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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

Cemented carbide tools are made of carbides, nitrides, carbonitrides, oxides of Tungsten (W), Titanium (Ti), Aluminium (Al), Silicon (Si), Tantalum
(Ta), Boron (B) etc.

and metal component like Cobalt (Co), Nickel (Ni), Chromium (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, appearance and color could be changed

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 specific 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 extremely high or low temperatures.

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 catalog safety guidance prior to handling the tools.

7) Do not abuse 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 immediately with continuously 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 extremely high or low temperatures compare with the melting point of brazing materials may cause loosening or
breakage.

8) Overheating an oil base coolant may cause a fire or flames, thus be prepared for fire prevention.
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5 METALCUTTING SAFETY

DANGEROUS FACTOR

Cutting tools

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

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

« 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

* Chips evacuated during cutting are hot and sharp and may cause burns and cuts

* Touching the workpiece immediately after cutting may cause burns

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

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

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

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

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

Indexable
tools

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

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

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

Rotating tools

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

* It is dangerous to use glove with rotating machine « Contact with body or clothes is dangerous with rotating parts

« VVibration generated by balancing trouble may cause a fracture and ejection of the tool which may cause serious injury

« In case of drilling, the uncut bottom core can fly out of the part with high speed and cause serious injury

* The edges of small diameter drill are sharp and easy to break

Brazed tools

* Fragmentation and ejection of brazed carbide tip may cause injury

ETC

* There is a possibility that the carbide tip may break after multiple brazing operations

* Abusing may cause fragmentation of tool and is very dangerous

SAFETY COUNTERPLAN

Cutting tools

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

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

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

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

* Use gloves or safety cover for your safety

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

* 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

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

* Clamp the workpiece tightly

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

Indexable
tools

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

* Do not use lever inappropriately

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

Rotating tools

 Use gloves or safety cover for your safety

* Do not wear gloves when you work with rotating machine
» Keep your body and clothes away from rotating machine

* RPM should be controlled within recommended condition
* Check the balance of rotating part periodically

* Use gloves or safety cover for your safety

« Concentrate on safety regulation in using tools.
* Use glove or safety cover for your safety.

Brazed tools

* Check the brazed tip before using
* Do not use at high temperature cutting condition

ETC

* Do not use brazing a tip that has been brazed several times

« Stick to safety regulations and guidelines




| INTRODUCTION OF HOMEPAGE

1) Get on the homepage through the internet
» https://www.korloy.com/en (KORLOY Homepage)

2) Choose a category and click that

2 Main screen guide

Browse all types of items by category Selection by each language
( You can search desired items here ( Moving on to the site in each language

’7
Detailed

screen

Selecting
detailed
screen by
each category

Quick menu
Checkable product information and KORLOY news quickly by scrolling the mouse

Search the necessary materials in the detailed search screen.

» Downloading technical materials » Shortcut to KOMS

» Shortcut to genuine
product certification

Downloading technical materials:
Downloading and searching by sections of various technical materials are available
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| INTRODUCTION OF DIGITAL CATALOG

1) Connect to the digital catalog on PC or mobile
» https://catalog.korloy.com

2) Guideline for main screen

D PC
Grade guide —— My assembly Login/ Language
Explanation of Check created assembly registration Switch to the selected language
standard grades on E-mail/password
the catalog Measurement unit
C] Metric/inch
Currency(Unused)
COCOCD OO | KRWIUSDIEUR
( ] D Mobile
Search items Main application
Search necessary item with Select the main application
its grade or designation of necessary items
Details
» Sub application » |tem group
» ltem » ltem data, 2/3D modeling, etc.




| INTRODUCTION OF ONLINE EXHIBITION

1) Get on the online exhibition hall on the PC or mobile.
» https://www.korloy.com/ko/prcenter/media_list.do#online

2) Main screen guide

(1) Mini map | Move the wanted hal
@ Information desk | introduction in Korean/English
(B) Side menu | searchable wanted sections

@ Product names /Explanation | in Korean/English
@ Video | Item promotion video

@ Tech news I Checking tech news

@ Detailed information of product | Checking the information of product and promotion video

3D modeling | Checking 3D modeling view

* Connectable on mobile

Detailed screen

» New product hall » Industry hall » Tooling guide

» History hall » Smart factory » Poster
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| TOOL KEEPER C/L(COIL/LOCKER) TYPE SYSTEM

The smart tool storage control system which is a 24-hour running unmanned system that can
simultaneously store and manage tools and tool holders in real time. It is designed to improve the
efficiency and security of tool management in operation sites and other industrial settings.

Efficient and transparent hybrid tool management control system + customer-customized S/W applied

C/L Type

« Storage CAPA: Coils (81 types) + Lockers (21 types)
« Transparent Shipping (Packaging Units)
« Easy Tool Selection/Shipping with Touch Monitor

[Option] L Type
*Monthly performance data search (quantity / sum)
« Warehousing history and status search
« Computerization of statistical data (application history, etc.)

\

Increased
individual
productivity
(productivity)

More
efficient tool

management
(efficiency)
Cost
Reduction

Computerization
of statistical data
(accuracy)

« Storage CAPA: 59 types
« Maximum Length: Up to 380mm
« CanAdd Up to: 10 units

*No need for the tool release log
«Less operational redundancy of
the tool manager

Excess inventory prevented
« Safety stock secured
« Real-time inventory check

External I/F Interworking

Software Configuration: Administrator Program + User Program

» Administrator Program

» User Program

Key features

1. Safety Stock Alert Management
(Automatic Email/SMS Notifications)

2. Multilingual Language
Settings/Remote Diagnosis/SW

3. Automatic Updates Monthly Tool
Usage(Average)/Expenditure/Inbound
Quantity Management



| INTRODUCTION OF ONLINE EXHIBITION

n Grade name for coated carbide

Coated Type

Version

Coating

Diamond / DLC coating

PVD
CvD
Cermet Non coating

9]

225

n Chip breaker

Cutting application range

Ultra finishing ——
finishing F——"—
Light ——
Medium F——

Rough —"———

Heavyy | ———

==][=])l)=]l<

H Terminology of tool formula

SO

T
ISO grade

o]515]0
- =

(Good) (Good)

@@ . General

Non-ferrous, Steel (Cermet)

High hardened alloy

[7]
=
[+]

®
o

Cast iron K
Heat resistance alloy

Stainless steel + Mild steel

Universal (P,M,K)

PeERBDE

Workpiece range

Steel

M | stainless steel

Cast iron

.

M| P

Non ferrous metal

E HRSA

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

-

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-1 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 G 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




| 1ISO13399 GLOSSARY

2 Insert

<) Holder
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= BW
ow @ wr| Lo Bl WF[ CDX} e DCONVMS]
] i INSL LH Mr ‘
D LF OHX
B AN 3N -
| H % o e —————————— |
DMIN
ex 2 (Grooving) ex1 ex 2 (Grooving)
o T
AN Clearance Angle Major B Shank Width
APMX Depth of Cut Maximum BD Body Diameter
BW Insert Body Width CDX Cutting Depth Maximum
CBMD Chip Breaker Manufacturers Designation CUTDIA Work Piece Parting Diameter Maximum
CDX Cutting Depth Maximum DAXIN Axial Groove InSide Diameter Minimum
CEDC Cutting Edge Count DAXX Axial Groove OutSide Diameter Minimum
CUTDIA Work Piece Parting Diameter Maximum DC Cutting Diameter
cw Cutting Width DCON-MS Connection Diameter - Machine Side
D1 Fixing Hole Diameter DCON-WS Connection Diameter - Work Side
DCON-MS Connection Diameter - Machine Side DMIN Minimum Bore Diameter
DMIN Minimum Bore Diameter H Shank Height
HAND Cutting Direction, Hand HAND Cutting Direction, Hand
IC Inscribed Circle Diameter HBH Head Bottom Offset Height
INSL Insert length HF Functional Height
KRINS Cutting Edge Angle Major HTPRM Prism Height
LE Cutting Edge Effective length KAPR Tool Cutting Edge Angle
LF Functional length LB Body Length
PDX Profile Distance ex LF Functional Length
PDY Profile Distance ey LH Head Length
PSIRL Cutting Edge Angle Major Left Handed LPR Protruding Length
PSIRR Cutting Edge Angle Major Right Handed LS Shank Length
RE Corner Radius LSCWS Clamping Length WorkPiece Side
S Insert Thickness LU Usable Length (Max. Recommended)
SSC Insert Seat Size Code NOF Flute Count
WF Functional Width OAH Overall Height
WT Weight of ltem OAL Overall Length
OAW Overall Width
OHN Overhang - Minimum
ULDR Usable Length Diameter Ratio
. wWB Body Width
) Tooling System WF Functional Wicith
e WTHPRM Prism Width
T |LB1

BD4 / DCON-MS

e I — DCON-WS | BD1

OAL

e Property Name
ADJ Adjust Screw
BD Body Diameter
CCKz Cutter Connecter Key Size
CRKS Connection Retention Knob Thread Size
DC Cutting Diameter
DCON-WS Connection Diameter Workpiece Side
DCX Cutting Diameter Maximum
H Shank Height
HF Functional Height
LB Body Length
LF Functional Length
MBCB Mount Bolt, Clamp Bolt
SSL Set Screw Length
SSZ Set Screw Size
WF Functional Width




GRADES

KORLOY’s new grades are designed with optimal substrate for each application and

are PVD coated for high temperature, high hardness and oxidation resistance,
or CVD coated for high temperature 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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Technical information for GRADES

Grades Chip Breakers Guide

A2 KORLOY Grade Index A24 Chip Breakers for Turning

A3 Grade System A30 Application Range of KORLOY Main Chip Breakers
Turning Grade selections Turning Chip Breakers

A5 CVD Coated Grades A34 Negative Insert

A9 PVD Coated Grades A45 Positive Insert

A13 Uncoated Carbide Grades A50 Heavy Insert

A14 Cermet Grades A52 Wiper Insert

A15 Coated Cermet Grades A53 Surface Insert

A16 Diamond Coated Grades
A17 DLC Coated Grades
A18 cBN Insert Grades

A23 PCD Insert Grades
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A Grades

KORLOY Grade Index

) Grade index

1ISO .
L Thread
Workpiece | Coated Grade Turning | functional (Turning)
Steel Stainless steel | Cast iron HRSA |Non-ferrous Hardened tools
NC3205 P05-P15 .
NC3215 P10-P20 °
NC3225 P20-P25 . .
NC3120 P30-P40 M30-M40 . .
NC3030 P20-P25 . .
NC3235 P25-P35 M25-M35 .
NC5320 P15-P25 K15-K25 .
cvD NC5330 P30-P35 M20-M30 K30-K35 S$15-S25 . .
NC515H P10-P20 .
NC520H P15-P20 .
NC525H P20-P25 °
NC6310 P05-P10 K01-K10 .
NC6315 K10-K20 . .
NC9115 P15-P20 M10-M20 .
Coated NC9125 M20-M30 S15-S25 .
carbide NC9135 M30-M40 $25-535 .
PC3035 P30-P40 .
PC5300 P30-P40 M20-M30 K20-K25 S$15-825 . . .
PC5400 P35-P45 M30-M40 K30-K35 S25-S35 .
PC8105 MO05-M15 S01-S10 HO1-HO5 .
PVD PC8110 M10-M20 K10-K20 S05-S15 HO05-H10 . .
PC8115 M15-M25 S10-S20 H10-H15 .
PC9030 M25-M35 . .
PC9035 M25-M35 S20-S30 .
PC3030T P25-P35 M25-M35 .
PC9070T M25-M35 .
ST30A P25-P35 .
Ho1 K01-K05 S01-S10 N10-N20 H05-H10 . .
Non-coated
HO5 K05-K15 S05-S15 N15-N25 . .
G10 K15-K25 N20-N30 . .
PVD CC1015 P10-P20 K05-K15 .
CC1025 P15-P25 K10-K20 .
Cermet
CN1500 P10-P20 K05-K15 .
Non-coated
CN2500 P15-P25 K10-K20 . .
DNC100 HO1-H10 .
DNC250 H10-H20 .
PVD
DNC300 H15-H20 .
DNC350 H20-H30 .
DBNX20 H15-H20 .
cBN
DBN250 HO1-H10 .
DBN350 H20-H30 .
Non-coated
DB1000 HO1-H10 .
DB2000 H10-H15 .
DBN700A K01-K20 S01-S10 .
Dia coated CvD ND3000 NO1-N05 .
PD1005 NO5-N10 .
DLC coated PVD
PD1010 N10-N15 .
DP90 NO1-N20 .
PCD Non-coated DP150 NO05-N25 .
DP200 N10-N30 .

2 e Grades



Grades A

Grade System

2 Cutting tool

Uncoated
carbide

Cermet

Cermet
coated

Dia coated -
DLC coated -

PCD

cBN

cBN coated -

2 Applications

Turning
coated

Multi-
functional

Thread
coated

Steel
Cast iron

HRSA

ST30A
HO1
Ho1

Aluminum alloy/Copper alloy Ho1

Hardened

Steel

Cast iron

Steel

Cast iron

Non-ferrou

Non-ferrou

Non-ferrou

Cast iron
HRSA

Hardened

Hardened

Steel
Steel (Heavy)
Stainless steel
Cast iron
HRSA
Non-ferrous

Hardened

Steel
Stainless steel
Cast iron
HRSA

Hardened

Steel
Stainless steel
Cast iron

Non-ferrous

S

S

S

NC3205
NC515H
NC9115
NC6310
PC8105
ND3000
PC8105

PC3035
PC5300
PC5300
PC5300
PC8110

PC3030T
PC9070T
PC5300
PC5300

Ho1

CN1500
CN1500

CC1015
CC1015

ND3000

PD1005

DP90

DBN700A
DBN700A
DBN250

DNC100

NC3215 NC3225
NC520H NC525H
NC9125 NC9135
NC6315 NC5320
PC8110 PC8115
PD1005 PD1010
PC8110 PC8115

HO05
HO5
HO5

CN2500

CN2500

CC1025
CC1025

PD1010

DP150

DB1000

DNC250

NC3235

PC9030
NC5330
PC9035

PC5300 NC3225

PC9030 NC3030

NC5330 NC6315

PC9030 NC5330

PC5300

PC3030T  PC5300

G10

G10

DP200

DB2000

DNC300

NC3120

PC9035
PC8110
NC9125

NC3120
NC5330
PC8110
PC8110

DBNX20  DBN350

DNC350

NC3030

PC8105
PC5300
NC9135

NC6310 NC9115 NC5320 NC5330 PC5300 PC5400

PC8110 PC8115 NC3030 NC3235 NC5330 PC5300 PC5400

PC5400

NC5330 PC5300 PC5400

NC3030 NC5330

PC8110



A Turning Grades

Turning Grade selections

) Selection system

e [T SRl w

Stainless steel

ISO |PO1 P10 P20 P30 P40 P50 MO1 M10 M20 M30 M40 K01 K10 K20 K30 SO1 S10 S20 S30 NO1 N10 N20 N30 HO1 H10 H20 H30
[
1Nc3205 chl‘i’;w m— NCE310 B PCB105 ND3000 mpPC8105
NC3215 f—
—lpc8115 NC6315 PC8110
—posps — LR NC5320 PC8115 Pb1005 == PC8110
E=NC3120 NC9125 T
Coated INC5330 NC5330 I NC9125
! cot PD1010 == PC8115
carbide C9135 — ! B PC8110 NC9135 s
NC3235 |
PC5300 B PC5300 i PC5300
PC9030 B PC5400 I pC9035
|PC9035
L PC54
‘ L 1PC5400 & L
CC1015! CC1015
CC1025 CC1025
Cermet
CN150 CN1500
‘_CN2 00 CN2500
DP9o ™= DNC10
cBN/ DBN700A B DBN700A DP150 [EDNC250
PCD DP200 N DNC300
DNC350 Ml
[
BN HO1 —HT HO1 . HO1
Unczgcl’ed HO5 HO5 HO5
carbiae
HSTSOA G10 G10
D Application range of turning grades
. Steel M Stainless steel . Cast iron
£ 600 = 300 = 600
1S 1S 1S
£ £ NC9115 £ NC6310
S 500 NC3205 g 20| NC9125 S 500 N
g NC3215 El = R 323 g
& 400 {;5320 g 200 NC333B, . & 400 NC6315
=3 NC3225 = J 2
S 300 iy esos0 S 150 |PC8105 NC9135 5 30 \€5320
o NC3235 o PC8[110 \ o ~ NC5330
200 e N 100 PC8115 J pcsa00 200 )
NC5330 2 PC5300 2 @
100 NC3120 o0 e £ %0 Papas £ o) PO TN e E
PC5400 =) <4 PC5300 B Ed
2 2 2
0 10 20 30 40 50 0 10 20 30 40 50 0 10 20 30 40 50
([ J E £ 3 [ J E 2 E [ £ 2 3
Continuous Light Heavy interrupted Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting cutting interrupted cutting
. Non-ferrous metal . Heat resistant alloy . Hardened steel
£ 1200 ND3000 £ 120 € 180
= N = = PC8105
T 1000 g 100 g 150 [
5 PD1005 5 g PC8110
£ 800 niaio 5w Posws g 120
2 2 PC8115 g ‘,PCS"S
5 6w 3 e =500 5 w0l
A \ ’Ei 3 —
400 | 4 Eba0s5 60 —
HO1 2 NC9125 PC5400 8 g
HO5 Q o] 9]
200 £ 20 HC9135 £ 30 £
3 3 3
= = =
0 05 10 15 20 2% 0 10 20 30 40 50 0 10 20 30 40 50
() E 7 s ® E 2 3 () : 7 7
Continuous Light Heavy interrupted Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted

cutting cutting interrupted cutting
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Turning Grades A

CVD Coated Grades
CVD insert series for Steel Turning

NC3205 / NC3215 / NC3225 / NC3235

- Optimal grade for high productivity on Steel cutting
- Exclusive substrate application per each grade
- Enhanced lubrication and chipping resistance

) Features

D Application range

New CVD coating with good heat resistance and . Steel
wear resistance A
- Ensured stable tool life due to increased wear € 600
resistance, chipping resistance and heat resistance g
s 0 NC3205
Q
High toughness and heat resistance substrate § 400 NC3215
) ) NC5320
- Exclusive substrate per each grade £
. . ) = . NC3225
increasing tool life S 300
i NC3235
[NC3200 Series] 200 \\
- NC5330 p
NC3120 2
PC5300 ~"pcsg00 &
(e}
- - - - - - - - - - > =
eHighly lubricative coating with fine surface finish application 0 10 20 30 40 50
[ ] L o
8 Continuous Light Heavy interrupted
BUE resistance cutting interrupted cutting

and chipping
resistance

[NC3205, NC3235]

[ Existing grade ]

Orientation control
technology

Existing and common use
coating technology

Comparison of coating technology

« Increased crystal orientation, tool
life and stability of wear due to the
New CVD coating technology

« Randomly generated crystal
orientation

« Limitation of wear resistance and
cutting stability

@ss» Orientation control
technology

@ums» Common use coating
technology

Wear resistance
A

Oxidation . Chipping
resistance [ " resistance
BUE “* Flaking
resistance resistance

v
Thermal crack resistance
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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

) Features

2 Application range

. Cast iron
A

Titanium layer with excellent

lubrication identifying wear
£ 600
Alumina layer specialized for heat resistance =
versp § ., Nceswo
g h
—[ Titanium Iayer with improved % \
fracture resistance § 400 —+~.NC6315
—{ Functional substrate optimized for 3 300 — NC5320
i - ini | NC5330
[NC63101] high speed cast iron machining
200
100 PCSLIJ,,Q —d N 2
PC5400 £
Alumina layer with better surface finish and improved i _ g
wear resistance and welding resistance 0 10 20 30 40 50
Titanium layer with improved fracture resistance [ ) L 3 2
Comin_uous Light Heavy int_errupted
‘[ Functional substrate optimized for high feed and heavy cutting interrupted cutting
interrupted cast iron machining
[NC63151]
) Features of NC6310
_ Requested mechanical rigidity and toughness
( Normal wear on rake surface and nose radius W
%‘ Chemical wear
£ =
27 - £
K s L7 1 5 Plastic k2
! e ! / 3 deformation 8
\_._~ 1 P o} £
= N - @ [}
-- o £
£ o
=1 E
o 2
B
[NC6310] [Existing grade (K10) ] Breakage  §
S g g Y §
X feed, fn
mm/rev
P 2 ( )
Continuous Light Heavy interrupted
cutting interrupted cutting
) Features of NC6315
( Improved flaking resistance and wear resistance on rake surface W ( Normal wear on flank surfacenose radius W
I aking PN Chip} Normal wearon [
.- \ resistance} X welding| [Fank surtace) Excessive wear,on flank
' X \\ ' (’ ~~o : So. ) surface/flaking |
\\ . ~ \ \ N
A} .
N N S’ \\ N
* N s IS N \I
improved wear SRS Wearonrake Rl
fsurface]
[NC6315] [ Existing grade (K15)] [NC6315] [ Existing grade (K15)]
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Turning Grades A

CVD Coated Grades

CVD insert series for Stainless Turning

NC9115/NC9125/ NC9135

- Solutions for Most Common Issues in Stainless Steel Machining — Prevents built-up edge, notch wear, plastic deformation,
and burr creation

- Machining of various workpieces such as austenitic, martensitic and ferritic stainless steel

- Stable tool life at high speeds, feeds, and depths of cut

%) Features

Top coat with higher welding resistance Lubricative coating layer to prevent built-up edge

Alumina layer for high speed machining

MT CVD-TICN layer with higher chipping resistance

High toughness substrate optimal for all continuous/low or

high interrupted machining [Existing coating ]
[NC9100 Series ]
2 Application range ) Grades line-up
. ) . ,
M Stainless steel = ~___ Chemical wear
A £ T .
S 300 £ :
£ <] |
g 250 1L NC9125 g v | | NCo115 — Plastic
- o B f
§ : ) NC3235 g :).)_ \ : deformation
i 200 = \ [NCg330, ) = L e e
k= < 5
= 5 O ;
3 15 |PC4105 . INC9135 = i
PC8[110 8 ... 4
100 = \ : i Breakage
PC8115 PC5400 S N NC9135 A\
PC5300 PC9035 2 5 Bth-up\ : 3
50 3 = A\
£ edge \
(j)? \
=} H
> 2
[ J E 2 3 feed, fn
0 10 X 0 0 50 Continuous Light Heavy interrupted (mm/rev)
[ ] L 1 2 cutting interrupted cutting
Continuous Light Heavy interrupted .
cutting interrupted cutting High toughness

2 Recommended grade and chip breaker per stainless steel type

[ Austenitic stainless steel ] [ Duplex stainless steel ]
Cutting speed (m/min) Cutting speed (m/min)
Grade Grade
50 100 150 200 250 50 100 150 200 250
NC9115 160 220 NC9115 120 160
NC9125 150 200 | NC9125 100 140
NC9135 100 150 NC9135 [60___100 5
[ Ferritic / Martensitic stainless steel ] [ Precipitation hardened (PH) stainless steel ]
Cutting speed (m/min) Cutting speed (m/min)
Grade Grade
50 100 150 200 250 50 100 150 200 250
| [ : [ T
NCO115 [ | 250 NCo115|  [50___1i0)
i I ; [ L i 1
NC9125 120 . 220 | NC9125 40 110 |
NC9135 o 01 S R I NCO135 0]




A Turning Grades

D) Selection system of CVD coated grade

Machining | Recommended Recommended I
= types grade | cutting speed (m/min) 150 EREICRICHRERGE
Continuous | NC3205 | 300 (210~390) PO1
' 1
cuting | NC3215 | 260 (180~340) o310
P10 NC3205
NC5320 | 240 (170~310)
General P15 NC3215
s cutting NC3225 | 230 (160~300) \ {NC5320 l( NC9115 |
teel NC3120 | 230 (160~300) P20 Ncozs | (cstao
NC3030 | 190 (130~250) P25
MRl | N G235 | 180 (125~285) P30 (Ncaoso
cutting \ < N05330|>
NC5330 | 175 (120~230) P35 NC3235
Confinuous cuting | NC9115 | 180 (160~200) P40 -
Generl NC9125 | 175 (155~195) M10
A eneral cutting NC9115
M Sta'"'elss NC5330 | 175 (155~195) M20
stee " ( : M y NC9125 — NC5330
3235 | 170 (155~185 30 NC3030
inerrpled NCO135 < NC3235 —
cutting NC9135 | 160 (145~175) M40
Continvous cuting | NCB310 | 340 (255~425) K01
NCE310 |
~ | NC6315 | 280 (210~350) K10
Cast iron | General cutting NC6315 |
NC5320 | 220 (165~275) K20 < NC5320 |
emyptedouting | NC5330 | 150 (110~190) K30 <"NCeam ]
T Continuous cuting | NC9125 40 (30~50) S20 NC5330 NC9125 |
Itemupted cuting | NC9135 35 (25~45) S30 NC9135 |
) The features of CVD coated
CVD Coated grades ISO Features
« For high hardness general steel, forged steel and for high speed, continuous and medium finishing
NC3205 P05 ~ P15 « Applying high plastic deformation resistance materials and high heat resistance and wear resistance Alumina (Al203) increase surface
finish and lubrication ~ + MT-TiICN + Al203 + TiN
« Continuous machining of general steel and forged steel at high speed
NC3215 P10 ~ P20 « Substrate with excellent thermal crack/plastic deformation resistance, coating with improved chipping resistance for continuous
machining « MT-TiCN + Al203 + TiN
- Universal grade for general steel and forged steel
NC3225 P20 ~ P25 |- 1strecommended grade for general machining with the use of high toughness substrate and coating layer with improved welding/
chipping resistance ~ + MT-TiCN + Al203 + TiN
P30 ~ P40 « For general steel, forged steel, and stainless steel and for medium low speed cutting, high interruption cutting, roughing
NC3235 M30 ~ M40 | Applying high chipping resistance and fracture resistance materials and heat resistance, wear resistance alumina(Al203) coating
increase surface finish and lubrication * MT-TiCN + Al203 + TiN
» Medium to roughing for steel
NC3120 P20 ~ P25 |- Combining excellent fracture resistance substrate with chipping resistance and heat resistance Al203 increased stability
* MT-TiCN + TiC + Al2Os3
PO5 ~ P35 » Medium to low speed machining of steel and interrupted roughing
NC3030 M25 ~ M35 | 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 + Al2O3 + TiN
« For medium hardness general steel, bearing steel, cast iron, medium to high speed cutting, medium interruption cutting, general cutting and medium cutting
P15 ~ P20 ) ; Y ) ; ) } S o
NC5320 KI5~ K25 | Applying fracture resistance, chipping resistance and wear resistance Alumina(Al203) coating and materials increase tool life in
hub bearing cutting ~ «MT-TiCN + Al203 + TiN
I\El’gg - &%50 « Stainless Steel - General cutting for mild steel & forging steel
NC5330 K30 - k35 | Excellent cutting performance in hard to cut materials which are vulnerable to built up edge, due to the high tough substrate with
815 ~ §25 improved fracture resistance and the coated layers + MT-TIiCN + Al203 + TiN
Kol ~Kio | High speed and continuous cutting of grey cast iron
NC6310 P05~ P10 | Increased tool life due to coating layer with high wear resistance
* MT-TiCN + Al203 + TiN
« Universal grade for ductile and gray cast Iron
NC6315 K10 ~ K20 | - Excellent performance thanks to the alumina (Al20s) coating’s improved grip on the tough substrate
* MT-TiCN + Al203
M0 ~M20 | For ferrite, martensitic stainless steel, high speed cutting, continuous cutting and medium finishing
NC9115 P15~pP20 | Applying high plastic deformation resistance materials and high heat resistance Alumina(Al203) increases surface finish and
lubrication  *MT-TiCN + Al203 + TiN
M20 ~M30 | For stainless steel and heat resistance alloy cutting, heat resisting alloy cutting, medium high speed cutting, continuous cutting and medium roughing
NC9125 « Applying high chipping resistance materials and high heat resistance Alumina(Al203) increases surface finish and lubrication
S$15 ~ S25 f h
+ MT-TiCN + Al203 + TiN
M30 ~ M40 | For stainless steel and heat resistance alloy cutting, heat resisting alloy cutting, medium low speed cutting, interruption cutting and roughing
NC9135 « Applying high fracture resistance materials and high heat resistance Alumina(Al203) increases surface finish and lubrication
§25 ~ S35 4 )
* MT-TiCN + Al203 + TiN
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Turning Grades A

PVD Coated Grades

Turning grade for heat resistant alloy and stainless steel

PC8105 PC8110

- Micro grain carbide minimizes chipping of cutting edge due - Substrate with superior wear resistance and plastic
to enhanced edge strength deformation resistance at high temperature

- Latest PVD coating technology with high hardness and high - PVD coating technology with high hardness and
temperature oxidation resistance oxidation resistance at high temperature

- Excellent tool life when finishing heat resistant alloys and - Long tool life when machining heat resistant alloy and
stainless steels at high speeds stainless steel at high speed

PC8115

- Ultra fine matrix technology increases wear resistance and chipping resistance
- PVD coating technology with high hardness and oxidation resistance at high temperature
- Strong cutting edge and excellent chipping resistance guarantees stable machining

- Longer tool life when machining heat resistant alloy and stainless steel at medium to low speed and medium cutting to
roughing

%) Features

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

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

[PC8100 series ]

2 Application range
. Heat resistant alloy

4
E 100
£
2 PC8105
g 80
3
2 P&VO
3 PC8115
1 T §
40 j ]
PC5300
20 PC9035
[ J E Z ®
Continuous Light Heavy interrupted
cutting interrupted cutting



A Turning Grades

PVD Coated Grades

Universal PVD grade

PC5300

- Advanced PVD coating with high hardness and high temperature 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

) Features 2 High temp properties
A
z | |
§ 3600 PC5300 _
;5 - @
T 3400
3200
) TiAIN
3000 .
@ TiN
. ; 2800
Latest PVD coating technology developed by Onidaton onset teperature (C)
KORLQY 2600 &
« New concept of coating equipped with high 750 800 850 900 950 1000 1050
temperature oxidation resistance and high
hardness

2 Application range

M Stainless steel

(2]
-~
[1°]
o

A A
€ 300 < 300
£ £
£ PC5300 £
g 250 — g 250
ke ke
2 20 i 2 20 PC5300
2 ﬁ 2
£ 150 J \ £ 150 \
(] (&)
100 e | 100
3 I I
50 PC2400 £ 50 PC5400 £
ES ES
> 2 > 2
0 10 20 30 40 50 0 10 20 30 40 50
([ E J % (] E Z 8
Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting
. Cast iron . Heat resistant alloy
A A
€ 300 < 120
£ £
£ £
g 250 g 100
3 3
;.{ 200 % 80
2 PC5300 = PC5300
£ 150 -~ =] 60
(] ] (&) \
100 s 40
|
50 = 20 =
PC5400 E PC5400 E
»2 -2
0 10 20 30 40 50 0 10 20 30 40 50
[ £ .7 [ ] £ s
Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting



PVD grade for Stainless steel turning

PC9030

 The optimal PVD grade for stainless steel turning and continuous cutting
« Applied high welding resistance coating layer technology
« Applied high wear resistance materials

%) Features

Applying high welding resistance coating layer

Applying high wear resistance materials

Stainless steel Turning insert

PC9035

Turning Grades A

PVD Coated Grades

2 Application range
M Stainless steel
A
T 280
é 040 | PC8110
T 000 N ? PC5300
i PC9030
@ 160
g 120 |
g o \I\\
5 ——
° PC9035
PC5400
20
[ £ Z ®
Continuous Light Heavy interrupted
cutting interrupted cutting
. Heat resistant alloy
< 100
£ PC8105
E @ PC8110
>
g 60 PC8115
L o~
£ PC5300
SR PC9035
([ E J %
Continuous Light Heavy interrupted
cutting interrupted cutting

« Optimally designed PVD grade for medium to finish cutting and interrupted cutting of Stainless steel turning
« High stability of cutting due to applying high toughness PVD coating layer technology with chipping resistance and

fracture resistance

= Good chipping resistance and welding resistance in the beginning of cutting through the Edge-Tech™ technology

%) Features

[PC9035 ] [ Existing grade ]

I “‘ \



A Turning Grades

D) Selection system of PVD coated grade

Machining | Recommended Recommended P
ke types grade | cutting speed (m/min) 150 RIS R
Continuous cutting | PC5300 | 140 (105~175) P30 1
Steel PC5300 |
Nempiedcuting| PC5400 | 125 (90~160) P40 {pcs40o |
PC8105 | 175 (130~220) MO1
Continuous | poa140 | 160 (120~200) M10 | <pcs1os
cutting —_PC8110
PC8115 | 145 (110~180) M| M20 PC8115 —
i — 5
y Stainless PC5300 | 130 (95~165) M30 PC9030  PC9035
steel — —< PC5400 —
Interrupted PC9030 | 120 (90~150) M40
cutting | pcgo3s | 120 (90~150) K10 Vo
PC5400 | 110 (80~140) K15 <P08110
Confwaus cuting| PC8110 | 135 (100~170) K20 — —
{ PC5300
Cast iron Interrupted PC5300 | 105 (80~130) K25
cuting | pCs400 | 85 (65~105 K30 /—
( ) ( PC5400
PC8105 55 (40~70) K35
Continuous | poa11g | 50 (35-65) S01
outting PC8105
|
PC8115 | 45 (35-~55) $10 {pcsi10 ,
HRSA PC8115 |
PC5300 | 40 (30~50) S20 {pC5300 | ,
Interrupted PC9035 |
cuting PC9035 | 38 (25~50) $30 {pC5400 |
PC5400 35 (25~45) HO1 /T—
PC8105 |
PC8105 | 110 (80~140) HO5 |
PC8110
Hardened "*"P'°0 | pcsi10 | 100 (75-125) H10 ' |
cutting PC8115 |
PC8115 90 (65~115) H15
) The features of PVD coated grades
PVD Coated grades ISO Features
“:gg - “Png% ® Universal grade for stainless,HRSA,steel and interrupted cast iron machining
PC5300 K20 : K25 ¢ High chipping and welding resistance for longer tool life
S15 ~ $25 * New TiAIN coating and ultra fine grain substrate adopted
P35 ~ P45 ® For medium cutting for hard-to-cut materials, stainless steel, steel, and cast iron at medium or low speed
M30 ~ M40 P .. ) ) . :
PC5400 K30 ~ K35 ¢ Stable machinability with chipping resistance, fracture resistance and welding resistance
$25 -~ S35 ¢ Ultra fine substrate with high toughness and new AICIN layer
S01 ~ S10 e For high speed and continuous finishing of hard-to-cut materials and STS
PC8105 MO05 ~ M15 ¢ Excellent cutting performance with high wear resistance and oxidation resistance
HO1 ~ HO5 o Ultra fine substrate and the new TiAIN coating layer
l\i?g - ;1250 e For high speed and continuous medium cutting of hard-to-cut materials and STS
PC8110 HO5 : H10 ¢ Excellent tool life with high wear/plastic deformation resistance at high temperature
* New TiAIN coating layer and substrate with excellent thermal resistance
K10 ~ K20
S10 ~ S20 ¢ For medium to low speed and medium to rough cutting of hard-to-cut materials and STS
PC8115 M15 ~ M25 e Excellent tool life with high wear resistance and chipping resistance
H10 ~ H15 « Ultra fine substrate and the new TiAIN coating layer
M25 ~ M35 ¢ Medium,roughing and heavy interrupted cutting for stainless steel
PC9030 $20 : $30 * TIAIN coating and ultra fine grain substrate adopted
¢ High chipping and welding resistance for stable machining
¢ Optimally designed PVD grade for medium to finish cutting and interrupted cutting of Stainless steel turning
¢ High stability of cutting due to applying high toughness PVD coating layer technology with chipping resistance
M25~M35 :
PC9035 $20~530 and fracture resistance
¢ Good chipping resistance and welding resistance in the beginning of cutting through the Edge-Tech™
technology
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Turning Grades A

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
- Excellent tool life when finishing titanium alloy at high speed

HOS

- 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
- Ideal for medium cutting of titanium alloy

) Grades line-up

Titanium alloy

—

ST It ey ]
e Wi e i e 2
Y Reep o, 3 2

-f’§‘a .‘:‘fr-;rr s A".\ > #...
PR R = Al L
Do AT AT R B

g
€ 100 [
S
3 Hot
§ 80 [
g, |
E 3 ‘
o &0 —
—  Hos ‘
wl e .
: - feed, fn (mm/rev)
[ J E 2 £
Continuous Light Heavy interrupted
cutting interrupted cutting
) Selection system
. Recommended Recommended A
Workpiece grade cutting speed (m/min) ISO Application range
Steel ST30A 80(60 ~ 100) | P30 { sT30A |
Ho1 120(90 ~ 150) K1 o1
Castiron Ho5 105(80 ~ 130) K10 {_Ho5 |
G10 90(65 ~ 115) K20
Aluminum alloy HO1 440(220 ~ 660) N10 | { _G1o_ |
HO1 |
HO5 395(195 ~ 595) N20 {__Ho5 |
Copper alloys G10
G10 350(170 ~ 530) N30
HO1 35(25 ~ 45) SOt |
Titanium alloy HO1 |
Ho5 33(25 ~ 41) S10 { Hos |
High hardness steel Ho1 80(55 ~ 105) Hio <L.HO1L |
2 Main composition and application range
Workpiece Composition Composition 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
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
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A Turning Grades

Cermet Grades

Solution for turning application of steel

CN1500

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

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

CN2500

- 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

2 Recommended cutting conditions ) Grades line-up
A
Recommended cutting speed (m/min = B ee——
Division | Workpiece | Grade 9 speed (mimin) £ 400 ‘
Minimum | Recommended | Maximum %
SM10C, CN1500 150 270 400 %
$5440 CN2500 130 240 350 g 300 .
2 2 CN2500
g SMa5C CN1500 150 250 350 % For:high feed and
2 CN2500 130 220 300 S 00 . interrupted machining
SCM440 | CN1500 120 220 300 N~ ’
ferrous a||oy CN2500 100 200 250 feed, fn
° E°) ® (mm/rev)
Continuous Light Heavy interrupted
cutting interrupted cutting
D Chip breakers line-up
Negative Positive
Roughing 'VM’ Roughing ‘CZ5>
| - | -
i / i i / 3
Medium cutting VQ Medium cutting ' MP’
] - i ] - i
y y y y,
Finishing ( V } VB § Finishing § ' VL } § ( VF ’
= 4 ‘ = 4 | § = 4 | = 4
<Excellent chipcontrol  Recommended  High toughness contrc> <E><celent chip control Recommended High toughness contrc>
) Selection system
Workpiece Machining types Recommended grade | Recommended cutting speed (mimin) | 1SO Application range
Continuous cutting CN1500 250 (150 ~ 350) P10 CN1500 |
Steel P20 F
Interrupted cutting CN2500 220 (130 ~ 300) P30 CN2500
Castiron Continuous cutting CN1500 200(100 ~ 300) K10 < CN1500 —
Interrupted cutting CN2500 165(80 ~ 250) K20
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Turning Grades A

Coated Cermet Grades

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

CC1015

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

- Excellence in wear resistance, compared to the existing
tools

CC1025

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

- Excellence in breakage prevention, compared to the
existing tools

2 Recommended cutting conditions

) Features

— PVD layer with high

o hardness and
L.J lubrication

—{ Exclusive substrate
for super-high

O]

hardness coating

2 Grades line-up

i Recommended cutting speed (m/min) = B N ,,,,,,,,,,,,,,,,,,,,,,,,,
Division | Workpiece | Grade — = £ 400 : ;
Minimum | Recommended | Maximum % :
SM10C, cC1015 200 350 450 - :
§5440 CC1025 180 290 400 g 300 e cc """"""""""""
o ) 1025
£ SM45C ccio1s 200 300 400 g For high interrupted
E CC1025 180 270 350 R E O cutting at high feed. | -
SCM440 cc1015 180 270 350 ‘ ;
Sintered
ferrous alloy | CC1025 150 250 300 feed, fn
) 2 2 (mm/rev)
Continuous Light Heavy interrupted
cutting interrupted cutting
2 Chip breakers line-up
Negative Positive
v A
Roughing ‘VM’ Roughing C25
= 4 : w’
y ; y
Medium cutting VQ Medium cutting § MP
= : = 1
/ / V. y,
Finishing VL § VB Finishing § VL j VF
-4 1 =4 | 1 = § =4
<E><cellent chip control Recommended High toughness contr(> <Excel\ent chip control Recommended  High toughness contrt>
) Selection system
Workpiece Machining types | Recommended grade = Recommended cutting speed (m/min) ISO Application range
Continuous cutting cC1015 325 (200 ~ 450) P10 ccions |
Steel P20 { ccros |
Interrupted cutting CC1025 265 (180 ~ 350) P30
Continuous cutting CC1015 270 (180 ~ 350) K10 < cc1015_ |
Castiron CC1025 [
Interrupted cutting CC1025 250 (150 ~ 300) K20
) The features of coated cermet grade
Coated cermet ISO Features
cc1o015 P10 ~ P20 /K05 ~ K15 | o High quality of surface finish e Applicable for non-coated Cermet range
cC1025 P15 ~ P25 /K10 ~ K20 | ® Optimal for finishing of various workpiece cutting




A Turning Grades

Diamond Coated Grades

Diamond coating grade for Non-ferrous metals

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
- Excellent tool life when machining graphite and ceramic

) Features

ND3000 Cross section of ND3000’s coated layers

———{ Micro diamond coating technology

——{ High adhesive coating technology

O]
) Application range
. Non-ferrous metal
€ 1200 ND3000
£ N
S 1000
B PD1005
Z 800
£ PD10]0
© 600 N
400 )
200 HO1 HO5
Toughness
0 05 10 15 20 25
(] E 2 s
Continuous Light Heavy interrupted
cutting interrupted cutting
) Selection system
Workpiece Grade ISO Application range
Graphite/ ND3000 NO1
Ceramic /—
Non-ferrous { ND3000
Al alloy ND3000 NO5
) The features of diamond coated grades
Grade ISO Features

e For continuous roughing of graphite, ceramic, and Al alloy at high speeds
ND3000 NO1 ~ NO5 ¢ Exceptional cutting performance due to high resistance to wear and flaking
¢ High hardness diamond coatings of high purity SP3-crystalline structure
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Turning Grades A

DLC Coated Grades

DLC-Coated Inserts for Non-Ferrous Metals

PD1005 / PD1010

- High hardness and low friction DLC coating technology

- Lubrication and maximized wear resistance increase machinability and machining quality.
- Optimal substrate for each workpiece ensures stable and long tool life

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

) Features
Grade | Wear resistance and Welding resistance | Surface finish Chip curl
Carbide
non
coated
Smooth coating surface Hard DLC coating
DLC
(PD1010)
2 Application range

. Non-ferrous metal

5 ([ E 2 k2

% Continuous cutting Light interrupted Heavy interrupted cutting

B 2000 .

g » ND series

(o)

5 (Diamond coating grade)

3 1500

1000
500
0 Si Content (%)
) Selection system
Workpiece Grade ISO Application range
Aluminum and copper PD1005 NO5
(Soft non-ferrous metals) /W
Non-ferrous Aluminum alloy PD1005 N10 \d

PD1010

< PD1010 '7
PD1010 N15

2 The features of DLC coating grades

Al-Si alloy
(Hardened non-ferrous metals)

Grade ISO Features

e For high speed and continuous machining of Aluminum and copper
¢ High wear and welding resistance realize good machinability
¢ High performance of DLC coating with high hardness and low friction

PD1005 NO5~N10

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

PD1010 N10~N15




A Turning Grades

cBN Insert Grades

) Features - Excellent hardness and thermal resistance by adding a special ceramic binder at high pressure and
high temperature in sintering process

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

» Insert type
High resistance Wear resistance Productivity
For regrinding type One use type Multi-corner type Multi-corner type (coated) Solid type Grooving type

) cBN inserts

Multi edge coated type One use type

2NU-CNGA120408 NU-CNGA120408
¢ Easy handling of corners e Economic price ® Easy handling of tools e A wide variety of series
e Strong Brazing ¢ Smaller than expensive cBN and dramatic cost down
¢ Excellent tool life compared to non-coated inserts ® 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- « Long tool life
used type . )
- ® Excellent wear resistance, High hardness
* Insert with several brazed cBN o .
: L ) ) - ® Saved tool cost due to the regrinding insert 3~4 time

¢ Wide application of continuous to interrupted machining

D cBN application range 2 Coated cBN application range
A A

g 300 g 300

= DB1000 £ DNC100

2 20 Z 20

g DB2000 5

(o)) o

% 150 % 150 7 DNC250

(@] (@]

DBNX20 DNC350 J
100 100 4 L
b - - -
Continuous cutting General cutting Interrupted cutting Continuous cutting General cutting Interrupted cutting

Degree of ( ‘ ) . i , | ‘ \ Degree of le ‘ ) < i , | ‘ \
interruption Cior ; ; interruption O0; ; ;
18 e Grades



) Cutting conditions of cBN grades

Turning Grades A

ISO

Grades

Insert
color

Application

Cutting speed, vc (m/min)

Feed,
fn (mm/rev)

Depth of cut,
ap (mm)

High
hardness
steel

DNC100

Continuous
cutting
at high speed

180 I 300

0.03~0.3

0.03~0.3

DNC250

Continuous and
low interrupted
cutting at high speed

120 [ 220

0.056~0.3

0.05~0.3

Coated
DNC300

Medium and low
interrupted
cutting

90 I 250

0.06~0.2

0.06~0.2

DNC350

Medium and high
interrupted
cutting

90 I 150

0.06~0.3

0.056~0.3

DB1000

DB2000

DBNX20

Non

coated DBN250

DBN350

HRSA

DB7000

Cast
iron

DBN700A

Continuous
cutting
at high speed

130 I 250

0.083~0.15

0.03~0.2

Medium and high
interrupted
cutting

80 I—— 200

0.03~0.2

0.03~0.3

Highly efficient
cutting

120 [ 150

0.03~0.3

0.03~0.5

Medium and high
interrupted
cutting

80 [ 120

0.03~0.2

0.03~0.3

Highly efficient
cutting

120 [ 220

0.083~0.2

0.03~0.3

Continuous
cutting
at high speed

100 e 300

0.056~0.2

0.1~1.0

Continuous
cutting
at high speed

500 N 2000

0.10~0.4

0.1~04




A Turning Grades

Coated cBN

DNC100

- Excellent thermal resistance
- Coating layer with high hardness, oxidation resistance and chipping resistance

A
@ 50
& TIAISICN BNC100
» | O
"§ 30 TIAIN Improved hardness
©° TiN and oxidation
; 20 resistance at high
2 temperature
© 10
©
T
» Oxidation resistance
0 300 600 900 1200 C)
D Application range 2 Recommended cutting conditions
° 300
T DNC100 U e 180 300
= X |

@ E vc (m/min)

2 200

=0 DNC250

58 DNC350 Feed

2 100 e 0.03 I O3

fn (mm/rev) ’ ’
Degree of © €::3 @ C> Depth of cut
interruption Continuous General Medium Interrupted eap (r:m():u 0.03 I 0.3
cutting cutting interrupted cutting cutting P
— min Overload on max—i * Increased oxidation resistance and wear resistance due to high hardness coating layer

cutting edge

¢ Dramatically improved fracture resistance and chipping resistance

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

DNC250

- Stable and long tool life

A
- Cost effective by multi-cornered one-use insert ;3 50
EX DNC250 DNC350
B (TIAIN/TiN)
€] — Advanced PVD coating e TN AITIN
@ —{ Highhardness and lubricative £ Improved hardness
) <4 of coating and
coating T 10 PR .
@ oxidation resistance
T - » Oxidation
{ Improved wear resistance 0 300 600 900 1200 resistance (°C)
2 Application range 2 Recommended cutting conditions
o _ 300 Cutti d
g E DNC100 utting spee 120 I 220
o £ vc (m/min)
o 200
=% DNC250 I
58 DNC350 Feed
o 100 ee 0.05 I 0.3
fn (mm/rev)
Degree of © ﬂ @ C> Depth of cut
interruption Continuous General Medium Interrupted eap (n?m(;u 0.05 NN 0.3
cutting cutting interrupted cutting cutting P
— min Overload on max—

20 Q Grades

cutting edge



Coated cBN

DNC300

- 1st recommended grade for low to medium interrupted cutting

- Enhanced chipping resistance and wear resistance comparing to competitor's grade

- Minimized flaking of coating by stable coating

2 Application range

Turning Grades A

2 Recommended cutting conditions

23 £ 200 :
£3E DNC300 Cutting speed
5o & . 90 IS 200
O“s 90 vc (m/min)
>
Degree of @ C} @ {:3 Feed 0.05 NN 0.3
interruption | Continuous General Medium Interrupted fn (mm/rev) ) '
cutting cutting interrupted cutting cutting

-~ ooV = Depth of cut

Interruption (ﬂ@ ( = gl 0.05 EEE— .25
— min Overload on max— * Enhanced oxidation resistance and wear resistance due to high hardness layer

cutting edge

Coated cBN for high interrupted cutting

DNC350

« Excellent tool life and productivity in interrupted cutting

¢ Highly increased chipping resistance, fracture resistance and wear resistance

A
+ New PVD coating applied with high hardness and oxidation resistance § %0 DNC350
é 40 (TiAIN+a)
3 TIAIN  AITiN C
O] High hardness and oxidation-resistant g 30 )
coating 8 o TiN Improved hardness
O] 5 of coating and
High tough coating kS 10 oxidation
O] resistance
‘ Fine CBN + High tough substrate » Oxidation
0 300 600 900 1200 resistance (°C)
2 Application range 2 Recommended cutting conditions
g 30 Cutti d
8z DNC100 | utting spee 90 I 150
o £ ve (m/min)
2 E 20
=5 DNC250
5 S DNC350 Feed
o 100 ee 0.05 I 0.3
fn (mm/rev)
Degree of @ C} @ C} Depth of cut
interruption | Continuous General Medium Interrupted epih of cu 0.05 NN 0.3
X ) : ) . ap (mm)
cutting cutting  interrupted cutting  cutting
— min Overload on max—

cutting edge



A Turning Grades

Non-coated cBN

DB1000

- Non-coated cBN with the highest wear resistance at high speed
- Excellent tool life in continuous to light interrupted cutting
- Improved fracture resistance along with high wear resistance
- Higher thermal resistance and hardness due to pure TiCN ceramic binder

Non-coated cBN

DB2000

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

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

- Stable surface roughness

2 New technology of high purity ceramic binding materials

DB1000/DB2000

1 f

Conventional grade

——{ High purity ceramic
binding materials

[
@
QO ° - (o |

Impurities }—

Ceramic binding }— Q
materials
a

CS O——{cBN ‘@

( Crack

O +—{ Increased wear,
bad leading in
Q o

DB2000 dramatically minimizes impurities with the use
of high purity ceramic binding materials and enhances
thermal resistance and toughness.

2 Application range

300

200 DB1000

vc (m/min)

DB2000 J

-

General
cutting

100 —

Cutting speed

O

Continuous
cutting

&3

Medium
interrupted cutting

Degree of
interruption

Interrupted cutting of
heat-treated steel

Overload on
cutting edge

min max—i

2 Recommended cutting conditions (DB1000)

Impurities included in conventional grade's ceramic binder caused inferior thermal resistance
and hardness of sintered compounds, which led to crack (fracture) and wear

2 Recommended cutting conditions (DB2000)

ST ETE ] 130 I 250 DL sl 50 I 200
vc (m/min) vc (m/min)
Feed 0.03 I 0.15 Feed 0.03 I 0 2

fn (mm/rev) fn (mm/rev)

Depth of cut
ap (mm)

Depth of cut
ap (mm)

0.03 I 0.2

0.03 I 0.3

22 Q Grades



) Features

KORLOQY 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.

9 PCD grade

Turning Grades A

PCD Insert Grades

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

Grade

Features

Application

Grain size (um)

Force of
resistance(Gpa)

Coarse diamond grain has been used to get excellent wear

Cemented carbide
Ceramic roughing

DP90 resistance enough to machine cemented-carbide, high Si aluminum . . - 25~ 30 =1.10
High Si aluminum alloy
alloy
Rock, Stone
By use of fine diamond grain having good bonding property, it is High Si aluminum alloy
DP150 stilitable for machinin 0? Non—ferrogsgmetal raj r?itg P Copper, Bronze alloy 5-10 =1.95
9 »grap Rubber, Wood, Carbon
By use of ultra fine diamond grain, it is possible to make sharp Plastic
DP200 cutting edge. Thus it is appropriate grade to machine Non-ferrous Wood ~2 =2.45
material Precise finishing of aluminum

2 Recommended cutting conditions

T cutti imi Feed R Recommended grade
orkpiece utting speed (m/min) Turning(mmirev) Milling(mm#) epth of cut (mm) 1st ond
Aluminum alloy (4%~8%Si) 1000 ~ 3000 0.1~0.6 ~3 DP150 DP200
Aluminum alloy (9%~14%Si) 600 ~ 2500 0.1~05 ~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 ~0.5 DP90 DP150




A Chip Breakers Guide

Chip Breakers for Turning

Application range
feed rate fn (mm/rev)
Picture 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 13

_n For Finishing

0.7

[

0.10~0.35 « Stable chip control in high toughness material; low
carbon steel, pipe steel & steel plates

1 0.2~15

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

For Finishing

1.9
%# 0.15~0.45
6“:% 150 « Improved chip control for smaller depth of cuts
Ll « Excellent chip control in copying, corner R machining

For Finishing

0.05~0.35 « Good chip control quality on varied depth of cut

s

15 0.5~1.5 . Excellent cutting edge strength has been acquired
due to the special chip-breaker

For Medium to finish cutting
1.7
Mﬁ‘ 0.12~0.45
50:% 15° « Stable chip control in copying and internal machining
0.5~3.5 ) }
with various depths of cut

7]
2
13
] . - .
= For Medium to finish cutting

013 « Medium to finishing cutting edges offer improved
. 0.10~0.40 edge hardness

15°
ri/_ 1.0~3.0 « Increased chip control in low depth of cut cutting
range

« For cermet

For Medium cutting

- 22
0.25 ﬂ1 3
01 0.10~0.50 « Wide available chip control range from medium-
5% 18° 1.0~5.0 finishing to medium-roughing

|

« Suitable chip breaker for CNC machining

For Heavy duty cutting
.06
03]
20¢ g 0.70~1.40 « Designed specifically for heavy machining
6.0~15.0 « Specialized chip breaker for the heavy industries like
Ship building, Power plant industry

For Heavy duty cutting
08
02|
- 00 0.75~1.60 « Designed specifically for heavy machining
7.0~17.0 « Specialized chip breaker for the heavy industries like
Ship building, Power plant industry

Notice: Application ranges are based on main cutting material



Chip Breakers Guide A

Chip Breakers for Turning

Application range
feed rate fn (mm/rev)
Picture Cutting edge 0.04 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

_m For Finishing

1.2
e — 0.05-0.20 « High positive cutting edge

0.1~1.5 « Reduced contact chip with rake face minimizes
temperature to improve tool life

|

VP2 For Medium to finish cutting
25
. gl 0.05~0.40
0.5-4.0 * Stable chip control and high machinability in copying
DT with various depths of cut
VP3 For Medium cutting
3 05 24 « High positive cutting edge with wide land
= 2 0.05~0.45 ) o -
[7) 15%& « Stable cutting performance in interrupted machining
: P—/_ 0.5~4.5 with high toughness
« Stable machinability and chip control in machining
with high depth of cut
VP4 For Roughing
26
M—T ‘ 0.15~0.45 « The first recommended chip breaker for inconel

8"% 1g0 1.0-45 cutting
R « High hard and resistant rake angle to prevent notch
wear in roughing of rugged surfaces

For Roughing

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

18° « Shallow chip breaker design prevents chip blocking

12-7.0 at high feed

Tl

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

_m For Medium to finish cutting

0.10~0.40 « Angle land decreases cutting resistance for better

0.13
géi%g/— o surface roughness
R « Special dot design prevents chip blocking by clear

chip breaking

m For Medium cutting

0.2 0.15~0.45 « Increased productivity due to excellent chip control in
59) V4go various conditions
0.5~4.5 " . ) ;
« Stable tool life by reducing cutting load at high speed

and high feed

f

-P series

For Medium to finish cutting
20
CACH N 0.12~0.35 « Chip breaker with strong cutting edge in high
18 interrupted finishing and medium cutting
0.5~3.5 ) . . )
« Effective chip control in low depth of cut to high

depth of cut due to 2-step rear angle

Notice: Application ranges are based on main cutting material

Grades e 25



A Chip Breakers Guide

Chip Breakers for Turning

Application range
feed rate fn (mm/rev)
Picture 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

:

2.1 « The first recommended chip breaker for continuous
0.12~0.45 stainless applications cutting

03|
Q.H
102 20° 0.5-5.5 « Improved tool life and surface finish due to dual lands
”?L/_ T combining both machinability and toughness
« Wide chip pockets for stable chip evacuation at high
depth of cuts and high feeds

1

For Roughing

-M series

2.6 « The first recommended chip breaker for interrupted

w.j‘ 0.15~0.55 cutting or roughing of stainless steel

7% 18° « Inhibited notch wear and burr creation at high depth
2.0~6.
of cuts and feeds

« Reduced cutting loads and longer tool life at high
feeds

For Medium cutting

.

2.0 « 1strecommended chip breaker for cast iron
0.10~0.50 continuous cutting

B
{

3°1L 16° « Suitable for continuous cutting of ductile and gray
1.0~5.0 )
cast iron

« Excellent tool life and surface finish thanks to angle
lands improving cutting performance

-K series

For Roughing

« 1strecommended chip breaker in cast iron
0.35 0.20~0.60 continuous cutting and roughing

|g

mi

15° « 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

« Sharp cutting edge generates low cutting force

=) « Specially designed main cutting edge with high

0.5~2.5 toughness

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

13°

H series

For Medium to finish cutting

0.15

1 0.20-0.55 « Suitable for deep depth of cut and high feed cutting
1.0~5.0 of steel and cast iron

« Suitable for intermittent cutting

_m For Roughing
3.1
028 0.30~0.80 , . .
T 290 . . « Suitable for deep depth of cut and high feed cutting
3.0~8.0 of steel and cast iron
« Suitable for intermittent cutting

7]
2
1
a
0} m For Heavy duty cutting

028

8":{7 0.30~1.30 « Suitable for heavy duty cutting due to strong cutting
3.0~11.0 edge

« Wide chip control range with low cutting force

Notice: Application ranges are based on main cutting material



Chip Breakers Guide A

Chip Breakers for Turning

Application range
feed rate fn (mm/rev)
Picture 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 1318

For General cutting

0.50~1.00

« Suitable for general cutting condition

For Medium to finish cutting

» Recommended in low carbon steel and stainless

0.40~1.00 steel cutting due to sharp cutting edge with low
cutting resistance

25~11.0 ©

« Recommended chip breaker for excellent chip
control cutting by main rounded point bump and
assisting bumps

For Medium to finish cutting

6.0

« Recommended in low carbon steel and stainless
steel cutting due to sharp cutting edge with low
2.5~12.0 cutting resistance

|04 0.40~1.00

« Better chip evacuation and low cutting resistance in
various cutting conditions

m For Roughing

025 0.40~1.20 » Recommended in general cutting (in horizontal lathe)
. oo 3.0~13.0 by pick-designed cutting edge and reduced cutting
resistance

Heavy series

 Better chip evacuation due to improved chip flow in
high feed cutting

!

For Roughing

0.82 0.50~1.40 « 1st recommended chip breaker in vertical machining

15°\< i 4.0~13.0 « Longer tool life in high feed machining due to
improved chip flow and reduced wear on the minor
cutting edge

For Roughing

082 | 0.60~1.50 « Recommended in high feed and high depth of cut
5 O‘,{%Q 25° 4.5-18.0 machining due to strong cutting edge
« Longer tool life from smooth chip flow even in tough
cutting conditions

For Medium to finish cutting

.

0.26 T 0.15~0.60
o o « Guarantees excellent surface roughness and good
° %_Fﬁbs’/ 1.0-5.0 chip controls at high feed machining

For Medium to finish cutting

Wiper series
<
=

22
0.9
0.15 T 0.15~0.50
« Improved surface roughness at shallow depth of cut
3 .5~3.
% =82 and high feed due to strong cutting edge

Notice: Application ranges are based on main cutting material

Grades e 27



A Chip Breakers Guide

Chip Breakers for Turning

Picture

Application range

feed rate fn (mm/rev)

d

Shaft series

Posi-H series Posi-C series

VL

Posi-V series

d

Posi-P series

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 to finish cutting
3.0
0.12~0.45 « Shallow depth of cut with sharp edge
152 1.0~-4.5 « Longer tool life at high speed cutting due to low
cutting force
« Good surface finish
For Medium cutting
2.9
01 0.15~0.50
r 16° 1.5~5.0 « Good chip flow increases tool life and machinability.
For Roughing
1.9
0.15 0.10~0.35 « Suitable for interrupted cutting and cast iron
15° machining
1.0~-3.0 - )
« Good surface finish due to low cutting force
« Suitable for both boring and outer diameter turning
For Medium cutting
1.9
0.7
0.15 # 0.08~0.40 « Excellent chip control at wide range of cutting
6% 0.5~3.5 conditions
« Machining versatility over a wide range of materials
For Finishing
15
o ‘%T 0.05~0.25
T 0.1~1.5 « Improved surface finish and size accuracy due to
B stable inner boring
For Finishing
14
@.4'_; 0.05~0.20
5 % « Superior chip control in low carbon steel, pipes, and
5 0.1~1.0
steel plates
For Finishing
05
ﬁ 0.01~0.20
20‘# 0.1-1.0 « For chip control in low depth of cut mild cutting
« Enhanced surface finish and reduced cutting load
For Medium cutting
1.7
« Sharp cutting edge and wide chip pocket for low
0.2 ~ )
QT ‘ 0.05~0.30 cutting load
7%% 0.3~3.0 « Stable chip control at varying depth of cuts
« Excellent cutting performance when machining
automobile components

Notice: Application ranges are based on main cutting material



Chip Breakers Guide A

Chip Breakers for Turning

Application range
feed rate fn (mm/rev)
Picture Cutting edge 0.04 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

_m For Medium to finish cutting

25° 0.03~0.40

« Exclusive chip breaker for aluminum and aluminum

0.1~4.0 ’
alloy cutting

For Medium to finish cutting

‘@ 18° 0.03~0.45 « Exclusive chip breaker for aluminum and aluminum

0.3-4.0 alloy cutting

AL series

« Balanced surface finish and toughness from 2 step
side rake angle

m For Medium to finish cutting

13° 0.05~0.50 « High stability of cutting edge secures great
performance in high speed and interrupted

0.5-4.0 machining

« High speed of medium and interrupted operation

_m For Finishing

.15 « Suitable for shallow depth of cut machining with
. \ 0.01~0.12 e odgo
0.01~1.0 « Longer tool life at high speed cutting due to low

cutting force

« Good surface finish

m For Medium to finish cutting

15
0.04~0.15

27° )
0.05~1.5 « Improved chip control makes tool life long and better

machining

VP1 For Medium cutting

r_1—.¢
16° Bos03 « For medium cutting with strong cutting edge
0.5~4.0 « For wide range of cutting by optimal width of chip

breaker for each cutting depth

Auto tool series

For medium cutting (for surface roughness)

0.03:0.25 « Reduced welding and cutting heat by sharp cutting

122
%r/_ 0.3-3.0 edge
« Enhanced chip evacuation in low to high feed cutting

For Finishing

- .01~0.2
4 6% 0.01~0.20 « For various workpiece (P, M, S) cutting
Y//_ 0.1~2.0 « Good surface finish and low cutting load due to sharp

cutting edge

Notice: Application ranges are based on main cutting material

Grades e 29



A Chip Breakers Guide

Application Range of KORLOY Main Chip Breakers

D Negative inserts

=
@

/!
Heavy '/HL’ HG (HV’
—4 -t -
Roughing GR Roughing (VR RK
Medium M 4 MP HM Medium M
cutting - — - cutting -

; / ) ; /!
Medium to VC LP CP Medium to MP B25
finishing - w - finishing - @

/
For Finishing (/L ‘VB ’ VF For Finishing
-4 =4 =
[Recommended] [Recommended]
Workpiece M
Stainless steel
/
Roughing RM Roughing

. V. V. .
Mec.hum MP MM Megwm
cutting =’ — cutting

. Vi . y
Medium to VP2 Medium to HA
finishing =’ finishing -

For Finishing For Finishing
[Recommended] [Recommended]
) 7
Roughing P4
=4
Medium =
cutting —
Medium to 4 P
finishing -
For Finishing @
=4

[Recommended]




Chip Breakers Guide A

Application Range of KORLOY Main Chip Breakers

) Positive inserts

Roughing (C25 Roughing C25
—4 -t
Medium Medium
cutting @ @ cutting '\ﬂp/
;\_/k_edu_Jm to VL VE l\_/le_:dn_]m to
inishing - -’ finishing
For Finishing ‘ FP ’ For Finishing
=4
[Recommended] [Recommended]
Workpiece M
Stainless steel
/
Roughing C25 Roughing i AR ’
= 4 =7
Mec'ilum HMP MP Meqlum M
cutting -’ = cutting W
. V. Y .
Medium to VL % Medum to
finishing - W finishing
For Finishing FP For Finishing AK
= 4 -~
[Recommended] [Recommended]
Roughing Roughing
Medium 4 Medium
A MP - P1
cutting W cutting -
Medium to VL Medum 0y MS
finishing - finishing S\l -
For Finishing F.or. . (KF FS
Finishing S\ o/
[Recommended] [Recommended]




A Chip Breakers Guide

Application Range of KORLOY Main Chip Breakers

D Application range

Negative Positive
y 4
e 80 T 40
£ £
& GR VH‘ &
3 | 3
o 60 2 30
o [eR
8 8
40 20
20 10 |
0 06 08 0 0.1 0.2 0.3 04
feed, fn (mm/rev) feed, fn (mm/rev)
y A
’g 6.0 ’g 4.0
S RM =
° | °
3 50 MN 3
B B
£ <
5w 5
M 30
20 3
1.0
X VP2
0 0.1 0.2 03 0.4 05 0.6 0 0.1 0.2 0.3 04
feed, fn (mm/rev) feed, fn (mm/rev)
y A
E 60 E 40
£ £
& &
5 50 RK 5
s s 30 C25
§' 40 é% 1
3.0 20 |
MK 10
10|
0 0.1 02 03 0.4 05 0.6 0 0.1 02 03 04

feed, fn (mm/rev)

feed, fn (mm/rev)




Chip Breakers Guide A

Application Range of KORLOY Main Chip Breakers

2 Application range

Negative Positive
A 4
’g 5.0 \ ’g 6.0
< \ < AR
g HA & AM
= s 50
b b
E £ e
g 30 g 40
3.0 L
10 \ 20
ol -
‘ =1
- AK J'
0 0.1 0.3 04 0 0.1 0.2 03 0.4 05 0.6
feed, fn (mm/rev) feed, fn (mm/rev)
A y
T 60 e 30
£ VP4 £
& g MP
3 50 3 25
ke] B
g 40 g 2
3.0 15 |
2.0 1.0
1.0 05
0 0.1 0.2 03 04 05 0.6 0 0.05 0.10 0.15 0.20 0.25 0.30
feed, fn (mm/rev) feed, fn (mm/rev)
Heavy Automatic lathes
A 4
T 200 T 40
£ £
g HX g
S 140 ] 3 30
2 2 VP1
£ <
g 120 g 20
MS
etc. 100 18
10
8.0
05
6.0
0 04 08 1.0 12 14 1.6 0 0.05 0.10 0.15 0.20 0.25 0.30
feed, fn (mm/rev) feed, fn (mm/rev)
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A Turning Chip Breakers

VL Chip Breaker [For Finishing]

- Improved chip control for machining material

that have high toughness such as low carbon steel, pipe, steel plate etc.
- Improved chip control and decreased cutting load on external, facing, and copying applications
- Improved strength of the cutting edge for measurable efficiency in automated production

) Features

» 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 2 FEM Cutting simulation analysis in the design

SM20C - For design of geometry, chip shapes and chip flow are predictable

ve = 250m/min, fn = 0.2mm/rev(Side), - Optimal chip breaker design for various cutting conditions and
ap = 0.5mm, dry workpieces

DNMG150408-VL

< high

low « temperature(C)

[ VL Chip Breakers] [ Competitor A] [ Competitor B] [ Competitor C ]

VB Chlp Breaker [For Finishing]

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

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

- Stable chip control in copying and internal machining

) Features
« 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)

Better machining Better Chip control Longer tool life

[ VB Chip Breakers ] [ Conventional chip breaker ]



Turning Chip Breakers A

VC Chip Breaker [For medium to finishing]

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

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

- Stable chip control in copying and internal machining

) Features of VC chip breaker

« 4 bumps 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 W ( Conventional chip breaker W

VQ Chlp Breaker [ For medium to finishing_For cermet ]

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

2 Features of VQ chip breaker 2 Performance evaluation

* Three dimensional rake angle SCM440(Alloy steel), @100, External diameter turning
- Improved surface finish thanks to sharp ve = 280m/min, ap = 1.5mm, fn = 0.25mm/rev
cutting performance CNMG120408-VQ(CN2500)
- Less cutting heat and longer tool life
thanks to low cutting resistance Wear comparison
« Three dimensional rake angle 1 1

- Improved surface finish thanks to sharp

cutting performance
- Less cutting heat and longer tool life

thanks to low cutting resistance

[CN2500-vQ] [ Competitor ]

Surface roughness comparison

58“ 1.4|imes 58“ ; A A
4 B smoother PRA A A /\ A
A AL A A A W 2 Wy A

B Y A . W v A
o SN NNV R e o e 1 1 At
) \U \ 4 W l\// \ N \
B o1 02 03 o4 05 B o1 02 03 04 05
(m) (m)
CN2500 (Ra 3.0 (m) Competitor (Ra 7.0 um)

Grades g 35



A Turning Chip Breakers

Negative insert

LF) Chip Breaker [For medium to finishing]

- 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

) Features of LP chip breaker

Front dot o

 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

« Larger chip pocket for better chip evacuation at high feed
« Reduced cutting force with larger contact surface of chips

0.13

SECTION A-A

) Performance evaluation
SM45C, @100, External machining

ve(m/min) = 250, ap(mm) = 1.0, fn(mm/rev) = 0.25 / 0.40, wet

CNMG120408 - MP

Medium feed (0.25 mm/rev)

o
CNMG120408-LP(NC3225) cutting force

Competitor A (P25)

Competitor B (P25)

Cutting force F[N] 1,700 1,900 2,100 2,300

High feed (0.40 mm/rev)

CNMG120408-LP(NC3225) [ e

Competitor A (P25)

Competitor B (P25)

Cutting force F[N] 2300 2400 2500 2600 2700

36 e Grades

) Application range

50
4.0

3.0

Depth of cut, ap (mm)

20

1.0

0.1 02 0.3 0.4 05

feed, fn (mm/rev)



Turning Chip Breakers A

Negative insert

CP Chip Breaker [For medium to finishing]

- Chip breaker with strong cutting edge for heavy interrruption in the range of medium to finishing
- Effective chip control in the range from low depth of cut to high depth of cut due to 2-stepped back angle
- Stable chip evacuation and breaking long chip in deep cutting by side rake angle and continuous bumps

2 Features of CP chip breaker

Flat land ®

« Strong cutting edge in interrupted roughing

« Kept the balance between continuous cutting and 2l
interrupted cutting >

» Expanded versatility
0.15

—
;18”

2-steped back side

« Better chip control in low depth of cut machining

« Improved chip evacuation in high feed machining Side rake angle + continuous bumps
< Expanded versatility by 2-stepped rake angle
» Enhanced surface finish
AYS 2 « Improved chip evacuation
« Breaking long chips
2 Performance evaluation 2 Application range
a — A
V-T (Vc-Tool life) E 60
Q
NoysteelSCMa0), & o0 3 0
External machining g 2w 5
ve(m/min) =250,300,350 & 1°° _ g 40
fn(mm/rev) = 0.3, é 1283 * e -
ap(mm) = 0.5, wet £ ‘ 20
Insert : CNMG120408-CP(NC3215P) 20215 %00 326 30 velmimin) '
Holder: PCLNL2525-M1 2 @ CP Competitor A Competitor B .
Nomal wear e )
e 10
RIS | increased X )
0 >
P 01 02 03 04 05 06
Ve :250m/min} feed, fn (mmyrev)
[CP] [ Competitor A ] [ Competitor B ]

D-T (Depth of cut-Tool life)
Alloy steel(SCM440),

External machining
c(m/min) = 250, fn(mm/rev) = 0.2
ap(mm) =05,0.75,1.0,1.25, 1.5, wet

Insert : CNMG120408-CP (NC3215P)
Holder : PCLNL2525-M12

Nomal wear Excessive wear
 5T%
L J increased

} [if5mm} Excessive wear on the major cutting edge
[CP] [ Competitor A ] [ Competitor B ]

6000

5000
4000
3500

2000
1000
0

Machining amout (cm?)

05 075 10 125 15 ap(mm)
@ CP Competitor A Competitor B

Chipping




A Turning Chip Breakers

Negative insert

MF) Chlp Breaker [For medium cutting]

« 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

) 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

 Larger chip pocket for better chip evacuation at high feed
« Reduced cutting force with larger contact surface of chips

0.2

SECTION A-A
2 Performance evaluation 2 Application range
Alloy steel (SCM440), @100, External machining _ 1 3 | | 3 |
ve (m/min) = 280, ap (mm) = 1.5, fn (mm/rev) = 0.25/0.40, wet E 0 | | : | !
CNMG120408 - MP g .0
5 4
Medium feed (0.25 mm/rev) EZ 20

/é 03 Cumng 2tme °

£ min 20

2w

5 '/t”’_’././. 24min

E o1 1.0

. T e w0 w » w o

Cuting time (min) CNMG120408-MP Competitor A~ Competitor B o1t 02 03 04 05
- MP Competitor A Competitor B (NG3225) (PZS) (P25> feed, fn (mmfrev)
High feed (0.40 mm/rev)

— Cutting time

E 05 15min

L

=

€ 03 10min

gu 02 /

5 01 .

g 5min

25

o

75 10 125 15
Cutting time (min)
- MP Competitor A Competitor B

CNMG120408-MP Competitor A Competitor B
(NC3225) (P25) (P25)

W
©
®
=
Q
Q.
13
()



Turning Chip Breakers A

Negative insert

MM Ch'p Brealker [Formedium cuting]

« The 1st recommended chip breaker for stainless steel machining
- Change to: A dual land achieves sharp cutting performance and insert toughness
- Wide chip pockets for stable chip evacuation at high feeds/depths of cut

) Features of MM chip breaker

Depth of cut 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 chining
« Prevents chipping in interrupted machining

Wide chip pocket 4

« 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

) Performance evaluation

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

built-up
edge

g2

[MM(NC9135)] [ Competitor ] [MM(NC9135)] [ Competitor ]
y A
€ 025 £ 04
£ Competitor E
o) 020 (_% 03 Competitor
& 015 g
Z S 02
§ 0.10 ; MM
S 00 g o1 /__/“
& o
0.00 > S 00 >
30 60 90 120 150 180 210 240 270 300 330 » 150 210 330 480 600 720 840

Cutting time (sec) Cutting time (sec)

Grades Q 39



A Turning Chip Breakers

Negative insert

RM Chip Breaker [For roughing]

- The 1st 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

) Features of RM chip breaker

Depth of cut land

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

Wide land & Front angle

« Sharp cutting edges and a wide land reduce cutting force
« Reduced burrs

« Dispersed cutting load enables higher toughness

k !

Step

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

2 Performance evaluation

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

[RM(NC9125)] [ Competitor ] [RM(NC9125)] [ Competitor ]
b A

e 100 £ 030
E € 0
§ o7 Competitor 5 7 )
z 5 0 Competitor
[}
g 050 £ 01
o T
& 0% RM ' RM
@ 005

0.00 > 0.00

30 60 90 120 150 180 210
Cutting time (sec)

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

ey
o
®
=
Q
Q.
13
()



Turning Chip Breakers A

Negative insert

MK Ch'p Breaker [For medium cutting]

- |deally suited for continuous cutting of ductile cast iron and gray cast iron
- Angle lands provide upgraded surface finish

) Features of MK chip breaker

Angle land

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

Wide supporting area o

« Higher clamping stability
« Prevents chipping at vibrations during operation

9 Performance evaluation D Application range
A

Wear resistance -

g 7.0

GCD500(KS), @90 (Spherical tube) — @30 machining % 60
ve (m/min) = 400, fn (mm/rev) = 0.35, ap (mm) = 2.5, wet 3
30 passes with results of normal wear on rake/flank surface %

Insert : CNMG120408-MK (NC6315) S 40

Holder : DCLNR2525-M12
20

2.0 0.4 0.6

feed, fn (mm/rev)

[MK(NC6315)] [ Existing product ]
g
3
Existing
MK(NC6315) product



A Turning Chip Breakers

Negative insert

RK Chip Breaker [For roughing]

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

) 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.

2 Performance evaluation D) Application range
A
Impact resistance E 70

GCD500 (KS), @90 (Triangular tube) — @30 machining % 60 P— R =
v (m/min) = 380, fn (mm/rev) = 0.35, ap (mm) = 2, wet 3 | ! 5
15 passes with results of normal rake surface wear and SZ

good chipping resistance S 40
Insert : CNMG120408-RK (NC6315)

Holder : DCLNR2525-M12 20

2.0 0.4 0.6

feed, fn (mm/rev)

[RK(NC6315)] [ Existing product ]
3
Existing
RK(NC6315) product



Turning Chip Breakers A

VP1 Chip Breaker fForfmsn

- Cutting edges designed in high-positive
- Reduced contact area between rake surface and chip minimizes cutting heat and improved tool life
- Recommended cutting conditions: fn(mm/rev) = 0.05~0.2, ap(mm) = 0.1~1.5

) Features of VP1 chip breaker

Optimized design for finishing

« 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

16

« Prevents built-up edge and extends tool life

VP2 Chlp Breaker [For medium to finishing]

- High-positive cutting edge design/Side rake angle applied
- Stable chip control improves machinability when ball machining at variable depths of cut
- Recommended cutting conditions: fn(mm/rev) = 0.1~0.4, ap (mm) = 0.5~4.5

D Features of VP2 chip breaker

Sharp blades and wide chip pockets

* 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

13



A Turning Chip Breakers

VP3 Chlp 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
- Recommended cutting conditions: fn(mm/rev) = 0.1~0.45, ap (mm) = 0.5~5.0

D) Features of VP3 chip breaker

Chip pocket design leading to a R-shaped cutting edge
« Creates a stepped space between edge and land to make
smooth chip flow at low and high depth of cuts

15°

High-positive blade design / Wide land

« Minimize heat concentration at high depth of cut

< Improves stability in interrupted machining of a tough
workpiece

VP4 Chip Breaker o

- The 1st recommended chip breaker for machining Inconel with high strength and high heat resistance at high temperatures.
- Rough machining stability resulting from reinforced cutting edges and wide chip pockets

D) Features of VP4 chip breaker

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

8°

Wide chip pockets

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

44 Q Grades



Positive insert

Turning Chip Breakers A

FF) Chlp Breaker [For chip control in finishing]

- Chip breaker applied on one side of insert controls chip in mild steel machining with low depth of cut
« Chip control in poor machining (with lower depth of cut than nose R, in machining minor cutting edge and in back cutting)
- Decreased cutting load and excellent surface finish due to 3-dimensional cutting edge and side rake angle

) Features of FP chip breaker

Semicircle-shaped bump

- Enhanced chip control in low depth of cut

machining

« Advanced chip control in machining of

minor cutting edge

« Improved chip control in machining with

lower depth of cut than nose R

Concave form of semicircle-shaped bump

« Better chip curling in mild steel machining
 Enhanced chip control in low depth of cut

and low feed machining

3-dimensional side rake angle

» Ensuring surface finish and guiding chip

to right direction

) Performance evaluation

Chip control
Mild steel (SM20C), @40 Internal machining

Assistant bump on flank surface

« Better chip curling in high depth
of cut and low feed machining

* Preventing chip twist

ve (mymin) =200, n (pm) = 1,600, fn (Mm/rev) = 0.1~0.15, ap (mm) = 0.5, wet
Insert : CCMT09T304-FP (NC3215) Holder : S16M-SCLCR-M09

Excellent

chip control

0.6

0.3

Depth of cut, ap (mm)

feed, fn (mm/rev)
0.10 0.15

[FP]

Depth of cut, ap (mm)

0.6

0.3

0.10

Surface finish

Mild steel (SM20C), @30 External machining

0.15

feed, fn (mm/rev)

[ Competitor ]

v (m/min) = 200, n (pm) = 2,000, fn (mmvrev) = 0.08, ap (mm) = 0.8, wet
Insert : CCMT09T304-FP (NC3215) Holder : SCLCR1616-M09

Improved
vear |,
resistance LSRR !

K |

[ Competitor ]

[FP]

1

Good
surface
finish

|~

<«

[ Competitor ]

Continuous bump on flank surface

« Cutting long chip

2 Application range
A

3.0
C25
25

MP

Depth of cut, ap (mm)

20

15

1.0

0.5

005 010 015 020 025 0.30

feed, fn (mm/rev)



A Turning Chip Breakers

VL Chip Breaker [For finishing]

- 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

- Sharp cutting edges reduce cutting resistance and provide excellent chip control at low depth

of cuts, leading to stable machining on automated production lines

) Features of VL chip breaker

« Sharp cutting edges
- High rake cutting edges provide improved surface finishes
- Low cutting resistance reduces cutting heat

« Step rear rake angle
- Stable chip control regardless of varying feed rates
- Excellent machinability even when machining mild workpieces

) Chip control test

SCM440(Alloy steel), @50, Internal diameter turning
ve = 250 m/min, ap = 0.3~1.5 mm, fn = 0.05~0.25 mm/rev
CCMTO9T304-VL

Depth of cut, ap (mm)

15

1.0

05

0.3

MP Chlp Breaker [For medium to finishing]

« For continuous cutting of forged steel at high feed

- Turning insert for internal Turning insert for machining internal components of automobile

) Features of MP chip breaker

« Three-dimensional 2 step chip breaker
- 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

) Chip control test

SOM440
vc =200 m/min, ap = 0.5~2.5 mm, fn = 0.05~0.25 mm/rev
CCMT09T304-MP

46 Q Grades

Depth of cut, ap (mm)

2.5

15

1.0

0.5

0.05 0.10 0.15 0.20 0.25
feed, fn (mm/rev)
0.05 0.10 0.15 0.20 0.25

feed, fn (mm/rev)



Turning Chip Breakers A

FS Chip Breaker Forred

- Chip breaker for ultra-precision automatic Swiss lathe machining (for lower depth of cut and lower feed cutting range than VP1 and MS)

- Available for various workpieces, P, M and S
- Reduced cutting load and good surface finish due to sharp cutting edge

) Features of FS chip breaker

Variable elevated triangular pyramid shape *

« Applicable for various cutting range due to
optimally designed chip breaker

» Enhanced chip evacuation function per
variation of cutting depth

« Enhanced chip control with low depth of cut
« Lowered cutting load in high feed machining
Side grinding

« Periphery grinding G class
« High precision grinding

) Performance evaluation

Workpiece size and surface finish

Stainless steel (STS406)
ve (m/min) = 80, n (rpm) = 1,000, fn (mm/rev) = 0.05, ap (mm) = 0.1, wet

Insert : VCGT110301-FS (PC8110) Holder : SVJCR1212-X11A

E
< < £ 0.015 .
Ra5.2im : Ra7gm & 0010 Excellen

5 0005 dimension
g8 o precision
Q

Lo Lo £ 0005

} ) o |~ ,l . = I I { I I I I

~~- -7 Nomalwear ==-=" _ Chipping 1P 8P 16P 24P 32P 40P 48P 56P 64P pass

[Fs] [ Competitor ] - FS Competitor

Wear resistance

Alloy steel (SCM440)
ve (m/min) = 100, n (pm) = 1,000, fn (mmvrev) = 0.05, ap (mm) = 0.5, wet
Insert : CCGT09T304-FS (PC8110) Holder : SCLCR1212-X09A

36 cms

.‘- ' ~ . ' Competior A 36

"g CompefiorB 108

© . - .

=] 3 ", Y Machining 30 60 90 120 150 180
S hekd amount (cm3)

[FS] [ Competitor A1 [ Competitor B ]

Side high rake angle

< Enhanced chip evacuation in deep grooving
and undercut machining

« Reduced cutting load

Sharp edge

« Reduced cutting resistance
 Improved chip control

2 Application range
A
T 40
£
% 3.0
g 20 VP1

15

1.0

0.5

005 010 015 020 025 0.30

feed, fn (mm/rev)



A Turning Chip Breakers

Positive insert

MS Ch'p Breaker [For medium to finishing]

- Sharp cutting edge with welding resistance reducing the cutting heat is necessary for machining hard-to-cut materials
- Chip evacuation is increased in low to high feed cutting conditions

D) Features of MS chip breaker

Sharp cutting edge

« Decreased cutting heat
* Minimized welding

-
2-level angle back area '—/

 Improved chip curl and chip control in low feed .
cutting range

« Better chip evacuation in high feed cutting range

« Reduced cutting resistance

« Protected cutting edge without chip blockage

Flank surface grinding

G grade of periphery grinding

5

1 8 « Precise grinding
MS Competitor
2 Performance evaluation 2 Application range
A
Wear resistance -
E 4.0
Pure titanium (Grade4) 3
Ve (mvmin) = 100, n (pm) = 3,500, fn (Mm/rev) = 0.03, ap (mm) = 0.5, wet 3 30
( Tools ] Insert :VCGT1203008FN-MS (PC8110) Holder : SVJCR1212-X12A EZ 00 VP1
8 n
‘E 0250
% 0.200 15
= 0150 .
g 0.100 1.0
0.050 ’/././‘//‘
[MS] [Competitor] 0.000 . ‘ w pass 05

1,000 2,000 3,000 4,000 5,000

» Ultra-fine substrate and high hardness

X ' - MS Competitor =
coating ensure stable tool life. P 005 010 015 020 025 030

feed, fn (mm/rev)

Dimension precision
i Tool diameter ()
AF @ Insert1

Tolerance +0.05

Insert3
Standard @20 3/. .//. o« -

Insert2

Tolerance -0.05

Corner/EA
® @ Comer® Comer2 Comer® Comer2 Comer® Corner?

-@- MS Competitor

» Changing tool offset in switching insert corners and items is not necessary using MS chip breaker
due to tight dimension deviation management.

48 Q Grades



Turning Chip Breakers A

Positive insert

AM Ch'p Breaker [For medium Aluminum cutting]

- Preventing welding and chip jam with internal bridge structure enhancing smooth chip flow

- Balanced surface finish and toughness from nose R and 2 step side rake angle

- Preventing minor cutting edge fracture with divided bridge structure on the top surface bottom part blocks
chips over minor cutting edge

) Features of AM chip breaker

Nose R and 2 step rake angle

« Balanced surface finish and toughness

< Smooth chip evacuation (<
,;_\\
~
~
Side 2 step rake angle °
« Longer effective cutting edge
= Minimized cutting resistance
» Good surface finish
Trigonal knobs on the back Z Internal bridge
« Effective chip breaking in medium cutting < Preventing welding and chip jam
« Less cutting resistance due to smooth chip flow « Smooth chip flow and chip control

« Directing flow of long chip for stable chip evacuation
« Protecting cutting edge with a structure preventing chip jam

2 Performance evaluation ) Application range
A
Welding and wear resistance = 60
Aluminum (AIZn55MgCu) s
ve (m/min) = 500, fn (mm/rev) = 0.25, ap (mm) = 0.5, wet 5 50
Insert : CCGT09T304-AM (H05) Holder : SCLCR2525-M09 E
g 40
o
Chippingloniy
Welkdng Gomiwer ™, 30
anw | Citingleao-2
é@p o N 20
1.0
[AM] [ Competitor A ] [ Competitor B ] _-_— R

01 02 03 04 05 06

feed, fn (mm/rev)

- Sharp cutting edge obtained good surface finish without any welding and chipping on the
cutting edge
- Preventing overflowing chips with divided bridge structure



A Turning Chip Breakers

Heavy Chlp Breaker [For heavy duty machining]

« Chip breaker: HP, HL, HG, HV, HX / Grade : NC515H, NC520H, NC525H
- For various heavy turning as wind power, railway, power generation and shipbuilding industries, etc.
- Long tool life and good chip evacuation due to special designed chip breaker and optimal grade

D) Features of Heavy chip breaker
HX

0.7

0.32

w5 15y

CNMM250924

- Suitable for high interrupted machining due to strong cutting edge
- Increased tool life by smooth chip evacuation in high cutting condition

HG

0.45

0.25

f
20")(

1K

20°

CNMM250924

- Suitable for general horizontal lathe machining due to nicked
cutting edge and low cutting resistance
- Good chip evacuation from chip flow in high feed condition

HP

CNMM250924

- Suitable for Stainless steel and low carbon steel machining due
to sharp cutting edge

- Recommended chip breaker for excellent chip control cutting by
main rounded point bump and assisting bumps

2 Application range

’E‘ A
= 20.0
3
;5 14.0 HX
g
S 120 HV
L HG
10.0 |
8.0 “ =
HP \ —_—
6.0 Y
0.4 0.8 1.0 12 14 16

feed fn (mm/rev)

HV

0.65

0.32

15@ Vo

CNMM250924

- 1st recommended chip breaker in vertical lathe machining
- Longer tool life in high feed cutting from improved chip flow

reducing wear on the minor cutting ed

HL

6.0
0.4

=1

CNMM250924

- For Stainless steel and low carbon steel machining with low cutting

resistance and cutting edge

ge

- Lower cutting resistance and good chip control in various cutting

conditions

Chip control

HX
w §=
-
. HG
Cutting edge HP Cutting edge
sharpness strength
Chip breaking
Application range | Chip breaker ap(mm) fn(mm/rev)
High interrupted HX 45~180 06~15
roughing
Vertical Iath.e flange HY 40~13.0 05~14
roughing
Horizontal Ia.theshaﬂ HG 30~13.0 0412
roughing
Medium cutting for HL 25~120 0.4~1.1
surface finish
Good chip evacuation
medium cutting and HP 25~11.0 04~10
roughing




Turning Chip Breakers A

VH / VT Chlp Breaker [For heavy duty machining]

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

) 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

[General]
) 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

[Big depth, High feed]

2 Applications range of chip breakers

y

Depth of cut, ap (mm)

feed, fn (mm/rev)



A Turning Chip Breakers

LW/VW Ch|p Brealker [Forhigh 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 depth of cut - Chip pocket design improves
smooth chip flow

< For shallow depth cutting and low speed machining - 3D design at the corner

[For medium cutting]

) Features of VW chip breaker

< Excellent Finishing applications - Excellent chip control
« Insert design great for stable clamping - 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]
Wiper Insert ,
5 a0
« High productivity g
< Improved surface roughness g” 150
« High feed-reducing machining time g 100
« Improved tool life due to reduce 3 5 Loy
cutting force Wiper

0.1 02 03 04 05 06

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

D Applications range

A

Depth of cut, ap (mm)

J

feed, fn (mm/rev)



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

) Features of SR chip breaker

« The first recommended chip breaker for machining a shaft
/ « For continuous finishing

Turning Chip Breakers A

SR/SH Chip Breaker [Formachining a shat

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

- Preventing fracture due to chamfering on the cutting edge

[For finishing]

) Features of SH chip breaker

- Specialized for interrupted and medium cutting

« Efficient heat evacuation due to concave shaped back side of insert

[For medium cutting]

Surface finish evaluation

Improved

surface finish

[SR chip breaker] [ Competitor ]

2 Applications range
A
6.0

50 None C/B

Depth of cut, ap (mm)

40 heeeeces
30 [

20 ,,,,,,,,,,,,,, LA L S

10 e Py O

Machining C/B ap(mm) | fn(mm/rev)
Medium to rough cutting None 15~50 |0.20~0.55
Medium cutting SH 15~50 |0.15~0.50
Finish cutting SR 1.0~45 | 0.12~045

0.1 0.2 0.3 0.4 0.5 0.6

feed, fn (mm/rev)



TURNING

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

1 KORLOY
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KORLOY TURNING TOOLS

Technical information for TURNING

Insert

B3 Turning Insert Code System
B5 Turning Inserts (Negative)
B44 Turning Inserts (Positive)
B73 Aluminum Insert

B82 cBN Inserts

B85 PCD Inserts

External Tool Holder

B86 External Tool Holder Code System (ISO)
B87 Index for External Holders

B90 Instruction of External Holders

B91 Double Clamp System

B96 Lever Lock System

B103  Wedge Clamp System

B105  Clamp on System

B107  Multi Lock System

B114  Screw on System

Boring Bar

B121 Boring Bar Code System (ISO)
B122  Index for Boring Bars

B124  |Instructions of Boring Bar Assembly
B125 Double Clamp System

B127  Lever Lock System

B129  Clamp on System

B130  Multi Lock System

B132  Screw on System

B142  Compact Mini

B144  Sleeve

KHP Coolant

B145 Technical Information for KHP Coolant
B148 KHP Coolant

B150  Technical information for Auto Tools (KHP)

B152 Auto Tools (KHP)

Save Turn

B153 Technical Information for Save Turn
B154  Save Turn Inserts

B155  Save Turn Holders

B158  Save Turn Boring Bars

Auto Tools

B160  Auto Tools (ISO)

B172  Auto Tools (KHP)

B175  Auto Tools (Blade)
B178  Auto Tools (Multi Utility)
B181 Auto Tools (KGT/MGT)
B185  Auto Tools (MSB Plus)
B203  Auto Tools (MSB Tool)

Bearing Solutions

B210  Bearing Solutions
B216  Special Order Form for Bearing Inserts

HSK/KM Tooling System

B218  Index for HSK/KM Tooling System
B219  HSK Tooling System
B225 KM Tooling System

Cartridge

B230 Cartridge Code System (ISO)
B231 Index for Cartridges

B232  Clamp on System

B234  Screw on System

KORLOY 2



B Turning Insert Code System

C N M G 12

Cutting Edge Length,

Tolerance . . .
Diameter of Inscribed Circle

Insert Shape Relief Angle Cross Section Type

Relief Angle

o Insert Shape

2
1=

80° 4@
@> @ - = b N
C D E K L B C D E
35° Special
K> 80° 25° . 0° 11° type
R S T V W F N B (0]

Tolerance

Cross Section Type

© @

IC: Inscribed circle /\ Djj IE
S: Thickness M M I:E:I
M: Refer to figure Djj E
Ic Ic Ic C'Sink 70° ~ 90° C'Sink 70° ~ 90°
(mm) A B C
Class IC M ‘ S
A +0.025 \ +0.005 \ +0.025
c to2s | toots | t00es ]
E +0.025 \ +0.025 \ +0.025 E
G +0.025 \ +0.025 \ +0.13 CSink 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 ~ £0.15 \ +0.08 ~ £0.18 \ £0.025
(O +0.08 ~ £0.25 \ +0.13 ~ £0.38 \ £0.13 IV‘ ‘j | |

R

C’Sink 70° ~ 90°

* Sides are based on unground insert

Tolerance on C, H, R, T, W Insert Shape (Exceptional case)

Ic Tolerance on IC Tolerance on M J M N
JKLMN U M, N | u
6.35 +0.05 [ +0.08 +0.08 [ +0.13
9.525 +0.05 I +0.08 +0.08 I +0.13 Ij IEI
12.7 +0.08 [ +0.13 +0.13 I +0.20 I:E:'
15.875 £0.10 I +0.18 +0.15 ‘ +0.27 \ / \ 1 /
19.05 +0.10 I +0.18 +0.15 I +0.27 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)

IC Tolerance on IC Tolerance on M IEI Special and
| |
6.35 \ +0.05 \ +0.11 IZEZ asymmetric
9525 | +0.05 | £0.11 7] ypes
127 ‘ +0.08 ‘ *015 C'Sink 40° ~ 60° C'Sink 40° - 60°
15.875 \ +0.10 \ +0.18
19.05 \ £0.10 \ +0.18 U W X

3 @ Turning



Turning Insert Code System B

- MP

L S T ———— ——

Chip Breaker for Turning

Height of Cutting Edge

Nose “r”

5

Cutting Edge Length, Diameter of Inscribed Circle

Height of Cutting Edge
6/ @

St

=
e

Symbol Height of Cutting Edge (S)
Metric Inch mm \ Inch
01 | 12 1.59 | 116
TO \ 1.125 1.79 \ 9/128
T \ 12 1.98 \ 5/64
02 | 1.5(3) 2.38 | 3/32
T2 | 1.75 2.78 \ 7/64
03 \ 2 3.18 \ 1/8
T3 \ 25 3.97 \ 5/32
04 \ 3 476 \ 3116
05 \ 35 5.56 \ 7/32
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 [ 1/2

() Symbol for small size insert

e Chip Breaker for Turning

B

Symbol
FAEAQFE |
] L_’ L——‘ L_»‘ L Inch

Metric
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 - 106 ! - | - | - 1600
o6 | o7 [ 06 | 11 [ 06 | 11 | 04 [ 2 | 635
08 | 09 | 07 | 13 | 07 | 13 | 05 | 25 | 794
- -1 -1 -1 08 [ - [ - [ - | 800
09 [ 11 1 09 [ 16 | 09 | 16 | 06 | 3 9525
- -0 -1 - 101 " - 1 - [ - 11000
1" 18 [ 11 [ 19 [ 11 | 19 [ 07 | 35 [ 11.11
- - - - 120 - [ - [ - 11200
12 | 15 | 12 | 2 | 12 | 22 | 08 | 4 [1270
14 | 17 | 14 | 24 | 14 | 24 | 09 | 45 [ 1429
6 [ 19 | 15 [ 27 | 15 | 27 | 10 | 5 [15875
S A e S [ S T A | 16.00
17 20 | 17 | 30 | 17 | 30 [ 11 | 55 | 1746
19 | 23 | 19 | 3 | 19 | 3 [ 13 | 6 [19.05
- -0 -1 - 12 1 - | - 1 - 2000
2 | 27 | 2 | 38 | 2 | 38 | 15 | 7 [22225
- - -0 - 12 [ - | - | - 12500
25 | 31 | 25 | 4 | 25 | 4 | 17 | 8 | 2540
32 | 38 [ 31 | 54 | 31 | 54 | 210 | 10 |31.75
| | | | 3 | \ | | 32.00
() Symbol for small size insert
o Nose “r”
RE
Symbol Nose “r”
Metric | Inch Metric | Inch
003 [ 0.1 0.03 [ 0.0012
005 I 0.13 0.05 [ 0.002
01 | 0.2 0.1 | 0.004
02 I 0.5 0.2 I 0.008
04 I 1 0.4 I 1/64
08 I 2 0.8 I 1/32
12 I 3 1.2 I 3/64
16 I 4 1.6 I 116
20 I 5 2.0 I 5/64
24 I 6 24 I 3/32
28 I 7 2.8 I 7/64
32 I 8 32 I 1/8
00 [ - Round insert (Inch)
MO [ Round insert (Metric)

Negative Insert Chip Breaker

VL VF VB VC
VM VR GH VH
HA HM GR VP1
LP MP MM RM

Positive Insert Chip Breaker

FP VL HWP  MP

AR FS MS VP1

vQ

VT

VP2

MK

C25

VW

SR

VP3

RK

AK

LW

B25

VP4

CP

AM




E; Turning Inserts (Negative)

CNCO

Dimensions (mm)

[ Size IC RE S LE D1
09 9.525 | 0.4~0.8 3.18 9.672 3.81
Dw[ 12 12.7 0.4~1.2 4.76 12.896 5.16
16 | 15.875 | 0.8~1.2 6.35 16.120 6.35
[o] rombic 80° Negative
o Steel D IO EEEREEEREX LK .2 Machining types
g Stainless steel M 88 8 O B80S —————
‘E_ Cast iron ’ o8 0 208 88 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 20 # Interrupted cutiing
Hardened steel - [ 2k 2k 20 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
§ powe | Desgnion SSE8ECBg3Ssggsepessssss=sz |,
[ AT (MO N NOD ML) OO0 IO O O D~ 1o . -
< £§5882228222282882828888 2™ ™
CNMG 120404-VB o o0 0 (] (] o 0.15~0.35 | 0.30~2.00
VB 120408-VB e 0o/0o 0|0 0 ° o 0 0.15~0.45 | 0.50~2.00
120412-VB o o e o 0.20~0.50 | 0.50~2.00
CNMG 090304-VF o ° 0.07~0.30 | 0.50~1.50
090308-VF 0.10~0.30 | 0.50~1.50
VF 120404-VF ° o o 0.07~0.30 | 0.50~1.50
120408-VF ° 0.10~0.40 | 0.50~1.50
120412-VF 0.10~0.50 | 0.60~1.50
CNMG 120404-VL e o ° 0.05~0.25 | 0.10~1.00
VL 120408-VL (] °o 0 ° ° 0.10~0.35 | 0.20~1.50
120412-VL o 0.10~0.35 | 0.20~1.50
= CNMG 090304-LP 0.07~0.30 | 0.30~1.50
% LP 090308-LP ° 0.10~0.30 | 0.30~1.50
c 120404-LP o o o 0.10~0.35 | 0.30~2.00
° 120408-LP o o o 0.10~0.40 | 0.50~2.50
E 120412-LP ° o 0.13~045 | 0.80~3.00
8
=
CNMG 090304-CP 0.08~0.30 | 0.40~3.00
090308-CP 0.10~0.30 | 0.40~3.00
= 090404-CP 0.08~0.30 | 0.40~3.00
% CP 090408-CP 0.10~0.30 | 0.40~3.00
c 120404-CP o o 0 ° 0.10~0.35 | 0.50~3.50
° 120408-CP oo o . 0.12~0.35 | 0.50-350
E 120412-CP eee o . 0.13~0.35  0.80-3.50
é 160608-CP coeo o 0.15~0.40 | 0.80~4.50
160612-CP o o 0 ° 0.18~0.40 | 1.00~4.50
E’ CNMG 120404-VC ® o (] [J 0.10~0.35 | 0.30~2.00
& \V/® 120408-VC oo o oo 0.15~040 | 0.50~3.00
= 120412-VC o o o 0.15~0.45 | 0.50~3.00
H
o Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DCBNR/L B91 PCBNR/L B96 MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L B127 | MCLNR/L | B130
DCKNR/L B91 PCKNR/L B96 MCLNR/L | B107
DCLNR/L | B91 | PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

5 @ Turning



Turning Inserts (Negative) B

S Dimensions (mm)
S Size | IC RE 5 LE D1

09 | 9525 |04~12| 318 9.672 3.81
D1| 12 127 | 04~16 | 476 12.896 5.16
16 | 15.875 | 0.8~1.6 | 6.35 16.120 | 6.35
19 | 19.05 | 08~1.6 | 6.35 19.344 7.93

[o] rhombic 80° Negative

o Steel ) esezsess s s LK 2 Machining types
8 Stainless steel M 8 .2 0T B0 TS —
'E_ Castiron ’ ox 0 s80°8 28 @® & @ Continuous cutting
b Non-ferrous metal o3 £ General cutting
= Heat resistant alloy, Titanium alloy (] s808s zoes 3|merrupted cutting
Hardened steel - [ 2k 2k ] ( 2K 7
5 Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Desgnion SEEEEE8RBESseocssgsgsssgsg g,
& ™ AN M MMOMOMOMIL LD O OO O O L L) O W 0 DM M| v~ Jrev! mm
: 55|38CELSECEL0E58888588828838| | ™
CNMG 090304-HM 0.12~0.40 | 0.50~3.80
. 090308-HM 0.15~0.40 | 0.80~3.80
HM 120404-HM oo . 0.05-0.30 | 090-5.00
120408-HM o 0o 0 ° o 0.10~0.50 | 1.00~5.00
120412-HM ° o 0.18~0.50 | 1.00~5.00
@ 190612-HM ° 0.13-0.60 | 1.30~7.00
CNMG 090304-MP L o L] 0.10~0.40 | 0.40~3.80
090308-MP L o ° 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
> MP 120404-MP e o o o L o o o o o 0.10~0.40 | 0.40~4.00
-5 120408-MP e o o ® & 0 o0 o e o o e o o 0.15~0.45 | 0.50~4.50
3 120412-MP oo 0 o0 o0 o0 0.15~0.50 | 0.80~5.00
= 120416-MP K . 028-055 | 1.00-5.00
2 160608-MP o o . 0.15~0.50 | 0.50~7.00
160612-MP L ° o o 0.18~0.60 | 0.80~7.00
160616-MP o o ° 0.15~0.60 | 1.00~7.00
190608-MP ° 0.15~0.60 | 0.50~8.50
190612-MP o 0.18~0.60 | 0.80~8.50
190616-MP [ I ] 0.20~0.60 | 1.00~8.50
CNMG 090304-VM 0.05~0.30 | 0.90~3.50
090308-VM L 0.10~0.45 | 1.00~3.50
120404-VM L ° oo o 0.05~0.30 | 0.90~5.00
120408-VM o o o o o o L o ° 0.10~0.50 | 1.00~5.00
120412-VM L o ° o 0.13~0.60 | 1.30~5.00
VM 120416-VM ° 0.20~0.60 | 1.50~5.50
160608-VM o 0.10~0.50 | 1.00~6.70
160612-VM 0.13~0.60 | 1.30~6.70
190608-VM o 0.13~0.65 | 1.30~7.00
190612-VM o 0.15~0.70 | 1.50~7.00
190616-VM 0.18~0.75 | 1.80~7.00
® : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DCBNR/L | B91 | PCBNR/L | B9% | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125| PCLNR/L |B127 | MCLNR/L | B130
DCKNR/L | B91 | PCKNR/L | B9% | MCLNR/L | B107
DCLNRI/L B91 | PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 6



B Turning Inserts (Negative)

S Dimensions (mm)
1 Size IC RE S LE D1

09 | 9525 | 04~12| 318 9.672 3.81
12 127 | 04~12 | 476 12.896 5.16
16 | 15875 | 08~1.2 | 635 | 16120 | 6.35
19 | 1905 | 04~24 | 635 | 19.344 | 7.93
25 25.4 24 9.52 25.792 9.12

o

[o] rRhombic 80° Negative

o Steel - (KA ENAEEEEE X X s 8 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I ——
E‘ Cast iron ’ o8 0 2808 &8 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ] 308 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Dsiion EZE8EENSEESssreosssscegsg | o
& T AN M MMMOMOMIL LD O WO O O L LD O W M D D v L Jrev mm
£ 553888080888 6888083382 058w
CNMG 120404-B25 (] ° ° ° ° 0.17~0.45 | 1.00~5.00
120408-B25 |e e eo o000 o . e o 0.23~0.60 | 1.50~5.00
c 120412-B25 o o L] [ 0.25~0.60 | 2.00~5.00
B25 160608-B25 oo o ° 0.25~0.60 | 2.00~6.50
= 160612-B25 oo [ 0.27~0.60 | 2.00~6.50
= 160616-B25 o0 . 0.27~0.60 | 2.00~6.50
= 190604-B25 L] [ 0.20~0.45 | 3.00~8.00
' 190608-B25 L) ° 0.25~0.60 | 3.00~8.00
190612-B25 o o o [ oo [ 0.30~0.60 | 3.00~8.00
190616-B25 oo 0.23~0.70 | 3.00~8.00
CNMG 120408-GR © 0600 0 0 0 0 0 0.20~0.50 | 1.00~7.00
120412-GR o o o o o o 0.25~0.50 | 1.30~7.00
120416-GR (] 0.25~0.60 | 1.80~6.00
160608-GR ® 0o 00 0.20~0.70 | 1.00~8.00
GR 160612-GR eeeee oo 0.25-0.70 | 1.30~8.00
2 160616-GR L) 0.25~0.75 | 1.80~8.00
® 190608-GR cee o 020~0.70 | 1.70~10.00
2 190612-GR 0000 oo 0.30-0.75 | 1.70~10.00
190616-GR o o 0 0 0 [ 0.30~0.80 |1.80~10.00
190624-GR o o o [ 0.35~0.85 |2.00~12.00
250724-GR 0.40~1.00 |2.30~15.00
250924-GR o 0o 0 ° 0.40~1.00 |2.30~15.00
CNMG 090304-vQ 0.05~0.30 | 0.50~3.50
g’ 090308-VQ 0.08~0.30 | 0.80~4.00
s VQ 090408-VQ . 0.05~0.30 | 0.50~3.50
€ 090412-VQ 0.08-030 | 0.80-4.00
E 120404-VQ o o 0 o 0.05~0.30 | 0.80~4.00
% 120408-VQ (o o (o o 0.08~0.40 | 0.80~4.00
= 120412-VQ 0.10~0.40 | 0.80~4.00
CNMG 120404-MK o oo 0.05~0.30 | 0.90~4.00
120408-MK (] oo 0.10~0.50 | 1.00~5.00
> 120412-MK ° ° o 0.13~0.60 | 1.30~5.00
£ MK 120416-MK ° 0.15~0.60 | 1.30~5.00
3 160608-MK 0.28~0.70 | 1.80~7.00
5 160612-MK 0.28~0.72 | 2.00~8.00
g 160616-MK 0.28~0.74 | 2.00~8.00
190608-MK [ 0.33~0.78 | 2.50~9.00
190612-MK o 0.35~0.78 | 2.60~9.50
190616-MK 0.35~0.80 | 2.60~10.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DCBNR/L | B91 | PCBNR/L | B9 | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L |B127 | MCLNR/L | B130
DCKNR/L | B91 | PCKNR/L | B9 | MCLNR/L | B107
DCLNR/L | B91 | PCLNR/L B97 | MCMNN B107

MCRNR/L | B108
7 @Turning




Turning Inserts (Negative) B

S Dimensions (mm)
S Size | IC RE 5 LE D1

09 | 9525 0.8 3.18 9.672 3.81
D1| 12 127 | 04~16 | 476 12.896 5.16
16 | 15.875 | 0.8~1.6 | 6.35 16.120 | 6.35
19 | 19.05 | 08~1.6 | 6.35 19.344 7.93

[o] rhombic 80° Negative

o Steel ) esezsess s s LK 2 Machining types
8 Stainless steel M 8 .2 0T B0 TS —
'E_ Castiron ’ ox 0 s80°8 28 @® & @ Continuous cutting
b Non-ferrous metal o3 £ General cutting
= Heat resistant alloy, Titanium alloy (] s808s zoes 3|merrupted cutting
Hardened steel - [ 2k 2k ] ( 2K 7
5 Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Desgnion SEEEEERRBESseorcssgsgsssgsg g,
& ™ AN M MMOMOMOMIL LD O OO O O L L) O W 0 DM M| v~ Jrev! mm
: 55|38CELSECEL0E58888588828838| |
CNMA 090308 0.10~0.30 | 0.50~3.00
120404 o o 0.15~0.60 | 1.00~5.00
120408 o o o 0.15~0.60 | 1.00~6.00
120412 oo 0.15~0.70 | 1.50~6.00
120416 oo 0.20~0.80 | 2.00~6.00
= 160608 0.15~0.70 | 2.00~6.00
160612 o 0.15~0.70 | 2.00~6.00
> 160616 . 015~0.70 | 2.00~6.00
: 190608 ° 0.15~0.70 |2.00~10.00
190612 o 0.15~0.70 12.00~10.00
190616 o o 0.20~1.00 |3.00~10.00
CNMG 120404-RK 0.20~0.47 | 1.30~6.00
120408-RK oo 0.20~0.50 | 1.50~6.00
120412-RK L ] 0.28~0.53 | 1.80~6.00
120416-RK o 0.28~0.63 | 2.00~6.00
RK 160608-RK o 0.28-0.70 | 1.80-7.00
2 160612-RK L) 0.28~0.72 | 2.00~8.00
® 160616-RK . 028-0.74 | 2.00-8.00
& 190612-RK ° 0.35~0.78 | 2.60~9.50
190616-RK o 0.35~0.80 |2.60~10.00
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
% 160612-VR 0.35~0.70 | 2.00~8.00
3 160616-VR 0.35~0.75 | 2.20~8.00
= 190612-VR L 0.35~0.70 |2.00~10.00
190616-VR o o 0.35~0.75 |2.20~10.00
o : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DCBNR/L | B91 | PCBNR/L | B9% | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125| PCLNR/L |B127 | MCLNR/L | B130
DCKNR/L | B91 | PCKNR/L | B9% | MCLNR/L | B107
DCLNRI/L B91 | PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 8



B Turning Inserts (Negative)

CNCO

Dimensions (mm)

[ Size IC RE S LE D1
09 9.525 | 0.4~1.2 3.18 9.672 3.81
Dw[ 12 127 0.4~1.6 4.76 12.896 5.16
16 | 15.875 | 0.8~1.6 6.35 16.120 6.35
19 19, .8~2.4 . 19.344 7.
@ Rhombic 80° Nega‘“ve 25 ;5215 082.4 ggg 2?3.392 g?g
o Steel - O80T 0T HEES s s 8 Machining types
g Stainless steel M £ 2K .2 k.2 0T £ 0T T HES I ——
E_ Cast iron ’ o8 0 208 &8 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ] 308 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K 7
§ Cermet | Coated Coated Uncoated| Cutting Condition
§ powe | Desgnion SEE8EEESSESsecsmssssoegs | g,
& T AN M MMMOMOMIL LD O WO O O L LD O W M D D v L Jrev mm
£ 5533|552 8858529853553 380 5|5 gfmeaam
CNMG 090304-MM 0.08~0.35 | 0.50~5.00
090308-MM e o [ 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
. MM 120404-MM o 0o 0 o o 0 0.10~0.40 | 0.50~5.50
120408-MM [ [ o 0o 0 0.12~0.45 | 0.50~5.50
120412-MM [ L] 0.15~0.60 | 0.50~5.50
120416-MM L] 0.20~0.65 | 0.50~5.50
© 160608-MM L) ° 0.12-0.45 | 0.50~7.00
160612-MM o 0o 0 LI 0.15~0.60 | 0.50~7.00
160616-MM o 0o 0 (] 0.18~0.65 | 0.50~7.00
190608-MM o o 0 L] 0.12~0.45 | 0.50~8.50
190612-MM o 0o 0 o 0o 0 0.15~0.60 | 0.50~8.50
190616-MM o o 0 L] 0.18~0.65 | 0.50~8.50
CNMG 120404-RM o 0o 0 LY 0.10~0.50 | 2.00~6.00
120408-RM o 0o o0 0 o o 0 0.15~0.55 | 2.00~6.00
120412-RM o 0o 0 0o (] 0.20~0.60 | 2.00~6.00
120416-RM o 0o 0 0.25~0.70 | 2.00~6.00
RM 160608-RM [ [ L] 0.15~0.55 | 2.00~8.00
E’ 160612-RM o 0o o L] 0.20~0.60 | 2.00~8.00
® 160616-RM . . 025~0.70 | 2.00~8.00
2 190608-RM LK) . 0.15~0.55 | 2.00~10.00
190612-RM o 0o 0 L] 0.20~0.60 |2.00~10.00
190616-RM o o 0 . 0.25~0.70 |2.00~10.00
250924-RM 0.40~1.20 |4.00~14.00
VP1 CNMG 120404-VP1 oo 0.05~0.15 | 0.10~1.50
120408-VP1 o 0.07~0.20 | 0.10~1.50
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
o Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DCBNR/L | B91 PCBNR/L | B9 | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125| PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L | B91 PCKNR/L | B9% | MCLNR/L |B107
DCLNR/L BI1 PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

9 @ Turning



Turning Inserts (Negative) B

S Dimensions (mm)
S Size | IC RE 5 LE D1

12 127 | 04~16 | 476 12.896 5.16
D1| 16 | 15.875 | 0.8~1.6 | 6.35 16.120 6.35
19 | 1905 | 08~16 | 6.35 19.344 7.93

[o] rhombic 80° Negative

o Steel ) esezsess s s LK 2 Machining types
8 Stainless steel M 8 .2 0T B0 TS —
'E_ Castiron ’ ox 0 s80°8 28 @® & @ Continuous cutting
b Non-ferrous metal o3 £ General cutting
= Heat resistant alloy, Titanium alloy (] s808s zoes 3|merrupted cutting
Hardened steel - [ 2k 2k ] ( 2K 7
5 Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Desgnion SEEEEERRBESseorcssgsgsssgsg g,
& ™ AN MM MOMOMOMIL LD O OO O O L)L) O O 0 D O v Jrev! mm
: 55|38CELSECEL0E58888588828838| | ™
= CNMG 120404-VP2 o o 0o 0 0 0 o0 0.05~0.30 | 0.10~3.00
VP2 120408-VP2 o 0 0 0 0 e|0 0.10~0.40 | 0.50~4.50
160608-VP2 0.12~0.45 | 0.80~5.00
O 190608-VP2 0.12~0.50 | 1.00~5.20
190612-VP2 0.15~0.50 | 1.20~5.50
5 190616-VP2 0.18~0.50 | 1.50~5.50
CNMG 120404-VP3 ® 0o 0 0 o0 ° 0.05~0.30 | 0.10~3.00
120408-VP3 o 0 0 0 0 e e o (.10~040  050~450
120412-VP3 °o o oo o 0.12~0.50 | 0.50~5.00
- VP3 120416-VP3 0.25~045 | 1.00~4.00
= 160608-VP3 0.15~0.35 | 0.80~6.00
£ 160612-VP3 0.20-040 | 1.00-6.00
2 160616-VP3 0.20~0.40 | 1.00~6.00
= 190608-VP3 0.20~0.50 | 1.00~7.00
190612-VP3 0.25~0.55 | 1.00~8.00
190616-VP3 0.30~0.60 | 1.00~8.00
g‘ VP3 CNGG 120404-VP3 o 0.05~0.30 | 0.10~3.00
= 120408-VP3 [ ° 0.10~0.40 | 0.50~4.50
§ 120412-VP3 0.12~050 | 0.50~5.00
E
CNMG 120404-VP4 ° 0.15~0.35 | 1.00~4.00
120408-VP4 o o 0.15~0.35 | 1.00~4.00
o VP4 120412-VP4 . 020-0.40 | 1.00~4.00
% 160608-VP4 0.20~0.45 | 1.00~6.50
3 160612-VP4 0.25~0.50 | 1.50~6.50
= 190608-VP4 o 0.15-045 | 1.00-800
190612-VP4 ° 0.20~0.50 | 1.20~8.50
S HA CNMG 120404-HA . . ° ° 0.05~0.20 | 0.80~3.50
2 120408-HA o e e |e 010040 0.80~350
“_é 120412-HA o 0.13~0.55 | 0.80~3.50
._E
VW CNMG 120404-VW 0.10~0.30 | 0.50~3.00
120408-VvW o 0.15~0.50 | 0.50~4.00
120412-VvW 0.20~0.55 | 1.00~4.50
o : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DCBNR/L | B91 | PCBNR/L | B9% | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125| PCLNR/L |B127 | MCLNR/L | B130
DCKNR/L | B91 | PCKNR/L | B9% | MCLNR/L | B107
DCLNRI/L B91 | PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 10



B Turning Inserts (Negative)

CNOO

Dimensions (mm)

[ Size IC RE S LE D1
12 12.7 0.8~1.2 4.76 12.896 5.16
Dw[ 16 15.875 | 1.2~2.4 |4.76~6.35 16.120 6.35
19 19.05 | 0.8~24 6.35 19.344 7.93
- 25 25.4 1.6~3.2 [7.94~9.52 25.792 9.12
[o] rombic 80° Negative
o Steel 4 ezezezs 88 s s 2TERE Machining types
g Stainless steel M g8 8 $20838 388 —————
E_ Cast iron ’ o8 0 208 &8 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy 308 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K 7
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Dionion ZZEEEENSESESsSceEEEssscegs | g o
& AN (M MMMOMOMIL LD W OL LWL LD LW O W 0 D M| v~ D Jrev! mm
£ 5533|552 8258525825503 88 0 0|5 gl
. CNMG 120408-LW oo (] 0.15~0.60 | 1.00~5.00
LW 120412-LW L] 0.20~0.70 | 1.00~6.00
[ Wiper ]
> CNMM 120408-GR 0.20~0.50 | 1.00~7.00
= GR 120412-GR 025-050 | 1.30-7.00
£ 190612-GR o 030-0.75 |1.70~10.00
% 190616-GR 0.30~0.80 11.80~10.00
=
HP CNMM 190612-HP 0.30~0.80 | 2.50~9.00
190616-HP 4 0.35~0.85 | 2.50~9.00
190624-HP L4 0.40~0.90 | 2.50~9.00
250924-HP 0.40~1.00 |2.50~11.00
CNMM 190612-HL L4 0.30~0.85 |3.00~10.00
HL 190616-HL L4 0.35~0.90 |3.00~10.00
190624-HL 0.40~1.00 |3.00~10.00
250924-HL 0.40~1.10 |2.50~12.00
CNMM 120408-GH [J L] (] 0.30~0.60 | 2.50~8.00
120412-GH o o 0 0.30~0.70 | 2.50~8.00
Y 160412-GH 0.30~0.70 | 2.50~8.00
£ 160424-GH 0.30~1.20 | 2.50~8.00
160612-GH L] 0.30~0.90 | 2.50~8.00
160616-GH 0.30~1.20 | 2.50~8.00
GH 160624-GH 0.30-150 | 250-8.00
190608-GH (] 0.30~0.60 | 2.50~8.00
190612-GH (] LI (] 0.30~0.70 | 3.00~8.00
190616-GH (] o 0 0 (] 0.45~0.90 | 3.00~8.00
190624-GH (] (] (] 0.55~1.20 | 4.00~9.00
250716-GH 0.50~1.00 14.50~10.00
250724-GH (] 0.55~1.20 5.00~12.00
250924-GH (] o 0 0 (] 0.55~1.20 5.00~12.00
o Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DCBNR/L B91 PCBNR/L B96 MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L B127 | MCLNR/L | B130
DCKNR/L B91 PCKNR/L B96 MCLNR/L | B107
DCLNR/L | B91 | PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

11 @ Turning



CNCO

Turning Inserts (Negative) B

Dimensions (mm)

1 Size IC RE S LE D1
19 19.05 | 1.2~24 6.35 19.344 7.93
D1| 25 25.4 2.4  |7.94~9.52| 25.792 9.12
[o] rombic 80° Negative
° .Steel - O80T OTHEES k.2 2T EESE Machining types
8 Stainless steel M 8 .2 23803 T HES —
'E_ Castiron ’ ox 0 208 28 @® & @ Continuous cutting
b Non-ferrous metal o3 £ General cutting
= Heat resistant alloy, Titanium alloy $ 3208 S 208 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated| Cutting Condition
o besigation | SEEELLRSSBSscrFIEss8oL8s | 4, 4
& ™ ANy MM MMOMOMIL LD O O L LWL LD L O 0 0 M O v~ LD /rev) (mm)
< §5|88lgggeegeeeeeeereeeeeegel™
HG CNMM 190612-HG 0.30~0.90 |3.00~10.00
190616-HG i 0.35~0.95 |3.00~10.00
190624-HG s 0.40~1.00 |3.00~10.00
250924-HG o e o0 0.40~1.20 | 3.50~13.00
250932-HG 0.50~1.20 | 3.50~13.00
CNMM 190612-VT L] [ 0.60~1.00 |6.00~13.00
VT 190616-VT L] 0.60~1.10 |6.00~13.00
190624-VT L] 0.60~1.60 |7.00~13.00
250724-VT L] 0.75~1.60 |7.00~17.00
CNMM 190616-HV 0.45~1.05 |4.00~11.00
HV 190624-HV 0.50~1.10 |4.00~11.00
250924-HV i 0.50~1.40 |4.00~15.00
CNMM 190612-VH L] 0.50~0.90 |5.00~10.00
VH 190616-VH L] 0.50~1.10 |5.00~10.00
190624-VH L] 0.60~1.20 |6.00~12.00
250724-VH 0.70~1.40 |6.00~15.00
250924-VH L] 0.70~1.40 |6.00~15.00
CNMM 190616-HX 0.55~1.10 |4.50~15.00
HX 190624-HX . 0.60~1.20 |4.50~15.00
250924-HX o 0.60~1.50 |4.50~18.00
o : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DCBNR/L | B91 PCBNR/L B9 | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125| PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L | B91 PCKNR/L B9% | MCLNR/L | B107
DCLNR/L B91 PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 12



B Turning Inserts (Negative)

DN

Dimensions (mm)

55° Size IC RE S LE D1
1 9.525 | 0.2~0.8 |4.76~5.56/ 11.628 3.81
D1 15 12.7 0.4~1.2 |4.76~6.35| 15.504 5.16
/5/ rRhombic 55° Negative
o Steel - (KA ENAEEEEE X X s 8 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I ——
‘E_ Cast iron ’ o8 0 208 &8 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ] 308 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
S| powe | Desgnion SEEEELSSsSESseccsssssesgg | g,
= 2206883383338 8833338333333|58| (mmrey | (mm)
CO0O0|Z2=Z=22Z=2Z2=2=2Z2=2=2=2=2=24Aa60a4040a40a4ada T
DNMG 110404-VB 0.05~0.25 | 0.30~2.00
150404-VB o0 ° o o 0.10~0.35 | 0.30~2.00
VB 150408-VB ° L °o o oo L] 0.15~0.45 | 0.50~2.00
2 150412-VB °o o o 0.15~0.45 | 0.50~2.00
150604-VB o ° o 0.10~0.35 | 0.30~2.00
150608-VB o o o0 0 0 oo [ 0.15~0.45 | 0.50~2.00
150612-VB o o 0.20~0.50 | 0.50~2.50
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
VE 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 (] L] 0.13~0.30 | 0.50~1.50
150608-VF (] (] 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 o [ 0.05~0.25 | 0.10~1.50
VL 150408-VL L] [ 0.05~0.30 | 0.20~1.50
150412-VL 0.10~0.30 | 0.25~1.50
150604-VL (] (] 0.05~0.25 | 0.10~1.50
150608-VL [ o o0 0.05~0.30 | 0.20~1.50
150612-VL 0.10~0.30 | 0.25~1.50
DNMG 110402-LP 0.06~0.30 | 0.25~1.20
110404-LP L] 0.07~0.30 | 0.30~1.50
110408-LP 0.10~0.40 | 0.30~1.50
_E’ 110504-LP 0.07~0.30 | 0.30~1.50
é LP 110508-LP 0.10~0.40 | 0.30~1.50
=~§ 150404-LP L] 0.10~0.35 | 0.30~2.00
'é' 150408-LP °o o 0.10~0.40 | 0.50~2.50
2 150412-LP 0.13-0.45 | 0.80~3.00
2 150604-LP oo . 0.10-035 | 0.30-2.00
150608-LP L [ 0.10~0.40 | 0.50~2.50
150612-LP °o o 0.13~0.45 | 0.80~3.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DDJNR/L B92 | PDJNR/L B97 | MDJNR/L | B108 PDJNR/L | B148 DDUNR/L | B125 | PDSNR/L | B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L | B127
MDQNR/L | B109

13 @ Turning



Turning Inserts (Negative) B

S Dimensions (mm)
55 Size IC RE S LE D1

11 | 9525 | 0.4~1.2 4.76~556 11.628 | 3.81
ol _15 | 127 | 0.4~16 [4.76~6.35 15.504 | 5.16

/57 rhombic 55° Negative

° Steel D DRI EEEREEEEY] £ Machining types
Q Stainless steel M 28 .2 OT B 0T TS —
'E_ Castiron ’ ox 0 s80°T @® & @ Continuous cutting
b Non-ferrous metal o3 £ General cutting
= Heat resistant alloy, Titanium alloy o [ Bk 3K 7 208 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated| Cutting Condition
5 powe | Dgnaion SSZEESERRSSEssovemssesssy |,
[ I By R B B B B B B B B B R R E R R R I R -
£ 55|88/2c885885868833835388)5%| = | ™
DNMG 110404-CP 0.08~0.30 | 0.40~3.00
110408-CP 0.10~0.30 | 0.40~3.00
= 110504-CP 0.08~0.30 | 0.40~3.00
110508-CP 0.10~0.30 | 0.40~3.00
CP 150404-CP ° ° 0.10~0.35 | 0.50~3.50
O 150408-CP (] (] 0.12~0.35 | 0.50~3.50
150412-CP ° (] (] 0.13~0.35 | 0.80~3.50
5 150604-CP ° (] 0.10~0.35 | 0.50~3.50
150608-CP ° ° 0.12~0.35 | 0.50~3.50
150612-CP (] o (] 0.13~0.35 | 0.80~3.50
= DNMG 150404-VvC (] 0.10~0.35 | 0.30~2.00
£ 150408-VC o o 0.15~0.40 | 0.50~3.00
£ VC 150412-VC ° o . 0.15~045 | 050~3.00
° 150604-VC o o 0.10-035 | 0.30~2.00
5 150608-VC o o oo 0.15~0.40 | 0.50~3.00
E 150612-VC ° o 0.15~0.45 | 0.50~3.00
DNMG 110404-HM ° . 0.05~0.50 | 0.80~4.00
> 110408-HM (] 0.10~0.50 | 1.00~4.00
-é HM 150404-HM (] 0.05~0.30 | 0.90~5.00
3 150408-HM . 0.10~0.50 | 1.00~5.00
£ 150604-HM o . . 005~0.30 | 0.90~5.00
2 150608-HM e oo . 0.10~0.50 | 1.00~5.00
150612-HM o 0.18~0.50 | 1.00~5.00
DNMG 110404-MP (] ° o ° o 0.10~0.40 | 0.40~3.80
110408-MP (] ° ° o 0.15~0.40 | 0.50~4.00
110412-MP 0.15~0.50 | 0.80~4.20
110504-MP 0.10~0.40 | 0.40~3.80
110508-MP 0.15~0.40 | 0.50~4.00
MP 110512-MP 0.15~0.50 | 0.80~4.20
150404-MP (] ° ° ° o (] 0.10~0.40 | 0.40~4.00
150408-MP o0 (] ° o LN (] 0.15~0.45 | 0.50~4.50
150412-MP o o ° (] 0.15~0.50 | 0.80~5.00
150416-MP . 0.15~0.50 | 0.85~5.00
150604-MP L) (] ° ° o o o o (] 0.10~0.40 | 0.40~4.00
150608-MP L o o o o0 o o 0o 0 o o 0.15~0.45 | 0.50~4.50
150612-MP o0 (] ° o (] (] 0.15~0.50 | 0.80~5.00
150616-MP . 0.15~0.55 | 0.85~5.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DDJNR/L B92 | PDJNR/L B97 | MDJNR/L | B108 PDJNR/L | B148 DDUNR/L | B125| PDSNR/L | B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L | B127
MDQNR/L | B109

Turning @ 14



B Turning Inserts (Negative)

DN

Dimensions (mm)

557 Size IC RE S LE D1
1 9.525 | 0.4~1.2 |4.76~5.56] 11.628 3.81
D1 15 12.7 | 0.4~1.6 |4.76~6.35 15.504 5.16
/57 rhombic 55° Negative
o Steel - (KA ENAEEEEE X X s 8 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I ——
‘E_ Cast iron ’ o8 0 208 &8 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ] 308 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Desgnion SEE8EEESSBSsecomsssssegs | g,
& AN T M MMMOMOMIL LD O OO O O LWL O W 0 D M| v~ D Jrev! mm
£ 5538|552 8255529853553 880 5|5 g
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
o 150404-VM . o o 0.05~0.30 | 0.90~5.00
VM 150408-VM . . . . 0.10-050 | 1.00-5.00
150412-VM (] 0.13~0.60 | 1.30~5.00
5 150604-VM o0 o0 (] (] ° 0.05~0.30 | 0.90~5.00
' 150608-VM e oo . oo o 0.10~050 | 1.00~5.00
150612-VM ] 0.13~0.60 | 1.30~5.00
DNMG 150404-B25 (] 0.17~0.45 | 1.00~4.00
2 B25 150408-B25 ° d 0.17~0.55 | 1.50~4.00
5 150412-B25 o 0.25-0.55 | 1.50~4.00
g 150604-B25 |e oo o . 0.17~055 | 1.50~4.00
‘é‘ 150608-B25 ° o L] (] o 0.17~0.55 | 1.50~4.00
% 150612-B25 ° ° 0.25~0.55 | 1.50~4.00
=
DNMG 150408-GR (] L] L] 0.20~0.50 | 1.00~7.00
GR 150412-GR 0.25~0.90 | 1.30~7.00
= 150416-GR 0.30~0.75 | 1.80~7.00
% 150608-GR R 0.20~0.50 | 1.00~7.00
3 150612-GR L] o o0 0.25~0.70 | 1.30~7.00
= 150616-GR . 0.20~0.75 | 1.80~7.00
DNMG 110404-VvQ |o o 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
VQ 110508-VQ 0.08~0.40 | 0.80~4.00
2 110512-VQ 0.10~0.40 | 1.00~4.00
K 150404-VQ | oo 0.05-030 | 0.80-350
& 150408-VQ |eo LI 0.08~0.40 | 0.80~4.00
=y [Comel) 150412-VQ 0.10-040 | 050420
£
% 150604-VQ |o o o o 0.05~0.30 | 0.80~4.00
2 150608-VQ 0.08~0.40 | 0.80~4.00
150612-VQ 0.10~0.40 | 0.50~4.20
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DDJNR/L B92 | PDJNR/L B97 | MDJNR/L | B108 PDJNR/L | B148 DDUNR/L | B125| PDSNR/L | B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L | B127
MDQNR/L | B109

15 @ Turning



DN

Turning Inserts (Negative) B

Dimensions (mm)

5° Size IC RE S LE D1
1 9.525 | 0.4~1.2 |4.76~5.56] 11.628 3.81
D1 15 127 0.4~1.6 4.76~6.35 15.504 5.16
19 | 15.875 0.8 6.35 19.380 6.35
/57 rRhombic 55° Negative
° Steel - O80T OTHEES £ 8 Machining types
8 Stainless steel M 8 .2 0T B0 TS —
'E_ Castiron ’ ox 0 208 28 @® & @ Continuous cutting
b Non-ferrous metal ® | gGenenal cutting
= Heat resistant alloy, Titanium alloy [ ) 2208 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] ( 2K 7
5 Cermet | Coated Coated Uncoated| Cutting Condition
£ powe | Designion |(ZEZ8EEESBESgerEgssssSZss |, L
E S8 BB EEEEE555888888888 o m
OC|0O0|Z=2=Z=Z=Z=Z=Z=Z=Z=Z=Z=Z=Zaaaaaad4axx
DNMG 150404-MK ° ° 0.05~0.30 | 0.90~5.00
O 150408-MK ° ° 0.10~0.50 | 1.00~5.00
MK 150412-MK 0.13~0.60 | 1.30~5.00
150604-MK ° L] 0.05~0.30 | 0.90~5.00
5 150608-MK ° L] 0.10~0.50 | 1.00~5.00
: 150612-MK . . 0.13-060 | 1.30-500
DNMA 110408 0.17~0.45 | 0.80~3.00
150404 0.17~0.55 | 0.40~4.00
2 150408 0.25~0.55 | 0.80~4.00
E 150412 ° 0.25~0.65 | 0.50~4.00
£ 150604 0.17-055 | 0.40-4.00
3 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
2 DNMG 150408-RK 0.15~0.50 | 1.50~5.00
£ RK 150412-RK . 0.20~0.60 | 1.80~5.00
£ 150608-RK o 0.15-050 | 1.50~5.00
-.§ 150612-RK o 0.20~0.60 | 1.80~5.00
=
= DNMG 150408-VR 0.25~0.55 | 1.20~7.00
E VR 150412-VR 0.30~0.60 | 1.50~7.00
£ 150608-VR 025-055 | 1.20-7.00
§ 150612-VR 0.30~0.60 | 1.50~7.00
=
DNMG 110404-MM ° 0.08~0.35 | 0.50~5.00
110408-MM ° o ° 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
MM 110512-MM 0.12~0.45 | 0.50~5.00
150404-MM . 0.10~0.40 | 0.50~6.40
150408-MM LN LI 0.12~0.45 | 0.50~6.40
150412-MM ° 0.15~0.60 | 0.50~6.40
150416-MM 0.15~0.60 | 0.50~6.00
150604-MM ° ° ° 0.10~0.40 | 0.50~6.40
150608-MM o 0o 00 L 0.12~0.45 | 0.50~6.40
150612-MM ° ° LI 0.15~0.60 | 0.50~6.40
150616-MM 0.18~0.65 | 0.50~8.00
o : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DDJNR/L B92 | PDJNR/L B97 | MDJNR/L | B108 PDJNR/L | B148 DDUNR/L | B125| PDSNR/L | B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L | B127
MDQNR/L | B109

Turning @ 16



B Turning Inserts (Negative)

DN

Dimensions (mm)

557 Size IC RE S LE D1
15 12.7 0.4~1.6 |4.76~6.35 15.504 5.16
D1
/57 rhombic 55° Negative
o Steel - (KA ENAEEEEE X X s 8 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I ——
E_ Cast iron ’ o8 0 208 &8 @® & @ Continuous cutting
5 Non-ferrous metal [ 3 ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ] 308 2083 # Interrupted cutiing
Hardened steel - [ 2k 2k ] [ 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Dsionion EZEEEENSESESsScceosssscegs |
& AN T M MMMOMOMIL LD O OO O O LWL O W 0 D M| v~ D Jrev! mm
£ 553888080888 6888083332058| mw | mm
DNMG 150404-RM (] 0.10~0.50 | 2.00~6.00
150408-RM ° o (] (] 0.15~0.55 | 2.00~6.00
150412-RM 0.20~0.60 | 2.00~6.00
: RM 150416-RM 025-0.70 | 2.00~6.00
S 150604-RM ° (] 0.10~0.50 | 2.00~6.00
e 150608-RM o o 0 L] 0.15~0.55 | 2.00~6.00
150612-RM 0.20~0.60 | 2.00~6.00
150616-RM 0.25~0.70 | 2.00~6.00
DNMG 150404-VP1 [ I ] (] 0.05~0.15 | 0.10~1.50
VP1 150408-VP1 o o 0.07~0.20 | 0.10~1.50
150604-VP1 o0 0.05~0.15 | 0.10~1.50
150608-VP1 oo 0.07~0.20 | 0.10~1.50
DNGG 150404-VP1 0.05~0.15 | 0.10~1.50
VP1 150408-VP1 0.07-0.20 | 0.10~150
150604-VP1 0.05~0.15 | 0.10~1.50
150608-VP1 0.07~0.20 | 0.10~1.50
_E‘ DNMG 150404-VP2 °o o oo 0.05~0.30 | 0.10~3.00
& 150408-VP2 o0 0 00 0.10~0.40 | 0.50~450
= VP2
E 150604-VP2 (] LI ° 0.05~0.30 | 0.10~3.00
'é' 150608-VP2 L] o 0o 0 0 0 0.10~0.40 | 0.50~4.50
=}
3
=
DNMG 150404-VP3 [J 0.05~0.30 | 0.10~3.00
_g’ 150408-VP3 (] LI ] 0.10~0.45 | 0.50~5.00
% VP3 150412-VP3 ° 0.12~0.50 | 0.50~5.00
=
'-g 150604-VP3 o oo 0.05~0.30 | 0.10~3.00
P 150608-VP3 © 00 00 ® | 010~045 | 0.50~5.00
% 150612-VP3 ° LK) 0.12~0.50 | 0.50~5.00
=
DNGG 150404-VP3 ° 0.05~0.30 | 0.10~3.00
> 150408-VP3 0.10~0.45 | 0.50~5.00
-é VP3 150412-VP3 0.12~0.50 | 0.50~5.00
) 150604-VP3 (] 0.05~0.30 | 0.10~3.00
E 150608-VP3 . 0.10-045 | 050-5.00
g 150612-VP3 0.12~050 | 050~5.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DDJNR/L B92 | PDJNR/L B97 | MDJNR/L | B108 PDJNR/L | B148 DDUNR/L | B125| PDSNR/L | B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L | B127
MDQNR/L | B109

17 @ Turning



Turning Inserts (Negative) B

S Dimensions (mm)
55 Size IC RE S LE D1

15 12.7 | 0.4~1.2 476~6.35] 15.504 5.16

D1

/57 rhombic 55° Negative

o Steel ) esezsess s s LK 2 Machining types
8 Stainless steel M 28 s OT B 08 T EHSE —
'E_ Castiron ’ ox 0 s80°8 28 @® & @ Continuous cutting
5 Non-ferrous mefal ® 8| g General cuting
= Heat resistant alloy, Titanium alloy (] s808s soes 8 Interrupted cuttin
Hardened steel - [ 2k 2k ] [ 2K J P <
5 Cermet | Coated Coated Uncoated| Cutting Condition
§ powe | Degnin ZSZESEgSSggssssmssssezss |
= 225588838333 888S8S333833333833 58| mmrey | (mm)
OC|0O0|Z=2=Z=Z=Z=Z=Z=Z=Z=Z=Z=Z=Zaaaaaad4axx

DNMG 150408-VP4 0.15~0.35 | 1.00~4.00

4 VP4 150412-VP4 020-040 | 1.00-4.00

150608-VP4 . 0.15~0.35 | 1.00~4.00
e 150612-VP4 0.20~0.40 | 1.00~4.00
2 DNMG 150404-HA . ° 0.05~0.30 | 0.80~3.50
2 HA 150408-HA o [e [010-040] 080-350
2 150604-HA e e e |005030]0.80-350
% 150608-HA e e [010-040 080-350
=

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 0.10~0.40 | 0.30~3.00

[ Wiper]

DNMG 150408-LW 0.15~0.50 | 0.70~4.50

LW 150412-LW 0.20~0.60 | 1.00~5.00
150608-LW o 0.15~0.50 | 0.70~4.50
150612-LW 0.20~0.60 | 1.00~5.00

[ Wiper]

DNMX 150404R-SR 0.10~0.40 | 0.70~4.50
= 150408R-SR 0.12~0.45 | 1.00~4.50
£ SR 150604R-SR 0.10~0.40 | 0.70~450
£ 150608R-SR 0.12~045 | 1.00~4.50
o 150404L-SR 0.10-040 | 0.70-450
= 150408L-SR 0.12~045 | 1.00~450
é [Shaft] 150604L-SR 0.10~0.40 | 0.70~4.50

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 ° o 0.15~0.30 | 1.00~4.00
= SH 150608R-SH oo 015~050 | 150~5.00
3 150404L-SH 0.15~0.30 | 1.00~4.00
g 150408L-SH 0.15-050 | 1.50~5.00
S 150604L-SH oo 0.15-0.30 | 1.00-4.00
150608L-SH L 0.15~0.50 | 1.50~5.00

e : Stock item

High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DDJNR/L B92 | PDJNR/L B97 | MDJNR/L | B108 PDJNR/L | B148 DDUNR/L | B125| PDSNR/L | B127 | MDUNR/L | B130

PDNNR/L B98 MDNNN B108 PDUNR/L | B127
MDQNR/L | B109

Turning @ 18



KN

B Turning Inserts (Negative)

Dimensions (mm)

19 @ Turning

55° Size IC RE S LE
\ 16 9.525 | 0.5~1.0 4.76 16
ic
\ /
o 1 M
/7 Parallelogram 55 Negatlve -
o Steel D 3OO XEEXREX ® LK 2 Machining types
g Stainless steel M £ 2K 8 0T B B O0OT T ES I
‘S Castiron ( .20 2K J 03 (2K, 7 @® ®| @ Continuous cutting
%‘ Non-ferrous metal [ 2K J & General cutting
= Heat resistant alloy, Titanium alloy [ J 2308 S® 208 # Interrupted cuttin
Hardened steel - [ 2k 2k ] [ 2K J up uting
S Cermet | Coated Coated Uncoated| Cutting Condition
E| Picture Designation  |S B|C 8|25 S8 8832L2888882288
= 9 DD OO A NANTOAMMMMDIET™=—r"®OF —r—r— OO fn ap
[=3 ™ ANy (MMM MOMOMIL LD OOO O ML L O O O M M| v~ LD
= 2200000000000 O0O000V0VO0O0O0 O OIS o (mmrey (mm)
CO0OO0Z=Z=2Z=2ZZ2Z=2=2Z=2Z=2Z=2Z=2Z=2Z=2Za4a404040aa4aa4 I
= 11 KNUX 160405R-11 ® 0o 0 0 0 ° ° ° 0.20~0.35 | 1.00~6.00
a 160410R-11 L) o o ° 0.30~0.60 | 1.50~6.00
= 16040511 oo 0 00 ° 0.20~0.35 | 1.00~6.00
- 160410L—11 oo . ° 0.30~0.60 | 1.50~6.00
o 12 KNUX 160405R-12 oo ° ° 0.25~0.35 | 1.50~6.00
-% 160410R-12 ce o o 0.40~0.70 | 150~6.00
3 160405L—12 0.25~0.35 | 1.50~6.00
= 160410L-12 . 0.40-0.70 | 1.50~6.00
e : Stock item
High Pressure Coolant Boring Bar
Clamp On Page Clamp On Page
CKJNR/L B105 CKUNR/L B129
CKNNR/L B105
s Dimensions (mm)
Size IC S D1
09 9.525 3.18 3.81
12 12.7 4.76 5.16
@ Ic E{ 15 | 15.875 6.35 6.35
— 19 19.05 6.35 7.93
25 254 16.35~9.52] 9.12
@ Round Negatlve 31 | 3175 | 952 | 127
o Steel D ORI IOEEREEEREEREXS LXK Machining types
g Stainless steel M E 2K, 8 0T B BOTTES —
‘S Cast iron oz 0 $03 L2 ® & @ Continuous cutting
%‘ Non-ferrous metal ® 8 gGenenl cutting
= | Heatresistant alloy, Titanium alloy o s3508%Ss 208 £ Int ted outi
Hardened steel os s [ 2K ¢ nierupted cutling
= Cermet | Coated Coated Uncoated| Cutting Condition
-ﬁ . . . O OO WO O O O OO0 O LWL OO WO W O W
K} Picture Designation AR IR R ER R = = = - ] fn ap
o Ay (MM MMMOMIL LD OWO O ML L O O MO O O v~ LD
o 2200000000000 O000O0VV0O0O0O OIS S (mMmrey (mm)
< CO|0O0|Z=ZZZZ=ZZZ2Z=2ZZ2ZZ2Z=2ZZ2Za4a4a0a4a40a40aa4a X
RNMG 090300-B25 0.09~0.90 | 0.90~4.50
B25 120400-B25 o 0.12~1.20 | 1.20~4.80
150600-B25 ° 1.50~7.50 | 1.15~1.50
190600-B25 0.19~1.90 | 1.90~7.60
250600-B25 0.25~2.50 | 2.50~10.0
250900-B25 o 0.25~2.50 | 2.50~10.0
310900-B25 0.30~2.50 | 3.50~13.0
e : Stock item



SN

Turning Inserts (Negative) B

Dimensions (mm)

S
"1 size] 1c | RE s LE | D1
’ h 09 9.525 | 0.4~0.8 |3.18~4.76 9.525 3.81
@ |c ﬂ 12 | 127 |04~12] 476 | 127 | 516
1
o . ) z
(o] square 90° Negative e
° Steel 4 ex20ez0sTL 88 8 Machining types
g Stainless steel M g8 E.3 (X EE X E X T
a Castiron ox 0 s308 8 @® & | @ Continuous cutting
% Non-ferrous metal [ 2K ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ) 808 8%0° % Int ted cutti
Hardened steel ~ H [ 2k 2% 2K K ] nierrupted cuting
5 Cermet | Coated Coated Uncoated| Cutting Condition
] . . . COL WL A INA OO OOOL L LWL OO W O
£ Piowre Pesignation 15 B 5 S NSNS 28838 nnRisEE LI
=3 ZZ 000UV O0O0OOOO0OOO O OIS 8| (mmiey (mm)
CO0OO0|Z=Z==Z=ZZZZ2Z=2Z2=2ZZ2Z2Z2=2=224a40o460a40aa4aTT
VB SNMG 120404-VvB ° ° 0.15~0.35 | 0.30~2.00
O 120408-VB ° ° ° 0.15~0.40 | 0.50~2.00
SNMG 090304-VF 0.07~0.30 | 0.50~1.50
090308-VF 0.07~0.30 | 0.50~1.50
VF 120404-VF 0.07-0.30 | 0.50~150
120408-VF ° 0.10~0.40 | 0.50~1.50
120412-VF 0.20~0.50 | 0.50~1.50
SNMG 120408-VL [ 0.10~0.35 | 0.20~1.50
VL
SNMG 090308-LP 0.10~0.30 | 0.30~1.50
E’ 090408-LP 0.10~0.30 | 0.30~1.50
j LP 120404-LP ° ° 0.10~0.35 | 0.30~2.00
-% 120408-LP e o 0.10~0.40 | 050~2.50
‘é’ 120412-LP ° ° 0.13~0.45 | 0.80~3.00
3
8
=
SNMG 090304—CP 0.08~0.30 | 0.40~3.00
090308-CP 0.10~0.30 | 0.40~3.00
= CP 090404-CP 0.08~0.30 | 0.40~3.00
j 090408-CP 0.10~0.30 | 0.40~3.00
-.E 120404-CP o o 0.10~0.35 | 0.50~350
‘é’ 120408-CP 0.12~0.35 | 0.50~3.50
% 120412—CP 0.13~0.35 | 0.80~3.50
=
2 VC SNMG 120408-VC o ° 0.15~0.40 | 0.50~3.50
i
°
5
=
=
® : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DSBNR/L | B92 | PSBNR/L | B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L | B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 | PSSNR/L | B101 | MSRNR/L | B110
MSSNR/L | B111

Turning @ 20



B Turning Inserts (Negative)

o0 S Dimensions (mm)
S "1 sizel 1€ | Re s LE | D1

> 09 9.525 | 0.4~1.2 3.18~4.76] 9.525 3.81
c E[ 12 127 0.4~1.6 4.76 12.7 5.16
Y, 15 | 15.875 | 0.8~1.2 6.35 15.875 6.35
N 19 19.05 | 0.8~1.6 6.35 19.05 7.93
o H > z
(o] square 90° Negative e
° Steel - OB 02T 0T B EBESR 28 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I ——
'S Castiron o8 0 2808 &8 @® & @ Continuous cutting
%‘ Non-ferrous metal [ 2K J £ General cutting
= | Heatresistant alloy, Titanium alloy [ ) 2308 S® 208 & Int ted cutt
Hardened steel ~ H [ 2k 2% 7 [ 2K nierupted cuting
§ Cermet | Coated Coated Uncoated| Cutting Condition
8| picture Designation S8lLg8LR 88882, 28883882L288 n ap
= O =R RS I B~ I W B - I g = A A i i = 3 1 T
= 22000000000V O0OV0OVOOO0 OO OIS @ (M (mm)
CO|O0|Z=Z=Z=Z=Z=Z=Z=2ZZ2Z222=2Z20o460a6046a6a40aa4a X
SNMG 120404-HM o 0.15~0.42 | 0.60~4.20
120408—-HM oo ° ° 0.10~0.50 | 1.00~5.00
HM 120412-HM ° ° ° 0.18~0.50 | 1.00~5.00
SNMG 090304-MP oo ° 0.10~0.40 | 0.40~3.80
090308-MP o0 ° 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 oo o oo o o 0.10~0.40 | 0.40~4.00
=) MP 120408-MP LN ) o oo o 0 ) 0.15~0.45 | 0.50~4.50
E 120412-MP oo o ° 0.15~0.50 | 0.80~5.00
£ 120416-MP o . 0.18-0.60 | 0.80-7.00
% 150608-MP 0.15-0.50 | 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 0.10~0.50 | 1.00~3.50
120404-VM o o 0.05~0.30 | 0.90~5.00
120408-VM ° o o o oo o o 0.10~0.50 | 1.00~5.00
120412-VM L] [ 0.13~0.60 | 1.30~5.00
=)
.é VM 190612-VM 0.25~0.60 | 2.50~7.50
3 190616-VM 0.25~0.60 | 2.50~7.50
5
k<]
Q
=
o Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DSBNR/L | B92 | PSBNR/L | B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L |B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L | B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L | B93 | PSSNR/L | B101 | MSRNR/L | B110

MSSNR/L | B111
21 @Turning




SN

Turning Inserts (Negative) B

Dimensions (mm)

F—> Size
’ h - 09 9.I5(;5 0.25.2 3.18§4.76 9;?5 3?811
@ o ﬂ 12 | 127 |04-12| 476 | 127 | 516
Nl 1o 1905 0624 635 | 1905 795
° . . I .8~2. . I X
@ Square 90 Nega‘“ve - - 25 | 254 | 1.6-24 [794-952 254 | 9.12
° Steel ) esezsess s s k.2 LK Machining types
9 Stainless steel M 28 s OT H XL OSTTES I —
'E_ Castiron ox 0 208 28 @® & @ Continuous cutting
g Heatres'\\‘s(:z:le;f;l;s‘?g:ihm alloy ’ [ 308 s : : 8 General cutting_
Hardened’ steel ~ H [ 2k 2Kk ] [ XK # Interrupted cutting
5 Cermet | Coated Coated Uncoated| Cutting Condition
5 powe | besgmion EEEEEESSBESgesegsssses=gs |
& ™ AN MM MOMOMOMILILD O© OO0 O OO LD O O O D v+~ LD m/rev) (mm)
< 35|83|gggeeeeeeeeeeegeeeeeee ™
SNMG 090308-B25 0.17~0.45 | 0.80~3.50
120404-B25 ° ° o0 ° 0.17~0.45 | 1.00~3.50
120408-B25 o o L) o0 ° [} ° 0.23~0.60 | 1.50~5.00
120412-B25 ° L) o0 ° 0.25~0.60 | 2.00~5.00
120416-B25 o o [ ) ) 0.35~0.70 | 2.50~5.00
150608-B25 ° o 0.25~0.60 | 1.50~6.00
: B25 150612-B25 0.25-0.60 | 2.00~6.00
5 150616-B25 ) 0.35~0.70 | 2.00~6.00
: 190608-B25 o o ° 0.25~0.60 | 3.00~8.00
= 190612825 ee o . 0.30~0.60 | 3.00~8.00
= 190616-B25 eoe o ° 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 o0 0 00 0.20~0.50 | 1.00~7.00
120412-GR o 0o 0 0.20~0.50 | 1.00~7.00
GR 150608-GR o 0.25-0.60 | 1.00~7.00
150612-GR e 0o 0 0 0 0.29~0.75 | 1.40~7.00
= 190608—-GR . 0.30~0.80 | 1.70~9.00
£ 190612-GR ceee o 0.30~0.80 | 1.70~9.00
o 190616-GR cocee o 031-082 1901230
= 190624-GR 0.35~0.82 | 2.00~12.50
250724-GR ° 0.45~1.20 |2.60~14.00
250924-GR o o 0.50~1.20 |2.60~14.00
SNMG 090304-vVQ 0.05~0.30 | 0.50~3.50
> 090408-VQ ° 0.08~0.30 | 0.80~4.00
% VQ 090412-vVQ 0.10~0.30 | 1.00~4.00
€ 120404-VQ [ I} 0.05~0.30 | 0.80~4.00
° 120408-vQ | ® 0.08~040 | 0.80~4.00
5
-
[ Cermet ]
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DSBNR/L B92 | PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125| PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 PSDNN B100 | MSDNN B109
DSKNR/L B93 PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 PSSNR/L B101 | MSRNR/L | B110
MSSNR/L | B111

Turning @ 22



B Turning Inserts (Negative)

Dimensions (mm)

SN OO e
2 N 09 g.lsgs o.ri.z 3?8 92?5 3?811
@ ‘c ﬂ 12 | 127 | 04~20| 476 | 127 | 516
Nl 1o | 1905 0824 635 | 1005 | 763
@ Square 900 Negative - \LE 25 | 254 | 24 [794-952 254 | 9.2
o Steel D 3OO XEEXREX ® LK 2 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I —
'S Castiron o8 0 208 &8 @® & @ Continuous cutting
%‘ Non-ferrous metal ’ [ 2K J & General cutting
= Heat resistant alloy, Titanium alloy [ 2308 S® 208 ﬁlnterrupted cutting
Hardened steel - [ 2k 2k ] [ 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Dsionion EZEEEENSESESsceeosssscegs |
o AN T M MMMOMOMIL LD O OO O O LWL O M 0 D M| v~ D
& 55388888858 86E8888¢8388¢2258mm | ™
SNGG 090304R 0.12~0.35 | 1.00~3.00
090308R 0.15~0.35 | 1.00~3.00
120404R L) 0.15~0.35 | 1.00~4.00
o 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
5 090308L 0.15~0.35 | 1.00~3.00
' 120404L 0.15~035 | 1.00~4.00
120408L 0.15~0.35 | 1.00~4.00
1204121 0.15~0.35 | 1.00~4.00
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 ° ] 0.13~0.60 | 1.30~5.00
= MK 120416-MK 0.15~0.63 | 1.50~6.00
3 150608-MK 0.25-0.60 | 1.80~6.00
E 150612-MK 020~0.70 | 1.80~7.00
é 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 12.50~10.00
190616-MK 0.35~0.78 |2.70~10.00
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 ° 0.15~0.70 | 1.00~6.00
120412 ] 0.20~0.80 | 1.50~6.00
= 120416 0.30~1.00 | 2.00~6.00
% 120420 0.30~0.70 | 2.50~5.00
z 150612 0.20~0.80 | 2.00~8.00
= 150616 . 0.25~085 |2.50~10.00
190608 0.20~0.80 2.00~10.00
190612 ° 0.20~0.80 2.00~10.00
190616 ® o 0.25~0.85 12.50~10.00
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
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DSBNR/L B92 | PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125| PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 PSDNN B100 | MSDNN B109
DSKNR/L B93 PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 PSSNR/L B101 | MSRNR/L | B110
MSSNR/L | B111

23 @ Turning



SN

Turning Inserts (Negative) B

Dimensions (mm)

F—> Size IC RE S LE D1
’ h - 09 9.525 | 0.4~1.2 |3.18~4.76| 9.525 3.81
@ o ﬂ 12 | 127 | 04~16| 476 | 127 | 516
Nl 19 1505 [06-16| 63 | 1605 | 799
@ Square 90° Nega‘“ve - - 25 | 254 | 24 | 952 | 254 | 9.2
° Steel ) esezsess s s k.2 LK Machining types
8 Stainless steel M 8 8 EEEEXEXE XX —
é_ Cast iron ox 0 208 28 @® & | @ Continuous cutting
g Heatres'\\‘s(:z:le;f;l;s‘?g:ihm alloy ’ [ 308 s : : 8 General Cutting.
Hardened’ steel ~ H [ 2k 2Kk ] [ XK # Interrupted cutting
5 Cermet| Coated Coated Uncoated| Cutting Condition
E|  Picture Designation S2E8S8s8888885 2828882288 fn ap
= 225588838333 888S8S333833333833 58| mmrey | (mm)
Ooooooo|Z2=Z2=2=2=2=2=2=222222000 0000 I
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
120412 0.20~0.80 | 1.50~8.00
: 150608 0.20~0.80 |2.00~10.00
: 150616 0.20~0.90 |2.00~10.00
190608 0.15~0.60 |3.00~12.00
190612 0.20~0.80 |3.00~12.00
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 o0 0.28~0.53 | 1.80~6.00
£ 120416-RK . 0.28-0.53 | 2.00~6.00
® 150612-RK 0.20~0.70 | 1.80~7.00
e 150616-RK 0.23~0.70 | 2.00~7.50
190612-RK 0.33~0.78 |2.50~10.00
190616-RK 0.35~0.78 |2.70~10.00
SNMG 120408-VR 0.25~0.55 | 1.20~7.00
= VWR 120412-VR 0.30-060 | 150-7.00
£ 120416-VR 0.35~0.60 | 2.00~7.00
o 190612-VR . 035-0.70 | 2.00~10.00
- 190616-VR 0.35~0.75 |2.20~10.00
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 e 0o 0 o ° 0.10~0.40 | 0.50~6.40
4 MM 120408-MM ce o 012045 | 0.50-6.40
3 120412-MM ° 0.15~0.60 | 0.50~6.40
E 120416-MM 0.18-0.65 | 0.50~6.40
é 150608-MM 0.12~045 | 0.50~8.00
150612-MM o 0o 0 o o 0.15~0.60 | 0.50~8.00
150616—MM L] 0.18~0.65 | 0.50~8.00
190608—-MM o 0o 0 ° 0.12~0.45 | 0.50~9.50
190612-MM e 0o 0 o0 0.15~0.60 | 0.50~9.50
190616—-MM o 0 0.18~0.65 | 0.50~9.50
250924-MM ° 0.20~0.80 1.00~10.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DSBNR/L B92 PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125| PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 PSDNN B100 | MSDNN B109
DSKNR/L B93 PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 PSSNR/L B101 | MSRNR/L | B110
MSSNR/L | B111

Turning @ 24



B Turning Inserts (Negative)

SN0 v S
: Size IC RE S LE D1
4 > 12 127 0.4~1.6 4.76 12.7 5.16
c E[ 15 | 15.875 | 0.8~1.6 6.35 15.875 6.35
Y, 19 19.05 | 0.8~24 6.35 19.05 7.93
N 25 254 24 9.52 25.4 9.12
o H N
(o] square 90° Negative e
Steel D 3OO XEEXREX ® LK 2 Machining types
8 Stainless steel M £ 2K 8 0T B B O0OT T ES I
% Castiron ( .20 2K J 03 (2K, 7 @® ®| @ Continuous cutting
%‘ Non-ferrous metal . R # : : £ General cutting
= Heat resistant alloy, Titanium alloy .
Hardened steel ~ H [ 2k 2% 7 [ 2K # Interrupted cutting
S Cermet| Coated Coated Uncoated| Cutting Condition
S powe | Dsionaion | FZEEEENSSEgsceegsssssegs |
= 2206883383338 88333338333333/53| (mmrey) | (mm)
CO0O0|Z2=Z=22Z=2=2=2=2=2=2=2=24aAaa0a40a40aa0aad4aTT
SNMG 120404-RM 0.10~0.50 | 2.00~6.00
120408-RM (] o 0.15~0.55 | 2.00~6.00
120412-RM 0.20~0.60 | 2.00~6.00
120416-RM 0.25~0.70 | 2.00~6.00
RM 150608—-RM 0.20~0.60 | 0.20~6.00
e 150612—RM (] (] 0.20~0.60 | 2.00~8.00
< 150616—RM 0.25~0.70 | 2.00~8.00
o 190608—-RM (] (] 0.20~0.60 | 2.00~10.00
190612-RM o0 ° 0.20~0.60 |2.00~10.00
190616—RM oo 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
= VP2 SNMG 120404-VP2 o o 0.05~0.35 | 0.10~3.00
2 120408-VP2 ° e 00 00 e | 0.10~045  050~450
e 120412-VP2 . 0.10~0.50 | 0.50~5.00
5
8
=
SNMG 120404-VP3 LI ) ° 0.05~0.30 | 0.10~3.00
120408-VP3 o 0o 0 0 0 ° 0.10~0.45 | 1.00~5.00
120412-VP3 (] (] 0.12~0.50 | 1.00~5.00
g VP3 120416-VP3 0.25~0.45 | 0.50~4.00
£ 160608-VP3 0.15~0.35 | 0.80~6.00
e 160612-VP3 020-040 | 1.00-6.00
% 160616-VP3 0.20~0.40 | 1.00~6.00
= 190608-VP3 0.15~0.35 | 0.80~7.00
190612-VP3 0.20~0.40 | 1.00~7.00
190616—-VP3 0.25~0.45 | 1.00~7.00
_E’ VP3 SNGG 120404-VP3 0.05~0.30 | 0.10~3.00
£ 120408-VP3 0.10~0.45 | 1.00~5.00
£ 120412-VP3 0.12-050 | 1.00-5.00
=
2
=
SNMG 120408-VP4 (] 0.15~0.35 | 1.00~4.00
VP4 120412-VP4 0.20~0.40 | 1.00~4.00
2 150612-VP4 0.20~0.45 | 1.00~5.00
5 190608-VP4 0.20~0.50 | 1.00~9.00
2 190612-VP4 ° 0.23-0.55 | 1.00~9.00
190616-VP4 0.27~0.60 | 1.00~9.00
o Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DSBNR/L | B92 | PSBNR/L | B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L |B128 | MSKNR/L | B130
DSDNN B93 PSDNN B100 | MSDNN B109
DSKNR/L B93 PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 PSSNR/L B101 | MSRNR/L | B110
MSSNR/L | B111

25 @ Turning



Turning Inserts (Negative) B

, S Dimensions (mm)
90 5
ize IC RE S LE D1
2 N 09 | 9525 | 0.2~08 | 3.18 9.525 3.81
c ﬂ 12 127 | 04~24 | 476 12.7 5.16
J 15 | 15875 | 0.2~16 | 476 15.875 6.35

19 | 1905 | 02~16 | 476 19.05 7.93

@ Square 900 Negative o - - 25 | 254 | 0.4-24 [635~7.94 254 | 9.12
° Steel ) esezess s s k.2 LK Machining types
g Stainless steel M 28 s [ EEEEXE X X X ] —
‘S Castiron { JX. 2K 2K ; s30° 8 @® & | @ Continuous cutting
% Non-ferrous metal ’ [ 2K ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ) 5088 203 3Interrupted cutting

Hardened steel - [ 2k 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated| Cutting Condition
S eowe | Desgnawon SEESELNRSSIsssrRsssserss |
& ™ AN MM MOMOMOMILILD O© OO0 O OO LD O O O D v+~ LD m/rev) (mm)
< §588lgggeegeeeeeeepeeeeeege ™
SNMG 120404-HA o ° 0.10~0.35 | 0.80~3.50
: HA 120408-HA e |e |010-040  080-350
= 120412-HA 0.13~0.55 | 0.80~3.50
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
£ 120424 0.20~0.65 | 2.00~6.00
o 150402 040~050 | 0.506.00
= 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
SNUN 120408 0.23~0.60 | 1.50~5.00
g’ 120412 0.25~0.60 | 2.00~5.00
§ 190412 0.30~1.00 |3.00~10.00
g 120412TN 0.25~0.60 | 2.00~5.00
‘é’ 250724TN 0.30~1.20 |3.00~12.00
>
._g
=
= SNMX 120408R 0.15~0.35 | 1.00~4.00
3
E
._g
=
o : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DSBNR/L | B92 | PSBNR/L | B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L | B93 | PSKNR/L |B100 | MSKNR/L | B110
DSSNR/L | B93 | PSSNR/L |B101 | MSRNR/L | B110
MSSNR/L | B111

Turning @ 26



E; Turning Inserts (Negative)

%0 S Dimensions (mm)
S "1 sizel 1€ | Re s LE | D1
4 N 12 127 0.8~1.2 4.76 12.7 5.16
c E[ 19 19.05 | 1.2~24 6.35 19.05 7.93
Y, 25 25.4 2.4~3.2 [7.94~9.52] 25.4 9.12
o . N
(o] square 90° Negative e
© Steel - O80T 0T HEES s 28T EES Machining types
o Stainless steel M £ 2K 8 23083 88ES I
% Castiron ( .20 2K J 03 (2K, 7 @® ®| @ Continuous cutting
%‘ Non-ferrous metal [ 2K J & General cutting
= Heat resistant alloy, Titanium alloy 2308 S® 208 8 Interrupted cuttin
Hardened steel - [ 2k 2k ] [ 2K 7 P 9
§ Cermet | Coated Coated Uncoated| Cutting Condition
S| Picture Designation SE 288588888858 88882288 fn ap
o AN (M MMMOMOMIL LD W OL LWL LD LW O W 0 D M| v~ D
= 2200000000000V VUOO0O O OIS g (M (mm)
CO|OO0|Z=Z=Z=Z=Z=Z=ZZ2Z2Z22Z2=2Z2a46a660640aa4a T
SNGX 120408R 0.15~0.35 | 1.00~4.00
SNMM 120408-GR 0.20~0.50 | 1.00~7.00
GR 120412-GR o o 0.25~0.65 | 1.30~7.00
g 190612-GR ] 0.25-0.65 | 1.30~11.50
® 190616-GR 0.32~0.85 1.80~11.50
&
SNMM 190612-HP 0.30~0.80 | 2.50~9.00
HP 190616-HP 0.35~0.85 | 2.50~9.00
190624-HP 0.40~0.90 | 2.50~9.00
250924-HP 0.40~1.00 |2.50~11.00
SNMM 190612-HL 0.30~0.85 |3.00~10.00
HL 190616-HL 0.35-0.90 |3.00-10.00
190624-HL 0.40~1.00 |3.00~10.00
=y
% 250924-HL 0.40~1.10 |2.50~12.00
SNMM 120408-GH o0 ° 0.30~0.60 | 2.50~8.00
G 120412-GH ° ° 0.30~0.70 | 2.50~8.00
H 150612—-GH ° 0.30~0.70 | 2.50~8.00
190612-GH . e 0o 0 ° 0.30~0.70 | 3.00~8.00
190616—GH ° L) ° 0.45~1.00 | 4.00~9.00
190624—-GH . o0 ° 0.55~1.20 | 4.00~9.00
250724-GH [ o o 0 [ 0.55~1.20 5.00~12.00
250924-GH ° o 0 0 ° 0.55~1.20 5.00~12.00
o : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DSBNR/L | B92 | PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L | B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 | PSSNR/L | B101 | MSRNR/L | B110
MSSNR/L | B111

27 @ Turning



Turning Inserts (Negative) B

90 S Dimensions (mm)
Size IC RE S LE D1

’ N 19 | 1905 | 12~24| 6.35 19.05 7.93

@ |c o 25 | 254 [16~24 7.94-952 264 | 9.12
/

(o] square 90° Negative ] e

° .Steel - O80T OTHEES k.2 2T EESE Machining types
o Stainless steel M s 8 s T30 88 S —
'%’_ Castiron { JX. 2K 2K ; 208 8 @® & | @ Continuous cutting
;g_ Non-ferrous metal ’ [ 2K ] & General cutting
= Heat resistant alloy, Titanium alloy 308 208 #Imerrupted cutting
Hardened steel - [ 2k 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated| Cutting Condition
I pioure besignation | SELELLRSS8I5 205 E8882088 | 4
g 2253883383888 888888338833|53| (mrey | (mm)
OO0 |ZzZz=z=2==Z=2=Z=2=Z=Z2=2==Z=2ao4aoa0o40o4aa0a I
SNMM 190612-HG i 0.30~0.90 |3.00~10.00
HG 190616-HG 0.35~0.95 |3.00~10.00
190624-HG 0.40~1.00 | 3.00~10.00
250924-HG o e o0 0.40~1.20 | 3.50~13.00
250932-HG 0.50~1.20 |3.50~13.00
SNMM 190612-VT . . 0.60~1.00 |6.00~13.00
VT 190616-VT ° 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 ° o 0.75~1.60 |7.00~15.00
250924-VT . ° 0.75~1.60 |7.00~17.00
SNMM 190616-HV 0.45~1.05 4.00~11.00
HV 190624-HV 050-1.10 | 4.00~11.00
250724-HV s 0.50~1.40 |4.00~15.00
250924-HV o d 0.50~1.40 |4.00~15.00
SNMM 190612-VH 0.50~0.90 |5.00~10.00
190616—-VH o 0.50~1.10 |5.00~10.00
VH 190624-VH . 0.60~1.20 |6.00~12.00
250716-VH 0.70~1.50 |6.00~14.00
250724-VH 0.70~1.40 |6.00~15.00
250920-VH 0.70~1.40 |6.00~15.00
250924-VH ] 0.70~1.40 |6.00~15.00
SNMM 190616-HX 0.55~1.10 |4.50~15.00
HX 190624-HX 0.60~1.20 |4.50~15.00
250924-HX 0.60~1.50 |4.50~18.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DSBNR/L | B92 | PSBNR/L | B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L |B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L | B93 | PSKNR/L |B100 | MSKNR/L | B110
DSSNR/L | B93 | PSSNR/L |B101 | MSRNR/L | B110
MSSNR/L | B111

Turning @ 28



B Turning Inserts (Negative)

TN OO

Dimensions (mm)

Size IC RE S LE D1
1 6.35 0.4~0.8 3.18 10.999 2.4
16 9.525 | 0.4~1.2 4.76 16.498 3.81
22 12.7 0.8~1.2 4.76 21.997 5.16
/O\ Triangular 60° Negatlve
o Steel D IO EEEREEEREX .2 Machining types
g Stainless steel M 28 8 O 2 083 ES —
'S Cast iron o8 0 208 @® & @ Continuous cutting
%‘ Non-ferrous metal ’ [ 2K J & General cutting
= | Heatresistant alloy, Titanium alloy [ J [ 2k 2k ] 208 # Interrupted cutting
Hardened steel - [ 2k 2k ] [ 2K 7
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | oesgnaion SESSSSENYSESHSPELENBE22288 o
= 2206883833388 83886833333333|58| mmrey | (mm)
o002 =z==Z==2Z2=2=Z=2=2=2=2=Z=2ao4ao40oa4aa4aITI
TNMG 160404-VB o o0 o ° ° 0.10~0.35 | 0.30~1.50
VB 160408-VB o o0 0o ° o o 0.15~0.45 | 0.50~7.00
= 160412-VB o 0.18~0.45 | 0.80~3.00
220408-VB 0.15~0.45 | 0.50~2.50
220412-VB 0.20~0.50 | 0.70~2.50
TNMG 160404-VL o0 ° 0.05~0.25 | 0.10~1.00
VL 160408-VL ° . ° ° 0.10~0.35 | 0.20~1.50
160412-VL [ 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 o0 ° 0.05~0.20 | 0.20~1.00
160404-VF ° o0 ° ° . 0.07~0.30 | 0.50~1.50
VE 160408-VF ° ° ° ° ° 0.10~0.40 | 0.50~1.50
160412-VF 0.15~0.50 | 0.50~1.50
220404-VF o o 0.10~0.40 | 0.50~1.50
220408-VF 0.10~0.40 | 0.50~1.50
TNMG 110304-LP 0.07~0.30 | 0.30~1.50
= 110308-LP 0.10~0.30 | 0.30~1.50
5 LP 160404-LP o« o . 0.10-0.35 | 0.30~2.00
-% 160408-LP o o 0.10~0.40 | 0.50~2.50
‘é’ 160412-LP 0.13~0.45 | 0.80~3.00
=]
=§
=
TNMG 110304-CP 0.08~0.26 | 0.40~2.50
110308-CP 0.10~0.26 | 0.40~2.50
= 160404—-CP o o 0.10~0.30 | 0.50~3.00
= CcpP 160408—CP o o . 0.12-0.30 | 0.50~3.00
-§ 160412-CP e o o 0.13-030 | 0.80~3.00
E 220408-CP [} [} 0.15~0.35 | 0.80~4.00
% 220412-CP o o 0.18~0.35 | 1.00~4.00
=
o Stock item
High Pressure Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L | B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 | PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

29 @ Turning



Turning Inserts (Negative) B

Dimensions (mm)
Size IC RE S LE D1
11 6.35 0.8 3.18 | 10.999 24
16 | 9525 | 04~16| 476 | 16498 | 3.81
22 127 | 04~16| 476 | 21.997 | 5.16
27 | 15.875 1.2 635 | 27.496 | 6.35

TN OO

@Triangular 60° Negative

° Steel ) esezsess s s k.2 LK Machining types
8 Stainless steel M 8 8 EEEEXEXE XX —
:%,‘_ Castiron es0es ss08 s 8 @ | @ Continuous cutting
g Heatres'\\‘s(:z:le;f;l;s‘?g:ihm alloy ’ [ 308 s : : 8 General cutting.
Hardened’ steel ~ H [ 2k 2Kk ] [ XK # Interrupted cutting
5 Cermet| Coated Coated Uncoated| Cutting Condition
E|  Picture Designation S2E8S8s8888885 2828882288 fn ap
= 225588838333 888S8S333833333833 58| mmrey | (mm)
Ooooooo|Z2=Z2=2=2=2=2=2=222222000 0000 I
TNMG 160404-VC o 0 . 0.10~0.35 | 0.30~2.00
O 160408-VC e 0o 0 . 0.15~4.00 | 0.50~3.00
VC 160412-VC ) . 0.15-450 | 0.50~3.00
220408-VC o 0 0.15~0.40 | 0.50~3.00
= 220412-VC 0.15~045 | 050~3.00
TNMG 110308-HM ° 0.17~0.40 | 1.50~3.00
160404—HM ° e 0o o ° . 0.05~0.30 | 0.90~4.00
CEb HM 160408-HM e 0o 0 o ° 0.10~0.50 | 1.00~4.00
E 160412—-HM [ 0.13~0.60 | 1.30~4.00
£ 220404-HM . 0.15-045 | 0.60-5.00
2 220408—HM oo 0 0.18~048 | 0.80~5.80
2
TNMG 110308-MP [ 0.15~0.42 | 0.50~3.50
160404-MP o 0 0 L) LI ) ° 0 0.10~0.40 | 0.40~3.50
160408—-MP ° [ I} ° 0.15~0.45 | 0.50~4.00
160412-MP ° ° o0 o0 0.15~0.50 | 0.80~4.50
2 MP 160416-MP 0.18~0.50 | 1.00~4.50
£ 220404-MP o0 ° 0 0.10~0.35 | 0.40~5.00
£ 220408-MP o . 0.15-045 | 0.50~550
% 220412-MP oo e o 0.15~0.50 | 0.80~6.00
= 220416-MP o o ) 0.20~0.55 | 1.00~6.00
270612-MP 0.28~0.60 | 1.20~8.00
TNMG 110308-VM 0.05~0.30 | 0.80~4.00
160404-VM o0 o o0 ° o 0 0.05~0.30 | 0.90~5.00
160408-VM o0 e 0o 0 0o o0 . 0.10~0.50 | 1.00~5.00
'!:_» VM 160412-VM ° ° ° 0.13~0.60 | 1.30~5.00
£ 220404-VM oo 0.05~0.30 | 0.90~6.60
£ 220408-VM . . . . 0.10-050 | 1.00~6.60
-.§ 220412-VM 0.13~0.60 | 1.30~6.60
=
e : Stock item
High Pressure Coolant Boring Bar

Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | MultiLock | Page
DTFNR/L B94 PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

Turning @ 30



E; Turning Inserts (Negative)

TN OO

Dimensions (mm)

Size IC RE S LE D1
11 6.35 0.8 318 | 10.999 24
16 9525 | 0.2~1.6 | 4.76 16.498 3.81
22 127 | 04~16 | 4.76 21.997 5.16
27 | 15.87 8~16 | 6.35 27.496 6.35
&Triangular 600 Negat|ve 33 159?0: ?.g~2.4 952 | 3299 | 793
o Steel D 3OO XEEXREX ® LK 2 Machining types
o Stainless steel M £ 2K .2 k.2 0T £ 0T T HES ————
é_ Cast iron o8 0 208 &8 ® & | @ Continuous cutting
g Heat res’:‘s(t)z:f;rl\(;isgz:luma\loy ’ [ 2308 S® s : : & Genera! Cutting.
Hardenedvstee\ ~ H [ 2k 2% 7 [ 2K # Interrupted cutting
S Cermet| Coated Coated Uncoated| Cutting Condition
8 Ppicture Designaton | B 2 SIS JSE88885 - S28882288 fn ap
= 2250383338388 886833338338383 3|58 (mmrey | (mm)
CO|O0|Z=Z=Z=Z=Z=Z=ZZ2Z2Z2Z222=2Z2a0o40o6046a60a40aa4a X
TNMG 110308-B25 0.17~0.40 | 1.50~3.00
160404-B25 ° o o 0.17~0.45 | 2.00~3.50
160408-B25 ° L] ° (] [J 0.17~0.55 | 2.00~3.50
160412-B25 o 0.25~0.55 | 2.00~3.50
160416-B25 0.30~0.60 | 2.50~3.00
- 220404-B25 ° ° ° 0.17~0.45 | 1.50~5.00
2 220408-B25 L) ° ° 0.17~0.55 | 2.00~5.00
= B25 220412-B25 e oo o 0.25~0.55 | 2.00~5.00
O 220416-B25 ° ° 0.30~0.60 | 2.00~5.00
270608-B25 o 0.17~0.55 | 2.00~5.00
& 270612-B25 ° ° ° 0.25~0.55 | 3.00~7.00
270616-B25 0.30~0.60 | 3.00~7.00
330716-B25 °o o 0.35~0.70 | 3.00~9.00
330924-B25 0.40~0.80 | 3.00~9.00
TNMG 160408-GR ° ° ° 0.20~0.50 | 1.00~7.00
160412-GR o o 0.23~0.54 | 1.20~8.00
220408-GR o0 0 0 00 0.22~0.61 | 1.10~7.80
GR 220412-GR EEEE 0.28~0.78 | 1.20~7.80
E’ 220416-GR o o 0.31~0.75 | 1.50~7.80
® 270608-GR . 0.31~0.75 | 1.50~7.80
2 270612-GR o0 0 0 0.31~0.75 | 1.50~7.80
270616—-GR [} 0.36~1.00 | 1.60~7.80
330924-GR [} 0.40~1.00 | 2.00~9.00
TNGG 160402R-SC 0.03~0.20 | 0.10~1.50
SC 160404R-SC o0 0.05~0.25 | 0.30~2.00
160402L-SC 0.03~0.20 | 0.10~1.50
160404L-SC 0.05~0.25 | 0.30~2.00
= TNMG 110304-VQ 0.05~0.30 | 0.50~3.00
£ Vo) 160404-VQ e oo 0.05~0.30 | 0.80~3.50
£ 160408-vVQ Ll s 0.08~0.40 | 0.80~3.50
° 160412-vQ 0.10~040 | 0.80~3.50
E 220404-VQ 0.05~0.35 | 0.80~4.00
=§
= [ Cermet ]
o Stock item
High Pressure Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L | B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 | PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

31 @ Turning



Turning Inserts (Negative) B

Dimensions (mm)
Size IC RE S LE D1
1 635 | 04~08  3.18 10.999 24
16 | 9525 | 02~16 | 476 16.498 3.81
22 127 | 04~16 | 476 21.997 5.16
27 | 15875 | 0.8~1.6 | 6.35 27.496 6.35
33 | 19.05 24 9.52 32.996 7.93

TN OO

@Triangular 60° Negative

° Steel ) esezsess s s k.2 LK Machining types
9 Stainless steel M 28 s OT H XL OSTTES I —
'E_ Castiron ox 0 s80°8 28 @® & @ Continuous cutting
g Heatres'\\‘s(:z:le;f;l;s‘?g:ihm alloy ’ [ 308 s : : 8 General cutting.
Hardened’ steel ~ H [ 2k 2Kk ] [ XK # Interrupted cutting
5 Cermet | Coated Coated Uncoated| Cutting Condition
5 powe | besgmion EEEEEESSBESgesegsssses=gs |
& ™ AN MM MOMOMOMILILD O© OO0 O OO LD O O O D v+~ LD m/rev mm
£ 5538|5888 58552853853 35005 gmeaem
TNGG 110304R 0.05~0.30 | 0.50~2.50
160402R [} 0.08~0.30 | 0.50~3.50
160404R o0 0.12~0.30 | 1.00~3.50
160408R o 0 0.15~0.35 | 1.30~3.50
220404R [} 0.12~0.30 | 1.00~5.00
O 220408R [} 0.15~0.35 | 1.30~5.00
220412R 0.17~0.40 | 1.50~5.00
110304L 0.05~0.30 | 0.50~2.50
5 160402L 0.08~0.30 | 0.50~3.50
‘ 160404L oo 0.12~0.30 | 1.00~3.50
160408L o o 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
TNMG 160404-MK ° o0 0.05~0.30 | 0.90~3.50
160408-MK ° ° 0.10~0.50 | 1.00~4.00
- 160412-MK . ° 0.12~0.60 | 1.20~4.50
£ MK 160416-MK 0.13-0.60 | 1.20~450
3 220404-MK 0.17~0.45 | 150~5.00
E 220408-MK 021~050 | 130550
§ 220412-MK 0.23-0.52 | 1.40~550
220416—-MK 0.25~0.53 | 1.60~6.00
270612-MK 0.25~0.55 | 3.00~7.00
TNMA 110308 0.05~0.30 | 0.50~3.00
160404 o o 0.10~0.30 | 1.00~4.00
160408 [ I} 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 . 0.15-040 | 150-5.00
£ 220412 ° 0.20~050 | 1.50~5.00
i 220416 . 025~055 | 1.505.00
= 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
e : Stock item
High Pressure Coolant Boring Bar

Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | MultiLock | Page
DTFNR/L B94 PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

Turning @ 32



B Turning Inserts (Negative)

TN OO

/O\ Triangular 60° Negative

Dimensions (mm)

Size IC RE S LE D1
1 635 | 02~04 | 318 | 10.999 24
16 | 9525 | 04~1.6 | 476 | 16.498 | 3.81
22 127 | 04~16| 476 | 21.997 | 5.16
27 | 15875 | 1.2~24 | 6.35 | 27496 | 6.35

o Steel D 3OO XEEXREX LK 2 Machining types
g Stainless steel M 28 8 0T B B O0OT T ES I —
'S Castiron o8 0 2808 &8 @® & @ Continuous cutting
%‘ Non-ferrous metal ’ [ 2K J & General cutting
= Heat resistant alloy, Titanium alloy [ 2308 S® 208 ﬁlnterrupted cutting
Hardened steel - [ 2k 2k ] [ 2K J
§ Cermet | Coated Coated Uncoated| Cutting Condition
2 5538258888268 288308 353085 %| = | ™
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
= 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
TNMG 160408-RK o0 0.23~0.53 | 1.50~5.00
160412-RK o0 0.28~0.53 | 1.80~5.00
= RK 160416-RK ] 0.28~0.53 | 1.80~5.00
-';; 220408-RK . 0.23-0.53 | 1.50~6.00
= 220412-RK ° 0.28~0.53 | 1.80~6.00
- 220416-RK o 0.28-0.63 | 2.00~6.00
TNMG 160404-VR 0.20~0.50 | 0.80~7.00
160408-VR 0.25~0.55 | 1.20~7.00
VR 160412-VR 0.35~0.65 | 1.70~7.00
_E’ 160416-VR 0.35~0.70 | 2.00~10.0
® 220408-VR 0.35~0.70 | 2.00~10.0
2 220412-VR 0.35~0.70 | 2.00~10.0
220416-VR 0.35~0.75 | 2.20~10.0
TNMG 160404-MM e o 0 o e 0o 0 0.10~0.40 | 0.50~4.80
160408—-MM e o 00 e o0 0.12~045 | 0.50~4.80
= 160412-MM °o o [ 0.18~0.65 | 0.50~4.80
£ MM 160416-MM 0.18~0.65 | 0.50~4.80
3 220404-MM 0.10~0.40 | 0.50~650
5 220408-MM co oo oo 0.12-0.45 | 0.50-650
é 220412-MM e oo oo 0.15~0.60 | 0.50~6.50
220416-MM 0.18~0.65 | 0.50~6.50
® : Stock item
High Pressure Coolant Boring Bar

Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DTFNR/L B94 PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

33 @ Turning



TN OO

Turning Inserts (Negative) B

Dimensions (mm)

Size IC RE S LE D1
16 9.525 | 0.4~1.2 | 476 16.498 3.81
22 127 | 04~16 | 476 21.997 5.16
. o H
/o\ Triangular 60 Negatlve
° Steel ) esezsess s s k.2 LK Machining types
o Stainless steel M 8 s 0T B0 TS —
% Castiron { JX. 2K 2K ; 208 8 @® & | @ Continuous cutting
% Non-ferrous metal o R T # : : £ General cutting
= Heat resistant alloy, Titanium alloy .
Hardened steel - os s °3 8 Interrupted cutting
5 Cermet| Coated Coated Uncoated| Cutting Condition
8 Pictre Designaton |2 2SS SX S22 25 58888822883 n ap
= 2250088833838 888333388338383 3|5 8| mmrey | (mm
CO|l0O0|Z=Z=Z=Z=Z=Z=2Z=2Z=Z=Z=Z=Z=Z4a4a04a4a04/ T
TNMG 160404—RM (] 0.10~0.50 | 2.00~5.50
160408—-RM o 0 0 . 0.15~0.55 | 2.00~5.50
. RM 160412-RM ° 0.20~0.60 | 2.00~5.50
220408-RM (] (] 0.10~0.50 | 2.00~7.50
= 220412-RM oo . 0.15-0.55 | 2.00~7.50
: 220416-RM 0.25~0.70 | 2.00~7.50
> TNMG 160404-VP2 e 0o 0 0 0 ° 0.05~0.30 | 0.10~3.00
£ VP2 160408-VP2 ce e o 0.10~0.45 | 0.50~5.00
[7]
€ 160412-VP2 0.13~0.55 | 0.80~3.30
e 220404-VP2 o o 0.05-0.30 | 0.80~5.00
E 220408-VP2 ° ° 0.10~0.40 | 0.80~5.00
8
=
TNMG 160404-VP3 o0 0 0 0 . 0.05~0.30 | 0.10~3.00
160408-VP3 o0 0 0 0 . 0.10~0.45 | 0.50~5.00
E’ VP3 160412-VP3 0.20~0.40 | 0.50~3.50
£ 220404-VP3 0.20~0.30 | 0.80~4.00
c 220408-VP3 025-035 | 0.80-5.00
% 220412-VP3 0.30-040 | 1.00~5.00
= 220416-VP3 0.30~0.40 | 1.00~5.00
2 VP3 TNGG 160404-VP3 ° ° ° 0.05~0.30 | 0.10~3.00
£ 160408-VP3 ° ° ° 0.10~0.45 | 0.50~5.00
o
£
=
8
=
VP4 TNMG 160408-VP4 (] (] 0.15~0.35 | 1.00~4.00
2 160412-VP4 d 0.20-0.40 | 1.00~4.00
S
=
<}
[
= TNMG 160404-HA . ° ° 0.05~0.30 | 0.80~3.50
£ 160408-HA e e e 010040/ 0.80~350
G HA
€ 160412-HA 0.13~0.55 | 0.80~3.50
° 220408-HA o 0.10~040 | 0.80~5.30
£
2
8
=
® : Stock item
High Pressure Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | MultiLock | Page
DTFNR/L B94 PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L | B94 | PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L | B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

Turning @ 34



B Turning Inserts (Negative)

TN OO

Dimensions (mm)

Size IC RE S LE D1
1" 6.35 | 0.2~0.8 | 3.18 10.999 24
16 9.525 | 0.4~1.2 3.18~4.76/ 16.498 3.81
22 127 | 04~16 | 476 21.997 5.16
27 | 15.875 3.0 6.35 27.496 6.35
. o H
/O\ Triangular 60 Negatlve
Steel - O8 02 0T HESRS s 28 Machining types
§ Stainless steel M 88 8 0T £ 0T T HES ————
a Castiron ( .20 2K J 03 (2K, 7 ® & | @ Continuous cutting
%‘ Non-ferrous metal [ 2k 7 & General cutting
= | Heatresistant alloy, Titanium alloy [ s808%?® 208 ® Int ted cuttin
Hardened steel ~ H [ 2k 2% 7 [ 2K nierrup o
§ Cermet | Coated Coated Uncoated| Cutting Condition
S powe | oesgnion SESSSSSSBE33355888888888  n ow
AT (MMM MMOMIL L OOO M MO L O O OO M| v~ LD
= ZZ00O0000O0O0O0O00O0O0OO0OVVO0OO0 O O|S g (mmiey (mm)
o000z =z=2=Z=Z2=2=2=2=2=2=2=2=2aoaaa0a40oa0aaX
VW TNMG 160404-VW 0.10~0.35 | 0.30~3.00
e 160408-VW 0.10~0.40 | 0.30~3.00
[ Wiper ]
2 LW TNMG 160408-LW 0.15~0.50 | 0.70~4.50
E 160412-LW 0.20~0.60 | 1.00~5.00
o
£
2
k=]
Q
= [ Wiper ]
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
2 160404 0.10~0.40 | 0.50~4.00
= 160408 0.10~0.40 | 1.00~4.00
£ 160412 0.10-050 | 150450
% 220404 0.10-035 | 1.00~4.00
= 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
> TNMX 160404R-SR 0.10~0.35 | 0.70~3.50
:E SR 160408R-SR 0.12~0.40 | 1.00~3.50
£ 160404L—SR 0.10~035 | 0.70~350
e 160408L—SR 0.12~0.40 | 1.00~3.50
£
2
k=]
Q
= [ Shaft]
TNMX 160404R-SH ° o0 0 0 ° ° 0.15~0.30 | 0.50~4.00
SH 160408R—SH o 0o 00 ° 0.15~0.45 | 1.00~4.00
160404L—SH o 0o 0 o 0.15~0.30 | 0.50~4.00
160408L—SH o 0o 00 0.15~0.45 | 1.00~4.00
[ Shaft]
® : Stock item
High Pressure Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L | B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 | PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

35 @ Turning



Turning Inserts (Negative) B

Dimensions (mm)

Size IC RE S LE D1
16 | 9525 | 02~0.8 | 476 | 16.498 | 3.81
22 127 | 04~16| 476 | 21.997 | 5.16
27 | 15875 | 1.6~24 | 635 | 27496 | 6.35
33 | 19.05 24 9.52 | 3299 | 7.93

TN OO

&Triangular 60° Negative

Steel - OX 02T 0T HEES k] 8 Machining types
§ Stainless steel M 28 .2 0T B0 TS ———————
‘S Castiron { JX. 2K 2K ; s30° 8 @® & | @ Continuous cutting
= Non-ferrous metal [ 2K ] £ General cuttin
o 9
= Heat resistant alloy, Titanium alloy [ ) 5088 203 # Interrupted cuttin

Hardened steel - [ 2k 2k ] ( 2K 7 niefrup <
5 Cermet | Coated Coated Uncoated| Cutting Condition
S powe | Desgnion SESSSSSSB533555888882888  n  ow
& ™ AN MM MOMOMOMILILD O© OO0 O OO LD O O O D v+~ LD mh
3 Z2Z2000000000LOL0LO0OO0OVOO OO OIS S| My (mm)
coojoZ2=z=z=2=2=2=2=2=2=2=2=2=2a0o0o40o40o0040TX

TNMX 160402R ° 0.10~0.30 | 0.50~3.00
160404R . ] 0.12~0.30 | 1.00~3.50
160408R e 0o 0 0 ° 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 o 0o 0 o 0.12~0.30 | 1.00~3.50
> 160408L e oo e 0.15~0.35 | 1.30~340

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 | 1.50~7.80

= GR
£
=
=)
=]
o
o«

TNMM 160408-GH 0.20~0.50 | 1.00~7.00
220408-GH 0.25~0.60 | 1.30~7.00
220412-GH [ 0.20~0.50 | 1.00~8.00
220416-GH 0.25~0.60 | 1.30~8.00
270616—-GH 0.32~0.70 | 1.80~8.00

GH 270624-GH 0.35~0.50 |1.80~13.00
> 330924-GH 0.35~0.70 |2.30~13.00
3
==

® : Stock item
High Pressure Coolant Boring Bar

Double Clamp | Page | Lever Lock | Page \Wedge Clamp| Page | Multi Lock | Page Double Clamp | Page | Lever Lock | Page | MultiLock | Page
DTFNR/L B94 PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L | B131
DTGNR/L B94 PTGNR/L | B102 | WTJNR/L | B103 | MTFNR/L | B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

Turning @ 36



B Turning Inserts (Negative)

VN

Dimensions (mm)

N Size| IC RE S LE D1
N 7A 16 9.525 | 0.4~1.6 4.76 16.606 3.81
(O ol [ 1o
. o . £
~5~ Rhombic 35° Negative <
. Stee GF) ezezezsRERERER ® Machining types
o Stainless steel M 28 s 0T 20T TEH I —
'qa’_ Cast iron (3. 20 XK J $03 s ® ¥ @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= | Heat rey:zrrw;:!c;z,;;r‘numa\loy [ ] k.2 : : : : : # Interrupted cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
w A q " (== o o oo o o o D O D
g Powe | pesmaion BRS8N CNNEESNPREEoEEEEEE ., @
=3 ZZ2 0080833V CCCVBS8833 58| mrey | (mm)
OO0 |IZ=Z==2===222222222200000 I I
VNMG 160404-VB o o0 000 ° L) 0.10~0.35 | 0.30~1.50
VB 160408-VB o o0 000 ° L) 0.15~0.45 | 0.50~2.00
160412-VB ° ° 0.20~0.45 | 0.80~2.50
VNMG 160402-VF ° . ° 0.06~0.20 | 0.30~1.00
VF 160404-VF ° 0 ° ° ° 0.08~0.30 | 0.50~1.50
160408-VF [ 0.10~0.40 | 0.50~1.50
160412-VF 0.15~0.50 | 0.50~1.50
VNMG 160404-VL [ I ) ° ° ° 0.05~0.20 | 0.10~1.00
VL 160408-VL 0.10~0.25 | 0.20~1.50
160412-VL 0.15~0.30 | 0.50~2.00
=3 VNMG 160404-LP ° ° 0.10~0.35 | 0.30~1.50
Ig LP 160408-LP ° ° 0.10~0.40 | 0.50~2.00
s 160412-LP o 0.10~045 | 0.80~2.50
£
£
=
=3 VNMG 160404-CP [} ° ° 0.10~0.35 | 0.50~3.00
2 CcP 160408-CP o o . 0.12~0.30 | 0.50~3.00
s 160412-CP e o 0.13~0.30 | 0.80~3.00
£
= VNMG 160404-VC ° o0 ° ° ° 0.10~0.35 | 0.30~2.00
2 VC 160408-VC ° o o . 0.15~4.00 | 0.50~3.00
s 160412-VC o o 0.15~0.40 | 0.80~3.00
£
2
=
= VNMG 160404-HM o o ° 0.13~0.40 | 0.80~3.80
E 160408—HM ° . 0.20~0.45 | 0.80~4.50
8 HM
o
£ 160412—-HM 0.10~0.60 | 1.00~4.00
=
2
=
> VNMG 160404-MP o0 ° o0 o 0o 0 o0 0.10~0.40 | 0.40~3.50
',% 160408-MP o0 ° o 0o 0 o 0o o o0 0.15~0.45 | 0.50~4.00
3 MP 160412-MP e o ° 0.15~050 | 0.80~4.50
E 160416-MP 0.18~050 | 1.00~4.50
2
=
o Stock item
High Pressure Coolant Boring Bar
Double Clamp Page Multi Lock Page Multi Lock Page
DVJNR/L B94 MVJNR/L B112 MVUNR/L B131
DVVNN B95 MVQNR/L B113
MVVNN B113

37 @ Turning



Turning Inserts (Negative) B

V N Q Q Dimensions (mm)
o _S_ Size IC RE S LE D1

16 | 9525 | 04~12 | 476 16.606 3.81
u DWI 22 127 | 04~08 | 4.76 22.142 5.16

~=~ Rombic 35° Negative “1 |

Steel - O 0T OT R EES s 28 Machining types
§ Stainless steel M 8 E.3 [ EEEEZXE X X %] T
‘| Cast iron (2.2 XK 208 2K 2 @® ®| @ Continuous cutting
';‘5 Non-ferrous metal ® 8| gGenenal cutting
= Heat resistant alloy, Titanium alloy [ s$508® 208 8 Int ted cut
Hardened steel oz Y ) nterruptead cutting
S Cermet| Coated Coated Uncoated| Cutting Condition
S pewe | Desgmion ZZE8SegRsgssscesssssssgsg |
o AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O
= 2200000000000 O00V0VO0O0O O OIS Q| (M (mm)
COl00|zZ=Z=2=Z=Z=2=Z=Z=2=Z=Z=2=Z4Aa4a40a4a4aad4a T
. VNMG 160404-VM ° . ° ° 0.08~045 | 0.50~3.50
160408-VM ° o o0 ° °o o o . 0.10~0.50 | 1.00~4.00
VM 160412-VM 0.20~0.50 | 1.50~4.00
220404-VM 0.08~0.45 | 1.00~5.00
5 220408-VM 0.10~0.50 | 1.50~5.00
2 VNMG 160404-VQ ®o o0 0 0.10~0.40 | 0.50~3.50
5 160408-VQ o eojo e 0.12~0.45 | 050~350
< VQ 160412-VQ 0.15-045 | 0.80~350
£
=
o
g [ Cermet ]
= VNMG 160404-MK ° ° 0.08~0.45 | 0.50~3.00
g MK 160408-MK o oo 0.10~050 | 100350
o
£ 160412-MK o 0.20~0.50 | 1.50~4.00
3
3
=
= VNMG 160404-MM e o o o o 0.10~0.40 | 0.50~4.80
'g MM 160408—MM o 0o o ° 0.12~0.45 | 0.50~4.80
[*]
£ 160412—-MM 0.15~0.60 | 0.50~4.00
=]
3
=
=1 VNMG 160404—-RM 0.10~0.50 | 2.00~5.00
E RM 160408-RM 0.15~055 | 2.00~5.00
o
£ 160412-RM 0.20~0.60 | 2.00~5.00
._g
(7]
=
=3 VNMG 160404-VP3 oo 0 0 0 ® | 0.05~0.30 | 0.10~3.00
L vP3 160408-VP3 eeo oo e 010045 050~5.00
(]
£ 160412-VP3 0.20~0.40 | 0.50~3.50
._g
(7]
=
) VNGG 160404-VP3 0.05~0.30 | 0.10~3.00
£ = N -
5 VP3 160408-VP3 0.10~0.45 | 0.50~5.00
£
3
8
=
£ VNGG 160408-HA . 0.10~0.40 | 0.80~3.50
| HA
2
o : Stock item
High Pressure Coolant Boring Bar
Double Clamp Page Multi Lock Page Multi Lock Page
DVJNRI/L B94 MVJNR/L B112 MVUNR/L B131
DVVNN B95 MVQNR/L B113
MVVNN B113

Turning 9 38



B Turning Inserts (Negative)

Dimensions (mm)

W N O Q . size| Ic | RE | s | LE | Dt
7 06 9.525 | 0.4~0.8 3.97~4.76 6.515 3.81
5 l 08 12.7 0.4~1.6 4.76 8.687 5.16
1
. o H
(©\Trigon 80° Negative
R Steel L DRI IOEEEREEEEE) 8 Machining types
] Stainless steel M E2K.3 £ ([ EEEEXENEE X E——
‘a Cast iron (3. 20 XK J $03 LK @® ®| @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= | Heatresistant alloy, Titanium alloy [ ] 2308 S® 208 & Int ted cutt
Hardened steel ot Y nterruptead cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
_‘S Picture Designation 8 8 ‘u_) g g ‘u_) tu\l’ 8 g g’) 8 8 S ‘u_) vu—., gl’ tlg 8 8 g S vuz 8 g fn a
= E =R I B> I IR B - B A A i i 3 - P P
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
CO0O0|Z=Z=2Z=2Z=Z=2=2=2Z2=2Z2=2=2=2=24a60a4040a40a4aa4a I
VB WNMG 080404-VB ° o 0.10~0.35 | 0.30~1.50
2 080408-VB o o L) 0.15~0.45 | 0.50~2.00
080412-VB ° o 0.18~0.45 | 0.80~2.50
WNMG 060404-VF ° ° 0.07~0.30 | 0.50~1.50
VE 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 ° 0.10~0.35 | 0.20~1.50
WNMG 060404-LP 0.07~0.30 | 0.30~1.50
> 060408-LP o0 0.10~0.30 | 0.30~1.50
% LP 080404-LP oo 0.10~0.35 | 0.30~2.00
€ 080408-LP o0 0.10~0.40 | 0.50~2.50
o 080412-LP L) 0.13~0.45 | 0.80~3.00
£
3
8
=
WNMG 060404—CP 0.08~0.30 | 0.40~3.00
> 060408—-CP 0.10~0.30 | 0.40~3.00
;E CP 080404—-CP L ) 0.10~0.35 | 0.50~3.50
£ 080408-CP oo . 0.12-035 | 050~3.50
) 080412—-CP oo ° 0.13~0.35 | 0.80~3.50
E 080416—CP o0 ° 0.14~0.35 | 0.80~3.50
2
=
2 WNMG 080404-VC (] 0.15~0.40 | 0.15~4.00
= VC 080408-VC e oo . 0.15-0.45 | 0.15~4.50
-% 080412-VC oo . 0.15~0.45 | 0.15~4.50
£
=
o
(7]
=
® : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DWLNR/L | B95 | PWLNR/L | B102 | WWLNR/L | B104 | MWLNR/L | B113 PWLNR/L | B149 DWLNR/L | B126 | PWLNR/L | B128 | MWLNR/L | B131

39 @ Turning



Turning Inserts (Negative) B

S Dimensions (mm)
Size | IC RE S LE D1
7 06 | 9525 | 0.4~1.2 |3.97~4.76] 6.515 3.81
08 127 | 04~16| 476 8.687 5.16

(©\ Trigon 80° Negative

o Steel D DRI EEREEEREEEX. LK Machining types
] Stainless steel M 8 E.3 [ EEEEZXE X X %] EEE——
‘| Cast iron (2.2 XK 208 2K 2 @® ®| @ Continuous cutting
'§ Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ g8 08%T® 208 £ It ted cutt
Hardened steel [ 2k 2K ] [ XK nierrupted cuting
S Cermet| Coated Coated Uncoated| Cutting Condition
S pewe | Desgmion ZZE8SegRsgssscesssssssgsg |
AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O
= Z2Z20000 00000000000 VOO0O0 OO0 OIS o (mmrev (mm)
OoooooZ=Z2=Z2=2Z2=2=2=2222220000000 T I
WNMG 060404-HM (] 0.15~0.43 | 0.42~3.00
o HM 060408—-HM o o . 0.10~0.50 | 1.00~4.00
080404-HM (] 0.15~0.42 | 0.50~4.20
080408—HM e o 0o 0 ° [ 0.10~0.50 | 1.00~5.00
5 080412-HM (] 0.10~0.50 | 1.00~5.00
WNMG 060404-MP o0 . . 0.10~0.40 | 0.40~2.80
060408—-MP o0 o 0 ° 0.15~0.45 | 0.50~3.00
060412-MP 0.15~0.50 | 0.80~3.20
= MP 080404-MP o 0o 0 ° e 0o 0 e 0o 0 0.10~0.40 | 0.40~4.00
E 080408-MP oo oo ° o o0 0.15~0.45 | 0.50~4.50
£ 080412-MP ) . . 0.15-050 | 0.80-5.00
§ 080416-MP e oo s 0.18~0.55 | 0.10~5.00
=
WNMG 060404-VM . o 0 0.10~0.45 | 1.00~3.50
060408-VM oo ° o0 0.10~0.50 | 1.00~4.00
060412-VM 0.13~0.60 | 1.30~4.00
(=2}
£ VM 080404-VM . ° ) 0.05~0.30 | 0.90~5.00
3 080408-VM o o0 ° o o ° ° 0.10~0.50 | 1.00~5.00
= 080412-VM . . . 0.10-050 | 1.00~5.00
E 080416-VM 0.10~050 | 1.20~5.00
2 WNMG 080404-B25 ° 0.17~0.45 | 1.00~5.00
=3 B25 080408-B25 eoe o . 0.23-0.60 | 1.50~5.00
g 080412-B25 LI 0.25~0.60 | 2.00~5.00
E
=
o
[}
=
WNMG 080404-GR 0.15~0.50 | 0.08~6.00
GR 080408-GR 0000 00 0.20~0.50 | 1.00~7.00
2 080412-GR e 000 oo 0.25~0.50 | 1.30~7.00
® 080416-GR . 0.25~0.60 | 1.80~6.00
&
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DWLNR/L | B95 | PWLNR/L | B102 | WWLNR/L | B104 | MWLNR/L | B113  PWLNR/L | B149 DWLNR/L | B126 | PWLNR/L | B128  MWLNRI/L | B131

Turning 9 40




B Turning Inserts (Negative)

Dimensions (mm)

W N O Q . size| Ic | RE | s | LE | Dt
7 06 9.525 | 0.4~1.2 4.76 6.515 3.81
le 08 12.7 0.4~1.6 4.76 8.687 5.16
(o\Trigon 80° Negative
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X I —
s Castiron [ 3k 2K JK J 208 L2 @® & @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera cutting
= Heat resistant alloy, Titanium alloy o 308 S 208 # Interrupted cutting
Hardened steel [ 2k 2k ¢ [ 2K 3
5 Cermet | Coated Coated Uncoated| Cutting Condition
E| Picture Designation SEZ8858S8883 222888882288 fn ap
& AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD /rev) mm
< §5|88|gggeeeeeeeeeeeeeeeeeee M om
WNMG 060404-VQ 0.05~0.30 | 0.50~4.00
060408-VQ . 0.08~0.30 | 0.80~4.00
VQ 060412-VQ 0.10~0.30 | 1.00~4.00
080404-VQ o0 0.05~0.30 | 0.50~4.00
- 080408-VQ |® o e 0.08-040 | 0.80-4.00
= 080412-vQ 0.10~0.35 | 0.80~3.50
= [ Cermet ]
WNMG 060408-MK ° o o 0.08~0.30 | 0.80~2.50
4 MK 080404-MK . . 0.10-045 | 1.00-300
£ 080408—-MK ] 0.10~0.50 | 1.00~3.50
£ 080412-MK . . 0.10-0.50 | 1.00~4.00
% 080416-MK 0.13~0.50 | 1.20~4.20
=
WNMA 060404 0.10~0.30 | 0.50~3.00
060408 ° 0.10~0.30 | 0.50~3.00
060412 0.10~0.40 | 1.00~3.00
2 080404 ] 0.15~0.60 | 1.00~5.00
® 080408 0.15~0.60 | 1.00~6.00
2 080412 0.15~0.70 | 1.50~6.00
080416 0.15~0.70 | 1.50~6.00
WNMG 060408-RK 0.10~0.40 | 1.00~3.50
060412—-RK 0.23~0.40 | 1.50~5.00
RK 080404-RK ] 0.23~0.50 | 1.50~6.00
2 080408-RK L) 0.23~0.53 | 1.50~6.00
® 080412-RK o0 0.28~053 | 1.80~6.00
2 080416—-RK ] 0.25~0.60 | 2.00~6.00
WNMG 060408-VR 0.20~0.40 | 1.00~6.00
080404-VR 0.20~0.50 | 0.80~7.00
o VR 080408-VR 025-0.55 | 1.20-7.00
% 080412-VR 0.30~0.60 | 1.50~7.00
é 080416-VR 0.40~0.60 | 1.50~4.00
e : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page | Multi Lock | Page TH Page  Double Clamp | Page | Lever Lock | Page = Multi Lock | Page
DWLNR/L | B95 | PWLNR/L | B102 | WWLNR/L | B104 | MWLNR/L | B113 PWLNR/L | B149 DWLNR/L | B126 | PWLNR/L | B128 | MWLNR/L | B131

41 @ Turning



Turning Inserts (Negative) B

S Dimensions (mm)
Size | IC RE S LE D1
7 06 | 9525 | 0.4~1.2 3.97~4.76] 6.515 3.81

08 127 1 04~12 | 476 8.687 5.16
D‘l 13 | 19.05 1.2 6.35 13.031 7.93

(©\ Trigon 80° Negative

Steel - O 0T OT R EES s 28 Machining types
§ Stainless steel M 8 E.3 ([ EEEE X E XN X EEE——
‘| Cast iron (2.2 XK 208 2K 2 @® ®| @ Continuous cutting
-E H Non_ferzlous? o I [ ) s808%S £ 3 : : & General cuting
= leat resistant alloy, Titanium alloy .

Hardened steel [ 2k 2K ] [ XK # Interrupted cuitting

S Cermet| Coated Coated Uncoated| Cutting Condition

8| Picture Designation |22 2SS SIS FIIS 2283882283 n | ap
= Z2Z20000 00000000000 VOO0O0 OO0 OIS o (mmrev (mm)
CO0O0|Zz=Z=Z=Z=Z=Z=Z=Z=2Z=2Z2=2=22aaaa4aaaTI

WNMG 060404-MM 0.08~0.35 | 0.50~4.00

060408-MM o0 . 0.10~0.40 | 0.50~4.00

060412-MM ° 0.12~0.45 | 0.50~4.00

2 MM 080404-MM e 0o 0 e 0o 0 0.10~0.40 | 0.50~4.00

080408—-MM ° o 0 0.12~0.45 | 0.50~4.00

080412—-MM e 0o 0 0 . 0.15~0.60 | 0.50~4.00

WNMG 060404—-RM 0.10~0.50 | 1.50~3.00

RM 060408—-RM (] 0.15~0.55 | 1.50~3.00

= 060412—-RM 0.20~0.60 | 1.50~3.00

% 080404-RM . oo 0.10~0.50 | 2.00~4.00

= 080408—-RM e 0o 0 o o0 0.15~0.55 | 2.00~4.00

= 080412-RM e o o . 0.20~0.60 | 2.00~4.00

= VP2 WNMG 080404-VP2 o o0 ° ° 0.10~0.45 | 0.50~5.00

z 080408-VP2 o o000 oo (01205050500

‘s 080412-VP2 oo 0.05~0.30 | 0.10~3.00
£
3
=

WNMG 060408-VP3 0.06~0.38 | 0.40~3.50

> 3 060412-VP3 0.06~0.38 | 0.40~3.50

E= VP 080404-VP3 o0 000 o 0.10~0.45 | 0.50~5.00

£ 080408-VP3 e o000 o0 0 01205 05-500

§ 080412-VP3 e oo 0.05~0.30 | 0.10~3.00

= 130612-VP3 0.20~0.40 | 1.00~5.00

= VP3 WNGG 080404-VP3 0.10~0.45 | 0.50~5.00
£
[*]
£
=
3
=

VP4 WNMG 080404-VP4 . 0.15~0.35 | 1.00~4.00

2 080408-VP4 o o 0.15-0.35 | 1.00~4.00

® 080412-VP4 ° 0.20~0.40 | 1.00~4.00
&

e : Stock item

High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

DWLNR/L | B95 | PWLNR/L | B102 | WWLNR/L | B104 | MWLNR/L | B113  PWLNR/L | B149 DWLNR/L | B126 | PWLNR/L | B128  MWLNRI/L | B131

Turning 9 42




B Turning Inserts (Negative)

Dimensions (mm)

W N O Q | size, Ic | RE | S | LE | Di
7 06 9.525 | 0.4~1.2 4.76 6.515 3.81
08 12.7 0.4~1.2 4.76 8.687 5.16
D‘l 10 | 15.875 0.8 6.35 10.859 6.35
13 19.05 1.2 6.35 13.031 7.93
. o H
(©\Trigon 80° Negative
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M E2K.3 k.2 ( EEEEANEEXEE X ——
‘a Cast iron ( 3.2 XK 7 208 L2 @® & @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= Heat resistant alloy, Titanium alloy [ ) sroess seos ® Int ted cultti
Hardened steel ot Y nterruptead cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
I powe | Desgaon BEESEESSBSsSsneRsssseesy | 4
o AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
COl0O0|ZzZz=z=Z=Z=Z=Z=Z=2Z=2Z=2=2=2Z20o40a40o4a46a40aa4a X
- WNMG 060404-HA ° ° 0.05~0.30 | 0.10~3.00
HA 060408—-HA o o 0.10~0.40 | 0.80~3.50
080404-HA o o 0.05~0.30 | 0.80~3.50
O 080408-HA o o 0.10~0.40 | 0.80~3.50
080412-HA 0.13~0.55 | 0.80~3.50

WNMG 060404-VW 0.05~0.30 | 0.40~3.00

VW 060408-VW 0.08~0.30 | 0.40~3.50
080404-VW 0.10~0.30 | 0.50~3.00
080408-VW 0.15~0.50 | 0.50~4.00
080412-VW 0.18~0.50 | 1.00~4.00

[ Wiper ]

WNMG 060408-LW 0.15~0.60 | 0.50~3.50
.E LW 060412-LW 0.20~0.70 | 0.80~3.50
£ 080408-LW 0.15~0.60 | 1.00~5.00
o
£ 080412-LW 0.20~0.70 | 1.00~6.00
=]

8
=

[ Wiper ]
= WNMX 080404R-SR 0.10~0.35 | 0.70~3.00
£ SR 080408R-SR 0.12~0.40 | 1.00~3.00
£ 080404L-SR 0.10~0.35 | 0.70~3.00
-] 080408L—SR 0.12~0.40 | 1.00~3.00
£
=
8
= [ Shaft]

WNMX 080404R-SH 0.15~0.30 | 1.00~4.00
> SH 080408R-SH 0.15~0.50 | 1.50~5.00
= 080404L~SH 0.15~0.30 | 1.00~4.00
£ 080408L—SH 0.15-050 | 150-5.00
'-%

Q
=
[ Shaft]
= B25 WNMM 100608-B25 hd 0.30~0.80 | 3.00~8.00
=
g‘ 130612-B25 0.40~0.90 4.00~10.00
e
£
=
8
=
® : Stock item
High Pressure Coolant KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page | Multi Lock | Page TH Page Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DWLNR/L | B95 | PWLNR/L | B102 | WWLNR/L | B104 | MWLNR/L | B113  PWLNR/L | B149 DWLNR/L | B126 | PWLNR/L | B128 | MWLNR/L | B131

43 @ Turning



CC

Turning Inserts (Positive) B

Dimensions (mm)

IC RE S LE D1
6.35 | 02~0.8  2.38 6.448 2.8
9.525 | 0.2~0.8 3.97 9.672 44
R 12.7 0.4~1.2 4.76 12.896 5.5
5 Rhombic 80° Positive
Relief Angle: 7°
o Steel D DRI IOEEEREEREEX 8 Machining types
o Stainless steel M 8 s ([ EEEE X E XN X EEE——
2 Cast iron esoes s08 88 @ | @ Continuous cutting
'§ Non-ferrous metgl ® 8| gGenenal cutting
S | Heatressantalo Taiumaly © *%0%% 82 witompidating
S Cermet| Coated Coated Uncoated| Cutting Condition
£ 5588E88E88886858288088888¢82¢8 e ™
CCMT 060202-FP ° . 0.01~0.10 | 0.05~0.80
. FP 060204~FP o o0 o0 ° 0 ° ° 0.01~0.10 | 0.10~0.90
09T302-FP ° ° 0.01~0.10 | 0.05~1.00
09T304-FP o o0 o o 0 ° 0.01~0.10 | 0.10~1.00
09T308-FP ° oo . 0.04~0.12 | 0.10~1.00
[ Mild steel ]
CCMT 060202-VF ° ° ° ° 0.05~0.20 | 0.30~1.00
VE 060204-VF o0 ° 0.10~0.25 | 0.30~1.00
09T302-VF ° 0.04~0.16 | 0.80~1.50
09T304-VF o0 ° ° . 0.05~0.20 | 0.30~1.50
09T308-VF ° ° . ° 0.10~0.25 | 0.30~1.50
120404-VF o 0.07~0.22 | 0.10~2.00
CCMT 060202-VL 0.02~0.10 | 0.06~0.80
060204-VL ©e 0/0 00 00 (] e 0o 00 LI 0.04~0.10 | 0.08~0.90
VL 060208-VL e 0o o . 0.06~0.12 | 0.10~1.00
oo 09T304-VL o o0 o0 o0 ° ® | 0.05~0.10 | 0.10~1.00
30 09T308-VL ° ° oo ° e 0o 00 0 ® | 0.08~0.15 | 0.10~1.00
S 120404-VL 0.06~0.12 | 0.30~150
120408-VL 0.08~0.15 | 0.30~1.50
120412-VL 0.08~0.15 | 0.30~1.50
CCMT 060202-HMP o0 ° ° ° 0.03~0.12 | 0.10~1.50
060204—-HMP ° o0 ° ° ° 0.06~0.17 | 0.20~2.40
2 060208-HMP . o o 0.08-0.23 | 0.40~2.40
é HMP 09T302-HMP o o o 0.07-0.22 | 0.10~2.00
‘-: 09T304-HMP ° o 0o o (] (] (] (] (] 0.08~0.23 | 0.30~3.00
‘é’ 09T308-HMP ° ° o (] (] (] (] 0.10~0.30 | 0.50~3.00
._g 120404-HMP ° e 0o 0 ° . 0.09~0.27 | 0.30~3.60
2 120408-HMP ) o . o 0.24~0.36 | 1.00~3.60
120412-HMP 0.14~0.43 | 0.70~3.60
CCMT 060202-MP o0 oo oo o . 0.04~0.12 | 0.20~1.50
060204-MP o 0/0 00 0 0 o0 o 0 e 0o 0 0 0 . 0.05~0.15 | 0.30~1.50
2 060208-MP ° o . 0.07~0.15 | 0.50~2.00
é MP 09T302-MP o oo 0.07-0.15 | 0.30~2.00
‘g 09T304-MP ° ° ° [ I} o 0o 0 0 ° . 0.08~0.25 | 0.50~2.50
‘é’ 09T308-MP e 0(0 00 0 o ° ° e 000 000 0 0 ° 0.10~0.30 | 0.50~2.50
2 120404-MP ° o ° ° o 0.10~0.30 | 0.50~3.50
2 120408-MP ° e oo oo 0.15~0.35 | 0.80~350
120412-MP ] 0.25~0.40 | 1.00~3.50
e : Stock item
High Pressure Coolant Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACRI/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCRI/L B114 SCLCR/L B168

Turning @ 44



B Turning Inserts

(Positive)

CC

Dimensions (mm)

IC RE S LE D1
6.35 0.2~0.8 2.38 6.448 2.8
9.525 | 0.2~0.8 3.97 9.672 4.4
_— 12.7 0.4~1.2 4.76 12.896 55
55 Rhombic 80° Positive
Relief Angle: 7°
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M £ 2K . k.2 0T B B 0T T EESE I —
s Castiron ( 3.2 XK 7 208 L2 @® & @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera cutting
= Heat resistant alloy, Titanium alloy ® ssozs LAL N # Interrupted cutting
Hardened steel [ 2k 2k ¢ [ 2k 7
§ Cermet | Coated Coated Uncoated| Cutting Condition
5| powe | Desgrain |SEESEERSSESseosmssssoegs | g,
g 2206883838338 8833338333333|58| (mmrey | (mm)
CO|lO0Z=Z=Z=Z=Z=Z=Z=2=22=2=2=2Zaa4a4a4aa0aa/ X
CCMT 060202-C25 °o o o oo o (] (] o 0.03~0.12 | 0.40~2.00
060204—-C25 o o0 0 o o 0 0o o o 0 0 oo L] L] 0.05~0.15 | 0.60~2.30
O c25 060208—-C25 e o0 0 oo o oo (] oo o 0.07~0.20 | 0.80~2.30
09T302-C25 0.05~0.20 | 0.50~2.50
09T304-C25 ° ®© 06000 0 0 0 0 o0 o o 0.08~0.25 | 0.80~3.00
= 09T308-C25 o o0 o e 00000 0 0 0 ° o . . 0.10~0.30 | 1.00~3.00
' 120404-C25 ee o000 o0 ee o 0.10-0.32 | 0.80~3.00
120408-C25 oo o o 0600 00 0 0 0 o o ° 0.12~0.36 | 1.20~3.50
120412—-C25 oo o o [ 0.15~0.40 | 1.40~3.50
CCMT 060204-VP1 0.06~0.12 | 0.10~1.50
VP1 09T304-VP1 0.06~0.20 | 0.10~1.50
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
CCGT 060201-FS (] o 0.01~0.18 | 0.03~1.60
060202-FS (] o 0.02~0.20 | 0.04~1.70
FS 060204-FS ° . 0.04~021 | 0.06~1.80
09T301-FS (] L] 0.01~0.20 | 0.04~1.80
09T302-FS (] o 0.02~0.23 | 0.05~2.00
09T304-FS (] o 0.04~0.23 | 0.08~2.00
[ High precision ] 09T308-FS [ o 0.06~0.25 | 0.10~2.20
CCGT 060201MFN-FS 0.01~0.18 | 0.03~1.60
060202MFN-FS 0.02~0.20 | 0.04~1.70
FS 060204MFN-FS 004-021 | 0.06~180
09T301MFN-FS 0.01~0.20 | 0.04~1.80
09T302MFN-FS 0.02~0.23 | 0.05~2.00
09T304MFN-FS 0.04~0.23 | 0.08~2.00
[ Uttra high precision | 09T308MFN-FS 0.06~0.25 | 0.10~2.20
E‘ MS CCGT 09T301-MS (] o 0.02~0.23 | 0.05~2.00
£ 09T302-MS (] o 0.03~0.25 | 0.07~2.50
£ 097304-MS . o 0.05-0.25 | 0.09~2.50
=]
._g
= [ High precision ]
= g |(CCGT  CoTsoMA-is 0.02-023 | 005200
E 09T302MFN-MS 0.03~0.25 | 0.07~2.50
g 09T304MFN-MS o 0.05-0.25 | 0.09~2.50
=§
= [ Uttra high precision |
o : Stock item
High Pressure Coolant Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACRI/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCRI/L B168

45 @ Turning



CC)

Turning Inserts (Positive) B

Dimensions (mm)

IC RE S LE D1
*35 10.05~04| 1.39 3.554 1.9
*43 |0.05~04| 1.79 4.366 23
635 | 01~04 238 6.448 2.8
i ° iti 9525 | 0.1~04 | 3.97 9.672 44
@ Rhomblc 80 POSItIve +: The IC and S are special dimensions.
Relief Angle: 7°
R Steel D DRI EEREEEREEEX. 8 Machining types
8 Stainless steel M 28 .2 0T 0T TS —
‘| Cast iron (2.2 XK 208 2K 2 ® ¥ | @ Continuous cutting
:“5 Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ ] g8 08%T® 208 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 7
§ Cermet | Coated Coated Uncoated| Cutting Condition
S eowe | Desgnaion B8 ES8S888scroRssssessy a
= Z22535/88 3838338888333 383333333|53| (mrey | (mm)
OO0 |Z=z=z=Z2=2=Z=2==2=2=2=2=Z200o4a0aa0a0a0aa4aTI
CCGT 060201-VP1 ° o 0o 0 ° 0.05~0.06 | 0.06~1.00
060202-VP1 ° o 0o 0 0.03~0.10 | 0.08~1.50
VP1 060204—-VP1 ° e 0o 0 ° 0.05~0.12 | 0.10~1.50
5 09T301-VP1 o o o o 0.03~0.13 | 0.06~1.00
09T302-VP1 ° e 0o 0 0.04~0.15 | 0.08~1.50
09T304-VP1 ° e 0o 0 ° 0.06~0.20 | 0.10~1.50
[ High precision ]

CCGT  060201MFN-VP1 ° 0.03~0.06 | 0.06~1.00
060202MFN-VP1 ° o 0.03~0.10 | 0.08~1.50
060204MFN-VP1 [ 0.05~0.12 | 0.10~1.50

VP1 09T301MFN-VP1 . ° 0.03~0.13 | 0.06~1.00
09T302MFN-VP1 L] [ 0.04~0.15 | 0.08~1.50
09T304MFN-VP1 (] o 0.06~0.20 | 0.10~1.50

[ Ultra high precision ]

*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 ° [ o 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 ° o 0.01~0.10 | 0.10~0.50
040104L 0.01~0.10 | 0.10~0.50

e : Stock item
High Pressure Coolant Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACRI/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168
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B Turning Inserts (Positive)

CC

Rhombic 80° Positive
@ Relief Angle: 7°

Dimensions (mm)
Size IC RE S LE D1
*03 35 0.03~04| 1.39 3.554 1.9
*04 43 0.03~04| 1.79 4.366 2.3
06 6.35 |0.03~0.2) 2.38 6.448 2.8
09 9.525 [0.03~0.2] 3.97 9.672 4.4
*: The IC and S are special dimensions.

o Steel ) etezses s 8 s LK .2 Machining types
o Stainless steel M 28 .2 0T B B 0T T EESE —
2 Cast ron exes 3083 s ® 8| @ Continuous cutting
H Non-ferrous metal N 0 0 B : : & General cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
B Picture Designation SRe88s888883s 2888882288 n ap
= 2206883383833 3888833338333333|58| (mmrey | (mm)
COl0O0|ZzZz=z=Z=Z=Z=Z=Z=2Z=2Z=2=2=2Z20o40a40o4a46a40aa4a X
*CCGT 0301003R-KF o o 0.01~0.05 | 0.10~0.30
030101R—KF o o 0.01~0.05 | 0.10~0.30
030102R—KF [ o 0.01~0.05 | 0.10~0.30
030104R—KF ° ° 0.01~0.05 | 0.10~0.30
0401003R-KF o o 0.01~0.10 | 0.10~0.50
040101R—KF o o 0.01~0.10 | 0.10~0.50
040102R—KF [ o 0.01~0.10 | 0.10~0.50
040104R—KF ° o 0.01~0.10 | 0.10~0.50
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
: KF 09T302R—KF 0.04-0.15 | 0.08~2.00
0301003L-KF o o 0.01~0.05 | 0.10~0.30
030101L—KF o o 0.01~0.05 | 0.10~0.30
030102L—KF ° ° 0.01~0.05 | 0.10~0.30
[High precision ] 030104L—KF ° ° 0.01~0.05 | 0.10~0.30
0401003L-KF (] o 0.01~0.10 | 0.10~0.50
040101L—KF o o 0.01~0.10 | 0.10~0.50
040102L—KF o o 0.01~0.10 | 0.10~0.50
040104L—KF o o 0.01~0.10 | 0.10~0.50
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
CCET  0602005MFR-KF 0.01~0.06 | 0.04~1.30
060201MFR-KF o 0.02~0.08 | 0.05~1.50
060202MFR-KF [ o 0.03~0.11 | 0.06~1.70
09T3005MFR-KF 0.02~0.08 | 0.05~1.50
KF 09T301MFR-KF (] o 0.03~0.11 | 0.06~1.70
09T302MFR-KF o 0.04~0.15 | 0.08~2.00
0602005MFL-KF 0.01~0.06 | 0.04~1.30
060201MFL-KF o 0.02~0.08 | 0.05~1.50
060202MFL-KF o o 0.03~0.11 | 0.06~1.70
[Uira figh precision 09T300MFL-KF 0.02-0.08 | 0.05~1.50
09T301MFL—KF [ 0.03~0.11 | 0.06~1.70
09T302MFL—KF o o 0.04~0.15 | 0.08~2.00
o : Stock item
High Pressure Coolant Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACRI/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

47 @ Turning



Turning Inserts (Positive) B

Dimensions (mm)
IC RE S LE D1

6.35 10.03~04| 238 6.448 2.8
9.525 |0.03~0.4| 3.97 9.672 4.4

CCC

Rhombic 80° Positive
@ Relief Angle: 7°

o Steel ) esezsess s s LK 2 Machining types
o Stainless steel M 28 .2 0T 0T TS e
é Castiron oses ss08 s ® & | @ Continuous cutting
g Heatres’\\g;fte;lzl;sritz:im alloy [ ) s808%S £ : : ¥ General Cutting.
Hardened’ steel [ 2k 2K ] [ XK # Interrupted cuitting
S Cermet| Coated Coated Uncoated| Cutting Condition
5 5538|6888 58ESS853C5 335005 g (m
CCGT 0602003R-KM ° ° 0.01~0.06 | 0.04~1.30
060201R-KM ° 0.02~0.08 | 0.05~1.50
060202R-KM ° ° ° 0.03~0.11 | 0.06~1.70
060204R-KM ° ° 0.04~0.13 | 0.04~1.70
09T3003R—KM ° ° 0.02~0.08 | 0.06~1.50
09T301R-KM ° ° 0.03~0.11 | 0.06~1.70
S 09T302R-KM o o 0.04~0.15 | 0.08~2.00
KM 09T304R-KM o o 0.05~0.16 | 0.10~2.00
0602003L—-KM ° ° 0.01~0.06 | 0.04~1.30
o 060201L—KM ° 0.02~0.08 | 0.05~1.50
060202L—KM o o 0.03~0.11 | 0.06~1.70
O - 060204L—KM ° ° 0.04~0.13 | 0.04~1.70
(Figh precision ] 09T3003L-KM . . 002-008 | 0.06-1.50
09T301L-KM ° 0.03~0.11 | 0.06~1.70
09T302L—KM o o 0.04~0.15 | 0.08~2.00
09T304L-KM o o 0.05~0.16 | 0.10~2.00
CCET  0602005MFR—KM ° 0.01~0.06 | 0.04~1.30
060201MFR-KM o ° 0.02~0.08 | 0.05~1.50
060202MFR-KM ° ° 0.03~0.11 | 0.06~1.70
09T3005MFR-KM 0.02~0.08 | 0.05~1.50
o 09T301MFR-KM [ ] (] 0.03~0.11 | 0.06~1.70
= KM 09T302MFR-KM . . 004-015 | 0.08-2.00
= 0602005MFL—KM . 0.01-0.06 | 0.04~1.30
e 060201MFL-KM 0.02-0.08 | 0.05-150
E 060202MFL—KM ° ° 0.03~0.11 | 0.06~1.70
§54 [Ulra high precision ] 09T3005MFL-KM o 0.02~0.08 | 0.05~1.50
= 09T301MFL-KM . 0.03-0.11 | 0.06~1.70
09T302MFL-KM ° ° 0.04~0.15 | 0.08~2.00
e : Stock item
High Pressure Coolant Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCRI/L B132 SCLCR/L B142
SCLCRI/L B114 SCLCR/L B168

Turning 9 48



B Turning Inserts (Positive)

CP O

Dimensions (mm)

N Size| IC RE s LE D1
r 06 6.35 0.4 2.38 6.448 2.8
@ c ﬂ 08 7.94 0.4~0.8 2.38 8.062 34
09 9.525 | 0.4~0.8 3.18 9.672 4.4
. o L] L]
55 Rhombic 80° Positive .
. LE
Relief Angle: 11°
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X ——
s Cast iron [ 3k 2K XK ] 208 L2 ® ®| @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= Heat resistant alloy, Titanium alloy [ ) sroess seos ® Int ted cultti
Hardened steel ot Y nterruptead cutting
§ Cermet | Coated Coated Uncoated| Cutting Condition
E Picture Designation 882“’8238828%222&38832&83 fn al
= E =R I B> I IR B - B A A i i 3 - P P
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
COl0O0|ZzZz=z=Z=Z=Z=Z=Z=2Z=2Z=2=2=2Z20o40a40o4a46a40aa4a X
CPMT 080204-VF 0.05~0.20 | 0.30~1.20
080208-VF 0.10~0.25 | 0.30~1.20
090304-VF 0.05~0.20 | 0.30~1.50
= VF 090308-VF [ ° 0.10~0.25 | 0.30~1.50
CPMT 080204-VL 0.03~0.08 | 0.08~1.00
080208-VL 0.04~0.12 | 0.10~1.00
VL 090304-VL 0.05~0.10 | 0.10~1.00
090308-VL 0.08~0.15 | 0.10~1.00
2 CPGT 090308-HMP 0.05~0.20 | 0.70~2.00
| HMP
£
2
£
=
°
Q
=
= CPMT 060204-C25 0.05~0.15 | 0.60~2.30
5 C25
=]
o
£
=]
2
Q
=
CPGT 080202 o0 0.06~0.20 | 0.10~2.00
080204 ® o [J 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 o0 0.06~0.25 | 0.50~2.00
090308 0.08~0.30 | 0.70~2.50
e Stock item
Boring Bar
Screw on Page
SCLPR/L B133

49 @ Turning



DCCO

Turning Inserts (Positive) B

Dimensions (mm)

Size IC RE S LE D1
07 6.35 0.2~0.8 2.38 7.752 2.8
D1 1 9.525 | 0.2~1.2 3.97 11.628 44
5 Rhombic 55° Positive »
Relief Angle: 7°
© Steel - O 0T OT R EES k3 28 Machining types
o Stainless steel M 8 s ([ EEEE X E XN X e
é Castiron esoes s08 88 ® & | @ Continuous cutting
g Heatres’\\Sante;I(;Lf?itZﬁLm alloy [ ] g8 08%T® £ 3 : : 8 Genera Cuttlng.
Hardened steel F Y X °s 8 Interrupted cutting
5 Cermet | Coated Coated Uncoated| Cutting Condition
E Picture Designation SE28858S88S825 888882288 fn ap
=3 AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O
£ 5588E88E88886858288088888¢82¢8 e ™
DCMT 070202-FP ° 0.01~0.10 | 0.05~0.80
070204-FP e o0 [ I ) ° ] 0.01~0.10 | 0.10~0.90
- FP 070208-FP 0.01~0.10 | 0.10~1.00
11T302-FP ] ° 0.01~0.10 | 0.05~1.00
11T304-FP e 0|0 o o o [} o 0.01~0.10 | 0.10~1.00
11T308-FP o0 o 0 ° 0.04~0.12 | 0.10~1.00
[ Mild steel ]
DCMT 070202-VF ° o 0.03~0.10 | 0.06~1.00
070204-VF ° ° ° ° 0.05~0.20 | 0.30~1.20
VF 11T302-VF | ® . 0.04~0.15 | 0.08~150
11T304-VF ° ° ° ) 0.05~0.20 | 0.30~1.50
11T308-VF ° ° . 0.10~0.25 | 0.30~1.50
DCMT 070202-VL 0.02~0.10 | 0.06~0.80
070204-VL LI ) L) ° e o 00 o0 ° 0.04~0.10 | 0.08~0.90
070208-VL o0 ° ° 0.06~0.12 | 0.10~1.00
VL 11T302-VL 003-0.10 | 0.07-080
11T304-VL [ ] [ e o o [ ] e o 0o 0 o (] ® | 0.05~0.10 | 0.10~1.00
11T308-VL ° ° o 0o o ° ° ° o0 0.08~0.15 | 0.10~1.00
11T312-VL 0.08~0.15 | 0.30~1.50
DCMT 070202-HMP ] o 0.03~0.12 | 0.10~1.50
2 070204-HMP . oo . ° e o 0.06~0.17 | 0.20~2.30
ﬁ HMP 070208-HMP LA (] 0.08~0.23 | 0.40~2.30
-% 117302-HMP . S e o 0.04~022 | 0.10-2.00
‘é’ 11T304-HMP ° LI o [ o o 0.08~0.23 | 0.30~3.00
._g 11T308-HMP ° o0 ° ° ° . 0.10~0.30 | 0.50~3.00
=
DCMT 070202-MP oo o o o ° e o o oo 0.04~0.12 | 0.12~1.80
o 070204-MP ®e 060 0 0 0 0 [ ®© 060 00 0 0 0 0.05~0.15 | 0.30~1.80
£ 070208—-MP o o0 0 o0 ° 0o 00000 0.08~0.22 | 0.30~1.80
:E MP 11T302-MP o o0 o [ I ] ° e 0o 0 0 o 0o 0 0.04~0.15 | 0.30~2.00
:é 11T304-MP o 0o/0o 00 0 0 ° o0 0000000 00 0.08~0.20 | 0.50~2.30
E 11T308-MP ® 060 0 0 0 0 [ ® 0606 0 0 0 0 0 [ I} 0.10~0.30 | 0.50~2.30
S 11T312-MP 0.25~0.35 | 0.80~3.00
=
o : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACRI/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136

Turning @ 50



B Turning Inserts (Positive)

Dimensions (mm)
Size IC RE S LE D1

07 635 | 02~08 | 238 7.752 2.8
1 9.525 | 0.2~08 | 3.97 11.628 4.4

Rhombic 55° Positive
@ Relief Angle: 7°

R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M E2K.3 k.2 ( EEEEANEEXEE X ——
s Castiron ( 3.2 XK 7 208 L2 @® & @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= Heat resistant alloy, Titanium alloy o 308 S 208 ® Int ted cutt
Hardened steel [ 2k 2% 7 [ 2K 3 nierupted cuting
= Cermet | Coated Coated Uncoated| Cutting Condition
S powe | pesgnion |SZESScgSssEsgscemssgssesgy |
o AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
CO00|Z=zZ=ZZ=2ZZ=2Z=ZZ2Z=ZZ2Z2=2Za4a40ao4a4a40a4alTI
DCMT 070202-C25 o o 0 o ° [ [ 0.03~0.15 | 0.30~2.00
= 070204-C25 o o0 0 oo oo ° o oo o o 0.05~0.20 | 0.50~2.50
Cc25 070208-C25 o0 ° ° ) . 0.06~0.25 | 0.80~2.50
11T302-C25 o o 0 o [ 2 ] ° ° 0.04~0.25 | 0.50~2.50
11T304-C25 oo o o [ o o 0.08~0.30 | 0.80~3.00
o 11T308-C25 oo e o 0 0 0o o 0o 0 °o o o o 0.10~0.30 | 1.00~3.00
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
DCGT 070201-FS o o 0.01~0.18 | 0.03~1.60
070202-FS [ o 0.02~0.20 | 0.04~1.70
FS 11T301-FS [ o 0.01~0.20 | 0.04~1.80
11T302-FS [ o 0.02~0.23 | 0.05~2.00
11T304-FS [ o 0.04~0.23 | 0.08~2.00
11T308-FS [ o 0.06~0.25 | 0.10~2.20
[ High precision ]
DCGT 070201MFN-FS 0.01~0.18 | 0.03~1.60
070202MFN-FS 0.02~0.20 | 0.04~1.70
FS 11T301MFN-FS 0.01~0.20 | 0.04~1.80
11T302MFN-FS 0.02~0.23 | 0.05~2.00
11T304MFN-FS 0.04~0.23 | 0.08~2.00
11T308MFN-FS 0.06~0.25 | 0.10~2.20
[ Ultra high precision ]
= DCGT 11T301-MS o o 0.02~0.23 | 0.05~2.00
£ MS 11T302-MS ° ° 0.03~0.25 | 0.07~2.50
3 11T304-MS ° . 0.05~0.25 | 0.09~2.50
g
2
5]
—1| [High precision ]
= DCGT 11T301MFN-MS L [ 0.02~0.23 | 0.05~2.00
£ MS 11T302MFN-MS 0.03~0.25 | 0.07~2.50
3 11T304MFN-MS ° ° 0.05~0.25 | 0.09~2.50
£
2
)
= [ Ultra high precision ]
® : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACRI/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136

51 @ Turning



DCCO

Turning Inserts (Positive) B

Dimensions (mm)

Size IC RE S LE D1
07 6.35 |0.03~0.4 2.38 7.752 2.8
D1 1 9.525 10.03~04| 3.97 11.628 44
5 Rhombic 55° Positive »
Relief Angle: 7°
o Steel D DRI EEREEEREEEX. 8 Machining types
o Stainless steel M 8 s ([ EEEE X E XN X e
2 Cast iron esoes s08 88 @ | @ Continuous cutting
'§ Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ ] g8 08%T® 208 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 7
S Cermet| Coated Coated Uncoated| Cutting Condition
E Picture Designation SE28858S88S825 888882288 fn ap
= 2205886333888 83333333333\ 58| mmrey | (mm)
COl00|zZ=Z=2=Z=Z=2=Z=Z=2=Z=Z=2=Z4Aa4a40a4a4aad4a T
DCGT 070201-VP1 ° e o o 0.03~0.06 | 0.06~1.00
5 070202-VP1 [ L [J 0.03~0.10 | 0.08~1.50
VP1 070204-VP1 ° e 0o 0 0.05~0.12 | 0.10~1.50
11T301-VP1 ° ° 0.03~0.13 | 0.06~1.00
11T302-VP1 ° o0 o ° 0.04~0.15 | 0.08~1.50
[ High precision ] 11T304-VP1 ° e 0o 0 [ 0.06~0.20 | 0.10~1.50
DCGT 070201MFN-VP1 ° 0.03~0.06 | 0.06~1.00
070202MFN-VP1 ° ) 0.03~0.10 | 0.08~1.50
VP1 070204MFN-VP1 ° 0.05~0.12 | 0.10~150
11T301MFN-VP1 ° 0.03~0.13 | 0.06~1.00
11T302MFN-VP1 o 0.04~0.15 | 0.08~1.50
[ Uz high precision | 11T304MFN-VP1 . ° 0.06~0.20 | 0.10~150
DCGT 0702003R-KF ° ° 0.01~0.06 | 0.04~1.30
070201R-KF o 0.02~0.08 | 0.05~1.50
070202R-KF o ° 0.03~0.11 | 0.06~1.50
070204R—KF ° ° 0.04~0.13 | 0.04~1.70
11T3003R-KF ° ° 0.02~0.08 | 0.05~1.50
11T301R—KF o o 0.03~0.11 | 0.06~1.70
KE 11T302R-KF ° ° ° 0.04~0.15 | 0.08~2.00
11T304R-KF ° ° 0.05~0.16 | 0.10~2.00
0702003L-KF o ° 0.01~0.06 | 0.04~1.30
[ High precision ] 070201L—KF o 0.02~0.08 | 0.05~1.50
070202L—KF ° 0.03~0.11 | 0.06~1.50
070204L-KF o o 0.04~0.13 | 0.04~1.70
11T3003L—KF ° ° 0.02~0.08 | 0.05~1.50
11T301L-KF ° 0.03~0.11 | 0.06~1.70
11T302L-KF o o 0.04~0.15 | 0.08~2.00
11T304L-KF o ° 0.05~0.16 | 0.10~2.00
DCET 0702005MFR-KF [ . 0.01~0.06 | 0.04~1.30
070201MFR-KF o 0.02~0.08 | 0.05~1.50
070202MFR-KF o 0.03~0.11 | 0.06~1.70
KE 11T3005MFR-KF o o 0.02~0.08 | 0.05~1.50
11T301MFR-KF o 0.03~0.11 | 0.06~1.70
11T302MFR-KF o o 0.04~0.15 | 0.08~2.00
0702005MFL-KF o 0.01~0.06 | 0.04~1.30
[Uitraigh precision ] 070201MFL-KF 002-0.08 | 0.05~150
070202MFL-KF 0.03~0.11 | 0.06~1.70
11T3005MFL-KF [ o 0.02~0.08 | 0.05~1.50
11T301MFL-KF 0.03~0.11 | 0.06~1.70
11T302MFL-KF 0.04~0.15 | 0.08~2.00
o : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACRI/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCRI/L B136

Turning 9 52



B Turning Inserts (Positive)

S Dimensions (mm)
/N 1  size] IC | RE s LE | D1

07 6.35 10.03~04| 238 7.752 2.8

P DTI 1 9.525 |0.03~0.4 3.97 11.628 44
55 Rhombic 55° Positive .
Relief Angle: 7°
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X ——
-E_ Cast iron ( 3.2 XK 7 208 L2 @® & @ Continuous cutting
5 Non-ferrous metal ® 8| gGenera cutting
= Heat resistant alloy, Titanium alloy o 308 S 208 # Interrupted cutting
Hardened steel [ 2k 2k ¢ [ 2K 3
§ Cermet | Coated Coated Uncoated| Cutting Condition
E| Picture Designation SEZ8858S8883 222888882288 fn ap
& AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD /rev) mm
2 5538|682 8SESESEE8SS8E 335005 g | m
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
070204R-KM ° ° 0.04~0.13 | 0.04~1.70
11T3003R-KM ] o 0.02~0.08 | 0.05~1.50
11T301R—KM ] ° 0.03~0.11 | 0.06~1.70
c 11T302R-KM ° ° 0.04~0.15 | 0.08~2.00
KM 11T304R—KM ] o 0.05~0.16 | 0.10~2.00
= 0702003L-KM ] ° 0.01~0.06 | 0.04~1.30
070201L—KM ° 0.02~0.08 | 0.05~1.50
B 070202L—KM ] 0.03~0.11 | 0.06~1.50
LFigh précision ] 070204L~KM . 004~0.13 | 0.04-1.70
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
11T304L-KM ] 0.05~0.16 | 0.10~2.00
DCET 0702005MFR-KM 0.01~0.06 | 0.04~1.30
070201MFR-KM (] [ 0.02~0.08 | 0.05~1.50
070202MFR-KM o [ 0.03~0.11 | 0.06~1.70
11T3005MFR-KM 0.02~0.08 | 0.05~1.50
2 11T301MFR-KM o . 0.03~0.11 | 0.06~1.70
K] KM 11T302MFR-KM . . 0.04~0.15 | 0.08-2.00
"-E 0702005MFL-KM o 0.01~0.06 | 0.04~1.30
'é' 070201MFL-KM (] 0.02~0.08 | 0.05~1.50
% [ Ultra high precision ] 070202MFL-KM d hd 0.03~0.11 | 0.06~1.70
2 11T3005MFL-KM 0.02~0.08 | 0.05~1.50
11T301MFL-KM (] [ 0.03~0.11 | 0.06~1.70
11T302MFL-KM (] 0.04~0.15 | 0.08~2.00
o Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACRI/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136

53 @ Turning



Turning Inserts (Positive) B

—S Dimensions (mm)
§ Size IC S D1

8 8 3.18 3.35
10 10 3.97 3.6
c ﬂ 12 12 476 | 42
o HH 16 16 6.35 5.2
@ Round R POSltlve ' 7 20 | 20 6.35 6.5
. 25 25 7.94 7.25
Relief Angle: 7° 32 | 3 | 952 | 955
o Steel ) esezsess s s LK 2 Machining types
o Stainless steel M 8 s ([ EEEE X E XN X e
2 Cast iron esoes ss08 88 @ | @ Continuous cutting
'g Non-ferrous metal o iE o s . : : £ General cutting
= Heat resistant alloy, Titanium alloy .
Hardened steel [ 2K 3 ( 2K 7 ® Inferrupted cutting
S Cermet | Coated Coated Uncoated| Cutting Condition
5| powe | Desgrain |SEE8EERSsERseosmssssoegs | g,
= 2206883383388 883333338333333|58| mmrey | (mm)
CO0O0|Z=Z=2=Z=Z=2=Z=2=2=Z=2=Z=Z4Aa4a4064a4aa4ad4IT
= RCMT 0803M0-VM 0.05~0.30 | 0.80~2.50
VM 10T3MO-VM 0.05~0.35 | 0.90~3.00
1204M0-VM 0.10~0.50 | 1.00~3.50
1606MO-VM 0.13~0.60 | 1.30~6.50
RCMX 1003M0 ° ° ° ° 0.25~0.50 | 1.50~4.00
> 1204M0 e 0o 0 0 ° 0.30~0.60 | 2.50~5.00
'_-% 1606M0 ° ° ° ° 0.40~0.70 | 3.00~7.00
3 2006M0 . . 0.48~0.90 | 3.50~9.00
s 2507M0 . B 055~1.20 | 4.00~12.00
E 3209M0 ° ° 0.65~1.50 | 5.00~15.00
o : Stock item
High Pressure Coolant KHP Coolant
Lever Lock Page Screw on Page TH Page
PRDCN B98 SRDCN B115 SRGCR/L B149
PRGCR/L B99 SRGCR/L B115

Turning @ 54



B Turning Inserts (Positive)

SCOC

Dimensions (mm)

Size IC RE S LE D1
’ ° 09 9.525 | 0.4~0.8 3.97 9.525 4.4
@ c ﬂ 12 | 127 | 04-12| 476 | 127 | 55
o L] L] R .
5 square 90° Positive N 7
. LE
Relief Angle: 7°
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M E2K.3 £ ( EEEEANEEXEE X E——
‘a Cast iron (3. 20 XK J $03 LK @® ®| @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= | Heatresistant alloy, Titanium alloy [ ] 2308 S® 208 # Interrunted cuttin
Hardened steel [ 2k 2k ¢ [ 2k 7 P 9
= Cermet | Coated Coated Uncoated| Cutting Condition
_‘S Picture Designation 882“’82&88388222&38832&83 fn ap
= PR RS S IR RS R e85 5 53 D0 oo o o
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
oo |Z=Z2=2=2=2=22=222222000o0000T I
FP SCMT 09T304-FP ° ° 0.01~0.10 | 0.10~1.00
S 09T308-FP ° o L) . o 0.04~0.12 | 0.10~1.00
[ Mild steel ]
VE SCMT 09T304-VF ° 0.05~0.20 | 0.30~1.50
VL SCMT 09T304-VL ° o ° ° . 0.05~0.10 | 0.10~1.00
09T308-VL ° ° [} ° 0.08~0.15 | 0.10~1.00
SCMT 09T304-HMP ° 0 ° ° 0.08~0.23 | 0.30~3.00
4 HMP 09T308-HMP ) . B 0.10~0.30 | 0.50~3.00
& 120404-HMP 0.09-0.27 | 0.30~360
-% 120408-HMP o . . 0.12-036 | 0.60-360
£
=]
2
(7}
=
SCMT 09T304-MP o0 ° ° e 0o o ° 0.05~0.25 | 0.30~2.80
= 09T308-MP LI ) L) ° ° o 0.10~0.30 | 0.50~2.80
% MP 120404-MP s . o o 0.10~030 | 050~2.80
s 120408-MP o0 o K o 0.15-035 | 0.80~350
i) 120412-MP 0.25~0.40 | 1.00~3.50
£
>
2
(1)
=
SCMT 060204-C25 e o 0 0.08~0.25 | 0.40~2.50
E C25 09T304-C25 LI (] ° o o 0o 00 (] ° o ° 0.08~0.25 | 0.60~3.00
% 09T308-C25 |® @ R e o 0.10~0.30 | 1.00~3.00
-% 120404-C25 ) o ee o o 0.10-030 | 0.80-380
‘é‘ 120408—-C25 o © 0600 0 0 0 0 0 ° o o o 0.12~0.38 | 1.20~3.80
=]
2
Q
=
® : Stock item
High Pressure Coolant Boring Bar
Screw on Page Screw on Page
SSBCR/L B116 SSKCRI/L B136
SSDCN B116
SSKCR/L B117
SSSCR/L B117

55 @ Turning



Turning Inserts (Positive) B

Dimensions (mm)

Size IC RE S LE D1
09 | 9525 | 0.4~0.8 |3.18~3.97| 9525 | 3.4~44
12 127 1 04~12| 318 12.7 -
15 | 15.875 1.2 476 | 15.875 -
19 | 1905 | 12~16 | 476 19.05 -

SP OO

square 90° Positive

@ : - 25 | 254 | 20 | 635 | 254 -
Relief Angle: 11°
Steel ) esezsess s s LK 2 Machining types
§ Stainless steel M 8 s 0T 0T TS e
‘| Cast iron (2.2 XK L2k 2K K 2K 2 ® ¥ | @ Continuous cutting
:“5 Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ ] 308 208 # Interrunted cuttin
Hardened steel [ 2k 2k ] ( 2K 7 P o
S Cermet| Coated Coated Uncoated| Cutting Condition
I powe | Dwomin |SSZSEEc8SSESgosesssssszss g,
o AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O
= 2200000000000 O00V0VO0O0O O OIS Q| (M (mm)
OCC|0O0|Z=Z=Z=Z=Z=Z=Z=Z=Z=Z=Z=Z=2Zaa4aaaaa/Tx
VL SPMT 09T304-VL 0.04~0.18 | 0.20~1.40
= 09T308-VL 0.08~0.22 | 0.20~1.40

VE SPMT 090304-VF 0.05~0.20 | 0.30~1.50
090308-VF 0.10~0.25 | 0.30~1.50

SPGR 090304-F 0.05~0.20 | 0.30~2.00
120304—F 0.10~0.25 | 0.50~2.00

= SPMR 090304-F 0.05~0.20 | 0.30~2.00
120304—F o o 0.10~0.25 | 0.50~2.00

E’ M SPMR 090308-M ° ° 0.10~0.40 | 1.00~3.50
£ 120308-M ° o0 0.10~0.40 | 1.50~4.00
o
£ 120312-M °o o 0.20~0.40 | 1.50~4.00
%
Q
=
g’ M SPGR 090308-M 0.10~0.40 | 1.00~3.50
E 120308-M 0.20~0.40 | 1.50~4.00
o
£
=]
=
[
=
SPUN 120304 0.10~0.30 | 1.00~5.00
120308 0.15~0.40 | 1.00~5.00
o 120308SN 0.15~0.40 | 1.00~5.00
£ 150412 020-050 | 1.00-5.00
s 190412 o 0.20~0.50 | 1.50~7.00
) 190416 0.25~0.60 | 2.00~7.00
g 250620 0.30~0.80 | 3.00~10.0
2
Q
=
® : Stock item
High Pressure Coolant Boring Bar
Clamp on Page Clamp on Page Screw on Page
CSDPN B105 CSKPR/L B129 SSKPR/L B136
CSKPR/L B106

Turning @ 56



B Turning Inserts (Positive)

SP OO

iy

Dimensions (mm)

— Size| IC RE S LE D1
7 : 06 6.35 0.4 2.38 6.35 28
@ c 07 7.94 0.2~0.8 2.38 7.94 -
09 9.525 | 0.2~0.8 3.18 9.525 | 3.4~4.4
o L] L]
N . 12 127 0.2~4.0 3.18 12.7 -
@ Square 90 POSItIve RE LE 15 | 15.875 | 04~2.0 | 476 15.875
Relief Angle: 11° 19 | 19.05 |04~24 | 476 | 19.05
Steel - OXN 0T O0OTHEEESR k.2 £ Machining types
§ Stainless steel M E2K.3 £ ( EEEEANEEXEE X E——
‘a Cast iron (3. 20 XK J $03 LK @® ®| @ Continuous cutting
%‘ Non_ferrnous? o I [ ) s850°8%?® k.2 : : & General cuting
= Heat resistant alloy, Titanium alloy .
Hardened steel [ 2k 2% 7 [ 2K 3 # Interrupted cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
£ Picture Designation PR cS S a8l 2382E88 fn ap
o AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
CO0O0|Z=Z=2Z=2Z=Z=2=2=2Z2=2Z2=2=2=2=24a60a4040a40a4aa4a I
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 ° 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
120412 0.15~0.30 | 1.00~5.00
O 120416 0.18~0.33 | 1.00~5.00
120430 0.20~0.60 | 2.00~5.00
O 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
2 SPGA 060204 0.50~0.25 | 0.50~2.00
g 090308T o 0.10-025 | 0.70-3.00
2 090308T-Z . 0.10~0.25 | 0.70~3.00
§ * Note: 08T: comer C0.8
=§ 08T-Z: corner R0.8
=
o SPGT 090304R 0.08~0.23 | 0.30~3.00
% 090308R 0.10~0.30 | 0.50~3.00
= 090304L ° 0.08~0.23 | 0.30~3.00
o 090308L 0.10~0.30 | 0.50~3.00
£
=]
2
o
=
o Stock item
High Pressure Coolant Boring Bar
Clamp on Page Clamp on Page Screw on Page
CSDPN B105 CSKPR/L B129 SSKPR/L B136
CSKPR/L B106

57 @ Turning



TB 0

Turning Inserts (Positive)

Dimensions (mm)

IC RE S LE D1
3.97 0.2~0.4 1.59 6.876 2.16
. o HH
3 Triangular 60° Positive
Relief Angle: 5°
Steel - O 0T OT R EES k3 28 Machining types
§ Stainless steel M 8 E.3 [ EEEEZXE X X %] EEE——
‘| Cast iron (2.2 XK 208 2K 2 @® ®| @ Continuous cutting
'§ Non-ferrous metal o iE o s . : : & General cutting
= Heat resistant alloy, Titanium alloy .
Hardened steel F Y X °s 8 Interrupted cutting
S Cermet| Coated Coated Uncoated| Cutting Condition
S pewe | Desgmion ZZE8SegRsgssscesssssssgsg |
f 8558858388588 88888888 58 e mm
CO0O0|ZzZz=2=2=2Z=Z=Z=Z=Z=2Z=2Z=2Z=2Z220o40o40o40o46aa40aa4 X
VL TBMT 060102-VL 0.03~0.06 | 0.05~0.60
TBGT 0601021 L) ° ° 0.05~0.20 | 0.10~1.30
060104L [} 0.08~0.20 | 0.10~1.30
o : Stock item
Compact Mini
TH Page
STUBR/L B142
STLBR/L B142

Turning @ 58



B Turning Inserts (Positive)

TC

OO

Dimensions (mm)

Size IC RE S LE D1
09 556 | 04~08 | 238 9.63 25
1 6.35 0.2~0.8 2.38 10.999 2.8
F— 16 9.525 | 0.2~1.2 3.97 16.498 44
ATrianguIar 600 POSlthe 22 | 127 | 08 | 476 | 21.997 | 55
Relief Angle: 7°
R Steel D DRI EEEEEREXS 28 Machining types
o Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X —
-"5’_ Castiron [ 3k 2K JK J 208 L2 @® & @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera outting
= Heat resistant alloy, Titanium alloy o 308 S 208 # Interrupted cutting
Hardened steel [ 2k 2k ¢ [ 2K 3
s Cermet | Coated Coated Uncoated| Cutting Condition
E| Picture Designation SE 288588888822 -888882288 fn ap
o AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD
£ 5538|888 880886558882083383828%mm™ | ™
FP TCMT 110202-FP ° ° 0.01~0.10 | 0.05~0.80
2 110204—FP ° ° 0.01~0.10 | 0.10~0.90
[ Mild steel ]
TCMT 110202-VF 0.03~0.13 | 0.06~0.70
VE 110204-VF ° . 0.05~0.20 | 0.30~1.20
110208-VF 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 o0 0.05~0.15 | 0.10~1.30
VL 110208-VL ° 0.08~0.20 | 0.10~1.30
16T304-VL oo o ° o o 0 o o 0.05~0.20 | 0.30~1.50
16T308-VL o 0o 0 ° o0 ° 0.05~0.20 | 0.30~1.50
TCMT 090204-HMP ° o 0.06~0.17 | 0.20~2.30
o 090208—-HMP 0.08~0.23 | 0.40~2.30
E 110202-HMP 0.03-0.15 | 0.10~1.50
o HMP
= 110204-HMP ° L ) ° ] ° o 0.06~0.19 | 0.20~2.50
° 110208-HMP . . . . 0.09-0.26 | 0.40~2.50
E 16T304-HMP ° o0 ° ° ° 0.08~0.23 | 0.30~3.00
5 16T308—HMP o o ° ° [ 0.10~0.30 | 0.50~3.00
=
TCMT 090204-MP ° ) 0.05~0.18 | 0.10~1.00
090208—-MP o o 0.08~0.20 | 0.10~1.20
110202-MP [ J ° o o 0.03~0.12 | 0.20~1.50
o 110204-MP o o 0 ° o o 0 o o 0.05~0.15 | 0.20~1.50
% MP 110208-MP o . . 0.10~0.28 | 0.25~2.00
s 16T302-MP 0.08-0.25 | 0.20~1.50
° 16T304-MP  |® oo e eccccooeoe 0.08-0.20 | 0.30~2.50
E 16T308—-MP o000 00 o0 00000 ° 0 0.10~0.30 | 0.50~2.50
5 16T312-MP o o 0.20~0.40 | 0.50~2.50
= 220408-MP 0.20-0.40 | 0.50~3.50
o Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
STACR/L B117 STACR/L B169 STFCR/L B137
STFCRIL B118
STGCR/L B118
STTCR/L B118

59 @ Turning



TC OO

Turning Inserts (Positive) B

Dimensions (mm)

Size IC RE S LE D1
08 476 |0.03~0.2, 2.38 8.245 2.3
09 5.56 0.4~0.8 2.38 9.63 25
R 1 6.35 0.1~0.8 2.38 10.999 2.8
Triangular 600 POSlthe 16 | 9525  04~08 | 397 | 16498 44
A Relief Angle: 7°
o Steel D DRI EEREEEREEEX. LK Machining types
Q Stainless steel M 8 s ([ EEEE X E XN X EEE——
‘| Cast iron (2.2 XK 208 2K 2 ® ¥ | @ Continuous cutting
i‘a Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ ] g8 08%T® 208 # Interrunted cuttin
Hardened steel [ 2k 2k ] ( 2K 7 P o
S Cermet| Coated Coated Uncoated| Cutting Condition
E- . . . O O WL LO LW OO LWLOOOL LWL UL OOLWO LW O LW
- bl Designation B e S NN el 3R EaaR s RRRa S fn ap
o ZZ00OV VOOV 0 BB S 8| (mmrey) (mm)
< CO0O0|Z=zZZ=ZZZ=ZZ=ZZ=2Z=ZZ2Zaoa4a0a4a40a4a4adITI
TCMT 090204-C25 o o 0 o o o ®o o ° [ L (] 0.06~0.18 | 0.40~2.50
090208-C25 o ° o o o o (] 0.08~0.25 | 0.80~2.50
2 Cz 5 110202-C25 ] (] [} o ° 0.04~0.12 | 0.40~2.00
110204-C25 e o o o L L ® [ ] e o (] 0.06~0.20 | 0.60~2.50
110208-C25 o o ° o o oo ° o o o (] o 0.08~0.25 | 0.80~2.50
= 16T304—-C25 ® 060 060 0 0 0 0 0 ° ° e o ) ) 0.08~0.28 | 0.80~3.00
‘ 16T308C25 (@ ©| o e e e 0o 0 o o oo o o 0.10~0.30 | 1.00~3.00
VP1 TCMT 16T304-VP1 0.06~0.20 | 0.10~1.50
16T308-VP1 0.08~0.23 | 0.10~1.50
TCGT 110201-FS o o 0.01~0.16 | 0.03~1.40
FS 110202-FS ° ° 0.02~0.18 | 0.04~1.50
110204-FS ° o 0.04~0.19 | 0.06~1.60
[ High precision ]
TCGT 110201MFN-FS 0.01~0.16 | 0.03~1.40
FS 110202MFN-FS 0.02~0.18 | 0.04~1.50
110204MFN-FS 0.04~0.19 | 0.06~1.60
[ Ultra high precision ]
TCGT 090204-VP1 0.04~0.18 | 0.10~1.00
VP1 16T304-VP1 0.06~0.20 | 0.10~1.50
16T308-VP1 0.08~0.23 | 0.10~1.50
TCGT 0802003R—KF 0.01~0.06 | 0.04~1.30
080201R-KF 0.02~0.08 | 0.05~1.50
KF 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
[ High precision ]
® : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
STACR/L B117 STACR/L B169 STFCR/L B137
STFCR/L B118
STGCR/L B118
STTCR/L B118

Turning @ 60



B Turning Inserts (Positive)

TO OO

Dimensions (mm)

60°
; Size IC RE S LE D1
06 3.97 0.2 1.59 6.928 215
T 09 5.56 04 2.38 9.699 2.8
14 8.2 0.4 3 14.203 38
- > Positi O\ [
: Triangular 60° Positive L >
Relief Angle: 8° e
° Steel - (KA EINAEEEE XN X’ £ Machining types
g Stainless steel M £ 2K . s ( EEEEANEEXEE X ——
‘a Cast iron (3. 20 XK J s80T LK @® ®| @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera cutting
= Heat resistant alloy, Titanium alloy [ ) 308 S 208 It ted cut
Hardened steel oS s o3 nterrupted cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
S| Picture Designation SRe88s888883s 2888882288 fn ap
o AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
COl0O0|ZzZz=z=Z=Z=Z=Z=Z=2Z=2Z=2=2=2ZZ2Za0o40ao40o4a46a40aa4a X
TOEH 060102L 0.05~0.17 | 0.10~1.50
090204L 0.05~0.20 | 0.30~2.50
s 140304L o0 0.05~0.25 | 0.30~2.50
o Stock item
Dimensions (mm)
IC RE S LE D1
556 | 02~04 | 238 9.63 25
635 | 02~08 | 3.18 10.999 34
o .. 9.525 | 04~08 | 476 | 16498 | 44
i Triangular 60° Positive
Relief Angle: 11°
o Steel ) estezsess 8 s .2 LK 2 Machining types
g Stainless steel M £ 2K, 8 0T B B O0OT T ES I
‘a Cast iron L 3K 20 XK J $03 LK ® & | @ Continuous cutting
%‘ Non-ferrous metal [ 2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) 2308 S 208 & Int ted cut
Hardened steel - os s P S nterrupted cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
_S Picture Designation 8 8 vu—’ g g vuz g 8 8 g 8 8 2 ‘I.r_) 'u—, g\l’ g 8 8 g S ‘u_) 8 g’) fi
= IR R R R R R Rl i S i n ap
- D
2 ZZ0000000O000O0O0O0O0O0O0V0O0O OO OIS g (mmrey (mm)
COl00|zZz=z=2Z=Z=Z=2=2=2=2=2=2=22aoa40o40a40a40a4a4alXT
TPMT 090202-FP o o0 ° ° 0.01~0.09 | 0.05~0.07
090204-FP e o0 o o0 ° ° 0.01~0.09 | 0.10~0.08
Ep 110302-FP ° o 0.01~0.10 | 0.05~0.08
S 110304—FP o o0 o o0 ] ° 0.01~0.10 | 0.10~0.90
110308-FP oo ° o0 ° 0.04~0.10 | 0.10~1.00
160404-FP ° ° 0.01~0.10 | 0.10~1.00
160408-FP ° 0.04~0.12 | 0.10~1.00
[ Mild steel ]
e : Stock item
High Pressure Coolant Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139
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Turning Inserts (Positive) B

Dimensions (mm)

TP (0

Size IC RE S LE D1
09 556 | 0.2~0.8  2.38 9.63 25
1 6.35 0.2~0.8 3.18 10.999 34
[ 16 9.525 | 0.4~1.2 |3.18~4.76| 16.498 44
ATriangular 60° POSltlve 22 | 127 | 08 | 476 | 21.997 | -
Relief Angle: 11°
R Steel D DRI EEREEEREEEX. 8 Machining types
o Stainless steel M 8 s 0T 0T TS —
é_ Cast iron ox 0T 208 28 ® & @ Continuous cutting
g Heatres’\\:;;:tegg;sritz:?um alloy [ ] g8 08%T® £ 3 : : 8 General Cutting.
Hardened‘ steel [ 2k 2K ] [ XK # Interrupted cuitting
S Cermet| Coated Coated Uncoated| Cutting Condition
5 powe | Desgron |SEESELSRESSSSLESESS82288 | m ow
= 2205886333888 83333333333\ 58| mmrey | (mm)
OoooooZ=Z2=Z2=2Z2=2=2=2222220000000 T I
TPMT 110304-VF . ° ° ° ° 0.05~0.20 | 0.30~1.50
- VF 110308-VF . . . 0.10-025  0.30-150
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
VL 090208-VL 0.06~0.12 | 0.10~1.00
110304-VL e o0 o ° ° ° [ 3} 0.05~0.15 | 0.10~1.30
110308-VL 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
o 090204-MP 0.05~0.18 | 0.10~1.00
£ 110302-MP 0.03-0.12 | 0.20~150
o MP 110304-MP |® @@ o o @ K 005~020 | 0.20~150
° 110308-MP oo o 0.10~0.28 | 0.30~2.00
E 160402-MP 0.06-0.20 | 0.30~2.50
5 160404-MP o o 0.08~0.20 | 0.30~2.50
= 160408-MP oo 0.10~0.30 | 050~2.50
TPMR 090202-F 0.05~0.15 | 0.10~1.00
090204-F 0.05~0.15 | 0.10~1.00
F 110302-F 005-0.15 | 0.10~150
110304-F e 0o 0 0 . 0.05~0.20 | 0.30~1.50
110308-F 0.05~0.25 | 0.30~1.50
160304—-F o 0o o0 o ° o o 0.08~0.25 | 0.50~2.00
160308-F 0.08~0.25 | 0.50~3.00
TPGR 110302-F 0.05~0.15 | 0.10~1.50
F 110304-F 0.05~0.20 | 0.30~1.50
160304-F 0.08~0.25 | 0.50~2.00
TPMR 110304-M 0.10~0.25 | 0.70~3.00
= 110308-M o o 0.13~0.30 | 1.00~3.00
£ M 160304-M ° . 0.10~0.25 | 1.00~5.00
£ 160308-M O . 013-0.30 | 1.00-5.00
2 160312-M o 0.15~0.35 | 1.00~5.00
= 220408-M . 0.13~0.30 | 1.50~7.00
o : Stock item
High Pressure Coolant Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139
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B Turning Inserts (Positive)

TP 0

Dimensions (mm)

Size IC RE S LE D1
09 556 | 04~0.8 | 238 9.63 -
11 6.35 | 0.2~0.8 2.38~3.18/ 10.999
) o F— 16 9.525 | 0.2~1.6 |3.18~4.76/ 16.498
o\ nauer 60" Positive ol el e
Relief Angle: 11° 33 | 1905 | 20 6.35 | 32.996
R Steel L DRI IOEEEREEEEE) 8 Machining types
o Stainless steel M 28 .2 0T B B 0T T EESE —
-é_ Cast iron ( 3.2 XK 7 208 L2 @® & @ Continuous cutting
g Heat res:‘s(t);-wf:};rl\(;is?\'tz?uma\loy [ ] 2308 S® s : : & Genera! cutting.
Hardened’stee\ [ 2k 2% 7 [ 2K 3 # Interrupted cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
£ 558888888886 68588808888¢88828 = ™
M TPGR 110308-M 0.13~0.30 | 1.00~3.00
160308-M 0.13~0.30 | 1.00~5.00
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
2 160304 ° 0.10~0.30 | 1.00~5.00
& 160308 ° o 0.15-0.40 | 1.00~5.00
-% 160308TN 0.15~0.40 | 1.00-5.00
‘é’ 160312 0.20~0.50 | 1.50~5.00
% 160312TN 0.20~0.50 | 1.50~5.00
2 220404 0.10~0.30 | 1.50~7.00
220408 ° 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
TPGN 090204 0.07~0.20 | 0.70~2.00
110302 0.05~0.15 | 0.50~2.00
110304 . ° 0.07~0.20 | 0.70~3.00
110308 ° ° 0.10~0.25 | 1.00~3.00
160302 0.05~0.18 | 1.00~5.00
160304 ° ° ° 0.07~0.20 | 1.00~5.00
2 160308 e o e 010025 | 1.00~5.00
i 160310 0.10~0.25 | 1.00~5.00
-§ 160312 015030 | 1.00~5.00
‘é’ 160316 0.15~0.30 | 1.00~5.00
% 160404 0.07~0.20 | 1.00~5.00
2 220404 ° 0.07~0.20 | 1.50~7.00
220408 o 0.10~0.25 | 1.50~7.00
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
® : Stock item
High Pressure Coolant Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139
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Turning Inserts (Positive) B

Dimensions (mm)

TP 0

&Triangular 60° Positive
Relief Angle: 11°

Size IC RE S LE D1
08 476 | 02~04 | 238 8.245 25
09 556 | 02~08 | 238 9.63 3

1 635 | 0.2~08  3.18 10.999 34
16 | 9525 | 04~0.8 | 4.76 16.498 44

o Steel D DRI EEREEEREEEX. 8 Machining types
Q Stainless steel M 8 s ([ EEEE X E XN X I —
s Castiron ox 0T 208 28 ® & @ Continuous cutting
'§ Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ ] g8 08%T® 208 # Interrupted cutting
Hardened steel [ 2k 2k ] [ 2K 3
§ Cermet | Coated Coated Uncoated| Cutting Condition
£ powe | Dwigion SEESEESSsBSsemssssssezss |,
& AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O /rev mm
: 5588258252222 5558838205 35 2 |NENNNE
TPGH 080202L o0 0.01~0.12 | 0.06~1.70
2 080204L o0 0.01~0.15 | 0.08~1.70
110202L 0.01~0.12 | 0.06~2.00
110204L 0.01~0.15 | 0.08~2.00
TPGT 080202R 0.05~0.20 | 0.30~1.50
080204R
110302R 0.05~0.20 | 0.30~1.50
110304R [} 0.05~0.20 | 0.50~2.00
o 110308R 0.07~0.25 | 0.50~2.00
% 160404R oo 0.05~0.20 | 0.70~3.00
s 160408R . 0.05-0.20 | 0.70~3.00
° 080202L oo e e [005-020 030-150
g 080204L L]
S 110302L 0.05~0.20 | 0.30~150
= 110304L oo 0.05-0.20 | 050~2.00
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
2 TPGX 090202L ° 0.10~0.20 | 0.30~1.00
2 090204L o 0.10~0.25 | 0.50~1.00
s 090208L 0.10~0.30 | 1.00~1.00
5 110304L o 0.10~025 | 0.50~1.20
=
e : Stock item
High Pressure Coolant Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139
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B Turning Inserts (Positive)

VB

Dimensions (mm)

s Size| IC RE S LE D1
S 2 ‘ 11 | 635 | 02-08| 318 | 11071 | 28
(@ | c I.I 16 9.525 | 0.2~1.2 4.76 16.606 44
. o HH N e
Rhombic 39° Positive =
Relief Angle: 5°
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X I —
;5‘_ Castiron [ 3k 2K JK J 208 28 @® & @ Continuous cutting
g Heat res:‘s(t);-wff;rl\(;is?\'tz:[ima\loy [ ] 2308 S® s : : & Genera! Cutting.
Hardenedvstee\ [ 2k 2% 7 [ 2K 3 # Interrupted cutting
§ Cermet | Coated Coated Uncoated| Cutting Condition
E|  Picture Designation SEZ8858S8883 222888882288 fn ap
& AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD /rev) mm
< §588|22822282222222228p22|2 g Mmen|
VBMT 110302-FP ° 0.01~0.10 | 0.05~0.08
= 110304-FP ° ° 0.01~0.10 | 0.10~0.90
FP 110308-FP ° 0.01~0.10 | 0.10~1.00
160404-FP o o0 0 o0 ° o 0.01~0.10 | 0.10~1.00
[ Mid steel ] 160408-FP ° o0 ° 0.04~0.12 | 0.10~1.00
VBMT 110302-VB 0.05~0.15 | 0.20~1.20
110304-VB 0.06~0.18 | 0.20~1.20
110308-VB 0.08~0.20 | 0.60~1.20
VB 160402-VB 006020 | 0.05-1.00
160404-VB o o0 ° 0.08~0.20 | 0.20~1.50
160408-VB oo o ° 0.10~0.23 | 0.50~1.50
160412-VB ° 0.12~0.25 | 0.80~1.50
VBMT 160404-VF L ) ° ° ° ° 0.05~0.20 | 0.30~1.00
E VF 160408-VF ° 0.10~0.25 | 0.30~1.00
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 003-0.20 | 0.30-150
160404-VL o o0 o ° ° e 0o o0 0 e o o 0.05~0.20 | 0.30~1.50
160408-VL o o o ° o o o o 0.10~0.20 | 0.30~1.50
160412-VL L] 0.10~0.25 | 0.30~1.50
o VBMT 110202-HMP L] 0.03~0.20 | 0.15~2.70
£ 110304-HMP o B 0.03~020 | 0.15~2.70
;é HMP 110308-HMP . 005-025 | 040-2.70
i) 160404-HMP ° o0 ° ° ° ° ° 0.07~0.20 | 0.20~2.70
E 160408—HMP oo o ° ° ° ° 0.09~0.27 | 0.50~2.70
o 160412—-HMP 0.11~0.32 | 0.50~2.70
=
VBMT 110302-MP . ° 0.04~0.14 | 0.20~1.50
2 110304-MP oo oo 0.05-0.15 | 0.20~1.50
& MP 110308-MP ° co e 0.10~0.28 | 0.30~2.00
-§ 160402-MP 0.06~0.16 | 0.25~2.00
‘é‘ 160404-MP o o0 o 0o 0 ° o0 e 0o 000 00 0.08~0.20 | 0.30~2.00
% 160408-MP e 0|0 L I ) ° o o0 0 0 0 0 o o o 0.10~0.25 | 0.50~2.30
< 160412-MP oo ° ° ° 0.10~0.35 | 0.50~2.30
e : Stock item
High Pressure Coolant Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119
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VB

Turning Inserts (Positive) B

Dimensions (mm)

s -
Size IC RE S LE D1
S S 11 | 635 | 0.1-04 318 | 11.071 | 28
(@ P III 16 | 9525 | 0.2~0.8 | 476 | 16.606 | 4.4
. [¢] H - = A ..
Rhombic 35° Positive = g
Relief Angle: 5°
o Steel D DRI EEREEEREEEX. LK Machining types
] Stainless steel M 8 E.3 [ EEEEZXE X X %] T
‘| Cast iron (2.2 XK 208 2K 2 ® ¥ | @ Continuous cutting
:“5 Non-ferrous metal ® 8| gGenenal cutting
= | Heatresistant alloy, Titanium alloy [ g8 08%T® 208 £ It ted cutt
Hardened steel [ 2k 2K ] [ XK nierrupted cuting
S Cermet| Coated Coated Uncoated| Cutting Condition
5| powe | Desgrain |SEESEERSsESseosmssssoegs | g,
o AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O
o 2200000000000 O00V0VO0O0O O OIS Q| (M (mm)
< OoooooZ=Z2=Z2=2Z2=2=2=2222220000000 T I
= VBMT 160404 ° o o ° . 0.07~0.20 | 0.50~1.50
160408 o o ° ° 0.15~0.25 | 0.70~2.00
2 VBGT 160404 0.07~0.20 | 0.50~1.50
8 160408 0.15-0.25 | 0.70~2.00
e
5
=
=

VBMT 160402-VP1 ° 0.04~0.20 | 0.16~1.50

160404-VP1 0.05~0.20 | 0.18~1.80
VP1 160408-VP1 006020 | 0.20~1.80

VBGT 110301-FS ° ° 0.01~0.16 | 0.03~1.40
110302-FS ° ° 0.02~0.18 | 0.04~1.50
110304-FS ° o 0.04~0.19 | 0.06~1.60

FS 160401-FS o o 0.01~0.16 | 0.04~1.80
160402-FS o ° 0.02~0.18 | 0.05~2.00
160404-FS ° . 0.04~0.19 | 0.08~2.00

[ High precision ]

VBGT 110301MFN-FS 0.01~0.16 | 0.03~1.40
110302MFN-FS 0.02~0.18 | 0.04~1.50
110304MFN-FS 0.04~0.19 | 0.06~1.60

_E FS 160401MFN-FS 0.01~0.16 | 0.04~1.80

5 160402MFN-FS 0.02~0.18 | 0.05~2.00

i 160404MFN-FS 0.04-0.19 | 0.08-2.00
[ Ultra high precision ]

VBGT 110302-VP1 0.03~0.10 | 0.08~1.50

160402-VP1 0.04~0.20 | 0.16~1.50
2 VP1 160404-VP1 0.05~0.20 | 0.18~1.80
5
RS
i
® : Stock item
High Pressure Coolant Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119
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B Turning Inserts (Positive)

Dimensions (mm)
S ‘i»‘ size| IC | RE s LE | D

N e 77 11 6.35 |0.03~0.2, 3.18 11.071 2.8
©2lliiz
. o HH N e
Rhombic 39° Positive =
Relief Angle: 5°
R Steel L DRI IOEEEREEEEE) 8 Machining types
g Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X I —
‘a Cast iron (3. 20 XK J $03 LK @® ®| @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGenera cutting
= Heat resistant alloy, Titanium alloy o 308 S 208 # Interrupted cutting
Hardened steel [ 2k 2k ¢ [ 2K 3
§ Cermet | Coated Coated Uncoated| Cutting Condition
£ 5538|682 88ESESEE8SS8E 335005 g | m
VBGT 1103003R—KF ] 0.01~0.06 | 0.04~1.30
110301R—KF ] 0.02~0.08 | 0.05~1.50
= 110302R—KF ° ° 0.03~0.13 | 0.06~1.70
KF 1103003L-KF o o 0.01~0.06 | 0.04~1.30
110301L—KF ] 0.02~0.08 | 0.05~1.50
[ High precision] 110302L—KF ] 0.03~0.13 | 0.06~1.70
VBGT 1103003R-KM ] ° 0.01~0.06 | 0.04~1.30
2 110301R—KM ° 0.02~0.08 | 0.05~150
& 110302R—KM . ° 0.03~0.13 | 0.06~1.70
-% KM 1103003L—KM . o 0.01-0.06 | 0.04~1.30
‘é‘ 110301L-KM ] 0.02~0.08 | 0.05~1.50
% [ High precision | 110302L-KM ] 0.03~0.13 | 0.06~1.70
=
o Stock item
High Pressure Coolant Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119
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Turning Inserts (Positive) B

VC O Q s Dimensions (mm)
a5 ‘j Size IC RE S LE D1

< o ogy 08 4.76 0.2~0.8 2.38 8.299 2.3
(©\ . I.| 11| 635 | 02-04 | 318 | 11.071 | 2.8~34
\ y 16 9.525 | 0.4~1.2 4.76 16.606 4.4
. o H H RE vZA% 72
Rhombic 35° Positive .
Relief Angle: 7°
o Steel D DRI EEREEEREEEX. LK Machining types
9 Stainless steel M 8 E.3 [ EEEEZXE X X %] —
‘| Cast iron (2.2 XK 208 2K 2 @® ®| @ Continuous cutting
';‘5 Non-ferrous metal [ 2K 3 & General cutting
= | Heatresistant alloy, Titanium alloy [ ] g8 08%T® 208 ® Int ted cutt
Hardened steel [ 2k 2K ] [ 3K 3 nierrupted cutting
§ Cermet | Coated Coated Uncoated| Cutting Condition
g Picture Designation 8 8 vu—., CIQ 8 vu—., & g 8 g’) 8 g ‘O_ ‘u_') ‘u: g g; 8 8 g vc— ve 8 g; fn a
5 A R LR R R N e
= 2200000000000 O00V0VO0O0O O OIS Q| (M (mm)
OO0 |Z2=Z2==2===2=2=2=2=2=2=2=220o0o00000 T X
VCMT 080202-FP ° ° 0.01~0.10 | 0.05~0.08
080204-FP ] ° 0.01~0.10 | 0.10~0.90
= EP 080408-FP ° ° ° 0.04~1.00 | 0.10~1.00
160404—FP ] ° 0.01~0.10 | 0.10~1.00
160408-FP o o ° 0 ° ° 0.04~0.12 | 0.10~1.00
[ Mild steel ]
VCMT 080202-VF 0.05~0.20 | 0.30~1.00
VE 080204-VF [ 0.10~0.25 | 0.30~1.00
110304-VF (] 0.03~0.18 | 0.15~1.20
160404-VF ] ) ° ° 0.04~0.20 | 0.15~1.50
VCMT 080202-VL ° o [J [J 0.03~0.08 | 0.10~0.80
080204-VL ° o [ . 0.04~0.10 | 0.10~0.90
VL 160404-VL ° o [ (] 0.05~0.20 | 0.30~1.50
160408-VL ° o (] (] 0.05~0.20 | 0.30~1.50
160412-VL 0.10~0.25 | 0.30~1.50
= VCMT 160404-HMP o (] ° o [J (] (] 0.10~0.25 | 0.30~2.60
E HMP 160408-HMP ° oo ° o o 0.13~0.33 | 0.60~2.60
e
5
=
=
VCMT 080202-MP ° o 0.03~0.15 | 0.10~1.00
080204-MP L] 0.05~0.18 | 0.10~1.00
2 110302-MP 0.06-0.18 | 0.20~1.80
é MP 110304-MP 0.06~0.18 | 0.20~1.80
:.g 160404-MP o o e 0o 0 0 o0 0.08~0.18 | 0.30~2.00
‘é‘ 160408-MP L] ° o o0 . 0.10~0.23 | 0.50~2.30
-_g 160412-MP (] 0.10~0.33 | 0.50~2.30
2
VCMT 160404-VP1 0.05~0.20 | 0.18~1.80
VP1 160408-VP1 0.06~0.20 | 0.20~1.80
® : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVJCR/L B170 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCRI/L B140
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B Turning Inserts (Positive)

VC O

Dimensions (mm)

- : Size | IC RE s LE D1
= o oy 1 6.35 0.1~04 3.18 11.071 2.8
(@ |c ﬂ 12 | 75 [008~04 30 | 13076 | 28
\ 6 9.525 | 0.1~0.8 4.76 16.606 4.4
. o H'H RE pZ44 70
Rhombic 35° Positive e ] =
Relief Angle: 7°
Steel - OXN 0T O0OTHEEESR k.2 £ Machining types
3 Stainless steel M E2K.3 £ ( EEEEANEEXEE X E——
-qa’_ Cast iron (3. 20 XK J $03 LK @® ®| @ Continuous cutting
%‘ Non-ferrous metal “ o s . : : £ General cutting
= Heat resistant alloy, Titanium alloy .
Hardened steel [ 2k 2% 7 [ 2K 3 # Interrupted cutting
= Cermet | Coated Coated Uncoated| Cutting Condition
S| Picture Designation SE 288588888822 -888882288 fn ap
g 2206883383833 3888833338333333|58| (mmrey | (mm)
< CO0O0|Z=Z=2Z=2Z=Z=2=2=2Z2=2Z2=2=2=2=24a60a4040a40a4aa4a I
VCGT 110301-FS o o 0.01~0.16 | 0.03~1.40
110302-FS o o 0.02~0.18 | 0.04~1.50
- FS 110304-FS (] [ 0.04~0.19 | 0.06~1.60
160401-FS ] ° 0.01~0.16 | 0.04~1.80
160402-FS . o 0.02~0.18 | 0.05~2.00
[ High precision ] 160404-FS o o 0.04~0.19 | 0.08~2.00
VCGT 110301MFN-FS 0.01~0.16 | 0.03~1.40
110302MFN-FS 0.02~0.18 | 0.04~1.50
110304MFN-FS 0.04~0.19 | 0.06~1.60
FS 160401MFN-FS 0.01~0.16 | 0.04~1.80
160402MFN-FS 0.02~0.18 | 0.05~2.00
[ Ulra high precision | 160404MFN-FS 0.04~0.19 | 0.08~2.00
2 VCGT 110301-MS ° o 0.02~0.23 | 0.05~2.00
E MS 110302-MS ° ° 0.03~0.25 | 0.07~250
£ 110304-MS . . 005-025 | 0.09-250
3
é [ High precision ]
= VCGT 110301MFN-MS o o 0.02~0.23 | 0.05~2.00
£ 110302MFN-MS ° ° 0.03~0.25 | 0.07~2.50
3 MS 110304MFN-MS . o 0.05-0.25 | 0.09~2.50
g
2
é’ [ Ultra high precision ]

VCGT 1203008FN-MS (] [ 0.02~0.20 | 0.04~1.80
= 120301FN-MS (] o 0.03~0.26 | 0.06~2.20
£ MS 120302FN-MS ° 0.05~0.28 | 0.08~2.80
e 120304FN-MS . . 006-0.30 | 0.10~280
>
2
g [ Ultra high precision ]

VCGT 110301-VP1 ° e o 0 ° 0.02~0.15 | 0.05~0.50

110302-VP1 ° o 0o 0 (] 0.02~0.18 | 0.10~1.00
VP1 110304-VP1 ° oo o ° 0.03~0.18 | 0.15~1.20
160404-VP1 ° 0.05~0.20 | 0.18~1.80
160408-VP1 o 0.06~0.20 | 0.20~1.80
[ High precision ]
® : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVJCR/L B170 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140
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VC OO

Turning Inserts (Positive) B

Dimensions (mm)

- —H Size | IC RE s LE D1
=N ) gy 1 6.35 |0.03~0.4 3.18 11.071 2.8
( @ ; © I. of _12 | 75 [008-08| 30 | 13076 | 28
Rhombic 35° Positive = A
Relief Angle: 7°
o Steel D DRI EEREEEREEEX. 8 Machining types
Q Stainless steel M 8 s ([ EEEE X E XN X EEE——
-E_ Cast iron ox 0T 208 28 ® & @ Continuous cutting
5 Non-ferrous metal [ 2K 3 £ General cutting
= | Heatresistant alloy, Titanium alloy [} s80%Se 208 # Interrupted cutting
Hardened steel [ 2k 2k ] [ 2K 3
5 Cermet | Coated Coated Uncoated| Cutting Condition
E Picture Designation SSZE88S8S8883 22888882288 fn ap
& AT M MMOMOMOMILILD O OO0 O O L L O M 0 O D v~ O /rev mm
: 5538|682 8858ESS853C5 335005 g (m
VCGT 110301MFN-VP1 ° o 0.02~0.15 | 0.05~0.50
110302MFN-VP1 (] ° 0.02~0.18 | 0.10~1.00
5 110304MFN-VP1 (] (] 0.03~0.18 | 0.15~1.20
VP1 1203008FN-VP1 0.03~0.12 | 0.06~1.20
120301FN-VP1 0.04~0.13 | 0.08~1.20
[ Ultra high precision | 120302FN-VP1 0.04~0.15 | 0.08~1.20
120304FN-VP1 0.06~0.20 | 0.10~1.50
VCGX 120300MFR-VP1 ° o 0.02~0.10 | 0.05~0.50
120301MFR-VP1 o 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
[ Ulra high precision | 120308MFR-VP1 0.05~0.20 | 0.15~1.20
VCGT 1103003R-KF 0.01~0.06 | 0.04~1.30
110301R-KF 0.02~0.08 | 0.05~1.50
KF 110302R-KF L] 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
[ High precision ] 110302L-KF 0.03~0.13 | 0.06~1.70
VCET  1103005MFR-KF (] (] 0.01~0.06 | 0.04~1.30
110301MFR-KF (] 0.02~0.08 | 0.05~1.50
KF 110302MFR-KF 0.03~0.11 | 0.06~1.70
1103005MFL-KF 0.01~0.06 | 0.04~1.30
(Ul Hgh precison 110301MFL-KF (] 0.02~0.08 | 0.05~1.50
110302MFL-KF (] 0.03~0.11 | 0.06~1.70
VCGT 1103003R-KM 0.01~0.06 | 0.04~1.30
110301R-KM 0.02~0.08 | 0.05~1.50
KM 110302R-KM (] 0.03~0.13 | 0.06~1.70
1103003L-KM 0.01~0.06 | 0.04~1.30
110301L-KM 0.02~0.08 | 0.05~1.50
[ High precision ] 110302L-KM 0.03-0.13 | 0.06~1.70
= VCET  1103005MFR-KM (] 0.02~0.08 | 0.05~1.50
S KM 110301MFR-KM (] 0.03~0.11 | 0.06~1.70
= 110302MFR-KM . o 0.04~0.15 | 0.08~2.00
= 1103005MFL-KM 0.02~0.08 | 0.05~1.50
=1 (Ut tigh precision 110301MFL-KM 008-0.11 | 0.06~1.70
= 110302MFL-KM (] (] 0.04~0.15 | 0.08~2.00
e : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVJCR/L B170 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140
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B Turning Inserts (Positive)

Dimensions (mm)
s ’_i.‘ Size IC RE S LE D1

08 476 10.05~02| 238 8.299 2.3

'r
(@\ c Ii'i 11 | 635 |01~04 | 318 | 11.071 | 238
. o] H H \\ g 224 14
Rhombic 35° Positive = =
Relief Angle: 11°
° Steel - (KA EINAEEEE XN X’ £ Machining types
g Stainless steel M £ 2K . k.2 ( EEEEANEEXEE X E——
‘a Cast iron (3. 20 XK J s80T LK @® ®| @ Continuous cutting
%‘ Non-ferrous metal [ 3K J £ General cutting
= Heat resistant alloy, Titanium alloy [ ) sroess seos ® Int ted cultti
Hardened steel oS s o3 nterrupted cutting
§ Cermet | Coated Coated Uncoated| Cutting Condition
5| powe | Desgraion |SEESEERSsERseosmssssoegs | g,
& AT M MMMMOMIL LD OOO O O LWL O M 0 D D | v~ LD
= 2200000000000 O0O0O00VVO0O0O0 O OIS o (mhey (mm)
CO00|Z=zZ=ZZ=2ZZ=2Z=ZZ2Z=ZZ2Z2=2Za4a40ao4a4a40a4alTI
VPGT 110301-VP1 ° o 0.02~0.15 | 0.05~0.50
z VP1 110302-VP1 ° oo o 0.02~0.18 | 0.10~1.00
110304-VP1 o 0.03~0.18 | 0.15~1.20
[ High precision ]
VPGT 110301MFN-VP1 ° o 0.02~0.15 | 0.05~0.50
VP1 110302MFN-VP1 o 0.02~0.18 | 0.10~1.00
110304MFN-VP1 o o 0.03~0.18 | 0.15~1.20
[ Ultra high precision ]
VPET 0802005MFR-KF 0.01~0.12 | 0.05~0.50
080201MFR-KF 0.02~0.15 | 0.05~0.50
KF 080202MFR-KF o o 0.02~0.18 | 0.10~1.00
0802005MFL-KF o 0.01~0.12 | 0.05~0.50
080201MFL-KF 0.02~0.15 | 0.05~0.50
[ Ulira high precision | 080202MFL-KF o o 0.02~0.18 | 0.10~1.00
VPET  0802005MFR-KM 0.01~0.12 | 0.05~0.50
2 080201MFR-KM 0.02~0.15 | 0.05~0.50
é KM 080202MFR-KM . o 0.02~0.18 | 0.10~1.00
‘g 0802005MFL-KM 0.01~0.12 | 0.05~0.50
'é' 080201MFL-KM 0.02~0.15 | 0.05~0.50
;g [ Ultra high precision ] 080202MFL-KM 0.02~0.18 | 0.10~1.00
=
o Stock item
Auto Tool
TH Page
SVAPR/L B170
SVJPR/L B171
SVVPN B171
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WB O

Turning Inserts (Positive) B

Dimensions (mm)

Size IC RE S LE D1
r 02 3.97 0.2 1.59 2.716 2.2
@ S3 4.76 0.2~0.4 2.38 3.256 24
IC D1
| 0 . \ B
Trigon 80° Positive e D | .
. LE
Relief Angle: 5°
o Steel D DRI IOEEEREEREEX LK Machining types
8 Stainless steel M 8 s ([ EEEE X E XN X e
‘| Cast iron (2.2 XK 208 2K 2 @® ®| @ Continuous cutting
E ity i o weess sles UM
= Heat resistant alloy, Titanium alloy .
Hardened steel [ 2k 2k ] ( 2K 7 ® Inferrupted cutting
S Cermet| Coated Coated Uncoated| Cutting Condition
5| powe | b (SEESEEESBESgepoosssssogs | g,
= 2204883838388 8833338333333|53| (mrey | (mm)
CO|l00|Z=zZ=Z=Z=Z=2=Z=Z=2Z=2Z2=Z2=2=2a0a46a4a046adaa T
WBGT 020102R 0.01~0.05 | 0.10~0.30
< $30204R 0.01~0.10 | 0.10~0.50
020102L [ I ] ° (] 0.01~0.08 | 0.10~0.40
$30202L 0.01~0.08 | 0.10~0.40
$30204L 0.01~0.10 | 0.10~0.50
o : Stock item
Compact Mini
TH Page
SWUBR/L B144
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B Technical Information for Aluminum

Technical Information for Aluminum

2 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
» High rake angle at cutting edge part reduces cutting load to increase tool life
- 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
O Tabby pattern & Sharp cutting edge - Distributes cutting load and guarantees longer tool life
© Buffed on top face - Excellent machining, prevents built-up edge, excellent chip flow

2 AM special chip breaker for aluminum

- Preventing welding and chip jam with internal bridge structure enhancing smooth chip flow

- Balanced surface finish and toughness from nose R and 2 step side rake angle

- Preventing minor cutting edge fracture with divided bridge structure on the top surface bottom part blocks chips over minor
cutting edge

© Nose R and 2 step rake angle - Balanced surface finish and toughness & smooth chip
evacuation

@ Internal bridge - Preventing welding and chip jam & Smooth chip flow and chip
control

© Trigonal knobs on the back

- Effective chip breaking in medium cutting

- Less cutting resistance due to smooth chip flow

- Directing flow of long chip for stable chip evacuation

- Protecting cutting edge with a structure preventing chip jam

O Side 2 step rake angle - Longer effective cutting edge, minimized cutting
resistance, Good surface finish

) AR special chip breaker for aluminum

= 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

O KORLOY special chip breaker design controls chip flow at high speed machining
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Technical Information for Aluminum B

D Chip breakers specially developed for aluminum: AK, AM, and AR

Depth of cut, ap (mm)

< A
£
E 2500
: AR | |
& 2000
£ —
£ AM
1500
4.0
1000
—20
500
AK "ll e
feed, fn
> (mmirev)
0 0.10 0.20 0.30 0.40 0.50 0.60
CCGT
SCGT
TCGT /

) Features of HO1 and cutting conditions

Recommendation range

Grades

AR

ap =0.50 ~ 6.00mm
fn=0.05 ~ 0.60mm/rev

HO1 (Uncoated cemented
carbides N10~N20)
ND1000 (Diamond coating)
PD1000 (DLC coating)

AM

ap =0.30 ~ 5.50mm
fn=0.04 ~ 0.55mm/rev

HO5 (Uncoated cemented
carbides N10~N20)

AK

ap =0.10 ~ 5.00mm
fn=0.03 ~ 0.50mm/rev

HO1 (Uncoated cemented
carbides N10~N20)
ND1000 (Diamond coating)
PD1000 (DLC coating)

* AK : 1strecommended in aluminum and non-ferrous metal cutting
¢ AM : recommended in medium cutting and light interrupted cutting
1st recommended in Aluminum wheel machining

* AR:

interrupted cutting

RCGT

DCGT

VCGT, VBGT

RCGT

- 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

RCGT

recommended when high toughness is required in heavily

RCGT

Workpiece Hardness (HB) kc(MPa) ve(m/min) fn(mm/rev)
Aluminum alloy before heat treatment 50 ~ 70 500 ~ 600 1000 ~ 2500 0.1~06
(forged) after heat treatment 90 ~ 110 700 ~ 900 300 ~ 1000 0.1~05
Aluminum alloy before heat treatment 70 ~ 80 700 ~ 800 300 ~ 1000 0.1~06
(cast) after heat treatment 80 ~ 100 800 ~ 950 200 ~ 600 0.1~04
Copper alloy - 90 ~ 110 700 250 ~ 600 0.1~05
Non-ferrous metal, etc. - 100 1700 150 ~ 300 01~06
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B Aluminum Insert

Dimensions (mm)

CC Q Q IC RE S LE D1
6.35 | 02~0.8 | 2.38 6.448 28
9.525 | 0.2~0.8 3.97 9.672 44
F— 12.7 0.2~1.2 4.76 12.896 5.5
Rhombic 80° Positive
Relief Angle: 7°
o . Steel - Machining types
] Stainless steel M
S Castiron @ Continuous cutting
;'6‘ Heat res’\\‘siz;]fte;r\lij;s :]itztr:iitm alloy g * B ¢ * . & General cutting
Hardene d’ stoel ® Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation g g § E fn ap
=] § E E é § (mm/rev) (mm)
CCGT 060202-AK o ° 0.01~0.12 0.05~3.00
060204-AK o [ [ 0.02~0.15 0.10~3.00
060208-AK o 0.02~0.20 0.10~4.00
09T302-AK [J [ 0.02~0.20 0.05~3.00
09T304-AK o [ 0.02~0.30 0.10~5.00
09T308-AK [ ° 0.03~0.50 0.10~5.00
AK 120402-AK . 0.02~0.30 0.05~4.00
120404-AK [ [ 0.03~0.50 0.10~5.00
120408-AK [ [ 0.04~0.80 0.10~5.50
CCGT 09T302-AM [ 0.03~0.25 0.05~3.50
09T304-AM [ 0.03~0.35 0.10~5.20
09T308-AM [ 0.03~0.55 0.10~5.50
AM
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
AR 120402-AR 0.04~0.50 0.30~5.00
120404-AR 0.05~0.60 0.50~6.00
120408-AR [ 0.06~0.65 0.50~6.00
120412-AR 0.08~0.70 0.50~6.50
o : Stock item
High Pressure Coolant Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACRI/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168
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Aluminum Insert B

Dimensions (mm)

D‘ Q Q “~>+4  size] IC | RE | S LE | D
| 07 6.35 0.2~0.8 2.38 7.752 2.8
E{ 1 9.525 | 0.2~1.2 3.97 11.628 44
. o HH
Rhombic 55° Positive W :
. L
Relief Angle: 7°
o : Steel - Machining types
8 Stainless steel M
a Castiron @ Continuous cutting
'E o N(t’”’f:’r:‘ouspteta_' | LJ ® L2 L2 L2 ® & General cutting
g eat resistant alloy, Iitanium alloy .
Hardensd steol 8 Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation § § § g fn ap
[52] 7] - - -~ n
[=] [&] [=] [a] o =] (mm/rev) (mm)
= a o o I I
DCGT 070202-AK ° [ 0.01~0.20 0.05~3.00
070204-AK [ [ 0.02~0.30 0.10~4.00
070208-AK [ [ 0.03~0.40 0.10~4.00
11T302-AK [ o o 0.02~0.30 0.05~4.00
11T304-AK [ ° [ 0.03~0.50 0.10~5.00
AK 11T308-AK ° ° ° 0.03~0.50 0.10~5.00
11T312-AK [ [ 0.04~0.60 0.15~5.00
DCGT 11T302-AM [ 0.03~0.25 0.05~3.50
11T304-AM [ 0.03~0.35 0.10~5.20
11T308-AM 0.03~0.55 0.10~5.50
AM
DCGT 070202-AR ° 0.02~0.30 0.30~4.00
070204-AR ° 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 o 0.04~0.50 0.50~6.00
11T308-AR [ 0.05~0.60 0.50~6.00
AR 11T312-AR [ 0.08~0.65 0.50~6.50
o : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACR/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136
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B Aluminum Insert

Dimensions (mm)
R‘ Q Q i Size IC S D1
2.8

06 06 2.38

o ﬂ 08 | 08 | 318 | 335
110 | 10 318~397 44

o - -
@ Round R POSItlve - 12| 12 | 476 44
Relief Angle: 7°
o Steel - Machining types
] Stainless steel M
a Castiron @ Continuous cutting
%‘ - N(:n-fterzlous :teta.l ” [ ) .3 £ 3 k J £ 4 s 4 General cutting
; ieat resistant alloy, I1itanium alloy .
Hardened steal ® Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation § § § g fn ap
o n - - -~ [Te)
[=] [&] [a] [=] o [=] (mm/rev) (mm)
= a o a I I
RCGT 0602M0-AK ° 0.05~0.20 0.50~2.00
0803M0-AK ° ° 0.05~0.25 0.50~2.50
1003M0-AK o o 0.10~0.30 1.00~3.00
1204M0-AK o 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 ° o 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
e : Stock item
High Pressure Coolant KHP Coolant
Lever Lock Page Screw on Page TH Page
PRDCN B98 SRDCN B115 SRGCR/L B149
PRGCR/L B99 SRGCRI/L B116
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SC O

Aluminum Insert B

90° —_

Dimensions (mm)

Size IC RE S LE D1
| 09 | 9525 | 0.2~0.8 | 3.97 9.525 44
@ 12 127 | 04~16 | 476 12.7 5.5
IC D1
o - - / '
@ square 90° Positive e L
Relief Angle: 7° =
o : Steel - Machining types
8 Stainless steel M
a Castiron @ Continuous cutting
'g Non-ferrous metal [ ) s E 3 E 3 E 3 s £ General cutting
= Heat resistant alloy, Titanium alloy .
Hardensd steol 8 Interrupted cutting
Coated Uncoated Cutting Conditions
. n a [=] [=] [Ye] o
Picture Designation S S =3 b= fn ap
(5] n - - -~ [Te)
(=] [&] [a] [a] o =] (mm/rev) (mm)
= a [ [ == ==
SCGT 09T302-AK 0.02~0.30 0.10~4.00
09T304-AK [ [ [J 0.04~0.40 0.10~5.00
09T308-AK o 0.03~0.40 0.10~5.00
120404-AK L4 0.03~0.50 0.10~5.00
120408-AK o 0.04~0.60 0.15~5.50
120416-AK 0.04~0.60 0.15~5.50
AK
SCGT 09T302-AR 0.03~0.40 0.50~5.00
09T304-AR o o 0.04~0.50 0.50~6.00
09T308-AR 0.04~0.50 0.50~6.50
120404-AR o o 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
o : Stock item
High Pressure Coolant Boring Bar
Screw on Page Screw on Page
SSBCR/L B116 SSKCR/L B136
SSDCN B116
SSKCR/L B117
SSSCR/L B117
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B Aluminum Insert

Dimensions (mm)

TC Q Q IC RE S LE D1
556 | 02~04 | 238 9.63 25
6.35 | 0.2~0.8 | 2.38 10.999 2.8
[ 9.525 | 0.2~2.5 | 3.97 16.498 4.4
£\ Triangular 60° Positive
Relief Angle: 7°
§ Stain\sézzlsteel ? Machining types
-E_ Castiron @ Continuous cutting
g Heat res’\\‘siz;]fte;r\lij;s :]itztr:iitm alloy g * B ¢ * . & General cutting
Hardene d’ <toal ® Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation g § § g fn ap
Q § E é § § (mm/rev) (mm)
TCGT 090202-AK ° 0.01~0.12 0.05~3.00
090204-AK [ 0.02~0.15 0.10~4.00
110202-AK [J [ 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 o 0.02~0.30 0.05~5.00
16T304-AK [ 0.03~0.40 0.10~5.50
16T308-AK [J [J 0.03~0.50 0.10~5.50
AK 16T312-AK . 0.04~0.60 0.15~5.50
16T316-AK o o 0.05~0.80 0.15~5.50
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
o : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
STACR/L B117 STACRI/L B169 STFCR/L B137
STFCR/L B118
STGCR/L B118
STTCR/L B118
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Aluminum Insert B

Dimensions (mm)

V B Q Q ) ‘% Size]. IC | RE | S LE | D
< A 11 | 635 |02-08 | 318 | 11.071 | 28
{ @ I.I 16 | 9525 | 0.2~1.2 | 476 | 16.606 | 4.4
‘\ AP
_ 5> Rhombic 35° Positive -~ s
Relief Angle: 5°
o Steel - Machining types
8 Stainless steel M
a Castiron @ Continuous cutting
'E o N(t’”’f:’r:‘ouspteta_' | LJ ® L2 L2 L2 ® & General cutting
g eat resistant alloy, Iitanium alloy .
Hardensd steol 8 Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation § § § § fn ap
§ § é é § § (mm/rev) (mm)
VBGT 110302-AK ° 0.02~0.15 0.05~3.00
110304-AK ° ° 0.02~0.15 0.10~4.00
110308-AK o 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 ° 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 ° 0.05~0.60 0.50~6.00
160412-AR 0.05~0.70 0.50~6.50
AR
o : Stock item
High Pressure Coolant Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119
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B Aluminum Insert

Dimensions (mm)

VC Q Q . ‘—H size] Ic | RE | s [ LE | D
N a7, 1" 635 | 0.1~08| 3.18 11.071 2.8
{ @ ) o I.| of 13| 794 10208 318 | 14314 | 34
i 35° Positi w L 2 o5, 35 T 1or (15301 o3 | Boots | o6
> Rhombic ositive - 7 |16-30] 5 : :
Relief Angle: 7°
o . Steel - Machining types
] Stainless steel M
-E_ Castiron @ Continuous cutting
g Heat res’\\‘siz;]fte;r\lij;s :]itztr:iitm alloy g * B ¢ * . & General cutting
Hardene d’ <toal ® Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation § § § g fn ap
é § é é é § (mm/rev) (mm)
VCGT 110301-AK ° 0.02~0.15 0.05~3.00
110302-AK ° ° 0.02~0.20 0.05~3.00
110304-AK ° ° o 0.02~0.25 0.10~4.00
110308-AK ° o 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
AK 160402-AK . . 0.02-0.30 0.05-5.00
160404-AK (] (] 0.03~0.40 0.10~5.00
160408-AK ° ° [ 0.03~0.50 0.10~5.00
160412-AK ° ° 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 160402-AM ° 0.03~0.25 0.05~3.50
160404-AM o 0.03~0.35 0.10~5.20
AM 160408-AM L4 0.03~0.55 0.10~5.50
220520-AM ° 0.12~1.00 1.20~7.00
220530-AM (] 0.15~1.00 1.20~7.50
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
AR 130308-AR 0.04~0.50 0.50~5.00
160402-AR o ° 0.03~0.40 0.30~5.00
160404-AR 0.04~0.50 0.50~6.00
160408-AR 0.05~0.60 0.50~6.00
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
o : Stock item
High Pressure Coolant Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVACR/L B169 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140
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cBN Inserts B

Dimensions (mm)

CBN size| IC RE s D1
12 | 127 | 04~12| 476 | 516
. . 15 12.7 0.4~1.2 4.76~6.35 5.16
Multi-Corner Type (Negative) 16 [ 955 [04~12] 476 | 381
Coated Uncoated Available tool holders
Picture Designation .8_ § § § § § § § § § ) i
OO0 OOl a=z2E5 2 Designation Page
8838388888318
2NU-CNGA 120404 e o o oo ° DCBNR/L B91
120404F ° ° DCLNRIL BO1
120404T ) | 0 MCKNR/L B107
120404W ° MCLNR/L B107
120404WF ° MCMNN B107
120408 e o o o |0 o ° PCBNR/L B96
120408F ° ° PCLNR/L B97
120408T ° o0
120408W ° oo °
CNOO 120408WF o
80° 120412 e o o o
Nega 120412F ° ®
120412T ° °
120412W ° °
120412WT °
T-2NU-CNGA 120404 °
120408 o o
ANU-CNGA 120404 [J
120408 ° o
120412 °
2NU-DNGA 150404 e o o o o DDJNR/L B92
150404F ° ° MDJNR/L B108
150404T ° ° MDNNN B108
150408 e © o0 o o MDQNR/L B109
150408F ° ° MDUNR/L B130
150408T ° oo o PDJNRIL B97
150412 ° ° PDNNRI/L B98
DNQQ 150412F ° ° PDSNR/L B127
o 150412T ° ° PDUNRI/L B127
@ 95 150604 o o °
Nega
150608 o o °
4ANU-DNGA 150404 ° o
150408 o °
150412 ° o
150608 °
4ANU-SNGA 120404 ° DSBNR/L MSBNRL B92 B109
120408 ° ° MSDNN  MSKNR/L B109 B110
SN Op MSRNR/L MSSNRL B110 B111
ggga PSBNRIL PSDNN  B99 B100
PSKNRIL B100
3NU-TNGA 160404 ° oo o o ° MTENN  MTFNRL B111 B111
160404T ° MTGNR/L MTINRL B112 B112
TN OO 160408 ° ° ° PTFNRL PTGNRL B101 B102
60° 160408F ° PTTNRL WTENN  B102 B103
Nega 160408T ° WTJNRIL WTXNRLL B103 B103
160412 °
2NU-VNGA 160404 e o o o ° ° MVJNR/L B112
160404F ° ° MVQNR/L B113
VNOO 160404T o« o MVUNR/L B131
350 160408 e o 0 0|0 o o ° MVVNN B113
<07 Nega 160408F o o
160408T o o [
T-2NU-VNGA 160408 ° o
x T-2NU-JOOOAAAAAA designation package unit is 10pcs. o : Stock item
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B cBN Inserts

Dimensions (mm)

Dimensions (mm)

C B N size| IC RE s D1 size| IC RE s D1
06 | 635 | 0.2~08 | 2.38 2.8 11 [6.35~9525 0.2~0.8 |3.18~3.97) 3.4~4.4
. . 07 | 635 | 04~08| 238 2.8 16 | 9525 | 0.2~0.8 | 476 44
MU'tI-COI’I‘IBI’ Type (POSItIVB) 09 |5.56~9.525 0.2~0.8 [2.38~3.97| 2.5~4.4
Coated Uncoated Available tool holders
O ©O © 9|l o ©@ ©9 <« @
Picture Designation 28388888 8 i i
O 0O O Olra=2=2E5 2 Designation Page
8883888888383
2NU-CCGW 060202 o SCACR/L B114
060202T ) SCLCRIL B114
060204 ° °
060204F °
060204T °
CCOO 060208 .
80° 09T302 .
Posi 09T304 o o oo ° °
09T304T °
097308 o o [J o o [J
09T308T o
09T308W o
2NU-DCGW 070204 ° ° SDACR/L B114
070208 ° SDJCRIL B115
070208T ° SDNCN B115
117302 ° SDQCR/L B134
11T304 o o oo o SDUCR/L B135
DC OQ 11T304F o SDZCR/L B136
?058 | 11T304T .
11T308 o o [J [ [J
11T308T °
T-2NU-DCGW 117304 °
117308 o [
3NU-TCGW 090204 o STACR/L B117
TC OO 090204F ° STFCR/L B118
60° 090204T . STGCRIL B118
Posi STTCRIL B118
3NU-TPGW 110304 o o o o ° CTFPR/L B129
110304F o
110304T o
110308 o o o o °
110308F [
110308T o
TP OO 3NU-TPGN 110308 o o CTFPRIL B106
60° 160304 o CTGPRIL B106
Posi 160308 .
3NU-TPGB 110304 CTFPRIL B106
110308F CTGPRI/L B106
110308T
2NU-VBGW 160402 ° SVABR/L B119
160404 ° o oo ° ° SVHBR/L B119
160404F ° SVJBR/L B119
VBOO 160404T . SVQBRIL B139
35° 160408 ° o ° ° o SVUBRIL B140
Posi 160408F °
160408T o
T-2NU-VBGW 160408 o
2NU-VCGW 160404 o o SVVCN B120
160404F ° SVJCRIL B120
160404T o SVQCR/L B140
VC OO 160408 ° SVUCRIL B140
N 160408F D
o7 ggi 160408T o .
T-2NU-VCGW 160404 °
160408 o
x T-2NUOOOOAAAAAA designation package unit is 10pcs. e : Stock item
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cBN Inserts B

Dimensions (mm)

Dimensions (mm)

CB N size| IC RE s D1 size| IC RE s D1
09 9.525 0.4 3.97 44 15 12.7 0.4~0.8 4.76 5.16
. . . . 11 6.35~9.525/ 0.4~0.8 |3.8~3.97 | 3.4~4.4 16 9.525 | 0.4~0.8 476 |3.81~4.4
Regrinding Type (Negative/Positive) 12 | 127 [04-08 476 | 516
Coated Uncoated Available tool holders
" . . o O © Olo o © o g o
Picture Designation g <UN; § § -.8— § l§ § E % Designation Page
= Z2 Z2 Z2 m oo omnp o
(== ==l = = = = R = =]
CNMA 120404 ° DCBNR/L MCKNRIL B91 B107
120408 ° e |DCLNRLL MCLNR/L B9t B107
CNOO T-CNMA 120408 ) PCBNRL MCMNN B9 B107
80° PCLNR/L B97
Nega
DNMA 150404 . DDJNRL MDJNRL B92 B108
150408 ° MDNNN  MDQNR/L B108 B109
DNOO MDUNR/LL PDJNRL B130 B97
55° PDNNR/LL PDSNRLL B98 B127
Nega PDUNR/L B127
TNMA 160404 ° MTENN  MTFNRL B111 B111
160408 ° MTGNRL MTINRL B112 B112
TNOO PTFNRL PTGNRL B101  B102
60° PTTNRL WTENN  B102 B103
Nega WTINRL WTXNRL B103 B103
T-VNMA 160404 o MVJNR/L B112
VNMA 160404 ° MVQNRIL B113
VN OO 160408 . MVUNRIL B131
35° MVVNN B113
@ Nega
cCMwW 09T304 . SCACRIL Bi14
SCLCRIL B114
CC OO
80°
Posi
DCGW 117308 o SDACRI/L B114
T-DCGW 117308 ° SDJCRI/L B115
DC OO SDNCN B115
55°
Posi
VBMW 160404 . SVABRIL B119
160408 o SVHBR/L B119
vBOO SVJBRIL B119
35° SVQBRIL B139
07 bosi SVUBRIL B140
T-TPGB 110304 CTFPRI/L B106
TPGB 110304 ° CTGPRIL B106
TP OO 110308 .
60°
Posi
x T-2NU-JOOOAAAAAA designation package unit is 10pcs. o : Stock item
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B PCD Inserts

Dimensions (mm) Dimensions (mm)
P ‘ D Size IC RE S D1 Size IC RE S D1
06 | 635 |02-04 | 238 2.8 11_[6.35~9.525 0.2~0.8 [3.18~3.97| 3.4~4.4
. . 07 | 635 |02-04| 238 2.8 12 | 127 [04~08| 476 | 516
Insert (Negat|ve/POS|t|Ve) 08 | 476 = 04 | 238 | 23 15 | 127 |04~08| 476 | 516
09 |556-0525 0.4 2.38~3.97| 25~44 16 | 9525 | 04~08 | 476 | 3.8
PCD Available tool holders
Pict Designati 3
icture esignation § E g B Page
[=) [=) o
CNMM 120404 ° DCBNRL DCLNRL  B91 BY1
CN QQ 120408 ° MCKNRL MCLNRIL  B107 B107
80° MCMNN  PCBNRL  B107 B9
Nega PCLNR/L B97
DNMM 150404 ° DDJNRL  MDJNRL  B92 B108
DNOO 150408 . MDNNN  MDQNRL B108 B109
55° MDUNR/L PDJNRL  B130 B97
Nega PDNNRL PDSNRL  B98 B127
PDUNR/L B127
CCMW 120404 ° SCACR/L B114
CCOO CCMT 060202 . SCLCRIL B114
800 060204 [}
Posi 09T304 °
09T308 °
DCMT 070202 ] SDACR/L B114
070204 ] SDJCR/L B115
DC OO 11T302 ° SDNCN B115
55° 117304 . SDQCRIL B134
Posi 117308 . SDUCRIL B135
DCGT 11T304 ° SDZCRIL B136
TPGW 080204 ° STUPRI/L B143
TP OO 090204 o STFPRIL B138
60° 110304 °
Posi 110308 °
VBGW 160404 °
VBMT 110304 ° SVHBRIL B119
110308 ° SVJBRIL B119
VB OO 160404 ° SVUBRIL B140
VvC OO 160408 .
35° VCMT 160404 o SVVCN B120
<7 Dosi 160408 .
TPGN 110304 ° CTFPR/L B129
TP OO 110308 (]
60°
Posi
SPGN 090304 ] CSDPN B105
sSpP OO CSKPRIL B106
90°
Posi
e : Stock item
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External Tool Holder Code System (ISO) B

P S KNR 25 25 -

1 2 3 4 5 6
Clamping Method Relief Angle of Height of
of Insert Insert Shape  Holder Style Insert Hand Shank

M 12

7 8 9

Width of
Shank

Length of
Holder

Length of Insert
Cutting Edge

0 Clamping Method of Insert

e Insert Shape

[ Sl el

Top and hole clampin Top and hole clampin Top and hole clampin
Top clamping vithout hole pHo\e clamplngp ¢ (Multlpclamp pinand gla?np) Hole clamping(Pi lock) Screwon (Mumpclamp pinand gﬂ?ﬂp)
C D M B S W

e Holder Style

75° 45° 60° 90° _ 75°
B D E F G J K
"W%B 45° 60° 72.5° 85°
k 62.5" 75°
95°
L N R S T Vv Y

T LT
:Q /\
%<>

0 Relief Angle of Insert

\[X/ 5° L 7 \I\ 15° j 20
B C D E
\l\ 25" 0 \I\ 11°

F N P

Hand Height of Shank
(5 R 6

0 Width of Shank
(25K

I A [t - | /
L N R

H
B
e Length of Holder 9 Length of Insert Cutting Edge
@
O AB K/ CDE
Q(S A-32 H-100 Q-180 / T M.V, L
B-40 J-110 R - 200 ‘ LE ‘ ‘ LE ‘ !LE! LE
C-50 K-125 S-250 .
X-Special
LF D-60 L-140 T-300 Htom
s E-70 M-150 U-350 e e | |- LE |
F-80 N-160 V-400 N
G-90 P-170 W-450 T
LE ‘ LE ‘ ‘ LE ‘
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B Index for External Holders

Double Clamp System

=

L_J

L _J

N~
Cutting — = A
- | ' B @ & N ®
Designation | DCBNR/L DCKNR/L DCLNR/L DDJNR/L DSBNR/L DSDNN DSKNR/L DSSNR/L DTFNR/L DTGNR/L
Tool cutting edge angle 75° 75° 95° 93° 75° 45° 75° 45° 90° 90°
Page B91 B91 B91 B92 B92 B93 B93 B93 B94 B94
Turning ° ° L] ° ° [ [
Copying °
Facing L] ° ° ° °
Chamfering L]
Back turning L] °
Cutting - _)Tu_| H
Shape - é - *E
Designation | DVJNR/L DVVNN DWLNR/L
Tool cutting edge angle 93° 72.5° 95°
Page Bo4 B95 B95
Turning ° ° °
Copying ° °
Facing [
Chamfering
Back turning L] L]
Lever Lock S
Cuttin
Shap: e - T " e @U N Q.
4 1© | _—
Designation | PCBNR/L PCKNR/L PCLNR/L PDJNR/L PDNNR/L PRDCN PRGCR/L | PSBNR/L PSDNN PSKNR/L
Tool cutting edge angle 75° 75° 95° 93° 62.5° - - 75° 45° 75°
Page B96 B96 B97 B97 B98 B98 B99 B99 B100 B100
Tuming ° ° ° ° ° ° ° ° °
Copying ° ° ° °
Facing ° °
Chamfering
Back turning ° °
A 4
Cutting
Shape z - 1*
Designation | PSSNR/L PTFNR/L PTGNR/L PTTNR/L PWLNR/L
Tool cutting edge angle 45° RQO° RQO° 60° 95°
Page B101 B101 B102 B102 B102
Turning [ [ [ [
Copying
Facing ° ° °
Chamfering °
Back turning [
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Wedge Clamp System

Index for External Holders B

Cutting — 4
Shape - N - 1<-
Designation WTENN WTJNR/L | WTXNR/L | WWLNR/L
Tool cutting edge angle 60° 93 105° 95°
Page B103 B103 B103 B104
Turning ° ° ° °
Copying ° ° °
Facing °
Chamfering
Back turning [ [ °

Clamp on System

Cutting — S AT | Y = ! 4
Shape
Designation | CKJNR/L | CKNNR/L CSDPN CSKPR/L CTFPR/L CTGPR/L
Tool cutting edge angle 93° 62.5° 45° 752 90° 90°

Page B105 B105 B105 B106 B106 B106
Tumning (] (] (] [

Copying L] L]

Facing ° °

Chamfering
Back turning °

Multi Lock System

Cutting t ]
Shape A S A @ - o - e
0 - *
Designation | MCKNR/L | MCLNR/L MCMNN MCRNR/L | MDJNR/L MDNNN MDQNR/L | MSBNR/L MSDNN MSKNR/L
Tool cutting edge angle 75° 95° 50° 75° 93° 62.5° 107.5° 75° 45° 75°
Page B107 B107 B107 B108 B108 B108 B109 B109 B109 B110
Turning ° ° ° ° ° ° ° °
Copying ° ° °
Facing [ [ °
Chamfering
Back turning L] L] L]
Cutting K = L ¥ -
Shape x a 4 4
Designation | MSRNR/L | MSSNR/L MTENN MTFNR/L | MTGNR/L MTJNR/L MVJNR/L | MVQNR/L MVVNN MWLNR/L
Toolcutingedgeangle| ~~ 75° 45° 60° 90° 90° 93° 93° 17.5° 725° 95°
Page B110 B111 B111 B111 B112 B112 B112 B113 B113 B113
Turning ° ° ° ° ° ° ° ° °
Copying ° ° ° ° °
Facing ° ° ° °
Chamfering
Back turning ° ° ° °




B Index for External Holders

Screw on System

4
Z:t;:: =] NN 6
L L)
Designation | SCACR/L SCLCR/L SDACR/L SDJCR/L SDNCN SRDCN SRGCR/L | SSBCRI/L SSDCN SSKCR/L
Tool cutting edge angle 90° 95° 90° 93° 62.5° - - 75° 45° 75°
Page B114 B114 B114 B115 B115 B115 B116 B116 B116 B117
Tumning [ [ [ [ [ [ [ [ [
Copying [ ] [ ] [ ] [} [}
Facing ° [}
Chamfering
Back turning ° o
- l
Cutting - 4_\*
Shape hl N
Designation | SSSCR/L STACR/L STFCR/L STGCR/L STTCR/L SVABR/L SVHBR/L SVJBR/L SVJCR/L SVVBN
Tool cutting edge angle 45° 90° 90° 90° 60° 90° 107.5° 93° 93° 72.5°
Page B117 B117 B118 B118 B118 B119 B119 B119 B120 B120
Turning ° ° ° ° ° ° ° ° °
Copying ° ° ° ° °
Facing o L
Chamfering
Back turning o ° ° °
Cutting
Shape * o
| ¥ |
Designation SVVCN
Tool cutting edge angle 72.5°
Page B120
Turning L
Copying L
Facing
Chamfering
Back turning




Double Clamp System

© Wrench

© Wrench ——

* Screw
 Clamp

© Insert —

~ Spring
*  Screw —
* Shim —

Instruction of External Holders B

Instruction of External Holders

Lever Lock System

C Insert
© Shim Pin
C Shim
» Lever
© Screw
© Wrench

Wedge Clamp System

© Wrench

© Screw

* Wedge Clamp

» Ring
© Insert
© Shim Pin
© Shim
C Nut
~ Wrench

Clamp on System

© Wrench
‘ Screw
© Clamp
© Spring
C Insert

© Wrench
‘ Screw
¢ Shim

Multi Lock System

© Wrench
© Clamp
* Screw
© Wrench
© Insert
© Shim Pin
© Shim

Screw on System

 Wrench
‘ Screw
© Insert
© Wrench
¢ Screw
¢ Shim




B Double Clamp System

DCBNRI/L

WF

LF

T 3 75°
HF H * R type holder
CNLIL] —
(mm)
Stock Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designati LH LF WF HF B H HAN ;
esignation = D insert @ W @ %
DCBNR/L 2020-K12 e o | 31 125 17 20 20 20 R/L
2525-M12 e o 31 150 22 25 25 25 R/L |CNCIJ1204[J[1| CVH4 CHX0518 SC44V FTKA0410 SPR0714 HW30P
3225-P12 ° 31 170 22 32 25 32 R/L
2525-M16 38 150 22 25 25 25 R/L
3232-P16 38 170 27 32 30 32 RIL CNLI[1606[][1| CVH5 CHX0622 SC54V FTNA0511 SPR0811 HW40L
3232-P19 e o 43 170 27 32 32 32 R/L
4040-S19 23 250 a5 40 40 40 RIL CNOI[1906[J[] | CVHB6 CHX0622 SC63V FTNA0511 SPR0811 HWA40L
9 Applicable inserts B5 ~ B12 o : Stock item
DCKNR/L T *
@ we | 50(|© j
LH
LF
T 75°
HF H * R type holder
CNLIL] ot
(mm)
- Stock i e e e B A Applicable Clamp ClampScrew Shim  ShimScrew  Spring Wrench
esignation ~n insert 9 W s @ %
DCKNR/L 2020-K12 21 125 25 20 20 20 R/L
2525-M12 e o 21 150 32 25 25 25 R/L | CNCI1204000] | CVH4 CHX0518 SC44V FTKA0410 SPR0714 HW30P
3225-P12 21 170 32 32 25 32 R/L
3232-P16 26 170 40 32 32 32 R/IL
4040-S16 % 250 50 m 40 0 AL CNLI[J1606[][1| CVH5 CHX0622 SC54V FTNA0511 SPR0811 HW4OL
9 Applicable inserts B5 ~ B12 e : Stock item
DCLNR/L B
D - Sl
-
T T 95°
HF : * R type holder
CNLIL] —1
(mm)
Stock Applicable Clamp Clamp Screw  Shim  ShimScrew  Spring Wrench
Designation LH LF WF HF B H HAND ;
onat R|L insert ﬁ @W @ y/\
DCLNR/L 2020-K09 245 125 25 20 20 20 RIL
2525-M09 245 150 2 25 5 25 RL CNLJJ0903[J[1| CVH3 CHX0415 SC32V FTKA0307 SPR0510 HW25P
2020-K12 e e 30 125 25 20 20 20 RIL
2525-M12 e e | 30 150 32 25 25 25 RIL
3225.p12 el o] 30 170 30 2 25 2 RL CNOJ[J1204[J0J | CVH4 CHX0518 SC44V FTKA0410 SPR0714 HW30P
3232-P12 e o | 30 170 40 32 32 32 RIL
2525-M16 e o 36 150 32 25 25 25 RIL
3225-P16 e o 36 170 32 32 25 32 RIL |CNLI[J1606[][1| CVH5 CHX0622 SC54V FTNA0511 SPR0811 HW40L
3232-P16 e o | 39 170 40 32 32 32 RIL
2525-M19 40 150 32 25 25 25 RIL
3225-P19 40 170 32 32 25 32 RIL
3232-P19 eole| 4 170 40 2 2 2 RIL CNLI[J1906[][]| CVH6 CHX0622 SC63V FTNA0511 SPR0811 HW40L
4040-S19 e o 40 250 50 40 40 40 R/IL

29 Applicable inserts B5 ~ B12
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Double Clamp System

DDJNR/L ) 1 =
L £ A
— [ \ -+
o+’ LH o
LF
T 93°
HF H
* R type hold:
DN DD Y| olaer
(mm)
Stock Applicable Clamp Clamp Screw  Shim  ShimScrew  Spring Wrench
Designation LH LF WF HF B H HAND .
g R|L insert =3 @W @ &
DDJNR/L 2020-K11 e o 30 125 25 20 20 20 RIL
2525-M11 e o 30 150 32 25 25 25 R/L
3225-p11 30 170 2 2 25 2 AL DNLICJ1104[J[] | CVH3 CHX0415 SD32V FTKA0307 SPR0510 HW25P
3232-P11 30 170 40 32 32 32 R/IL
2020-K15 e o 35 125 25 20 20 20 RIL
2525-M15 e o 35 150 32 25 25 25 R/IL
3225.P15 ° 3 170 2 2 25 2 AL DNLJCJ1506[][] | CVH4 CHX0518 SD43V FTKA0410 SPR0714 HW30P
3232-P15 e o 35 170 40 32 32 32 R/IL
2020-K15-3 (@ (@ | 35 125 25 20 20 20 RIL
2525-M15-3 (@ (@ | 35 150 32 25 25 25 RIL |DNCI[J1504000 | CVH4 CHX0518 SD44V FTKA0410 SPR0714 HW30P
3232-P15-3 | o 35 170 40 32 32 32 RIL
29 Applicable inserts B13 ~ B18 e : Stock item
DSBNR/L J e B J
- [N
o)
24 »
LF
l 7[ 75°
HF H * Rtype holder
SN o
(mm)
Stock Applicable Clamp Clamp Screw  Shim  ShimScrew  Spring Wrench
Designation LH LF WF HF B H HAND .
9 R L insert @ @ @ ?/‘*’
DSBNR/L 2020-K09 25 125 17 20 20 20 RIL
2525-M09 25 150 o 25 25 25 RIL SNLI[J0903[J] | CVH3 CHX0415 SS32V FTKA0307 SPR0510 HW25P
2020-K12 32 125 17 20 20 20 RIL
2525-M12 o o 31 150 22 25 25 25 R/IL
N 1204 VH4  CHX051 44V FTKA041
3225.p12 ° 3 170 2 32 25 30 RIL SNLI[12040J] | C CHX0518 SS 0410 SPR0714 HW30P
3232-P12 32 170 27 32 32 32 R/L
2525-M15 38 150 22 25 25 25 RIL
3225-P15 38 170 22 32 25 32 R/L | SNOI1506[J] | CVH5 CHX0622 SS54V FTNA0511 SPR0811 HW40L
3232-P15 38 170 27 32 32 32 RIL
3232-P19 43 170 27 32 32 32 R/L
4040-S19 43 250 35 20 40 20 RIL SNCI[1906[J] | CVH6 CHX0622 SS64V FTNA0511 SPR0811 HW40L
2 Applicable inserts B20 ~ B28 o : Stock item
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B Double Clamp System

DSDNN T 4
m R °
/\ -
45°
LH v
- j 45°
HF H
SN
(mm)
i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation Stock| LH LF WF HF B H HAND insert @ W @ @ %
DSDNN 2020-K09 26.55 125 10 20 20 20 N | SNLJJ0903[J[] | CVH3 CHX0415 SS32V FTKA0307 SPR0510 HW25P
2020-K12 o 33 125 10 20 20 20 N
2525-M12 ° 33 150 125 25 25 25 N
3225.P12 o 33 170 125 a2 o5 a2 N SNCJ[11204[JJ | CVH4 CHX0518 SS44V FTKA0410 SPR0714 HW30P
3232-P12 o 33 170 16 32 32 32 N
2525-M15 394 150 125 25 25 25 N
3232-P15 397 170 16 ) 32 32 N SNOJ1506[JC] | CVH5 CHX0622 SS54V FTNA0511 SPR0811 HW25P
3232-P19 o 445 170 16 32 32 32 N
4040-S19 5 250 20 20 40 40 N SNOICI1906[ ] | CVHE6 CHX0622 SS64V FTNA0511 SPR0811 HWA40L
9 Applicable inserts B20 ~ B28 e : Stock item
DSKNR/L ) < *
WF | 75° E
77‘ L LF
1 j 75°
HF H
* R type holder
SN L
(mm)
o . Stock M e e e B ) Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
esignation h
g R L insert ﬁ @W \\"?’\ @ %\
DSKNR/L 2020-K09 20 125 25 20 20 20 R/L | SNLJ[J0903[JL] | CVH3 CHX0415 SS32V FTKA0307 SPR0510 HW25P
2020-K12 e 0| 215 125 25 20 20 20 R/L
2525-M12 | o 23 150 32 25 25 25 R/ |SNOJUJ12040007| CVH4 CHX0518 SS44V FTKA0410 SPR0714 HW30P
3232-P12 L] 23 170 40 32 32 32 R/L
3232-P15 28 170 40 32 32 32 R/L | SNLJ[J1506[ ]| CVH5 CHX0622 SS54V FTNA0511 SPR0811 HW40L
3232-P19 35 170 40 32 32 32 R/L
4040-S19 35 250 50 40 40 40 RIL SNOICI1906[ ] | CVH6  CHX0622 SC64V FTNA0511 SPR0811 HWA40L
29 Applicable inserts B20 ~ B28 e : Stock item
45°
LF
T 45°
HF H
* R type holder
SNLIL]
(mm)
P . Stock m 1 e e 8 P Applicable Clamp ClampScrew Shim  ShimScrew  Spring Wrench
esignation 1
9 R|L insert @ @W \\"?’\ @ %
DSSNR/L 2020-K09 28.5 125 25 20 20 20 R/L | SNLILI0903L1C] | CVH3  CHX0415 SS32V FTKA0307 SPR0510 HW25P
2020-K12 e o 35 125 25 20 20 20 R/L
2525-M12 e o | 35 150 32 25 25 25 R/L
3205.P12 o 35 170 32 a2 25 a2 RIL SNCIJ[1204[JJ | CVH4 CHX0518 SS44V FTKA0410 SPR0714 HW30P
3232-P12 o 35 170 40 32 32 32 R/L
2525-M15 38.5 150 32 25 25 25 R/L
3232-P15 384 170 40 30 30 32 RIL SNLI11506[J] | CVH5 CHX0622 SS54V FTNA0511 SPR0811 HW40L
3232-P19 o 46 170 40 32 32 32 R/L
4040-S19 6 250 50 40 20 40 RIL SNOII1906[JC] | CVHE6 CHX0622 SS64V FTNA0511 SPR0811 HWA40L

9 Applicable inserts B20 ~ B28
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Double Clamp System B

DTFNR/L

3
o
-
"

LF

T 90°
HF : * R type holder
TNOIO —
(mm)
e . Stock m 1 Applicable Clamp  Clamp Screw  Shim Shierew Spring Wrench
esignation = F WF HF B H HAND S ﬁ @W @ %
DTFNR/L 2020-K16 235 125 25 20 20 20 R/L
2525-M16 235 150 32 25 25 25 R/L | TNLILJ1604010] | CVH3 CHX0415 ST32V FTKA0307 SPR0510 HW25P
3232-P16 235 170 40 32 32 32 R/L
2525-M22 33 150 32 25 25 25 R/L
3225-P22 33 170 32 32 25 32 R/L | TNO[J22040000 | CVH4 CHX0518 ST44V FTKA0410 SPR0714 HW30P
3232-P22 33 170 40 32 32 32 R/L
9 Applicable inserts B29 ~ B36 ® : Stock item

DTGNR/L :
RN K
-
o/
LH
LF
7| *' 90°
HF H
* R type holder
TNLIL] —!
(mm)
i . Stock Applicable Clamp Clamp Screw  Shim  ShimScrew  Spring Wrench
Designation I LH LF WF HF B H HAND  d— ﬁ @ ) @ y
DTGNR/L 2020-K16 245 125 25 20 20 20 R/L
2525-M16 245 150 32 25 25 25 R/L | TNCICI160400C1 | CVH3 CHX0415 ST32V FTKA0307 SPR0510 HW25P
3232-P16 245 170 40 32 32 32 R/L
2525-M22 326 150 32 25 25 25 R/L
3225-P22 326 170 32 32 25 32 R/ |TNOJJ22040J] | CVH4 CHX0518 ST44V FTKA0410 SPR0714 HW30P
3232-P22 326 170 40 32 32 32 RIL
9 Applicable inserts B29 ~ B36 o : Stock item

DVJNR/L 7 E
= RS
- >
LF
T o 93°
HE H * R type holder
VNLILC] o o
(mm)
Stock Applicable Clamp ClampScrew Shim  ShimScrew  Spring Wrench

Designation RIL LW LF WF HF B Al L insert @ @W @ @ y

DVJNR/L 2020-K16 ® o 415 125 25 20 20 20 R/L
2525-M16 ® o 415 150 32 25 25 25 R/L | VNLI[J1604(][] | CVH3V CHX0518 SV32V FTNA03508 SPR0714 HW30P
3232-P16 ® o 415 170 40 32 32 32 R/L

2 Applicable inserts B37 ~ B38 o : Stock item
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B Double Clamp System

DVVNN =30 WFL — b—«EU

72.5° -
- [o)
LF L]

f— ]

HFT TI 72.5°
VNI —

(mm)

Clamp ClampScrew Shim  ShimScrew  Spring Wrench

Designation Sock LH LF WF HF B H Hap #PPlcable L &
U

DVVNN 2020-K16 40 125 10582 20 20 20 N
2525-M16 ° 40 150 1308 25 25 25 N [ VNLICJ16040]0) | CVH3V CHX0518 SV32V FTNA03508 SPRO714 HW30P
3232-P16 40 170 1658 32 32 32 N

9 Applicable inserts B37 ~ B38 o : Stock item

DWLNR/L :

i - e 1 g

T / %°

LH .
j 95°
* R type holder
WN[I]
(mm)
Stock : Clamp ClampScrew Shim  ShimScrew  Spring  Wrench
Designation LH LF WF HF B H Hanp Applicable

L insert @ @ @ y

R
DWLNR/L 2020-K06 e e 265 125 25 20 20 20 R/L
WNOICJ0604)1| CVH3  CHX0415 SW32V FTKA0307 SPR0510 HW25P
2525-M06 e o 26 150 32 25 25 25 R/L
2020-K08 e o 32 125 25 20 20 20 R/L
WNLI[]0804 CVH4 CHX0518 SW44V FTKA0410 SPR0714 HW30P
2525-M08 e o 32 150 32 25 25 25 R/L H- -
9 Applicable inserts B39 ~ B43 ® : Stock item
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Lever Lock System B

PCBNR/L

75° -+ ©
LH
LF
ﬁ 75°
HF
* R type holder
CNOIOI ’
(mm)
i . Stock Applicable Lever Screw Shim Shim Pin Wrench  ShimPinPunch
Designation = LH LF  WF HF B H HAND insert @/ ﬁ %
PCBNR/L 2020-K12 e o 27 125 17 20 20 20 R/L
2525-M12 e o 27 150 22 25 25 25 R/L |CNLI[J12040J0J| Lv4  VHX0821 SC42 SP4 HW30L  LSPS4
3225-P12 e o | 27 170 22 32 25 32 R/L
2525-M16 e o 33 150 22 25 25 25 R/L
LV! VHX082
3232-P16 e o 33 170 27 32 32 32 RIL CNUIC1606[ 1] 5 0825 SC53 SP5 HW30L  LSPS6
3232-P19 e o 36 170 27 32 32 32 R/L
CN LV6N VHX1027N SC63N  SP6N
4040-S19 e /e 38 250 35 40 40 40 R/L HH190600 HWAOL  LSPS6
4040-S25 e e 47 250 35 40 40 40 R/L | CNJ[J250901[] LVBN VHX1236N SCBIN  SP8N HWS0L  LSPSS
4040-S25-5 47 250 35 40 40 40 R/L | CNLI[J2507(1C]
5050-T25 e e 47 300 43 50 50 50 R/L | CNJJ25090J(J | LV8N VHX1236N SC84N  SP8N HW50L  LSPS8
2 Applicable inserts B5 ~ B12 ® : Stock item
C ﬁ WF | 75° @ o
LH *
LF
75°
K * R type holder
CNLILJ
(mm)
X . Stock Applicable Lever Shim  ShimPin  Wrench  StimPinPunch
Designation Pl LH LF  WF HF B H HAND Toeers @ /\, %
PCKNR/L 2020-K12 e o | 27 125 25 20 20 20 R/L
2525-M12 e o 27 150 32 25 25 25 R/L |CNLJLJ12040JLJ | Lv4  VHX0821 SC42 SP4 HW30L LSPS4
3225-P12 30 170 32 32 25 32 R/L
3232-P16 33 170 39 32 32 32 R/L
CNLI[11606 LV5 VHX0825 SC53 SP5 HW30L H
4040-S16 33 250 50 40 40 40 R/L o Ho W30k
29 Applicable inserts B5 ~ B12 e : Stock item
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B Lever Lock System

PCLNR/L

WF

l b o) © o)
J95° - ©
LH F
F 95°
HF H
CN D D * R type holder
(mm)
Deslgnatian SF:m:-k TR R B W HAND Api'r)]gz?tble Lever  Screw Shim  Shim Pin ;;ni s&m;ch
PCLNR/L 1616-H09 ° 22 100 20 16 16 16 R/L
2020-K09 o o 22 125 25 20 20 20 R/L |CNLJJ0903[J]| LV3 VHX0617 SC32 SP3  HW25L LSPS3
2525-M09 e o 22 150 32 25 25 25 R/L
1616-H12 e o 28 100 20 16 16 16 R/L
2020-K12 e o 28 125 25 20 20 20 R/L
2525-M12 e o 28 150 32 25 25 25 R/L |CNLJJ1204[J]| LV4 VHX0821 SC42 SP4  HW30L LSPS4
3225-P12 e o 28 170 32 32 25 32 R/L
3232-P12 e o 28 170 32 32 32 32 R/L
2525-M16 o o 32 150 32 25 25 25 R/L
3232.P16 ele| 33 170 40 3 3 32 RIL CNOJ[1606[JC] | LV5 VHX0825 SC53 SP5  HW30L LSPS5
2525-M19 e o 36 150 32 25 25 25 R/L
3225-P19 [ 36 170 32 32 25 32 R/L
3232-P19 e o 36 170 40 32 32 32 R/L |CNOJJ1906[J] | LV6N VHX1027N SC63N SP6N  HW40L LSPS6
4040-P19 e o 36 170 50 40 40 40 R/L
4040-S19 e o 36 250 50 40 40 40 R/L
4040-S25 e o 47 250 50 40 40 40 R/L
5050-T25 e o &0 300 60 50 50 50 RIL CNOIJ[125090J0] | LVBN VHX1236N SC84N SP8N  HW50L LSPS8
4040-S25-5 47 250 50 40 40 40 R/L
5050-S25-5 47 250 60 50 50 50 RIL CN[J[J25070]7 | LVBN VHX1236N SC84N SP8N HW50L LSPS8
D Applicable inserts B5 ~ B12 e : Stock item
PDJNR/L . B
0/®
4/‘93°
LH
LF
F 93°
Hr H * R type holder
DN
(mm)
DesIoaate SF:ocI:-k R T B H  HAND Aﬁﬂgﬁ?:ﬂe Lever Sc Shim  Shim Pin % S&m;h
PDJNR/L 1616-H11 e o 25 100 20 16 16 16 R/L
2020-K11 e o 25 125 25 20 20 20 R/ |DNOJO104[J(1| LV3 VHX0617 SD317  sp4 HW30L  LSPS4
2525-M11 e e | 30 150 30 25 25 25 R/L
2020-K15 e o 35 125 25 20 20 20 R/L
2525-M15 e o 35 150 32 25 25 25 R/L
3205.p15 ole| 35 170 32 32 25 32 RIL DNLCICJ1506[J] | LV4B VHX0821 SD42 SP4 HW30L LSPS4
3232-P15 e o | 35 170 40 32 32 32 R/L
2020-K15-3 | @ 35 125 25 20 20 20 R/L
2525-M15-3 (e (@ | 35 150 32 25 25 25 R/L |DNO[J15040JJ| Lv4 VHX0821 SD42 SP4 HW30L LSPS4
3232-P15-3 35 170 40 32 32 32 R/L
2 Applicable inserts B13 ~ B18 o : Stock item
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Lever Lock System B

PDNNR/L g s :
62.5° - é y
LH ©Y
LF
] 62.5°
HF H * R type holder
DNLIL]
(mm)
. . Stock Applicable Lever Screw Shim Shim Pin Wrench  ShimPin Punch
Designation = LH LF WF HF B H HAND - @,@\;&N EB ﬁ %

PDNNR/L 2020-K15 ® 37 125 8 20 20 20 RL
2525-M15 e o 37 150 125 25 25 25 R/L
[ ]

DN[J[1506[ (]| LV4B VHX0821 SD42 SP4 HW30L LSPS4

3232-P15 37 170 16 32 32 32 R/L
4025-M15 37 150 125 40 25 40 R/L
2525-M15-3 | ® 37 150 125 25 25 25 R/L
DN 1504 Lv4
4025-M15-3 37 150 125 40 25 40 RIL H01504000] VHX0821 SD42 SP4 HW30L LSPS4
9 Applicable inserts B13 ~ B18 e : Stock item

PRDCN i wr | @ji .

LF ©

HF ﬁr H
RCMX

(mm)
et . Applicable Lever Scw Shim Shim Pin Wrench  ShimPinPunch
esignation Stock| LH LF WF HF B H HAND - f@ ﬁ

PRDCN 2020-M10 ° 22 150 10 20 20 20 N RCMX1003M0 | LR10 VHX0514 SR10 SP3 HW20L LSPS3
2525-M10 ° 24 150 125 25 25 25 N
2525-M12 (] 24 150 125 25 25 25 N
2020-K12 (] 24 125 10 20 20 20 N RCMX1204M0 | LR12 VHX0617 SR12 SP3  HW25L LSPS3
3225-Q12 L] 24 180 125 32 25 32 N
2525-Q16 ° 30 180 125 25 25 25 N
3225-Q16 o 30 180 125 32 25 32 N RCMX1606MO0 | LR16 VHX0621 SR16 SP4  HW25L LSPS4
3232-Q16 o 35 180 16 32 32 32 N
3232-Q20 o 40 180 16 32 32 32 N RCMX2006M0 | LR20 VHX0823 SR20 SP20 HW30L LSPS5
4040-S25 ° 42250 20 40 40 40 N RCMX2507M0 | LR25 VHX1030 SR25 SP6N  HW40L LSPS6
4040-T25 ° 42 300 20 40 40 40 N
5050-U32 (] 52 350 25 50 50 50 N RCMX3209M0 | LR32 VHX1236 SR32 SP8N  HW50L LSPS8
2 Applicable inserts B54, B77 o : Stock item
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B Lever Lock System

PRGCR/L iy | |
- © \ §
LF
\:{ * R type holder
HF H
RCMX
(mm)
i i Stock Applicable Lever Shim Pin Wrench  Shim Pin Punch
Designation RIL LH LF WF HF B H HAND insert @ P %
PRGCR/L 2020-K10 bl e 125 25 20 20 20 AL RCMX1003M0 | LR10 VHX0514 SR10 SP3 HW20L LSPS3
2525-M10 °o o - 150 32 25 25 25 RIL
2020-K12 o o 125 25 20 20 20 RL
2525-M12 ® o = 150 32 25 25 25 R/ | RCMX1204MO | LR12 VHX0617 SR12 SP3  HW25L LSPS3
3225-P12 o o 170 32 32 25 32 RL
252516 21e . 150 32 25 25 25 AL RCMX1606M0 | LR16 VHX0621 SR16 SP4 HW25L  LSPS4
3225-P16 o o 170 32 32 25 32 RL
3232-P20 o o = 170 40 32 32 32 R/ | RCMX2006M0 | LR20 VHX0823 SR20  SP5-1  HW30L LSPS5
4040-S25 ® o 250 50 40 40 40 R/ | RCMX2507M0 | LR25 VHX1030 SR25 ~SP6N  HW40L LSPS6
9 Applicable inserts B54, B77 o : Stock item
0 (5o
_/7F5° - @
LH ©
LF
T 75°
HF * R type holder
SN
(mm)
i i Stock Applicable Lever Shim Shim Pin Wrench  Shim Pin Punch
Designation RIL LH LF WF HF B H HAND — @ 7 %
PSBNR/L 1616-H09 e 21 100 13 16 16 16 RIL
2020-K09 23 125 17 20 20 20 AL SNLI10903[JC]| LV3  VHX0617 SS32 SP3 HW25L LSPS3
2020-K12 e 28 125 17 20 20 20 RL
2525-M12 e 28 150 22 25 25 25 RL
3225-P12 o 28 170 22 32 25 32 RL SN[J[11204[J(1 | Lv4  VHX0821 SS42 SP4 HW30L LSPS4
3232-P12 28 170 27 32 32 32 RL
2525-M15 e e 3 150 22 25 25 25 RL
3232-P15 ele| 35 170 27 32 3 2 AL SNLICI1506[J] | LV5 VHX0825 SS53 SP5 HW30L LSPS5
3232-P19 e e | 415 170 27 32 32 32 RL
4040-S19 o o 415 250 35 40 40 0 AL SNLIC906[ 11| LVBN VHX1027N SS63N  SP6N  HWA40L LSPS6
4040-S25 e e 46 250 35 40 40 40  R/L |SNOJ25070]0]
4040-S25-6 |® (o | 46 250 35 40 40 40 R/ | SNLI[I2509( 11
5050-T25 |e e| 46 300 43 50 50 50 R |SNLigso7i]) Lo V120N SSBANSPON - HWSOL LSPSs
5050-T25-6 (@ ®| 46 300 43 50 50 50  R/L |SNI[I25090](]

29 Applicable inserts B20 ~ B28
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Lever Lock System B

PSDNN TR B
<« LO
150
LH ©
LF
FV J *
HF H
SNLILJ
(mm)
i i Applicable Lever Screw Shim  ShimPin ~ Wrench  ShimPinPunch
Designation Stock| LH LF WF HF B H  HAND i : V) @ @ P %
PSDNN 1616-H09 o 22 100 8 16 16 16 N | SNLICJ0903[J]| LV3  VHX0617 SS32 SP3 HW25L  LSPS3
2020-K12 o 30 125 10 20 20 20 N
2525-M12 (] 30 150 125 25 25 25 N
3225.p12 o 20 e e 3 - SNCI[M1204[J]| Lv4 VHX0821 SS42 SP4 HW30L LSPS4
3232-P12 o 40 170 16 32 32 32 N
2525-M15 ° 40 150 125 25 25 25 N
3232.P15 40 170 16 2 32 32 N SNLI[15060J1| LV5 VHX0825 SS53 SP5 HW30L LSPS5
3225-P19 415 170 125 32 25 32 N
3232-P19 o 415 170 16 32 32 32 N | SNOJOJ1906L10] | LVEN VHX1027N SS63N  SP6N  HW40L LSPS6
4040-S19 o 40 250 20 40 40 40 N
4040-S25 o 48 250 20 40 40 40 N
5050-T25 ° 54 300 25 50 50 50 N SNI[125070J] | LVBN VHX1236N SS84N  SP8N  HW50L LSPS8
4040-S25-6 o 48 250 20 40 40 40 N
5050-T25-6 o 50 300 25 50 50 50 N SNOJ[J250900(7 | LVBN VHX1236N SS84N  SP8N  HW50L LSPS8
2 Applicable inserts B20 ~ B28 ® : Stock item

PSKNR/L : |
wE| o ©
o o
LH 9
LF
1 |
SNLICI ype holder
(mm)
i . Stock Applicable Lever Screw Shim Shim Pin Wrench  ShimPin Punch
Designation RIL LH LF WF HF B H HAND i ) @ @ 7 %
PSKNR/L 1616-H09 17 100 20 16 16 16 RIL

SNLJJ0903(J[J| LV3 VHX0617 SS32  SP3  HW25L LSPS3

2020-K09 L4 20 125 25 20 20 20 RL
2020-K12 e o 23 125 25 20 20 20 RL
2525-M12 26 150 32 25 25 25 R/ |SNON2040J0J| Lv4 VHX0821 SS42  SP4  HWS30L LSPS4
3232-P12 26 170 40 32 32 32 RL

2525-M15 ° 28 150 32 25 25 25 R/L

3232.P15 o o 170 40 32 32 32 RIL SNLIC1506[JC] | LV5  VHX0825 SS53 SP5 HW30L LSPS5
sesaibils) eje| 415 170 40 82 32 82 RIL SNOJO1906[]] | LVEN VHX1027N SS63N  SP6N  HW40L LSPS6
4040-S19 e o 415 250 50 40 40 40 R/L

4040-S25 [ 44 250 50 40 40 40 R/L | SNOJ[2507000]

4040-S25-6 (o | o | 46 250 50 40 40 40 R/L | SNOJJ25090007 | LVBN VHX1236N SS84N  SP8N HW50L  LSPS8
5050-T25-6 |® e | 375 300 60 50 50 50 R/L | SNOI[12509000]

2 Applicable inserts B20 ~ B28 o : Stock item
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B Lever Lock System

PSSNR/L | ; B *
WF © A
3 - O, ©
= %
tH LF
ﬁ 45°
HF H * R type holder
SN
(mm)
i i Stock Applicable Lever Screw Shim Shim Pin Wrench  Shim Pin Punch
Designation RIL LH LF WF HF B H HAND insert @ @ P %
PSSNR/L 1616-H09 L] 25 100 20 16 16 16 R/L | SNOJJ0903JC]| LV3  VHX0617 SS32 SP3 HW25L  LSPS3
2020-K12 e o | 30 125 25 20 20 20 R/L
2525-M12 e o 36 150 32 25 25 25 R/L
3225P12 | e o5 170 32 a0 25 ap  mu |SNDU2040000) Lv4 Vxoset Ss42  SP4 HWSOL LSPS4

3232-P12 40 170 40 32 32 32 RL

2525-M15 o 32 150 32 25 25 25 R/

3232.P15 e o 40 170 40 32 32 2 AL SNJC1506[11 | LV5  VHX0825 SS53 SP5 HW30L LSPS5
3232-P19 o 415 170 40 32 32 32 RL

4040-R19 ° 50 200 50 40 40 40 R/ |SNLJO19060J0J | LVEN VHX1027N SS63N SP6N  HW40L LSPS6
4040-S19 ® o 50 250 50 40 40 40 RIL

4040-S25 o 48 250 50 40 40 40 R/ | SNOJLJ25070]0]

LV8N VHX1236N SS84N  SP8N  HW50L LSPS8

4040-S25-6 o o | 48 250 50 40 40 40 R/L | SNLJ12509010]
9 Applicable inserts B20 ~ B28 ® : Stock item

{ 'v WE| g OE© B 4
(¢
H ©
LF
| 90°
TN D D HF H * R type holder
(mm)
i i Stock Applicable Lever Screw Shim Shim Pin Wrench  Shim Pin Punch
Designation RIL LH LF WF HF B H HAND — D @ o %
PTFNR/L 1616-H16 e o 20 100 20 16 16 16 R/L
2020-K16 e o 20 125 25 20 20 20 R/L | TNOJO160400C] | Lv3  VHX0617 ST317 SP3  HW25L LSPS3
2525-M16 e e 20 150 32 25 25 25 R/L
2525-M22 e o 25 150 32 25 25 25 R/L
3232.p22 ° 25 170 40 32 32 32 RIL TNCJ2204(J(] | Lv4 VHX0821 ST42 SP4 HW30L LSPS4
3232-P27 34 170 40 32 32 32 R/L
4040-S27 34 250 50 40 40 40 RIL TNOOJ27060JL] | LV5 VHX0825 ST53 SP5 HW30L LSPS5
2 Applicable inserts B29 ~ B36 e : Stock item

101 @ Turning



Lever Lock System B

GNR/ A B
—7J O —|O
e ©
LH
LF
T 90°
Hr . * R type holder
TN
(mm)
i . Stock Applicable Lever Screw Shim Shim Pin Wrench  ShimPinPunch
Designation RIL LH LF WF HF B H  HAND i V) f@ P %
PTGNR/L 1212-F11 o 18 80 16 12 12 12 RIL
1616-H11 (] 18 100 20 16 16 16 RL
2020-K11 19 125 25 20 20 20 RL TNOJCM1030J0) | LV2  VHX0509B - - HW20L
2525-M11 20 150 32 25 25 25 RL
1616-H16 o 20 100 20 16 16 16 R/L
2020-K16 e o 20 1256 25 20 20 20 RL
2525-M16 el o] 20 150 32 25 25 25 AL TNOICI1604000] | LV3  VHX0617 ST317  SP3 HW25L  LSPS3
3232-P16 ° 20 170 40 32 32 32 R/L
2525-M22 o 28 150 32 25 25 25 R/L
3232.p22 ole| 28 170 0 32 3 32 RIL TNCIC2204000] | Lv4  VHX0821 ST42 SP4 HW30L LSPS4
3232-P27 ° 33 170 40 32 32 32 RIL
4040-S27 3 250 50 0 40 0 BL TNOO270600] | LV5 VHX0825 ST53 SP5 HW30L LSPS5
2 Applicable inserts B29 ~ B36 o : Stock item

PTTNR/L B
“fe
LF
. 60°
* R type holder
TN
(mm)
X . Stock Applicable Lever Shim Shim Pin Wrench  ShimPin Punch
Designation RIL LH LF WF HF B H HAND insert @ P %
PTTNR/L 1616-H16 25 100 13 16 16 16 R/L
2020-K16 (] 25 125 17 20 20 20 R/L | TNLICI1604000C1 | Lv3 VHX0617 ST317 SP3  HW25L LSPS3
2525-M16 [ 32 150 22 25 25 25 R/L
2525-M22 ° 32 150 22 25 25 25 R/L | TNOJJ22040(1 | Lv4 VHX0821 ST42 SP4 HW30L LSPS4
2 Applicable inserts B29 ~ B36 o : Stock item

PWLNR/L

A+
S rECA y 95°

- LF

WNLIL] Fig. 1 Fig. 2 e ag
(mm)
P . Stock Applicable Lever Sc Shim  ShimPin  Wrench  ShimPin Punch .
esignation RIL LH LF WF HF B H HAND insert @‘3\‘\ @ 7 % Fig.
PWLNR/L 1616-H06 e o 20 100 20 16 16 16 R/L
2020-K06 e o 20 125 25 20 20 20 R/L |WNLIJ0604[d]| LV3 VHX0617 SW317 SP3  HW25L LSPS3 | 1
2525-M06 e o 20 150 32 25 25 25 R/L
2020-K08 e o 26 125 25 20 20 20 R/L
2525-M08 e o 30 150 32 25 25 25 RIL WNOCJ0804L11| Lv4 VHX0821 SW42 SP4  HW30L LSPS4 | 2
2 Applicable inserts B39 ~ B43 o : Stock item
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B Wedge Clamp System

WTENN T
€@ B
60° -
LH
LF
Jﬁ_\ 60°
HF H
TN
(mm)
Applicable WedgeClamp ~ Screw  StopperRing  Shim  Shim Pin Nut Wrench
Designation Stockl LH LF WF HF B H HAND insert % M @ M @ P
WTENN 2020-K16 o 36 125 10 20 20 20 N SP3M-1
N 1604 MH6R6 MHX0626 ER04 ST32M N0407 HWB30L
2525M16 | e | 36 150 125 25 25 25 N | | 1604LIT] CHHGRG NHX0E26 ERO4 ST3 0407 HIS0
2525-M22 ° 42 150 125 25 25 25 N
TNLIJ2204 CMH6R1 MHX0626 ER04 ST43M SP4M N0508 HW30L
3232-P22 ° 42 170 16 32 32 32 N . o
29 Applicable inserts B29 ~ B36 e : Stock item
WTJNR/L ﬁ :
WF =
- A S
‘99‘
LH "
l 93°
HF H
* R type holder
TNOIO
(mm)
PN Stock i T - o Applicable WedgeClamp ~ Screw  StopperRing  Shim  Shim Pin Nut Wrench
9 RIL insert % M ) M @ 7
WTJNR/L 2020-K16 e/e®| 33 125 25 20 20 20 RL SP3M-1
2525-M16 e/ e 33 150 32 25 25 25 R/ |TNUO16040C]| CMH6R6 MHX0626 ER04 ST32M SPaM N0407 HW30L
3232-P16 e e 33 170 40 32 32 32 RL
g e o | 40 150 32 25 25 25 R/L
2xzx:Maz TNLICI22040000 | CMHBR1 MHX0626 ER04 ST43M SP4M N0508 HW30L
3232-P22 e|/e| 40 170 40 32 32 32 RL
2 Applicable inserts B29 ~ B36 o : Stock item
ﬁ L B 2
-
LF
105°
HF H
* R type holder
TNOIO
(mm)
DU Stock i = o - o Applicable WedgeClamp ~ Screw  StopperRing  Shim  Shim Pin Nut Wrench
9 RIL insert % M ) M @ 7
WTXNR/L 2020-K16 e e 30 125 25 20 20 20 RIL SP3M-1
2525-M16 e e 33 150 32 25 25 25 R/L |TNO16040J0]|CMH6R6 MHX0626 ER04 ST32M N0407 HW30L
SP3M
3232-P16 33 170 40 32 32 32 R/L

9 Applicable inserts B29 ~ B36
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Wedge Clamp System B

WF @ B
ﬁﬂ ° © f
u - | B2
l 95°
HF H * R type holder
WNCIC] ’
(mm)
. . Stock Applicable WedgeClamp ~ Screw ~ StopperRing  Shim  ShimPin  Nut Wrench
Designation RIL LH LF WF HF B H HAND insert % M @ M @ o~
WWLNR/L 2020-K08 e e 32 125 25 20 20 20 RL CMHBRIL3 SP2Mm M0
2525-M08 e e 33 150 32 25 25 25 R/ |WNLJ[J0804Ll[]| CMH6R2 MHX0630 CR05 SW43M SPam N0508 HWA0L
3232-P08 e e 33 170 40 32 32 32 RL CMHBR2
29 Applicable inserts B39 ~ B43 e : Stock item
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B Clamp on System

LII@ WF © B
\S
% e
o LH
LF
T 93°
KN D D HF A * R type holder
(mm)
Applicable Clamp  ClampScrew  Spring Shim  Pin+Spring ShimScrew ~ Wrench
Designation Stock| LH LF WF HF B H HAND a— @ @ @ &@ @ P
CKJNR  2020-K16 ° 32 125 25 20 20 20 R
2525-M16 ® 32 150 32 25 25 25 R
3225-M16 32 150 32 32 32 32 R PNO0515 HW20L
KNCICJ16040]
3225-P16 o 2 170 32 32 32 32 R NCIJ16040J0JR| CTHBR1 CHX0625 SR3  SK33C SRa SHX0310 HW4oL
3232-P16 o 32 170 40 32 32 32 R
4040-R16 o 32 200 50 40 40 40 R
CKJNL 2020-K16 (] 32 125 25 20 20 20 L
2525-M16 ® 32 150 32 25 25 25 L PNO0515 HW20L
KN
3232-P16 o 32 170 40 32 32 32 L [J[11604L10IL| CTH6L1 CHX0625 SR3 SK33CL SRa SHX0310 HW40L
4040-R16 32 200 50 40 40 40 L
2 Applicable inserts B19 e : Stock item
CKNNR/L & <) :
62.5°
LH
LF
T 62.5°
H : * R type holder
KNCI[C
(mm)
Applicable Clamp  Clamp Screw  Spring Shim  Pin+Spring ShimScrew ~ Wrench
Designation Stockf LH LF WF HF B H HAND [ @ @ @ &@ @ P
CKNNR 2525-M16 (] 25 150 143 25 25 25 R | PNO515 HW20L
3232.P16 2 170 168 32 32 32 R KNLIJ1604[JJR|CTH6R1 CHX0625 SR3  SK33C SR4 SHX0310 HWA4OL
CKNNL  2525-M16 25 150 143 25 25 25 L PNO515 HW20L
KN 1604 L|CTH6L1 CHX062
3232.P16 A 32 170 168 32 32 32 L [JC116040J0JL| CTHEL1 CHX0625 SR3  SK33CL SR4 SHX0310 HWA4OL
9 Applicable inserts B19 e : Stock item
CSDPN S B
iSL‘ - -
LH
LF
| FT:‘ 45°
HF H
SPLIR
(mm)
i i Applicable Clamp ClampScrew ~ Shim  ShimPin C-Ring  Wrench
Designation Stock| LH LF WF HF B H HAND [ @ @ @ /ﬁ
CSDPN 1616-H09 30 100 8 16 16 16 N | SPLJR0903[J[J | CH53R1 CH0515C SS32C  SP3C  CR0O3C  HW25L
2525-M12 (] 35 150 125 25 25 25 N | SPLIR1203[J] | CHBR5 CHX0622C SS42C SP3C CR04C  HW30L

9 Applicable inserts B56 ~ B57
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Clamp on System

CSKPR/L

@

LH

LF

75°
" : * R type holder
SPLIR
(mm)
PN Stock i e e g 5 . ) Applicable Clamp  ClampScrew ~ Shim  ShimPin  C-Ring  Wrench
9 RIL insert @ @ >
CSKPR/L 2525-M12 32 150 32 25 25 25 R/L | SPLIR1203[J] | CH6R5 CHX0622C SS42C SP3C  CR04C  HW30L
9 Applicable inserts B56 ~ B57 o : Stock item
W e © 8 4
.
LH
LF
90°
HF H
* R type holder
TPLIR
(mm)
e ﬂ)ik e 1= e g 5 - T Applicable Clamp  ClampScrew  Shim  ShimPin C—Ring  Wrench
9 RIL insert @ @ o
CTFPR/L 2020-K16 e o 32 125 25 20 20 20 RL
TPLIR1 H6R HX0622C ST32 P. RO4! HW30L
2525-M16 . 3 150 32 25 25 25 RIL [JR1603[J[] | CH6R5 CHX0622C ST32C SP3C  CR04C 30
9 Applicable inserts B61 ~ B64 o : Stock item
{ @ WF © B
O
LF
F 900
HF H
* R type holder
TPLIR
(mm)
. . Stock Applicable Clamp  ClampScrew ~ Shim  ShimPin  C-Ring  Wrench
Designation RIL LH LF WF HF B H HAND insert @ @ @ /\
CTGPR/L 1212-F11 ° 20 80 16 12 12 12 RL
1616-H11 [ 20 100 20 16 16 16 R/IL | TPCIR1103[C] | CH53R1 CHX0515C CRO3C HW2s5L
2020-K11 20 125 25 20 20 20 RIL
2020-K16 e o 20 125 25 20 20 20 RIL
TPLIR1 H6R HX0622C ST32 P. RO4! HW30L
2525-M16 25 150 32 o5 o5 o5 RIL [JR1603[J[] | CH6R5 CHX0622C ST32C SP3C  CR04C 30
2525-M22 [ 25 150 32 25 25 25 R/IL
TPLIR2204 CH83R1 CHX0823C ST43C SP4C  CR05C  HWA40L
3232-P22 25 170 40 32 32 32 R/IL . .

2 Applicable inserts B61 ~ B64

o : Stock item
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B Multi Lock System

5 Ak B g
©) "_‘y
LH '
LF
75°
HF H
CN D D * R type holder
(mm)
. . Stock Applicable Clamp  Clamp Screw Shim Shim Pin Wrench
Designation = LH LF WF HF B H HAND insert @ @\\\‘\)\ @\‘\\\\ /\
MCKNR/L 2020-K12 27 125 25 20 20 20 RL
2525-M12 |0 25 150 3 25 25 25 RL |CNDJ120400) | CDHGN DHAI425 SC43D  sPaD  oT8-
3232-P12 25 170 40 32 32 32 RL '
29 Applicable inserts B5 ~ B12 e : Stock item
WF @)\‘ B
©
o LH
LF
I 95°
CN D D HF H * R type holder
(mm)
. . Stock Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation RIL LH LF  WF HF B H HAND insert @/ /\
MCLNR/L 1616-H09 22 100 20 16 16 16 RIL
2020-K09 25 125 25 20 20 20 RL | CNCJ0903CJC] | CDH7N DHA10-32-19 SC32D SP3DS Emggt
2525-M09 25 150 32 25 25 25 RL '
2020-K12 30 125 25 20 20 20 RL
2525-M12 |0 0| 3 150 32 25 25 25 RL HW31.8L
T 0 10 s o5 3 mL | OND120400) | CDHEN DHA1A25 SC43D  SPAD {yusio
3232-P12 |0 30 170 40 32 32 32 RL
2525-M16 | 0 3 150 32 25 25 25 RL
3232-P16 |0 35 170 40 3 3@ 32 RL | CNC6060C] | CDHSN DHAS/632 SC53D  SPSD |woo o
4040-S16 3 250 50 40 40 40 RL '
2525-M19 42 150 32 25 25 25 RL
3232-P19 42 170 40 %@ 3@ 3@ RL | CNDH906L] | CDHBN DHAS/G32 SC63D  SPED |woor-
4040-S19 42 250 50 40 40 40 RL '
4040-S25 485 250 50 40 40 40 R/L | CNOJI25070J(] |CDH8N3 DHA38:35 SC84D  SP8D :m%t
9 Applicable inserts B5 ~ B12 e : Stock item
MCMNN I Ge :
LH
LF ‘i’ ©
50°
HF H
CNLIL]
(mm)
i i Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation Stock LH LF WF HF B H HaND “PPlca @ S © 55
MCMNN 2020-K12 35 125 10 20 20 20 N
2525-M12 3 150 125 25 25 25 N | ONCJJ1204010] | CDH6N DHA14-25 SC43D SP4D ng;gt
3232-P12 35 170 16 32 32 32 N '
2525-M16 40 150 125 25 25 25 N HW39.7L
NCICH DH - :
323916 0 170 16 o s s N | CNIM60SITI| CDHEN DHASAGS SCS3D  SPSD [uirdn
3232-P19 45 170 16 32 32 32 N HW39.7L
CNLICI9 - :
1040.519 e 20 16 40 w0 0 N [JC19060]] | CDHBN  DHAS6-32 SDE3D  SPeD  y\vo27-
29 Applicable inserts B5 ~ B12 ® : Stock item
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Multi Lock System B

MCRNR/L @? L o

75°)
LH

LF

l 75°
HF H
CN D D * R type holder
(mm)
. i Stock Appli cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation = LH LF WF HF B H HAND insert @ @)\\\‘\\\ @3\“\\)\ P
MCRNR/L 2020-K12 3 125 22 20 20 20 RL HW39.7L
N 1204 DH8N1 DHA5/16-32 43D '
2525-M12 % 150 27 25 25 25 RL | O\ 120401 /CDHB 51632 SCHD  SPAD  pypag
2525-M16 35 150 27 25 25 25 RL HW39.7L
CN 1606 CDH8N1 DHA5/16-32  SC53D S| )
3232-P16 5 10 3 @ s 32 AL | CNo16060H PD st s
3232-P19 38 170 35 » 2 3R RL HW39.7L
N 1 DH8N1 DHA5/16-32 ’
4040-S19 38 250 43 0 20 40 AL CN[J[119060](] [CDH8 5/16-3 SC63D SP6D HW35.7L
2 Applicable inserts B5 ~ B12 o : Stock item

MDJNRI/L 1A |
o0
93‘7—/ LH L
HFii H 93°
DN D D * R type holder
(mm)
o . Stock Applicable Clamp Clamp Screw Shim Shim Pin Wrench
esignation = LH LF WF HF B H HAND - @ == @ ¢/\
MDJNR/L 2020-K11 38 125 25 20 20 20 RL HW31 8L
SESETT % 150 m o5 25 a5 gL | DNIM104CC) | CDHGN DHA1/4-19 SD32D  SPSD  putod
2020-K15-3 | 0 38 125 25 20 20 20 RL
2525-M15-3 | 0 3 150 % 25 25 25 RL |DNOJ15MC) | CDHeN DHA1425 SD43D sPap T\Vol8h
3232-P15-3 38 170 40 32 3% 32 RL
2020-K15 37 125 25 20 20 20 RL
2525-M15 38 150 32 25 25 25 RL | DNCJJ15060]0] | CDH6N DHA1/425 SD43D SP4DL :wgggt
3232-P15 39 170 40 32 3% 32 RL
2 Applicable inserts B13 ~ B18 o : Stock item

MDNNN i

LF

62.5°

DNCIC] Jﬁ :

(mm)

A p p" cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation Stock| LH LF WF HF B H HAND 5 ) D
9 insert @ @)\\\‘\’\\ = @}‘\\\.\ 7

MDNNN  ocosmi53 | 1 | 435 150 125 25 25 25 N | DNCIJ1504000) | CDHEN DHAS/16-32 SD43D Spap HW397L

HW23.8L
2525-M15 435 150 125 25 25 25 N |DNOIJ15060) | CDH8N DHAS16:32 SD43D SP4DL Va7t
2 Applicable inserts B13 ~ B18 o : Stock item
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B Multi Lock System

MDQNRI/L = B
L 2
107.5° ‘j LH
LF
T 107.5°
HF . * R type holder
DN[I[] I
(mm)
Stock Applicable Clamp Clamp Screw Shim Shim Pin Wrench
i i <) S
Designation = LH LF WF HF B H HAND insert @ @\\\‘\)\ /\,
MDQNR/L 2525-M15-3 | 'e| 3 150 8 25 25 25 RL HW31.6L
3232.P15-3 3 170 40 2 3 3 AL DN[J[J1504[J[] | CDH6N  DHA1/4-25  SD43D SP4D HW23.8L
2525-M15 |e e | 36 150 32 25 25 25 RL HW31.8L
3232-M15 3 150 40 2 2 2 RIL DNOJ[J1506[JC] | CDH6N  DHA1/4-25 ~ SD43D  SP4DL HW23.8L
9 Applicable inserts B13 ~ B18 e : Stock item
MSBNR/L P - &P B
7501 ‘
L tH ] "
lﬁ 75°
HF H
* R type holder
SN[
(mm)
i i Stock Applicable Clamp ~ Clamp Screw Shim ShimPin ~ Wrench
Designation = LH LF WF HF B H HAND insert @ @ @/ /&
MSBNR/L 2020-K12 30 125 17 20 20 20 RL HW39.7L
SN - )
2525-M12 30 150 2 25 o5 25 RIL [J[120400C] |CDH8N1 DHA5/16-32 SS43D  SP4D HW23.8L
2525-M15 40 150 2 25 25 25 AL HW39.7L
3232.P15 0 170 o7 2 2 3 AL SNJJ1506[J] | CDH8N DHA5/16-32  SS53D SP5D HW31 8L
3232-P19 40 170 27 32 32 32 RL HW39.7L
SN 1906 - ’
4040-S19 2 250 35 40 40 40 RL 00 [JOJ | CDH8N DHA5/16-32 SS63D  SP6D HW35.7L
29 Applicable inserts B20 ~ B28 ® : Stock item
MSDNN B | i
45°
‘/\LH @
L &4
lﬁ 45°
HF H
SNLIOJ
(mm)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation Stock| LH LF  WF HF B H HAND insert @ @\\\‘\)\ @ /\,
MSDNN  1616-H09 28 10 8 16 16 16 N HW19.8L
N o, :
2020-K09 28 125 10 20 20 20 N SN[JJ0903[J[] | CDH7N DHA10-32-19 SS32D  SP3DS HW23.8L
2020-K12 36 125 10 20 20 20 N
2525-M12 % 150 125 25 25 25 N | SNC1204T]] |CDHSN1 DHAS/1632 SS43D SPAD |woot-
3225-P12 32 170 125 32 25 32 N '
2525-M15 409 150 125 25 25 25 N
3225-P15 35 170 125 32 25 32 N HW39.7L
SN 1506 - :
3232-P15 409 170 16 30 3 30 N 0o [JCJ | CDH8N DHA5/16-32 SS53D  SP5D HW31.8L
4040-S15 47 250 20 40 40 40 N
3232-P19 46 170 16 32 82 32 N HW39.7L
4040-S19 47 250 20 40 20 40 N SNOJJ1906[JC] | CDH8N DHA5/16-32  SS63D SP6D HW35.7L
9 Applicable inserts B20 ~ B28 ® : Stock item
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Multi Lock System B

MSKNR/L B
WF ©
ﬁ e 2
©
t LF 4
75°
HF H
SN D D * R type holder
(mm)
Stock Appli cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND ! S
9 RIL insert @ @)\\\‘\\\ @3\‘\\) 7
MSKNR/L 1616-H09 22 10 20 16 16 16 AL HW19.6L
N o .
SOE0ES o 15 25 20 20 a0 gL | SNOTI0903CC | CDH7N DHAI0S219 SS32D SPADS {yoe
2020-K12 32 125 25 20 20 20 RL
2525-M12 22 150 @@ 25 25 25 RL | SNO12040J) [CDHBN1 DHAS/G3 SS43D SP4D [ ndd7-
3225-P12 32 170 32 32 25 32 RL ’
2525-M15 32 150 32 25 25 25 RL HW39.7L
3232-P15 s 10 0 s s s L | SNOOMS06C) | CDHBN DHASG32 SS53D  SPSD [oter
3232-P19 28 170 40 32 32 32 RL HW39.7L
NI y :
1040519 w® 250 50 40 40 40 gL | SNOTI006TIT | CDHEN DHASI632 SS63D  SPED s
4040-S25 43 250 50 40 40 40 R/L | SNCJJ25070JC] |CDH8N3 DHA3835 SS84D  SP8D :vaggg'[
2 Applicable inserts B20 ~ B28 e : Stock item
MSRNR/L ] B
ﬁ | 3
75° LH ‘ -
~ " LF
T 75°
SN D D HE H * R type holder
(mm)
Stock Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H A ) <>
(el RIL HAND insert @ @\\\W\\ S~ @\‘\\\3\ f
MSRNR/L 1616-H09 25 100 17 16 16 16 R/L HW19.8L
POTOIKES o 125 20 20 20 mL | SNoo0alC)| CDH7N DHAIDS219 SS32D  SPSDS [orer
2020-K12 3 125 22 20 20 20 RL HW39.7L
NCIC11204 ! :
o ) @ 150 2 25 o5 o5 gu | SNOTI1204CIC) |CDHENT DHASI632 SS43D  SPAD {yoog
2525-M15 38 150 27 25 25 25 R/IL HW39.7L
SNOIC1506 Y :
e s 170 % © s s L | SNJS06C) | CDHBN DHASi632 SS53D  SPSD [t
3225-P19 40 170 27 3 25 32 RL
3232-P19 40 170 35 32 32 32 RL | SNOJ19060JC] | CDH8N DHA51632 SS63D  SP6D :wgg;::
4040-S19 40 250 43 40 40 40 RL '
4040-S25 51 250 43 40 40 40 RL | SNCJJ2507010] |CDH8N3 DHA3835 SS84D  SP8D :wgggt
2 Applicable inserts B20 ~ B28 e : Stock item
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B Multi Lock System

[ # WF 9‘ B
15 ,)\LH
LF
T 45°
HF H
SNDD * R type holder
(mm)
) ) Stock Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation = LH LF WF HF B H HAND insert @ @\\\‘\)\ /\,
MSSNR/L 1616-H09 28 10 20 16 16 16 RL HWA9.8L
N DH .30. .
2020-K09 o8 125 25 20 20 20 RIL SNLIJ0903[[] | CDH7N  DHA10-32-19 SS32D SP3DS HW23.8L
2020-K12 33 125 25 20 20 20 R/L HW39.7L
SN 1204 - )
2525-M12 33 150 2 25 25 25 RIL 0 [JJ |[CDH8N1 DHA5/16-32 SS43D  SP4D HW23 8L
2525-M15 35 150 32 25 25 25 R/L HW39.7L
N 1 DH - .
3232-P15 40 170 40 3 2 3 RIL SNLIJ1506[ )] [CDH8N1 DHA5/16-32 SS53D  SP5D HW31 8L
3232-P19 40 170 40 32 32 32 RIL HW39.7L
SN 1906 - :
4040-S19 3 250 50 20 20 20 RIL 0 [JJ |CDH8N1 DHA5/16-32 SS63D  SP6D HW35.7L
9 Applicable inserts B20 ~ B28 o : Stock item
MTENN .
o) ’
60°
LH ‘ Q
- BN A

TNOO E i >

(mm)

) i Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation Stock| LH LF WF HF B H HAND d— @ @\\\‘\)\ ‘@ /%
MTENN  2020-K16 30 125 10 20 20 20 N HW23.8L
TNCICH1604 DH7N  DHA10-32- :

2525-M16 | o | 30 150 125 25 25 25 N | NOO1604EC 105219 ST&2D  SP3D g
2525-\22 39 150 125 125 25 25 N | TNJJ2204000] |CDHBN1 DHASMG32 ST43D SPAD |\wao-7h
3232-P27 46 170 16 3@ 3@ 3@ N | TNOD27060JC) [CDHSN1 DHASHG3 STS3D  SPSD |woia-
4040-S33 50 250 20 40 40 40 N | TNOJ3307000) | CDHSN DHASA632 ST6D SPeDL [\vod7-

2 Applicable inserts B29 ~ B36 o : Stock item

MTFNR/L @ B

LH

_ 900
TN D D HE H * R type holder
(mm)
i i Stock Appli cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation =T LH LF WF HF B H HAND insert @ @ @ /&
MTFNR/L 1616-H16 235 100 21 16 16 16 RL
2020-K16 235 125 25 20 16 20 RL | TNOJ1604000] | CDH7N DHA103219 ST32D  SP3D Enggt
2525-M16 2% 150 32 25 16 25 RL '
2525-M22 3 150 32 25 22 25 RL
3232-P22 32 170 40 32 22 32 RL | TNOJJ2204000] |CDH8N1 DHA5/16-32 ST43D  SP4D Ewgggt
4040-S22 32 250 50 40 22 40 RL ’
3232-P27 3 170 40 32 27 32 RL HW39.7L
TNOI27 DHBN1 : :
AT e 2% 5 40 o7 4o gL | TNO270670 |CDHENT DHAS1G%2 STSSD  SPsD QAR
4040-S33 40 250 50 40 33 40 RL | TNOJO33070J0] | CDHSN DHAS/632 ST63D  SPeDL Ewgg;'[
9 Applicable inserts B29 ~ B36 e : Stock item
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Multi Lock System B

WF © ‘ Bl
< 4
90""‘ LH ‘
-~ - LF
T 90°
TND |:| HF H * R type holder
(mm)
Stock Appli cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HanD| AP )
? RIL nsert | (1) &
MTGNR/L 1616-H16 275 100 20 16 16 16 RIL
2020-K16 32 125 25 20 20 20 RL | TNCIH6040IC] | CDH7N DHA10-32-19 ST32D  SP3D :wggt
2525-M16 275 150 32 25 25 25 RL
2525-M22 3 150 32 25 25 25 RL HW39.7L
TNCI12204 DHBN1 DHAS/632 ST43D :
3232-P22 35 170 40 32 32 32 R | N-H220400 CDHe 51632 ST43D  SPAD  pwoggl
3232-P27 35 170 40 32 32 32 RL HW39.7L
TNCJ127060]C] | CDHEN1 - :
2000-527 0 2 s 0 w0 a0 L | ™NOD20sCD DHAS1632 STS3D  SPSD  [woo7-
4040-S33 45 250 50 40 40 40 RL | TNCIJ3307010] | CDH8N DHAS/632 ST63D SPeDL :ng;t
2 Applicable inserts B29 ~ B36 o : Stock item
WF © & b
© ©
K
9|~/ LH . d
T 93°
TND |:| " : * R type holder
(mm)
i . Stock Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation i LH LF  WF HF B H HAND insert @ @ ‘@ @\‘\\\)\ Va
MTJNR/L 2020-K16 28 125 25 20 20 20 R/L HW23.8L
TNCIJ1604 DH7N DHA103219 ST32D :
2525-M16 |e | 28 150 32 25 25 25 RL | o6EC 03219 ST32D  SP3D g
2525-M22 3% 150 32 25 25 25 RL HW39.7L
TNCJ12204C00] |CDH8N1  DHAS/16- :
3232-P22 s 170 40 2 32 a2 AL | o204 HAS/16:32  ST43D  SPAD yypggl
3232-P27 40 170 40 32 32 32 RL HW39.7L
TNCI 27 DHSN1 DHAS1632 ST53D  SP5D :
4040-S27 10 250 50 40 40 4o RL | 270601 CDHe 51632 STS3D  SPSD  pyaygl
4040-S33 48 250 50 40 40 40 RL | TNCJJ33070J0] | CDH8N DHAS5/632 ST63D  SPeDL :wgg;::
2 Applicable inserts B29 ~ B36 e : Stock item
MVJNR/L :
WF
\‘tﬁ 1 LC © - 5 -
93° LH
!——— LF
T 93°
VN D D HF A * R type holder
(mm)
i . Stock Applicable Clamp  Clamp Screw Shim ShimPin  Wrench
Designation =l LH LF WF HF B H HAND insert @ @\\\“\\ = @\‘\\33\ 7
MVJNR/L 2020-K16 |e® | 44 125 25 20 20 20 RL
2525.M16 |® | 455 150 32 25 25 25 RL | VNOJ1604000] |CDH8N2 DHAS/6:32 SV32D  SP3D :vafgg'[
3232-P16 555 170 40 32 32 32 RL
2525-M22 56 150 32 25 25 25 RL
3232-P22 55 170 40 32 32 32 RL | VNCI2204000] |CDH8N2 DHA5/16-32 SV43D  SP4D :wgggt
4040-S22 65 250 50 40 40 40 RL
2 Applicable inserts B37 ~ B38 o : Stock item
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B Multi Lock System

MVQNR/L

LF

T 117.5°
HF H * R type holder
VNLI[]
(mm)
P Stock m e e e B H  HAND Applicable Clamp CIampew Shim Shimn Wrench
9 RIL insert @ P S 7
MVQNR/L 2020-K16 |® e | 42 125 25 20 20 20 RL
2525-M16 |e e 42 150 32 25 25 25 RL | VNOC604I] |CDHBN2 DHASMG3 SV32D SP3D |\woo-rb
3232-P16 42 170 40 32 32 32 R/L
2 Applicable inserts B37 ~ B38 e : Stock item
MVVNN w
@ T B
725°
w
LF
?ﬁ 72.5°
HF H
VNI
(mm)
Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation Stock| LH LF WF HF B H HAND insert @ @ @ /\
MVVNN  2020-K16 ° 47 125 10 20 20 20 N HW39.7L
VN 1604 CDH8N2 DHA5/16-32 SV32D SP3D ’
2525-M16 (] 47 150 125 25 25 25 N -0 HO HW19.8L
D Applicable inserts B37 ~ B38 e : Stock item
MWLNR/L :
\ﬁ " @" 5 t
95° ©
JLH LF ‘j
I 95°
HF H
* R type holder
WNLI[]
(mm)
Stock Appli cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation = LH LF WF HF B H HAND insert @ @\\\‘\)\ @ /\,
MWLNR/L 2020-K06 24 125 25 20 20 20 RL
2525-M06 24 150 32 25 25 25 RL |WNOD060400) | CDH7N DHA10219 SwseD spsp 198
3232-P06 27 170 40 32 32 32 R/L
2020-K08 ° 28 125 25 20 20 20 R/L
2525-M08 |e e 28 150 32 25 25 25 RL |WNDI08MCI]| CDHeN DHAt421 SW43D SP4D | WS-8
3232-P08 30 170 40 32 32 32 R/L
2 Applicable inserts B39 ~ B43 ® : Stock item
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Screw on System B

SCACR/L Hi

H 90°
HF H
CCDT * R type holder

(mm)
- . Stock Applicable Screw Shim Shim Screw Wrench
esignation = LH LF WF HF B H HAND insert @ @ @ y
SCACR/L 1010-E06 e 10 70 105 10 10 10 R/L | CCLIT0602(] | FTKA02565 - TWo7P
1212-F09 (] 16 80 125 12 12 12 R/L | CCLIT09T3[I] | FTGA03508 - - TW15P

2 Applicable inserts B44 ~ B48, B75 o : Stock item

©)

95°
LH

SCLCRIL m - Lk
l

LF

=5 H 9"
HF . e nolaer
CCcLIT Ritype hold

(mm)
Stock Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND A
9 R L insert @ @\\\\\ %
SCLCR/L 0808-D06 e o 10 60 10 8 8 8 R/L
1010-E06 elel 10 70 12 10 10 10 AL CCTo6020]] | FTKA02565 - - TWO7P
1212-F09 LN 16 80 16 12 12 12 R/L
1616-H09 e o 16 100 20 16 16 16 R/L
2020-K09 |e|e| 18 125 25 20 20 20 RL CCLITOSTSLILI | FTGAS508 ’ ’ TWisP
2525-M09 o 26 150 32 25 25 25 R/L
2020-K12 ° 25 125 25 20 20 20 R/L TW15P,
2525-M12 ele| 26 150 3 25 25 25 AL CCLIT1204]] | FTGA0411F SC42S SHXNO0610F HWAOL
9 Applicable inserts B44 ~ B48, B75 o : Stock item

SDACRI/L 7 - B |

BN

B
4

LF

):ﬁ 90°
HF H M e holaer
DCLIT Riype hold

(mm)
Desi . Stock Applicable Screw Shim Shim Screw Wrench
esignation = LH LF WF HF B H HAND - @ @ %
SDACR/L 1010-E07 15 70 105 10 10 10 R/L | DCLIT0702[][] | FTKA02565 - - TWOo7P
- [ 15 80 125 12 12 12 RIL FTGA - -
1 2: 2-::11?1 o 24 100 165 16 16 16 RjL peTHTsLn FrgAgzg?g SD32S SHXNO509F TW15TVF\!,1:\’/:V$5L
29 Applicable inserts B50 ~ B53, B77 e : Stock item
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B Screw on System

SDJCR/L ) :
r Q
-« O\ -
] N
93°
He H * R type holder
DCLIT
(mm)
Designation Stk W LF WF HF B H Hanp| Applicable = . ™S &
9 RIL insert W @ %0/\
SDJCR/L 1010-E07 L] 15 70 12 10 10 10 R
1212-F07 e o 15 80 16 12 12 12 R
1616-H07 ° 18 100 20 16 16 16 R DCLIT07021] | FTKA02565 TWO7P
2020-K07 e o 20 125 25 20 20 20 R
1212-F11 e o 20 80 16 12 12 12 R
1616-H11 o o 24 100 20 16 16 16 R TW15P,
2020-K11 o o 24 125 o5 20 20 20 R DCLIT11T3ML] | FTGA03512 SD32S SHXNO0509F HW35L
2525-M11 e o 29 150 32 25 25 25 R
9 Applicable inserts B50 ~ B53, B76 e : Stock item
S D N C N Tl vth .
e
o\~
62.5° \Y)
- il
\\*:( 62.5°
HF H
DCLIT
(mm)
i . Applicable Screw Shim Shim rew Wrench
Designation Stock| LH LF WF HF B H HAND insert W \@/ @\\\\\ y=
SDNCN 1010-E07 o 20 70 5 10 10 10 N
1212-F07 ° 20 80 5 12 12 12 N DCLIT0702[] | FTKA02565 TWO7P
1212-H11 ° 30 100 6 12 12 12 N DCLIT11T3] | FTGA03508 TW15P
1616-H11 ° 30 100 8 16 16 16 N TW15P,
2020-K11 o 30 125 10 20 20 20 N DCLIT11T3M] | FTGA03512 SD32S SHXNO0509F HW35L
2025-M11 30 150 125 25 25 25 N DCLIT11T3M] | FTGA03512 SD32S SHXNO509F TW25P, HW35L
29 Applicable inserts B50 ~ B53, B76 o : Stock item
SRDCN "
L@) 5
LH - -
LF
HF Pﬁ H
RCLIT
(mm)
. . Applicable Screw Shim Shim rew Wrench'
Designation Stock| LH LF WF HF B H HAND insert W @\\\\\\\ yE
SRDCN 1010-E06 10 70 5 10 10 10 N
1212-F06 ° 12 80 6 12 12 12 N
1616-H06 12 100 8 16 16 16 N RCLIT0602M0 | FTKA02565 TWO7P
2525-M06 o 24 150 125 25 25 25 N
1616-H08 ° 16 100 8 16 16 16 N
2020-K08 20 125 10 20 20 20 N RCLJT0803M0 FTNA0307 TWO9P
2525-M08 (] 20 150 125 25 25 25 N
1616-H10 25 100 8 16 16 16 N
2020-K10 | ® | 25 125 10 20 20 20 N | RCLITI003MO |FTKAOS511A SRIOS  SHXNOSOOF oo
2525-M10 ° 25 150 125 25 25 25 N
2020-K12 286 125 10 20 20 20 N TW1sP
2525-M12 ° 28 150 125 25 25 25 N RCLIT1204M0 | FTGA03512 SR12S SHXNO0509F HW35L
29 Applicable inserts B54, B77 ® : Stock item
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Screw on System

] -6 B +
# n O iy
‘ LF
* R type holder
HF H
RCLIT
(mm)
Designation Stk \W LF WF HF B H HaNp Applicable = ooy =
R L insert @ @ %
SRGCR/L 1010-E06 70 12 10 10 10 RL
1212-F06 (] 80 16 12 12 12 R/L RCLIT0602M0 | FTKA02565 TWO7P
1616-H06 100 20 16 16 16 R/L
1616-H08 100 20 16 16 16 R/L
2020-K08 125 25 20 20 20 R/L RCLJT0803M0 | FTNA0307 TWO9P
2525-M08 150 32 25 25 25 R/L
1616-H10 100 20 16 16 16 R/L
2020-K10 |e e 125 25 20 20 20 RL | RCOTI003MO FTKAGSS1IA  SRIOS  SHXNOSOSF 1o
2525-M10 150 32 25 25 25 R/L
2020-K12 |e o 125 25 20 20 20 RL TW1sP
RCLJT1204M0 |FTGA03512  SR12S SHXNO0509F
2525-M12 [ B 150 32 25 25 25 R/L HW35L
29 Applicable inserts B54, B77 e : Stock item
SS B C R/L vvFl B
75° < ©
LF
75°
HF H
* R type holder
ScuT
(mm)
Designation Stockl W LF WF HF B H HAND Aplicable = o E
9 R L insert @ @ %
SSBCR/L 1212-F09 16 80 11 12 12 12 R/L SCOITo9T3 1] FTGA03508 - - TW15P
1616-H09 ° 16 100 13 16 16 16 R/L FTGA03512 SS328 SHXNO509F TW15P, HW35L
2020-K12 25 125 17 20 20 20 R/L | SCLIT1204[1[] | FTGA0411F SS428 SHXNO610F  TW15P, HW40L
2 Applicable inserts B55, B78 o : Stock item
SS DCN el ) ]
-2 +~ L9
LF
45°
HF H
ScUT
(mm)
Applicable Screw Shim Shim Screw Wrench'
Designation Stock| LH LF WF HF B H HAND insert @ @\\\\ %
SSDCN 1212-F09 L] 15.5 80 6 12 12 12 N SCOTo9T3 1] FTGA03508 - - TW15P
1616-H09 o 155 100 8 16 16 16 N FTGA03512 SS328 SHXNO509F TW15P, HW35L
2 Applicable inserts B55, B78 e : Stock item
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B Screw on System

SSKCRI/L ) | ,
o ©
lLH |
LF
75°
HF H * Rtype holder
SCUIT
(mm)
Stock Applicable Screw Shim Shim Screw Wrench
Designati LH LF WF HF B H HAND 4
esignation R L insert W @ %
SSKCR/L 1616-H09 13 100 20 16 16 16 R/L | SCLITO9T3LI[]| FTGA03512  SS32S8  SHXNO509F TW15P, HW35L
29 Applicable inserts B55, B78 ® : Stock item
SSSCR/L +
WF B
m=iy <@§> ©
3 =
45°
LF
i
HF A * Rtype holder
SCUT
(mm)
. . Stock Applicable Screw Shim Shim Srew Wrench
Designation RIL LH LF WF HF B H HAND insert @ @)\\\\\ %
SSSCR/L 1616-H09 o 155 100 17 16 16 16 R/L | SCLITO9T3[J[] | FTGAO3512  SS32S  SHXNO509F TW15P, HW35L
2020-K12 (] 24 125 21 20 20 20 R/L | SCLIT1204[JJ | FTGAO411F  SS42S  SHXNOG10F TW15P, HWA4OL
2525-M12 e e | 24 150 26 25 25 25 R/L | SCLIT1204[J] | FTGAO411F  SS42S  SHXNOB10F TW15P, HWA4OL
D Applicable inserts B55, B78 e : Stock item
STACR/L ) B
] [
2
e -
LF
90°
HF H * Rtype holder
TCLIT
(mm)
. . Stock Applicable Screw Shim Shim rew Wrench
Designation =T LH LF WF HF B H HAND insert W ®‘\\\\\ %
STACR/L 1010-E09 10 70 12 10 10 10 R/L | TCLJT0902[ ][] | FTKA02206 TWO06P
1212-F11 ° 14 80 125 12 12 12 R/L | TCLIT1102LJ01 | FTKA02565 TWO7P
9 Applicable inserts B59 ~ B60, B79 e : Stock item
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Screw on System

WF 90 B *
®
L
LF
90°
HF H * R type holder
TCUT
(mm)
. . Stock Applicable Screw Shim Shim Screw Wrench
Designation =T LH LF WF HF B H HAND insert @ @ yz
STFCR/L 1010-E09 10 70 12 10 10 10 R/L | TCLIT0902[][J | FTKA02206 TWO06P
1212-F11 [ 14 80 16 12 12 12 R/L
TCLIT1102 FTKAQ2
1616-H11 o | 14 10 20 16 16 16 AL | O 0AH 02565 Tworp
1616-H16 19 100 20 16 16 16 R/L
TCLIT16T3| FTGA03512 T32
2020-K16 ° 19 125 25 20 20 20 RIL O 0o GAO035 ST32S ~ SHXNO509F TW15P, HW35L
2525-M16 e o 252 150 32 25 25 25 RIL | TCLIT16T3] | FTGA03512  ST32S  SHXNO509F TW15P, HW35L
2 Applicable inserts B59 ~ B60, B79 o : Stock item
WF B
® >
e
LH
LF
90°
HF H * R type holder
TCUT
(mm)
. . Stock Applicable Screw Shim Shim Screw Wrench
Designation =l LH LF WF HF B H HAND insert @ @ y
STGCR/L 0808-D09 11 60 10 8 8 8 RIL
TCLIT0902 FTKA022
1010-E09 [ 1 70 12 10 10 10 RIL CLT0s02L 1] 02208 TWo6P
1212-F11 e o 14 80 16 12 12 12 R/L
TCLIT1102 FTKAO2
1616-H11 | o 16 10 20 16 16 16 AL | 02 °65 wore
1616-H16 o 0| 21 100 20 16 16 16 RIL TWisp
2020-K16 e 0 21 125 25 20 20 20 RIL | TCLIT16T3] |FTGA03512  ST32S SHXNO509F HW35L!
2525-M16 e o 21 150 32 25 25 25 RIL
2 Applicable inserts B59 ~ B60, B79 o : Stock item
STTCR/L . ]
®
60° -
LH
LF
60°
HF H * R type holder
TCUT
(mm)
X . Stock Applicable Screw Shim Shim Screw Wrench
Designation RIL LH LF WF HF B H HAND insert @ @\\\\‘ y
STTCR/L 1616-H11 14 100 13 16 16 16 R/L | TCLIT11020][] | FTKA02565 - TWOo7P
1616-H16 19 100 13 16 16 16 R/IL TW15P,
TCLIT16T. FTGA( ’
2020-K16 19 125 17 20 20 20 RIL CLIT16T3[I[] GA03512  ST32S SHXNO509F HW35L
9 Applicable inserts B59 ~ B60, B79 e : Stock item
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B Screw on System

SVABR/L

LF

++

90°
HF * R type holder
VBT
(mm)
- Stock Applicable Serew shim ShimScrew  Wrench
Designation = LH LF WF HF B H HAND insert W = @ %
SVABR/L 1616-H16 28 100 165 16 16 16 RIL TW15P
VBLIT1604 FTGA03512 V32 '
2020-K16 28 125 205 20 20 20 RL LT1604L10) | FTGAOSS SV2S SHNOSOSF g
2 Applicable inserts B65 ~ B67, B80 o : Stock item
j N % |
®
- \O\™ <«
LF
107.5°
HF * R type holder
VBT
(mm)
. . Stock Applicable Screw Shim Shim rew Wrench
Designation = LH LF WF HF B H HAND insert @ = @‘\\\\\ y
SVHBR/L 2525-M16 |e e | 315 150 32 25 25 25 RIL TW15P,
VBLIT1604 FTGA03512 ’
3225-P16 e o 315 170 32 32 25 32 RIL HT1604LI GAO3S SVs2S  SHXNOS09F HW35L
2 Applicable inserts B65 ~ B67, B80 e : Stock item
WF
\_ﬂ ®
93°
LH
LF
93°
HF * R type holder
VBT
(mm)
i . Stock Applicable Screw Shim Shim rew Wrench
Designation RIL LH LF WF HF B H HAND insert W = @\\\\\\ %
SVJBR/L 1212-F11 e o | 27 80 16 12 12 12 R/L
1616-H11 [ 27 80 16 16 16 16 RL | VBLIT11020J] | FTKA02565 - TWO7P
2020-K11 e o | 27 125 25 20 20 20 RIL
1212-F11-2 (e |0 | 27 80 16 12 12 12 R/IL
1616-H11-2 (o | o | 27 80 16 16 16 16 R/L | VBLT1103[J] |FTKA02565 - TWO7P
2020-K11-2 (e o | 27 125 25 20 20 20 R/L
1616-H16 [ 36 100 20 16 16 16 RIL TW15P
VBLIT1604 FTi !
2020-K16 ~ 41 125 25 20 20 20 RIL [IT160411 GA03512 SV32S  SHXNO509F HW35L
2525-M16 [ 4 150 32 25 25 25 RIL
3225P16 |e e| 41 170 3 % 25 3 RL | VBOTI6MC] |FTGAO3ST2 SV32S  SHXNOSO9F [ 1>F”
3232-P16 [ 55 170 40 32 32 32 RIL
o Stock item

2 Applicable inserts B65 ~ B67, B80
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Screw on System B

SVJCRIL 3 - B

93°
LH

LF

93°
HF . * R type holder
vcuT

(mm)
Stock Applicable Screw Shim ShimSorew  Wrench

Designation S LH LF WF HF B H HAND insert @ = @ %

SVJCR/L 1212-F11 4 25 80 16 12 12 12 RL
1616-H11 (4 25 100 20 16 16 16 R/L | VCLIT1103[][J | FTKA02565 - - TWO7P
2020-K11 e o | 25 125 25 20 20 20 R/L
1212-F13 32 80 16 12 12 12 RL
1616-H13 32 100 20 16 16 16 R/L | VCLIT1303[J[] | FTKA0307 - - TWO09P
2020-K13 4 32 125 25 20 20 20 RL
1616-H16 40 100 20 16 16 16 R/L TW1SP,

2020-K16 e o | 40 125 25 20 20 20 R/ | VCIT1604[][] |FTGA03512 SV32S  SHXNO509F
2525-M16 e e 40 150 32 25 25 25 R/IL

2 Applicable inserts B68 ~ B70, B81 o : Stock item

SVVBN wl

HW35L

LF

: 72.5°
VBT N \F i

(mm)
. . Applicable Screw Shim Shim Srew Wrench

Designation Stock| LH LF WF HF B H HAND [ @ = %
SVVBN 1212-F11 (] 27 80 6 12 12 12 N

1616-H11 27 100 8 16 16 16 N VBT11020J | FTKA02565 - - TWO7P
2020-K11 ° 27 125 8 20 20 20 N
1212-F11-2 [ 27 80 6 12 12 12 N

1616-H11-2 (] 27 100 8 16 16 16 N VBLIT1103LJJ | FTKA02565 - - TWO7P
2020-K11-2 L] 27 125 8 20 20 20 N
1616-H16 [ 33 100 8 16 16 16 N

2020-K16 [J 32 125 10 20 20 20 N TW15P,

2595-M16 5 32 150 125 25 25 25 N VBLIT1604[][] |FTGA03512 SV32S  SHXNO509F HW35L
3225-P16 (4 32 170 125 32 25 32 N

29 Applicable inserts B65 ~ B67, B80 o : Stock item

SVVC N WFL B
1 \F ) 72.5°
VCLIT
(mm)
Screw Shim Shim Screw Wrench

. ) Applicable
Designation Stock LH LF WF HF B H HAND insert @ == @ y/‘“

SVVCN 1212-F11 [ 25 80 6 12 12 12 N
1616-H11 25 100 8 16 16 16 N vVCOT1103J[] | FTKA02565 - - TWO7P
2020-K11 ° 25 125 10 20 20 20 N
1212-F13 32 80 6 12 12 12 N
1616-H13 32 100 8 16 16 16 N VCT1303J] | FTNA0307 - - TWO09P
2020-K13 32 125 10 20 20 20 N
1616-H16 32 100 8 16 16 16 N TW15P
2020-K16 [ 32 125 10 20 20 20 N VCT1604[1] |FTGA03512 SV32S SHXNO509F HW 35L’
2525-M16 [ 32 150 125 25 25 25 N

2 Applicable inserts B68 ~ B70, B81 o : Stock item
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B Boring Bar Code System (1S0)

S 12 M-S TFPR-11

1 2 3 4 5 6 7 8 9
Clamping Lead Angle of  Relief Angle

. Length of Insert
Type of Bar Bar Diameter Bar Length Insert Shape Hand of Bar
o g system P Boring Bar of Insert Cutting Edge

o Type of Bar e Bar Length e Clamping system

“A” Steel with coolant hole _—
“E” Carbide bar with fixed steel head _ Symbol(LF) Length(mm)
and coolant hole H 100
“C” Carbide shank © J 110 : _
“S” Steel shank K 125 op clamping Top and hole clamping
“X” Special type S’ﬁ M 150 ¢ D
N 160
. LF Q 180
e Bar Diameter TR a0 \ E
. S 250 Top and hole clamping Hole clamping
T 300 M P
IC \ U 350
\ , L)) W 450
Y 500 Screw on
—— S

6 Insert Shape 6 Lead Angle of Boring Bar 0 Relief Angle of Insert
: : : : 8066

LOEA pE B =
= [ iy, AN —

Z 0°
e Hand of Bar
e akay | .
T J W

1°

= e Length of Cutting Edge
| @
) [€] £o7 77 5] A~ 0
77L ‘ LE ‘ LE ‘ ‘ LE ‘ LE ‘ LE ‘ lLE‘ Li‘
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Double Clamp System

Index for Boring Bars B

N\

Cutting | ~
Designation DCLNR/L DDUNR/L DSKNR/L DTFNR/L DWLNR/L
Tool cutting edge angle 95° 93° 75° 90° 95°
Page B125 B125 B125 B126 B126
Copying o
Facing (] o
Back tuming °
Turning ° ° ° (] °

Lever Lock System

AW

AR

NS

Cutting - @M
Shape v A 7 é._: —* — (o) ) i 7 B
gE= |
I v
Designation PCLNR/L PDSNRI/L PDUNR/L PSKNR/L PTFNR/L PWLNR/L
Tool cutting edge angle 95° 62.5° 93° 75° 90° 95°
Page B127 B127 B127 B128 B128 B128
Copying o o
Facing (] °
Back tuming ° ° °
Turning o ° o ° o °

Clamp on System

-

Cutting — =~ w - -~
Designation CKUNR/L CSKPR/L CTFPR/L
Tool cutting edge angle 93° 75° 90°

Page B129 B129 B129

Copying

Facing
Back tuming o

Turning o ° °

Multi Lock System

W

N

NN

NN

X

A\

Cutting ] i
70 07

Designation MCLNR/L MDUNR/L MSKNR/L MTFNR/L MVUNR/L MWLNR/L
Tool cutting edge angle 95° 93° 75° 90° 93° 95°
Page B130 B130 B130 B131 B131 B131
Copying ° °
Facing ° °
Back tuming o [
Turning ° [ ° [ o °
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B Index for Boring Bars

Screw on System

Cutting -— - — - 7777
Designation SCLCRI/L SCLPR/L SDQCR/L SDUCR/L SDZCR/L SSKCR/L SSKPR/L STFCR/L
Tool cutting edge angle 95° 95¢ 107.5° 93° 93° 75° 75° 90°
Page B132 B133 B134 B135 B136 B136 B136 B137
Copying ° °
Facing o °
Back tuming L] ° °
Turning ° (] ° ° (] ° ° (]
Cutting @ _ W W @M;
Designation STFPR/L STWPR/L SVJCR/L SVQBR/L SVQCR/L SVUBR/L SVUCR/L SWLCR/L
Tool cutting edge angle 90° 60° 52° 107.5° 107.5° 93° 93° 95°
Page B138 B139 B139 B139 B140 B140 B140 B141
Copying ° o ° ° [} °
Facing
Back turning ° ° ° ° [}
Turning o o ° o ° ° [} °

Compact Mini

§JW

Cutting
Shape % - > >
Designation SCLCRI/L STUBR/L STLBR/L STUPR/L SWUBR/L
Tool cutting edge angle 95° 93° 95° 93° 93°
Page B142 B142 B142 B143 B144
Copying
Facing ° (] °
Back tuming °
Turning ° ° [ ° [

Designation | SCLCR/L | SCLPR/L | SDQCR/L | SDUCR/L | STFCR/L . N
Tool cutting edge angle 95° 95° 107.5° 93° 90° @ EL__ g
Page B132 B133 B134 B135 B137 Shape R N
© E Q
Designation | STFPR/L | STUBR/L | STUPR/L | SWUBR/L -
Tool cutting edge angle 90° 93° 93° 93° - Designation SL
Page B138 B142 B143 B144 - Page B144
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Instructions of Boring Bar Assembly B

Instructions of Boring Bar Assembly

Double Clamp System

© Wrench

©  Screw

< Clamp

C Insert

¢ Screw

Spring

< Shim

Nozzle

Lever Lock System

Wrench

Insert

Lever ————

Screw

Clamp on System

< Wrench

< Clamp

< Screw

C Insert

Multi Lock System

Wrench

Clamp —

Screw

Insert —
~ ShimPin —

© Shim

Screw on System

< Wrench

©  Screw

C Insert

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
2 Features

High quality shank

Smooth chip evacuation

Higher strength and durability than steel shank, special surface treatment applied

2 Comparison of chipping

Specifications Steel boring bar

Carbide boring bar

Inereased chipping en ek

tStabielioallife)

e SCM440
e vc (m/min) = 200
e ap (mm)=0.4

e fn (mm/rev) = 0.15
e Cutting depth: 5D

4.67 3.68 0.62

3.07 2.76 0.53
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B Double Clamp System

DCLNR/L

DCON-MS DCON-MS DCON-MS

N\

-

95— N ] NN
WF ( g N " @‘?) * i%ﬁ -
. H : ‘ : %772
LF ' .
Fig.1 Fig.2 Fig.3
LT ) 95°
CN D D %\ﬁ ": * R type holder
(mm)
Stock : Clamp ClampScrew ~ Shim  Shim Screw  Spring Nozzle ~ Wrench
. . DCON Applicable - .
D t] DMIN OHN LF WF H HAND A ) !
esignation ol NS s~ @ ny @ @ % Fig
A25R-DCLNR/L-09 32 40 200 17 24 25 R/ |CNLJ0903[J]| CVH3 CHX0415 SC32V FTKA0307 SPR0510 CNO605 HW25P | 1
A25R-DCLNR/L-12 ®/® 32 40 200 17 24 25 R/ 1
A32S-DCLNR/L-12 ®/® 40 50 200 22 30 32 R/L |[CNLIJ1204[]]| CVH4 CHX0518 SC42V FTKA0410 SPR0714 CN0605 HW30P 3
A40T-DCLNR/L-12 e/®e 50 60 300 27 38 40 R
A50U-DCLNR/L-16 63 70 350 35 47 50 R/L |CNL[16060JC]| CVH5 CHX0622 SC54V FTNA0511 SPR0811 CN0605 HWA40L | 3
%) Applicable inserts B5 ~ B12 e : Stock item
D D U N R/L DCON-MS DCON-MS DCON-MS
® -
\l \.) [ ¢ —
H H H
w Fig.1 Fig.2 Fig.3 %
L= ‘ 93°
‘?IL\ : ] * R type holder
DNLIOJ v
(mm)
Stock : Clamp ClampScrew ~ Shim  Shim Screw  Spring Nozzle ~ Wrench
. . DCON Applicable .
Designation L DMIN OHN LF WF H S HAND insert @ M @ @ ® y Fig.
A40T-DDUNR/L-15 o 50 60 300 27 38 40 RL
DN 1 CVH4 CHX0518 SD43V FTKA0410 SPRO714 CN0605 HW30P
ASOU-DDUNRIL-15 | || 63 70 350 35 47 50 R | D006 8
A40T-DDUNR/L-15-3 S0 60 300 27 38 40 R o icoai)| ovbe CHXOs18 SDAAV FTKAOH1OSPROTIA CNOGOS HWSOP | 3
A50U-DDUNR/L-15-3 63 70 350 35 47 50 RIL
29 Applicable inserts B13 ~ B18 e : Stock item
DS KN R/L DCON-MS ~ DCON-MS ~ DCON-MS N
: ‘ NS N
75 — i [a &“% -
Wr @?j [
OHN H H H
¥ Fig.1 Fig.2 Fig.3 //I
LT ! 75°
| * R type holder
SNCIC) =
(mm)
Stock DCON Applicable Clamp ClampScrew  Shim  Shim Screw Spring Nozzle  Wrench
Designation DMIN OHN LF WF H HAND ; ig.
g n -MS insert @ el 2 @ @ y Fig
A25R-DSKNR/L-09 ® e 32 40 200 17 24 25 R/L |SNLJJ0903[JCJ| CVH3 CHX0415 SS32V FTKA0307 SPR0510 CNO0605 HW25P | 1
A25R-DSKNR/L-12 32 40 200 17 24 25 RL 1
A32S-DSKNR/L-12 o 40 50 250 22 30 32 R/ |SNOI1204[JJ| CVH4 CHX0518 SS42V FTKA0410 SPRO714 CN0605 HW30P 3
A40T-DSKNR/L-12 50 60 300 27 38 40 RL
9 Applicable inserts B20 ~ B28 o : Stock item
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Double Clamp System B

DTFNR/L

DCON-MS

LF

——

5 . (A'%
YV N

Fig.1

)

L= ) 90°
TND |:| H \ ‘1 * R type holder
(mm)
. . Stock DCON Applicable Clamp  ClampScrew ~ Shim Wrench .
Designation RlL DMIN OHN LF WF H “yo" HAND insert ﬁ W W @ @ y Fig.
A25R-DTFNR/L-16 e e 32 40 200 17 24 25 RL 1
TN 1604 CVH3 CHX0415 ST32V FTKA ——
A32S-DTFNR/L-16  |® | 40 50 250 22 30 g2 L | 1004 0307 SPROS10 CNOGOS.  HI2SP |4
A40T-DTFNR/L-22 L] 50 60 300 27 38 40 RL
N 2204 CVH4 CHX0518 ST44V FTKA0410 SPR0714 CNi HW30P
ASOU-DTFNRIL22 |e | 63 70 350 35 47 50 RL | 220 0714 ONOBD5 HWSOP | 3
2 Applicable inserts B29 ~ B36 o : Stock item
DWLNRIL R
@Wk ‘/l Y * -
5 7
OHN |
L Fig.1
(o ! 95°
| * R type holder
WNLIJ |55
(mm)
. . Stock DCON Applicable Clamp ClampScrew ~ Shim  Shim Screw  Spring Wrench .
Designation i DMIN OHN LF WF H “ys" HAND insert @ w @ @ @ y Fig.
A25R-DWLNR/L-06 |e 32 40 200 17 24 25 RL 1
A32S-DWLNR/L-06 ° 40 50 250 22 30 32 R/L [WNLI[J0604[ 11| CVH3 CHX0415 SW32V FTKA0307 SPR0510 CN0605 HW25P 3
A40T-DWLNR/L-06 e 50 60 300 27 38 40 RL
A25R-DWLNR/L-08 e ® 32 40 200 17 24 25 R/L 1
A32S-DWLNR/L-08 °[®]| 40 S0 250 22 S0 32 AL WNLI[J0804[J[]| CVH4 CHX0518 SW42V FTKA0410 SPRO714 CN0605 HW30P
A40T-DWLNR/L-08 o 50 60 300 27 38 40 R/IL 3
A50U-DWLNR/L-08 e ® 63 70 350 35 47 50 R/L
29 Applicable inserts B39 ~ B43 e : Stock item

Features of Double Clamp (Boring bar)

Longer tool life and excellent surface finish can be
achieved with the adjustable Coolant Nozzle

Coolant Nozzle

-
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B Lever Lock System

PCLNR/L

DMIN

DCON-MS

DCON-MS DCON-MS

,,,,,,,,,,,,,,,,, | AR
s Sy
H H ‘ H
Fig.1 Fig.2 Fig.3
CNDD * R type holder
(mm)
. . Stock DCON Applicable Lever Screw Shim Shim Pin  Shim Pin Punch ~ Wrench .
Designation I DMIN OHN LF WF H -MS HAND insert & EB % /§ Fig.
S16R-PCLNR/L-09 e e 20 25 200 M 14 16 R/L 5
S$20S-PCLNR/L-09 e e 25 32 250 13 18 20 R/ |CNO0903[J]| LV3C VHX0509B - HW20L
S25R-PCLNR/L-09 L4 32 40 200 17 23 25 RIL 3
S25R-PCLNR/L-12 e e 32 40 200 17 23 25 R/L
S25T-PCLNR/L-12 |e | 32 40 300 17 23 25 RL LV4A~ VHX013A - HWw2sL
S32S-PCLNR/L-12 e e 40 50 250 22 30 32 RL CNCITT1204000] LV4  VHX0821 SC42B SP4 LSPS4 HW30L 3
S32U-PCLNR/L-12 L 40 50 350 22 30 32 RL LV4  VHX0821 SC43B SP4 . HW30L
S40T-PCLNR/L-12 e e 50 60 300 27 38 40 RL
S50U-PCLNR/L-12 ele| 63 70 350 35 47 50 RL Lv4  VHX0821 SC42B SP4 LSPS4 HW30L
S50U-PCLNR/L-19 ®/® 63 70 350 35 47 50 R/ |CNLICI1906[1[1| LV6 VHX1027 SC63 SP6 LSPS6 HWA40L | 3
A25R-PCLNR/L-12 /e 32 40 200 17 24 25 RIL LV4A VHX0613A - - HW25L | 1
A32S-PCLNR/L-12 ® e 44 50 250 22 30 32 R/L |CNL[IM1204(]C]
A40T-PCLNR/L-12 ° 50 60 300 27 38 40 FRL Lv4  VHX0821 SC42B SP4 LSPS4 HW30L | 3
29 Applicable inserts B5 ~ B12 e : Stock item
P D S N R/L DMIN DCON-MS ~ DCON-MS ~ DCON-MS X
N4 -\ -~
6 -
H H ‘ H
Fig.1 Fig.1 Fig.3
62.5°
DN D D * R type holder
(mm)
. . Stock DCON Applicable Lever Shim Pin  Shim PinPunch ~ Wrench .
Designation cl DMIN OHN LF WF H "o HAND insert % Vs Fig.
S§32S-PDSNR/L-15 ® e 40 50 250 22 30 32 RL
S40T-PDSNR/L-15 elo| 50 60 300 27 38 40 RIL DNLJJ1506[][1| LV4B VHX0821 SD42 SP4  LSPS4 HW30L
S$32S-PDSNR/L-15-3 40 50 250 22 30 32 RL
S40T-PDSNR/L-15-3 50 45 300 27 38 40 FRL DNLJJ15040](]| Lv4 VHX0821 SD42 SP4 LSPS4 HW30L | 3
A32S-PDSNR/L-15 40 50 250 22 30 32 R/ [DNLICI1506[][1| LV4B VHX0821 SD42 SP4 LSPS4 HW30L
A32S-PDSNR/L-15-3 40 50 250 22 30 32 R/ [DNLJJ1504C0(1| Lv4 VHX0821 SD42 SP4 LSPS4 HW30L
9 Applicable inserts B13 ~ B18 e : Stock item
93 ~ - Al
wr| [o © I Ql‘_‘)
OHN ‘ H H ‘ H
LF |
Fig.1 Fig.1 Fig.3
=7 T 7
e 93°
S R | “R type holder
DNLIC]
(mm)
. . Stock DCON Applicable Lever Scre Shim Shim Pin  Shim PinPunch ~ Wrench .
Designation Sl DMIN OHN LF WF H Mg HAND insert 6 > EB % //w\ Fig.
S$32S-PDUNR/L-11 40 50 250 22 30 32 R/ [DNLICI1104[J(]| LV3 VHX0617 SD317 SP3 LSPS3 HW25L | 3
S$32S-PDUNR/L-15 ®/® 40 50 250 22 30 32 RL
S40T-PDUNR/L-15 /e 50 60 300 27 38 40 R/ |DNLJLIJ1506[I(1| Lv4B VHX0821 SD42 SP4 LSPS4 HW30L | 3
S50U-PDUNR/L-15 ®/® 63 55 350 35 47 50 RL
S$32S-PDUNR/L-15-3 40 50 250 22 30 32 RL
S40T-PDUNR/L-15-3 50 60 300 27 38 40 RIL DNLJ[J15040J[]| LV4  VHX0821 SD42 SP4 LSPS4 HW30L | 3
A32S-PDUNR/L-15 40 50 250 22 30 32 R/ |[DNLICI1506[][]| LV4B VHX0821 SD42 SP4 LSPS4 HW30L | 3
A32S-PDUNR/L-15-3 40 50 250 22 30 32 R/ [DNLIJ1504(J(]| LVv4  VHX0821 SD42 SP4 LSPS4 HW30L | 3
9 Applicable inserts B13 ~ B18 o : Stock item
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Lever Lock System B

PSKNR/L

DMIN

DCON-MS

DCON-MS DCON-MS

H

Fig.1 Fig.2 Fig.3
i /A — 75°
e —— .
I * R type holder
SNLILJ
(mm)
. . Stock DCON Applicable Lever Shim Shim Pin  Shim Pin Punch ~ Wrench .
Designation RlL DMIN OHN LF WF H NS HAND i & : @ % ﬁ Fig.
S25R-PSKNR/L-12 e o 32 40 200 17 23 25 RL LV4A VHX0613A - - - HW30L
S32S-PSKNR/L-12 o 40 50 250 22 30 32 R/ |SNL1204000] 3
LV4  VHX0821 42B P4  LSPS4 HW30L
SAOT-PSKNRIL-12 |® | 50 60 300 27 38 40 RL 0G21 SS42B  SP4  LSPS4 HWS0
A25R-PSKNR/L-12 32 40 200 17 24 25 R/L SNCI12040001 LV4A VHX0613A - - - HW25L | 1
A32S-PSKNR/L-12 40 50 250 22 30 32 RL LV4  VHX0821 SS42B SP4 LSPS4 HW30L | 3
2 Applicable inserts B20 ~ B28 e : Stock item
PTFN R/L DMIN DCON-MS ~ DCON-MS ~ DCON-MS jf;éégi
7 (‘@
SSRGS
] L
Fig.1 Fig.2 Fig.3
90°
* R type holder
TNOO ’
(mm)
Stock : Lever Screw Shim Shim Pin  Shim PinPunch ~ Wrench
. . DCON Applicable .
Designation =l DMIN OHN LF WF H " HAND insert & P @ % P Fig.
S16R-PTFNR/L-11 o 20 25 200 11 14 16 R/L 5
S20S-PTFNR/L-11 o 25 32 250 13 18 20 R/ |TNOJO11030J0J| LV2  VHX0509B - - HW25L
S25R-PTFNR/L-11 ® 32 40 200 17 23 25 RL 3
S25R-PTFNR/L-16 e o 32 40 200 17 23 25 RIL LV3B VHX0512B - - HW20L
S32S-PTFNR/L-16 e e 40 50 250 22 30 32 RL 3
LV3  VHX0617 ST317B SP3 LSP HW25L
S40T-PTFNR/L-16 e o 50 60 300 27 38 40 R/L | TNO604000] SPS3 °
A25R-PTFNR/L-16 32 40 200 17 24 25 R LV3  VHX0617 - - HW25L | 1
A32S-PTFNR/L-16 40 50 250 22 30 32 RIL LV3  VHX0617 ST317B SP3 LSPS3 HW25L | 3
2 Applicable inserts B29 ~ B36 o : Stock item
PWLN R/L OMIN DCON-MS ~ DCON-MS — DCON-MS w
P e — f‘\ b
WFJ @ ) <~ t
(N
OHN —
L § ‘ ‘ ‘ 5
Fig.1 Fig.2 Fig.3 0
95°
* R type holder
WNLIC
(mm)
. . Stock DCON Applicable Lever Shim  ShimPin ShimPinPunch Wrench |
Designation RlL DMIN OHN LF WF H -MS HAND insert \ @ % /\ Fig.
S16R-PWLNR/L-06 L] 20 40 200 6 14 16 R/L |WNDIJ0604[1[J]| LV3B VHX0512B - - - HW20L | 2
S20S-PWLNR/L-06 |® e 25 32 250 13 18 20 RL 2
LV3B VHX0512B - - HW20L ——
S25R-PWLNR/L-06 (] 32 40 200 17 23 25 R/L |WNOOoes04d[d 8 0 0 3
S$32S-PWLNR/L-06 o 40 50 250 22 30 32 RL LV3  VHX0617 SW317 SP3 LSPS3 HW25L
S25R-PWLNR/L-08 e o 32 40 200 17 23 25 RL WNCICI0804000 LV4A VHX0613A - - HW25L 3
S32S-PWLNR/L-08 ® o 40 50 250 22 30 32 RIL LV4  VHX0821 SW42 SP4 LSPS3 HWB30L
2 Applicable inserts B39 ~ B43 o : Stock item
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B Clamp on System

CKUNR/L

DCON-MS

-

93° —V/ M
WFl S [
OHN il
LF
ans | 93°
KN D D \:} I \/I * R type holder
(mm)
. Clamp  Clamp Screw  Spring Shim  Pin+Spring Shim Screw ~ Wrench
. . DCON Applicable
Designation Stock DMIN OHN LF WF H s HAND insert @ @ @ <> &@ @ ﬁ
S32S-CKUNR-16 40 70 250 22 30 32 R PADS15
S40T-CKUNR-16 o |50 60 300 27 37 40 R |KNCHG04[IL| CTHGLI CHX025 SRS SK3ICL — .~ SHXO310 oL
S50U-CKUNR-16 (] 63 55 350 35 43 50 R
S32S-CKUNL-16 40 70 250 22 30 32 L PNO515
S40T-CKUNL-16 50 60 300 27 37 40 L |KNIJ1604LIIR|CTHGRI CHYOG25 SR3  SKAIC —_~ SHYO3IO AL
S50U-CKUNL-16 63 55 350 35 43 50 L
2 Applicable inserts B19 - Use left handed insert for right handed holder o : Stock item
CSKPR/L
AR, TN D
kg5 I {5
OHN H
LF
= ) 75°
SPD D ET[—\ g * R type holder
(mm)
. . Stock DCON Applicable Clamp Clamp Screw C-ring Wrench
Designation L DMIN OHN LF WF H NS HAND insert @ @ /&
S16R-CSKPR/L-09 L] 20 30 200 11 15 16 R/L SPIIT1090301] CH4R1C CHX0414C CR02C HW25L
S20S-CSKPR/L-09 25 36 250 13 18 20 RL CH5R5C CHX0519C CR03C HW30L
S20S-CSKPR/L-12 L] 25 28 250 13 18 20 R/L
S25R-CSKPR/L-12 22 40 200 12 23 25 RIL SPI120300] CH6R5 CHO0616 CRo04C HW30L
9 Applicable inserts B56 ~ B57 o : Stock item
CTFPRIL e Y
-
LF
- q 90°
= 1 * R type holder
TPLIL]
(mm)
i i Stock DCON Applicable Clamp Clamp Screw C-ring Shim ShimPin  Wrench
Designation =l DMIN OHN LF WF H “ys" HAND insert @ @ f@ W
S12M-CTFPR/L-11 L] 16 26 150 9 11 12 R/L
S16R-CTFPR/L-11 o 20 40 200 11 15 16 R/L | TPOO11030J0 |CH4R1C CHX0414C CRO02C - - HW25L
S20S-CTFPR/L-11 ° 25 40 250 13 18 20 R/L
S16R-CTFPR/L-16 o 20 40 200 11 15 16 R/L
S20S-CTFPRIL-16 |® | 25 40 25 13 18 20 AL CHSRSC CHXOSTSC CROSC :
S25R-CTFPR/L-16 ° 32 40 200 16 23 25 R/L | TPO1603010] HW30L
S32S-CTFPR/L-16 (] 40 45 250 22 30 32 RL CH6R5 CHX0622C CR04C ST32C  SP3C
S40T-CTFPR/L-16 50 60 300 27 37 40 RL
S40T-CTFPR/L-22 50 60 300 27 37 40 R/ | TPO220400] | CH83R1 CH0823C CR05C ST43C SP4C  HWA40L

9 Applicable inserts B61 ~ B64
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Multi Lock System B

MCLN R/L DM‘N‘\ | DCONMS  DCONMS DON,MS y

OHN‘ H ‘H“

LF
Fig.1 Fig.2 Fig.3
I 950
E N—\ * R type holder
CNLIO]
(mm)
Stock : Clamp Clamp Screw Shim Shim Pin Wrench
. . DCON Applicable ‘ .
Designation = DMIN OHN LF WF H .Mg HAND insert @ @ p Fig.
$20S-MCLNR/L-09 25 32 250 13 18 20 RL HW19.8L| 2
N DH7N DHA10/32-1 - D
S25R-MCLNR/L-09 32 40 200 17 23 25 RL | CNL0908T € 0219 SP3D3 hwessL| 3
S25R-MCLNR/L-12 o 32 40 200 17 23 25 R/L - SP4DS
S32S-MCLNR/L-12 |e | 40 50 250 22 30 32 RL | CNOIJ12040) | CDHEN  DHAt/421 HW31.8L| 5
SC43D SP4D HW23.8L
S40T-MCLNR/L-12 50 60 300 27 38 40 R/L
A25R-MCLNR/L-12 32 40 200 17 24 25 R/L - SP4DS Hw31.8L| 1
CN 1204 CDH6N  DHA14-21 ———————— P
A32S-MCLNR/L-12 40 50 250 22 30 32 R/L . . g SC43D SP4D HW23.8L| 3
29 Applicable inserts B5 ~ B12 e : Stock item

MDUNRI/L

DCON-MS DCON-MS DCON-MS N
N

H

Fig.1 Fig.2 Fig.3

93°
* R type holder
DNLI[]
(mm)
. . Stock DCON Applicable Clamp Clamp Screw Shim Shim Pin Wrench .
Designation RIL DMIN OHN LF WF H “ps" HAND insert @ @ = (@ P Fig.
S32S-MDUNR/L-15-3 40 50 250 22 30 32 R/L
S40T-MDUNR/L-15-3 50 60 300 27 38 40 R/L | DNOC15040] | CDH6N DHAI421 SD43D  SP4D :vv:l/g;glﬂ 3
A32S-MDUNR/L-15-3 40 50 250 22 30 32 R/L '
2 Applicable inserts B13 ~ B18 e : Stock item

MSKN R/L DM‘N/ R DCON-MS ~ DCON-MS DoN,Ms
| H L P

75°
* R type holder
SNLI[]
(mm)
Stock : Clamp Clamp Screw Shim Shim Pin Wrench
. . DCON Applicable ‘ .
Designation L DMIN OHN L wr W PGN wawo APREER i s o~ |fie
S25R-MSKNR/L-12 32 45 200 17 23 25 RL - SP4DS
S32S-MSKNR/L-12 40 50 250 22 30 32 R/ | SNCJJ12040] | CDHSN1 DHASH6-28 HW39.7L| 3
SS43D  SP4D HW23.8L
S40T-MSKNR/L-12 50 60 300 27 38 40 RL
A25R-MSKNR/L-12 32 40 200 17 23 25 RL - SP4DS 1
A32S-MSKNR/L-12 40 50 250 22 30 32 R/ | SNCIJ120401 |CDH8N1 DHAS/6-28 HW39.7L
SS43D  SP4D HW2358L| 3
A40T-MSKNR/L-12 50 50 300 27 37 40 RL
2 Applicable inserts B20 ~ B28 e : Stock item
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B Multi Lock System

MTFNR/L

Fig. 1 Fig. 2 Fig. 3

OHN

LF

o
TN D D il-— * Rtype holder
(mm)
Stock . Clamp Clamp Screw Shim Shim Pin Wrench
. . DCON Applicable ‘ .
Designation =N DMIN OHN LF WF H S HAND insert @ @ /§ Fig.
S25R-MTFNR/L-16 32 91 25 23 200 17 R/L CDH7N1 DHA10-32-19 - SP3D3 HW23.8L
S32S-MTFNR/L-16 40 61 32 30 250 22 R/ | TNLILI1604L] 3
S40T-MTFNR/L-16 50 61 40 38 300 o7 RIL CDH7N1 DHA10-32-19 ST32D SP3D HW19.8L
A25R-MTFNR/L-16 32 91 25 23 200 17 R/L TNCIC116040] CDH7N1 DHA10-32-19 - SP3D3 HW23.8L| 1
A32S-MTFNR/L-16 40 61 32 30 250 22 R/L CDH7N1 DHA10-32-19 ST32D SP3D HW19.8L| 3
%) Applicable inserts B29 ~ B36 e : Stock item

MVUNR/L o

H

H

Fig. 1 Fig. 2 Fig. 3

LF

I 930
VN D D ﬁj I * R type holder
(mm)
Stock - Clamp Clamp Screw Shim Shim Pin Wrench
. . DCON Applicable < .
Designation Al DMIN OHN LF WF H .Ms HAND insert @ = ﬁ /\ Fig.
S32S-MVUNR/L-16 40 93 32 30 250 22 RL
S40T-MVUNR/L-16 50 93 40 38 300 27 RL HW39.7L
VN 1604 CDH8N2 DHA5/16-28 V32D P3D ’
A32S-MVUNRLL-16 |® | 40 93 32 30 250 22 RL | 16040 sve S Hwio.8L |
A40T-MVUNR/L-16 50 93 40 38 300 27 RL
%) Applicable inserts B37 ~ B38 e : Stock item
MWL N R/L DMIN DCON-MS DCON-MS DCON-MS @M
KRN, o [ ’] iR @‘9
= [
WF| @ \l Q“-‘) 77%
OHN H ‘ H ‘ ‘ H ‘
LF ‘ ‘ ) ) )
Fig. 1 Fig. 2 Fig. 3
oo 95°
WN |:| D ﬁd‘ I * Rtype holder
(mm)
i i Stock DCON Applicable Clamp Clamp Srew Shim Shim Pin Wrench .
Designation Sl DMIN OHN LF WF H s HAND insert @ @ @ f Fig.
S25R-MWLNR/L-06 | e 32 95 25 23 200 17 RL - SP3D3
S32S-MWLNR/L-06 2 9 3 30 250 22 RL| WNOTOG04L) | CDHZN DHAIOG9 o © oe | 3
S40T-MWLNR/L-06 50 95 40 38 300 27 RL '
S25R-MWLNR/L-08 |e|e| 32 95 25 23 200 17 R/L - SP4DS
S32S-MWLNR/L-08 |® | 40 95 32 30 250 22 R/L | WNCII0804[] | CDHEN DHA1/4-21 HW31.8L | 4
SW43D SP4D  HW23.8L
S40T-MWLNR/L-08 | e 50 95 40 38 300 27 RL
A25R-MWLNR/L-06 32 95 25 23 200 17 RL - SP3D3  Hws31.8L | 1
WN 4 CDH7N DHA10/32-19 ————————— D
A32S-MWLNR/L-06 32 95 3 30 250 22 @ | NH0604] Sw32D  SPaD  HW19.L | 3
A25R-MWLNR/L-08 32 95 25 23 200 17 RL - SP4DS  Hw31.8L | 1
WN 0804 CDH6N DHA1/4-21 —————— —
A32S-MWLNR/L-08 40 95 32 30 250 22 RL HI0804L] SW43D  SP4D HW238L| 3
9 Applicable inserts B39 ~ B43 e : Stock item
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Screw on System B

SCLCR/L DM‘VN N DC—MS DCVMS DCON-MS
R L £ 3 § '

WEF| @ 1
OHN ‘ H
LF '
Fig. 1 Fig. 2 Fig. 3
A 950
CCD T i‘|;= * R type holder
D Steel shank type (mm)
. . Stock DCON Applicable Screw Shim Shim Srew Wrench .
Designation = DMIN OHN LF WF H s HAND insert W y Fig.
S08K-SCLCR/L-06 e o 10 12 125 5 7.2 8 R/L FTKA02555 TWO07
S10K-SCLCR/L-06 e 0| 12 16 125 6 9 10 RIL
S10M-SCLCR/L-06 |eo|e | 12 16 150 6 9 10 R/ | cclITo6020]C] 2
S12M-SCLCR/L-06 |® e 16 20 150 9 11 12 RIL FTKA02565 i i worp
S16R-SCLCR/L-06 ° 20 25 200 11 14 16 RIL
S12M-SCLCR/L-09 |e® e | 16 20 150 9 11 12 RIL
S16R-SCLCR/L-09 e e 20 25 200 11 14 16 RIL FTGA03508 ) ) TW15P | 2
S20S-SCLCR/L-09 | e 25 32 250 13 18 20 RL | CO-To9mL]
S25R-SCLCR/L-09 e o 32 40 200 17 23 25 RL FTGA03510 TW15P 3
S25R-SCLCR/L-12 e 0| 32 40 200 17 23 25 RL FTGA0411F - - TW15P
S$32S-SCLCR/L-12 e o 40 50 250 22 30 32  R/L | ccOT1204000] HwW40L | 3
S40T-SCLCR/L-12 |® e| 50 60 300 27 38 40 RL FTGAQ4TTF  SC42S  SHXNOBTOF  pyy45p
AO08F-SCLCR/L-06 e o 10 14 80 5 7.6 8 R/L FTKA02555 - - TWO7P
A10H-SCLCR/L-06 e 0| 12 16 100 6 95 10 R/ | ccOTos020]] 1
A12K-SCLCR/L-06 |®|/e| 16 20 125 9 115 12 RL FTKA02565 i i Tworp
A12K-SCLCR/L-09 |e 16 20 125 9 115 12 RL
A16M-SCLCR/L-09 e o 20 25 150 11 15 16 RIL FTGA03508 - - TW15P
A20Q-SCLCR/L-09 |e o | 25 32 180 13 19 20 RL CCLITogTSL L] !
A25R-SCLCR/L-09 o 32 40 200 17 24 25 R FTGA03510 - - TW15P
A25R-SCLCR/L-12 32 40 200 17 24 25 RIL CCOIM2040]0] FTGA0411F - TW15P | 1
A32S-SCLCR/L-12 40 50 250 22 30 32 RL FTGAO411F  SC42S  SHXNO610F HW40LTWI5P | 3
D Carbide shank type (mm)
Stock : Screw Wrench
. . DCON Applicable .
Designation =i DMIN OHN LF WF H Mg HAND insert @ y Fig.
C04G-SCLCR/L-03 |eo|e| 5 - 90 25 38 4 RIL
CO5H-SCLCR/L-03 ool & - = o v E B ccTo301] FTNA01633 TWO06P 1
C06H-SCLCR/L-04 ° 7 - 100 35 54 6 R/L
CO07K-SCLCR/L-04 ° 8 N 125 4 64 2 RIL ccTo401C] FTNA0238 TWO06P
CO08K-SCLCR/L-06 e e 10 - 125 5 7 8 R/L FTKA02555 TWO7P
C10K-SCLCR/L-06 ° 12 - 125 6 9 10 RIL
C10M-SCLCR/L-06 |e 12 - 150 6 9 10 R/ | ccOITo60200C]
C12M-SCLCRIL-06 | ® 6 - 150 9 11 12 AL FTKA02565 Tworp
C12Q-SCLCR/L-06 |e 14 - 180 7 11 12 RIL
C12M-SCLCR/L-09 | e 16 - 150 9 11 12 RIL »
C12Q-SCLCR/L-09 |e 15 - 180 8 11 12 RIL
C16R-SCLCR/L-09 |e 20 - 200 10 15 16 RIL
C16S-SCLCR/L-09 | ® 20 - 250 10 15 16 RL | CCHT09TLT FTGA03508 TwisP
C20R-SCLCR/L-09 |e 25 - 200 13 18 20 RL
C20S-SCLCR/L-09 ° 25 - 250 13 18 20 RIL
C25T-SCLCR/L-12 o 32 - 300 17 23 25 R/ | cClIT1204]0] FTGA0411F TW15P
E06H-SCLCR/L-04 ° 7 - 100 35 54 6 R/L
E07K-SCLCR/L-04 3 . 55 4 o8 = L ccTo4010 FTNA0238 TWO06P 1
E08K-SCLCR/L-06 e o 10 - 125 5 7.5 8 R/L FTKA02555 TWO7P
E10K-SCLCR/L-06 e 0| 12 - 125 6 9 10 RIL
E10M-SCLCR/L-06 |e o | 12 - 150 6 95 10 R/ | CcCOITos02I]
E12M-SCLCR/L-06 |® ®| 16 - 15 9 115 12 RL FTKA02565 Tworp
E12Q-SCLCR/L-06 ° 14 - 180 7 11 12 RIL
E12M-SCLCR/L-09 | e 14 - 150 7 11 12 RIL »
E12Q-SCLCR/L-09 15 - 180 8 11 12 RIL
E16R-SCLCR/L-09 ° 20 - 200 11 155 16 R/
E16S-SCLCR/L-09 20 - 250 10 15 16 AL | Co-ToeTsd FTGA03508 TWi5P
E20R-SCLCR/L-09 ° 25 - 200 13 18 20 RL
E20S-SCLCR/L-09 ° 25 - 250 13 19 20 RL
E25T-SCLCR/L-12 32 - 300 17 23 25  R/IL | ccOT1204000] FTGAO0411F TW15P
2 Applicable inserts B44 ~ B48, B75 e : Stock item

Turning @ 132



B Screw on System

SCLPR/L DM”? . DC'MS DC—MS Dc,Ms
g e————— I €9 E*

OHN ‘
LF o 1
Fig. 1 Fig. 2 Fig. 3
A ——— 9 50
CP DT 1— * Rtype holder
D Steel shank type (mm)
Designation ::oc:_( DMN OHN LF W H DSON yawp| ApPlicadle § VY;“ Fig.
S10M-SCLPR/L-08 ° 13 16 150 7 9 10 RIL CPLIT0802010] FTNA0305 TWO09P 5
S12M-SCLPR/L-08 | e 16 20 150 9 11 12 BL FTNA0307 TWO9P
S16N-SCLPR/L-09 | e 20 25 160 11 14 16 RL
S16R-SCLPR/L-09 | e 20 25 200 11 14 16 RL | oo FTNAOAOS TWisp 2
S20N-SCLPR/L-09 | e 25 32 160 13 18 20 R
S20S-SCLPR/L-09 | e 25 32 250 13 18 20 RL IED
A10H-SCLPR/L-08 12 16 100 6 9.5 10 RIL CPOIT08020000 FTNA0305 TWO9P .
A12K-SCLPR/L-08 16 20 125 9 115 12 RL FTNA0307 TWO9P
A16M-SCLPR/L-09 20 25 150 10 15 16 AL | oo FTNAOLOS TWisp 1
A20Q-SCLPR/L-09 25 32 180 13 19 20 R 3
D Carbide shank type (mm)
Designation SRm: DMN OHN LF Wk H DSON yawp| ApPlicadle § V;h Fig.
C10K-SCLPR/L-08 | e 12 145 125 6 9 10 RL FTNAO30S TWosp
C10M-SCLPR/L-08 | e 12 145 150 6 9 10 RL | o ieoni ]
C12M-SCLPR/L-08 ° 16 147 150 9 11 12 R/L FTNAG306 TWo9P
C12Q-SCLPR/L-08 15 147 180 75 11 12 RL
C12M-SCLPR/L-09 ° 16 144 150 9 11 12 R/L
C12Q-SCLPRIL-09 | 15 144 180 8 11 12 RL 2
C16R-SCLPR/L-09 |e 20 224 200 10 15 16 RL | oo FTNAGOS TWisp
C16S-SCLPR/L-09 |e 20 224 250 10 15 16 R
C20R-SCLPR/L-09 | 25 225 200 13 18 20 R
C20S-SCLPR/L-09 |e 25 225 250 125 18 20 R
E10K-SCLPR/L-08 12 145 125 6 9 10 RL
E10M-SCLPR/L-08 12 145 150 6 95 10 RL FTNAO30S TWosP
E12M-SCLPR/L-08 16 147 150 8 M2 RL e
E12Q-SCLPR/L-08 15 147 180 75 11 12 RL
E12M-SCLPR/L-09 15 144 150 8 11 12 R/L FTNAO407 TWoP 5
E12Q-SCLPR/L-09 15 144 180 8 11 12 R/L
E16R-SCLPR/L-09 20 224 200 10 15 16 R
E16S-SCLPR/L-09 20 224 250 10 15 16 RL | oo FTNAOLOS TWisp
E20R-SCLPR/L-09 25 225 200 13 18 20 R
E20S-SCLPR/L-09 | e 25 225 250 125 19 20 R
29 Applicable inserts B49 o : Stock item
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Screw on System B

SDQCRI/L

DMIN

DCON-MS ~ DCON-MS

DCON-MS

0

H

Fig. 1 Fig. 2 Fig. 3
107.5°
DCDT * R type holder
) Steel shank type (mm)
Designation ::“: DMIN OHN LF WF H DSON yayp| Applcadle ;%& v; Fig.
S10M-SDQCR/L-07 |® e| 13 16 15 7 9 10 RL FTKA02555 TWO7P
S12M-SDQCR/L-07 |e | 16 20 15 9 11 12 RL | DCCIT07020]) FTKA0256S WorP 2
S16R-SDQCR/L-07 |® | 20 25 200 11 14 16 RL
S16R-SDQCR/L-11 |® | 20 25 200 11 14 16 RL TGAGS508 Wisp )
S20S-SDQCR/L-11 |® e| 25 32 250 13 18 20 RL | DCOTHT3O]
S25R-SDQCR/L-11 |® | 32 40 200 17 23 25 RL FTGA03510 TW15P 3
A10H-SDQCR/L-07 | e 13 16 10 7 95 10 RL FTKA02555 TWO7P 1
DCLIT0702010]
A12K-SDQCR/L-07 | e 6 20 125 9 115 12 RL FTKA02565 TWO7P 1
A16M-SDQCR/L-11 20 25 15 11 15 16 RL T GA0S508 Wisp 1
A20Q-SDQCR/L-11 | e 25 32 180 13 19 20 RL | DCOITHT3C]
A25R-SDQCR/L-11 | e 32 40 200 17 24 25 RL FTGA03510 TW15P 1
D Carbide shank type (mm)
Designation :oc: DMN OHN LF  wr H DSON panp Api'r’":;?f'e ;&% “.";coh Fig.
C08K-SDQCR/L-07 ° 10 - 125 6 7 8 R/L FTKA02555 TWO7P
C10K-SDQCR/L-07 | e 18 14 125 7 8 10 AL oo
C12M-SDQCR/L-07 | e 6 14 150 9 11 12 RL FTHAO2565 Worp
C16R-SDQCR/L-07 | e 20 - 200 11 15 16 RL 2
C16R-SDQCR/L-11 | e 20 213 200 11 15 16 RL
C20R-SDQCR/L-11 | e 25 24 200 13 18 20 R/ | DCOITHT3CI] FTGA03508 TW15P
C20S-SDQCR/L-11 | @ 25 24 250 13 18 20 RL
E08K-SDQCR/L-07 | o 0 - 125 6 7 8 RL TA0R55S WorP
E10K-SDQCR/L-07 | o 2 14 125 7 9 18 AL | oo
E12M-SDQCR/L-07 16 14 150 9 11 12 R/L FTKA02565 TWO7P
E16R-SDQCR/L-07 20 - 200 11 15 16 R/L 2
E16R-SDQCR/L-11 | ® 20 213 200 11 15 16 RL
E20R-SDQCR/L-11 25 24 200 13 18 20 RL | DCOITHT3C] FTGA03508 TW15P
E20S-SDQCR/L-11 25 24 250 13 18 20 RL
2 Applicable inserts B50 ~ B53, B76 o : Stock item
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B Screw on System

SDUCR/L

DMIN

DCON-MS

DCON-MS

DCON-MS

Fig. 1 Fig. 2 Fig. 3
93°
DCDT * R type holder
D Steel shank type (mm)
Designation ::oc:_( DMN OHN LF W H DSON yanp| ApPlicadle § VY;“ Fig.
S10M-SDUCR/L-07 |® e 13 16 15 7 9 10 RL FTKA02555 TWO7P 2
S12M-SDUCR/L-07 |® e 16 20 15 9 11 12 RL | DCCIT07020]0] — WorP )
S16R-SDUCR/L-07 |® o 20 25 200 11 14 16 RL
S16R-SDUCR/L-11 |e® | 20 25 200 11 14 16 RL FTGAO3508 Wi ,
S20S-SDUCR/L-11 |e/e| 25 32 250 13 18 20 AL | ...
S25R-SDUCR/L-11 | | 32 40 200 17 23 25 RL TGAO3S10 WisP .
S32S-SDUCR/L-11 |® | 40 50 250 =22 30 32 RL
A10H-SDUCR/L-07 |e 13 16 100 7 95 10 RL FTKA02555 TWO7P 1
A12K-SDUCR/L-07 |e 16 20 125 9 115 12 RL | DCOTo702000] FTKAG2565 WorP 1
A16M-SDUCR/L-07 |e e | 20 25 150 11 15 16 RIL
A20Q-SDUCR/L-11_|e/e| 25 3 180 13 19 20 AL | ... FTGA03508 TW15P 1
A25R-SDUCR/L-11 | e 32 40 200 17 24 25 RL FTGA03510 TW15P
) Carbide shank type
Designation ::oc:_( DMN OHN LF W H DSON yawp| ApPlicadle § W;oh Fig.
C10K-SDUCR/L-07 (] 13 9.8 125 7 9 10 R/L FTKA02555 TWO7P
C10M-SDUCR/L-07 | e 2 98 150 7 9 10 RL
C12M-SDUCR/L-07 | 16 11 150 o 11 12 RL| ..o
C12Q-SDUCR/L-07 | e 16 11 180 9 11 12 RL FTKAG2565 WorP
C16R-SDUCR/L-07 | 20 200 11 15 16 RL
C16S-SDUCR/L-07 | 20 250 11 15 16 RL 2
C16R-SDUCR/L-11 | 20 200 11 15 16 RL
C16S-SDUCR/L-11 | e 20 250 11 15 16 RL TAO3508 Wisp
C20R-SDUCR/L-11 | e 25 200 13 18 20 RL | DCOT1T300
C20S-SDUCR/L-11 | ® 25 250 13 18 20 RL
C25T-SDUCR/L-11 | e 32 300 17 23 25 RL FTGA03510 TW15P
E10K-SDUCR/L-07 | e 12 98 125 7 9 13 RL - WorP
E10M-SDUCR/L-07 | e 13 98 150 7 95 10 RL
E12M-SDUCR/L-07 | 16 11 150 9 115 12 AL | oo
E12Q-SDUCR/L-07 6 11 180 9 115 12 RL FTKAG565 WoTP
E16R-SDUCR/L-07 | e 20 200 11 15 16 RL
E16S-SDUCR/L-07 20 250 11 15 16 RL 2
E16R-SDUCR/L-11 o 20 200 11 15 16 R/L
E16S-SDUCR/L-11 20 250 11 15 16 RL FTGAGS503 WisP
E20R-SDUCR/L-11 | e 25 200 13 18 20 R/L | DCOTT300
E20S-SDUCR/L-11 | 25 250 13 18 20 RL
E25T-SDUCR/L-11 32 300 17 23 25 RL FTGA03510 TW15P
9 Applicable inserts B50 ~ B53, B76 o : Stock item
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Screw on System

SDZCR/L

DMIN

1

DCON-MS

DCON-MS ~ DCON-MS

27

.
v N

Fig. 1 Fig. 2
r— 93°
ﬁ _ 7._ * R type holder
DCLIT
(mm)
. . Stock DCON Applicable Screw Shim Shim Scew Wrench .
Designation = DMIN OHN LF WF H s HAND insert W @‘\\\\\ %\ Fig.
S16R-SDZCR/L-07 o 20 25 200 11 14 16 R/L
S20S-SDZCRIL-07 |e | 25 3 250 18 18 20 RL | DO 1702 | FTKAO2S6S TWo7P | 2
S25R-SDZCR/L-11 o 32 40 200 17 23 25 R/L FTGA03510 TW15P
S$32S-SDZCR/L-11 [ 40 50 250 22 30 32 R/L TW15P, | 3
SAOT-SDZCR/L-11 |® | 50 60 300 27 88 40 RL | DCOTt1rary) || oA0s812  SD32S  SHKNOSOSF  pyyag)
A25R-SDZCR/L-11 32 40 200 17 24 25 R/L FTGA03510 - - TW15P 1
A32S-SDZCR/L-11 40 50 250 22 30 32 R/L FTGA03512 SD32S  SHXNO509F TW15P, HW35L| 3
2 Applicable inserts B50 ~ B53, B76 e : Stock item
SS KC R/L DMIN DCON-MS ~ DCON-MS ~ DCON-MS § q
= =
w, N\l N R \ i , I
e ) & €
OHN H ‘ H H
LF ' !
Fig. 1 Fig. 2 Fig. 3
I E—— 75°
‘-'i= * R type holder
scOIT R
(mm)
. . Stock DCON Applicable Screw Shim Shim Srew Wrench .
Designation =l DMIN OHN LF WF H Mg HAND insert W <=> @‘\\\\\ % Fig.
S12M-SSKCR/L-09 ° 16 20 150 9 11 12 R/L FTGA03507 TW15P
S16R-SSKCR/L-09 [ 20 25 200 11 14 16 R/L | SCLITO9T3LI] 2
S20S-SSKCRIL-09 | | 25 32 250 13 18 20 AL FTGA03508 TWisP
S25R-SSKCR/L-12 o 32 40 200 17 23 25 R/L SCOT12040100 FTGA0411F - - TW15P 3
S32S-SSKCR/L-12 (] 40 50 250 22 30 32 R/L FTGAO411F  SS42S  SHXNO610F TW15P, HW40L
A12K-SSKCR/L-09 16 25 125 9 115 12 R/L FTGA03507 - TW15P
A16M-SSKCR/L-09 20 25 150 11 15 16 R/L | SCLITO9T3LIC]
A20Q-SSKCR/L-09 2 32 180 13 19 20 RL FTGA03508 TWISP | 1
A25R-SSKCR/L-12 32 40 200 17 24 25 R/L SCIT1204010] FTGA0411F - TW15P
A32S-SSKCR/L-12 40 428 250 22 31 32 R/L FTGA0411F ~ SS42S  SFXNOB10F TW15P, HW40L| 3
2 Applicable inserts B55, B78 e : Stock item
S S K P R/L OMIN DCON-MS ~ DCON-MS ~ DCON-MS
. A A A
= -
G SRR
OHN H ‘ H H
' ‘ o o |
Fig. 1 Fig. 2 Fig. 3
A — 7 5 o
Ii‘= * R type holder
(mm)
N Stock DCON Applicable BEEL s '
Designation =l DMIN OHN LF WF H Mg HAND insert W y Fig.
S12M-SSKPR/L-09 ° 16 20 150 9 11 12 R/L
S16N-SSKPR/L-09 20 25 160 11 14 16 R/L
S16R-SSKPR/L-09 o 20 25 200 11 14 16 R/L | SPLITO9T3I] FTNA0307 TWO09P 2
S20N-SSKPR/L-09 25 32 160 13 18 20 R/L
S$20S-SSKPR/L-09 4 25 35 250 13 18 20 R/L
A12K-SSKPR/L-09 16 21 125 8 115 12 R/L
A16M-SSKPR/L-09 20 305 150 10 15 16 R/L | SPLITO9T3LIC] FTNA0307 TWO09P 1
A20Q-SSKPR/L-09 25 325 180 125 19 20 R/L
2 Applicable inserts B56 ~ B57 +Use left handed insert for right handed holder o : Stock item
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B Screw on System

STFCR/L DM?“ . DCON-MS ~ DCON-MS ~ DCON-MS §§§§§§§§

e
Fig. 1 ‘ ‘ Fig. 2‘ F\:.(B

90°
TC DT * R type holder
D Steel shank type ()
. . Stock DCON Applicable Screw Shim Shim Screw Wrench .
Designation =N DMIN OHN LF WF H Mg HAND insert @ @ % Fig.
S10M-STFCR/L-09 |e e| 13 16 150 7 9 10 RL
S12M-STECRIL-09 |® | 16 20 150 9 11 12 RL | 1090200 [FTKAD2206 - : TWOsP | 2
S12M-STFCR/L-11 e o 16 20 150 9 11 12 R/L
S16R-STFCR/L-11 | e 20 25 200 11 14 16 R/ | TCOT11020000 | FTKA02565 - - TWO7P | 2
S20S-STFCR/L-11 ° 25 32 250 13 18 20 RL
S20S-STFCR/L-16 | ® 25 32 250 13 18 20 RL 2
S25R-STFCRIL-16 | | 32 40 200 17 23 25 RL | C1 1018 FTGA0SS10 | i TWISP g
S32S-STFCR/L-16 | e 40 50 250 22 30 32 RL
SAOT-STFCRIL-16 | ® 5 60 300 27 37 40 RL | TCLITI6T3LIL) |FTGA0SST2  ST32S  SHXNOSO9F TWISP, HiasL| 3
A10H-STFCR/L-09 13 16 100 7 95 10 RL
A12K-STFCR/L-09 16 20 125 9 115 12 RL TCLITo002LI0] | FTKA2206 ’ i TWoeP | 1
A12K-STFCR/L-11 16 20 125 9 115 12 R/L
A16M-STFCR/L-11 | e 20 25 150 11 15 16  R/L | TCOT1102000] | FTKA02565 - - TWO7P | 1
A20Q-STFCR/L-11 25 32 180 13 19 20 RL
A25R-STFCR/L-16 % 40 200 17 24 25 AL | oo FTKA0S510 - - TW15P
A32S-STFCR/L-16 40 50 250 22 30 32 RL FTGA03512 ST32S  SHXNOS09F TW15P, HW3sL| 3
) Carbide shank type
L Stock DCON Applicable S CICEED )
Designation Al DMIN OHN LF WF H .ms HAND - @ y Fig.
CO08K-STFCR/L-09 (] 10 - 125 5 7 8 R/L
C10K-STFCR/IL-09 |e e| 12 14 125 6 9 10 RL | roHTo0H FTKA02206 TwosP
C10K-STFCR/L-11 | e 12 125 125 6 9 10 RL
C12M-STFCR/L-11 | e 16 - 150 9 11 12 BL
C16R-STFCR/L-11 | e 20 - 200 11 15 16 RL | TCOT1102000J FTKA02565 TWO7P
C20R-STFCR/L-11 | e 25 23 200 13 18 20 RL 2
C20S-STFCR/L-11 | e 25 23 250 13 18 20 RL
C20R-STFCR/L-16 | e 25 - 200 13 18 20 BRL
C20S-STFCRIL-16 |e | 25 - 250 13 18 20 RL | Co 600 FTGA03510 TW1sP
EO08K-STFCR/L-09 o 10 - 125 5 7 8 R/L
E10K-STFCR/L-09 12 14 125 6 9 13 RmL | oomesed FTKA02206 TWosP
E10K-STFCR/L-11 12 125 125 6 9 13  RL
E12M-STFCR/L-11 | e 16 - 150 9 11 12 BL
E16R-STFCR/L-11 | e 20 - 200 11 155 16 RL | TCOT1102000J FTKA02565 TWO7P
E20R-STFCR/L-11 25 23 200 13 18 20 RL 2
E20S-STFCR/L-11 25 23 250 13 18 20 R/L
E20R-STFCR/L-16 25 - 200 13 18 20 RL
E20S-STFCRL-16 | | 25 - 250 13 18 20 RL | (Co6m00 FTGA03510 TW1sP
9 Applicable inserts B59 ~ B60, B79 e : Stock item
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Screw on System B

STFPR/L

DMIN DCON-MS ~ DCON-MS ~ DCON-MS
H H

Fig. 1 Fig. 2 Fig. 3

90°
TP DT * R type holder
) Steel shank type (mm)
. . Stock DCON Applicable Screw Wrench :
Designation = DMIN OHN LF WF H s HAND insert @ y Fig.
S10M-STFPR/L-11 L] 13 16 150 7 9 10 R/L FTNAO0306 TWO09P 2
S12M-STFPR/L-11 | e 16 20 150 9 11 12 RL
S16N-STFPRIL-11  |® | 20 25 160 11 14 16 RL | To11080 FTNA0307 TwogP 2
S16R-STFPR/L-11 e o | 20 25 200 11 14 16 R/L
S20N-STFPR/L-16 o 25 32 160 13 18 20 R/L
S20S-STFPRIL-16  |e | 25 32 250 13 18 20 RL | 1604 FTNAO408 TWisP 2
A10H-STFPR/L-11 13 16 100 7 9.5 10 R/L FTNAO306 TWO09P 1
A12K-STFPR/L-11 16 20 125 9 11.5 12 R/L TPOIT110301]
A16M-STFPR/L-11 20 25 15 11 15 16 AL FTNA0307 TWosP !
A20Q-STFPR/L-16 25 32 180 13 19 20 R/L | TPOT1604000 FTNA0408 TW15P 1
) Carbide shank type
Stock : Screw Wrench
. . DCON Applicable .
Designation =l DMIN OHN LF WF H s HAND — W y Fig.
CO08K-STFPR/L-08 L] 10 13.7 125 8 7 8 R/L | TPLITO802( 1] FTNA02205 TWO06P
C10K-STFPR/L-11 ° 12 14 125 6 9 10 R/L FTNAO305 TWO9P
C10M-STFPR/L-11 o 12 14 150 6 9 10 R/L
C12M-STFPR/L-11 ° 16 - 150 8 11 12 R/L
C12Q-STFPR/L-11 L] 15 - 180 8 1 12 R/L
C16R-STFPRIL-11 |e | 20 - 200 11 15 16 RL | 1080 — osp ,
C16S-STFPR/L-11 o 20 - 250 10 15 16 RL
C20R-STFPR/L-11 o 25 - 200 13 18 20 R/L
C20S-STFPR/L-11 o 25 - 250 13 18 20 R/L
C20R-STFPR/L-16 | 25 - 200 13 18 20 RL
C20S-STFPR/L-16 o 25 - 250 125 18 20 R/L TPOT16041] FTNA0408 TW15P
C25T-STFPR/L-16 | 32 235 300 17 23 25 RL
EO08K-STFPR/L-08 o 10 13.7 125 5 7 8 R/L TPITO802(1] FTNA02205 TWO06P
E10K-STFPR/L-11 | e 12 14 125 6 9 13 RL FTNAGS0S TWoop
E10M-STFPR/L-11 | e 12 14 150 6 95 10 RL
E12M-STFPR/L-11 o 16 - 150 8 11.5 12 R/L
E12Q-STFPR/L-11 16 - 180 8 115 12 R/L
E16R-STFPRL-11  |® | 20 - 200 11 155 16 RL | T80 A7 osp ,
E16S-STFPR/L-11 20 - 250 10 15 16 RL
E20R-STFPR/L-11 25 - 200 13 18 20 R/L
E20S-STFPR/L-11 25 - 250 13 18 20 R/L
E20R-STFPR/L-16 25 - 200 13 18 20 RL
E20S-STFPR/L-16 25 - 250 125 18 20 R/L TPOIT1604L1] FTNAO0408 TW15P
E25T-STFPR/L-16 32 235 300 17 23 25 RL

2 Applicable inserts B61 ~ B64

- Use left handed insert for right handed holder o : Stock item
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B Screw on System

STWPR/L ) \DMW DC—MS DC—MS Dchs §§;§§§
Siek o> R D=

Fig. 1 Fig. 2 Fig. 3

60°
* R type holder
TPLILC]
(mm)
Designati Sk | \MIN OHN LF WF W DSON yayp | Applicable S e '
esignation S NS - @ y Fig.
S10M-STWPR/L-11 o 12 16 150 6 9 10 R/L TPGH1102[]] FTNAO305 TWO09P
S12M-STWPR/L-11 ° 16 25 150 9 11 12 R/L
TPGH1103[][] 2
S16Q-STWPR/L-11 L] 20 25 180 11 14 16 R/L TPMT110300] FTNAO306 TWO09P
S20R-STWPR/L-11 (] 25 32 200 13 18 20 R/L
9 Applicable inserts B61 ~ B64 o : Stock item

B

Fig. 1 Fig. 2 Fig. 3

SVJCRI/L

52°
* R type holder
vel]
(mm)
Designati Stock| MIN OHN LF wWrF H DCON yayp| Applicable o ey i
esignation =l -MS insert @ y Fig.
S12M-SVJCR/L-08 | e 16 30 150 2 11 12 RL

VCMT080201] FTNA0204 TWO6P 2

S16Q-SVJCR/L-08 |® e 20 3 180 2 15 16 RL 020 06
9 Applicable inserts B65 ~ B70, B81 o : Stock item

SVQBR/L DM[N - DC—Ms Dchs Dc,Ms W

Fig. 1 Fig. 2 Fig. 3
107.5°
* R type holder
VBLIT
(mm)
Stock - Screw Shim Shim Screw Wrench
. . DCON Applicable .
Designation 2l DMIN OHN LF WF H Mg HAND insert W = %\‘\\\\\\ % Fig.
S$32S-SVQBR/L-16 e o 40 50 250 22 30 32 RIL
SAOT-SVGBRIL-16 | | 50 60 300 27 38 40 R | VBOTI6MI] | FTGARSt2  SV32S SHXNOSOS9F [/ | 3
A32S-SVQBR/L-16 40 50 250 22 30 32 R/L
9 Applicable inserts B65 ~ B67, B80 e : Stock item
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Screw on System B

SVQCR/L DM[N - DCONMS ~ DCONAMS — DCON-MS W
& e D 1

WF| /8
OHN ‘ H
LF ‘
Fig. 1 Fig. 2 Fig. 3
e 108°
S —— * Rtype holder
vCLT -
(mm)
. . Stock DCON Appli cable Screw Shim Shim Scew Wrench .
Designation = DMIN OHN LF WF H s HAND insert W @\\\\\ %\ Fig.
S16R-SVQCR/L-11 o 20 25 200 11 14 16 R/L 5
S20S-SVQCR/L-11 25 32 250 13 18 20 R/L | VCLIT1103[IJ | FTKA02565 - - TWO7P
S25R-SVQCR/L-11 32 40 200 17 23 25 R/L 3
S20S-SVQCR/L-13 25 32 250 13 18 20 R/L 2
VCLIT1 FTKA - R
S25R-SVQCRI/L-13 32 40 200 17 23 25 RL | 'O IS0 | FTKAOSOY TWOTP- 14
S25R-SVQCR/L-16 e o 32 40 200 17 23 25 R/L FTGA03510 - - TW15P
S32S-SVQCR/L-16 | e 4 50 250 22 30 32 RL | VCOT1604000] TW1isP | 3
S40T-SVQCR/L-16 |® | 50 60 300 27 3 40 RL FTGAOSS12  SV32S  SHXNOSOSF y\yag)
2 Applicable inserts B65 ~ B67, B81 e : Stock item

SVUBR/L
(B ah ) | N\

]
OHN ‘
LF '

Fig. 1 Fig. 2 Fig. 3
E’/‘_ 93°
VBT s * Rtype holder
(mm)
. . Stock DCON Applicable Screw Shim Shim Sew Wrench .
Designation S DMIN OHN LF WF H Mg HAND  — @ = @\\\\\ % Fig.
S$32S-SVUBR/L-16 ® o | 40 50 250 22 30 32 R/L
S40T-SVUBR/L-16 (] 50 60 300 27 38 40 R/L | VBLIT1604[J[] |FTGA03512 SV32S  SHXNO509F L\\IIVV?BSSE 3
A32S-SVUBR/L-16 40 50 250 22 30 32 R/L
9 Applicable inserts B65 ~ B67, B80 e : Stock item

SVUCRI/L

W

Fig. 1 Fig. 2 Fig. 3
93°
* R type holder
VCLIT
(mm)
Stock P Screw Shim Shim Screw Wrench
. . DCON Applicable .
Designation Rl DMIN OHN LF WF H Mg HAND — @ @\\\\\ % Fig.
S16R-SVUCR/L-11 o 20 25 200 11 14 16 R/L 5
S$20S-SVUCR/L-11 [ 25 32 250 13 18 20 R/L | VCLIT1103LJ[] | FTKA02565 - - TWO7P
S25T-SVUCR/L-11 32 40 300 17 23 25 R/L 3
S$20S-SVUCR/L-13 ° 28 32 250 16 18 20 R/L 2
S25R-SVUCR/L-13 32 40 200 17 23 25 RL | 'COTIS08LL) | FTKA0SOY ) | TWoSP 14
S25R-SVUCR/L-16 e o | 32 40 200 17 23 25 R/L FTGA03510 - - TW15P
S$32S-SVUCR/L-16 (] 40 50 250 22 30 32 R/L | VCLIT16041[] TW15P 3
S40T-SVUCR/L-16 |® e| 50 60 300 27 38 40 RL FTGA035T2  SVS2S  SHXNOSOSF v 35,
2 Applicable inserts B65 ~ B67, B81 o : Stock item
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B Screw on System

SWLCR/L

DCON-MS

D

CON-MS ~ DCON-MS

,,,,,,,,,,,,,,,,,,, 2l 7

Fig. 2 Fig. 3

Fig. 1
P m— 95°
;‘V= * Rtype holder
WCLIT
(mm)
Stock : Screw Wrench

. . DCON Applicable .
Designation =N DMIN  OHN LF WF H NS HAND insert @ y Fig.

S25R-SWLCR/L-08 32 40 200 17 23 25 R/L WCLTT0804010] FTGAO411F TW1sP 3

S$32S-SWLCR/L-08 40 50 250 22 30 32 R/L

A25R-SWLCR/L-08 32 40 200 17 24 25 R/L 1

A32S-SWLCR/L-08 40 50 250 22 30 32 R/L el Toso FTGAO411F TWisP 3
® : Stock item

141 e Turning



Compact Mini B

SCLCR/L

OHN

DCON-MS

=

&

95°
= N
‘\= * R type holder
CCET ot
(mm)
Stock : Screw Wrench
. . DCON Applicable
Designation = DMIN  OHN LF WF H S HAND insert @ y
S10H-SCLCR/L-0305 | ® 5 25 100 2.5 9 10 R/L
S10H-SCLCR/L-0306 | ® 6 25 100 3 9 10 RL | CCET®OTHL | FTNA01633 TWo6P
S10J-SCLCR/L-0407 | e 7 30 110 3.5 9 10 R/L
S10J-SCLCR/L-0408 | 8§ 30 10 4 9 10 mL | COETMOTL 1 FTNAC238 TWosP
29 Applicable inserts B44 ~ B48, B75 e : Stock item

+Use left handed insert for right handed holder
«Itis not an ISO type holder, and the last two digits of the model
number are not related to the tool specifications.

STUBRI/L

DCON-MS

)

xﬂ

[¢]
TBOI] i — 93
/ * R type holder
) Steel shank type (mm)
Stock P Screw Wrench
. . DCON Applicable
Designation Rl DMIN  OHN LF WF H NS HAND insert @ y
S08K-STUBR/L-06 ° 8 30 125 4 7 8 R/L
AOSF-STUBR/L-06 8 30 80 2 75 8 RIL TBOI0601IIR/L FTNA0204 TWO06P
) Carbide shank type )
Stock ; Screw Wrench
. . DCON Applicable
Designation RIL DMIN  OHN LF WF H -MS HAND insert @ y
C08K-STUBR/L-06 o o 8 125 4 7 8 R/L
C10K-STUBR/L-06 (] 12 125 6 9 10 R/L TBLIT0B01LI FTNA0204 TwosP
E08K-STUBR1L-06 | © 10 125 > ! 8 AL rerimosotc FTNA0204 TWO06P
E10K-STUBR/L-06 ° 12 125 6 9 13 R/IL
2 Applicable inserts B58 -Use left handed insert for right handed holder o : Stock item
STL B R/L DMIN DCON-MS & W
777777777777777
LF
95°
1800 | ,f,f# * R type holder
D Steel shank type (mm)
Stock . Screw Wrench
. . DCON Applicable
Designation RIL DMIN  OHN LF WF H -MS HAND insert @ y
S06H-STLBR/L-06-SP 8 12 100 3.8 5 6 R/L | TBLICI0601LICIRL FTNA0204 TWO06P
2 Applicable inserts B58 +Use left handed insert for right handed holder ® : Stock item
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B Compact Mini

DMIN

STUPR/L

DCON-MS D

CON-MS ~ DCON-MS

————— )

Fig. 1 Fig. 2 Fig. 3
ﬂ ,,,,,,,,, 7 93°
TPLIL] / * Rtype holder
D Steel shank type (mm)
N Stock DCON Applicable SELD s '
Designation =N DMIN  OHN LF WF H NS HAND insert @ y Fig.
S08K-STUPR/L-08 ° 10 18 125 5 7 8 R/L
AOSF-STUPR/L-08 T = = 4 5 . S TPLJCJI08020JCJR/L| FTNA02205 TWO06P 2
D Carbide shank type (mm)
o Stock DCON Applicable SR WIEED '
Designation N DMIN  OHN LF WF H NS HAND insert W y Fig.
CO08K-STUPR/L-08 ° 10 - 125 5 7 8 R/L TPIT080201C] FTNA02205 TWO6P
C10K-STUPR/L-11 ° 12 - 125 6 9 10 R/L FTNAO305 TWogP
C10M-STUPR/L-11 ° 12 - 150 6 9 10 RIL
C12M-STUPR/L-11 o 16 - 150 9 11 12 R/L
C12Q-STUPR/L-11 ° 15 - 180 8 11 12 RIL
C16R-STUPR/L-11 | ® 20 - 20 11 15 1s Rl | Toriostd i oo | 2
C16S-STUPR/L-11 ° 20 - 250 10 15 16 R/L
C20R-STUPR/L-11 ° 25 - 200 13 18 20 R/L
C20S-STUPR/L-11 ° 25 - 250 13 18 20 R/L
C20R-STUPR/L-16 ° 25 - 200 13 18 20 R/L
C20S-STUPR/L-16 25 - 250 13 18 20 RIL TPLIT1604]C] FTNA0408 TW15P
C25T-STUPR/L-16 32 - 300 17 23 25 R/L
E08K-STUPR/L-08 ° 10 - 125 5 7 8 R/L TPT080201C] FTNA02205 TWO06P
E10K-STUPR/L-11 12 - 125 6 9 13 R/L FTNAO30S TWogP
E10M-STUPR/L-11 o 12 - 150 6 9 10 R/L
E12M-STUPR/L-11 ° 15 - 150 8 11 12 R/L
E12Q-STUPR/L-11 15 - 180 8 11 12 RIL
E16R-STUPR/L-11 | e 20 - 20 11 15 1s L | Toriostd I oo | 2
E16S-STUPR/L-11 20 - 250 10 15 16 RIL
E20R-STUPR/L-11 25 - 200 13 18 20 R/L
E20S-STUPR/L-11 25 - 250 13 18 20 R/L
E20R-STUPR/L-16 25 - 200 13 18 20 R/L
E20S-STUPR/L-16 25 - 250 13 18 20 R/L TPLIT1604]] FTNA0408 TW15P
E25T-STUPR/L-16 32 - 300 17 23 25 R/L
%) Applicable inserts B61 ~ B64 +Use left handed insert for right handed holder e : Stock item
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Compact Mini B

SWUBR/L

DMIN

DCON-MS

D

CON-MS ~ DCON-MS

1

-
| b
| H
Fig. 1 Fig. 2 Fig. 3
93°
WBDT * R type holder
) Steel shank type (mm)
N Stock DCON Applicable S WICi :
Designation = DMIN  OHN LF WF H S HAND insert @ y Fig.
SO05H-SWUBR/L-02 | e 5.5 100 2.75 45 5 R/L WBGT0201CICIRIL FTNA0203 TWosP
S08K-SWUBR/L-02 | e 8 30 125 4 7 8 R/L FTNA02033
S08K-SWUBR/L-S3 10 16 125 5 7 8 R/IL |WBGTS302[JLIR/L| FTNA02205 TWO6P 2
AO08F-SWUBR/L-02 8 12 80 4 7.6 8 R/IL | WBGT0201JJR/L FTNA0203 TWO6P
AO08F-SWUBR/L-S3 10 16 80 5 7.5 8 R/L |WBGTS302[J(JR/L| FTNA02205 TWO06P
) Carbide shank type (mm)
N Stock DCON Applicable L et .
Designation RIL DMIN  OHN LF WF H -MS HAND insert @ y Fig.
CO5H-SWUBR/L-02 |e 55 - 100 275 4.5 5 R/L FTNAG203 TWoeP !
CO06H-SWUBR/L-02 |e 7 - 125 3.5 5.4 6 R/L WBIT02010]]
CO08K-SWUBR/L-02 |e 8 - 125 4 7 8 R/L FTNA02033 TWO6P »
CO8K-SWUBR/L-S3 | o 10 - 125 4 7 8 R/L WBLITS301010] FTNA02205 TWO06P
E06H-SWUBR/L-02 7 - 100 3.5 5.4 6 R/L WBLIT0201010 FTNA0203 TWO6P 1
E08K-SWUBR/L-02 |e 8 - 125 4 7.5 8 R/L FTNA02033 TWO6P »
E08K-SWUBR/L-S3 10 - 125 5 7 8 R/L WBLITS301010] FTNA02205 TWO6P
2 Applicable inserts B72 +Use left handed insert for right handed holder ® : Stock item

Sleeve

SL (sieeve)

a b
| DCON-MS “
B (1 1 ‘
OAH DCON-WS I Tf S e -+ —
Fig. 1
a, b ¢
DCON-MS
T L i
@ =
‘ LF
Fig. 2
(mm)
. ) Screw Wrench
Designation Stock | DCON-MS a b c DCON-WS OAH LF /A Fig.
SL1603 [ 16 5 - 3 14 100 M3 HW15L
SL1604 [ 16 5 6 = 4 14 100 M4 HW20L 1
SL1605 ° 16 5 8 - 5 14 100 M4 HW20L
SL1606 [ 16 5 6 6 6 14 100 M4 HW20L 5
SL1607 o 16 5 6 8 7 14 100 M4 HW20L
SL2008 [ 20 5 10 10 8 18 100 M4 HW20L N
SL2010 [ 20 5 10 10 10 18 100 M5 HW20L
x Fine tolerance and surface roughness o : Stock item
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B Technical Information for KHP Coolant

KORLOY High Pressure Coolant

KHP Coolant

ISO TURNING HOLDER

= 300% increased productivity on Inconel machining compared

Clamping screw

(MHB0415)
to low pressure coolant system \
- Cooling, tool life, and chip control are improved by the high
volume coolant multi-directional injection system Plug \ Oil seal
(KHA0404-NYLCOK) i \ / (HPOTS)
AN ‘. ’
Water clamp AN ! ,/‘
(HPCR-H) N ~
~—
\\
Water clamp plug /
(KHA0505-NYLOCK) /
/
/
1/8’ BSPP Adaptor ,/
(HPA3/8UNF1/8PF) !

) Features

- The optimal distance between the insert and the jet orifice and the ideal place of the jet orifice (
- Minimized coolant pressure loss due to streamlined design of internal path

% Adaptor and high pressure hose are sold separately.

Max 300 bar

- Easy to clamp an insert with the sliding clamp system S The minimum | The maximum
) orkplece pressure pressure
S//O'
7,
9
50
p 70
Q Loy
\T 60 300
50
The original position The position of Optimal position and Oval direct spray
of water clamp placing insert distance of spraying 0

Water clamp with a hole

0
-0

Spray to the upper
surface of insert

Spray to the bottom ‘
surface of insert
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Water clamp with three holes

Injection through
three holes on
the rake surface

e
l‘

Injection on the
bottom surface‘

% Clamp is sold seperately



Technical Information for KHP Coolant B

2 How to use the water clamp

) * “ D
N,

Unscrew the clamping Move the water clamp to the Put an insert to the tip and Move the water clamp back Screw the clamping screw
screw edge of the holderscrew seat the clamping screw to its original position
2 Application range ) Grade Line-up
HRSA (Inconel) | HRSA (Titanium) HRSA (Inconel) | HRSA (Titanium)
A
= 40 = 50 c 80 B
E . E VP3 £ PC8105 g 1™
S 30 ] g 40 § 60 | PC8110 g - HO1
3 | 3 30 5 s <
5 20 5 VP2 & 40 PC8115 3 60
< VP3 | £ 20 & = i F
o) / o) = C5300 , o
8 10 a ; J £ 2 — £ 40
7 10 3 3
. vP1 .
01 02 03 04 01 02 03 04 05 Y F3 2 [ F 3 2
Feed, fn (mmyrev) Feed, fn (mm/rev) Continuous Light  Heavy interrupted Continuous Light  Heavy interrupted
' ' cutting interrupted cutting cutting interrupted cutting
2 How to clamp the KHP
e 3 types of installation systems makes clamping easy
e The banjo type hose provides wider area for machining than other types
Straight to straight (S-S)
adaptor
HPA3/8UNF1/8PF
Blank adaptor é
HPB1/8PF HPA3/8UNF1/8PF
[ Pic. 1]
Straight to banjo (S-B)
Banjo screw Copper washer Copper washer
HPZ1/8PF HPW1/8PF HPW1/8PF
Blank adaptor d)
HPB1/8PF HPA3/8UNF1/8PF
[Pic. 2]
Banjo to banjo (B-B)
Banjo screw Copper washer Copper washer
HPZ1/8PF HPW1/8PF HPW1/8PF
Banjo screw Copper washer Copper washer Blank
HPZ1/8PF HPW1/8PF HPW1/8PF HPB1/8PF
[ Pic. 3]

x 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
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B Technical Information for KHP Coolant

2 Components of KHP Coolant

e The components of high pressure coolant are sold separately
e Various components are available according to different machining sites and uses machining with high pressure coolant

High
Designation Shape IHose pressure| Blank | Adaptor Banjo screw el Pic.
ength washer
hose
HPH3/8UNF-200-SET S 200mm
2EA - - 1
HPH3/8UNF-250-SET 250mm
HPH3/8UNF1/8PF-200-SET B 200mm
1EA 1EA 1EA 1EA 3EA 2
HPH3/8UNF1/8PF-250-SET 250mm
HPH1/8PF-200-SET B 200mm
- 2 EA 5EA 3
HPH1/8PF-250-SET 250mm
2 KHP Coolant Parts
Division Designation Shape
G1/8(PF1/8) UNF3/8
Adaptor HPA3/8UNF1/8PF =
Blank HPB1/8PF —
G1/8(PF1/8)
G1/8(PF1/8)
Banjo screw HPZ1/8PF %
Copper washer HPW1/8PF
Interneral @10
) KHP Coolant High pressure hose
High pressure hose shape Length S B
200mm
- - UNF3/8 UNF3/8
S PHIBUNE) N e — Y UNFre :
250mm
200mm
Straight to banjo UNF3/8 Internal @10
(HPH3/8UNF1/8PF) S é‘k R — @ B psomm UNF3/8 Internal @10
200mm
. . Internal @10 Internal @10
B(all:lji’cl)-lzc’/:::)p § - Internal @10
B ——————————— i B 250mm
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KHP Coolant B

T
PCLNR/L m
=/ R 9 .
,///
L r — |
- LF L@_A
95°
HF H
* R type holder
CNLI[J
(mm)
i X Stock . .
Designation RIL LH LF WF HF B H HAND Applicable insert
PCLNR/L 2525-M12-KHP LA 34 150 32 25 25 25 RIL
CNLI[12040(]
3232-P12-KHP 34 170 40 32 32 32 R/L
Lever Shim Ship pin Shim Pin Punch Clamp Clamping screw Oil seal Plug Wrench
Part
& © 0 S & F -
PCLNR/L 2525-M12-KHP -
VAN VHX0B20N  SC42N  SPAN  LSPS4  HPCRL-H MHBO41s  HPO7s  KriAG40d4-— HW2OL
3232-P12-KHP NYLOCK HW30L
2 Applicable inserts B5 ~ B12 e : Stock item
PDJNR/L s |
B NG
. ©
" Lh LF ©
93°
HF H * Rtype holder
DN
(mm)
X X Stock . .
Designation RIL LH LF WF HF B H HAND Applicable insert
PDJNR/L  2525-M11-KHP 42 150 32.25 25 25 25 R/L DNOII110400]
2525-M1504-KHP 93 25 25 150 25 32.25 R/L DNCIC1504[](]
2525-M1506-KHP o0 42 150 32.25 25 25 25 R/L DNLCI11506[]0]
Lever Shim Shippin  ShimPinPunch  Clamp Clamping screw  Oil seal Plug Wrench
Part »
& © ) x & e
PDJNR/L 2525-M11-KHP LV3AN  VHX0617N  SD32N SP3 LSPS3 HPCR/L-H MHB0415 HPO7S KHA0404-NYLOCK HW20L, HW25L, HW30L
2525-M1504-KHP LVABN  VHX0821N SD43N  SP4N LSPS4 HPCR/L-H MHB0415 HPO7S  KHA0404-NYLOCK HW20L, HW30L
2525-M1506-KHP LVABN  VHX0821N SD42N  SP4N LSPS4 HPCR/L-H MHB0415 HPO7S  KHA0404-NYLOCK HW20L, HW30L
9 Applicable inserts B13 ~ B18 e : Stock item
PSSNRIL g . 43 B *
= - @
- LF 5
R 450
HF H * R type holder
SN
(mm)
. . Stock . _
Designation RIL LH LF WF HF B H HAND Applicable insert
PSSNR/L 2525-M12-KHP [N 35.5 150 34.25 25 25 25 RIL SNOIO120400
Lever Shim Shippin  Shim Pin Punch Clamp Clamping screw  Oil seal Plug Wrench
Part D)
& D < & 7
PSSNR/L 2525-M12-KHP LV4N VHX0821 SS42N SPAN LSPS4  HPCR/L-3H MHB0415 HPO7S  KHA0404-NYLOCK  HW20L, HW30L

2 Applicable inserts B20 ~ B28

o : Stock item
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B KHP Coolant

7
PWLNR/L M ; |
{ WE B
v
T e -
LH LF l °
I 95°
ol " * R type holder
WNLCI]
(mm)
i i Stock . .
Designation RIL LH LF WF HF B H HAND Applicable insert
PWLNR/L 2525-M08-KHP LB 33 150 32.25 25 25 25 RIL
WNLI[J0804[1[]
3232-P08-KHP 33 170 39.25 32 32 32 RIL
Lever Screw Shim Ship pin Shim Pin Punch Clamp Clamping screw Oil seal Plug Wrench
Part
S B S & -
3232-P08-KHP LV4N VHX0820N SW42N SP4N LSPS4 HPCR/L-H  MHB0415 HPO7S NYLOCK HW30L
%) Applicable inserts B39 ~ B46 o : Stock item
WF B
e
| “T "
LF
1 % * R type holder
HF H
RCGT
(mm)
i i Stock
Designation = LH LF WF HF B H HAND Applicable insert
SRGCR/L 2525-M12-KHP LA 33 150 31.5 25 25 25 RIL RCGT1204M0
Screw Shim Shim Screw Clamp Clamping screw Oil seal Wrench
Part
o » £ & s~
SRGCR/L 2525-M12-KHP FTGA03512 SR12S SHXNO509F HPCR/L-3H MHB0415 HPO7S HW15P, HW30L, HW35L
9 Applicable inserts B54, B77 e : Stock item
O
o 93°
LH
LF
93°
HF H * R type holder
VBLUI[]
(mm)
i i Stock
Designation =i LH LF WF HF B H HAND Applicable insert
SVJUBR/L  2525-M16-KHP e o | 4619 150 32.38 25 25 25 RIL VBLI[11604L10]
Screw Shim Shim Screw Clamp Clamping screw Oil seal Wrench
e g = @ £ & S
SVJBR/L  2525-M16-KHP FTGA03512 SV328 SHXNO509F HPCR/L-H MHB0415 HPO7S HW15P, HW30L, HW35L

9 Applicable inserts B65 ~ B67, B80
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Technical information for Auto Tools (KHP) B

Auto Tools (KHP)

» High-pressure coolant holder for high productivity in precision machining on automatic lathes

» Cooling and chip control improved by concentrically injecting coolant through two holes to the main cutting edge and nose R
» Two holes with different injection angles increase chip control

» Convenient use due to the easy clamping system of the quick hose adapter and quick hose

%) Structure of holder

Injection on
the nose R l
" 4
2T NPT ]
1o |
NN |
// Quick adaptor -
S (HPAQS5/16UNF) o
Injection on thgmﬁ]/cutting edge /'/
—— /'
\\~\ Quick hose
~. (HPHZ5/16UNF3/8UNF-500)
~
Plug 1 .
(KHA5/16UNF-NYLOCK) \~\~
~. Quick clamping
\~\~ system of adapter
\.\~ and hose
~i
Plug 2 N~
(KHA5/16UNF-NYLOCK) /
“‘/““
- ///
% Quick adapter and quick hose are sold separately
2 Parts
Q clamping | S clampin
Shape Configuration Length ping ping
dimensions | dimensions
HPHZ5/16UNF3/8UNF-500 UNF3/8
NP
Quick to straight Q H:H*f*f*f*f*f*:ﬁ S 500mm UNF5/16 -
9 - L QuICK
HPAQ5/16UNF
Quick adaptor 18.5mm UNF5/16
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B Technical information for Auto Tools (KHP)

) Features

2 pointed injection
with different angles

— Injection nozzle
- Optimal coolant nozzle size
- Exact injection point of the major

cutting edge and nose R
ll - Improved chip control due
N to height difference of
a4 1
- injection
[ Max 300 bar |
. The minimum | The maximum Q
Workpiece
pressure pressure
100
120
110 300
100 -_
=
120
2 Parts
Division Designation Shape
G1/8(PF1/8) UNF3/8
Adaptor HPA3/8UNF1/8PF m
Blank HPB1/8PF H@@
G1/8(PF1/8)
it
ick adaptor HPAQ5/16UNF
Qui P Q i,
UNF5/16
D High pressure hose
Q clamping S clamping
SAiEpE S dimensions dimensions
Q K h UNF3/8
uick to straight
(HPHZ5/16UNF3/8UNF-500) Q Bt S 500mm UNFe/16
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Auto Tools (KHP) B

SCLCR/L

3-UNF5/16°X0.7

*
5 ®
@
A
LF
§ T 95°
ccaT @ . H. * Rtype holder
(mm)
Applicabl Screw Plug Wrench
Designation HF B H HAND “FPEE @ =
SCLCR/L 1212-X09A-KHP 12 12 R/L

CCLITO9T3LI[J | FTKA0410  KHAO404-NYLOCK — TW15P

2 Applicable inserts B44 ~ B48, B75

o : Stock item

SDJCR/L

WF

| b ‘
=2 (©) N
: L >
Tﬂ - 93°
A T
HF @ Fl_r il * Rtype holder
DCOT

(mm)

Stock . Screw Plug Wrench

. . Applicable
Designation R HF B HAND insert @ y
SDJCR/L 1212-X07A-KHP o 12 12 R/L | DCLIT0702[]] | FTKA02565 KHA0404-NYLOCK  TWO7P
1212-X11A-KHP o 12 12 R/L

DCITHT3LIL]

FTKA0408 KHA0404-NYLOCK  TW15P

2 Applicable inserts B50 ~ B53, B76

e : Stock item

SVJCRI/L

LF

3-UNF5/16X0.7
UNFS16%07
L] &
-

s

93°
@) U W * Rtype holder
Ve[
(mm)
Stock . Screw Plug Wrench
i i Applicable
Designation o B insert @ y
SVJCR/L 1212-X11A-KHP o 12 VCT11030JC] | FTKA02565 KHA0404-NYLOCK ~ TWO7P
1212-X12A-KHP [ 12 VCI[1203[J[] | FTKA02565 KHA0404-NYLOCK — TWO7P
2 Applicable inserts B68 ~ B70, B81 e : Stock item
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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

2 Features

Comparison of insert sizes

}7

9.525mm

Down Size} i

12.7mm

4.76mm

Dl

4.76mm

[Standard type] [Save Turn]

» Optimized size of the same performance like the standard type

D) Features of chip breaker

Comparison of cutting performance

A

[Save Turn]
The same
cutting
performance

[Standard type]

v

—»—< Depth of cut, ap =3.0mm

» Performs the same like standard type inserts under the depth of
cut of 3.0 mm

D Application area of chip breaker

« Stable tool life thanks to the balanced

M P : Depth of cut, ap = 0.5~4.0mm /ffeed, fn = 0.15~0.40mm/rev

Insert shape | Cutting edge Features
« For finishing steel . M
va « Efficient chip breaking and low cutting = \ _ \
resistance £ 5p g 50
r\/_ « Various application available at low depth g~ g 7
of cut 5 40 5 40
» Recommended depth of cut: 0.5~2.5 mm % 39 5 39
« For medium cutting of steel § 20 § 20
MP + 4dots for improved chip control in medium ' ’
cutting to finishing 1.0 1.0
I\_ﬁ « Stable chip evacuation at high depth of cut . -
« Stable tool life due to lower cutting loads at 01 02 03 04 01 02 03 04
high feed feed, fn (mm/rev) feed, fn (mm/rev)
» Recommended depth of cut: 0.5~4.0 mm
« For medium cutting of stainless steel
MM « Limits plastic deformation caused by heat V Q : Depth of cut, ap = 0.5~2.5mm /teed, fn = 0.05~0.30mm/rev

cutting performance and toughness
« Stable chip flow at high speeds and feeds
» Recommended depth of cut: 0.5~5.0 mm

MM : Depth of cut, ap = 0.5~5.0mm /ieed, fn = 0.10~0.40mm/rev
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D Applicable insert

Save Turn Inserts B

Coated Dimensions (mm) Cutting condition
[
2| Inserts Designation 2UR2888 Configuration
>
(= NNRRB55K IC RE S LE DI HAND 2P 1
COO0OO0O0O0O0 (mm) (mm/rev)
2222220
CNMG 090408-vQ [ 9525 08 318 9672 381 0.50~2.50 | 0.08~0.30
CNMG-VQ
090412-VQ 9525 12 318 9672 3.81 0.50~2.50 | 0.10~0.30
CNMG 090404-MP 9525 04 3.18 9672 3.81 0.50~4.00 0.10~0.40 -
o CNMG-MP
g 090408-MP 9525 0.8 3.18 9.672 3.81 0.50~4.00 | 0.15~0.40 D[
)
5 090412-MP 9525 12 476 9.672 3.81 0.50~4.00 | 0.15~0.45
CNMG-MM CNMG 090404-MM 9525 04 476 9.672 3.81 0.50~5.00 0.08~0.35
090408-MM 9525 08 3.18 9.672 3.81 0.50~5.000.10~0.40
090412-MM 9525 12 476 9.672 3.81 0.50~5.00 1 0.12~0.45
DNMG 110508-VvQ 9525 0.8 556 11.627 3.81 0.50~2.50 | 0.08~0.30
DNMG-VQ 110512-VvQ 9525 12 556 11.627 3.81 0.50~2.500.10~0.30
DNMG-MP DNMG 110504-MP 9525 04 556 11.627 3.81 0.50~4.00 0.10~0.40
§ i 110508-MP 9525 08 556 11.627 3.81 0.50~4.00 | 0.15~0.40
E 110512-MP 9525 12 556 11.627 3.81 0.50~4.00  0.15~0.45
DNMG-MM DNMG 110504-MM 9525 04 556 11.627 3.81 0.50~5.00  0.08~0.35
G- 110508-MM 9525 08 556 11.627 3.81 0.50~5.00 0.10~0.40
110512-MM 9525 12 556 11627 3.81 0.50~5.00 0.12~0.45
SNMG-VQ SNMG 090408-VQ o 9525 08 3.18 9525 3.81 0.50~2.50  0.08~0.30
090412-vQ 9525 12 3.18 9525 381 0.50~2.50 | 0.10~0.30
o SNMG-MP |SNMG 090404-MP 9525 04 318 9525 3.81 0.50~4.00 | 0.10~0.40 o
g'. 090408-MP 9525 08 3.18 9525 3.81 0.50~4.00 | 0.15~0.40 @\ j
F= IC D1
) 090412-MP 9525 12 3.18 9525 3.81 0.50~4.00 | 0.15~0.45 L % 7
LE
SNMG-MM |SNMG  090404-MM 9525 04 476 9525 381 0.50~5.00 | 0.08~0.35
090408-MM 9525 08 476 9525 3.81 0.50~5.00 | 0.10~0.40
090412-MM 9525 12 476 9525 3.81 0.50~5.00 1 0.12~0.45
WNMG-VQ WNMG 060404-VQ 9525 04 476 6515 3.81 0.30~2.00  0.06~0.30
060408-VvQ 9525 08 476 6515 3.81 0.50~2.00  0.08~0.30
060412-VQ 9525 12 476 6515 3.81 0.50~2.000.10~0.30
80° S
WNMG 060404-MP LN o 9525 04 476 6515 3.81 0.50~3.50 | 0.10~0.40 ]
o WNMG-MP 7
& 060408-MP o0 000 9525 08 476 6515 3.81 0.50~3.50 | 0.15~0.40 s f
; 060412-MP 9525 12 476 6515 381 0.50~3.50 | 0.15~0.45 @ )\ e of
RE
LE
WNMG-MM WNMG 060404-MM 9525 04 476 6515 3.81 0.50~4.00 0.08~0.35
060408-MM ® ® 0 0525 (08 476 6515 3.81 0.50~4.00 0.10~0.40
060412-MM [ 9525 12 476 6515 3.81 0.50~4.00 | 0.12~0.45

o : Stock item
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B Save Turn Holders

PCLNR/L ) B
©]°
L — ]
LH
LF
95°
H * R type holder
CNLIL]
(mm)
. . Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation =i LH LF WF HF B H HAND insert & ) Q //\ %
PCLNR/L 1616-H09-4N e/ 20 100 20 16 16 16 RL
2020-K09-4N e e | 25 125 25 20 20 20 R/ |CNLILJ0904[1C1| LV3N VHX0617N SC32N  SP3  HW25L LSPS3
2525-M09-4N e e 27 150 32 25 25 25 R/
29 Applicable inserts B154 o : Stock item
PCBNR/L 1B B
,/7450 - <
LH e
LF
W ﬁ\ 75°
HF H * R type holder
CNLI[]
(mm)
. . Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation RIL LH LF WF HF B H HAND e D @ //\ %
PCBNR/L 2020-K09-4N 27 125 17 20 20 20 RIL
CN 0904 LV3N VHX0617N SC32N  SP3  HW25L LSPS3
2525-M09-4N L4 29 150 22 25 25 25 RIL oo o
9 Applicable inserts B154 o : Stock item
PDJNR/L . :
©/©
O
A/93° - N S
LH
r |
W 93°
HF H * R type holder
DNLI] l
(mm)
. . Stock Applicable Lever Screw Shim ShimPin  Wrench  Shim Pin Punch
Designation B LH LF WF HF B H HAND insert @ /A %
PDJNR/L 2020-K11-5N ° 30 125 25 20 20 20 RL
DNUJLI1105000) | LVBAN VHX0617N SD32N  SP3  HW25L LSPS3
2525-M11-5N ° 30 150 32 25 25 25 RIL

9 Applicable inserts B154
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Save Turn Holders B

PDNNR/L i B
0

1%2] 63°
DN D |:| HFI H * R type holder

(mm)
Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation = LH LF WF HF B H HAND s~ ) @ ,ﬁ %
PDNNR/L 2020-K11-5N 0 30 125 10 20 20 20 RL
DN 1105 LV3AN VHX0617N SD32N  SP3  HW25L LSPS3
2525-M11-5N 30 150 125 25 25 25 R/ o o
D Applicable inserts B154 e : Stock item

PDQNR/L . ;
o —\0
©
LH
LF
107.5°
HF H * R type holder
DNLJJ l
(mm)
Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation Sl LH LF WF HF B H HAND i @ o
PDQNR/L 2020-K11-5N 0 25 125 25 20 20 20 RIL
DNLJCJ11050J0J | LV3AN VHX0617N SD32N  SP3  HW25L LSPS3
2525-M11-5N 25 150 32 25 25 25 RIL
2 Applicable inserts B154 e : Stock item

PSBNR/L B B
o —[°
LH ©
LF
W FT 75°
HF H * R type holder
SNLIC]
(mm)
Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation Sl LH LF WF HF B H HAND insert V) @ /\ %
PSBNR/L 2020-K09-4N 25 125 17 20 20 20 RIL
SNLIJ0904000] | LV3AN VHX0617N SS32N  SP3 HW25L LSPS3
2525-M09-4N 244 150 22 25 25 25 RIL
2 Applicable inserts B154 o : Stock item
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B Save Turn Holders

PSDNN

WFi

s :
A) <« LO
45°
LH ©
LF
E W 450
HF H
SN
(mm)
Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation Stockl LH LF WF HF B H HAND insert ) Q e %
- - ° 23 12 10 2 2 20 N
PSDNN :g;g ;gzm o 152 s 22 22 o5 | SNTI0S04CIT) | LVSAN VHXOBT7N SSS2N  SPS  HW2SL LSPS3
9 Applicable inserts B154 o : Stock item
PSKNR/L . : *
o
©
LF
7 75°
SNDD Wﬁ HF H * R type holder
(mm)
Stock Applicable Lever Shim ShimPin ~ Wrench  Shim Pin Punch
Designation RIL LH LF WF HF B H HAND insert @ 7 %
- - 143 125 25 20 20 20 RL
PSKNR/L ;gzg ;Igzm o aad 150 m 25 a5 an g | SNTIOS04TICI| LVAN VHXOGT7N SS3N  SP3  HWRSL LSPS3
9 Applicable inserts B154 o : Stock item
PSSN R/L WF B 4
©
e O
e = ©
LH ©
LF
T 45°
HF H * R type holder
SN
(mm)
Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation R | WH LF WF HF B H HAND e &P @ P %
PSSNR/L 2020-K09-4N L 22 125 25 20 20 20 R/L
2525 M09-4N olo| 27 150 32 25 25 25 RL SNLICJ0904[0C] | LVBAN VHX0617N SS32N  SP3  HW25L LSPS3
9 Applicable inserts B154
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Save Turn Holders / Boring Bars B

PWLNR/L

Il

: i

%° -
tH LF
7% 95°
* R type holder
WNDD HF H Y|
(mm)
. . Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation = LH LF WF HF B H HAND s~ < @- @ ,ﬁ %
PWLNR/L 1616-H06 e/ e 20 100 20 16 16 16 RIL
2020-K06 e e 20 125 25 20 20 20 R/ |WNLJJ0oe04[J[]| LV3AN VHX0617N SS32N  SP3  HW25L LSPS3
2525-M06 e /e 20 150 32 25 25 25 RIL
2 Applicable inserts B154 e : Stock item
DCON-MS
PCLNR/L
SN
‘ \ o5
Sl WFI [of
OHN
LF
'*@ * R type holder
CNLI]
(mm)
. . Stock Applicable Lever Shim  ShimPin  Wrench  Shim Pin Punch
Designation Sl DMIN OHN LF WF H DCON-MSHAND insert EB /\ %
S$20Q-PCLNR/L-09-4N ° 25 25 180 13 18 20 R/L LV3B VHX0512B - - HW20L -
S25R-PCLNR/L-09-4N ® 32 30 200 17 23 25 R/L | CNCJJ0904[][] | LV3B VHX0512B SC32N SP3 HW20L LSPS3
S$32S-PCLNR/L-09-4N 40 50 250 22 30 32 R/L LV3N VHX0617N SC32N SP3 HW25L LSPS3
2 Applicable inserts B154 o : Stock item
PDUNR/L
WFI @@1 | "ﬂ* I-F
OHN H (o)
LF
o
ez ! 93
\ * R type holder
DN o — w
(mm)
. . Stock Applicable Lever Shim ShimPin ~ Wrench  Shim Pin Punch
Designation Sl DMIN OHN LF WF H DCON-MSHAND insert @ /\ %
S$32S-PDUNR/L-11-5N e/ e 40 50 250 22 30 32 R/L
DNLICI1105 LV3AN VHX0617N SD32N P. HW25L LSP
SAOT-PDUNRIL-115N  |® | 50 50 300 27 a8 40 AL DN 08H SDS2N  SP3  HW2SL LSPS3

2 Applicable inserts B154

e : Stock item
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B Save Turn Boring Bars

PDZNR/L

DCON-MS

LF

F
H

93°
] |
g:{L } * R type holder
DNLI[] S, \ J
(mm)
P Stock O GED L W [ RS E Applicable Lever Scre Shim Shim Pin ~ Wrench  Shim Pin Punch
9 R L insert Q 7 %
S$32S-PDZNR/L-11-5N 40 35 250 25 30 32 R/L
DN 1 LV3AN VHX0617N SD32N P HW25L LSP:
S40T-PDZNR/L-11-5N 50 40 300 20 37 4o R |DN OS] LVGAN VHXGBTZN SDSN SPS - HWRSL LSPS3
9 Applicable inserts B154 o : Stock item
PSKNR/L
Ve ‘\\\ 750 /\_\ )
‘ /) WF] A )
OHN
LF
o
:‘ ‘) 'RtypeZ(ier
SN 1 ‘
(mm)
. . Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation B DMIN OHN LF WF H DCON-MSHAND insert @‘ﬂ\ @ /A %
S25R-PSKNR/L-09-4N 32 0 200 17 23 25 R/L SNCIT10904010) LV3B VHX0512B - - HW20L -
S$32S-PSKNR/L-09-4N 40 0 250 22 30 32 R/L LV3N VHX0617N SS32N - HW25L LSPS3
9 Applicable inserts B154 o : Stock item
PWLNR/L
L e I A v —— — @M
WF| [\®© Syt
=
OHN H —
LF > '
95°
* R type holder
WNLILJ
(mm)
Stock Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designati DMIN OHN LF WF H DCON-MSHAND g
esignation B insert @’ﬂ) @ /A %
S$20S-PWLNR/L-06 ® ® 25 32 250 13 18 20 R/L
LV3B VHX0512B - - - -
S25R-PWLNR/L-06 [ 32 40 200 17 23 25 R/L |WNLIJo604( (]
S$32S-PWLNR/L-06 [ ] 40 50 250 22 30 32 R/L LV3B VHX0617B SW317 SP3 HW25L LSPS3

9 Applicable inserts B154
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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

D Type
ISO Blade Multi utility MGT MSB tools
(s ) Application @ Parting @ Backturning @ Grooving © Threading
example
@ Parting @ Back turning @ Grooving @@ External @ Threading
turning
D Index
Specification © Parting and Grooving @® Back turning
Holder SXGNR/L SXGNR/L SBHR/L SBHR/L MGEHR/L KGEHR/L SXGNR/L SXGNR/L SBHR/L
Insert SG SC SBG SBC MGMN KGMN SB SGB SBB
Holder size 10~20mm 10~20mm 10~16mm 10~16mm 10~16mm 10~16mm 10~20mm 10~20mm 10~16mm
Insert
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
@Dmax 218 718 716 716 @32 232 Tmax 8.0 Tmax 8.5 Tmax 8.0
Page B145 B145 B142 B142 B149 B148 B145 B145 B142
Specification © Threading Specification @ External turning and Copy machining @ External turning and Facing
Holder SXGNR/L SBHR/L Holder SDJCR/L SDNCN SVJBR/L SVJCR/L SCACR/L SCLCR/L STACR/L
Insert ST SBT Insert DCOT DCLIT VBT veoT ccor ccor TCOT
Holder size| 10~20mm 10~16mm Holder size| 8~16mm 8~16mm 10~16mm 10~16mm 8~16mm 8~16mm 8~10mm
Insert Insert
shape shape
Pitch ranges Pitch ranges
Feature 05~15/ 0.2~15/ Feature Offset “0” Offset “0”
1.5~3.0 1.0~2.0
Page B145 B142 Page B128 B129 B130 B130 B128 B128 ‘ B129
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Technical Information for Auto Tools (ISO)

Auto Tools (ISO)

- ISO inserts for automatic lathes
« Precise R shape with the use of minus tolerance of nose R

- Tolerance class precise enough in no need for adjusting tools with
the use of accurate cutting edge height

- Sharp blade for excellent chip control and surface roughness with
low cutting force

- High precision tools for electrical/ electronics instruments and
medical instruments

D Code system (ISO type)

1 03 01 M
rr o r 7 or T T T

Insert shape Tolerance Cutting edge length, Nose radius Condition of cutting edge Chip breaker
diameter of inscribed circle

F: Sharpe
E: Honed
T: Land
S: Honed land
Relief angle Cross section type  Height of cutting edge Tolerance of nose R Hand
M: Minus R: Right
L: Left
N: Neutral

2 VP1/MS/FS chip breaker

- 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 FS
« Hard cutting edge for medium cutting « Good surface finish for medium cutting « For finishing (for surface roughness)
« Optimal width of chip breaker by each « Preventing welding in titanium machining « 1st recommended chip breaker for chip
depth of cuts realizes wide workpiece « Increasing chip evacuation in high feed control
machining machining - Better surface roughness, surface finish

- Protecting cutting edge due to structure and chip control

for good chip evacuation

2 KF/KM chip breaker, ground type for grooving

- Ground chip breaker with sharp cutting edge
- High precision insert of E-class tolerance with accurate nose radius

KF KM
« For finishing « For medium cutting to finishing
« Low cutting loads with sharp cutting « Better chip flow due to wide chip pockets
edges - Longer tool life and better cutting action
« Longer tool life due to lower chip due to improved chip evacuation
evacuation resistance at high speed « Excellent surface roughness

« Excellent surface roughness
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D Applicable insert

Auto Tools (I1S0) B

Coated Uncoated Dimensions (mm)
Picture Designation § 8 2 2 Configuration
P o o o| Ic RE s LE | AN | D1 |HAND
O O O O o
o o oo I
0301003R-KF ° ° 35 003 139 3554 7 19 R
030101R-KF ° ° 35 01 139 3554 7 19 R
030102R-KF ° ° 35 02 139 3554 7 19 R
030104R-KF ° ° 35 04 139 3554 7 19 R
0401003R-KF ° [ 43 003 179 4355 7 2.3 R
040101R-KF ° ° 43 01 179 4355 7 23 R
040102R-KF ° ° 43 02 179 4355 7 23 R
040104R-KF ° ° 43 04 179 4355 7 23 R
0602003R-KF 6.35 0.03 238 6448 7 28 R
060201R-KF 6.35 0.1 2.38 6.448 7 2.8 R
060202R-KF 635 02 238 6448 7 28 R
09T3003R-KF 9525 0.03 397 9672 7 44 R
09T301R-KF 9.525 0.1 3.97 9672 7 4.4 R
CCGT-KF 09T302R-KF 9525 0.2 397 9672 7 4.4 R
0301003L-KF [ [ 35 003 139 3554 7 1.9 L
030101L-KF [ [ 3.5 0.1 1.39 3.554 7 1.9 L
030102L-KF ° ° 35 02 139 3554 7 1.9 L
Finishing 030104L-KF ° ° 35 04 139 3554 7 1.9 L
(High precision) | 0401003L-KF ° ° 43 003 179 4355 7 23 L
040101L-KF ° ° 43 01 179 4355 7 23 L
040102L-KF ° ° 43 02 179 4355 7 2.3 L
040104L-KF [ [ 4.3 04 179 4.355 7 2.3 L
0602003L-KF 6.35 0.03 238 6448 7 238 L
060201L-KF 635 01 238 6448 7 238 L
060202L-KF 6.35 02 238 6.448 7 2.8 L
09T3003L-KF 9525 0.03 397 9672 7 4.4 L
09T301L-KF 9525 01 397 9672 7 4.4 L
09T302L-KF 9525 0.2 397 9672 7 4.4 L
80° ’.i.‘
\\ _
0602005MFR-KF 6.35 <0.05 2.38 6448 7 28 R @ | ﬂ
060201MFR-KF [ 6.35 <01 238 6448 7 2.8 R \ /|
060202MFR-KF ° ° 6.35 <02 238 6448 7 28 R e/ e | AN
09T3005MFR-KF 9525 <0.05 397 9672 7 44 R
CCET-KE | 09T301MFR-KF ° ° 9525 <01 397 9672 7 44 R
09T302MFR-KF o 9525 <0.2 3.97 9.672 7 4.4 R
0602005MFL-KF 6.35 <0.05 2.38 6448 7 2.8 L
060201 MFL-KF ° 6.35 <01 238 6448 7 238 L
060202MFL-KF o [ 6.35 <02 238 6.448 7 2.8 L
Finishing 09T3005MFL-KF 9525 <0.05 397 9672 7 4.4 L
(Ultra high precision) | 09T301MFL-KF ° 9525 <01 397 9672 7 44 L
09T302MFL-KF ° ° 9525 <02 397 9672 7 44 L
0602003R-KM ° ° 6.35 0.03 238 6448 7 28 R
060201R-KM [ 6.35 0.1 2.38 6.448 7 2.8 R
060202R-KM ° ° 635 02 238 6448 7 28 R
060204R-KM ° ° 635 04 238 6448 7 28 R
09T3003R-KM ° ° 9525 0.03 397 9672 7 44 R
09T301R-KM ° ° 9525 0.1 397 9672 7 4.4 R
09T302R-KM ° ° 9525 02 397 9672 7 44 R
CCGT-KM | 09T304R-KM ° ° 9525 04 397 9672 7 44 R
0602003L-KM ° ° 6.35 0.03 238 6448 7 238 L
060202L-KM ° ° 635 02 238 6448 7 238 L
060204L-KM ° ° 635 04 238 6448 7 238 L
Medium o firishing 09T3003L-KM ° ° 9525 0.03 397 9672 7 4.4 L
(High precision) | 09T301L-KM ° 9525 01 397 9672 7 4.4 L
09T302L-KM ° ° 9525 02 397 9672 7 4.4 L
09T304L-KM ° ° 9525 04 397 9672 7 4.4 L

e : Stock item
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B Auto Tools (I1S0)

D Applicable insert
Coated Uncoated Dimensions (mm)
Picture Designation § 8 =2 Configuration

6 © © ©| v IC RE S LE AN D1 |HAND
EELER B

0602005MFR-KM o ° 6.35 <0.05 238 6.448 7 2.8 R

060201 MFR-KM ° ° 6.35 <01 238 6.448 7 2.8 R

060202MFR-KM ° ° 635 <02 238 6448 7 2.8 R

CCET-KM | 09T3005MFR-KM ° ° 9.525 <0.05 397 9672 7 4.4 R
09T301MFR-KM ° ° 9525 <0.1 397 9672 7 4.4 R
09T302MFR-KM ° ° 9525 <02 397 9672 7 4.4 R
0602005MFL-KM ° ° 6.35 <0.05 238 6.448 7 2.8 L

Medium to finishing 060201 MFL-KM ° ° 635 <0.1 238 6.448 7 2.8 L

(Uttra high precision) | 060202MFL-KM o [ J 6.35 <02 238 6.448 7 2.8 L
09T3005MFL-KM o ° 9.525 <0.05 3.97 9.672 7 4.4 L
09T301MFL-KM ° [ 9525 <01 397 9.672 7 4.4 L
09T302MFL-KM ° ° 9525 <02 397 9672 7 4.4 L
060201-FS ° ° 6.35 0.1 2.38 6.448 7 2.8 N

CCGT-FS 060202-FS ° ° 635 0.2 238 6.448 7 2.8 N
060204-FS ° ° 635 04 238 6.448 7 2.8 N
09T301-FS ) ° 9525 0.1 3.97 9672 7 4.4 N
09T302-FS ° ° 9525 02 397 9672 7 44 N

Finishing 09T304-FS ° ° 9525 04 397 9672 7 44 N
(High precision) |~ 59 T308-FS ° ° 9525 08 397 9672 7 44 N
060201MFN-FS 6.35 <01 238 6.448 7 2.8 N

CCGT-FS 060202MFN-FS 635 <02 238 6448 7 2.8 N
060204MFN-FS 6.35 <0.1 238 6.448 7 2.8 N o S
09T301MFN-FS 9525 <01 397 9672 7 4.4 N
09T302MFN-FS 9525 <02 397 9672 7 4.4 N

Finishing 09T304MFN-FS 9525 <04 397 9672 7 4.4 N

(Ulra high precision) |~ 0gT308MFN-FS 9525 <08 397 9672 7 44 N

CCGT-MS | 09T301-MS ° ° 9.525 0.1 397 9672 7 4.4 N
09T302-MS ° ° 9525 02 397 9.672 7 4.4 N
09T304-MS ° ° 9525 04 397 9672 7 44 N

Medium cutting
(High precision)

CCGT-MS | 09T301MFN-MS ° [ 9525 <0.1 3.97 9.672 7 44 N
09T302MFN-MS ° ° 9525 <02 397 9672 7 4.4 N
09T304MFN-MS ° ° 9525 <04 397 9672 7 4.4 N

Medium cutting

(Ultra high precision)

CCGT-VP1 | 60201-VP1 e o6 6 o o 6.35 0.1 2.38 6.448 7 2.8 N
60202-VP1 o o 0 o 635 02 238 6.448 7 2.8 N
60204-VP1 e o 0 o o 6.35 04 238 6.448 7 2.8 N
09T301-VP1 e © @ ¢/ @® (955 01 3.97 9672 7 4.4 N

Finishing 09T302-VP1 o o 0 o 9525 02 397 9.672 7 4.4 N
(High precision) 09T304-VP1 ® ©¢ @ | ®© 9525 04 397 9672 7 4.4 N

CCGT-VP1 | 060201MFN-VP1 ° 635 <01 238 6448 7 2.8 N
060202MFN-VP1 ° ° 6.35 <02 238 6.448 7 2.8 N
060204MFN-VP1 ° 635 <04 238 6.448 7 2.8 N
09T301MFN-VP1 o [} 9525 <01 397 9672 7 4.4 N

Finishing 09T302MFN-VP1 ° [ 9525 <02 397 9.672 7 4.4 N

(Uttra high precision) | 09T304MFN-VP1 ° ° 9525 <04 397 9672 7 4.4 N
0702003R-KF ° ° 6.35 0.03 238 7.752 7 2.8 R
070201R-KF ° 6.35 0.1 238 7.752 7 2.8 R
070202R-KF ° ° 6.35 0.2 238 7752 7 2.8 R
070204R-KF ° ° 6.35 04 238 7.752 7 238 R
11T3003R-KF ° ° 9525 0.03 397 11628 7 4.4 R
11T301R-KF ° ° 9.525 0.1 397 11628 7 4.4 R

DCGT-KF 11T302R-KF ° ° 9525 02 397 11628 7 4.4 R -
11T304R-KF ° ° 9525 0.4 397 11628 7 4.4 R —
0702003L-KF [ ° 635 003 238 7.752 7 238 L ﬂ

(Hith“”gig‘C”ig‘,Om 070201L-KF ° 635 01 238 7752 7 2.8 L o
070202L-KF ° 635 02 238 7.752 7 2.8 L
070204L-KF ° ° 6.35 04 238 7.752 7 2.8 L
11T3003L-KF ° ° 9525 0.03 397 11628 7 4.4 L
11T301L-KF ° 9.525 0.1 397 11628 7 4.4 L
11T302L-KF ° ° 9525 02 397 11628 7 4.4 L
11T304L-KF ° ° 9525 04 397 11628 7 4.4 L
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D Applicable insert

Auto Tools (I1S0) B

Coated Uncoated Dimensions (mm)
Picture Designation § 8 2 2 Configuration
1) © 0 | y IC RE S LE AN D1 |HAND
O OO O ©
a o oo =5
0702005MFR-KF o [ 6.35 <0.05 238 7.752 7 2.8 R
070201 MFR-KF [ ] 6.35 <01 238 7.752 7 2.8 R
070202MFR-KF [ ] 6.35 <02 238 7.752 7 2.8 R
11T3005MFR-KF o [ 9.525 <0.05 3.97 11.628 7 4.4 R
DCET-KF 11T301MFR-KF [ ] 9.525 <0.1 397 11.628 7 4.4 R
11T302MFR-KF [ J [ ] 9.525 <0.2 3.97 11.628 7 4.4 R
0702005MFL-KF [ ] 6.35 <0.05 238 7.752 7 2.8 L
Finishing 070201 MFL-KF 6.35 <01 238 7.752 7 2.8 L
(Uttra high precision) |~ 070202MFL-KF 635 <02 238 7752 7 28 L
11T3005MFL-KF o [ 9.525 <0.05 3.97 11.628 7 4.4 L
11T301MFL-KF 9525 <01 397 11628 7 4.4 L
11T302MFL-KF 9.525 <0.2 3.97 11.628 7 4.4 L
0702003R-KM [ J [ ] 6.35 0.03 238 7.752 7 2.8 R
070201R-KM [ [J 6.35 0.1 238 7.752 7 2.8 R
070202R-KM [ [ ] 6.35 0.2 2.38 7.752 7 2.8 R
070204R-KM o 635 04 238 7.752 7 2.8 R
11T3003R-KM ° [J 9.525 0.03 397 11628 7 4.4 R
11T301R-KM ° [ ] 9.525 0.1 3.97 11.628 7 4.4 R
DCGT-KM 11T302R-KM L4 o 9.525 0.2 3.97 11.628 7 4.4 R
11T304R-KM Ld [ d 9.525 04 3.97 11.628 7 4.4 R
0702003L-KM Ld [ 6.35 0.03 238 7.752 7 2.8 L
Medium to finishing 070201L-KM o 6.35 0.1 238 7.752 7 2.8 L
(High precision) 070202L-KM ° 6.35 0.2 2.38 7.752 7 2.8 L
070204L-KM [} 6.35 0.4 2.38 7.752 7 2.8 L
11T3003L-KM o 9.525 0.03 3.97 11.628 7 4.4 L
11T301L-KM ® 9.525 0.1 3.97 11.628 7 4.4 L
11T302L-KM [} o 9.525 0.2 3.97 11.628 7 4.4 L
11T304L-KM o 9.525 04 3.97 11.628 7 4.4 L
0702005MFR-KM 6.35 <0.05 2.38 7.752 7 2.8 R
070201 MFR-KM o [ 6.35 <01 238 7.752 7 2.8 R S
070202MFR-KM [ J [ ] 6.35 <02 238 7.752 7 2.8 R
11T3005MFR-KM [ [ 9.525 <0.05 3.97 11.628 7 4.4 R ﬂ
DCET-KM | 11T301MFR-KM o o 9.525 <0.1 397 11.628 7 4.4 R
11T302MFR-KM (] [ ] 9.525 <0.2 397 11.628 7 4.4 R AN
0702005MFL-KM [ 6.35 <0.05 2.38 7.752 7 2.8 L
Medium to finishing 070201 MFL-KM o 6.35 <01 238 7.752 7 2.8 L
(Ulra high precision) | 070202MFL-KM ° ° 6.35 <02 238 7752 7 28 L
11T3005MFL-KM [ [ 9.525 <0.05 3.97 11.628 7 4.4 L
11T301MFL-KM o [ J 9.525 <0.1 397 11.628 7 4.4 L
11T302MFL-KM [ J 9.525 <0.2 3.97 11.628 7 4.4 L
070201-FS ) [J 6.35 0.1 238 7.752 7 2.8 N
DCGT-FS 070202-FS ® [ ] 6.35 0.2 2.38 7.752 7 2.8 N
11T301-FS Ld [ 9.525 0.1 3.97 11.628 7 4.4 N
11T302-FS [} [ ] 9.525 0.2 3.97 11.628 7 4.4 N
Finishing 11T304-FS ° ° 9525 04 397 11628 7 44 N
(High precision) 11T308-FS [ J L 9.525 0.8 3.97 11628 7 4.4 N
070201MFN-FS 6.35 <01 238 7.752 7 2.8 N
DCGT-FS | 070202MFN-FS 6.35 <02 238 7752 7 2.8 N
11T301MFN-FS 9.525 <0.1 397 11.628 7 4.4 N
11T302MFN-FS 9525 <0.2 397 11.628 7 4.4 N
Finishing 11T304MFN-FS 9525 <04 397 11628 7 44 N
(Uttra high precision) | 11T308MFN-FS 9525 <01 397 11628 7 4.4 N
DCGT-MS | 11T301-MS ° o 9525 01 397 11628 7 4.4 N
11T302-MS [ J [ ] 9.525 0.2 3.97 11.628 7 4.4 N
11T304-MS ° [ ] 9.525 04 3.97 11.628 7 4.4 N
Medium cutting
(High precision)
DCGT-MS | 11T301MFN-MS ° ° 9525 <01 397 11628 7 44 N
11T302MFN-MS 9.525 <0.2 397 11.628 7 4.4 N
11T304MFN-MS [ [ J 9.525 <04 397 11.628 7 4.4 N

Medium cutting
(Ultra high precision)

e : Stock item
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B Auto Tools (I1S0)

D Applicable insert
Coated Uncoated Dimensions (mm)
Picture Designation § 8 =2 Configuration
D o ® o - IC RE S LE AN D1 |HAND
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070201-VP1 e o 0 o 635 01 238 7752 7 2.8 N
DCGT-VP1 | 070202-VP1 ° e ¢ o |63 02 238 7752 7 2.8 N
070204-VP1 e o 0 o 635 04 238 7752 7 2.8 N
11T301-VP1 ° [ 9525 0.1 397 11.628 7 4.4 N
Finishing 11T302-VP1 ® @ @ 0| © (0525 02 397 11628 7 4.4 N
(High precision) 11T304-VP1 e o o o [ J 9525 04 3.97 11.628 7 4.4 N
070201MFN-VP1 ° 635 <01 238 7752 7 2.8 N
DCGT-VP1 | 070202MFN-VP1 ° ° 635 <02 238 7752 7 2.8 N
070204MFN-VP1 [ 6.35 <04 238 7752 7 2.8 N
11T301MFN-VP1 [} 9525 <01 397 11628 7 4.4 N
Finishing 11T302MFN-VP1 ° 9525 <02 397 11628 7 4.4 N
(Ultra high precision) 11T304MFN-VP1 [ [J 9525 <04 397 11628 7 4.4 N
0802003R-KF 476 003 238 8245 7 2.3 R
TCGT-KF | 080201R-KF 476 01 238 8245 7 23 R
080202R-KF 476 02 238 8245 7 2.3 R
08020003L-KF 476 003 238 8245 7 2.3 L
o 080201L-KF 476 01 238 8245 7 2.3 L
" Finishing 080202L-KF 476 02 238 8245 7 23 L o
igh precision)
TCGT-FS | 110201-FS ° ° 6.349 0.1 238 10999 7 2.8 N
110202-FS ° ° 6.348 02 238 10999 7 2.8 N
110204-FS ° ° 6.345 0.4 238 10999 7 2.8 N
Finishing
(High precision)
TCGT-ES 110201MFN-FS 635 <01 238 10999 7 2.8 N
110202MFN-FS 635 <02 238 10999 7 2.8 N
110204MFN-FS 635 <04 2338 10999 7 2.8 N
Finishing
(Ultra high precision)
1103003R-KF ° 6.35 003 318 11071 5 2.8 R
VBGT-KE | 110301R-KF ° 635 01 318 11071 5 2.8 R
110302R-KF ° 635 02 318 11071 5 2.8 R
1103003L-KF ° 635 003 318 11071 5 2.8 L
Finishing 110301L-KF ° 635 01 318 11071 5 2.8 L
(High precision) | 110302L-KF ° 635 02 318 11071 5 2.8 L
1103003R-KM ° ° 635 003 318 11071 5 238 R
VBGT-KM | 110301R-KM ° 6.35 0.1 318 11071 5 2.8 R
110302R-KM [ [ 635 02 318 11071 5 2.8 R
1103003L-KM ° ° 635 003 318 11071 5 238 L
Medium to finishing | 110301 L-KM [ 6.35 0.1 3.18 11.071 5 2.8 L
(High precision) | 110302L-KM ° 635 02 318 11.071 5 28 L e[
[
110301-FS ° ° 635 01 318 11071 5 2.8 N \© / ©
. 110302-FS ° ° 635 02 318 11071 5 2.8 N e | AN
VBGT-FS 110304-FS ° ° 635 04 318 11071 5 2.8 N
160401-FS ° ° 9525 01 476 16606 5 4.4 N
Finishing 160402-FS ° ° 9525 02 476 16606 5 4.4 N
(Highprecision) | 160404-FS ° ° 9525 04 476 16606 5 44 N
110301MFN-FS 635 <01 318 11071 5 2.8 N
VBGT-FS | 110302MFN-FS 635 <02 318 11071 5 28 N
110304MFN-FS 635 <04 318 11071 5 2.8 N
Finishing 160401MFN-FS 9525 <0.1 476 16606 5 4.4 N
(Ultra high precision) 160402MFN-FS 9525 <0.2 476 16.606 5 4.4 N
160404MFN-FS 9525 <04 476 16.606 5 4.4 N
1103003R-KF 635 003 318 11071 7 2.8 R
VCGT-KF | 110301R-KF 635 01 318 11.071 7 28 R A [
110302R-KF 635 02 318 11071 7 28 R , @ ; ‘C II" =
Finishing 1103003L-KF 635 003 318 11071 7 2.8 Lo g =)
g | 110301L-KF 635 01 a1 1om 7 28 L | L & wl
110302L-KF 635 02 318 11.071 7 2.8 L
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D Applicable insert
Coated Uncoated Dimensions (mm)
Picture Designation § 8 2 2 Configuration
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1103005MFR-KF ° o 6.35 <0.05 3.18 11.071 7 2.8 R
VCET-KFE | 110301MFR-KF [ 6.35 <01 318 11.071 7 2.8 R
110302MFR-KF 6.35 <02 318 11.071 7 2.8 R
1103005MFL-KF 6.35 <0.05 3.18 11.071 7 2.8 L
Finishing 110301 MFL-KF [ 6.35 <01 318 11.071 7 2.8 L
(Ultra high precision) | 110302MFL-KF ° 635 <02 318 11071 7 2.8 L
1103003R-KM 6.35 0.03 3.18 11.071 7 2.8 R
VCGT-KM | 110301R-KM 635 01 318 11071 7 2.8 R
110302R-KM 635 02 318 11.0711 7 2.8 R
1103003L-KM 6.35 0.03 3.18 11.071 7 2.8 L
Medium to finishing | 110301L-KM 635 01 318 11.071 7 2.8 L
(High precision) | 110302L-KM 6.35 02 318 11.0711 7 2.8 L
1103005MFR-KM o 6.35 <0.05 3.18 11.071 7 2.8 R
VCET-KM ["110301MFR-KM ° 635 <01 318 11071 7 28 R
110302MFR-KM ° o 6.35 <02 318 11.071 7 2.8 R
) o 1103005MFL-KM 6.35 <0.05 3.18 11.071 7 2.8 L
O o) | 110301MFL-KM 635 <01 318 11071 7 28 L
110302MFL-KM [J o 6.35 <02 318 11.071 7 2.8 L
110301-FS ° ° 6.35 0.1 3.18 110711 7 2.8 N
VCGT-FS | 110302-FS ° ° 635 02 318 11071 7 2.8 N
110304-FS ° ° 635 04 318 11.071 7 2.8 N
160401-FS ° ° 9.525 0.1 476 16.606 7 4.4 N
Finishing 160402-FS ° [ 9525 02 476 16.606 7 4.4 N
(High precision) 160404-FS (] [ ] 9.525 04 476 16.606 7 4.4 N
110301MFN-FS 635 <01 318 11071 7 2.8 N
VCGT-ES | 110302MFN-FS 635 <02 318 11071 7 2.8 N
110304MFN-FS 635 <04 318 11071 7 2.8 N
160401MFN-FS 9525 <01 476 16.606 7 4.4 N S
Finishing 160402MFN-FS 9525 <02 476 16606 7 4.4 N Ass [
(Utra igh precisin) | 160404MFN-FS 9525 <04 476 16606 7 44 N © ,Cl @
VCGT-Ms | 110301-MS ° ° 6.35 0.1 3.18 11071 7 2.8 N LE AN
110302-MS ° ° 6.35 02 318 110711 7 2.8 N
110304-MS ° ° 635 04 318 11071 7 2.8 N
Medium cutting
(High precision)
11T301MFN-MS ° ° 635 <01 318 11.071 7 2.8 N
VCGT-MS 11T302MFN-MS ° ° 635 <02 318 11.071 7 2.8 N
11T304MFN-MS ° ° 635 <04 318 11071 7 2.8 N
Medium cutting
(Ultra high precision)
110301-VP1 e o 0 o o 6.35 0.1 3.18 11071 7 2.8 N
VCGT-VPL 110302-VP1 e 0o 0 0 o 635 02 318 11.071 7 2.8 N
110304-VP1 e o 0 0o o 635 04 318 11.071 7 2.8 N
Finishing
(High precision)
110301MFN-VP1 ° ° 635 <01 318 11071 7 2.8 N
VCGT-VPL 110302MFN-VP1 ° [ 635 <02 318 11.071 7 2.8 N
110304MFN-VP1 ° ° 635 <04 318 11071 7 2.8 N
Finishing
(Ultra high precision)
1203008FN-MS ° ) 75  0.08 3 13706 7 2.8 N
VCGT-MS 120301FN-MS ° ° 7.5 0.1 3 13706 7 2.8 N
120302FN-MS [ 7.5 0.2 3 13706 7 2.8 N
Medium cutting 120304FN-MS [ ] ) 7.5 0.4 3 13.706 7 2.8 N
(Ultra high precision)
120300MFR-VP1 ° [ 794 <0 3 11.044 7 2.8 R
VCGX-VP1 | 120301MFR-VP1 ° ° 75 <01 3 11084 7 28 R
120302MFR-VP1 ° ° 75 <02 3 11.044 7 2.8 R
120304MFR-VP1 ° ° 75 <04 3 11.044 7 2.8 R
Finising | 120308MFR-VP1 ° ° 75 <08 3 11.044 7 28 R
(Ultra high precision)
Chamfer type

o : Stock item
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B Auto Tools (I1S0)

D Applicable insert
Coated Uncoated Dimensions (mm)
Picture Designation § 8 =2 Configuration
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080201R-KF o ° 476 01 238 8299 11 23 R
080202R-KF ° ° 476 02 238 8299 11 2.3 R
1103003R-KF ° ° 6.35 0.03 3.18 11.071 11 2.8 R
110301R-KF o [J 635 0.1 318 11.071 11 2.8 R
110302R-KF o [J 635 02 318 11.071 11 2.8 R
VPGT-KF | 080201L-KF [J ° 476 01 238 8299 11 2.3 L
080202L-KF [ ° 476 02 238 8299 11 23 L
1103003L-KF ° ° 6.35 0.03 318 11.071 11 2.8 L
Finishing 110301L-KF ° ° 635 01 318 11.071 11 2.8 L
(High precision) 110302L-KF o ° 635 02 318 11.071 11 2.8 L
0802005MFR-KF 476 <0.05 238 8299 11 2.3 R
080201 MFR-KF 476 <01 238 8.299 11 2.3 R
080202MFR-KF ° ° 476 <02 238 8299 11 23 R
VPET-KF  ["0802005MFL-KF o 476 <005 238 8299 11 23 L
080201 MFL-KF 476 <01 238 8.299 11 2.3 L
o 080202MFL-KF ° ° 476 <02 238 8299 11 23 L
Finishing
(Ultra high precision)
080201R-KM ° ° 476 01 238 8299 11 2.3 R
080202R-KM ° ° 476 02 238 8299 11 2.3 R
1103003R-KM ° ° 6.35 003 318 11.071 11 2.8 R
110301R-KM ° ° 6.35 0.1 3.18 11.071 11 2.8 R
110302R-KM ° ° 635 02 318 11.071 11 2.8 R
VPGT-KM ["0g0201L-KM ° [ 476 01 238 8299 11 2.3 L s
080202L-KM ° ° 476 02 238 8299 11 23 L e[|
Medium o fich 1103003L-KM ° ° 635 003 318 11.071 11 2.8 L d @ ] ‘C K
leg’;”;fec‘:‘s'mg 110301L-KM ° ° 635 01 318 11071 1 28 L | =
110302L-KM ° ° 635 02 318 11.071 1 28 L | | & | AN
0802005MFR-KM 476 <005 238 8299 11 2.3 R
080201 MFR-KM 476 <01 238 8299 11 2.3 R
080202MFR-KM ° ° 476 <02 238 8299 11 2.3 R
VPET-KM | 0802005MFL-KM 476 <005 238 8299 11 2.3 L
080201 MFL-KM 476 <01 238 8299 11 2.3 L
080202MFL-KM 476 <02 2338 8299 11 23 L
Medium to finishing
(Ultra high precision)
110301-VP1 ° ° 6.35 0.1 3.18 11.071 11 2.8 N
110302-VP1 ° ° 635 02 318 11.071 11 2.8 N
VPGT-VP1 | 110304-VP1 e |63 04 318 11071 11 28 N
Medium cutting
(High precision)
110301MFN-VP1 ° ° 635 <01 318 11.071 11 2.8 N
110302MFN-VP1 [ 635 <02 318 11.071 11 2.8 N
VPGT-VP1 110304MFN-VP1 [ [ 6.35 <04 318 11.071 11 2.8 N

Medium cutting
(Ultra high precision)
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Auto Tools (IS0O) Holder B

%
SCACR/L » :
= o
LH % Only SCACR/L1010-X09A
LF is designed as above
picture.

90°
HF| H
* R type holder
CccLT
(mm)
Stock Screw Wrench
Designation LH LF WF HF B H HAND | Applicable insert
g N pplicable inse W y
SCACR/L 0808-X06A o 0 10 120 8 8 8 8 R/L
1010-X06A oo 10 120 10 10 10 10 gL | CCITORLLT | FTKA02565 - TWO7P
1010-X09A o 0 16 120 12 10 10 10 R/L
1212-X09A LN 16 120 12 12 12 12 R/L ccTooT3ld FTKA0410 TW15P
1616-X09A LN 16 120 16 16 16 16 R/L
9 Applicable inserts B44 ~B48, B75, B162~B163 o : Stock item

2
SCLCRI/L T R *
1 WF @ @
/‘ 9%° -
LH % Only SCLCR/L1010-X09A
LF is designed as above

picture.
l 95°
HE H * R type holder
ccur
(mm)
Stock Screw Wrench
Designation LH LF WF HF B H HAND | Applicable insert
g N pplicable inse W y
SCLCR/L 0808-X06A o 0 10 120 8 8 8 8 R/L
1010-X06A oo 10 120 10 10 10 10 gL | CCHTORLL | FTKA02565 - TWO7P
1010-X09A o 0 16 120 12 10 10 10 R/L
1212-X09A LN 16 120 12 12 12 12 R/L ccTooT3Ild FTKA0410 TW15P
1616-X09A o 0 16 120 16 16 16 16 R/L
9 Applicable inserts B44 ~B48, B75, B162~B163 o : Stock item

SDJCR/L > J

WF

93
L % Only SDJCRILOS0BXO7A, |+ w
1010-X11A, 1212-X11A are
L designed as above picture.

L e
HF H
DCDT I * R type holder
(mm)
. i Stock . . Screw Wrench
Designation Sl LH LF WF HF B H HAND | Applicable insert W y
SDJCR/L 0808-X07A o o 18 120 10 8 8 8 RIL e T07020000 FTKAO2565 TWOTP
1010-X07A LN 15 120 10 10 10 10 R/L
1010-X11A o 0 18 120 14 10 10 10 R/L
1212-X11A LN 18 120 14 12 12 12 R/L DCOITHT3M FTKA0410 TW15P
1616-X11A oo 22 120 16 16 16 16 R/L
29 Applicable inserts B50 ~B53, B76, B163 ~B165 o : Stock item
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B Auto Tools (ISO) Holder

SDNCN WFL . WF*I S ‘

62.5°
\v/}
LH % Only SDNCN1010-X11A -
LF is designed as above

picture.
[e]
- 62.5
HF ]_u H
DCLIT
(mm)
Screw Wrench
Designation Stock| LH LF WF HF B H HAND | Applicable insert @ y
SDNCN  0808-X07A ° 20 120 4 8 8 8 N DCIT0702(10] FTKA02565 TWO7P
1010-X07A o 20 120 5 10 10 10 N
1010-X11A ° 24 120 7 10 10 10 N
1212-X11A [ 30 120 6 12 12 12 N DCOTHT3L FTKA0410 TW15P
1616-X11A (] 30 120 8 16 16 16 N
9 Applicable inserts B50 ~B53, B76, B163 ~B165 e : Stock item
STACRIL Ey B
e — 2
LH
LF
90°
HF] H * Rtype holder
TCOIT —
(mm)
Stock Screw Wrench
Designation Sl LH LF WF HF B H HAND | Applicable insert @ y
STACR/L 0808-X08A eleo | 12 120 8 8 8 8 R/L
1010-X08A e |le | 12 120 10 10 10 10 R/L TCL 08021 FTNA0206 TWosP
%) Applicable inserts B165 e : Stock item

SVACR/L n

WF

A ey
LH
(%) :

—I 90°
HE H * R type holder
vcLld —
(mm)
Stock Screw Wrench
Designation LH LF WF HF B H HAND | Applicable insert @ y

SVACR/L 0808-X12A e o 26 120 8468 8 8 8 R/L

1010-X12A e o 26 120 10.468 10 10 10 R/L VeO 12030000 FTKAQ2565 TWo7P

1212-X12A e o 26 120 12.468 12 12 12 R/L

1616-X12A e o 26 120 16.468 16 16 16 R/L
SVACR/L 0808-X12C e o 26 120 8468 8 8 8 R/L

1010-X12C o o 26 120 10.468 10 10 10 R/L

1212-X12C o o 26 120 12468 12 12 12 RL | COXSL ) FTKAD2SGS - TWOTP

1616-X12C e o 26 120 16.468 16 16 16 R/L
9 Applicable inserts B68 ~B70, B81, B166 e : Stock item
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Auto Tools (IS0O) Holder B

SVAPR/L

WF o) B
/‘90” - € X
LH
,
90°
\—( HE H Hl * R type holder
VPLIT
(mm)
Stock Screw Wrench
Designati LH LF WF HF B H HAND | Applicable insert
esignation =l pplicable inse W y
SVAPR/L 0808-X11A e 22 120 8 8 8 8 R/L
ESIESES °le] 22 120 10 10 10 10 RIL VPLIT1103] FTKA02565 TWO7P
1212-X11A e o 22 120 12 12 12 12 R/L
1616-X11A o 24 120 16 16 16 16 R/L
2 Applicable inserts B71, B167 e : Stock item
SVJBRIL . 7
] 93° - X
LH u
LF
_ 930
\—{ HF H l * R type holder
vBOIT —
(mm)
Stock Screw Wrench
Designation =l LH LF WF HF B H HAND | Applicable insert W y
SVJBR/L 1010-X11A oo 22 120 10 10 10 10 R/L
1212-X11A e o 22 120 12 12 12 12 R/L VBOT1103J0 FTKA02565 TWO7P
1616-X11A oo 24 120 16 16 16 16 R/L
9 Applicable inserts B65 ~B67, B80, B165 o : Stock item
SVJCR/L > B L U
/‘93° - A
LH \)
. N
93°
\—( HF H { * Rtype holder
vVCLI] i
(mm)
Stock Screw Wrench
Designation =l LH LF WF HF B H HAND | Applicable insert W y
SVJCR/L 1010-X11A oo 22 120 10 10 10 10 R/L
1212-X11A e o 22 120 12 12 12 12 R/L vCT1103] FTKA02565 TWO7P
1616-X11A oo 24 120 16 16 16 16 R/L
0810-X12A e o 26 120 10 8 10 8 R/L
1010-X12A e o 26 120 10 10 10 10 R/L
1212-X12A ole| 26 120 12 12 12 12 RIL VCT1203]] FTKA02565 TWO7P
1616-X12A e e 26 120 16 16 16 16 R/L
SVJCR/L 0810-X12C e e 135 120 10 8 10 8 R/L
1010-X12C e o 135 120 10 10 10 10 R/L VCIIX1203000] FTKAO2565 TWO7P
1212-X12C e e 135 120 12 12 12 12 R/L
1616-X12C e o 135 120 16 16 16 16 R/L
2 Applicable inserts B68 ~ B70, B165 ~ B166 o : Stock item
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B Auto Tools (ISO) Holder

SVJPR/L

74/93“ @\ %
LH
LF
93°
HF H H { * R type holder
VPUIT
(mm)
Stock Screw Wrench
Designati LH LF WF HF B H HAND | Applicable i t
esignation =N pplicable inser @ y
SVJPR/L 0810-X11A o o 22 120 10 8 10 8 R/L
1010-X11A e o 22 120 10 10 10 10 R/L
1212-X11A o o 2 120 12 12 12 12 RIL VPLIT110300] FTKA02565 TWO7P
1616-X11A o 24 120 16 16 16 16 R/L
9 Applicable inserts B71, B167 e : Stock item

SVVPN e :

‘/725“ 4_
= y

[e]
- | 725
HF H
VPUIT
(mm)
Screw Wrench
Designation Stock| LH LF WF HF B H HAND | Applicable insert @ y’
SVVPN 0808-X11A 24 120 4 8 8 8 N
1010-X11A [ 24 120 5 10 10 10 N
VPLIT11 FTKAO2 TWO7P
1212-X11A o 24 120 6 12 12 12 N 108 02565 0
1616-X11A o 28 120 8 16 16 16 N
9 Applicable inserts B71, B167 e : Stock item
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Technical Information for Auto Tools (KHP) B

Auto Tools (KHP)

» High pressure coolant holder for high productivity of precise parts machining on automatic lathe

» Improved cooling and chip control due to injecting coolant through two holes to the main cutting edge and nose R concentrically
» Two holes with different injection angles each other increase chip control

e Easy clamping system of quick hose adapter and quick hose provides convenient using

) Structure of holder

Injection on
the nose R l
" 4
2T NPT ]
1o |
NN |
// Quick adaptor -
S (HPAQS5/16UNF) o
Injection on thgmﬁ]/cutting edge /'/
— P
\\~\ Quick hose
~. (HPHZ5/16UNF3/8UNF-500)
~
Plug 1 .
(KHA5/16UNF-NYLOCK) \~\~
~. Quick clamping
\~\~ system of adapter
\.\~ and hose
~i
Plug 2 N~
(KHA5/16UNF-NYLOCK) /
“‘/““
- ///
% Quick adapter and quick hose are sold separately
D Parts
Q clamping | S clampin
Shape Configuration Length ping ping
dimensions | dimensions
HPHZ5/16UNF3/8UNF-500 UNF3/8
NP
Quick to straight Q H:H*f*f*f*f*f*:ﬁ S 500mm UNF5/16 -
9 - L QuICK
HPAQ5/16UNF
Quick adaptor 18.5mm UNF5/16
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B Technical Information for Auto Tools (KHP)

D Features
2 pointed injection — Injection nozzle
with different angles - Optimal coolant nozzle size
- Exact injection point of the major
cutting edge and nose R
v 4 - Improved chip control due
RN z to height difference of
a4 1
vt injection
[ Max 300 bar |
. The minimum | The maximum Q
Workpiece
pressure pressure
100
120
110 300
100 -_
-
120
2 Parts
Division Designation Shape

G1/8(PF1/8) UNF3/8

Adaptor HPA3/8UNF1/8PF m

Blank HPB1/8PF H@@
G1/8(PF1/8)

Quick adaptor HPAQ5/16UNF

UNF5/16

© High pressure hose

Shape length Q clamping S clamping
dimensions dimensions
Quick to straiaht UNF3/8
uick to straig o
B s 500mm UNF5/16 -
(HPHZ5/16UNF3/8UNF-500) Q =5 QUICK %
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Auto Tools (KHP) Holder B

3-UNF5/167X0.7
SCLCR/L — '
B ®
-
o] 9 50
HI * R type holder
ccar
(mm)
. . Stock Applicable Screw Plug Wrench
Designation = LH LF WF HF B H HAND insert @ ﬁ’
SCLCR/L 1212-X09A-KHP o o 21 120 12 12 12 12 R/L | ccOT09T3] FTKA0410 KHA0404-NYLOCK ~ TW15P
2 Applicable inserts B44 ~B48 e : Stock item
SDJCRIL . B
/93" LH — -
LF
= T‘ 93°
7T T
HF i ioH * R type holder
DCLIT ® R
(mm)
i X Stock Applicable Screw Plug Wrench
Designation S0 LH LF WF HF B H HAND insert @ y
SDJCR/L 1212-X07A-KHP o o 21 120 12 12 12 12 R/L | DCLOTO702[0] | FTKA02565 KHA0404-NYLOCK ~ TWO7P
1212-X11A-KHP o o 21 120 14 12 12 12 R/L | DCOTTICIC] | FTKAO0408  KHA0404-NYLOCK ~ TW15P
2 Applicable inserts B50 ~B53 e : Stock item
3-UNF5/16"X0.7
SVJCR/L —
WF o _’i PN o E B
93° - © \
LH u
LF
, 93°
HE ) | q * Rtype holder
vC -
(mm)
. . Stock Applicable Screw Plug Wrench
Designation R LH LF WF HF B H HAND insert @ y
SVJCR/L 1212-X11A-KHP e o 26 120 12 12 12 12 R/L | VCLIT1103[J[] | FTKA02565 KHA0404-NYLOCK ~ TWO7P
1212-X12A-KHP e o 26 120 12 12 12 12 R/L | VCI[112030J1] | FTKA02565 KHA0404-NYLOCK ~ TWO7P
2 Applicable inserts B68 ~B70 o : Stock item
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B Technical Information for Auto Tools (Blade)

Auto Tools (Blade)

» Blade insert for automatic lathes

e For external machining of precise small parts

« 4 types - SSB (for back turning), SGB (for grooving), SBT (for threading), SBC (for parting off)
 Convenient use of one holder to all blade inserts

e Exclusive holder for close cutting action to the sub spindle

) Code system
¢ Insert
Turning
(Back turning) s B R 0
t ! t t ?
Small blade Back turning Hand Length of insert Nose radius
R: Right L: Left

Grooving SB G R 25 20
! ! ! ? !
Small blade Grooving Hand Length of insert Width of
R: Right L: Left cutting edge

Threading

Small blade Threading Hand Length of insert  Angle of thread Hand of thread Nose radius

R: Right L: Left R: Right L: Left
N: Neutral

Parting
Small blade  Cut off / Parting Hand Length of insert Width of Max. Hand of thread
R: Right L: Left cutting edge machining R: Right L: Left
e Holder diameter N: None
t ! ? ' ! ' t
Small blade Holder Hand Height of shank  Width of shank Length of insert Sub spindle
R: Right L: Left
2 Types of blade insert

|f Possible to apply various types of blade inserts to one holder }

*——— *——— *———
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 + DMax.: 16 mm
+ Nose R: 0.05, 0.1, 0.2 mm + Nose R: 0.05 mm + Nose R: 0.05 mm
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Auto Tools (Blade) Inserts B

D Applicable insert
S Coated Dimensions (mm)
S| Picture Designation PC8110|PC5300 Configuration Feed direction
=3 PDX APMX CW RE KRINS/INSL AN | HAND
g LIR L
SBBR/L 25005 e o o o 4 055 0.05 59 25 6 R/L
25010 e o 0 o 4 0.55 0.1 59 25 6 R/L
c 25020 o o0 o 4 055 02 59 25 6 RL
8 SBBR/L
SBGR/L 2505 e o 0 o - 135 05 0.05 - 25 6 R/L
2510 o o 2.75 1 0.05 - 25 6 R/L oo
2515 o o [ 375 15 0.05 - 25 6 R/L
cw
2520 o o o - 3.75 2  0.05 - 25 6 R/L o oL
o o 6

2525 . - 375 25 005 - 25 RIL
f

SBTR/L 2560-N-005 (@ e |e e 159 - - 005 - 25 95 RL
2560-N-010 (e e | e o 159 - - 041 - 25 95 RIL
o 2560-R-005 (® o e o | 06 - - 005 - 25 95 RIL so°
§ 2560-R-010 (o o e | 06 - - 041 - 25 95 RL
_“E’ 2560-L-005 ° e |06 - - 005 - 25 95 RL
= | SBTR/L 2560-L-010 0.6 - - 041 - 25 95 RIL
SBCR/L 250708-N ° o o - 8 07 005 0 25 6 RIL
251012-N e e/ o - 12 1 005 0 25 6 RL
251512-N o o o - 12 15 005 0 25 6 RL i
252016-N e o/ o - 16 2 005 0 25 6 RL 4
250708-R ° ° 8 07 005 15 25 6 RIL
251012-R e e|e o - 12 1 005 15 25 6 RIL
251512-R ° ° 12 15 005 15 25 6 RL
252016-R ° o o 16 2 005 15 25 6 RIL 4
% CWI;%E
= SBCRIL —
£ S 250708-L e - 8 07 005 15 25 6 RL ’
o 251012-L ° o - 12 1 005 15 25 6 RIL
251512-L o o o - 12 15 005 15 25 6 RIL _
252016-L ° o - 16 2 005 15 25 6 RL h
251012-T e|e o - 12 1 005 0 25 6 RL
251512-T e e|o o - 12 15 005 0 25 6 RL
252016-T e e|o o - 16 2 005 0 25 6 RL

=7
|

o : Stock item
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B Auto Tools (Blade)

SBHR/L

=l

CDX

Wi a

LF

HF \@\

SBBR SBGR |
SBTR SBCR
(mm)
i . Stock Applicable Screw Wrench
Designation = CDX LF WF HF B H HAND insert @ y
SBHR/L 1010-K25 e o 75 125 10 10 10 10 R/L
1212-K25 e o 75 125 12 12 12 12 R/L SBLIR/L25 FTKA0409S TWO9P
1616-K25 e o 75 125 16 16 16 16 R/L
29 Applicable inserts B176 e : Stock item
SBHR/L-X )
=/ (Sub spindle)
WF B
SBBR SBGR HFT\Q N ;
SBTR SBCR
(mm)
i i Stock Applicable Screw Wrench
Designation = CDX LF WF HF B H HAND insert @ y
SBHR/L 1010-K25-X e o 75 80 10 1215 10 10 R/L
1212-K25-X e o 75 125 12 12 12 12 R/L SBLIRIL2S FTKA0407S TWo9P
e : Stock item

29 Applicable inserts B176
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Auto Tools (multi utility) B

Auto Tools (Multi utility)

e Multifunctional insert for automatic lathes

» For external machining of precise small parts

» 5 types - SB (for back turning), SG (for grooving), ST (for threading), SC (for parting off), SGB (for grooving and back turning)
» Convenient use of one holder to all inserts

e Offset "0" to all ISO type holders

D Code system

06 10 (15 - 10) - RO5
! r r r r r r

Small Application Hand Height of Cutting depth Pitch of thread Nose radius
Auto Tool ;. o turning R: Right cutting edge insert
G: Grooving L: Left
C: Parting off Width of Initial cutting width of
T: Threading cutting edge back turning insert
GB: Grooving and back turning
2 Application example © Grooving

@ Parting off © Back turning @ Threading

2 Types of multifunctional insert

4( 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.) )7

SGB: Grooving and

back turning SC: PARTING OFF

SG : Grooving ST: Threading SB: Back turning

2 Recommended cutting conditions

Turning Grooving Parting off Back turning
Workpiece Cutting speed, Feed, Cutting speed, Feed, Cutting speed, Feed, Cutting speed, Feed,
vc (m/min) fn (mm/rev) vc (m/min) fn (mm/rev) vc (m/min) fn (mm/rev) vc (m/min) fn (mm/rev)
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
M | 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
i 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
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B Auto Tools (multi utility)

D Applicable insert
S Coated Dimensions (mm)
é Picture Designation PC9030 Configuration Feed
2 SSC | CDX|CUTDIA| CW | RE |BW | S |INSL| AN direction
2 R L
SBR/L  060520-10-R00 60 55 1 0 8 6 22 10
060520-10-R05 60 55 1 005 8 6 22 10
060520-10-R10 60 6.5 1 01 8 6 22 10
060630-20-R00 60 65 2 0 8 6 24 10
4 SBRIL 060630-20-R05 60 65 2 006 8 6 20 10 =\=
060630-20-R10 60 6.5 2 01 8 6 24 10 =
080630-20-R00 80 65 2 0 8 8 23 10
o0 080630-20-R05 80 65 2 005 8 8 23 10 U
080630-20-R10 80 65 2 01 8 8 23 10
080840-20-R00 80 85 2 0 8 8 27 10
080840-20-R05 80 85 2 005 8 8 27 10
080840-20-R10 80 85 - 2 01 8 8 27 10
SCR/L  060610-R00 60 1 1 0 8 6 24 8
060610-R05 | e 60 1 1 005 8 6 24 8
060610-R10 ° 60 11 1 01 8 6 24 8
060615-R00 60 11 15 0 8 6 24 8
060615-R05 | e 60 11 15005 8 6 24 8
060615-R10 | 60 1 15 01 8 6 24 8
060620-R00 60 1 2 0 8 6 24 8
060620-R05 | e 60 1 2 005 8 6 24 8 -
| ScRL 060620-R10 |® | 60 M 2 01 8 6 24 8
2l 081015-R00 80 8 15 0 8 8 31 8
£ 081015-R05 80 18 15005 8 8 31 8
S 081015-R10 80 18 15 01 8 8 31 8
081020-R00 80 18 2 0 8 8 31 8
081020-R05 80 18 2 005 8 8 31 8
081020-R10 | e 80 8 2 01 8 8 31 8
081025-R00 80 18 25 0 8 8 31 8
081025-R05 | e 80 18 25005 8 8 31 8
081025-R10 | e 80 18 25 01 8 8 31 8
081030-R00 80 8 3 0 8 8 31 8
081030-R05 80 18 3 005 8 8 31 8
081030-R10 80 18 3 01 8 8 31 8
S Coated Dimensions (mm)
E Picture Designation PC3030 CUT- Configuration Feed
5 $SC CDX " CW RE BW S INSL AN HAND direction
< R L
SGR/L  060610-R00 60 11 1 0 8 6 24 8 R
060610-R05 | @ 60 11 1006 8 6 24 8 R
060610-R10 | 60 11 1 01 8 6 24 8 R
060615-R00 60 11 15 0 8 6 24 8 R
060615-R05 | 60 11 15006 8 6 24 8 R
060615-R10 | e 60 11 15 01 8 6 24 8 R
060620-R00 60 11 2 0 8 6 24 8 R
060620-R05 | 60 11 2 006 8 6 24 8 R
SGR/L 060620-R10 60 11 2 01 8 6 24 8 R
g 081015-R00 80 18 15 0 8 8 3 8 R
: 081015-R05 80 18 15005 8 8 31 8 R
081015-R10 80 18 15 01 8 8 3 8 R
081020-R00 80 18 2 0 8 8 31 8 R
081020-R05 | e 80 18 2 006 8 8 31 8 R
081020-R10 80 18 2 01 8 8 31 8 R
081025-R00 80 18 25 0 8 8 31 8 R
081025-R05 80 18 25005 8 8 31 8 R
081025-R10 80 18 25 01 8 8 31 8 R
081030-R00 80 18 3 0 8 8 31 8 R
081030-R05 80 18 3 006 8 8 31 8 R
081030-R10 80 18 3 01 8 8 31 8 R
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Auto Tools (multi utility) Inserts / Holder B

D Applicable insert
S Coated Dimensions (mm)
S| Picture Designation PC9030 CcUT- Configuration Feed
Q. SSC|CDX CW| RE BW S |INSL AN HAND direction
g:- R L DIA
SGBR/L 0604520-R00 60 45 2 0 8 6 22 8 RL
0604520-R05 60 45 2 005 8 6 22 8 RL
0604520-R10 60 45 2 01 8 6 22 8 RL
O 0604525-R00 60 45 25 0 8 6 22 8 RL
0604525-R05 60 45 25005 8 6 22 8 RL oo
SGBR/L 0604525-R10 60 45 25 01 8 6 22 8 RL
: 0605530-R00 o - 55 3 0 8 6 20 8 ALl o O <%
O 0605530-R05 60 55 3 005 8 6 24 8 RL INSL
i 0605530-R10 60 55 3 01 8 6 24 8 RL
0805525-R00 80 55 25 0 8 8 24 8 RL D:H SE
S 0805525-R05 80 55 25005 8 8 24 8 RIL W
0805525-R10 80 55 25 01 8 8 24 8 RL
0806530-R00 80 65 3 0 8 8 26 8 RL
0806530-R05 80 65 3 005 8 8 26 8 RL
0806530-R10 80 65 3 01 8 8 26 8 RL
STR/L 06073215 60 7 32006 8 6 25 8 RL
06073230 60 7 32019 8 6 25 8 RL
08103215 80 105 32 006 8 8 31 8 RL
STRIL 08103230 80 - 10532019 8 8 31 8 RL e iy T—
g’ eo° @ RE
© CDX
§ INSL
- ] ]
N
o : Stock item
SXGNRI/L L |
LF
SBR, SGBR | S '
SCR, STR, SGR P
(mm)
i i Stock . . Screw Wrench
Designation Sl LF WF HF B H HAND Applicable insert @ y
SXGNR/L 1010-X06A [ 125 9.85 9.85 10 10 R/L
1212-X06A o 125 11.85 11.85 12 12 R/L STIRIL 06 FTNA 0408 TW 15P
1616-X06A L] 125 15.85 15.85 16 16 R/L
2020-X06A o 125 19.85 19.85 20 20 R/L
1212-X08A o 130 11.85 11.85 12 12 R/L
1616-X08A 130 15.85 15.85 16 16 R/L SCIR/L 08 FTNA 0411 TW 15P
2020-X08A 130 19.85 19.85 20 20 R/L
o : Stock item
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B Technical Information for Auto Tools (KGT/MGT)

Auto Tools (KGT/MGT)

e Grooving insert for automatic lathes

e Exclusive holder for automatic lathes

e Economic double sided insert

« 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 Code system
e Insert

! ! ! ! ! !

System code Tolerance Hand Width of cutting edge Corner nose Chip breaker
KG SYSTEM M: Pressed class N: Neutral 2.0~8.0 mm radius of insert L/R/T/C
(KORLQY Grooving) G: Ground class R: Right 0.2mm LP/RP
MG SYSTEM L: Left 0.3mm
(Multi Grooving) | - Internal 0.4mm
¢ Holder

R/L
! ! ! ! ! ! !

System code Application Holder type Hand Shank size Cutting width Max. cutting
KG SYSTEM E: External H: Horizontal type R:Right  Height 12 mm, Width 12mm 2.0~8.0mm diameter
(KORLOY Grooving) machining V: Vertical type L: Left (For internal machining: ?15~032mm
MG SYSTEM |+ Internal U: Undercut type Min. machining diameter)
(Multi Grooving) machining

D Chip breaker line-up
- KGT Type

« Sharp cutting edge « For low feed machining + Reinforced cutting edge - For high feed machining

« For small diameter parts « For interrupted cutting

KGMN-T KGMR/L-LP

+ For low feed machining

« Sharp cutting edge « Stronger chip control « Sharp cutting edge

« For turning and grooving « Small diameter component - Right/Left handed

KGMR/L-RP KGMN-C
« Strong cutting edge « For Interrupted cutting + Improved chip control + Copying
« For interrupted cutting - Right/Left handed + Relief « Castiron -« Alloy steel
« Carbon steel - Stainless
- MGT Type
MGM(G)N-M MGMN-G
« Easier chip control by narrowing chip width + Specially designed chip breaker allows
with the use of chip breaker on rake surface narrower chips to promote better chip
center flow with the use of center dots
» Smooth chip flow by small dots in external + Exclusive chip breaker for grooving
machining

« Available for both external machining and grooving
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Auto Tools (KGT/MGT) Inserts B

2 KGT Applicable insert
s Coated Dimensions (mm)
§ Picture Designation SEIR8SS Configuration
s 8 § g g § § § SSC | CW | RE | BW | INSL AN HAND g
< 2 222000
KGMN 200-02-L ee o000/ 20 2 02 17 20 7 N
| KGMN-L 300-02-L ee oo 30 3 02 23 20 7 N
KGMN-R KGMN 200-02-R ee e e/ 20 2 02 17 20 7 N o
5% 300-02-R ee o060/ 3 3 02 23 20 7 N Cg[]]::D:]
lg g’ = INSL
ot
(O} & D AN
o KGMN 200-02-T o o e o o 20 2 02 17 20 7 N
i~ KGMN-T 300-02-T e e e 3 3 02 23 2 7 N
= 300-04-T ee o060/ 3 3 04 23 20 7 N
8
15
= KGMR 200-6D-LP . e [20 2 02 17 20 7 R e N
= | KGMR-LP 200-15D-LP ° ° 20 2 02 17 20 7 R ow 1T\
o § 300-6D-LP . . 30 3 02 23 2 7 R
c c PSIRR INSL
£z 300-15D-LP ° ° 30 3 02 23 20 7 R
g0 @
E AN
s KGMR 200-6D-RP ° . 20 2 02 17 20 7 R o »
g1 KCGMR-RP 200-15D-RP . . 20 2 02 17 20 7 R on] T
o5 300-6D-RP o o 3 3 02 23 20 7 R e
_E = INSL
€= 300-15D-RP ° ° 30 3 02 23 20 7 R
s
2 .
o KGML 200-6D-LP 20 2 02 17 20 7 L
3 § KGML-LP 200-15D-LP 20 2 02 17 20 7 L
o £ 300-6D-LP 30 3 02 23 20 7 L
g: 300-15D-LP 30 3 02 23 20 7 L PR
oy cw 11 )
RE
_ KGML 200-6D-RP 20 2 02 17 20 7 L r%
] KGML-RP 200-15D-RP 20 2 02 17 20 7 L @ m
o £ 300-6D-RP 3 3 02 23 20 7 L -
€z 300-15D-RP 30 3 02 23 20 7 L
d3
KRMN 200-C e e 00 0 20 2 1 17 20 5 N N
KRMN-C 300-C © 00 00 3 3 15 22 20 7 N Cw;]::@
i INSL
L a—
e : Stock item
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B Auto Tools (KGT) Holder

KGEHR/L-DOOA

Grooving, turning, parting off

| I
Compact type WF] B] B S —
LH
LF
o CUTDIA
T ’
"i “ H] * R type holder
KGGN KGMN  KGMR/L > H .
KRGN KRMN *HBH
(mm)
Desianati Stock Dimensions (mm) Apolicabl S Weench
esignation icable insert
. R L LF WF HF B H HBH HAND i @ W
KGEHR/L 1010-2-D20A e o 125 10.2 10 10 10 2 RIL
1212-2-D25A e o 125 122 12 12 12 2 RIL K’EGMMR%S&DD'DD
1414-2-D25A LN 125 14.2 14 14 14 R/L KRMN200-C
1616-2-D32A e o 125 16.2 16 16 16 RIL ETNAO412  TW15L
1212-3-D25A e o 125 12.4 12 12 12 2 R/L KGMN300-[-[]
KGMR/L300-[J-[]
1616-3-D32A e o 125 16.4 16 16 16 RIL KRMN300-C
9 Applicable inserts B182 e : Stock item
KGEH R/L'DOOB Grooving, turning, parting off
. | I
High rigidity type WF[ ‘ [ T
LH
LF
o CUTDIA
!
’i HFJ I] H[ * Rtype holder
KGGN KGMN KGMR/L N 4
KRGN KRMN e
(mm)
Desianat Stock Dimensions (mm) Aolicabl Screw Wrench
esignation icable insert
: R L LF WF HF B H HBH HAND PP @ ’/\’
KGEHR/L 1010-2-D30B LN 140 10.2 10 10 10 6.6 R/L
1212-2-D25B o o 140 122 12 12 12 35 RL KEGM"”R“/‘fgg('JDD'DD
1212-2-D30B LN 140 12.2 12 12 12 3.5 R/L KRMN200-C
1616-2-D32B e o 140 16.2 16 16 16 R/L MHAO0512 HW40L
1212-3-D25B LN 140 124 12 12 12 3.5 R/L KGMN300-1-[]
1212-3-D32B e o 140 124 12 12 12 3.5 R/L KGMR/L300-[J-[]
1616-3-D32B o o 140 164 16 16 16 RIL KRMN300-C
%) Applicable inserts B182 e : Stock item
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2 MGT Plus / MGT Applicable inserts

Auto Tools (MGT Plus / MGT) Inserts / Holder B

.‘cf, Coated Uncoated Dimensions (mm)
E Picture Designation SU838°2888 < Configuration
S g PERSR3303|- o8/ SSC| CW RE | BW INSL| AN HAND .
o 000000V OOS
< Z2ZZ2Z2ZZ2ao0aT0wn
2 PGMN 200-02-MM o o XK 200 02 16 16
PGMN-MM B
- INSL
PGMN-MN PGMN 150-015-GM ° ° o0 0 150 0.15 12 16 o
200-02-GM o o eoo 200 02 16 16 cw;[]:l::[[j
250-02-GM o o eoo 250 02 20 185 RE -
2 PRMN 200-RM o o e o0 200 1.0 16 16 o
= PRMN-RM
5 ;D::ED
né"’ INSL
% AN
AR A—
[
MGMN 150-G () eeole 15 15 015 12 16 7 N
MGMN-G 200-G eoo oo 20 2 02 16 16 N o BW:D
250-G L L 25 25 02 2 185 7 N HE;
INSL
B J@
= MGMN 200-M oo o o oo 20 2 02 16 16 N o
= MGMN-M 250-M coo0 oo 25 25 02 2 185 7 N el |
5 IjDJ::G
o INSL
£
g Q AN
(C]
e : Stock item
WF B
LH
LF
i CUTDIA
/l / * Rtype holder
; HF \\ / H
PGMN PRMN MGMN |
HBH
(mm)
Stock Screw Wrench
Designation LF WF HF B H HBH HAND | Applicable insert
ignati 1 pplicable inse @ /ﬁ
MGEHR/L  1010-X15A ° 125 10.2 10 10 10 2 RIL PGMN150-[1-0]
ETNA 0412 TW 15L
1212-X15A ° 125 122 12 12 12 2 R/L MGMN150-G
1010-X20A ° 125  10.25 10 10 10 2 RIL PGMN200-[-[]
PRMN200-[]
1212-X20A ° 125 12.25 12 12 12 2 R/L MGMN200-M ETNA 0412 TW 15L
1616-X20A 125  16.25 16 16 16 2 R/L MGMN200-G
1010-X25A 125 10.3 10 10 10 2 R/L PGMN250-[1-0]
1212-X25A L] 125 12.3 12 12 12 2 R/L MGMN250-M ETNA 0412 TW 15L
1616-X25A 125 163 16 16 16 2 RIL MGMN250-G
e : Stock item
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B Technical Information for Auto Tools (MSB Plus)

MSB Plus

The premium solid boring tool

e Applicable for various cutting types : Boring, grooving, threading, and face grooving etc.
« Suitable for high precision cutting due to internal coolant and precise strong clamping system

D Code system
e Insert

! ! ! !

!

MSB Plus Handed Shank Dia. Min. Max. Coolant
R:Right handed ~ 4:40mm  Machining Dia.  Machining C: High
L: Left handed 5:5.0mm 10:1.0mm Depth Pressure
6:6.0mm 22:2.2mm 10: 10mm Coolant
Use 7:7.0mm 30: 3.0mm 22:22mm
BC: Boring 42:4.2mm 30: 30mm
BCB: Boring (chip breaker) 59:5.9mm 42: 42mm
59: 59mm

BCF: Boring (chip former)

CBLF: Boring & Profiling (chip breaker)
CL: Boring & Profiling

FG: Face grooving internal

FP: Face grooving external

FGR: Round face grooving internal
GS: Square grooving

PP: Pre-part off

e Holder

! ! ! ! !

(-4)
r

MSB Plus Use Shank type Coolant Bore size (1) Shank size Bore size (2)
Holder R:MSBPlus  N:Neck type C: Coolant 4: 04.0mm 22: 022.0mm 4: 04.0mm
Round shank holder  R: Round type 5: 05.0mm 5: 05.0mm
S: Shrink holder 6: 06.0mm 6: 06.0mm
7:@7.0mm 7:@7.0mm
2 Features
Rake design
Improved clamping system « Better precision by rake side of
the insert

« With its easy to clamp structure, strong clamping
is fulfilled with a single screw

Stop pin

« Precise position control while clamping an insert

Enhanced coolant system
« Cooling the cutting edge and removing chips
through the coolant hole
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(C) -
r

RO15
!

Radius / Width

R015: 0.15mm
R100: 1.00mm
R150: 1.50mm
WO015: 0.15mm
W100: 1.00mm
W150: 1.50mm

(-2F)
r

No. of flat side

2F: 2 flat sides
4F: 4 flat sides

-



Technical Information for Auto Tools (MSB Plus) B

) Application range

> Boring

Boring (chip breaker) Boring (chip former)

Boring & Profiling (CL) Boring & Profiling
(CBLF chip breaker)

» Grooving

(e (IR
® ()

Square grooving Face grooving internal Face grooving external

Round face grooving Pre-part off
internal

» Threading

Threading
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B Auto Tools (MSB Plus)

Bori

ng

APMX

DMIN

WFS

et

®

For internal cutting

ﬁ wes] \EQ::L\:# ————————— —}» DCON-MS
RE WE 0 L777
OHX
Dimensions (mm)
Designation DMIN DCON-MS

LU RE WF  APMX WFS WB o8 g° OHX LF
MBCR/L  410L04-R005 4 005 048 010 096  0.71 16.4 8 880  25.75
410L04-R010 4 010 048 010 09  0.71 17.0 8 880  25.75
410L06-R005 10 6 005 048 015 096  0.71 16.4 8 880  25.75
410L06-R010 6 010 048 015 096  0.81 17.0 8 880 2575
MBCR 415L04-R005 15 4 005 074 015 274 1.15 16.0 8 1150 2850
MBCR/L  415L09-R010 15 9 010 074 0.5 1.45 1.22 16.0 8 1150 2850
417L06-R005 6 005 062 020 1.43 1.02 16.0 8 1150 2850
417L06-R010 6 010 077 020 158 1.18 16.0 8 1150 2850
417L09-R005 v 9 005 062 020 1.43 1.04 16.0 8 1150 2850
417L09-R010 9 010 082 020 163  1.30 16.0 8 1150 2850
419L06-R005 6 005 072 020 1.62 1.20 16.0 8 1150 2850
419L09-R005 19 9 005 072 020 1.62 1.20 16.0 8 1150 2850
4221.06-R005 6 005 088 020 1.88 1.55 17.7 8 1150 2850
4221.06-R010 6 010 093 020 193 155 17.7 8 1150 2850

4221.09-R005 2.2 9 005 088 020 1.88 1.55 17.7 8 1150 2850 40
4221.09-R010 9 0.05 0.1 020 206 176 17.7 8 1150 2850
4221.14-R010 14 0.10 104 020 204 1.76 17.7 8 1820 38520
MBER 4221.14-R010 2.2 14 0.10 104 020 204 176 17.7 8 1820 38520
MBCR/L  427L10-R005 10 010 005 020 247 206 175 8 1150 2850
427L10-R015 10 0.15 119 020 241 2.06 175 8 1150 2850
427L15-R015 27 15 0.15 123 020 248 208 175 8 1820 3520
427L15-R015 15 0.15 123 020 248 206 175 8 1820 3520
MBCR/L  427L16-R005 2.7 16 0.05 122 020 247 206 175 8 1820 3520
MBER 427L16-R005 2.7 16 0.05 122 020 247 206 175 8 1820 3520
MBCR 430L10-R005 10 0.05 133 020 270 225 175 8 1150 2870
MBCR/L  430L16-R005 16 005 133 020 270 225 175 8 1820  85.20
430L20-R015 80 20 0.15 136 020 270 236 175 8 2280  39.80
430L26-R005 26 0.05 133 020 270 225 175 8 2870  45.70

o Stock item
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Auto Tools (MSB Plus) B

Boring

DMIN

APMX :1:

WFS

ot

For internal cutting

wes] \@::‘»\14 ————————— —}» DCON-MS
OHX ‘
Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WwB a’ B° OHX LF

MBCR/L  432L.10-R005 10 0.05 1.43 0.20 2.90 2.45 17.5 8 11.50 28.50

432L.10-R015 10 0.15 1.44 0.20 2.90 2.50 17.5 8 11.50 28.50

432L.16-R005 16 0.05 1.43 0.20 2.90 2.45 17.5 8 18.20 35.20
MBER 432L.16-R005 16 0.05 1.43 0.20 2.90 2.45 17.5 8 18.20 35.20
MBCR/L  432L16-R015 16 0.15 1.44 0.20 2.87 2.50 17.5 8 18.20 35.20
MBER 432L16-R015 3.2 16 0.15 1.44 0.20 2.87 2.50 17.5 8 18.20 35.20
MBCR/L  432L20-R005 20 0.05 1.43 0.20 2.90 2.45 17.5 8 22.80 39.80
MBER 432L.20-R005 20 0.05 1.43 0.20 2.90 2.45 17.5 8 22.80 39.80
MBCR/L  432L20-R015 20 0.15 1.40 0.20 2.87 2.45 17.5 8 22.80 39.80
MBER 432L.20-R015 20 0.15 1.40 0.20 2.87 2.45 17.5 8 22.80 39.80

432L.23-R010 23 0.10 1.43 0.20 2.90 2.45 17.5 8 22.80 45.70
MBCR 437L10-R005 10 0.05 1.78 0.20 3.48 3.05 17.5 8 11.50 28.50
MBCR/L  437L10-R015 10 0.15 1.74 0.20 3.44 3.05 17.5 8 11.50 28.50

437L15-R015 15 0.15 1.74 0.20 3.44 3.05 17.5 8 18.20 35.20
MBER 437L15-R015 3.7 15 0.15 1.74 0.20 3.44 3.05 17.5 8 18.20 35.20
MBCR/L  437L20-R015 20 0.15 1.74 0.20 3.44 3.05 17.5 8 22.80 39.80
MBER 437L20-R015 20 0.15 1.74 0.20 3.44 3.05 17.5 8 22.80 39.80
MBCR 4371L.26-R005 26 0.05 1.78 020 348 3.5 17.5 8 28.70  45.70 40

4421L.10-R003 10 0.03 1.98 0.30 3.98 3.13 19.0 8 11.50 28.50

4421.10-R005 10 0.05 1.95 0.30 3.95 3.45 21.0 8 11.50 28.50
MBCR/L  442L10-R015 10 0.15 1.93 0.30 3.93 3.13 19.0 8 11.50 28.50

4421.16-R005 16 0.05 1.95 0.30 3.95 3.45 21.0 8 18.20 35.20
MBER 4421.16-R005 16 0.05 1.95 0.30 3.95 3.45 21.0 8 18.20 35.20
MBCR 4421 15-R003 15 0.03 1.98 0.30 3.98 3.13 19.0 8 18.20 35.20
MBCR/L  442L16-R015 16 0.15 1.93 0.30 3.93 3.13 19.0 8 18.20 35.20
MBER 4421.16-R015 16 0.15 1.93 0.30 3.93 3.13 19.0 8 18.20 35.20
MBCR/L  442L.21-R005 42 21 0.05 1.95 0.30 3.95 3.45 21.0 8 22.80 39.80
MBER 4421.21-R005 21 0.05 1.95 0.30 3.95 3.45 21.0 8 22.80 39.80
MBCR/L  442L21-R015 21 0.15 1.93 0.30 3.93 3.13 19.0 8 22.80 39.80
MBER 4421 21-R015 21 0.15 1.98 0.30 3.98 3.13 19.0 8 24.70 41.70
MBCR 4421.25-R003 25 0.03 1.98 0.30 3.98 3.13 19.0 8 28.70 45.70
MBCR/L  442L26-R005 26 0.05 1.95 0.30 3.95 3.45 21.0 8 28.70 45.70

4421 26-R015 26 0.15 1.93 0.30 3.93 3.13 19.0 8 28.70 45.70
MBCR 4421.30-R005 30 0.05 1.95 0.30 3.95 3.45 21.0 8 33.70 50.70

e : Stock item
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B Auto Tools (MSB Plus)

Boring

DMIN

&

-

wB

WFS

i

WF

#——————————}» DCON-MS

®

For internal cutting

Dimensions (mm)

Designation DMIN DCON-MS
LU RE WF  APMX WFS wB a° Be OHX LF

MBCR 552L.10-R005 10 0.05 2.43 0.50 493 4.24 19.0 8 1215  35.00

MBCR/L  552L10-R020 10 0.20 2.44 0.50 4.94 4.04 21.0 8 1215  35.00

MBCR 552L15-R003 15 0.03 2.44 0.50 4.94 4.24 21.0 8 1815  41.00

MBCR/L  552L16-R020 16 0.20 2.44 0.50 4.94 4.04 21.0 8 1815  41.00

MBCR  5521.20-R005 20 005 243 050 493 424 210 8 2315  46.00
552L.20-R020 20 0.20 2.44 0.50 4.94 4.04 21.0 8 2315  46.00

MBCR/L  552L21-R020 5.2 21 0.20 2.44 0.50 4.94 4.04 21.0 8 2315  46.00 5.0

MBER 5521.21-R020 21 0.20 2.44 0.50 4.94 4.04 21.0 8 2315  46.00

MBCR/L  552L26-R020 26 0.20 2.44 0.50 4.94 4.04 21.0 8 28.15  51.00

MBER 5521.26-R020 26 0.20 2.44 0.50 4.94 4.04 21.0 8 28.15  51.00

MBCR 552L.30-R005 30 0.05 2.42 0.50 492 424 21.0 8 3215 55.00

MBCR/L  552L.30-R020 30 0.20 2.44 0.50 4.94 4.04 21.0 8 3215  55.00
5521.35-R020 35 0.20 2.44 0.50 4.94 4.04 21.0 8 3715 60.00
662L16-R020 16 0.20 2.93 0.50 5.93 4.73 22.0 8 18.30  42.00

MBCR 662L20-R005 20 0.05 2.93 0.50 5.93 4.73 22.0 8 2330  47.00

MBCR/L  662L21-R020 21 0.20 2.93 0.50 5.93 473 22.0 8 2330  47.00
662L.26-R020 26 0.20 2.93 0.50 5.93 4.73 22.0 8 2830  52.00

MBCR 662L.30-R005 30 0.05 2.93 0.50 5.93 4.73 22.0 8 3230  56.00

MBCR/L  662L30-R020 62 30 0.20 2.93 0.50 5.93 4.73 22.0 8 3230  56.00 60

MBER 662L.30-R020 30 0.20 2.93 0.50 5.93 4.73 22.0 8 3230  56.00

MBCR/L  662L35-R020 35 0.20 2.93 0.50 5.93 4.73 22.0 8 37.30  61.00

MBER 662L.35-R020 35 0.20 2.93 0.50 5.93 4.73 22.0 8 37.30  61.00

MBCR/L  662L40-R020 40 0.20 2.93 0.50 5.93 4.73 22.0 8 4230  66.00

MBCR 772L15-R010 15 0.10 3.44 0.50 6.94 5.74 22.0 8 16.40  41.00

MBCR/L ~ 772L15-R020 15 0.20 3.44 0.50 6.94 5.74 22.0 8 1640  41.00
772L25-R020 25 0.20 3.44 0.50 6.94 5.74 22.0 8 26.40  51.00

MBCR 772L30-R020 30 0.20 3.44 0.50 6.94 5.74 22.0 8 31.40  56.00

MBCR/L ~ 772L35-R020 35 0.20 3.44 0.50 6.94 5.74 22.0 8 36.40  61.00
772L40-R020 7 40 0.20 3.44 0.50 6.94 5.74 22.0 8 4140  66.00 70

MBER 772L40-R020 40 0.20 3.44 0.50 6.94 5.74 22.0 8 4140  66.00

MBCR/L  772L45-R020 45 0.20 3.44 0.50 6.94 5.74 22.0 8 4640  71.00

MBER 772L45-R020 45 0.20 3.44 0.50 6.94 5.74 22.0 8 4640  71.00

MBCR/L  772L50-R020 50 0.20 3.44 0.50 6.94 5.74 22.0 8 51.40  76.00

o Stock item
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Auto Tools (MSB Plus) B

Boring HPC

APMX

B

% HPC: High pressure coolant

wB

o

o

&

LU

OHX

-
|
|

W

W
=@
|

For internal cutting

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WwB a’ B° OHX LF

MBCR 430L20C-R015 3.0 20 0.15 1.36 0.20 2.70 2.36 17.5 8 22.80 39.80
432L10C-R015 10 0.15 1.44 0.20 2.90 2.50 17.5 8 1150  28.50
432L20C-R015 82 20 0.15 1.40 0.20 2.87 2.45 17.5 8 22.80 39.80
440L10C-R020 4.0 10 0.20 1.90 0.25 3.74 3.35 17.5 8 1150  28.50 4.0
442L.10C-R015 10 0.15 1.93 0.30 3.93 3.13 19.0 8 1150  28.50
4421.10C-R020 4.2 10 0.20 1.98 0.30 3.98 3.13 19.0 8 1150  28.50
4421 21C-R015 21 0.15 1.93 0.30 3.93 3.13 19.0 8 22.80  39.80
552L.10C-R020 10 0.20 2.44 0.50 4.94 4.04 21.0 8 1215  35.00
552L15C-R020 15 0.20 244 0.50 4.94 4.24 21.0 8 18.15 41.00
552L.21C-R020 5.2 21 0.20 244 0.50 4.94 4.04 21.0 8 2315  46.00 5.0
552L.30C-R020 30 0.20 2.44 0.50 4.94 4.04 21.0 8 32.15 55.00
552L.35C-R020 35 0.20 2.44 0.50 4.94 4.04 21.0 8 37.15 60.00

o : Stock item
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B Auto Tools (MSB Plus)

% HPC: High pressure coolant

Boring chip breaker HPC

@

DMIN ) LF

‘ }[% For internal cutting

[ N e = s s Tone

|
APMX]
t

RE

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS wB a’ g° OHX LF
MBCBR  442L20C-R015 4.2 20 0.15 1.95 0.30 3.95 3.13 21 8 22.80 39.80 4.0
552L15C-R020 15 0.20 2.44 0.50 4.94 4.04 21 8 18.15 41.00
- b2 5.0
552L25C-R020 25 0.20 2.44 0.50 4.94 4.04 21 8 28.15 51.00
662L30C-R020 6.2 30 0.20 2.93 0.50 5.93 4.73 22 8 32.30 56.00 6.0
o Stock item

% HPC: High pressure coolant

Boring chip former HPC

DMIN LF ‘ @

@l 7@{7**’ ————————— 7Z For internal cutting

-
B wB |
T
|
WFS *‘H—%*:ﬁ’#’f’f’i’i’ DCON-MS
WF% N |
T
« _
APMX LU
RE L om0

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX  WFS wB a’® B° OHX LF
MBCFR 442L10C-R015 4.2 10 0.15 1.85 0.05 3.85 3.35 7.5 6 11.50 28.50 4.0
e : Stock item
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Auto Tools (MSB Plus) B

BOring & PrOfiIing (CBLF) HPC % HPG: High pressure coolant

DMIN ‘ LF

APMX

LU
RE OHX

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF  APMX  WFS wB a° B° OHX LF
MCBLFR/L 4421.10C-R015 10 0.15 1.90 0.70 3.90 3.10 47 3 1150 2850
442L16C-R015 4.2 16 0.15 1.90 0.70 3.90 3.10 47 3 1820  35.20 4.0
4421.21C-R015 21 0.15 1.90 0.70 3.90 3.10 47 3 2280  39.80
552L.16C-R020 16 0.20 2.40 0.95 4.90 3.80 49 3 18.15  41.00
552L.25C-R020 >2 25 0.20 2.40 0.95 4.90 3.80 49 3 28.15  51.00 >0
662L.16C-R020 16 0.20 278 1.75 5.80 3.90 49 3 18.30  42.00
662L21C-R020 6.2 21 0.20 2.78 1.75 5.80 3.90 49 3 23.30  47.00 6.0
662L30C-R020 30 0.20 2.78 1.75 5.80 3.90 49 3 3230  56.00
e : Stock item

Boring & Profiling (CL) HPC

]
DMIN LF
@ - n.__ For internal cutting
>/ & %

A
\ vst[ e e I
wri \ [ = 1

|

APMX T

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX  WFS WB a’ B° OHX U=
MCLR 442L.10C-R015 ap 10 0.15 1.90 0.70 3.90 3.10 47 3 11.50 28.50 40
4421 21C-R015 ' 21 0.15 1.90 0.70 3.90 3.10 47 3 18.20 35.20 '
552L.25C-R020 5.2 25 0.20 2.40 0.95 4.90 3.80 49 3 28.15 51.00 5.0
e : Stock item
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Boring & Profiling (CL)

DMIN LF

‘ | For internal cutting
© — T >
k( oo AAIDE - ———— T ous

LU

®

APMX

2 ]

OHX

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF  APMX WFS wB a’ g° OHX LF
MCLR 442L10-R010 10 0.10 1.90 0.70 3.90 3.10 47 3 1150 2850
MCLR/L  442L10-R015 10 0.15 1.90 0.70 3.90 3.10 47 3 1150  28.50
442L16-R015 2 16 0.15 1.90 0.70 3.90 3.10 47 3 1820  35.20 40
4421.21-R015 21 0.15 1.90 0.70 3.90 3.10 47 3 2280  39.80
MCLR 552L07-R007 7 0.07 2.40 0.95 4.90 3.75 49 3 1820  35.20
MCLRIL 5521 16-R020 5.2 16 0.20 2.40 0.95 4.90 3.80 49 3 1815  41.00 5.0
552L.25-R020 25 0.20 2.40 0.95 4.90 3.80 49 3 2815  51.00
MCLR 662L16-R010 16 0.10 2.78 1.75 5.78 3.90 49 3 18.30  42.00
MCLR/L  662L16-R020 16 0.20 2.78 1.75 5.78 3.90 49 3 18.30  42.00
662L21-R020 62 21 0.20 2.78 1.75 5.78 3.90 49 3 2330  47.00 60
662L30-R020 30 0.20 2.78 1.75 5.78 3.90 49 3 3230  56.00
e : Stock item

% HPC: High pressure coolant

Square grooving HPC

™

_OMN_ I ‘ o= @

@1 = 77777}77777,7,72 For internal cutting

|
wWFs|  — —«H»Q . | DCONMS
wr| !

cDX !

RE

cw

LU

OHX

Dimensions (mm)
Designation DMIN DCON-MS
Cw:0025  CDX LU WF RE WFS wB OHX LF

MGSR 4421.10C-W100 1.00 0.80 10 1.90 0.10 3.90 2.90 11.50 28.50
4421.15C-W100 4.2 1.00 0.80 15 1.90 0.10 3.90 2.90 18.20 35.20 4.0
4421.20C-W100 1.00 0.80 20 1.90 0.10 3.90 2.90 22.80 39.80
552L10C-W100 1.00 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
552L15C-W100 1.00 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00
552L15C-W150 52 1.50 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00 50
552L.20C-W150 1.50 1.00 20 2.40 0.10 4.90 3.70 23.15 46.00

e : Stock item
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Square grooving

DMIN

@

®

WFS

=

RE

For internal cutting

Dimensions (mm)

Designation DMIN DCON-MS
CW=0025  CDX LU WF RE WFS wB OHX LF
MGSR 430L16-W070 3.0 0.70 0.62 16 1.40 0.10 2.70 1.75 11.50 39.80
440L10-W100 4.0 1.00 1.00 10 1.90 0.00 3.90 2.50 18.20 35.20
MGSR/L  442L10-W079 0.79 0.80 10 1.96 0.10 3.96 2.90 1150 2850
4421L.10-W100 1.00 0.80 10 1.90 0.10 3.90 2.90 1150 2850

MGSR 4421L.10-W150 1.50 0.80 10 1.90 0.10 2.90 2.90 18.20 35.20 4.0
MGSR/L  442L15-W079 42 0.79 0.80 15 1.96 0.10 3.96 2.90 18.20 35.20
4421L.15-W100 1.00 0.80 15 1.90 0.10 3.90 2.90 18.20 35.20
4421.20-W100 1.00 0.80 15 20.00 0.10 3.90 2.90 22.80 39.80
4421.25-W079 0.79 0.80 25 1.96 0.10 3.96 2.90 2870 4570
MGSL 552L.06-W070 0.70 1.00 6 2.40 0.10 4.90 3.70 12.15 32.00
MGSR/L  552L10-W100 1.00 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
MGSR 552L10-W179 1.79 1.35 10 2.40 0.10 4.90 3.70 12.15 35.00
552L10-W150 1.50 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
552L.10-W200 2.00 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
MGSR/L  552L15-W100 1.00 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00

552L15-W150 >2 1.50 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00 >0
MGSR 552L15-W200 2.00 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00
MGSR/L  552L20-W100 1.00 1.00 20 2.40 0.10 4.90 3.70 23.15 46.00
552L.20-W150 1.50 1.00 20 2.40 0.10 4.90 3.70 23.15 46.00
MGSR 552L.20-W200 2.00 1.00 20 2.40 0.10 4.90 3.70 23.15 46.00
552L.21-W050 0.50 1.00 21 2.40 0.10 4.90 3.70 23.15 46.00
652L10-W160 5.2 1.60 1.80 10 2.20 0.10 5.20 2.90 12.30 36.00
662L06-W150 1.50 1.80 6 0.40 0.10 3.40 1.70 12.30 40.00
662L09-W080 0.80 1.80 9 2.96 0.10 5.96 4.00 11.30 35.00
662L10-W079 0.79 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR/L  662L10-W100 1.00 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR 662L10-W117 1.17 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00

MGSR/L  662L10-W150 6.2 1.50 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00 60
MGSR 662L10-W157 1.57 1.80 10 2.90 0.10 5.94 4.00 12.30 36.00
662L10-W198 1.98 1.80 10 2.90 0.10 5.94 4.00 12.30 36.00
MGSR/L  662L10-W200 2.00 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR 662L15-W079 0.79 1.80 15 2.90 0.10 5.94 4.00 18.30  42.00
MGSR/L  662L15-W100 1.00 1.80 15 2.90 0.10 5.90 4.00 18.30  42.00

o : Stock item
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Square grooving

DMIN

.

D @

For internal cutting

WFS T

wr|

RE

cw

CDX|

LU

OHX

Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS wB OHX LF
MBGR 662L15-W117 1.17 1.80 15 2.96 0.10 5.96 4.00 18.30 42.00
MGSR/L 662L15-W150 1.50 1.80 15 2.90 0.10 5.90 4.00 18.30 42.00
MGSR 662L15-W157 1.57 1.80 15 2.96 0.10 5.96 4.00 18.30 42.00
662L15-W198 1.98 1.80 15 2.96 0.10 5.96 4.00 18.30 42.00
MGSR/L 662L15-W200 2.00 1.80 15 2.90 0.10 5.90 4.00 18.30 42.00
662L20-W100 1.00 1.80 20 2.90 0.10 5.90 4.00 23.30 47.00
662L20-W150 1.50 1.80 20 2.90 0.10 5.90 4.00 23.30 47.00
662L.20-W200 2.00 1.80 20 2.90 0.10 5.90 4.00 23.30 47.00
MGSR 662L25-W079 0.79 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00
662L25-W100 1.00 1.80 25 2.90 0.10 5.90 3.10 28.30 56.00
662L25-W117 6.2 1.17 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00 6.0
662L25-W157 ' 1.57 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00 '
662L25-W198 1.98 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00
662L25-W200 2.00 1.80 25 2.90 0.10 5.90 3.20 28.30 56.00
662L.25-W350 3.50 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00
MGSR/L  662L30-W100 1.00 1.80 30 2.90 0.10 5.90 4.00 32.30 56.00
662L30-W150 1.50 1.80 30 2.90 0.10 5.90 4.00 32.30 56.00
662L.30-W200 2.00 1.80 30 2.90 0.10 5.90 4.00 32.30 56.00
MGSR 662L35-W079 0.79 1.80 35 2.96 0.10 5.96 4.00 37.30 61.00
662L35-W117 1.17 1.80 35 2.96 0.10 5.96 4.00 37.30 61.00
662L35-W150 1.50 1.80 35 2.96 0.10 5.90 3.95 37.30 59.85
662L35-W157 1.57 1.80 35 2.96 0.10 5.96 4.00 37.30 61.00
772L15-W250 2.50 2.50 15 3.40 0.10 6.90 410 18.30 42.00
772L10-W079 0.79 2.50 10 3.46 0.10 6.96 4.10 11.40 36.00
MGSR/L 772L10-W100 1.00 2.50 10 3.40 0.10 6.90 410 11.40 36.00
772L10-W150 1.50 2.50 10 3.40 0.10 6.90 4.10 11.40 36.00
772L10-W200 2.00 2.50 10 3.40 0.10 6.90 4.10 11.40 36.00
MGSR 772L10-W600 6.00 2.50 10 3.20 0.10 6.90 410 11.40 36.00
772L15-W079 0.79 2.50 15 3.46 0.10 6.96 410 16.40 41.00
772L.15-W100 1.00 2.50 15 3.40 0.10 6.90 4.10 16.40 41.00
772L15-W117 1.17 2.50 15 3.46 0.10 6.96 4.10 16.40 41.00
MGSR/L  772L.15-W150 1.50 2.50 15 3.40 0.10 6.90 410 16.40 41.00
MGSR 772L15-W157 1.57 2.50 15 3.46 0.10 6.96 4.10 16.40 41.00
772L.15-W198 1.98 2.50 15 3.46 0.10 6.90 4.10 16.40 41.00
MGSR/L 772L15-W200 7.2 2.00 2.50 15 3.40 0.10 6.90 410 16.40 41.00 7.0
MGSR 772L16-W150 1.50 2.50 16 3.40 0.10 6.90 4.10 17.40 42.00
772L20-W079 0.79 2.50 20 3.46 0.10 6.96 4.10 26.40 51.00
772L20-W117 1.17 2.50 20 3.46 0.10 6.96 410 26.40 51.00
772L20-W157 1.57 2.50 20 3.46 0.10 6.96 410 26.40 51.00
7721.20-W198 1.98 2.50 20 3.46 0.10 6.96 4.10 26.40 51.00
772L20-W150 1.50 2.50 20 3.40 0.10 6.90 4.10 26.40 46.00
772L25-W100 1.00 2.50 25 3.40 0.10 6.90 410 26.40 51.00
MGSR/L  772L25-W150 1.50 2.50 25 3.40 0.10 6.90 4.10 26.40 51.00
7721L.25-W200 2.00 2.50 25 3.40 0.10 6.90 4.10 26.40 51.00
MGSR 772L.35-W100 1.00 2.50 35 3.40 0.10 6.90 410 36.40 61.00
MGSR/L  772L35-W150 1.50 2.50 35 3.40 0.10 6.90 4.10 36.40 61.00
772L35-W200 2.00 2.50 35 3.40 0.10 6.90 4.10 36.40 61.00
o Stock item
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Pre-part off

DMIN

LF

t

a

WFS T

wF}

OHX

3» DCON-MS

/ For internal cutting

Dimensions (mm)
Designation DMIN DCON-MS
CW:0.025 CDX LU WF RE WFS WB OHX LF

MPPRIL  552L15-W100 1.00 0.70 15 2.44 0.30 4.94 3.88 1815  41.00

552L20-W100 1.00 0.70 20 2.44 0.30 4.94 3.88 23.15 46.00
MPPR 552L.20C-W100 5.2 1.00 0.70 20 2.44 0.30 4.94 3.88 23.15 46.00 5.0
MPPR/L  552L25-W100 1.00 0.70 25 2.44 0.30 4.94 3.88 28.15 51.00
MPPR 552L.30-W100 1.00 0.70 30 2.44 0.30 4.94 3.88 32.15 55.00

e : Stock item

Round face grooving internal HPC

% HPC: High pressure coolant

Min.
bore
Dia.

@

For internal cutting

WFS WF‘#:I =
¥

LU

OHX

Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS wB OHX LF
MFGRR/L  662L15C-R050 1.00 2.00 15 2.80 0.50 5.80 5.55 18.30 42.00
662L15C-R080 1.60 3.00 15 2.80 0.80 5.80 5.45 18.30 42.00
662L15C-R100 6.2 2.00 4.00 15 2.80 1.00 5.80 5.45 18.30 42.00 6.0

662L15C-R125 2.50 5.00 15 2.80 1.25 5.80 5.45 18.30 42.00
662L15C-R150 3.00 6.00 15 2.80 1.50 5.80 5.45 18.30 42.00

o : Stock item
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Face grooving HPC

% HPC: High pressure coolant

Min.
bore
Dia.

D1®

1

For internal cutting

=
CDX
WB r—
™~ |
WFS wE Icw i — [P ,# ————————— DCON-MS
L_
REX2 L
OHX
Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS wB OHX LF
MFGR/L  680L15C-W100 1.00 2.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W117 1.17 2.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W150 1.50 3.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W157 1.57 3.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W198 8.0 1.98 4.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W200 ' 2.00 4.00 15 2.80 0.10 5.80 5.55 18.30 42.00 60
680L15C-W239 2.39 5.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W250 2.50 5.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W300 3.00 6.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W318 3.18 6.00 15 2.80 0.15 5.80 5.55 18.30 42.00
o : Stock item
Face g roovi ng H PC % HPC: High pressure coolant
Min.
bore 7
_DMIN LF Dia.
~ =@
“oN < % ; ;
!" bﬁ) For internal cutting
LU
REx2 CDX
wB -
wr ] cwf ] }
WFS g - DCON-MS
U 3 !
|
OHX ‘
Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS wB OHX LF
MFPR/L 680L15C-W100 1.00 2.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W117 1.17 2.00 15 2.80 0.15 5.80 BI55) 18.30 42.00
680L15C-W150 1.50 3.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W157 1.57 3.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W198 8.0 1.98 4.00 15 2.80 0.15 5.80 5.55 18.30 42.00 60
680L15C-W200 ' 2.00 4.00 15 2.80 0.10 5.80 5.55 18.30 42.00 '
680L15C-W239 2.39 5.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W250 2.50 5.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W300 3.00 6.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W318 3.18 6.00 15 2.80 0.15 5.80 BI55) 18.30 42.00
e : Stock item
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Auto Tools (MSB Plus) B

Threading -

L |
‘DM\N LF | For internal cutting
Hehx»L
—
WFs[ I 1 n. T oconus
N i -
WF 4@ HA wtiii
LU
OHX !
R
|
- ]
—— -t DCON-MS
WFL@ }
o Internal b \L
] w o
OHX
c.ona | Partial profile 60°
Thread Pitch Dimensions (mm)
—— DCON-MS| DMIN Designation
Standard (mm) | (tpi) LU WFS WF L1 HA OHX LF FHA
M1-M2x0.25 0.73 0.25 - MTHR  407L02P60-0.25 25 0.65 1.95 0.14 0.29 13.00 29.80 4.9
M1.6-M3x0.35 0 1.22 035 | - 412L04P60-0.35 | 4.0 110 195 0.18 029 13.00 29.80 3.8
M2x0.4 ’ 1.57 0.40 - 416L05P60-0.4 5.0 1.45 1.95 0.20 0.41 13.00 29.80 4.2
M2.2-M2.5x0.45 1.71 0.45 - 417L06P60-0.45 6.0 1.54 1.95 0.22 0.46 13.00 29.80 4.0
40 320 |05~1.0]48~24 MTHR/L 429L16F60 160 290 090 0.90 - 1840 3540 35
' 4.20 0.5~1.0| 48~24 439L16F60 16.0 3.89 1.90 0.90 = 18.40 35.40 3.5
6.0 6.20 0.5~1.5/48~16 MTHR  659L06A60 6.0 5.89 2.90 0.90 - 8.50 36.20 3.5
’ 6.20 05~1548~16| MTHR/L 659L16A60 16.0 589 290 0.90 - 1850 4220 35
o : Stock item
55
’_\v/_\;{er:a\ Partial profile 55°
Pitch Dimensions (mm)
DCON-MS DMIN Designation
(mm) (tpi) LU WFS WF L1 HA OHX LF FHA
40 3.2 0.5~1.0 48~24 MTHR/L 429L16F55 16 2.90 0.90 0.75 18.40 35.40 3.5 4.9
' 4.2 0.5~1.0 48~24 439L16F55 16 2.90 190 075 1840 3540 35 3.8
6.0 6.2 0.5~1.5 48~16 659L16A55 16 5.89 2.90 0.90 18.50 42.20 3.5 4.2
o : Stock item
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B Auto Tools (MSB Plus)

MHRSC (Shrink tool holder)

LF

Coolant holes
=1 .
BD| DCONWS| =2——-] S ———— = Doon-us
Hx?2 L
S S ——
Section A-A @ T

. . Dimensions (mm) Screw Wrench

Designation DCON-WS IS S - " LF @w‘“
MHRSC  4-10-4F 10 19.7 13.3 8.8 65
4-12-4F 12 19.7 13.8 10.8 70
4-16-4F 4.0 16 21.7 16.0 14.8 75
4-20-4F 20 237 20.0 18.8 84
4-22-4F 22 247 22.0 20.0 110
5-16-4F 16 21.7 16.0 14.8 75

5204F | 5.0 20 037 20.0 188 84 MTS10-15X2 MTL15/MTLX15
6-12-4F 12 19.7 13.8 10.8 70
6-16-4F 16 21.7 16.0 14.8 75
6-20-4F 60 20 237 20.0 18.8 84
6-22-4F 22 247 22.0 20.0 110
7-16-4F 16 21.7 16.0 14.8 75
7-20-4F o 20 237 20.0 18.8 84
o : Stock item
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MHRRC (Round holder)

Coolant holes

LF

DCON-WS f—«H—f—:F e e ———————— {L I~ DCON-MS
DCON-MS Hx2 A
—flef— H
Section A-A T
Dimensions (mm) Screw Wrench
Designation DCON-WS W
DCON-MS H LF S
MHRRC 4-20-4F 40 20.00 18.8 83.5
4-22-4F ' 22.00 20.0 110.0
5-20-4F 50 20.00 18.8 83.5
5-22-4F ' 22.00 20.0 110.0 MTDBT15 MTF15
6-20-4F 6.0 20.00 18.8 83.5
6-22-4F ' 22.00 20.0 110.0
7-25-4F 7.0 25.00 20.0 110.0
o : Stock item
MHRRC (Double-sided round holder)
LF
Coolant holes Hx2 Coolant holes
DCON-WS)V
e e
DCON-MS
A
@ DCON-MS | (- (E) {— fffffff —— } @ =
Section A-A T
Dimensions (mm) Screw Wrench
Designation DCON-WS <
DCON-MS H LF @N
MHRRC  4-075-5-4F 19.05 17.8 83.5
4-20-5-4F 20.00 18.8 83.5
————— 4.0-~50
4-22-5-4F 22.00 20.0 110.0
D — MTDBT15 MTF15
4-25-5-4F 25.00 23.0 110.0
6-20-7-4F 20.00 18.8 83.5
—————_ 6.0~70
6-25-7-4F 25.00 23.0 110.0
o : Stock item
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MHRNC-4F (Round shank holder)

Coolant holes

;

&

LF

DCON-WS

Htype x 2

@

A
@) om| =&+ — %— DCON-MS
Section A-A T
. . Dimensions (mm) Screw Wrench
pesignation peON-WS DCON-MS OAH H LF 57

MHRNC  4-20-4F 20 22 18.8 83.5

4-22-4F 22 24 20.0 110.0

4-23-4F 4.0 23 25 21.0 110.0

4-25-4F 25 27 23.0 110.0

4-28-4F 28 30 26.0 110.0

5-20-4F 20 22 18.8 83.5

5-22-4F 22 24 20.0 110.0

5-23-4F 5.0 23 25 21.0 110.0

5-25-4F 25 27 23.0 110.0 MTDT15 MTKT15

5-28-4F 28 30 26.0 110.0 or or

6-20-4F 20 22 18.8 83.5 MTDBT1S MTF15

6-22-4F 22 24 20.0 110.0

6-23-4F 6.0 23 25 21.0 110.0

6-25-4F 25 27 23.0 110.0

6-28-4F 28 30 26.0 110.0

7-22-4F 22 24 20.0 110.0

7-23-4F 20 23 25 21.0 110.0

7-25-4F 25 27 23.0 110.0

7-28-4F 28 30 26.0 110.0

e : Stock item
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MHRNC-2F (Round shank holder)

Coolant Holes

OAH

=

LF

DCON-WS

13.5

B fpi— St
Section A-A ‘ H T

. . Dimensions (mm) Screw Wrench

Designation DCON-WS I e - LF @N

MHRNC 4-10-2F 10.00 14.0 8.8 65.0

4-12-2F 12.00 16.0 10.8 70.0

4-16-2F 40 16.00 17.6 14.8 75.0

4-20-2F 20.00 22.0 18.8 84.0

5-10-2F 10.00 14.0 8.8 65.0

5-12-2F 5.0 12.00 16.0 10.8 70.0 MTDT15 MTKTHS

5-16-2F 16.00 18.6 14.8 75.0 or or

5-20-2F 20.00 22.0 18.8 84.0 MTDBT15 MTF15

6-12-2F 12.00 16.0 10.8 70.0

6-16-2F 6.0 16.00 18.6 14.8 75.0

6-20-2F 20.00 22.0 18.8 84.0

7-16-2F 16.00 18.6 14.8 75.0

7-20-2F 70 20.00 22.0 18.8 84.0

e : Stock item
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B Technical Information for Auto Tools (MSB Tool)

Auto Tools (MSB Tool)

¢ High hardness grade guarantees longer tool life

« Various kinds of machining (fitting, valve, medical parts, automobile component, and semiconductor) are available
« Various types of MSB tools (Boring, Grooving, Threading)

D Code system

!

!

!

!

! !

Type Application Hand Shank Dia. Max. aspect ratio Cutting edge
M: Micro B :Boring R: Right 03:3.0 10:10.0 1: Single ended
BC : Copying L: Left 04:4.0 15:15.0 None: Double ended
BB : Back Boring 06:6.0 20:20.0
BF : Chamfering 08:8.0 25:25.0
G :Square Grooving 10:10.0 35:35.0
GR : Round Grooving Machini .
GF : Face Grooving achining size
T :Threading Boring No Code
Copying Width of Groove
. 60° 55
Threading pitch toi
F 0.25~1.0 | 72~24
o 05~1.5 | 48~16
AG 0.5~3.0 48~8
2 MSB tool code system
Type 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-J[]
60° MTR/LOO % =< 60
08 Threading Partial
55° MTR/LOO % %—<55
D Details
0@) Shank Dia.
PAgid Max. depth of boring
([ Width of groove
Mark
F 0.25~1.0 72~24
3 Pitch / tpi A 0.5~15 48~16
AG 0.5~3.0 48~8
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Technical Information for Auto Tools (MSB Tool) B

) Grades
Grades Coating Application and features
Z12M Carbide UItralflnel grain supstrate en§ures superior wear resistance anq tgughness
Application: Cast iron, aluminum and non-ferrous metals machining
TiN Itra fi i | I lif
PC30M TiN coating i goatgd u tra. ine grain substrate gnsures onger tool life , N
Application: Stainless steel, heat-resistant alloy alloy and hard-to-cut material machining
D Machining types
D Types
PR e S i e 4 e B
I\
s E | = |
[~2] S S — S —
Boring Copying Back Boring Chamfering
Min. dia. of machining: 3.2 Min. dia. of machining: 04.2 Min. dia. of machining: 3.2 Min. dia. of machining: @4.2
=] _
=
>
=]
(=]
a —_ - -
Square Grooving Round Grooving Face Grooving
Min. dia. of machining: @3.2 Min. dia. of machining: @3.2 Min. dia. of machining: ©6.0
R 11
(1)
=
= O
=

Threading
Min. dia. of machining: @3.3
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B Auto Tools (MSB Tool)

Boring

w»ﬂ&i ) I

o/

DCONVMST

LF

e —————- I} DCON-MS
= [ ooouue]

LF

(mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
i X Coated | Uncoated i i Coated | Uncoated D%%N' DCN LU LF
Designation Designation CDX WF
PC30M| Z12M PC30M| Z12M Double ended| Single ended
MBR 0310 ° MBR 0310-1 10 40 35
0315 . 0315-1 80182 g s | 45 05 14
0410 ° 0410-1 10 40 35
0415 ° 0415-1 4.0 4.2 15 50 45 0.6 1.9
0420 o 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 o 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 o 1015-1 15 60 60
1025 o 1025-1 10.0 | 10.2 25 80 70 1.0 4.9
1035 o 1035-1 35 100 80
o Stock item
u
Copying
WF Tii | — 'jﬁ] 77777777 f—— = I =
? / LUCDX DCON-MST
RE0.2 U
F 777777 = IF DCON—M81
1 |
| . |
(mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
i X Coated | Uncoated i i Coated | Uncoated D%%N' DCN LU LF
Designation Designation CDX WF
PC30M | Z12M PC30M | Z12M Double ended| Single ended
MBCR 0410 ° MBCR 0410-1 10 40 35
0415 o 0415-1 4.0 4.2 15 50 45 1.0 1.9
0420 o 0420-1 20 60 50
0610 o 0610-1 10 45 40
0615 [ 0615-1 6.0 6.2 15 55 45 1.3 2.9
0620 ° 0620-1 20 60 50
o : Stock item

205 @ Turning



Auto Tools (MSB Tool) B

Back Boring

CDX
cw RE 0.2

{ N = DCON-MS
1

(mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
. . Coated | Uncoated i i Coated | Uncoated D%OSN' DCN LU LF
Designation Designation cw CDX WF
PC30M| Z12M PC30M | Z12M Double ended | Single ended
MBBR 0310 ° MBBR 0310-1 10 40 35
0315 . 0315-1 30182 g s 45 | 0 0B 14
0410 ° 0410-1 10 40 35
0415 o 0415-1 4.0 4.2 15 50 45 2.0 1.3 1.9
0420 o 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 29
0620 ° 0620-1 20 65 50

e : Stock item

Chamfering

‘ \ REO0.2 ‘
| LF
(mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
. . Coated | Uncoated i X Coated | Uncoated Dcl\:n%N' DCN LU LF
Designation Designation cw CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MBFR 0410 ° MBFR 0410-1 10 40 35
0415 o 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

e : Stock item
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B Auto Tools (MSB Tool)

Square Grooving

== - = {Enjliggn e
= | ——

(mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
i X Coated | Uncoated i i Coated | Uncoated D%%N' DCN LU LF
Designation Designation cw CDX WF
PC30M| Z12M PC30M | Z12M Double ended| Single ended
MGR  0310-1.0 o MGR  0310-1.0-1 10 40 35 o
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 1o
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 2.9
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 1.5 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 1.5 05
1025-2.0 ° 1025-2.0-1 2.0 ’
10.0 10.2 25 80 70 4.9
1025-2.5 ° 1025-2.5-1 25 a5
1025-3.0 ° 1025-3.0-1 3.0 '
o : Stock item

207 @ Turning



Auto Tools (MSB Tool) B

Round Grooving

| I
WF ﬂ — ———
T ow CDX DCON—MST
LU
LF
]
JF = ><x 777777 SE==—-—-—-—0-—- I DCON—MSI
1 |
RE0.2 LF ‘
‘ ‘ (mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
. . Coated | Uncoated i i Coated | Uncoated DCON- DCN LU LF
Designation Designation ms cw CDX WF
PC30M| Z12M PC30M | Z12M Double ended | Single ended
MGRR 0310-0.8 ° MGRR 0310-0.8-1 10 40 35
0315-0.8 . 0315-0.8-1 30 182 5 50 | 45 | 08 | 08 14
0410-1.0 L 0410-1.0-1 10 40 35
0420-1.0 . 0420-1.0-1 40 1 42 o0 | e | s0 | MO 1018
0610-1.0 o 0610-1.0-1 10 45 40 10
0620-1.0 [J 0620-1.0-1 20 65 50 )
0610-1.5 o 0610-1.5-1 10 45 40
0620-1.5 . 0620-1.5-1 60 62 50 | 65 | 50 | ° 20 29
0610-2.0 o 0610-2.0-1 10 45 40 20
0620-2.0 [ 0620-2.0-1 20 65 50 )
0820-1.0 o 0820-1.0-1 1.0
0820-1.5 [ 0820-1.5-1 8.0 8.2 20 70 60 1.5 2.3 3.9
0820-2.0 0820-2.0-1 2.0
1025-1.0 (J 1025-1.0-1 1.0
1025-1.5 [ 1025-1.5-1 10.0 | 10.2 25 80 70 1.5 2.8 4.9
1025-2.0 ° 1025-2.0-1 2.0
e : Stock item
‘ e 1 -
W
T DCON—MST
L CDX
LF
]
oW ¢ — S f DCON-MS i
b - |
(mm)
Twin Edge Single Edge Overall length | Detailed cutting edge
. . Coated | Uncoated i i Coated | Uncoated| DCON-MS DCN LF
Designation Designation cw CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MGFR 0400-1.0 ° MGFR 0400-1.0-1 1.0 1.5
0400-1.5 . 0400-1.5-1 4.0 6.0 0 | 4% 45 20 18
0600-1.0 ° 0600-1.0-1 1.0 1.5
0600-1.5 [ 0600-1.5-1 6.0 8.5 50 45 1.5 2.0 2.9
0600-2.0 [ 0600-2.0-1 2.0 25
0800-1.0 ° 0800-1.0-1 1.0 1.5
0800-1.5 [ 0800-1.5-1 1.5 2.0
0800-2.0 o 0800-2.0-1 2.0 25
0800-2.5 . 0800-2.5-1 8.0 104 1 70 1 80 o5 a0 30
0800-3.0 [ 0800-3.0-1 3.0 3.5
0800-3.5-1 3.5 4.0
1000-2.0 o 1000-2.0-1 2.0 2.5
1000-2.5 ° 1000-2.5-1 25 3.0
1000-3.0 o 1000-3.0-1 3.0 3.5
1000-3.5 . 1000-3.5-1 10.0 124 1 80 1 70 g 40 40
1000-4.0 ° 1000-4.0-1 4.0 4.5
1000-4.5 o 1000-4.5-1 4.5 5.0
e : Stock item
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B Auto Tools (MSB Tool)

Threading

{; _ = | bcon-ms I
éCM NG
LF ‘
> ‘ |
(mm)
Twin Edge Single Edge Threading Detailed cutting edge
i i Coated  Uncoated i i Coated | Uncoated D%%N' DCN Pitch .
Designation Designation cw . ) WF CDX cw
PC30M | Z12M PC30M | Z12M / tpi
MTR  0315-F60 MTR  0315-F60-1 30 33 1.45
1.2 ]105~1.0 1.2 0.6
0415-F60 ° 0415-F60-1 4.0 4.3 60° 1.95
0615-A60 o 0615-A60-1 6.0 6.2 20 |05~15 2.90 2.2 1.0
0315-F55 ° 0315-F55-1 3.0 33 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 20 | 28~16 2.90 2.2 1.0
® : Stock item

Sleeve

SL (Sleeve)

a b
| DCON-MS [
N (I ‘
OAH DOONWS f Hf—-— - —-———-——— e
‘ LF
Fig. 1
a b ¢
DCON-MS i 1
I
OAH @ DCON—WST TQ e R
LF
Fig. 2
(mm)
. . Screw Wrench
Designation Stock| DCON-MS a b c DCON-WS OAH LF ﬁ Fig.
SL1603 o 3 5 - 16 14 100 M3 HW15L
SL1604 o 4 5 6 16 14 100 M4 HW20L 1
SL1605 L] 5 5 8 16 14 100 M4 HW20L
SL1606 o 6 5 6 6 16 14 100 M4 HW20L 5
SL1607 o 7 5 6 8 16 14 100 M4 HW20L
SL2008 o 8 5 10 10 20 18 100 M4 HW20L o
SL2010 o 10 5 10 10 20 18 100 M5 HW20L
x Fine tolerance and surface roughness ® : Stock item
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Technical Information for Bearing Solutions B

Bearing Solutions

2 Code system

e Insert % For machining raceways and bearing shields

ABC EC6000AHL - BS USER
! ! ! !

Manufacture of Designation of Machining Customer
Bearing Bearing type of Insert
¢ Holder

SRGPR B 16 B - D32

N
i
N
(3]

I

! !
Clamping Holder Style Hand Wldth of Length of Minimum
Method Shank Holder diameter for
machining
Insert shape Relief Angle Height of Additional information Length of
Shank of holder (B: Bearing) cutting edge

Application
B: Internal machining
E: External machining
F: Face machining
RW: Raceway
BS: Bearing Shield
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B Bearing Solutions

D Applicable insert
S Cermet Dimensions (mm)
E Picture Designation . Configuration
s CN2500 RE 0 CDX IC S
<
MC0906 0.6 12 1.8 9.525 3.18
MC0910 1 12 24 9.525 3.18
MC1206 0.6 18 1.8 12.7 4.76
MC1210 1 18 2.4 12.7 4.76
MC1212 1.2 18 2.2 12.7 4.76
MC1215 1.5 18 3 12.7 4.76
5 MC1220 2 18 38 12.7 4.76 CDX
.~ c ‘ﬁ,‘ MC1225 25 18 3.8 12.7 4.76 . L o
MC1525 25 18 4 15875 556 ? rel !
MC1530 3 18 47 15875  5.56 CO8
MC1540 4 20 47 15875 556 —‘i—
: MC1206-BR 06 18 1.8 12.7 4.76 Vind
MC1210-BR 1 18 2.4 12.7 4.76
MC1212-BR 1.2 18 2.2 12.7 4.76
MC1215-BR 1.5 18 3 12.7 4.76
c ‘ S ‘ MC1220-BR 2 18 3.2 12.7 4.76
[~ MC1230-BR 3 18 3.7 12.7 4.76
MC1235-BR 3.5 18 3.9 12.7 4.76
o Stock item
S Cermet Dimensions (mm)
_E Picture Designation Configuration
E CN2500 RE IC S
<
RPGT0802M0 - 8 2.38
RPGT1203M0 - 12 3.18
RPGT1604M0 - 16 4.76 o
RPGT2004M0 - 20 4.76 e
S
s SPGR120440L 4 12.7 4.76 o
[&w
] c ‘_g }
SPGH090330L 3 9.525 3.18
- Z{Dw
:‘[ﬂ“
i
o Stock item
D Special order-form
Designation ‘ CN2500 ‘ RE ‘ 0’ ‘ CDX ‘ IC ‘ S Configuration

950

RE‘

CDX
/

CDX
j/‘ 16°

MC...
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Bearing Solutions B

CMSN...F Type

LF

* R type holder
MC12[ ][] MC12[J[-BR HFT H
MC15[ ][]
(mm)
) ) Stock Applicable Clamp  ClampScrew ~ Shim  ShimScrew Wrench
Designation R WM LF WE HE B H HaND| “PRCR o &
CMSNR/L 2020B-L12F 33 140 21 20 20 20 R/L Mc1200
HER/L1B BHA062 X42CB HW50L
2023B-L12F 35 10 24 20 23 20 AL | Mct2O0em CHEH 0620 SX42CB $S0308 HW50
2525B-L15F 33 140 26 25 25 25 R/L mc1500 CH6R/L1B BHA0620 SX52CB SS0408 HWS50L

e : Stock item

CMSN B T @D Min. machining Dia
EEE ype ‘/~
wr| A \ 8
@ Q)
LH i
. * R type holder
HF H
MC12[1[] MC12[][I-BR
(mm)
. . Stock Applicable Clamp  ClampScrew  Shim  ShimScrew Wrench
Designation RIL DMIN LH LF WF HF B H HAND — W W o
CMSNR/L 2020B-L12B-D28 28 33 140 21 20 20 20 R/L CH6R/L1B BHA0620 SX42CB SS0308 HWS50L
2525B-L12B-D28 28 33 140 26 25 25 25 R/ |MmCi12000d CH6R/L1B BHA0620 SX42CB SS0308 HWS50L
1620B-L12B-D20 20 32 140 18 16 20 16 R/L |MC12[J-BR |CH6R/L1B BHA0620 - - HW50L
2023B-L12B-D28 28 33 140 24 20 23 20 RAL CH6R/L1B BHA0620 SX42CB SS0308 HWS50L
o : Stock item
SRGP..E Type
WF 8
©

LH

LF

- * R type holder
RPGT e ? "

(mm)
e . Stock Appli cable Screw Shim Shim Screw Wrench
esignation Sl LH LF WF HF B H HAND insert @ y
SRGPR/L 2020B-L12E 20 140 25 20 20 20 R/L | RPGT1203M0 | FTKA0410  SR1203S SHXNO609F  TW15P
2020B-L16E 20 140 25 20 20 20 R/L | RPGT1604M0 | FTNA0513 SR16T3S SHXNO712F  TW20P
2525B-L20E 30 140 32 25 25 25 R/L | RPGT2004MO | FTNA0O513  SR20T3S SHXNO712F  TW20P
o : Stock item
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B Bearing Solutions

SRGP...FType 14
WF 8
®
LH *
LF
RPGT1203M0 ﬁ' e
HE H
RPGT1604M0
RPGT2004MO
(mm)
e . Stock o LF WE HF B H  HAND Applicable Screw Shim Shimw Wrench
esignation ~n insert & y
SRGPR/L 2020B-L12F 20 140 25 20 20 20 R/L | RPGT1203MO0 | FTKA0410 SR1203S SHXNO609F  TW15P
2020B-L16F 20 140 25 20 20 20 R/L | RPGT1604MO | FTNA0513 SR16T3S SHXNO712F  TW20P
2525B-L20F 30 140 32 25 25 25 R/L | RPGT2004MO | FTNA0513 SR20T3S SHXNO712F  TW20P
o Stock item
@D Min. machining Dia.
SRCP...B Type
7
| WE 8 L\‘: i
{ (6N / ©
- LF ﬂ
* R type holder
RPGT0802MO ﬂﬁ H
RPGT1203MO0
RPGT1604MO
(mm)
N Stock Applicable BEED et
Designation Sl DMIN LH LF WF HF B H HAND — @Y‘N y
SRCPR/L 2020B-L08B-D12 12 25 140 215 155 20 20 R/L | RPGT0802MO FTKA0305 TWO09P
1919B-L12B-D15 15 25 140 21 16 19 19 R/L | RPGT1203M0 FTNAO0408 TW15P
2020B-L12B-D20 20 25 140 22 155 20 20 R/L | RPGT1203M0 FTNAO0408 TW15P
2525B-L16B-D32 32 30 140 27 20 25 25 R/L | RPGT1604MO0 FTKA0510 TW20P
o : Stock item

(1] T @D Min. machining Dia.
CSKP...Bye o= =

LF

ﬁ H * R type holder
HF

N

T
S
%

©

SPGR120440L LH
(mm)
Stock Applicable g Clamp Screw Wrench
Designation S DMIN LH LF WF HF B H HAND a— w f”
CSKPR/L 2022B-L12B-D30 30 37 140 27 20 22 20 R/L | SPGR120440R/L CH5R1 CHX0510 HW30L
o Stock item
SS KP B T @D Min. machining Dia.
e
BT o e ./
WF N
o) e
AN /
LH

* R type holder
SPGH090330L [ @ '

(mm)
- Stock Applicable SECD ok
Designation Bl DMIN LH LF WF HF B H HAND - Q\\w y
SSKPR/L 2020B-L09B-D12 12 20 140 21.7 19 20 20 RL
2020B-L09B-D13 13 20 140 21.7 19 20 20 R/ | SPGH090330R/L FTNAO0307 TWO09P
2020B-L09B-D20 20 20 140 21.7 19 20 20 RL
e : Stock item
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Bearing Solutions B

CKFN...RW 1ype

LF

* R type holder
KORIC HFE )
(mm)
. . Stock Applicable Clamp  ClampScrew ~ Shim  ShimScrew Wrench
Designation Sl LH LF WF HF B H HAND — @W W o
CKFNR/L 2020B-L22RW 140 125 20 20 20 R/L KORIC2204R/L | CHEN1B BHA0620 ST42CB SS0408 HW50L
2022B-L27RW 140 13 20 22 20 R/L | KORIC2704R/L |CH8R/L1B BHA0820 ST52CB SS0408 HW60L
2025B-L33RW 140 16 20 25 20 R/L | KORIC3306R/L |CH8R/L1B BHA0820 ST62CB SS0408 HW60L
2533B-L44RW 140 21 25 33 25 R/L | KORIC4408R/L |CH8R/L1B BHA0820 ST82CB SS0408 HW60L
e : Stock item
C KG N RW @D Min. machining Dia
Type -
Emm —
1 B\
@ v @ B
LF
_ * R type holder
KORIC HF H
(mm)
. . Applicable Clamp  ClampScrew  Shim  ShimScrew Wrench
Designation Stock| DMIN LH LF WF HF B H HAND insert W @ o~
CKGNR/L 2022B-L22RW-D23 23 140 30 20 22 20  R/L |KORIC2204R/L |CH6R/L3B BHA0620 ST42CB SS0408 HW50L
2022B-L27RW-D29 29 140 34 20 22 20  R/L |KORIC2704R/L |CH6R/L7B BHA0620 ST52CB SS0408 HW50L
2025B-L33RW-D38 38 140 33 20 25 20 R/L |KORIC3306R/L|CHBR/L5B BHA0620 ST62CB SS0408 HWS50L
2528B-L38RW-D50 50 140 46 25 28 25  R/L |KORIC3806R/L [CH8R/L2B BHA0820 ST72CB SS0408 HW60L
2528B-L44RW-D52 52 140 50 25 28 25  R/L |KORIC4408R/L |CH8R/L2B BHA0820 ST82CB SS0408 HW60L
o : Stock item
CSG N RW @D Min. machining Dia, v
Type 7
B
i Gl
LF
* R type holder
SNGN :
(mm)
. . Stock Applicable Clamp Clamp Screw Wrench
Designation Sl DMIN LH LF WF HF B H HAND a— ”@ @W e
CSGNR/L 2020B-L09RW-D17 17 140 22 20 20 20 R/L SNGNO0903WR/L CH5R1  CHX0510 HW30L
2020B-L09RW-D22 22 140 22 20 20 20 R/L SNGNO0903WR/L CH5R1 CHX0510 HW30L
o : Stock item
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B Bearing Solutions

CSBN...BS 1y
e yp WF B
LF
* R type holder
SNGN HF[ H
(mm)
. . Stock Applicable Clamp  ClampScrew ~ Shim  Shim Screw Wrench
Designation = LH LF WF HF H HAND [~ W @ P
CSBNR/L 2023B-L12BS - 140 21 20 23 R/L | SNGN1204SR/L |CH6N1B BHA0620 SS42CB SS0308 HW50L
2525B-L15BS = 140 23 25 25 R/L | SNGN1504SR/L | CH6N1B BHA0620 SS52CB SS0408 HWS50L
o : Stock item
@D Min. machining Dia.
CSKN...BS ype ‘ %),
(B - B 5
- i KO
LF T
72
_ * R type holder
SNGN HF H
(mm)
. . Stock Applicable Clamp  ClampScrew  Shim  ShimScrew Wrench
Designation RIL DMIN LH LF  WF HF B H HAND insert W @ ~
CSKNR/L 1622B-L09BS-D14 14 - 140 16 16 22 16  R/L |SNGN0903SR/L|CH6R/L2B BHA0B20 - - HW50L
2022B-L12BS-D26 25 = 140 27 20 22 20 R/L |SNGN1204SR/L|CH6R/L1B BHA0620 SS42CB SS0308 HW50L
2525B-L15BS-D35 35 - 140 31 25 25 25 R/L |SNGN1504SR/L|CH6R/L3B BHA0620 SS52CB SS0408 HW50L
e : Stock item
CTG N BS @D Min. machining Dia.
. Type :
£ B
LF
* R type holder
TNGN H
(mm)
. . Stock Applicable Clamp  ClampScrew  Shim  ShimScrew Wrench
Designation =l DMIN LH LF WF HF B H HAND [ W @ o~
CTGNR/L 2021B-K22BS-D25 25 - 140 30 20 21 20  R/L [TNGN2204SR/L|CH6R/L7B BHA0620 ST42CB SS0408 HWS50L
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Special Order Form for Bearing Inserts B

Machining Race-way

D KORIC... R/L Type

. IC S RE hi h2 a g’

- . KORIC 2204R/L 127 | 476

E i‘?‘i E 2704R/L 15.875 | 4.76

‘ l a’ Detail—A 8 3306R/L 19.05 6.0

Loe Jlsl e sl 3806R/L 22225 | 6.0

R Type L Type 4408R/L 25.4 8.0

2D SNGN... WR/L Type

Ic S RE hi hz o B

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

IC S Li | L2 | h1 | h2 |RE1 RE2| o’ | B°
SNGN 0903SR/L 9.525 | 3.18
1204SR/L 12.7 | 4.76
1504SR/L 15.875| 4.76

Detail—A

R Type
&_ Lo
2] ﬁy
.’
§ = L§J “ DelaﬁQ—A
L Type
D TNGN...SR/L Type
L2
IC S L1 L2 | h2 | RE1 | RE2 | o | B°
ol X
R Zj? TNGN 02204SRIL 127 | 4.76
A .
Det;%—A /%}
L2
YA
of 114
T
& Dotail-A
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B Technical Information for HSK Tooling System

2 sides restraint - side and taper part

H S K TOO I | n g SySte m (For Multi-task Machines)

e 2 sides restraint - side and taper part 2 sides restraint
» Toughness guaranteed for static and dynamic movements
» Precision guaranteed on shaft and repeat directions Oi
e Suitable at high speeds

« Suitable for small work pieces O
 Coolant Nozzle is easily adjustable

D Code system

D
! ! ! ! ! ! !

Taper design & Clamping Type Insert Shape Clearance angle Hand Length of
size D:Double Clamp ~ C: 80° Diamond of insert R: Right tool holder

M: Multi Clamp D: 55° Diamond N=0° L: Left DX: 65

P: Lever Lock S:90° Square B=5° N: Neutral H:100

S: Screw On T: 60° Triangle LE: 140

W: Wedge Clamp V: 35° Diamond
W: 80° Hexagon

Holder Style Cutting edge Length
60° 95°
(RS A H
E G J L
50° 72.5°
LE
N M v ‘

2 ICTM (Interface committee for turning mill)

- As an interface for Multi-task Machines in turning tools which is a tooling system based on the ICTM standard established by major 17
Japanese makers.

-1t is compatible with the HSK-A type and can be used with tools in Multi-task Machines and MCT both.

) Tolerance of keyway has been improved: HSK-T63 D Tolerance comparison (Example)

R Maximum Minimum
Tolerance Tolerance

ICTM STANDARD HSK-T63 0.075 0.035

ISO STANDARD HSK-A63 0.33 0.08

Holder Keyway Spindle key
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Index for HSK/KM Tooling System B

Index for HSK Tooling System

Cutting ?l—l‘* T%UJ - TLUJ
Shape % -~ S gy ——
)
7 J lo' A
Designation | H63T-DCLNR/L-DX12 | H63T-DCMNN-H/L12 | H63T-DDJNR/L-DX15 | H63T-DDNNN-H/L15 | H63T-PCLNR/L-DX12 | H63T-PCMNN-H/L12 | H63T-PDJNR/L-DX15 | H63T-PDNNN-H/L15
Tool cutting edge angle 95° 95° 93° 107.5° 95° 95° 93° 107.5°
Page B219 B219 B219 B219 B220 B220 B220 B220
Turning (] [] [ ] [ ° ° ° °
Copying ° ° ° °
Facing [ ° ° ° ° ° [ °
Back turning ° ° ° ° ° ° ° °
Internal turning
Cutting -~ - _LLH e )
Shape A - v ! 1
) 1
Designation | H63T-PRGCR-DX12 | H63T-PRDCN-H/L12 | H63T-SVPBR/L-DX16 = H63T-SVVBN-H/L16 | Ho3T-A25K/AR2L-DCLNRL-2|  HE3T-MCFRIL HB3T-MCHR/L
Tool cutting edge angle - 117.5° 117.5° 95° -
Page B221 B221 B221 B221 B222 B222 B222
Tumning [] [] [ ] [ ° °
Copying ° ° [} ° °
Facing ° ° ° ° ° ° °
Back turning ° o (] o °
Internal turning °

Index for KM Tooling System

J

—LJ

@
]

Cutting = N S
Shape ; <—u A
KM50-A25K-DCLNR/L-12
Designation KM50-DCLNR/L-C12 KM50-DCMNN-C12 KM50-DDJNR/L-C15(-3) KM50-DDNNN-C15(-3) KM50-A32K-DCLNR/L-12 KM50-PCLNR/L-C12
9 KM63UT-DCLNR/L-D12 KM63UT-DCMNN-D12 KM63UT-DCINR/L-D15(-3) | KM63UT-DDNNN-D15(-3) | KM63UT-A25K-DCLNR/L-12 KM63UT-PCLNR/L-D12
KM63UT-A32L-DCLNR/L-12
Tool cutting edge angle 95° 95° 93° 107.5° 95° 95°
Page B226 B226 B226 B227 B229 B227
Turning ° L] L] L] ° [
Copying ° °
Facing [ [ ° [ ° °
Back turning o ° ° ° ° °
Internal turning o

4

—L

U

Cutting
Shape “ ' w ="
Designation KM50-PCMNN-C12 KM50-PDJNR/L-C15(-3) KM50-PDNNN-C15(-3) KM50-MCHRIL
KM63UT-PCMNN-D12 KM63UT-PDINR/L-D15(-3) | KM63UT-PDNNN-D15(-3) KM63UT-MCHRIL
Tool cutting edge angle 95° 93° 107.5°
Page B227 B228 B228 B228
Turning (] (] ° (]
Copying ° o o
Facing ° ° °
Back turning ° ° °

Internal turning
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B HSK Tooling System

4
— DCON-MS -
95°
(]
WF
© 95°
CN D D * R type holder
LF
(mm)
. . Applicable Clamp Screw Shim  Shim Screw  Spring Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND a— @ @@ @ @ @ y &
H63T-DCLNR/L-DX12 65 45 63 R/L | CNCI120400C] | CVH4 CHX0518 SC44V FTKA0410 SPRO714 CNO0605 HW30P CP63T
9 Applicable inserts B5 ~ B11
4—* *
DCON-MS o
95°
CNLIJ LF
(mm)
. . Applicable Clamp Screw Shim  Shim Screw  Spring Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert ﬁ W @ @ y &
H63T-DCMNN-H12 100 63 N
CNLI[11204 VH4  CHX051 44V FTKA0410SPR0714 CN KHAI HW30P CP63T
H63T-DCMNN-L12 140 63 N oo ooy ¢ CHX0518 SC: 0410 SPR0714 CNO605 0808 HW30P CP63
9 Applicable inserts B5 ~ B11
— = 1 DCON-MS I—\J%
(o
WF
93°
93° * R type holder
DNLIL] J I
(mm)
i i Applicable Clamp Screw Shim  Shim Screw  Spring Nozzle Plg Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert ﬁ @@ @ @ @ y &
H63T-DDJNR/L-DX15 65 45 63 R/L | DNCIJ150600C] SD43V
H63T-DDJNR/L-DX15-3 65 45 63 RIL | DNCIC1504000 CVH4 CHX0518 D44V FTKA0410 SPRO714 CNO0605 HW30P CP63T
9 Applicable inserts B13 ~ B18
62.5° =)
© DCON-MS N
107.5°
DNLII F
(mm)
. . Applicable Clamp Screw Shim  Shim Screw  Spring Nozzle Plg Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert ﬁ @@ @ @ @ y &
H63T-DDNNN-H15 100 63 N
DN 1
H63T-DDNNN-L15 140 63 N 1506001 | CVH4 CHX0518 SD43V FTKA0410SPR0714 CN0605 KHA0808 HW30P CP63T
H63T-DDNNN-H15-3 100 63 N
DN 1504
H63T-DDNNN-L15-3 100 63 N oo LT | CVH4 CHX0518 SD44V FTKA0410 SPRO714 CN0605 KHA0808 HW30P CP63T

9 Applicable inserts B13 ~ B18
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HSK Tooling System B

PCLNR/L

DCON-MS

WF

—
Uy

0]® 95°
‘R
CN D D . type holder
(mm)
. . Applicable Shim  ShimPin  Punching  Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert @ % @ 7 &
H63T-PCLNR/L-DX12 65 45 63 R/L | CNLICJ12040J0C | LVAN VHX0820N SC42N  SP4N  LSPS4 CNO0605 HW30L CP63T
2 Applicable inserts B5 ~ B11
< t
—— DCON-MS
95°
CNLILJ
(mm)
. . Applicable Shim ShimPin  Punching  Nozzle Plug Wrench  Coolant Pipe
Designation LF WF DCON-MS HAND [nsert Q % &/a"'a &
H63T-PCMNN-H12 100 63 N
HB3T-PCMNN-L12 140 63 N CNLI[1204000C1 | LVAN VHX0820N SC42N  SP4N  LSPS4 CNO0605 KHA0808 HW30L CP63T
2 Applicable inserts B5 ~ B11
- B bl DCON-MS
&)
WF
© 93°
DNLI[] 9% . * R type holder
(mm)
. . Applicable Shim ShimPin  Punching  Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert @ % Ve &
H63T-PDJNR/L-DX15 65 45 63 R/L | DNCICJ1506[10] SD42N
He3T-PDINRIL-DX15-3 | 65 45 63 RIL | DNLIitsoai) | /0N VHKOBIN gp  SPAN LGPSA CNOGOS HINS0L - CR3T
2 Applicable inserts B13 ~ B18
= - DCON-MS
DNLIJ
(mm)
. . Applicable Shim ShimPin  Punching  Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert @ % PV a &
H63T-PDNNN-H15 100 63 N
H63T-PDNNN-L15 110 o3 N DN[J[J1506[J0] | LV4ABN VHX082IN SD42N  SP4N  LSPS4 (CNO0605 KHA0808 HW30L CP63T
H63T-PDNNN-H15-3 100 63 N
H63T-PDNNN-L15-3 140 63 N DNLJI1504001 | LV4BN VHX0821N SD43N  SP4N  LSPS4 CNO0605 KHA0808 HW30L CP63T

2 Applicable inserts B13 ~ B18
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B HSK Tooling System

PRGCR/L

WF

DCON-MS

ﬁ
B

© * Rtype holder
©
RCMX1204M0 I
(mm)
. . Applicable Lever Screw Shim  ShimPin  Punching  Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert & @ % @ s é&
H63T-PRGCR/L-DX12 65 45 63 R/L | RCMX1204M0 LR12  VHX0617 SR12 SP3  LSPS3 CN0605 HW25L  CP63T
9 Applicable inserts B54
© DCON-MS
LF
RCMX1204M0
(mm)
. . Applicable Lever Screw Shim  ShimPin  Punching  Nozzle Plug Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND — @ % @ P &
H63T-PRDCN-H12 100 63 N
RCMX1204M
H63T-PRDCN-L12 140 63 N C 04MO | LR12 VHX0617 SR12  SP3  LSPS3 CNO0605 HW25L  CP63T
%) Applicable inserts B54
Al -
DCON-MS
WF i
| L 117.5°
175 *R hold!
VBDT ) . type holder
(mm)
. . Applicable Screw Shim Screw Shim Nozzle Plug Wrench Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND a— @ @ = @ y /ﬁ’ &
H63T-SVPBR/L-DX16 65 45 63 R/L | VBLIT1604[1[] |FTGA03512 SHXN0O509F SV32S CN0605 TW15P HW32L CP63T
9 Applicable inserts B65 ~ B66
-
o >—H-———— — - DCON-MS
&
72.5° 1 17 50
VBT -
(mm)
. . Applicable Screw Shim Screw Shim Nozzle Plug Wrench Wrench  Coolant Pipe
Designation LF  WF DCON-MS HAND insert @ @ = @ ® y %ﬁ &
H63T-SVVBN-H16 100 63 N
VBLIT1604
H63T-SVVBN-L16 140 63 N [JT1604[ ][] | FTGA03512 SHXNO509F SV32S (CNO0605 KHA0808 TW15P HW32L CP63T

9 Applicable inserts B65 ~ B66
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HSK Tooling System B

MCHR/L

N

N *
u DCON-MS 4_}

WF
CDX
7 N * Rtype holder
MGMN / MGMR/L .
MGGN / MRMN
(mm)
. : Clamp  ClampScrew HingeScrew  Screw Nozzle Plug Wrench  Coolant Pipe
. . ua| Applicable | Applicable ,
Designation CDX WF LPR DCON-MS insert Cartridge w @ @ o~ &
H63T-MCHR/L . 45 o7 63 | MGMN | MCERL3-T16
MGMR/L | MCER/L4-T16
MGGN MCER/L5-T20 CHX8N DHA0818F RHA0613 FHGA0618 CN0605 HW40L CP63T
20 4 67 8 | MRMN | yiceRieT20
2 Applicable inserts C43 ~ C45
MCERY/L (Cartrid —
(Cartridge) ] | =l
LF
e
MGMN / MGMR/L @
MGGN / MRMN "Fype older
(mm)
Applicable insert
Designation CDX WB LF HF WF HAND L Tool holders
cw Designation
MCER/L 3-T16 16 6 44.5 25.83 6.35 R/L 3 MGMN
4-T16 16 5.97 445 25.83 6.35 R/L 4 MGMR/L
H63T-MCHR/L
5-T20 20 5.87 445 25.83 6.35 RIL 5 MGGN
6-T20 20 5.82 445 25.83 6.35 RIL 6 MGMN
2 Applicable inserts C43 ~ C45
MCHRI/L |
—W-H \” DCON-MS
. ]
REdle)
"EI_‘ N * R type holder
MFMN300 o y
MGMN400
(mm)
: - Clamp  Clamp Screw Hinge Screw  Screw Nozzle Plug Wrench  Coolant Pipe
. . ¥ Applicable Applicable s
Designation CwW CDX LF DCON-mMS s Cartridge @ M @ P &
H63T-MCHR/L MCFR/L3-24/35-T16
MCFR/L3-29/40-T16
3 16 85 63 MFMN300 | MCFR/L3-34/50-T16
MCFR/L3-44/70-T16
MCER/L3-64/99-T16 CHX8N DHA0818F RHA0613 FHGA0618 CNOB05 HwW40L
MCFR/L4-44/60-T16
4 16 85 63 MGMN400 | MCFR/L4-60/120-T16
MCFR/L4-112/200-T16

2 Applicable inserts C43 ~ C45
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B HSK Tooling System

MCFRY/L (Cartridge) ]

_ DAXX WFLD,S‘A WB[

MFMN300
MGMN4OO * R type holder
(mm)
i X Applicable insert
Designation CDX DAXIN DAXX wB LF HF HAND Tool holders
cw Designation
MCFR/L3- 24/35-T16 16 24 35 8 445 25.83 R/L 3
29/40-T16 16 29 40 8 445 25.83 R/L 3
34/50-T16 16 34 50 8 445 25.83 R/L 3 MFMN300
44/70-T16 16 44 70 8 445 25.83 R/L 3 HG3T-MCHR/L
64/99-T16 16 67 99 8 445 2583  RIL 3 i
MCFR/L4- 44/60-T16 16 44 60 7.97 445 25.83 R/L 4
60/120-T16 16 60 120 7.97 445 25.83 R/L 4 MGMN400
112/200-T16 16 112 200 7.97 445 25.83 R/L 4
29 Applicable inserts C43 ~ C45
DCLNR/L
o 8Ol IS
_ DCON-MS
WF
95°
CN D D LF * R type holder
(mm)

Applicable | ComP  Screw - Shim StmSoew Spring - Nozzle - Plug - Wrench CootrtPpe
insert @ @ @ @

CNLI[1204[][] | CVH4 CHX0518 SC42V FTKA0410 SPRO714 CN0B05 - HW30P CP63T

Designation DMIN BD LF WF  DCON-MS

H63T-A25K-DCLNR/L-12 32 25 125 17 63
H63T-A32L-DCLNR/L-12 40 32 140 22 63
%) Applicable inserts B5 ~ B11

Blank Tool

. Il

LF

i
L

(mm)
Coolant Pipe
Designation BD LF
HSK-T63-BL62-102 62 102
HSK-T63-BL62-142 62 142 CP63T
HSK-T63-BL100-67 100 67
HSK-T63-BL120-70 120 70
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HSK Tooling System B

* Holder information
5 5 - - Holder size: 25 x 25
- Before setting the holder,
/ please cut the holder length to 115 mm.
© i DCON-MS
N
h ©) BI 115 o
LSCWS (150)
LPR
Holder information LF
« Holder size: 25 x 25 * Rtype holder
« Before setting the holder, please cut the holder length to 115 mm. (mm)
Screw Plug Nozzle Wrench  Coolant Pipe
Designation LF WF DCON-MS DCON-WS BD LPR B H LSCWS HAND /w\ &
EV2525R/L-112 150 45 63 - - 112 25 25 77 R/L |KHA1231 KHA0808 CN0605 HW50L  CP63T

M ¢ Holder information
EV2525R/L-115
- Before setting the holder,
—=h e W please cut the holder length to 110 mm.
{ i
DCON-MS Cut
@ 110
459 % . .
(150)

LSCWS

Holder information LPR
« Holder size: 25 x 25 * Rtype holder
« Before setting the holder, please cut the holder length to 110 mm. (mm)
i i Screw Plug Nozzle Wrench  Coolant Pipe
Designation LF WF DCON-MS DCON-WS BD LPR B H LSCWS HAND @\\\\y\,\) ﬁ’ &
EV2525R/L-115 - - 63 - - 115 25 25 70 R/L |KHA1231 KHA0808 CN0605 HW50L  CP63T

5 ¢ Holder information
EV2020 R/L_1 05_3 120 - Holder size: 20 x 20
- Before setting the holder,
please cut the holder length to 105 mm.

“ =<1 j DCON-MS o lcut |

o H
LN = |
120° ’_/ " g Oo ©f
T LSCWS (125)
LPR
Holder information o
« Holder size: 20 x 20 * Rtype holder
« Before setting the holder, please cut the holder length to 105 mm. (mm)
Screw Plug Nozzle Wrench  Coolant Pipe
Designation LF WF DCON-MS DCON-WS BD LPR B H LSCWS HAND @ /% &
EV2020R/L-105-3 140 40 63 - - 105 20 20 70 R/L |KHA1231 KHA0808 CN0605 HW50L CP63T
BOO-OO
BD | DCON-WS H j DCON-MS
]
LSCWS
LPR
(mm)
Screw Wrench Coolant Pipe
Designation DCON-MS DCON-WS BD LPR H LSCWS HAND @\\\]\,\} /\,
B08-65 63 8 28 65 40 40 N
B10-70 63 10 35 70 45 45 N
B12-70 63 12 42 70 45 45 N
B16-7 63 16 48 75 50 50 N
Galo KHA1218 HW50L CP63T
B20-75 63 20 52 75 50 50 N
B25-83 63 25 62 83 58 58 N
B32-87 63 32 62 87 62 62 N
B40-97 63 40 65 97 72 72 N
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B Technical Information for KM Tooling System

3 Face Binding - Superior precision

K M TOO I | n g SySte m (For Multi-task Machines)

¢ 3 Face binding/Superior precision 3 sides restraint

* Flexible clamping system/Superior rigidity O
e Various size & style
e Appropriate for turning & milling

» Adjustable coolant direction with coolant nozzle (D/ Oi

Coolant Nozzle
O

D Code system

D
! ! ! ! ! ! !

Taper design & Clamping Type Insert Shape Clearance angle Hand Length of
size D: Double Clamp  C: 80° Diamond ofinsert o oy tool holder
50, 63UT M: Multi Clamp D: 55° Diamond N=0° L: Left DX: 65
80ATC, 100 P: Lever Lock S:90° Square B=5° N: Neutral H :100
S: Screw On T: 60° Triangle L :140

W: Wedge Clamp V: 35° Diamond
W: 80° Hexagon

Holder Style Cutting edge Length

E G J L
~ ﬁ\ 7; (7 =
e |
N M \Y

2 Multi-tasking machine

Turning Milling
4 Mac.:hines
1 Ma;:hine
Magﬁ;ring Grinding
» KM Tooling system is superior for wide application.
External Process Internal Process Grooving Process Drill Process Parting-off Process

KM50, KM63UT, KM80, KM100 Standard and Special type can be produced.
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KM Tooling System B

DCLNR/L

- DCON-MS

<;
WF
CN D D - * R type holder
(mm)
. . Applicable Clamp Screw Shim  ShimScrew  Spring Nozzle Plug Wrench
Designation LF  WF DCON-MS HAND  A— @ W @ @ @ y
KM50-DCLNR/L-C12 50 35 50 RIL
KM63UT-DCLNR/L-D12 60 3 63 RIL CNLI[12040](] | CVH4 CHX0518 SC44V FTKA0410 SPR0714 CNO0605 HW30P
2 Applicable inserts B5 ~ B11
DCMNN —
WF e )
- OPA
7@ @7 DCON-MS +@
| 95°
CNLI[] F
(mm)
. . Applicable Clamp Screw Shim  ShimScrew  Spring Nozzle Plug Wrench
Designation LF  WF DCON-MS HAND insert @ @@ @ @ @ y
KM50-DCMNN-C12 50 50 N
KM63UT-DCMNN-D12 60 63 N CNLI[120400(1 | CVH4 CHX0518 SC44V FTKA0410 SPR0714 CNO0605 KHA0808 HW30P
2 Applicable inserts B5 ~ B11
KTH‘V = - DCON-MS
93°
DN D D * R type holder
(mm)
. . Applicable Clamp Screw Shim  ShimScrew  Spring Nozzle Plug Wrench
Designation LF  WF DCON-MS HAND insert 9 ‘@@ @ @ @ y
KM50-DDJNR/L-C15 50 35 50 R/L | DNLJLJ1506[JC] | CVH4 CHX0518 SD43V FTKA0410 SPR0714 CNO605 HW30P
KM50-DDJNR/L-C15-3 50 35 50 R/L | DNLICI1504]C] | CVH4 CHX0518 SD44V FTKA0410 SPR0714 CNO605 HW30P
KM63UT-DDJNR/L-D15 60 43 63 R/L | DNLJJ15060J] | CVH4 CHX0518 SD43V FTKA0410 SPR0714 CN0605 HW30P
KM63UT-DDJNR/L-D15-3 60 43 63 R/L | DNLICJ150400] | CVH4 CHX0518 SD44V FTKA0410 SPR0714 CN0605 HW30P

2 Applicable inserts B13 ~ B18
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B KM Tooling System

DDNNN

62.5°
WF
7 Cop
L 3 DCON-MS -/ ),///0
625° 7
i 117.5°
DNLIL] LF
(mm)
. . Applicable Clamp Screw Shim  ShimScrew  Spring Nozzle Plug Wrench
Designation LF WF DCON-MS HAND a— ﬁ @@ @ @ @ y
KM50-DDNNN-C15 50 25 50 N DN[J[11506[ ] | CVH4 CHX0518 SD43V FTKA0410 SPR0714 CN0605 KHA0808 HW30P
KM50-DDNNN-C15-3 50 25 50 N DNLJ[J1504[J(] | CVH4 CHX0518 SD44V FTKA0410 SPR0714 CN0605 KHA0808 HW30P
KM63UT-DDNNN-D15 60 31.5 63 N DNLIC11506[1C] | CVH4 CHX0518 SD43V FTKA0410 SPR0714 CNO0605 KHA0808 HW30P
KM63UT-DDNNN-D15-3 60 31.5 63 N DNLIC11504[1C] | CVH4 CHX0518 SD44V FTKA0410 SPR0714 CNO0605 KHA0808 HW30P
9 Applicable inserts B13 ~ B18
4
- DCON-MS
95°
CN D D * R type holder
LF
(mm)
. . Applicable Lever Screw Shim ShimPin  Punching  Nozzle Plug Wrench
Designation LF WF DCON-MS HAND insert & @ % @ ® 7
KM50-PCLNR/L-C12 50 35 50 RIL
N 1204
KM63UT-PCLNR/L-D12 60 3 63 RIL CNLI[J12040J0] | LVAN VHX0820N SC42N  SPAN  LSPS4 CNO605 HW30L
%) Applicable inserts B5 ~ B11
PCMNN T —
WF ‘1 4
© @ DCON-MS
50° i 950
CNLIJ IF
(mm)
. . Applicable Lever Screw Shim ShimPin  Punching  Nozzle Plug Wrench
Designation LF DCON-MS HAND insert & @ % @ ® Vs
KM50-PCMNN-C12 50 50 N
CN 1204
KM63UT-PCMNN-D12 60 63 N 0o [J | LVAN VHX0820N SC42N  SPAN  LSPS4 CN0605 KHA0808 HW30L

9 Applicable inserts B5 ~ B11
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KM Tooling System B

PDJNR/L

- DCON-Ms

93°
DN D D * R type holder
(mm)
. . Applicable Lever Screw Shim ShimPin  Punching  Nozzle Plug Wrench
Designation LF WF DCON-MS HAND  A— & % @ % @ P
KM50-PDJNR/L-C15 50 35 50 R/L | DNLJC15060J0] | LV4BN VHX082IN SD42N  SPAN  LSPS4  CN0605 HW30L
KM50-PDJNR/L-C15-3 50 35 50 R/L | DNCICI15040C] | LV4BN VHX0821N SD43N  SP4N  LSPS4  CN0605 HW30L
KM63UT-PDJNR/L-D15 60 43 63 R/L | DNLICI15060C] | LV4BN VHX082IN SD42N  SPAN  LSPS4 CN0605 HW30L
KM63UT-PDJNR/L-D15-3 60 43 63 R/L | DNLICI1504000] | LVABN VHX082IN SD43N  SPAN  LSPS4 CN0605 HW30L
2 Applicable inserts B13 ~ B18
PDNNN —
WF
© @ @ DCON-MS
62.5°
DNLIL] '
(mm)
. . Applicable Lever Shim ShimPin  Punching  Nozzle Plug Wrench
Designation LF WF DCON-MS HAND insert & % @ x @ 7
KM50-PDNNN-C15 50 50 N [DNCIC1506000C0| LV4BN VHX0821N SD42N  SPAN  LSPS4 CN0605 KHA0808 HW30L
KM50-PDNNN-C15-3 50 50 N [DNLIC15040000( LV4BN VHX0821N SD43N  SPAN  LSPS4 CN0605 KHA0808 HW30L
KM63UT-PDNNN-D15 60 63 N [DNLIJC5060 001 LV4BN VHX082IN SD42N  SPAN  LSPS4 CNO0605 KHA0808 HW30L
KM63UT-PDNNN-D15-3 60 63 N [DNLIC1150400070 LV4BN VHX082IN SD43N  SPAN  LSPS4 CNO0605 KHA0808 HW30L
2 Applicable inserts B13 ~ B18
- = DCON-MS
WF
* R type holder
MGMN / MGMR/L LPR
MGGN / MRMN
(mm)
. . ! Applicable Applicable Clamp  Clamp Screw Hinge Screw Screw Nozzle Plug Wrench
Designation WF DCON-MS LPR HAND insert Cartridge @ M @ ﬁ
MCER/L3-T16
MCER/L4-T16
KM50-MCHR/L 43 50 56.5 RIL CHX8N DHA0818F RHA0613 FHGA0618 CN0605 HWA40L
MGMN MCER/L5-T20
MGMR/L MCER/L6-T20
MGGN MCER/L3-T16
MRMN MCER/L4-T16
KM63UT-MCHR/L 43 63 565 RIL CHX8N DHA0818F RHA0613 FHGA0618 CN0605 HWA40L
MCER/L5-T20
MCER/L6-T20

2 Applicable inserts C43 ~ C45

Turning @ 228



B KM Tooling System

MCERY/L (Cartridge)

we| i :1]/5
4 A%J
T
MGMN / MGMR/L
MGGN / MRMN * R type holder
(mm)
i ., Applicable insert
Designation CDX wB LF WF HAND Tool holders
w Designation
MCER/L 3-T16 16 6 445 6.35 R/L 3 MGMN
4-T16 16 5.97 44.5 6.35 R/L 4 MGMR/L
5-T20 20 5.87 485 6.35 RIL 5 MGGN H-63T-MCHR/L
6-T20 20 5.82 485 6.35 RIL 6 MRMN
29 Applicable inserts C43 ~ C45
KMOO-DCLNR/L
BD|
95°
- 1 - DCON-MS
WFI
95°
CN D D LF * Rtype holder
(mm)
. . Applicable Clamp  Screw Shim  Shim Screw Sprig Nozzle Plug Wrench
Designation LF  WF BD DCON-MS HAND insert ﬁ \\\ @ y
KM50-A25K-DCLNR/L-12 125 17 32 50 R/L
KM50-A32L-DCLNR/L-12 140 22 40 50 R/L
KM63UT-A25K-DCLNR/L-12 | 125 17 32 63 RIL CNLI[J12040000 | CVH4 CHX0518 SC42V FTKA0410 SPR0714 CN0605 HW30P
KM63UT-A32L-DCLNR/L-12 | 140 22 40 63 R/L
9 Applicable inserts B5 ~ B11
80| —— — - — g} DCON-MS BD| ——— — — j’ DCON-MS
LF LF
Fig. 1 Fig. 2
(mm)
Designation LF BD DCON-MS Fig.
KM50-BL7562 62 45 50 1
KM50-BL10562 62 105 50 2
KM63UT-BL65200 200 65 63 1
KM63UT-BL115150 150 115 63 2
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Cartridge Code System (1S0) B

S T FCR12 C A-16

1 2 3 4 5 (5) 7 8 9
Clamping system Insert Holder Relief Angle of Hand Height of Cartridge Type of Length of
Shape Style Insert Cutting Edge Code Cartridge Cutting Edge
0 Clamping system e Hand
R
Top Clamping Hole Clamping Screw on
C P S

e Insert Shape

L] AN

=
R

T
-

L
C S T
Holder Style 6 Height of Cutting Edge
©
95° 90° \ _
/ /6 45°/ \<§ i [E
 — — HF
L S F
AN 3 N
a Cartrige Code
T~
«/715° ‘%O"
R K G C (Cartridge)
60£ E e Type of Cartridge
DN .
o
i T A (ISO5611)
0 Relief Angle of Insert e Length of Cutting Edge
-

AN

e
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B Index for Cartridges

Cutting Shape Turning | Copying | Facing | Chamfering | Applicable inserts | Page
10CA-09 SPJR09031[]
CSKPR/L 12CA-12 ¢ SPJR120311 B232
10CA-11 TPOR1103
CTTPR/L 12CA-16 ¢ TPJR1603][] B233
£
2
2
) 10CA-11 TPJR11030]
E CTWPR/L 19CA-16 d PORIGETT | oo
£
L]
(3)
10CA-11 TPOJR1103]]
CTFPRIL 12CA-16 ° ° ORGSO | DooF
10CA-11 TPOR1103]]
CTSPRIL 12CA-16 ° TPJR1603[1C] B233
10CA-09 SCLITo9T3 ]
SSKCR/L 12CA—12 ° SCLIT1204[1[] B234
10CA-09 SCLITo9T3I[]
SSSCRIL 12CA-12 * ¢ SCIT1204(][] B235
£
2
2
@D 10CA-11 TCOT1102000
e STFCR/L 12CA-16 i ¢ TeomeTaon | Do
H
G
(7]
10CA-11 TCOT1102000]
STTCR/L 12CA—16 ® d TCT16T3[1[] B236
10CA-11 TCOT1102000
STWCRI/L 12CA—16 ® TCIT16T3[1[] B236
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Clamp on System B

CSKPR/L

©

ﬁ —
ASP
8° LF N
MHA
\/ a’ MHD
SPLIR - @ )
WF | (F HF
©
* R type holder
(mm)
i i Stock ° ° . .
Designation =l DMIN H w LF WF HF ASP @ B MHD MHH MHA Applicable insert
CSKPR/L 10CA-09 40 15 11 50 14 10 8 6 0 20 5 20 SPLIR09031C]
12CA-12 ° 50 20 15 55 20 12 8 6 0 20 6 20 SP[IR1203[][]
-@ Applicable inserts B56 ~ B57 +abaselInsert:r=04(1=11)r=08(1=16) Dmin = @D Min. machining Dia o : Stock item
Clamp Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
parts &) & ) 7 e
CSKPR/L 10CA-09 CAO5R AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L
12CA-12 CA06R AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
CTFPR/L .
DMIN
w /
MHA
TPOR )
* R type holder
(mm)
i i Stock o ° n n
Designation RlL DMIN H w LF WF HF ASP @ B MHD MHH MHA Applicable insert
CTFPR/L 10CA-11 o 40 15 11 50 14 10 8 6 0 20 5 20 TPOIR1103]
12CA-16 50 20 15 55 20 12 8 6 0 20 6 20 TPLIR1603[][]
-@ Applicable inserts B62 ~ B63 ~abase Insert:r=08  Dmin = @D Min. machining Dia. e : Stock item
Clamp Axial Adjust Screw Mounting Screw Washer Wrench Wrench
Part v
&) e e
CTFPR/L 10CA-11 CAO5R AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 CA06R AZ0508F KHA0412 RHA0625 WA0602 TW30L HW20L
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B Clamp on System

CTSPR/L

A
MHA
MHD
TPLIR 3 ol
* R type holder
(mm)
Stock ° o
Designation =l DMIN H w LF WF HF ASP @ B MHD MHH MHA Applicable insert
CTSPR/L 10CA-11 o 40 15 11 44 14 10 8 4 0 20 5 20 TPOR11030]
12CA-16 50 20 15 47 20 12 8 5 0 20 6 20 TPLIR1603[[]
9 Applicable inserts B62 ~ B63 ~abaselnsert:r=0.4(1=11)r=08(1=16) Dmin = @D Min. machining Dia. e : Stock item
Clamp Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Part > d
" \ A 7
CTSPR/L 10CA-11 CAO5R AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 CA06R AZ0508F KHA0412 RHA0625 WAO0602 TW30L HW20L
CTTPR/L .
DMIN
Ol ) w /
ASP
S
MHA
TPLIR ) +
* R type holder
(mm)
. . Stock ° ° n o
Designation RlIL DMIN H w LF WF HF ASP @ ¢ MHD MHH MHA Applicable insert
CTTPR/L 10CA-11 40 15 11 50 9 10 8 5 0 20 5 20 TPCIR1103][J
12CA-16 50 20 15 59 20 12 8 5 0 20 6 20 TPLIR1603[][]
%) Applicable inserts B62 ~ B63 -abaselnsert:r=0.8  Dmin = @D Min. machining Dia. e : Stock item
Clamp Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Part: > I )
o P A 7
CTTPR/L 10CA-11 CAO5R AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 CA06R AZ0508F KHA0412 RHA0625 WAO0602 TW30L HW20L
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Clamp on System/Screw on System B

ASP

TPLIR ;
* R type holder
(mm)
i i Stock ° ° . .
Designation =l DMIN H w LF HF ASP @ B MHD MHH MHA Applicable insert
CTWPR/L 10CA-11 40 15 11 44 10 8 5 0 20 5 20 TPLIR1103]
12CA-16 50 20 15 47 12 8 D) 0 20 6 20 TPLIR1603[1[]
-:)) Applicable inserts B62 ~ B63 ~abaselnsert:r=0.8  Dmin = @D Min. machining Dia. e : Stock item
Clamp Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts @ @)\\\\\\\\, w @ % /ﬁ\
CTWPR/L 10CA-11 CAO05R AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 CAO06R AZ0508F KHA0412 RHA0625 WA0602 TW30L HW20L
SSKCRI/L -
& - gE=0%
ASP |,
B° . LF ~
\\/ a MHA
MHD
scOIT & .
WF| | F HF
* R type holder
(mm)
i i Stock o ° n n
Designation RlL DMIN H w LF HF ASP @ B MHD MHH MHA Applicable insert
SSKCR/L 10CA-09 40 15 11 50 10 8 0 -4 20 5 20 scTo9T3]
12CA-12 50 20 15 55 12 8 0 -4 20 6 20 SCLIT1204(][]
2 Applicable inserts B55 ~abaselInsert:r=08  Dmin = @D Min. machining Dia. o : Stock item
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Part: Vv
i D &’ © 7 e
SSKCR/L 10CA-09 FTGA03508 AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L
12CA-12 FTGA0411F AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
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B Screw on System

SSSCR/L

DMIN/T MHH
WF 457\ @ \— @) Wl /
ASP |,
B° ° LF A
\/ MHD HHA
—_—
ScLT WF ‘ LF HF %\ 63 @ "
* R type holder
(mm)
. . Stock ° ° . .
Designation =l DMIN H w LF WF HF ASP @ B MHD MHH MHA Applicable insert
SSSCR/L 10CA-09 40 15 11 44 14 10 8 -5 0 20 5 20 SCLITo9T3I[]
12CA-12 50 20 15 47 20 12 8 -5 0 20 6 20 SCLIT1204[]]
9 Applicable inserts B55 -abaselnsert:r=0.8  Dmin = @D Min. machining Dia. e : Stock item
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts v
& P e
SSSCR/L 10CA-09 FTGA03508 AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L
12CA-12 FTGAO0411F AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
STFCRI/L -
WF \— Olf w J
ﬁ © —
ASP
B’ LF
L i MHA
a MHD
TCLIT - Y
WF[_LF HFT © l 63
* R type holder
(mm)
. . Stock ° ° n o
Designation RlIL DMIN H w LF WF HF ASP @ ¢ MHD MHH MHA Applicable insert
STFCR/L 10CA-11 L] 40 15 11 50 14 10 8 0 -3 20 5 20 TCOT1102000]
12CA-16 (] 50 20 15 55 20 12 8 0 -3 20 6 20 TCUT16T3]
-@ Applicable inserts B59 ~ B60 cabaselnsert:r=04(1=11)r=08(1=16) Dmin = Min. machining Dia. e : Stock item
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Part < S

arts @ @)\\\\}\)}) ,,v, §7 f

STFCR/L 10CA-11 FTKA02565 AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L

12CA-16 FTKA03508 AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
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Screw on System B

STTCR/L

AsP

TCLIT @ Y
* R type holder
(mm)
i i Stock ° ° - .
Designation =l DMIN H w LF WF HF ASP @ B MHD MHH MHA Applicable insert
STTCR/L 10CA-11 40 15 11 50 9 10 8 -5 0 20 5 20 TCcLT1102000]
12CA-16 50 20 15 47 20 12 8 -3 0 20 6 20 TCT16T3IL]
-:)) Applicable inserts B59 ~ B60 +abase Insert:r=04(1=11)r=0.8(1=16) Dmin = Min. machining Dia.. e : Stock item
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts » V N
STTCR/L 10CA-11 FTKA02565 AZ0508F KHA0408 RHA0620 WA0602 TW 07P HW20L
12CA-16 FTKA03508 AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
STWCR/L a
/
\_,r
MHA
TCLIT
* R type holder
(mm)
i i Stock o ° n n
Designation RlL DMIN H w LF WF HF ASP @ B MHD MHH MHA Applicable insert
STWCR/L 10CA-11 40 15 11 44 14 10 8 0 -4 20 5 20 ScTo9T3]
12CA-16 50 20 15 47 20 12 8 -5 0 20 20 SCLIT1204](]
-@ Applicable inserts B55 ~abase Insert:r=04(1=11)r=08(1=16) Dmin = Min. machining Dia. e : Stock item
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts e D
& & 7 e
STWCR/L 10CA-11 FTKA02565 AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L
12CA-16 FTKA03508 AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
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MULTI FUNCTIONAL

TOOLS

Korloy Multi-functional tools can be used for machining

in grooving, parting-off, facing and forming applications.

Its design ensures superior machinability and productivity.

Technical information for
MULTI FUNCTIONAL TOOLS

Application Example
C2 Application Example

Saw Man—-X

C4 Technical Information for Saw Man-X
C6 Saw Man-X

Saw Man

C9 Technical Information for Saw Man
C10 Saw Man

Fine Tools

C13 Technical Information for Fine Tools
C14 Fine Tools

K-Notch
C16 Technical Information for K-Notch
Cc18 K-Notch

KGT

Cc21 Technical Information for KGT
C28 KGT
C40 KGT Parting off Blades

MGT Plus / MGT

Ca Technical Information for MGT Plus / MGT
C47 MGT Plus / MGT

KGT/MGT Cartridges

C56 Technical Information for KGT/MGT Cartridges
C57 KGT/MGT Cartridges

MGT for Aluminum Wheel

C60 Technical Information for MGT Aluminum Wheel
C61 MGT for Aluminum Wheel

TB/TB-M
C64 Technical Information for TB/TB-M
C68 TB/TB-M

Hexa Blade
C72 Technical Information for Hexa Blade

C74 Hexa Blade

Grooving Tools

C75 FGHH
C76 FGVH
C77 IGH
C78 DBH
C79 GFIP

Special Order Form

C80 Special Order Form for MGT
C81 Special Order Form for V-Pulley Inserts
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C Application Example

D For external machining

th 1

KGEUR/L | MGEUR/L TBH KNSR HBH

DBH KGEHR/L | MGEHR/L

Width:2~8 Width:2~8 Width:0.5~4.5 Width:0.79~6.35 Width:1.78~4 Width:3~8 Width:1.5~8 Width:1.5~8
CDX: 2.8~3.3 CDX: 3~5 CDX:1~6.5 CDX:0~6.5 CDX:2~5 CDX:14 CDX: 8~36 CDX:10~28
KRMN PRMN B KNG DC KGGN PGMN
HB
PRMN
KGMN
KRGN MRMN TB-M KNGP DB
MGGN
KNR KGMR/L
MRGN
MGMN
KNRP KRGN
MGMR
KRMN
KNB
MRGN
MRMN

D For internal machining

Width:0.75~4.02 Width:1.1~8 Width:1.25~2.8 Width:1.5~8 Width:1.5~8 Width:3~8 Width:3~8
CDX:1.3~4.6 CDX:2.1~9 CDX:1.5~2.3 CDX:4~8.5 CDX:4~10 CDX:3.5~8.5 CDX:3.5~6.5
PGMN
NFTG GW IG KeMi KRMN PRMN
PRMN
NFTF - KGMN KRGN MRMN
MRMN
KRMN
NFTT
MGGN
KGGN
MRGN

2 G Multi functional tool



2 For face grooving

2 For parting off

KGEHR/L MGEHR/L

Application Example C

KGEVR/L MGEVR/L MGEVR/L

KSPB SPB-(S)

Width:1.5~8 Width:1.5~8 Width:1.5~8
CDX:3~8 CDX:3~9 CDX:3~9
KGMN PGMN MGMN
KGGN PRMN MGGN
KRMN MRMN
KRGN MRGN
MGFHRIL, MGFVRIL [l KGFHRIL, KGFVRIL
Wicth:3~5 Width:3~4 Wicth:3-6
CDX:12~25 CDX:10~15 CDX:10~25
FGD PGMN KGMN
FGM PRMN KRMN
L
FMM MGMN KGGN
~
MFMN KRGN

KGTB

Width:1.5~8 Width:1.5~8 Width:2~6 Width :2~6 Width:1.5~8
CDX: 8~36 CDX:10~28 CUTDIA:120 CUTDIA:120 CUTDIA:26~120
KGMR/L MGMR/L KSP SP KGMN
KGGN-S-R

Multi functional tool G 3



C Technical Information for Saw Man-X

A solution for Parting and deep Grooving

Saw Man-X

- Stability in machining when deep grooving by applying strong three-way V-Rail clamping system
- Improved clamping precision and convenience replacing "of" and "with" using the exclusive wrench

D Code system

e Insert (Basic)

! ! ! !

KORLOY Saw Man-X Cutting width Nose r Chip breaker
Parting 200 : 2mm 020 :0.2mm N : Steel, Cast iron
300 :3mm 030 :0.3mm S : Stainless steel,
400 : 4mm Heat resistant alloy

einsert (Lead angle type)

! ! ! I !

KORLOY Saw Man-X Cutting width Hand Lead angle Chip breaker
Parting 200 : 2mm R : Right handed 4D :4° N : Steel, Cast iron

300 : 3mm L : Left handed 6D : 6° S : Stainless steel,
e Shank 400 : 4mm Heat resistant alloy

I ! | !

KORLOY Saw Man-X Cutting edge width Shank size Hand
Parting Holder 2:2mm 16:1616 R : Right handed
3:3mm 20:2020 L : Left handed
« Blade 4:4mm 25:2525

I ! I |

KORLOY Saw Man-X Cutting edge width Blade height 0il hole
Parting Blade 20: 2mm 26 : 26mm None : Without oil hole
30:3mm 32 :32mm KHP : High pressure coolant
40 : 4mm
D Features
« Three-way V-Rail - More stable clamping system 2-channel High-pressure Internal
- Superior chip breaker - Better chip control Coolant Spraying
. . ) - Enhances cooling efficiency through direct O
= Exclusive wrench - More convenient clamping system coolant spraying to the cutting edge
« 2 channel spraying through high pressure coolant - Longer tool life in HRSA cutting
- More eﬁiCient COOling (*Exclusive blades and blocks are required for high-pressure coolant) /)
Three-way V-Rail O

- Tightly clapmed insert in the tip seat
- Increased stability by minimized vibration during the machining
- Available for stable high speed, high feed and high depth of cut
machining - The exclusive wrench having the principle of CAM for the Saw Man-X
- More convenient clamping system

Exclusive wrench

@ Rotate the wrench to
V-Rail-2 the initial position w
N—-
} V—Rail—3‘
~— > )
I V-Rail-1 A } Putan \

Insert the . .
wrench. Turn the wrench to insert in. @ @?gp%ﬁ? the

30°~40° degrees.

4 G Multi functional tool



2 Chip breaker features

Technical Information for Saw Man-X C

Type

Shape

Cutting edge

Features

N Chip breaker

+ 1strecommended in steel and cast iron cutting
+ Negative land cutting edge
« For interrupted and high feed cutting

S Chip breaker

+ 1strecommended in Stainless steel and HRSA cutting
+ Sharp cutting edge
« For high speed and continuous cutting

N Chip breaker
(Lead angle type)

+ Optimal for pipe and round bar cutting
+ Negative land cutting edge applying lead angle
+ Minimized burr and size of PIP

2 Cutting width and cutting depth by tools

©: 1strecommendation

O: 2nd recommendation

Cutting width (mm) -
2 6 8 Machining
No. of
Inserts Features
edges
10 20 60 External | Internal | Facing | Parting
Cutting depth maximum (mm)
201 | 6.0 : Various lead angles
- _ 60.0 ’
Saw Man-X ‘ ‘ | T 10 « Minimizing burr
1.78 — 4.0 g
: « Precision type
5.0 ‘
Hexa Blade ‘ 6 © + High cost efficient cutting
1.25 _ 6.0 * Precision type
TB — 6.5 ‘ 3 @] « Optimal for automated
1 1 : : machining
1.5 I 8.0 . .
' « For various kinds of cuttin
I 28.0 ‘ 9
KGT 2 © © O + For general cutting range
075 ‘ 63 + Precision type
K Notch r 6.5 : : 2 o p.
: + Strong clamping system
D Applicable insert
Coated Dimensions (mm)
Picture Designation 5 § ;°—_ Configuration
™ 1o ol SSC CW PSIRL PSIRR RE BW INSL HAND
O OO
a oo
KSP  200-020-N e o 0o 20 2 0.2 1.6 111 N
300-020-N e o o 30 3 0.2 25 1241 N
400-025-N e o o 40 4 025 33 126 N |||||
cw
500-025-N o o 50 5 0.25 43 135 N Illl sL -
600-035-N L 60 6 0.35 5.3 145 N
KSP  200-020-S e o 20 2 0.2 1.6 11.1 N
300-020-S e o 30 3 0.2 25 121 N (
400-025-S e o 4 4 025 33 126 N "
500-025-S e o 50 5 025 43 135 N
600-035-S ° 60 6 0.3 53 145 N
KSP 200R-6D-N e o o 20 2 6 0.2 1.6 11.18 R RE
200L-6D-N 20 2 02 16 1118 L ow [ow]
300R-6D-N e o o 30 3 6 0.2 25 121 R
300L-6D-N 30 3 0.2 25 121 L PSIRR NSt
400R-4D-N e o o 4 4 4 025 33 1268 R ‘
400L-4D-N 40 4 0.25 3.3 12.68 L
15°
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C sawmManx

KSPB (Blade)

LF

CUTDIA

KSP
(mm)
Cutii idth Wrench
. . utting wi
Designation Stock (W) CUTDIA H WF wB HF LF HAND /
KSPB 2026 (] 2 50 26 1.8 1.6 21.61 110.7 N
2032 (] 2 52 32 1.8 1.6 25.32 150.7 N
3026 o 3 72 26 2.7 24 21.71 110.7 N
Cwos
3032 (] 3 120 32 2.7 24 25.42 150.7 N
4026 (] 4 72 26 3.6 3.2 21.82 110.9 N
4032 ° 4 120 32 3.6 3.2 25.53 150.9 N
5026 5 80 26 4.5 21.92 111 N
5032 (] 5 120 32 4.5 25.63 151 N
Cw10
6026 6 120 26 5.6 52 22.08 111 N
6032 [ 6 120 32 5.6 5.2 25.79 151 N
29 Applicable inserts C5 e : Stock item
SMBB (Block)
— WTHPRM I
J H
KSPBLOOC e : | onL
SPBOIOO(-S) onw
KGTBOOO(S)
(mm)
Screw Wrench
Designation Stock H B HTPRM OAL OAH HBH OAW WTHPRM @W ﬁ
SMBB 1626 (] 16 12 26 86 43 13 30 5.3
2026 (] 20 19 26 86 43 9 38 5.3
2032 o 20 19 32 86 50 13 38 5.3
BHA0620 HWS50L
2526 ° 25 23 26 86 43 4 42 5.3
2532 (] 25 23 32 110 50 8 42 5.3
3232 ° 32 30 32 110 54 5) 48 583

9 Applicable inserts C5

6 e Multi functional tool

e : Stock item



saw Man-X Gz G

KSPH (Shank-Self grip)

WF

]

*
LH
LF
CUTDIA * Rtype holder
’_/'Fﬁ HF H
KSP
(mm)
Designation thoch c”"(ig%id‘h CUTDIA  LH LF WF HF B H HAND y
KSPH 216R/L 2 46 31 100 16.2 16 16 16 RIL
220R/L 2 48 32 120 20.2 20 20 20 RIL
225R/L . 2 50 3325 150 252 25 25 25 RIL
316R/L 3 52 34 100 16.24 16 16 16 RIL
320R/L . 3 54 35 120 2024 20 20 20 RIL cwos
325R/L . 3 56 36 150 2524 25 25 25 RIL
420R/L . 4 64 40 120 204 20 20 20 RIL
425R/L . 4 66 41 150 25.4 25 25 25 RIL
520R/L 5 74 45 120 2035 20 20 20 RIL
525R/L . 5 76 46 150  25.35 25 25 25 RIL CW10
625R/L . 6 76 46 150 25.4 25 25 25 RIL
2 Applicable inserts C5 e : Stock item
KSEHRY/L (Shank-Screw clamping) o
WF B *
LH
LF * R type holder
O
HF u
KSP
(mm)
Designation S:T_k c“"(ig@w;id'“ H=(HF) LH LF WF cDX B § y
KSEHRIL 2020-2-T12 2 20 28 125 20.2 12 20
2525.2-T12 | e 2 25 28 150 25.2 12 25
2020-2-T20 2 20 36 125 20.2 20 20
2525-2.T20 | o 2 25 36 150 25.2 20 25
2020-3-T12 3 20 28 125 20.25 12 20 MRAOST2 4oL
2525-3-T12 | e 3 25 28 150 25.25 12 25
2020-3-T25 3 20 41 125 20.25 25 20
2525-3-T25 | e 3 25 41 150 25.25 25 25
2020-4-T15 4 20 36 125 20.4 15 20
2525-4-T15 | o 4 25 36 150 25.4 15 25
2020-4-T25 4 20 41 125 20.4 25 20
2525-4-T25 | e 4 25 41 150 25.4 25 25 BRAQGTE FwsoL
2525-5-T25 5 25 41 150 255 25 25
2525-6-T25 6 25 41 150 25.5 25 25

2 Applicable inserts C5

o : Stock item
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C Saw Man-X

KSPB-KHP (Biade) =l

E= I
High pressure coolant ‘ — wel J

T~ r
</ bl \> CuTDIA
—

KSP

(mm)

Cutting width Wrench  Copper washer Sealing plate Sealing screw

Designation Stock “NR"| CUTDIA  H  WF  WwB LF  HF HAND /

KSPB 3026-KHP [ 3 72 26 2.75 2.5 110 21 FWASMH-
CWo08  HPW1/8PF  D15- CBSA4-5
4026-KHP o 4 72 26 3.7 3.4 110 21 N V4.5-T1.5
9 Applicable inserts C5 e : Stock item

SMBB-KHP Block) ecommend | &

High pressure coolant Lél

OAH [l HrPAM

HBH B G 1/8°
KSPBOOOO-KHP oAw | oAL

(mm)

Screw Wrench 0O-ring

Designation Stock H B HTPRM  OAL OAH HBH OAW  WTHPRM W /\ @

SMBB 2026-KHP (] 20 20 26 86 435 9 38
BHA0812  HW60L NPA14
2526-KHP (] 25 25 26 86 435 4 45 5

2 Applicable inserts C5 e : Stock item

8 e Multi functional tool



Technical Information for Saw Man CgawMan, ) C

For deep hole grooving/parting off

Saw Man

- Possible to machine a wide range of workpieces such as steel, cast iron, stainless steel, etc.
- Extended tool life due to low resistance rake angle

« Minimized burr due to minimal Nose R

- Various lead angle available

« Narrow chip curl due to dots on rake surface of insert

D Code system
e Insert

! ! !

Saw Man Cutting width Hand
Parting 200 : 2mm R : Right handed
300 : 3mm L : Left handed
400 : 4mm

e Shank

! ! | !

Saw Man Cutting edge width Shank size Hand
Parting Holder 2:2mm 16:16 R : Right handed
3:3mm 20:20 L : Left handed
4 :4mm 25:25

e Blade

SPB 3 26 (S)
! 7 ! !

Saw Man Cutting edge width Shank size Stopper type
Parting Blade 2:2mm 26 : 26mm
3:3mm 32:32mm
4:4mm

2 Recommended cutting conditions

Cutting Speed (vc = m/min) Feed (fn = mm/rev)
Workpiece CVD PVD Uncoated Cutting width (mm)
NC3120 = NC3030 | NC5330 = PC8110 | PC5300 ST30A 2 3 4 5 6

SMCIC | 80~180 80~180 80~180 0.02-0.15 | 0.03-0.20 | 0.08-0.30 & 0.10-04 | 0.12~0.50
SCM 70~150 | 70-150 | 70~150 70~150 0.02-0.15 | 0.03-0.20 | 0.08-0.30 | 0.10-04 | 0.12~0.50
GC/GCD 50~100 50~100 | 0.05~0.12 | 0.10~0.25 | 0.10~0.30  0.10~0.35 | 0.10~0.40
STS 50~120 | 50-120 | 60~140 0.02-0.10 | 0.03-0.15 | 0.08-025 | 0.10~0.35 | 0.12~0.40
(NX'I‘%"Z”;;‘:‘:') 200~450 | 0.05-0.10 | 0.05-020 | 0.05-0.25 | 0.05~0.30  0.05-0.35

Multi functional tool e 9



C sow van Gy

D Applicable insert
S Coated Unoded Dimensions (mm)
® . . . owoQowwooo " .
i Picture Designation % % % % % % § g % % g s @y FE E EL O Configuration
< 2222200000 0n
SP 160 16 1.6 0.16 1.3 7.5 N
180 18 1.8 0.16 14 9 N
200 ° o o o o 20 2.2 0.2 1.75 9 N
200R L] ° 20 2.2 0.2 1.75 9 R
200L o 20 2.2 0.2 1.75 9 L
300 o o L4 o o 30 3.1 0.2 255 10.8 N
300R o o 30 3.1 0.2 255 108 R ow W
300L L] 30 3.1 0.2 255 108 L RE L
5 400 LI ° o o 0 40 41 025 345 108 N
O 400R o 40 41 025 345 108 R
= 400L [ 40 41 025 345 108 L
: 500 o o o o 50 51 03 435 11 N =
500R 50 5.1 0.3 4.35 11 R
500L 50 5.1 0.3 4.35 11 L
600 [ o o 60 6.4 0.35 555 11 N
600R 60 6.4 0.35 555 11 R
600L 60 6.4 0.35 5.55 11 L
800 80 8 0.4 7.2 13.5 N
900 90 9.6 0.45 8.4 13.5 N
o : Stock item

10 e Multi functional tool



Saw Man (3awden)° C
SPB/SPB-S (Blade) —

T f F |

< > WE . CUTDiA WE . CumDiA

Fig. 1 Fig. 2
SP
(mm)
A Applicable et .
Designation Stock| CUTDIA H WF wB HF LF HAND [F— K / Fig.
SPB 226 L] 50 26 1.9 1.6 21.61 111.8 N SP200, 200R/L
232 (] 52 32 1.9 1.6 25.32 151.8 N SP200, 200R/L
326 ° 72 26 2.75 2.4 21.71 111.8 N SP300, 300R/L
332 (] 120 32 2.75 24 25.42 151.8 N SP300, 300R/L
426 ° 72 26 3.65 3.2 21.82 111.8 N SP400, 400R/L SW50L 1
432 o 120 32 3.65 3.2 25.53 151.8 N SP400, 400R/L
526 L] 80 26 4.55 4 21.92 111.8 N SP500, 500R/L
532 o 120 32 4.55 4 25.63 151.8 N SP500, 500R/L
626 120 26 5.8 5.2 22.08 111.8 N SP600, 600R/L
632 o 120 32 5.8 5.2 25.79 151.8 N SP600, 600R/L
SPB-S 226-S L] 50 26 1.9 1.6 21.61 111.5 N SP200, 200R/L
232-S [ 52 32 1.9 1.6 25.32 151.5 N SP200, 200R/L
326-S ° 72 26 2.75 2.4 21.71 111.5 N SP300, 300R/L
332-S (] 120 32 2.75 24 25.42 151.5 N SP300, 300R/L
426-S L] 72 26 3.65 3.2 21.82 111.5 N SP400, 400R/L
432-S (] 120 32 3.65 3.2 25.53 151.5 N SP400, 400R/L SW15S
526-S 80 26 4.55 4 21.92 111.5 N SP500, 500R/L (Separately] 2
532-S (] 120 32 4.55 4 25.63 151.5 N SP500, 500R/L OrZered)y
626-S 120 26 5.8 5.2 22.08 111.5 N SP600, 600R/L
632-S o 120 32 5.8 5.2 25.79 151.5 N SP600, 600R/L
832-S 120 32 7.4 6.8 26.82 151.5 N SP800
932-S 120 32 8.8 8 27.14 151.5 N SP900
8526-S 120 52.6 7.4 6.8 46.82 191.5 N SP800
9526-S 120 52.6 8.8 8 47.14 191.5 N SP900
2 Applicable inserts C10 e : Stock item
SMBB (Block)
— WTHPRM |
I
KSPBOOO - ) | m
SPBOIOO(-S) onw
KGTBIOIOI(S)
(mm)
Screw Wrench
Designation Stock H B HTPRM OAL OAH HBH OAW WTHPRM @W
SMBB 1626 [ 16 12 26 86 43 13 30 5.3
2026 o 20 19 26 86 43 9 38 5.3
2032 L] 20 19 32 86 50 13 38 5.3
BHA0620 HWS50L
2526 o 25 23 26 86 43 4 42 5.3
2532 L] 25 23 32 110 50 8 42 5.3
3232 o 32 30 32 110 54 5 48 5.3
2 Applicable inserts C10 o : Stock item

Multi functional tool e 11



C sow van Gy

SPH/SPH-S (Holder)

=R =L CON
CUTDIA L LF CUTDIA I LH LF - Rtype holder
,// \\
Hl HFT‘T@ H J
SP Fig. 1 Fig.2
(mm)
Designation s:°°k CUTDIA LH LF WF HF B H  HAND A';""’::::'e Hrenen - Fig.
SPH 316R/L 32 238 100 1635 16 16 16 R SP300, 300R/L
320R/L B 40 26 120 2035 20 20 20 R | SP300, 300R/L
325R/L o 50 31 150 2535 25 25 25 R SP300, 300R/L
420R/L o 50 31 120 2045 20 20 20 R | SP400,400R/L | SW50L - 1
425R/L o 60 36 150 2545 25 25 25 R SP400, 400R/L
520R/L 60 36 120 2055 20 20 20 R | SP500, 500R/L
525R/L o 70 4 150 2555 25 25 25 R SP500, 500R/L
SPH-S  316R/L-S . 32 238 100 1635 16 16 16 R | SP300, 300R/L
320R/L-S o 40 26 120 2035 20 20 20 R SP300, 300R/L
325R/L-S o 50 31 150 2535 25 25 25 R | SP300, 300R/L SW15S
420R/L-S o 50 31 120 2045 20 20 20 R | SP400, 400R/L (Separately| 2
425R/L-S ° 60 36 150 2545 25 25 25 R SP400, 400R/L ordered)
520R/L-S 60 36 120 2055 20 20 20 R SP500, 500R/L
525R/L-S o 70 4 150 2555 25 25 25 R | SP500, 500R/L
29 Applicable inserts C10 e : Stock item
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Technical Information for Fine Tools C

Six kinds of inserts can be used in one holder for various operations

Fine Tools

- Strong clamping system and specially designed insert are suitable for small
diameter machining

- Six kinds of inserts can be clamped in one holder for various operations

- Guaranteed long tool life due to good toughness substrate with new TiAIN

- High accuracy ground insert ensures high precision machining

D Code system
e Insert

! I I 1 1

New Fine Tool G : Grooving Minimum Diameter Cutting width Hand
T: Forming R : Right handed
 Shank F: Threading L : Left handed

! I ! ! !

New Fine Tool Minimum Diameter Overhang (£/0D) Shank Diameter Shank Type
Internal Holder S: Steel, C: Carbide

2 Recommended cutting conditions

Grad Cutting Conditions
Workpiece race Min. machining Dia. (dDmin)
(PC130)
o8 211 o014 216
Carbon steel o vec (m/min) 70~120 70~120 70~120 70~120
fn (mm/rev) 0.01~0.04 0.01~0.05 0.02~0.05 0.02~0.06
Alloy steel o vc (m/min) 70~120 70~120 70~120 70~120
v fn (mm/rev) 0.01~0.02 0.01~0.04 0.02~0.04 0.02~0.05
. ve (m/min) 60~100 60~100 60~100 60~100
Cast iron o
fn (mm/rev) 0.01~0.05 0.01~0.05 0.02~0.05 0.02~0.05
Non—ferrous allo o vc (m/min) 100~180 100~180 100~180 100~180
v fn (mm/rev) 0.02~0.06 0.02~0.06 0.02~0.06 0.02~0.06

Note - In case of chattering, reduce the cutting speed and feed
- To find the optimal cutting conditions, advise to gradually increase from the lowest cutting condition of the above recommendation
- In case of the unilateral grooving depth over 1 mm, work to the step feed rate

D Clamping system
Screw Insert Holder - Available R/L type insert with one holder
R Type L Type
Shank (Cemented carbide or Steel)
Groovi b |
rooving
d KN
|
m + _:: Forming t +
A
| |
Threading
d d Overhang (3D, 4D, 5D)
R Type L Type
Stable clamping according to the
tripod structure f No-Spin-System design for strong clamping

Multi functional tool e 13



C Fine Tools

D Insert
_§ Coated Dimensions (mm)
E Picture Designation PC5300 DCON Configuration
=% SSC DMIN CDX CW RE LF  WF INSL _MS HAND
£ R L
NFTG 08075R/L o 8 8 13 075 006 315 48 775 59 RL
08085R/L o 8 8 13 085 006 315 48 775 59 RL
08095R/L ° 8 8 1.3 095 006 315 48 775 59 RL
08121R/L [d 8 8 13 121 006 315 48 775 59 RL
08141R/L [d 8 8 13 141 006 315 48 775 59 RL
08152R/L [ 8 8 13 152 006 315 48 775 59 RL
08171R/L [d 8 8 1.3 171 006 315 48 775 59 RL
08202R/L [ 8 8 13 202 006 315 48 775 59 RL
11075R/L [ 11 11 18 075 0.06 39 67 107 8 RIL
11085R/L ° i1 11 18 085 006 39 67 107 8 R/L
11095R/L [ 11 11 18 095 0.06 39 67 107 8 RIL
11121R/L [ 11 11 26 121 006 39 67 107 8 RIL
11141R/L [ 11 11 26 141 006 39 67 107 8 RIL
11152 R/L [ 11 11 26 152 006 39 67 107 8 RIL
11171R/L [J 11 11 26 171 006 39 67 107 8 RIL
11202R/L [J 11 11 26 202 006 39 67 107 8 RIL
11202R/L-02| ® 11 11 26 202 02 39 67 107 8 RIL _ DCONMS
e 11252R/L [J 11 11 26 252 006 39 67 107 8 RIL
0 11302R/L L4 11 11 26 302 006 39 67 107 8 RIL
= 14075R/L o 14 14 18 075 006 48 9 135 9 R/L
: 14085R/L o 14 14 18 085 006 48 9 135 9 RIL
14095R/L [J 14 14 1.8 095 0.06 485 9 13.5 9 RIL
14121R/L [J 14 14 43 121 0.06 485 9 13.5 9 RIL
14141R/L [J 14 14 43 141 0.06 485 9 13.5 9 RIL
14152R/L ° 14 14 43 152 006 48 9 135 9 R/IL
14171R/L [J 14 14 43 171 0.06 485 9 13.5 9 RIL
14202R/L ° 14 14 43 202 006 48 9 135 9 RIL
14252R/L ° 14 14 43 252 006 48 9 135 9 R/IL
14302R/L [ 14 14 43 3.02 0.06 485 9 13.5 9 R/L
16075R/L [ 16 16 18 075 0.06 48 102 157 11 RIL
16085R/L [d 16 16 18 085 0.06 48 102 157 11 RIL
16095R/L o 16 16 18 095 006 48 102 157 11 RL
16121R/L ° 16 16 46 121 006 48 102 157 11 RL
16141R/L [ 16 16 46 141 006 48 102 157 11 RIL
16171R/L ° 16 16 46 171 006 48 102 157 11 RAL
16202R/L [ 16 16 46 202 006 48 102 157 11 RIL
16252R/L [ 16 16 46 252 006 48 102 157 11 R/L
16302R/L [ 16 16 46 3.02 006 48 102 157 11 RIL
16352R/L [J 16 16 46 352 006 48 102 157 11 RIL
16402R/L [ 16 16 46 402 006 48 102 157 11 RIL
é Coated Dimensions (mm)
é Picture Designation PC5300 DCON Configuration
o SSC DMIN PDX PDY LF WF INSL HAND
< R L -MS
NFTT 0805MR/L [d 8 8 1 4.8 3.15 4.8 7.75 59 RIL
0810MR/L [ 8 8 1 4.8 3.15 4.8 7.75 5.9 RIL
0815MR/L [ 8 8 1.2 4.8 3.15 4.8 7.75 8 RIL
1110MR/L [d 11 11 1.2 6.7 3.9 6.7 10.7 8 RIL
1115MR/L [ 11 11 1.2 6.7 3.9 6.7 10.7 8 RIL
1120MR/L | @ 1 11 12 67 39 67 107 8 RIL  boons
1125MR/L L4 11 11 1.2 6.7 3.9 6.7 10.7 9 R/L
S 1410MR/L 14 14 1.2 9 4.85 9 13.5 9 RIL
O 1415MR/L [ 14 14 1.2 9 4.85 9 13.5 9 RIL
- 1420MR/L 14 14 1.2 9 4.85 9 13.5 9 RIL
1425MR/L [ 14 14 1.2 9 4.85 9 13.5 11 RIL
1610MR/L 16 16 12 102 438 102 157 11 RIL
1615MR/L | @ 16 16 12 102 48 102 157 11 R/L
1620MR/L [ 16 16 12 102 438 102 157 11 RIL
1625MR/L [ 16 16 12 102 48 102 157 11 RIL
1630MR/L 16 16 15 102 438 102 157 11 RIL
1635MR/L 16 16 16 102 438 102 157 11 RIL
1640MR/L [ 16 16 1.8 102 48 102 157 5.9 RIL

14 e Multi functional tool
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Fine Tools C

2 Applicable inserts
é Coated Dimensions (mm)
§ Picture Designation PC5300 DCON Configuration
- SSC DMIN CDX CW RE LF WF INSL ~po" HAND
£ R L
NFTF 08082R/L ° 8 8 13 082 041 315 48 775 59 RL
08122R/L [ 8 8 13 122 061 315 48 775 59 RL
08182R/L ° 8 8 13 1.8 091 315 48 775 59 RL
11082R/L ° 11 11 26 08 041 39 67 107 8 RL
11122R/L 11 11 26 122 061 39 67 107 8 RL
11182RIL | @ 11 11 26 18 091 39 67 107 8 RL —
11202R/L ° 11 11 26 202 101 39 67 107 8 RL
c 11302R/L [ M1 11 26 302 151 39 67 107 8 RL |/
= 14122R/L ° 14 14 43 122 061 48 9 135 9 RL
8 14182R/L ° 14 14 43 18 091 48 9 135 9 RL
14202R/L ° 14 14 43 202 101 48 9 135 9 RL
14222R/L ° 14 14 43 222 111 48 9 135 9 RL
14302R/L ° 14 14 43 302 151 48 9 135 9 RL
16182R/L ° 16 16 46 1.8 091 48 102 157 11 RL
16222R/L ° 16 16 46 222 111 48 102 157 11  RL
16302R/L ° 16 16 46 3.02 151 48 102 157 11 R/L
16402R/L ° 16 16 46 402 201 48 102 157 11 RL
e : Stock item
- For NFTIH14 type
U\ 4 ‘.o r DCON-MS
WFLJL % ! %
CDX
LH
LF
i , |
* R type holder
(mm)
Applicable inserts |  geren Wrench
Designation Stockk CDX DMIN OHN  LF WF H DCON-MS HAND | NFTG: Grooving <
NFTT: Threading y
NFTF: Forming
NFTIH 08206C ° 1 8 13.4 65 4.8 4 6 N
08212C [ 1 8 16 70 4.8 10 12 N
08312C o | 1 8 24 80 48 10 12 N | NFTeosCILICIRL
NFTTO8CICICIR/L |PTKA0508  TWOSP
08312S [ 1 8 24 80 4.8 10 12 N NFTFOSCILIRIL
08412C ° 1 8 32 90 48 10 12 N
08512C ° 1 8 40 100 48 10 12 N
11208C ° 2.3 11 16.7 80 6.7 7 8 N
° 2.3 11 22 75 7 11 12 N
Hg::g ° 2.3 11 33 95 2.7 11 12 N NFTG11OIICIRL
NFTT11000R/L |PTKA0510  TW15P
11312S ° 2.3 11 33 95 6.7 11 12 N NETF11C0RL
11412C ° 2.3 11 44 110 6.7 11 12 N
11512C ° 2.3 11 55 120 6.7 11 12 N
14012C ° 4 14 20 75 9 11 12 N
14016C [ 4 14 20 75 9 15 16 N
14112 ° 4 14 34 100 9 11 12
14116g [ 4 14 34 100 9 15 16 E NFTG14LILILIRL
NFTT14000R/L | PTKAO412  TW15P
14212C ° 4 14 45 110 9 11 12 N NFTF1400000RL
14216C ° 4 14 45 110 9 15 16 N
14312C ° 4 14 64 130 9 11 12 N
14316C ° 4 14 64 130 9 15 16 N
16312C ° 4.3 16 48 130 10.2 11 12 N
16312S ° 4.3 16 48 130 10.2 11 12 N
16412C ° 43 16 64 130 10.2 11 12 N NFTG16JOR/L
16512C ° 43 16 80 150 10.2 11 12 N NFTT16JJCIR/L | PTKAO512  TW20P
16316C ° 4.3 16 48 130 10.2 15 16 N NFTF1sJOOR/L
16416C ° 43 16 64 130 10.2 15 16 N
16516C ° 43 16 80 150 10.2 15 16 N
2 Applicable inserts C14 ~ C15 e : Stock item
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C Technical Information for K-Notch

The Solution for High-Precision Grooving

K-Notch
KORLOY Grooving Tool

- KORLOY clamping system offers high rigidity for high precision machining
- High-quality cutting edge ensuring long tool life and excellent machinability
- Provides various cutting edge widths for a wide range of selection

D Code system
e Insert

KN G P 3
! ! ! !

K-Notch Insert type Additional Insert size
B Blank information 2,3,4 M: Metric
G : Grooving P: Positive None: Inch
R : Full Radius None: Flat
T : Threading
e Holder

! ! !

K-Notch Clamping Hand Shank size
position L: Left handed Height: 25 mm
S : Side R: Right handed Width: 25 mm

D Features of holder

v

(bottom, side, and rear face) binding

3-face clamping

1

200 R
! !

Insert Hand
Width L: Left handed
200 :2.00 mm R: Right handed

! !

Holder length Insert size

E:70 mm 2,3,4
F:80 mm
H:100 mm
K:125 mm
M : 150 mm
P:170 mm

Clamp
« Rigid binding force relative to the clamping force
« User-oriented convenient shape

Clamped view
Bolt
Insert clamping
< Provides excellent clamping stability
due to the 3-face \ Clamp

Relief angle

« The relief angle of a flank surface

when clamping an insert: 3°
9ﬂ
) I
23

16 e Multi functional tool
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Technical Information for K-Notch

) Features of insert

High-quality edge preparation Mirror-like rake surface

« Cutting edges in uniform quality « Improved resistance to welding and chipping

« Long tool life « Improved surface finish of workpieces

1 AN
\ E S
. 1 )
\~~’|
[ Edge preparation ] [K Notch] [ Competitor ] [K Notch]
2 Recommended feed per insert type
Type KNG KNGP KNR KNRP KNB
Insert
shape
el i)
I 0 0 I )
Application General grooving General grooving Turning profiling Turning profiling Blank
Recommended 1 P.K M.N,S P.K M.N,S )
workpiece | ona M, N, S P K M N, S P K -
0.10-0.28 0.08-0.25 0.10-0.28 0.08-0.25 -
0.10-0.25 0.08-0.25 0.10-0.25 0.08-0.25 -
Recommended
feed, 0.10-0.28 0.08-0.25 0.10-0.28 0.08-0.25 -
fn (mm/rev)
0.01-0.30 0.01-0.30 0.01-0.30 0.01-0.30 -
0.05-0.15 0.05-0.15 0.05-0.15 0.05-0.15 -
2 Recommended cutting speed per grade
Recommended cutting speed, vc (m/min)
Workpiece Grade N\
50 100 200 300 S 600
I I
Steel PC5300 [80 200 ( {
T 1 e\
\ ] ‘
Alloy steel PC5300 [60 160 | «
! @
PC5300 80 130 J
M | Stainless steel i : 1
PC8110 80 160 | 6
I I ™
\ I ‘
Cast iron PC5300 [90 200 ( 1
o I —
Non-ferrous | p5q00 150 600
metal T
-resi )
Heat-resistant PC8110 3% e ‘
alloy N
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C K-Notch

D Applicable inserts (Metric)

s Coated | U Dimensions (mm)
8 Picture Designation IS Configuration
s B % w|SSC CDX | CW RE | BW INSL | S AN |HAND
< £ g
KNG 2M 150R 20 279 15 019 384 1303 556 10 R
200R 20 279 2 019 384 1303 556 10 R
250R 20 279 25 019 384 1303 556 10 R
300R 20 279 3 019 384 1303 556 10 R 2
3M 150R | o 30 191 15 019 495 22709 874 10 R C@%@
200R | o 30 279 2 019 495 22709 874 10 R —
250R e 30 381 25 019 495 22709 874 10 R Il .
300R | e 30 381 3 019 495 22709 874 10 R M LA
400R | o 30 381 4 032 495 22709 874 10 R
4M 500R 40 635 5 0.2 648 28663 1151 10 R
600R 40 635 6 0.2 648 28663 1151 10 R
KNGP 2M 150R 20 279 15 019 384 1303 556 10 R
200R 20 279 2 019 384 1303 556 10 R
250R 20 279 25 019 384 1303 556 10 R
= 300R 20 279 3 019 384 1303 556 10 R i
< 3M 150R | e 30 191 15 019 495 22709 874 10 R cdm
(‘,9 200R | e 30 279 2 019 495 22709 874 10 R = L
g 250R | o 30 381 25 019 495 22709 874 10 R :@
300R o 30 381 3 019 495 22709 874 10 R \'J LR
400R | o 30 381 4 032 495 22709 874 10 R
4M 500R 4 635 5 0.2 648 28663 1151 10 R
600R 4 635 6 0.2 648 28663 1151 10 R
KNB 2R 20 3.81 384 1303 556 10 R
3R 30 4.95 495 22709 874 10 R
4R 40 6.48 6.48 28663 1151 10 R
BW
RE INSL
mgk
1 AN
o : Stock item
D Applicable inserts (Threading)
s Coated Dimensions (mm)
é Picture Designation § “c_:_ Pitch (External) Configuration
2 8 &/ SSC PDX RE S INSL BW AN HAND :
< aa mm tpi
KNT 2R 20 19 01 556 1303 3.84 135 R |0.70-3.00 836
3R 30 249 0.7 874 22709 495 135 R |1254.00 6-20
4R 40 325 017 11.5128663 648 135 R |1.25625 4-20 w(m% <AX\Pro

o
=)
©
o
=
E
o
b
o
s
T
©
o

Internal
60°

Partial Profiling 60°

18 e Multi functional tool
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D Applicable inserts (Inch)

K-Notch C

S Coated Dimensions (mm)
§ Picture Designation § g Configuration
2 8 8 SSC | CDX cw RE S BW INSL AN | HAND
< (- -%
KNG 2031R 20 1.27 0.79 0.09 5.56 3.84 13.03 10 R
2041R 20 1.27 1.04 0.09 5.56 3.84 13.08 10 R
2047R 20 1.27 1.19 0.09 5.56 3.84 13.08 10 R
2058R 20 1.27 1.47 0.19 5.56 3.84 13.08 10 R
2062R 20 2.79 1.57 0.19 5.56 3.84 13.03 10 R
2094R 20 2.79 2.39 0.19 5.56 3.84 13.08 10 R
2125R 20 2.79 3.18 0.19 5.56 3.84 13.03 10 R
3047R 30 1.91 1.19 0.19 8.74 495 22.709 10 R
3062R o o 30 2.39 1.57 0.19 8.74 4.95 22.709 10 R
3072R 30 2.39 1.83 0.19 8.74 4.95 22.709 10 R
3078R ° 30 2.39 1.98 0.19 8.74 4.95 22.709 10 R
3088R 30 2.39 2.24 0.19 8.74 495 22.709 10 R 10X
3094R 30 3.81 2.39 0.19 8.74 495 22.709 10 R o I aw
3097R ° 30 3.81 2.46 0.32 8.74 4.95 22.709 10 R - .
3105R 30 3.81 2.67 0.19 8.74 4.95 22.709 10 R
3110R 30 3.81 2.79 0.32 8.74 4.95 22.709 10 R m S B
3122R 30 3.81 3.1 0.19 8.74 495 22.709 10 R
3125R o o 30 3.81 3.18 0.19 8.74 4.95 22.709 10 R
3142R 30 3.81 3.61 0.32 8.74 4.95 22.709 10 R
3156R 30 3.81 3.96 0.19 8.74 4.95 22.709 10 R
3178R 30 3.81 4.52 0.19 8.74 495 22.709 10 R
3185R 30 3.81 4.7 0.57 8.74 495 22.709 10 R
3189R o 30 3.81 4.8 0.57 8.74 4.95 22.709 10 R
4125R 40 3.81 3.18 0.19  11.51 6.48 28.663 10 R
4189R 40 6.35 4.8 0.57  11.51 6.48 28.663 10 R
4213R 40 6.35 5.41 019 1151 6.48 28.663 10 R
4219R 40 6.35 5.56 057 11.51 6.48 28.663 10 R
4250R 40 6.35 6.35 0.57  11.51 6.48 28.663 10 R
KNGP 2031R 20 1.27 0.79 0.09 5.56 3.84 13.08 10 R
2062R 20 2.79 1.57 0.19 5.56 3.84 13.08 10 R 190X
= 2125R 20 2.79 3.18 0.19 5.56 384 13.08 10 R cv@ﬂm
§ 3088R 30 2.39 2.24 0.19 8.74 4.95 22.709 10 R RE e
5] 3125R o o 30 3.81 3.18 0.19 8.74 4.95 22.709 10 R
g 3156R 30 3.81 3.96 0.19 8.74 4.95 22.709 10 R s )
3189R 30 3.81 4.8 0.57 8.74 4.95 22.709 10 R
4189R 40 6.35 4.8 057 11.51 6.48 28.663 10 R
4250R 40 6.35 6.35 057 11.51 6.48 28.663 10 R
KNR 2031R 20 2.79 1.57 0.79 5.56 3.84 13.03 10 R
A 2047R 20 2.79 2.39 1.19 5.56 3.84 13.08 10 R 0 1%
|2 3031R ° 30 2.39 1.58 0.79 8.74 495 22.709 10 R o j o
= 3047R 30 381 238 119 874 495 22709 10 R rE o
e 3062R 30 3.81 3.18 1.59 8.74 4.95 22.709 10 R
é 3078R 30 3.81 3.96 1.98 8.74 4.95 22.709 10 R I\H s )
3094R 30 3.81 4.78 2.39 8.74 4.95 22.709 10 R
4125R 40 6.35 6.35 318 1151 6.48 28.663 10 R
KNRP 2031R 20 2.79 1.57 0.79 5.56 384 13.08 10 R
2 2047R 20 2.79 2.39 1.19 5.56 3.84 13.08 10 R o 1S
§ 3031R 30 2.39 1.58 0.79 8.74 4.95 22.709 10 R o BWI
g 3047R ° 30 3.81 2.38 1.19 8.74 4.95 22.709 10 R RE NS
o 3062R e 30 381 318 159 874 495 22709 10 R N H
3 3078R e 30 381 396 198 874 495 22709 10 R I\'f : \‘u\\
o 3094R ° 30 3.81 4.78 2.39 8.74 4.95 22.709 10 R
4125R 40 6.35 6.35 3.18 11.51 6.48 28.663 10 R
e : Stock item
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C K-Notch

KNSR

CDX

For grooving, Profiling machining

WF

93°
LH

Kl -

LF

,7#2% 93°
e ah " * R type holder
KNG KNGP KNT {
KNR KNRP KNB
(mm)
i i Applicable Clamp Screw Wrench
Designation Stock| CDX LH LF WF B H HF HAND inserts @W ﬁ
KNSR  1010E2 2.79 19 70 14 10 10 10 R
1212F2 2.79 19 80 16 12 12 12 R KNG2[ ]
KNGP2[]
1616H2 2.79 19 100 20 16 16 16 R KNR2[J CM74  MHB3010 HW25L
KNB2R
2020K2 2.79 19 125 25 20 20 20 R KNT2R
2525M2 2.79 19 150 32 25 25 25 R
2020K3 ° 3.81 32 125 25 20 20 20 R KNG3[]
2525M3 ° 3.81 32 150 32 25 25 25 R ﬁ“g;&m
KNRP3[] | CM72LP MHA0512  HWA40L
3225P3 3.81 32 170 32 25 32 32 R KNB3R
3232P3 ° 3.81 32 170 40 32 32 32 R KNT3R
2525M4 6.35 35 150 32 25 25 25 R KNGAL]
KNGP4[]
3225P4 6.35 35 170 32 25 32 32 R KNR4[] | CM72LP MHA0512 HW40L
KNB4R
3232P4 6.35 35 170 40 32 32 32 R KNT4R

9 Applicable inserts C18 ~ C19

20 e Multi functional tool
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Technical Information for KGT C

Multi-functional machining with strong clamping system and new technology

KGT

- Double-sided inserts of KGT reduces machining cost
- Strong clamping system ensures stable and accurate machining

» New grade and n

ew technology provide superior tool life

- Various tooling solutions of the KGT improve productivity
- Cutting edges on the front and side faces of the KGT enable multi-functional grooving, achieving high productivity
» Three-dimensional chip breaker ensures excellent chip control in various applications
- The KGT inserts with various chip breakers are available for wide application range

- Special cutting edges are available for quotation

2 Code system
e Insert

KG
!

! ! ! !

M N 300 (s) - 04

!

T
!

System Code Tolerance Hand Width of 1 corner Nose Radius Chip Breaker
KG : KORLOY Grooving M: Pressed N: Neutral °“‘tlt'“9 0.2 mm L/R/T/C/
KR : KORLOY Grooving G: Ground R: Right edge 0.3 mm LP/RP/B/A
Round L: Left 2.0~8.0mm 0.4 mm TL/CM
I: Internal 0.8 mm
e Holder

!

System Code

KG SYSTEM
(KORLOQY Grooving)

) Features

Front View

R/L

! ! !

Working Style  Holder Style Hand Shank standard
E: External Process H: Horizontal R: Right Height 25 mm

I: Internal Process V: Vertical L: Left Width 25 mm

F: Facing Process U: Undercut (For Internal machining :

Minimum diameter for machining)

- Strong clamping = Higher machining reliability
- Self-centering = Higher accuracy
- Preventing dropout = Improvement of processing stability

- Prevention of micro-vibration = Enhancement of surface roughness

Cutting Width Maximum
2.0~8.0 mm Depth

8~36 mm

Multi functional tool e 21



C Technical Information for KGT

2 Recommended Insert

Recommended Recommended cutting
workpiece External Internal Facing
Type Chip breaker it Al o o o o o
type £ 2 2 £ 5|£ 2 £ g|£ £ specil
© E E & |8 E & G| 8 E
§ 852 g Fge gl
L
i © 0 © O O O
TL
‘ OO © O O o O © O
KGMN
T
; © O O © O © O O © ©
R
i O/ 0 0O © O O O
B
i © O © ©
A
KGGN l ©) © O O (@)
R
g ©|0 | 0 © O O O
T
KGMI ~ ©|0 |0 © O
LP
N ©|0 ©
KGMR/L
RP
i O O ©)
c
KRMN \ ©|0 |0 © O o O
A
i ©) © © O O
KRGN
cM
‘ OO © O o O
C
KRMI \ © 0|0 © O

22 e Multi functional tool
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D Features of Chip breaker
Light grooving

Technical Information for KGT C

« For Grooving and Parting
« Concave cutting edge
« Concave rake surface
* Low hardness workpiece

« Small diameter part cutting

Recommended cutting

External

Internal

Facing

4

Grooving

i

Parting

o

Tuning | Copying

/Q\U/

K=

Grooving

m

i

Tuming

i

Relief

fm)

Copying

)

Grooving| Tuming

A

Relief

©

)

O

O

Turning and grooving in Low feed

« For Grooving, Cutting and Parting
« Concave cutting edge

« Concave bump

« For HRSA cutting

« Good chip control

Recommended cutting

External

Internal

Facing

4

Grooving

i

Parting

o

Turning

/Q\\;

Copying

K=

Grooving

s I

-+

i

Turning

i

Relief Copying

fm)

R

Grooving| Turning

A

Relief

©

)

O

O O

© O

Turning and grooving

« For Grooving, Cutting and Parting
« Straight cutting edge

« Concave bump

« For various workpiece cutting
« Good chip control

Recommended cutting

External Internal Facing
' / Special
e E R EA SO
Grooving| Parting | Tuming | Copying | Relief |Grooving| Tuming | Copying | Relief |Grooving| Turning
(€] (@] © @) @) (€] (@)

Feed, fn (mm/rev)

Feed, fn (mm/rev)

Feed, fn (mm/rev)

©: 1strecommendation  (O: 2nd recommendation

X [ Recommended range ]
A
050
040
030
022 %
01g 020
0.20 0.15
0.12 —
010 ‘ ’ =
0.05
005 005 005 005 005 005
0 >
2 3 4 5 6 8
Cutting width, CW (mm)
Recommended workpiece
(@] O (€]
. [ Recommended range ]
A
050
040
030 o2 005027
020| 017 019
010
0.05 . 0.07 007
005 0.05
o088 R
2 3 4 5 6 8

Cutting width, CW (mm)

Recommended workpiece

i ——

. [ Recommended range ]
A
0.50
0.40
0.30 0.27 030 053—0
0.22
0.20
020/ 018 .
0.10
\‘ ] 010 o1 012
0.05] 0.07
005 006
0
2 3 4 5 6 8
Cutting width, CW (mm)
Recommended workpiece
©) O O
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C Technical Information for KGT

D Features of Chip breaker

n Rough grooving

« For Grooving and Parting
« Straight cutting edge

« Hard cutting edge

 High hardness workpiece
« For high feed cutting

Recommended cutting

External

Internal Facing

-

Parting | Turning

'

Grooving

/Q\U/

Copying

i

Relief

Mgy |

K=

Grooving

T e

B

N Special

S)

Grooving| Turning

A

Relief

fm)

Tuming | Copying

© O

@)

O

B Blank for precision grooving

« For Grooving

« Straight cutting edge

 Special shape

« Good surface finish of
workpiece

Recommended cutting

External

Internal Facing

'

Grooving

i

Parting | Turning

/Q\U/

Copying

=

Relief

K=

Grooving

AI?\;

i

Turning

j J % Special

Grooving| Turning

A

Relief

)

Copying

©)

“ Aluminum grooving

« For Grooving, Parting and
Turning

« Straight cutting edge

¢ Aluminum workpiece

 Good surface finish of
workpiece

Recommended cutting

External

Internal Facing

'

Grooving

i

Parting | Turning

/Q\U/

Copying

e

Relief

K=

Grooving

s I

-+

i

Turning

j J % Special

Grooving| Tuming

A

Relief

fm)

Copying

©} O O

O

24 e Multi functional tool

Feed, fn (mm/rev)

Feed, fn (mm/rev)

Feed, fn (mm/rev)

O: 1strecommendation  (O: 2nd recommendation

[ Recommended range ]

A
0.50 045
0.40 "
040 0.35
0.30 [
0.30 0.25
020| 0.18
0.10 -
0.09 010 010 010 0.0
0.05
0.05
0 >
2 3 4 5 6 8
Cutting width, CW (mm)
Recommended workpiece
©) O @
) [ Recommended range ]
A
050
0.40
0.30
0.20
020 018
013 o013 015 015 0 [ ]
010 - e —] — 117
| ] a0 02
005| .. 007 ooz 008
0.05
0 >
2 3 4 5 6 8

Cutting width, CW (mm)

Recommended workpiece

e —

[ Recommended range ]

A
050
040
030
023 023 023
00| 018 018 018 ’] ]
010 ‘
010 010 0.0
005|007 007 007
0
2 3 4 5 6 8

Cutting width, CW (mm)

Recommended workpiece

———




Technical Information for KGT C

D Features of Chip breaker
Copying and relief in Medium feed

©: 1strecommendation  (O: 2nd recommendation

_ [ Recommended range ]
« For Copying and Relief 3 050“
0
« Round cutting edge % 00
« Bump on rake surface 5
i 0.30 0.28
« For HRSA cutting : 023 025 025 =
» Good surface finish of 020 - - W ‘
workpiece 010 )
: oo 010 012 012
0.05 :
Recommended cutting 0
External Internal Facing 2 3 4 5 6 8

JR*L Uﬁ* }Wﬂ = k i E %; j Z j/ Special cuno e S

Recommended workpiece
Grooving| Parting | Tuming | Copying | Relief |Grooving| Turning | Copying | Relief |Grooving| Turning e

fm)

©) © (@] (@] o o o
Copying and relief
. \ [ Recommended range ]
« For Copying and Relief E 050
« Round cutting edge £ 040
B 0.32
+ Bump on rake surface & g3 ops 027 02 030 |
« Good surface finish of 0| 020 '
workpiece ' ot
010 oy -
010 012 012
0.05 . 0.08
Recommended cutting . ' -
External Internal Facing 2 3 4 5 6 8
R Cutting width, CW (mm)
] ; Lmﬂ f .
e ETEEA J7)
) ) ! ) ' ) ‘ ) ' 7 , Recommended workpiece
Grooving| Parting | Tuing | Copying | Relief |Grooving| Tuming | Copying | Relief |Grooving| Tuming
(€] ©) (0] (0] o o o
“ Aluminum grooving
= N [ Recommended range ]
« For Copying and Relief % 050
- Round cutting edge £ 040
« Alumi kpi &
uminum workpiece 030 IO S m—
« Good surface finish of 020 020 020 020 0 7
workpiece ' W ] W
0.10

010 010 0.0
005007007 0,07

Recommended cutting

External Internal Facing 2 3 4 5 6 8

JW*L Uﬂt}wﬂ/@\dﬁg iE ij j J ji Special oo S

Recommended workpiece
Grooving| Parting | Tuming | Copying | Relief |Grooving| Tuming | Copying | Relief |Grooving| Turning P

© ©) O O o

Multi functional tool @ 25
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C Technical Information for KGT

D Features of Chip breaker
Light Parting

 ForParting

» Concave rake surface

« Lead angle cutting edge

¢ Low hardness workpiece
» Small diameter part cutting

Recommended cutting

External

Internal

Facing

K-

Grooving

-

Parting

iy

Tuming

Copying

i

Relief

K=

Grooving

AI?\;

B

Turning

fm)

Copying

A

Relief

S)

Grooving| Turning

Special

©

m Rough Parting

« For Parting

 Hard cutting edge

 Lead angle cutting edge

« High hardness workpiece
» Good for high feed cutting

Recommended cutting

External

Internal

Facing

'

Grooving

i

Parting

o

Turning

/Q\U/

Copying

=

Relief

K=

Grooving

m

i

Turning

)

Copying

A

Relief

A)

Grooving| Turing

Special

©)

26 e Multi functional tool

Feed, fn (mm/rev)

Feed, fn (mm/rev)

©: 1strecommendation

O: 2nd recommendation

[ Recommended range ]

A
0.50
0.40
0.30 0.25
0.20

0.10
0.05

003 003 0.3

2 3 4 5 6 8

Cutting width, CW (mm)

Recommended workpiece

N o m—

[ Recommended range ]

A
0.50
0.40
0.30
0.30 025
0.20
0.20
0.10 \‘ =3
0.09 0.10
0.05 0.07
0 >

5

6 8
Cutting width, CW (mm)

Recommended workpiece

e —




Technical Information for KGT C

2 Recommended cutting conditions

Grade Chip breaker
Workpiece . .
CVD PVD Grooving Turning
n o n n (=] o
Workpiece Brinel | & 8 2 S 8 2 | 1. T R Cc cM T T C cm
ISO KS ISO hardness O S S8 8 &8 O3
material (HB) Z 2 Z2 o a a
vc (m/min) fn (mm/rev) fn (mm/rev)
210160 - | 100|110 - |05/ 0.12]0.15] 025 020]0.16]0.19]0.20 0.25]0.23
?;20512 SM25C Cc25 125 |230 170 - |140|140| - |00 0.10]0.11]0.17 015 0.13)0.17 0.16 020 0.18
240 190 - |180|170| - |0.05|0.08|0.07 0.09]0.10 0.10]0.15]0.12 0.15]0.13
200 140 - | 95 100 - |05 0.12]0.15]0.25 020]0.16)0.19|0.20 0.25]0.23
Carbon ?;;)52/5 SM35C C35 160 | 210160 - | 130|130| - |00 0.10]0.11]0.17 0.5 0.13)0.17 0.16 020 0.18
220 170| - |180|160| - |0.05|0.08|0.07 0.09|0.10 0.10]0.15]0.12 0.15]0.13
180 130 - | 90 | 90 | - |0.15/0.12]0.15 025|020 0.16]0.19] 0.2 025|023
(j;z?dff SM55C 55 209 200150 | - |130 /120 - |0.10|0.0 0.11|0.17 0.15 013|017 0.16 020/ 0.18
210 160 - |170|150| - |0.05|0.08 | 0.07 0.09]0.10 0.10]0.15]0.12 0.15]0.13
150 110] - | 60 | 70 | - |0.13]0.11]0.13 021|018 0.14]0.17]0.18 023]0.20
Nonhardened| SCM440 |  42CrMo4d 180 |160]120 - 100 100 - |0.09 0.09 010015 013 0.11|0.15]0.14 0.18]0.15
"°"S"’t:;:°y 170 130 - |140|130| - |0.05|0.07 0.07|0.09 008 0.08 0.13]0.10 0.130.10
pyuce g e— 8 60 - 40|50 | - |013 011/013 021 018 0.14/0.17]0.18 0.23]0.20
and SCMd45 - 350 |90 70 - | 65|60 - |009]009]010 015 013 011015/ 0.14 0.18]0.15
tempered 100 80 - | 90 | 70 | - |0.05|0.07|0.07|0.09|0.08 008013 0.10 0.13/0.10
10 80| - |50 | 55| - |0.13]0.11]0.13 021|018 0.14]017]0.18 023]0.20
Annealed | STDT1 - 200 (120 90 | - | 80 | 75 | - |0.09]0.09 010|015 0.130.11|0.150.14 0.18]0.15
LD Al 130 100 - |120| 95 | - |0.05|0.07 0.07|0.09 008008 0.13]0.10 0.13|0.10
Stef' 9 65 - 40|40 | - |013 0.11/013 021 018 0.14|0.17]0.18 0.23]0.20
>5% Hardened
colstool | STDBT | X40CiMovs-1 | 352|100 70 - | 65 60 - |009 009 0.10 0.15 0.3 0.1 015 014 018 0.5
10 80| - | 90|80 | - |0.05] 007|007 009|008 0.08]0.13]0.10 0.13]0.10
- 18 - | - 60 50|013011]013]021 018]0.14]0.17|0.18 023 ]0.20
STS304 = X5CINi189 |160~180 - | 90 | - | - | 80 | 70 |0.09]0.09 010|015 0.13]0.11]0.15|0.14  0.18]0.15
o - 1100] - | - |100] 90 |0.05]0.07 | 0.07 009|008 0.08]0.13]0.10 0.13]0.10
M Austenite series
-8 - | - 6050|013 011]013]021 018]0.140.17|0.18 023]0.20
STS316 | X5CNMo17-122 160~180 - | 90 | - | - | 80 | 70 |0.09]0.09 0.10]0.15 0.13]0.11]0.15|0.14 0.18]0.15
- 1100] - | - |100] 90 |0.05]0.07 | 0.07 009|008 0.08]0.13]0.10 0.13]0.10
. - 1105 150 - |80 | - | - | - 013021 018 - |017]0.18 023]0.20
LZ‘:;;;'E GC150 150 <212 | - 110 160 - 100 - | - - 010 015 013 - 015 0.14 0.8 0.5
Gray cast - 1120170 - [120] - | - | - |007]009 008 - |013] 010/ 013 0.10
iron . . - 8 120 - (80| - | - | - [o13/021 018 - |017|0.18 023020
H'Sg:;:gfh"e ggggg ggg ig;‘? - 90 130 - 100 - | - | - 010015013 - |0.15 0.14 018 0.15
- 100]140] - |120] - | - | - Jo007 009|008 - |013]0.10 0.13]0.10
- 65 9| - 70| -] - | - |o15/025 020 - |019]020 025]023
GCD500-7 5007  [170~241 - |70 [100] - [ 85| - | - | - [011]017 015 - |017]0.16 020 0.18
- 80 /10] - [100] - | - | - o007 009|010 - [015]012 015|013
. - 55 8| - 70| -] - | - |015/025 020 - |019]020 025]023
c::tc::fn GCDBO0-3 6003  [192~269 - 60 90 - 8 - | - - 011 017015 - |0.17 016 020 0.18
- 70 ]100] - [100] - | - | - o007 009|010 - [015]012 015|013
- 55 8| - 70| -] - | - |015/025 020 - |019]020 025]023
GCD700-2 7002  [229~302 - |60 |90 | - 8 - | - | - |011]/017 015 - |0.17]0.16 020 0.18
- 70 ]100] - [100] - | - | - o007 009|010 - [015]012 015|013
- - - T3 -] - Joogfoto] - T012/010/015/0.13 016 0.14
Inconel909 - 20 | - | - -|-14 -] - 007 008 - 010008013 0.11 0.14]0.12
- - - -1s/| -] - lo05/006 - 008 006 011009 0.12]0.10
Inconel
- - - -T2 -] - Joo9foto] - 012/010/015/0.13 0.16]0.14
Inconel718 - 3% | - | - -1-13/ -] - 007 008 - 010008013 0.11 0.14]0.12
- - -1 -14] -] - loos|006 - |008 0.06]011]009 0.12]0.10
- - - - T4 -] - Jott]o13] - 018014017018 020]0.20
m:ﬁirfm - 70 [ -] -1-]-75-]- 009010 - 013/ 011|015 0.14 0.18]0.15
. - - - -1e60| -] - oo7]007 - |008 0.08]013]0.10 0.16]0.10
Titanium alloy
-l -l -1 -Ta! -] -T]o1 013 - 018014017018 020 0.20
Ti-6A-4V - 34 | - | - -] -15/ -] -l009 010 - [013]0.11|015 0.14 0.18]0.15
- - - -1e60| -] - Joo7]007 - |008 0.08]013]0.10 0.16]0.10
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C KGT

D Applicable inserts
s Coated Uncoated Dimensions (mm)
§ Picture Designation 22888 Configuration
2 N BB 8| | SSC CW RE | BW INSL AN |HAND
< S2SRREe:
KGMN 200-02-L ° o e o o 20 2 02 17 20 7 N
KGMN-L 300-02-L o o 30 3 02 23 2 7 N
: 40002-L |o e ° o 0 0 4 02 33 20 7 N
500-03-L | e ) 50 5 03 41 25 7 N
600-03-L o 60 6 03 51 25 7 N
=) KGMN 300-02-TL 30 3 02 23 20 7 N
E KGMN-TL 300-04-TL 30 3 04 23 20 7 N
= 400-04-TL 40 4 04 33 20 7 N
£ 500-04-TL 50 5 04 41 25 7 N
] 500-08-TL 50 5 08 41 25 7 N
S 600-08-TL 60 6 08 51 25 7 N
KGMN 150-015-T (e e ° 15 15 015 12 16 7 N
200-02-T e o 0 0 0 o 20 2 02 17 20 7 N
250-02-T |o o o 25 25 02 2 2 7 N v
) 300-02-T e o 0 o o o 0 3 02 23 20 7 N Cvgl:]:m:[j
= KGMN-T 30004T |© © o o o o 30 3 04 23 20 7 N
= 400-00T |© © o o o o 40 4 04 33 20 7 N DAN
g 400-08T |o o o o o o 40 4 08 33 20 7 N
] 50004-T (o o o o o o 50 5 04 41 25 7 N
o 50008T |© o o o o o 50 5 08 41 25 7 N
600-04-T |© o o o o o 60 6 04 51 25 7 N
600-08-T |© o o o o 60 6 08 51 25 7 N
800-08-T |e o o o 80 8 08 61 3 7 N
KGMN 150-015-R | e e ° 15 15 015 1.2 16 7 N
2 [P 200-02-R |e o e o 0 20 2 02 17 20 7 N
§ 300-02-R |eo o e o o 30 3 02 23 20 7 N
(5] 400-03-R | o o o o 0 4 03 33 20 7 N
§’ 500-03-R o o 50 5 03 41 25 7 N
& 600-03-R ) ) 60 6 03 34 25 7 N
800-04-R o o 80 8 04 61 30 7 N
KGGN 200S-02-A 20 2 02 17 20 7 N »
KGGN-A 300S-02-A 3 3 02 23 20 7 N CWQD]::DZI
400S-04-A 0 4 04 33 20 7 N . T%
500S-04-A 50 5 04 41 25 7 N Q A@
600S-04-A 60 6 04 51 25 7 N
KGGN 200S-02-R 20 2 02 17 20 7 N
KGGN-R 300S-02-R ° 30 3 02 23 20 7 N » BW:D:I
400S-02-R ° 0 4 03 33 20 7 N e
500S-02-R o 50 5 03 41 25 7 N —
600S-02-R . 60 6 03 51 25 7 N B "
800S-04-R o 80 8 04 61 3 7 N
KGGN 200-02-A o 20 2 02 17 20 7 N o
KGGN-R 300-02-A . 3 3 02 23 20 7 N CWgE]]::U:l
400-04-A o 40 4 04 33 20 7 N NSt
500-04-A o 50 5 04 41 25 7 N Q A@
600-04-A ° 60 6 04 51 25 7 N

28 e Multi functional tool

e : Stock item



KGT C

D Applicable inserts
s Coated Uncoated Dimensions (mm)
S| Picture Designation 828883 Configuration
S S B 3838 8 &/~ n/SSC| CW |PSIRR|PSIRL| RE | BW INSL| AN 'HAND
< SS2REE e
KGGN 265-015-B 30 265 - - 015 23 20 7 N
300-020-B 30 3 - - 02 23 20 7 N
300-040-B 30 3 - - 04 23 20 7 N
315-015-B 30 315 - - 015 23 20 7 N
400-040-B 40 4 - - 04 33 20 7 N
= KGGN-B 400-080-B 40 4 - - 08 33 20 7 N
3 415-015-B 40 415 - - 015 33 20 7 N
- 478-055-B 50 4.78 - - 055 41 25 7 N
500-080-B 50 5 - - 08 41 25 7 N Bw
S gj::m
515-015-B 50 5.15 - - 015 41 25 7 N RE -
600-080-B 60 6 - - 08 51 25 7 N @
ﬂ AN
600-120-B 60 6 - - 12 51 25 7 N
800-080-B 80 8 - - 08 61 30 7 N
800-120-B 80 8 - - 12 61 30 7 N
. KGGN 200-02-R 20 2 - - 02 17 20 7 N
o
2 300-02-R 30 3 - - 02 23 20 7 N
"E: KGGN-R
& 400-03-R 40 4 - - 03 33 20 7 N
) 500-03-R 50 5 - - 03 41 25 7 N
§ 600-03-R 60 6 - - 03 51 25 7 N
S 800-04-R 80 8 - - 04 61 30 7 N
E KGMI 200-02-T ° 20 2 - - 02 17 20 7 N
- BW
N KGMI-T 300-04-T ° 30 3 - - 04 23 20 7 N on
£ g[j::ﬂ:l
S’ 400-04-T L] 40 4 - - 04 33 20 7 N INSL
§-5
(O]
KGMR 200-6D-LP (] ° 20 2 - 6 02 17 20 7 R
200-8D-LP 20 2 - 8 02 17 20 7 R
200-15D-LP o L] 20 2 - 15 02 17 20 7 R Re
| KGMR-LP o] —
= 300-6D-LP ° ° 30 3 - 6 02 23 2 7 R
o PSIRR INSL
kS 300-15D-LP ° ° 3 3 - 15 02 23 20 7 R
° Q
= 400-4D-LP o o 40 4 - 4 03 33 20 7 R ay
400-15D-LP 40 4 - 15 03 383 20 7 R
500-4D-LP 50 5 - 4 03 41 25 7 R
KGMR 200-6D-RP L] L] 20 2 6 - 02 17 20 7 R
200-8D-RP 20 2 8 - 02 17 20 7 R
=’ - - RE
.g KGMR-RP 200-15D-RP L] L] 20 2 15 02 17 20 7 R o BW
g 300-6D-RP L] L] 30 3 6 - 02 23 20 7 R ips&;w
INSL
E} 300-15D-RP | e . 30 3 15 - 02 23 20 7 R
o
o 400-4D-RP ° ° 40 4 4 - 03 33 20 7 R Q A
400-15D-RP (] (] 40 4 15 - 03 33 20 7 R
500-4D-RP 50 5 4 - 03 41 25 7 R
+ You can grind the chip breaker, 'B' as any shape you want. If you want any special shape of chip breaker, please contact your distributor. o : Stock item
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C KGT

D Applicable inserts
s Coated Uncoated Dimensions (mm)
§ Picture Designation 22888 Configuration
2 N BB 8 Q|- o SSC|CW PSRRPSIRL. RE | BW INSL AN HAND
< SS8S2eeE e
KGML 200-6D-LP 20 2 - 6 02 17 20 7 L
= KGML-LP 200-15D-LP 20 2 - 15 02 17 20 7 L
: 300-6D-LP 30 3 - 6 02 23 20 7 L
= 300-15D-LP 30 3 - 15 02 23 20 7 L
400-4D-LP 40 4 - 4 03 33 20 7 L B
400-15D-LP 40 4 - 15 03 33 20 7 L C:E —J
INSL
KGML 200-6D-RP 20 2 6 - 02 17 20 7 L @
| KGML-RP 200-15D-RP 20 2 15 - 02 17 20 7 L AN
K 300-6D-RP 30 3 6 - 02 23 20 7 L
L 300-15D-RP 30 3 15 - 02 23 20 7 L
(=]
= 400-4D-RP 40 4 4 - 03 33 20 7 L
400-15D-RP 40 4 15 - 03 33 20 7 L
KRMN 200-C e 0o 0 0 o 20 2 - - 1 17 20 5 N
o - - BW
2 KRMN-C 300-C o o o o 30 3 15 22 20 7 N "
B 400-C e o 0 0 o 40 4 - - 2 33 2 7 N 95
n- INSL
% 500-C e o 0 0 0 50 5 - - 25 41 25 7 N D @
- AN
= 600-C oo 0 0 0 60 6 - - 3 5 25 7 N
800-C e o o . 80 8 - - 4 6 25 7 N
2 KRGN  300-A o 3 3 - - 1523 20 7 N
3
| KRGN-A 400-A o 40 4 - - 2 33 20 7 N
G
£ 500-A . 50 5 - - 25 41 25 7 N
=]
E 600-A . 60 6 - - 3 51 25 7 N oW
cw
= 800-A 80 8 - - 4 61 30 7 N ?D:Re —IC
INSL
KRGN 300-CM 30 3 - - 15 22 20 7 N
4 KRGN-CM E
= - 400-CM 40 4 - - 2 33 20 7 N
(]
a 500-CM 50 5 - - 25 41 25 7 N
o
T
o
KRMI 200-C 20 2 - - 1 17 20 7 N
KRMI-C 300-C 30 3 - - 15 22 20 7 N cw;]]::[)
400-C 40 4 - - 2 32 20 7 N st

o va—

30 e Multi functional tool
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1 C
For grooving, turning, parting off, and relief machining
KGEHR/L -

CDX

WF

LF

H *r{\ P * Rtype holder
KGGN  KGMN i l l
KGMR/L KRMN e
KRGN
(mm)
. . Stock Screw Wrench
Designation " N CDX LH LF WF HF  HBH B H HAND| Applicable insert W /\
KGEHR/L 1616-1.5-T14 ° 14 33 100 162 16 - 16 16 RIL
2020-1.5-T14 ° 14 33 125 202 20 - 20 20 RL | KGMN150-(J-[] [MHAO0512 HW40L
2525-1.5-T14 ° 14 33 150 252 25 - 25 25 RL
1212-2-T08 ° 8 33 100 122 12 - 12 12 RL
1616-2-T08 e o 38 33 100 162 16 - 16 16 RIL
2020-2-T08 o o 3 33 125 202 20 - 20 20 RL
2525-2-T08 o o 3 33 150 252 25 - 25 25 RL | yaMN200-0]
1616-2-T12 e o 12 33 100 16.2 16 - 16 16 RIL | KGMR/L200-[ -
2020-2-T12 o o 12 33 125 202 20 - 20 20 RL KFWIN200-CDD MHAOS12 ~ HW40L
2525-2-T12 o o 12 36 150 252 25 - 25 25 RL | KGGN200-CI-]
1616-2-T17 o|o| 17 38 100 162 16 - 16 16 RIL
2020-2-T17 o|eo| 17 38 125 202 20 - 20 20 RL
2525-2-T17 oo 17 38 150 252 25 - 25 25 RL
1616-2.5-T17 ° 17 38 100 163 16 - 16 16 RIL
2020-2.5-T17 ° 17 38 125 203 20 - 20 20 R/ | KGMN250-[]-C] |MHA0512 HW40L
2525-2.5-T17 ° 17 38 150 253 25 - 25 25 RL
1616-3-T10 ° 10 33 100 164 16 - 16 16 RIL
2020-3-T10 ° 10 33 125 204 20 - 20 20 RL
2525-3-T10 oo 10 33 150 254 25 - 25 25 RL
3232-3-T10 ° 10 33 170 324 32 - 32 32 RL
1616-3-T13 oo 13 33 100 164 16 - 16 16 R/L | KGMN300-[1-(]
2020-3-T13 e o 13 33 125 204 20 - 20 20 RL | KGMRLIO-LIT]
KRMN300-C MHA0512 HW40L
2525-3-T13 oo 13 33 150 254 25 - 25 25 RL | «GGN300-(1-(]
1616-3-T20 oo 20 41 100 164 16 - 16 16 RIL | KRGN300-OJ
2020-3-T20 oo 20 41 125 204 20 - 20 20 RL
2525-3-T20 e e 20 41 150 254 25 - 25 25 RL
3232-3-T20 ° 20 41 170 324 32 - 32 32 RL
2525-3-T25 o o 25 46 150 254 25 - 25 25 RL
1616-4-T10 o|e| 10 33 100 164 16 - 16 16 RIL
2020-4-T10 oo 10 33 125 204 20 - 20 20 RL
2525-4-T10 oo 10 33 150 254 25 - 25 25 RL
3232-4-T10 ° 10 33 170 324 32 - 32 32 RL
1616-4-T15 oo 15 3 100 164 16 - 16 16 RIL
2020-4-T15 o o 15 3 125 204 20 - 20 20 R/L | KGMN400-[1-]
2525-4-T15 ee| 15 3 150 254 25 - 25 25 RL | KGMRLA00-LI]
KRMN400-C BHA0616 HWS50L
1616-4-T20 e e 20 4 100 164 16 - 16 16 BRL | kGGN400-[I-]
2020-4-T20 oo 20 4 125 204 20 - 20 20 R/L | KRGN400-(J
2525-4-T20 e e 20 41 150 254 25 - 25 25 RL
3232-4-T20 oo 20 41 170 324 32 - 32 32 RL
1616-4-T25 o o 25 46 100 164 16 - 16 16 RIL
2020-4-T25 oo 25 46 125 204 20 - 20 20 RL
2525-4-T25 o o 25 46 150 254 25 - 25 25 RL
29 Applicable inserts C28 ~ C30 e : Stock item
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C «er
For grooving, turning, parting off, and relief machining
KGEHR/L -

CDX

WF

LH

LF

- {\ * R type holder
KGGN  KGMN i T {
KGMR/L KRMN NS AR
KRGN
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF HBH B H HAND| Applicable insert
g RIL PP o 7
KGEHR/L 2020-5-T12 el e 12 37 125 205 20 - 20 20 RL
2525-5-T12 e e 12 37 150 2555 25 - 25 25 RL
2020-5-T15 ° 15 40 125 2055 20 - 20 20 RL
2525-5-T15 ° 15 40 150 2555 25 = 25 25  R/L | KGMN500-CJ-00 | BHAos16  HWSOL
KRMN500-C
3232-5-T15 ° 15 40 170 3255 32 - 3 32 RL | coNeoomO
2020-5-T20 e o 20 41 125 20.55 20 - 20 20 R/L KRGN500-[]
2525-5-T20 e o 20 412 150 2555 25 - 25 25 RL
3232-5-T20 e e 20 41 170 3255 32 7 32 32 RL
BHA0620  HW50L
2525-5-T32 e o 32 53 150 2555 25 - 25 25 RL
2020-6-T12 e o 12 37 125 2055 20 - 20 20 RL
2525-6-T12 e o 12 37 150 2555 25 - 25 25 RL
2525-6-T15 . 15 40 150 2555 25 : 25 25 RL
KGMN600-L1-C1 | BHAOB16 ~ HWS50L
3232-6-T15 . 15 40 170 3255 32 - 32 32 RL | KRMN600-C
2020-6-T20 ° 20 41 125 2055 20 - 20 20 RIL | KGGN600-[I-[]
2525-6-T20 ele| 20 41 150 2555 25 7 25 o5 R | KRGNG0O-L]
3232-6-T20 ° 20 41 170 3255 32 - 32 32 RL
BHA0620  HW50L
2525-6-T32 ° 32 53 150 2555 25 - 25 25 RL
2525-8-T16 e o 16 46 150 2605 25 - 25 25 RL
3232-8-T16 . 16 40 170 3305 32 - 32 32 RL | gunsool] | BHAOS1S  HWs0L
2525-8-T25 e o 25 46 150 2605 25 - 25 25  RL | KRMN80O-C
3232-8-T25 ° 25 46 170 3305 32 7 32 32 RIL | KGGN80o-[I-[]
2525-8-T36 . 3% 58 150 2605 25 - 25 o5 RL | KRGNSOO-] BHA0G20  HWS0L
3232-8-T36 e e 33 58 170 3305 32 - 32 32 RL
%) Applicable inserts €28 ~ C30 e : Stock item
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KGT C

KG EH R/L_DOOA (Auto TOOI) For grooving, turning, parting off machining
WFI L BJ

LH

LF

CUTDIA

r! * R type holder

o
"I HF “ H]
> - y

KGMN KGGN

KRMN KRGN V\—'ju
KGMR/L e
(mm)
Stock Screw Wrench
Designation CUTDIA LH LF WF HF  HBH B H HAND | Applicable insert
g AL Pp! W /\
KGEHR/L 1010-2-D20A o o 20 19 125 10.2 10 2 10 10 R/L KGMN200-[-[]
1212-2-D25A e o 25 19 125 122 12 2 12 12 RL | KGMR/L200-[]-[]
1414-2-D25A ® o 25 19 125 142 14 - 14 14 RIL | KRMN200-C
Y _ KGGN200-[J-]
1616-2-D32A o o 32 25 125 16.2 16 16 16 R/L ETNAG412  TWA5L
1212-3-D25A oo/ 25 19 125 124 12 2 12 12 RL | KGMN300-[]-[]
KGMR/L300-[-]
KRMN300-C
2 Applicable inserts €28 ~ C30 e : Stock item

KG EH R/L_DOOB (Auto TOOI) For grooving, turning, parting off machining
v| | | <

LH

LF

CUTDIA

jL 4 * R type holder
KGMN  KGGN Mi o |

KRMN KRGN sl —
KGMR/L .
(mm)
Stock Screw Wrench
Designation CUTDIA LH LF WF HF HBH B H HAND| Applicable insert
KGEHR/L 1010-2-D30B e e | 30 29.6 140 10.2 10 6.6 10 10 R/L
1212-2-D25B e o 25 271 140 12.2 12 3.5 12 12 R/L KGMN200-[]-[]
KGMR/L200-[]-[]
1212-2-D30B o 0 30 29.6 140 12.2 12 3.5 12 12 R/L KRMN200-C
1616-2-D25B 25 271 140 162 16 g 16 16 RL | KGGN200-[]-[]
1616-2-D32B e o 32 30.6 140 16.2 16 - 16 16 R/L MHA0512 HW40L
1212-3-D25B o 0 25 271 140 124 12 3.5 12 12 R/L
KGMN300-[J-[]
1212-3-D32B e o 32 306 140 124 12 3.5 12 12 RL | KGMR/L300-[1-]
1616-3-D25B 25 2696 140 164 16 - 16 16 R/L | KRMN300-C
KGGN300-J-
1616-3-D32B e o 32 271 140 16.4 16 - 16 16 R/L GGN300-L-
2 Applicable inserts €28 ~ C30 e : Stock item
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C KGT

KGEHR/L-T00

DAXIN

For grooving, turning, face grooving machining

CDX

WF

LH

LF

* R type holder
KGMN KRMN HFT H
KGGN KRGN
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF HBH B H DAXIN HAND| Applicable insert
g 7L pp W /\
KGEHR/L 1616-3-T00 4.8 31 100 164 16 16 16 80 R/L KGMN300-[]-]
KRMN300-C
2020-3-T00 4.8 31 125 204 20 20 20 80 R/L KGGN300-[1-] MHA0512  HW40L
2525-3-T00 o o| 48 31 150 254 25 25 25 80 RIL | KRGN300-(J
1616-4-T00 ° 4.8 31 100 16.4 16 16 16 80 R/L KGMN400-[J-[]
2020-4-T00 ° 4.8 31 125 204 20 20 20 80 R/IL KRMN400-C BHA0616  HW50L
. i KGGN400-[-[]
2525-4-T00 o o 438 31 150 254 25 25 25 80 R/L KRGN400-[]
2020-6-T00 . 6 36 125 2055 20 20 20 80 RL Egmggg'gﬂ
KGGNOO-Li] | BHACBT  HWS0L
2525-6-T00 ° 6 36.5 150 2555 25 25 25 80 R/L KRGNG00-[]
9 Applicable inserts €28 ~ C30 e : Stock item
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KGT C

KG EVR/L'TOO - For grooving, turning, face grooving machining
: !

WF

CDX
LH

LF

* R type holder
KGMN KRMN HE H
KRGN KGGN
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF B H DAXIN HAND| Applicable insert
g Sh PP o
KGEVR/L 2020-1.5-T00 ° 3 18 125 24 20 20 20 120 R
2525-1.5 -T00 ° 3 18 150 29 25 25 25 120  R/L | KGMN150-(J-(] | MHA0512  HW4oL
3232-1.5-T00 ° 3 22 170 36 32 32 32 120 RL
2020-2 -T0O ° 3 1775 125 24 20 20 20 120 RL | KGMN200-[-(]
2525-2 -T00 3 1775 150 29 25 25 25 120 R/L | KRMN200-C MHA0512  HW4oL
3232-2 -T00 3 2175 170 36 32 32 32 120  R/IL | KGGN200-[I-[1-]
2020-2.5 -T00 ° 4 18 125 25 20 20 20 80 RIL
2525-2.5 -T00 ° 4 18 150 30 25 25 25 80 R/L | KGMN250-0 MHA0512  HW4oL
3232-2.5 -T00 ) 4 2175 170 37 32 32 32 80 R
2020-3-T00 ° 48 18 125 25 20 20 20 80 R/L | KGMN300-[1-[]
2525-3-T00 ° 48 18 150 30 25 25 25 80 R KRMN300-C MHA0512  HW4oL
: KGGN300-J-[]
3232-3 -T00 o 4.8 22 170 37 32 32 32 80 R/L KRGN300-[]
2020-4-T00 ° 48 196 125 25 20 20 20 80  R/L | KGMN400-[I-[]
2525-4-T00 ° 48 196 150 30 25 25 25 80 RL KRMN400-C BHA0616  HW50L
: : KGGN400-[J-[]
3232-4 -T00 ° 48 22 170 37 32 32 32 80  RL | KRGN400-[]
2020-5 -T00 ° 6 20 125 295 20 20 20 60 R/L | KGMN500-[J-[]
2525-5 -T00 ° 6 20 150 315 25 25 25 60 RIL KRMNS00-C BHA0616  HW50L
: KGGN500-1-[]
3232-5 -T00 ° 6 24 170 385 32 32 32 60  RL | KRGN500-[]
2020-6 -T0OO ° 6 22 125 265 20 20 20 60 RL | KGMN60o-[I-]
2525-6-T00 ° 6 22 150 315 25 25 25 80 RIL KRMN600-C BHA0616  HW50L
: KGGN600-[1-[]
3232-6 -T0O ° 6 22 170 385 32 32 32 60  RL | KRGNGOO-[]
2525-8 -T00 ° 8 24 150 335 25 25 25 50 R Eimggg’g’m
BHA0616  HW50L
KGGN800-[I-[]
.8 - ° 24 .
3232-8 -T0O 8 170 405 32 32 32 50 RL | o N800l
2 Applicable inserts €28 ~ C30 e : Stock item
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(:: KGT
KGEUR/L For relief machining

WF B
45° CDX
LH
LF
- 2\ 45°
KRMN l T * R type holder
HF H
KRGN
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF B H HAND | Applicable insert
g 7L PP W /\
KGEUR/L 1616-3 2.8 40 100 19 16 16 16 R/L
2020-3 [ 2.8 40 125 23 20 20 20 R/L KRMN300-C MHA0512  HWAOL
2525-3 ° 2.8 40 150 28 25 25 25 R/L KRGN300-[]
3232-3 o 2.8 40 170 35 32 32 32 R/L
1616-4 2.8 40 100 19 16 16 16 R/L
2020-4 2.8 40 125 23 20 20 20 R/L KRMN400-C
BHA0616 HW50L
2525-4 [ 2.8 40 150 28 25 25 25 R/L KRGN400-[]
32324 o 2.8 40 170 85 32 32 32 R/L
2020-5 3.3 50 125 23.5 20 20 20 R/L KRMNS00-C
2525-5 o 3.3 50 150 28.5 25 25 25 R/L KR GNSOO_D BHA0616 HW50L
3232-5 3.3 50 170 35.5 32 32 32 R/L
2020-6 [ 3.3 50 125 235 20 20 20 R/L KRMNG0O-C
2525-6 o 3.3 50 150 28.5 25 25 25 R/L i BHA0616 HW50L
KRGN600-[]
3232-6 [ 3.3 50 170 8515 32 32 32 R/L
2525-8 [ 3.3 65 150 30 25 25 25 R/L KRMN800-C
BHA0616 HW50L
3232-8 [ 3.3 65 170 37 32 32 32 R/L KRGN800-[]
9 Applicable inserts €28 ~ C30 e : Stock item

KGIUR/L For relief machining

7775 fffffffffffffff —} pcon-vs i
WF t ]
45° CDX| )
OHN
OHX :
LF %

w 45°
KRMN 7777‘ ’’’’’’’’’’’’’’’ jﬂ A * R type holder
KRGN
(mm)
Stock Screw Wrench
Designation CDX DMIN OHN LF WF H DCON-MS HAND |Applicable insert
RIL o
KGIUR/L 3520-3 35 35 45 150 13 18 20 R/L
KRMN300-C
4025-3 (] 3.5 40 50 200 155 23 25 R/L MHA0512  HW40L
KRGN300-[]
5032-3 (] 35 50 65 250 19 30 32 RIL
3520-4 &5 35 45 150 13 18 20 R/IL KRMINA0O-C
4025-4 35 40 50 200 155 23 25 R/L ’ MHA0512  HWA40L
KRGN400-[]
5032-4 (] 3B 50 65 250 19 30 32 R/L
4025-5 L] 3.5 40 50 200 155 23 25 R/L KRMN500-C
MHA0512  HW40L
5032-5 ° 815 50 65 250 19 30 32 R/L KRGN500-[]
4025-6 (] 35 40 50 200 15.5 23 25 RIL KRMN600-C
MHA0512  HW40L
5032-6 ° 3.5 50 65 250 19 30 32 R/L KRGN600-[]
4025-8 6.5 40 50 200 18.5 23 25 RIL KRMN800-C
MHA0512  HW40L
5032-8 (] 6.5 50 65 250 22 30 32 R/L KRGN800-[]
9 Applicable inserts €28 ~ C30 e : Stock item
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KGT C

KGIVR/L

For face grooving machining

I
- —-— - DCON-MS
WF[ > \ %\
CDX| |— - - -
OHX
LF
) * R type holder
——————————————— —3 H{
KGMI KGMN )
KGGN KRMI
KRMN
(mm)
Stock Screw Wrench
Designation CDX DMIN OHN LF WF H DCON-MS HAND | Applicable insert
g ~n PP @W e
KGIVR/L 2016-1.5 (] 20 35 125 12 15 16 RIL MHB0410 HIWSOL
2520-1.5 (] 25 45 150 1516 18 20 R/L KGMN150-J-[] | MHB0410
3225-1.5 o 32 45 200 19 23 25 R/IL MHA0512  HWA40L
2516-2 (] 6.5 25 35 125 14 15 16 R/IL G . VHBO410  HWaoL
KGMI200-[]-T
- ° 6.5 25 45 150 15 18 20 R/L
2520-2 / KRMI200-C _—
3225-2 o 7 32 45 200 19 23 25 R/L MHB0512 ~ HWA40L
2516-2.5 (] 6.5 25 35 125 14 15 16 RIL
MHB0410  HW30L
2520-2.5 (] 6.5 25 45 150 2.8 18 20 R/L KGMN250-]-[]
3225-2.5 (] 7 32 45 200 19 23 25 RIL MHA0512  HWA40L
2520-3 o 6.5 25 45 150 155 18 20 R/L KGMI O MHB0410  HW30L
300-[1- T —
- ° 6.5 32 45 200 19 23 25 R/L
3225-3 / KRMI300-C MHA0512  HW40L
4032-3 o 7 40 55 250 225 30 32 R/L BHA0616 HW50L
2520-4 o 6.5 25 45 150 15.5 18 20 R/IL G 0 MHB0410  HW30L
KGMI400-(J-T [
° 7. 2 4 2 1 2 2 R/L MHA0512  HWA40L
3225-4 5 8 ) 00 9 8 ® / KRMI400-C 05 0!
4032-4 (] 7.5 40 55 250 225 30 32 R/L BHA0616  HW50L
3225-5 . 75 32 45 200 195 23 25 RL | KGMNSOO-LHI | yags12  HwaoL
KRMN500-C
KGGN500-[J-R
4032-5 (] 85 40 55 250 235 30 32 R/L KGGN500-J-A BHA0616  HW50L
32256 . 75 32 45 200 195 23 25 RL | KGMNGOO-LHI | yagsio  HwaoL
KRMN600-C
KGGN600-[1-R
4032-6 ° 8.5 40 55 250 23.5 30 32 RIL KGGNB00-[J-A BHA0616 HW50L
4032-8 (] 8.5 40 65 250 23.5 30 32 RIL | KGMN800-[I-[] | BHA0B16  HWS50L
KRMN800-C
4540-8 ° 8.5 45 70 300 265 37 40 RIL | KGGN8OO-[I-R | BHAOB16  HWS0L
2 Applicable inserts €28 ~ C30 ¢ In case of using external insert instead of internal insert, please check the available insert for each item. o : Stock item
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C KGT

KGFVR/L

DAXIN
DAXX

LH

For face grooving machining

T

£ =
- * R type holder
KGMN KRMN ﬁ HF H
KGGN KRGN
(mm)
Stock Screw Wrench
Designation CDX DAXIN DAXX LF WF HF B H HAND | Applicable insert
[¢] =l pp W /\
KGFVR/L 325- 34/50-T10 |e 10 34 50 150 36 25 25 25 RIL | KGMN300-(J-0
KRMN300-C
44/60-T15 |e 15 44 60 150 41 25 25 25 RL | consoor] |MHAOS12 HWAoL
54/85-T15 | e 15 54 85 150 41 25 25 25 R/ | KRGN300-(J
425- 32/50-T15 |e 15 32 50 150 41 25 25 25 RIL
42/60-T15 | e 15 42 60 150 41 25 25 25 RL | ooy 4000101
44/70-T20 |eo 20 44 70 150 46 25 25 25 RL | KRMN400-C
BHA0616 HW50L
52/85-T15 |eo 15 52 85 150 41 25 25 25  R/L | KGGN4oo-[I-[
60/120-T20 |e 20 60 120 150 46 25 25 25 mL | KRGN40O-D]
112/200-T20| ® 20 112 200 150 46 25 25 25 RIL
525- 50/80-T20 |e 20 50 80 150 46 25 25 25 RIL
70/110-T20 |e 20 70 110 150 46 25 25 25  R/L | KGMN500-[J-[]
100/150-T20 | ® 20 100 150 150 46 25 25 25 RIL KRMN500-C BHA0616 HW50L
KGGN500-[J-[]
140/200-T20 | ® 20 140 200 150 46 25 25 25 RL | KRGN500-[]
200-T20 ° 20 200 150 46 25 25 25 RL
625- 48/85-T20 20 48 85 150 46 25 25 25 RIL KGMN600-C-C]
73/150-T20 |e 20 73 150 150 46 25 25 25 RIL | KRMNGOO-C
BHA0616 HW50L
138/250-T20 | ® 20 138 250 150 46 25 25 25 R | KGGN600-(OI-O
250-T20 | o 20 250 150 46 25 25 25 R | KRGN60O-L]
%) Applicable inserts €28 ~ C30 e : Stock item
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KGT C

For face grooving machining
KGFHR/L e "

LF —I
| - * R type holder
KGMN KRMN HFI ﬁ:ﬂ\ H
KGGN KRGN
(mm)
Stock Screw Wrench
Designation ~n CDX DAXIN DAXX LH LF WF HF B H HAND |Applicable insert W o~
KGFHR/L 320- 34/50-T10 | o 10 34 50 33 150 205 20 20 20 RL
44/70-T15 | e 15 44 70 36 150 205 20 20 20 RL
64/100-T15 | o 15 64 100 36 150 205 20 20 20 RIL ﬁﬁmgggjg H
325- 34/50-T10 | o 10 34 50 33 150 256 25 25 25 R |KGGN300-[-(] MHAOSTZ  HWA0L
44/70-T15 | @ 15 44 70 3 150 256 25 25 25 RL |TONS0O]
64/100-T15 | o 15 64 100 36 150 256 25 25 25 R
420- 34/50-T16 | ® 16 34 50 40 150 205 20 20 20 RL
42/70-T16 | e 16 42 70 40 150 205 20 20 20 RA
62/120-T16 | ® 16 62 120 40 150 205 20 20 20 RL
112/200-T16| ® 16 112 200 40 150 205 20 20 20 R
425- 34/50-T20 |e 20 3 50 41 150 256 25 25 25 R/ |KGMN400-[I-[]
40/60-T10 | e 10 40 60 33 150 256 25 25 25 R Eggmggg_m BHA0616 HW50L
44/70-T20 | e 20 44 70 39 150 256 25 25 25 R/ |KRGN400-[]
84/92-T20 |e 20 84 92 39 150 256 25 25 25 R/
60/120-T20 | e 20 60 120 39 150 256 25 25 25 R/
112/200-T20| ® 20 112 200 39 150 256 25 25 25 R/
200-T20 ° 20 200 - 41 150 256 25 25 25 R/
525- 50/80-T15 | o 5 50 80 38 150 256 25 25 25 RIL
50/80-T25 |eo 25 50 80 44 150 256 25 25 25 R/
70/110-T15 | o 15 70 110 38 150 256 25 25 25 R
KGMN500-1-]
70/110-T25 | o 25 70 110 44 150 256 25 25 25 R/ |KRMN500-C BHAGBTS HWSOL
100/150-T25| ® 25 100 150 44 150 256 25 25 25 R/ |KGGNSO00-[I-[]
140/200-T25| o 25 140 200 44 150 256 25 25 25 R | honoooDd
190/220-T10| ® 25 190 220 37 150 256 25 25 25 R
200-T25 ° 25 200 - 44 150 256 25 25 25 R/
625- 170/190-T10| @ 33 170 190 37 150 25 150 25 25 R/ |KGMN60O-[1-[]
ﬁggsgggé-[} BHA0616  HW50L
190/220-T10| @ 10 190 220 37 150 256 25 25 25 RL |KRGNG0O-[]
2 Applicable inserts €28 ~ C30 e : Stock item

Multi functional tool e 39



C Technical Information for KGT Parting off Blades

KGT Blades for Parting off

- Parting application with the use of existing KGT inserts
- Economical machining with a double sided insert

- Specially designed slot for strong and stable clamping
- Easy insert change with the use of an exclusive wrench

D Code system

! ! ! !

KGTB system Cutting edge width Blade height S: Single pocket

2 How to clamp insert

= »

@ = @ Rotation: Release
@ = (@ Rotation: Conclusion

@ Insert the pin of wrench into @ Clamp the insert on its seat after turning the @ Finish clamp by removing the wrench
the hole of blade. handle to 45°~160° for loosening the seat. after moving it back to its original state.

G0 G

LF ‘ WBT LF ‘ WBT

WF_ . CUTDA WE CUTDIA

e /,/\
< 0, < 0
HE o g H - y o ¢ H
[®)
2 72 7
Fig.1 Fig2
KGMN W W

KGGN <tﬂj> = = ‘WE} <E> F]]DE (EmD: = TWBZ

——._ CUTDIA

N a

<HF H ) HF| 9 H "
RNt s — T T T T T
Fig.3 Fig.4
(mm)
Designation Stk LF  WF WB  HF H Hano . 2P @D | applicable insert e Fig
< CUTDIA® CUTDIA@® | APP G~ :
KGTB  1526S 151 1.3 2.4 21 26 N - 26 KGO150-0-01 4

1532 o | 151 1.3 2.4 25 32 N - 26 KGO150-01-01 1
KGOJ200- -]

20265 151 19 24 2 26 N 50 30 | K200 4
KGOJ[]200-1-1]

2032 o | 151 19 24 25 32 N 50 39 KeO200s L R 1
KGOJO300-1-[]

3026S o | 151 27 2.4 21 26 N 100 39 KOCIIS0OSTERY | oo | 4

3032 e | 151 27 24 25 32 N 100 39 | KeHBTLw | (separately | 2
KGLJCJ400-C1-01 ordered)

4026S 151 36 32 21 26 N 100 39 ke 4
KG[][]400-| I:l |:|
KGO[500-1-[]

5032 o | 151 45 4 25 32 N 120 49 KGEIT005 LR 2
KGOI[1600-1-0]

6032 o | 151 56 52 25 32 N 120 49 KGI:II:IGOOS D R 2
KGL[1800

80328 | e | 1515 7.1 6.2 25 32 N 80 59 e a00e R HW30L | 3

9 Applicable inserts €28 ~ C30 () Screw clamping @1 corner use 2 corneruse 1 corner insert o : Stock item
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Technical Information for MGT Plus /MGT C

Universal tools for Grooving / Parting Off / Turning

MGT Plus/MGT

- High chipping resistance and fracture resistance
« Excellent chip control

- Additional edge treatment for its consistency

« Applicable for various MGT holders

) Code system

e Insert

PG M N 300 04 - MM
! ! ! ! ! !

- MGT Plus Grooving Tolerance Hand Width of Nose R Chip Breaker
- MGT Grooving M : Pressed class N: Neutral cutting edge 04:0.4mm MM / GM
200 :2.00 mm
300 :3.00 mm
400 :4.00 mm

e Insert (Round)

PR M N 300 RM
! ! ! ! !

- MGT Plus Grooving Round Tolerance Hand Width of Chip Breaker
* MGT Grooving Round M : Pressed class N: Neutral cutting edge RM
200:2.00 mm
300 :3.00 mm
400 :4.00 mm

e Shank (External)

MG E H R 25 25 - 3 - T20
! ! ! ! ! ! ! !

- MGT Grooving Use Holder Type Hand Shank height  Shank width Width of insert Max. depth
E:Extemal  H:Horzontal  R:Right 25 : 25 mm 25:05mm  cuttingedge  of cut
V: Vertical L: Left 32:32mm 32:32mm 3:3.00 mm T20:20 mm
U : Under cut

e Shank (Internal)

! ! ! ! ! ! !

+ MGT Grooving Use Holder Type Hand Min. cutting dia. Shank dia. Width of insert
I': Internal V : Vertical R: Right 25:25 mm 20: 20 mm cutting edge
U : Under cut L: Left 25:25mm 3:3.00 mm

e Shank (Facing)

25 - 44/ 70 - T20
! ! ! ! ! !

* MGT Grooving Use Holder Type Width of insert Min. cutting dia. Max. depth
F:Facing  H:Horizontal cutting edge 44 : 44 mm of cut
V : Vertical 3:3.00 mm T15:15mm
Hand Shank height, Max. cutting dia.
R: Right Shank width 70:70 mm
L: Left 25:25mm
32:32mm
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) Features of Chip breaker
(M Multi Medium

C Technical Information for MGT Plus /MGT

* Bumps on the rake surface
« Straight cutting edge
» Various workpieces

Recommended cutting

External Internal Facing
A /\\—;& ' / j /] |Special
R e = =S Y
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief |Grooving | Turning
©) ¢ ©) o o o} o}

m Groove Medium

« For grooving and parting
 Straight cutting edge

* Bumps on the rake surface

» Various workpieces

» High depth of cut machining
For Hard-to-cut material Cutting

Recommended cutting

External

Inte

rnal Facing

Ll gl =

Grooving | Parting | Turning | Copying | Relief | Grooving

N

Turning

{Eiﬁ j ) j/smia.

Copying | Relief | Grooving | Turning

(@) © e)

o

1 Relief Medium

« For copying and relief cutting
Round cutting edge

* Bumps on the rake surface
Excellent surface finish

 For grooving, parting and turning

Recommended cutting

External Internal Facing
f / Special
e EEEoA JY)
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning
o} © | © © 0

42 e Multi functional tool

Feed, fn (mm/rev)

Feed, fn (mm/rev)

Feed, fn (mm/rev)

©: 1strecommendation

0.50

0.40

0.30

0.20

0.10

0.05

O: 2nd recommendation

[Recommended range ]

0.50

0.40

0.30

0.20

0.10

0.05

0.50

0.40

0.30

0.20

0.10

0.05

020 o020 02
0.15 -
0.05 @ 0.05
003 003 003
2 3 4 5 6 8
Cutting width, CW (mm)
Recommended workpiece
© o) o} e}
, [Recommended range ]
0.30
022 02 025 025
0.18
0.10
0.08  0.08
005 005 0.05
2 3 4 5 6 8
Cutting width, CW (mm)
Recommended workpiece
(@) © o} o
) [Recommended range ]
0.35
030 030
025 025 ) B
0.20
0.15
010  0.10
005 005 005
2 3 4 5 6 8
Cutting width, CW (mm)
Recommended workpiece
@) 0 o) o)




) Cutting range

Feed, fn (mm/rev)

Feed, fn (mm/rev)

Grooving

A
0.30
0.20
0.10
\ GM
0.05
MM
0
o E 2 &
Continuous Light Heavy
cutting interrupted interrupted
cutting cutting
Profile
A
0.30
0.20
0.10
RM
0.05
0
o E 2 8
Continuous Light Heavy
cutting interrupted interrupted
cutting cutting

Technical Information for MGT Plus /MGT C

Feed, fn (mm/rev)

0.30

0.20

0.10

0.05

Cutting width (mm) = Based on 3

Turning

[ E J 8
Continuous Light Heavy
cutting interrupted interrupted
cutting cutting
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C Technical Information for MGT Plus /MGT

2 Recommended cutting conditions

Cutting width (mm) = Based on 3

. Grade Chip breaker
Workpiece
CVD PVD Grooving Turning
Brinell 5 § § § g
IS0 Rlolnlece IS0 AISI |hardness| © | 8 | 8 | 8| g | MM | &M | RM | MM | RM
material (HB) = = a a a
vc (m/min) fn (mm/rev) fn (mm/rev)
180 140 | 110 | 110 | 110 | 020 | 022 | 025 | 020 | 0.5
C=0.25% c25 1025 125 | 275 215 | 170 | 170 | 170 | 0.12 | 0.14 | 0.15 | 0.16 | 0.20
370 | 290 | 230 | 230 | 230 | 0.03 | 005 | 005 | 0.12 @ 0.5
170 | 130 | 100 | 100 | 100 | 020 | 0.22 @ 0.25 | 020 & 0.25
c:t’:;" C=0.35% C35 1035 160 | 255 | 200 | 155 | 155 | 155 | 012 | 0.4 0.15 | 0.16 | 0.20
340 | 270 | 210 | 210 | 210 | 0.03 | 005 | 005 | 0.12 @ 0.5
150 | 120 | 90 | 90 | 90 | 020 | 022 @ 025 | 020 & 0.25
C =0.45% C45 1045 170 | 235 185 | 145 | 145 | 145 | 0.12 0.4 | 0.15 | 0.16 | 0.20
320 | 250 | 200 | 200 K 200 | 0.03 | 005 | 005 | 0.12 0.5
130 | 100 | 80 80 | 80 | 020 022 | 025 | 0.18 | 0.23
A pely 42CrMo4 4140 180 | 195 | 155 | 120 | 120 | 120 | 0.12 | 0.14 0.5 | 0.14 | 0.18
Low alloy ardened
ol 260 | 210 | 160 | 160 | 160 | 0.03 | 0.05 | 005 | 0.10 = 0.13
5% | Hardened 80 | 60 | 50 | 50 | 50 | 020 | 022 | 025 | 0.18 @ 023
and - 4145 350 | 115 | 90 | 75 | 75 75 | 012 | 0.4 | 0.15 | 0.14 0.18
tempered 150 | 120 | 100 | 100 | 100 | 0.03 | 005 & 005 | 0.10 | 0.13
100 | 80 | 60 60 | 60 | 020 022 | 020 | 0.18 & 0.23
Annealed - D2 200 | 150 | 120 | 90 | 90 | 90 | 012 | 0.4 | 012 | 014  0.18
“'gs't‘ei'l'w 200 | 160 | 120 | 120 120 | 0.03 | 005 @ 003 | 010 @ 0.13
o 80 | 60 | 50 | 50 | 50 | 020 | 022 | 020 | 0.18 @ 023
<5% Hardened
tool steel | X40CTMoV-1 H13 352 | 120 | 95 | 75 | 75 75 | 012 | 0.4 | 012 | 014  0.18
160 | 130 | 100 100 | 100 | 003 | 005 | 003 | 0.10  0.13
- 100 | - 80 | 80 | 0.15 | 015 | 0.18 | 0.18 | 0.23
X5CrNi18-9 304 |160~180| - 145 | - | 115 | 115 | 0.09 @ 0.9 | 0.13 | 0.14 | 0.18
. ) - 190 | - | 150 150 | 003 | 003 | 008 | 0.10 | 0.13
M Austenite series
- | 100 | - 80 | 80 | 0.15 0.145 | 0.18 | 0.18 | 0.23
X5CrNiMo17-12-2| 316 |160~180| - | 145 | - | 115 115 | 0.09 0.09 | 0.3 | 0.14  0.18
- 190 | - | 150 150 | 0.03 | 003 | 008 | 0.10 @ 0.13
) - - - 1100 | - | 025 | 025 | 025 | 0.18 | 0.23
izl 150 No2sB = <212 | - - - 150 - [ 017 | 017 | 015 | 014 | 0.8
strength
Gray cast - - - 20| - | 009 009 | 005 | 010 | 0.13
iron i | . X X - 80 - | 025 | 025 | 025 | 018 | 023
igh tensile 250 035 <248 B B B B
strength 20 NOE0B o7 125 047 017 | 015 | 0.14 | 0.18
- - - 170 | - | 009 | 009 | 005 | 0.10 | 0.13
- - - 70 - | 025 | 025 | 025 | 020 025
Ferritic 500-7 65-45-12  170~241| - s - 105 | - | 047 047 | 045 | 0.16 | 0.20
- - - 140 | - | 009 009 | 005 | 012 @ 0.15
) - - - 50 - | 025 | 025 | 025 | 020 025
Ductile | b2 ritic 600-3 80-55-06 | 192~269| - . . 80 - | 047 | 047 | 015 | 0.16 | 020
cast iron
- - - 110 - | 009 009 | 005 | 012 @ 0.15
- - - 50 - | 020 | 022 020 | 020 | 025
Martensitic 700-2 100-70-03 |229~302| - - - 80 - | 012 | 014 | 012 | 0.16 | 020
- - - 110 | - | 003 005 | 003 | 012 0.5
- - - 20 - | 010 | 010 | 012 | 013 | 0.16
- - 200 - - - 35 - | 006 | 006 | 010 | 0.1 | 0.14
- - - 50 - | 003 | 003 | 008 | 009 | 012
Inconel
- - - 20 - | 010 | 010 | 012 | 013 | 0.16
- - ggg - - - 35 - | 006 | 006 | 010 | 0.1 | 0.14
- - - 50 - | 003 | 003 | 008 | 009 | 012
- - - 60 - | 010 | 010 | 018 | 018 | 020
- - 3400 5 5 2 80 - | 006 | 006 | 013 | 0.14 | 0.18
e - - - 100 | - | 003 003 | 008 | 010  0.16
Titanium alloy
- - - 30 - | 010 | 010 | 018 | 018 | 020
- - 950 2 5 - 45 - | 006 | 006 | 013 | 0.14 | 0.18
- - - 60 - | 003 | 003 | 008 | 010 0.16
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Technical Information for MGT Plus /MGT C

2 MGT Plus / MGT Applicable inserts

% AN =7°
5 Coated Dimension (mm)
.g Picture Designation 82338 3 Geometry
s S98 38 cw RE INSL BW
3 O 0O OO O
Z Zaaa
PGMN 200-02-MM o o o o o 2.00 0.2 16 1.6
PGMN-MM 300-04-MM o o o o o 3.00 0.4 21 2.35 B

GO 1
400-04-MM o o o o o 4.00 0.4 21 3.3 RE

INSL

= 500-08-MM e e o e 500 0.8 26 4.1 D@

600-08-MM o o e o 6.00 0.8 26 5.0
800-08-MM o o e o 8.00 0.8 31 6.0
PGMN 150-015-GM e o 0o o o 1.50 0.15 16 1.2
PGMN-GM o

200-02-GM e e 0 0 0 200 0.2 16 1.6 CW;D::D

250-02-GM e o o o o 2.50 0.2 18.5 2.0 NSt
300-03-GM e e e o o 300 0.3 21 235 B&g g;

400-03-GM e o o o o 400 0.3 21 33
PRMN 200-RM e o000 20 10 16 16
:;g_n PRMN-RM 300-RM ® o o 00 300 15 21 235 Cw;]:w:[o
s 400-RM e o o 0o o 400 2.0 21 33 = M
g 500-RM e e e 50 25 2 41 \2
§ 600-RM o o 6.00 30 26 50
800-RM o o 8.00 40 31 6.0

®: Stock item

Multi functional tool @ 45



C Technical Information for MGT

D Geometry of chip breaker

MG M(G)N-M - Specially designed chip breaker allows a m - Specially designed chip breaker m + Full radius geometry for applications m

smoother chip flow versus conventional allows narrower chips to that require profiing
flat-top geometries through the use of a promote better chip flow - Available for relief machining
central chip breaker - Specifically designed for
- Specially placed convex dots assists with grooving applications
chip control in external machining, fora
smoother chip flow
- Chip breaker designed for turning &
grooving applications - Specially designed chip breaker

allows narrower chips to promote

. . ) " ) - better chip flow
m - Specially designed high positive M - Sharply designed cutting edge. MGMR-PT - Stronger cutting edge with a - Chip breaker specially designed

geometry, ideal for machining - Recommended in machining negative land for tougher
! L for face groovin:
aluminum low carbon steel and stainless applications groovng
- The chip breaker's super buffed, high steel - Able to machine at high feed rate
rake angle allows optimal chip flow of - Specially designed chip and bar stock
aluminum breaker allows narrower chips - Chip breaker design helps narrows
to promote better chip flow. chips for better flow
- Able to machine Feed rates

and small diameter cutting

MGMN-L - Sharp cutting edge m - Strong cutting edge MGM N-T - For tuming & grooving m

- Low cutting resistance - For high feed rate machining - Reduced chip width & smooth
- For auto CNC machine chip control by dot designed on
the top corner

- For small diameter

- Smooth chip flow
- Prevent built-up edge
face grooving
) Parting off (MGMN / MGMR/L)
Cutting Speed (vc = m/min) Feed (fn = mm/rev)
Workpiece CvD PVD Uncoated Cutting width (mm)
NC3120 NC3030 | NCM325  NC5330 | PC8110 A PC5300 | PC6510 = ST30A 2 3 4 5 6
sMOCc 80~180 80~180 80~180 0.02~0.15 | 0.03~0.20 | 0.08~0.30 | 0.10~0.40 | 0.12~0.50
SCM 70~150 | 70~150 | 70~150 | 70~150 70~150 0.02~0.15 | 0.03~0.20 | 0.08~0.30 | 0.10~0.40 | 0.12~0.50
GC/GCD 50~100 50~100 | 50~100 | 0.05~0.12 | 0.10~0.25 | 0.10~0.30 | 0.10~0.35 | 0.10~0.40
STS 50~120 | 50~120 | 50~120 | 60~140 0.02~0.10 | 0.03~0.15 | 0.08~0.25 | 0.10~0.35 | 0.12~0.40
Non-ferrous metal
(Al, Copper) 200~450 | 0.05~0.10 | 0.05~0.20 | 0.05~0.25 | 0.05~0.30 | 0.05~0.35
9 Facing (FGD / FGM / FMM / MFMN / MGMN)
Cutting Speed (vc = m/min) Feed (fn = mm/rev)
Workpiece CVvD PVD Uncoated Cutting width (mm)
NC6310 NC3030 NC5330 NC3120 PC215K PC8110/ PC5300 Ho1 3 4 5
smMOClc 100~160 100~160 0.05~0.10 | 0.05~0.12 | 0.05~0.15
SCM 50~130 50~130 50~130 0.05~0.10 | 0.05~0.12 | 0.05~0.15
GC/GCD 120~150 120~150 120~150 0.05~0.10 | 0.05~0.12 | 0.05~0.15
STS 60~150 60~150 0.05~0.10 | 0.05~0.12 | 0.05~0.15
Non-ferrous metal
(Al, Copper) 200~800 | 0.05~0.15 | 0.08~0.15 | 0.08~0.15

) Grooving, Turning (MGMN / MRMN)

Cutting Speed (vc = m/min) Feed (fn = mm/rev)
Workpiece CvD PVD Cermet Uncoated Cutting width (mm)
NC3120 NC3030 NC5330 PC215K | PC5300 | CN2500 ST30A = ST20 | 0.5-1.0 | 1.0~2.0  2-3 3-4 4~5 6~8

sMOC | 80~200 80~200 80~180 | 80~120 80~120 |0.03~0.08|0.04~0.09 | 0.05~0.1 |0.05~0.12 | 0.05~0.15 | 0.05~0.2
SCM 80~180 | 80~180 | 80~180 80~160 | 80~120 | 80~120 | 80~120 |0.03~0.07 | 0.04~0.08 |0.05~0.08  0.05-0.1 | 0.05-0.12 | 0.05~0.15
GC/GCD 60~130 60~130 0.03-0.07 | 0.04~0.08 | 0.05-0.08 | 0.05~0.1 |0.05~0.10| 0.05~0.12
STS 60~100 | 60~100 60~100 0.03-0.08 | 0.04~0.09 | 0.05~0.10 | 0.05~0.12 | 0.05~0.12 | 0.05~0.15
"°’(‘Aff’é‘;';;g:fta' 150~300 150~400 0.05~0.12 | 0.05~0.15 | 0.05~0.15 | 0.08~0.15 | 0.08~0.15 | 0.10~0.20
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MGT C

D Applicable insert
§ Coated Uncoated Dimensions (mm)
® i X X owoowooo . i
% Picture Designation g & § § § § g § _lssclew | re | Bw |insL| AN [HAND Configuration
< 222288 Re 2
. MFMN 300 o 30 3 02 2 18 12 N N
MFMN CW;D::@
INSL
0oy
300-02-M 30 3 02 23 21 7 N
300-04-M 30 3 04 235 20 7 N
300-08-M 30 3 08 235 21 7 N
400-02-M 0 4 02 33 21 7 N
g 400-04-M 40 4 04 235 21 7 N o
= MGGN-M 400-08-M 40 4 08 235 21 7 N cng::D
= 500-02-M 50 5 02 41 26 7 N Be -
g 500-04-M 50 5 04 235 26 7 N —
g 500-08-M 50 5 08 235 26 7 N B A@
& 600-02-M 60 6 02 5 26 7 N
600-04-M 60 6 04 235 26 7 N
600-08-M 60 6 08 235 26 7 N
MGMN 150-G B e o 15 15 015 12 16 7 N
200-G oo e o e |20 2 02 16 16 7 N o
MGMN-G 250-G ° e o 25 25 02 2 185 7 N cwf 1]
300-G o000 o o 30 3 03 235 21 7 N = -
400-G o o o o 40 4 03 33 20 7 N
500-G 50 5 05 41 26 7 N B A@
600-G 60 6 08 5 26 7 N
MGMN 200-M eeee o o e 20 2 02 16 16 7 N
250-M co e e o 25 25 02 2 185 7 N
300-02-M o 30 3 02 23 20 7 N
g 300-M eeeo0ec0ee o 3 3 04 23 21 7 N »
= MGMN-M 350-03-M 0 4 03 29 21 7 N ;DJ::ED
~ 400-02-M 40 4 02 33 21 7 N 3
2 400-M eeeceeee o | 40 4 04 33 20 7 N -
g 500-04-M o 50 5 04 41 26 7 N Q A@
& 500-M o ° 50 5 08 41 26 7 N
600-M ceo0 00 60 6 08 5 26 7 N
800-M o 80 8 08 6 31 7 N
MGMN 200-02-L 20 2 02 16 16 7 N
200-04-L 20 2 04 16 16 7 N
250-02-L 25 25 02 2 185 7 N
300-02-L D 30 3 02 23 20 7 N
300-04-L 30 3 04 235 20 7 N o
MGMN-L 400-02-L o 0 4 02 33 21 7 N cw;@::[g
400-04-L 0 4 04 33 20 7 N fe -
500-03-L 50 5 03 41 26 7 N ]
500-04-L B 50 5 04 41 26 7 N E A@

o : Stock item
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C MGT

D Applicable insert
_E Coated Uncoated Dimensions (mm)
E Picture Designation ,8_ 5 § § E § § § Configuration
5 §§§§§§§§§§ SSC | CW RE | BW |INSL| AN HAND
MGMN 150-015-R 15 15 015 12 16 7 N
200-02-R 20 2 02 16 16 7 N
200-04-R 20 2 04 16 16 7 N
250-02-R 25 25 02 2 185 7 N
300-02-R ° ° 30 3 02 23 20 7 N
5 300-04-R 30 3 04 23 21 7 N
2 400-02-R ° ° 40 4 02 33 20 7 N _ o
MGMN-R 400-04-R 40 4 04 33 20 7 N Cbgzjg
500-04-R ° ° 50 5 04 41 26 7 N mt
= 500-08-R 50 5 08 41 26 7 N @
: 600-04-R 60 6 04 5 26 7 N B "
600-08-R 60 6 08 5 26 7 N
MGMN 150-015-T 15 15 015 12 16 7 N
200-T 20 2 02 16 16 7 N
. 300-T ° ° 30 3 04 23 20 7 N
g 400-T o ° 40 4 04 33 20 7 N _ Bu
4 MGMN-T 500-04-T 50 5 o4 41 2 7 n | oL Il
= 500-T o 50 5 08 41 26 7 N nsL
2 600-08-T 60 6 08 5 26 7 N |
g B AN
O
MGGN 300-02-A 30 3 02 23 21 7 N
300-04-A 30 3 04 23 20 7 N
300-08-A 30 3 08 23 21 7 N
400-02-A 40 4 02 33 20 7 N
400-04-A 40 4 04 33 21 7 N B
MGGN-A 400-08-A 0 4 08 33 21 7 N °WR9:]::D
500-02-A 50 5 02 41 26 7 N L
500-04-A 50 5 04 41 26 7 N ﬁ
500-08-A 50 5 08 41 26 7 N A

e Stock item
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MGT C

D Applicable insert
§ Coated Uncoated Dimensions (mm)
E Picture Designation QLII238883 Configuration
= & "M &0 D00 & — 1w SSC CW PSIRL PSIRR| RE |INSL| BW | AN |HAND g
o [SRSHONSNSNOINSNSIN-Ir-1
< ZZZZZaoaoaT T
MGMR 300-6D-PS 30 3 - 6 02 21223 7 R
300-8D-PS 30 3 - 8 02 21223 7 R
MGMR-PS 300-15D-PS 30 3 - 15 02 21223 7 R
400-4D-PS 40 4 - 4 03 212 33 7 R
500-4D-PS 50 5 - 4 03 262 41 7 R
RE
2 PSIRR INSL
MGML 300-6D-PS 30 3 6 - 02 21223 7 L :
300-8D-PS 30 3 8 - 02 21223 7 L Q
MGML-PS 300-15D-PS 30 3 15 - 02 21223 7 L A
400-4D-PS 40 4 4 - 03 212 33 7 L
500-4D-PS 50 5 4 - 03 262 41 7 L
MGMR 200-6D-PT ° 20 2 - 6 02 162 16 7 R
300-6D-PT 30 3 - 6 02 21223 7 R
MGMR-PT 300-8D-PT | o 30 3 - 8 02 212235 7 R
300-15D-PT 30 3 - 15 02 21223 7 R
400-4D-PT 40 4 - 4 03 212 33 7 R
500-4D-PT 50 5 - 4 03 262 41 7 R e »
£ @::D
o
= PSIRR
'g MGML 200-6D-PT 20 2 6 - 02 162 16 7 L F*‘
o 300-6D-PT ° 30 3 6 - 02 21223 7 L Q
MGML-PT 300-8D-PT 30 3 8 - 02 21223 7 L m
300-15D-PT 30 3 15 - 02 21223 7 L
400-4D-PT 40 4 4 - 03 212 33 7 L
500-4D-PT 50 5 4 - 03 262 41 7 L
MRGN 300-A 30 3 - - 15 21 235 7 N
400-A ° 40 4 - - 2 20 33 7 N
500-A 50 5 - - 25 26 41 7 N
600-A ° 60 6 - - 3 2 5 12 N oW
CW.
MRGN-A 800-A e |80 8 - - 4 31 6 12 N ;jﬂ::@
‘ INSL
U EDj
MRMN 200-M ) ° 20 2 - - 1 16 16 7 N
300-M o000 o o 30 3 - - 15 21 235 7 N
400-M eeooe ° 0 4 - - 2 20 33 7 N
> 500-M ° ° 50 5 - - 25 26 41 7 N
c BW
£ 600-M D) 60 6 - - 3 26 5 7 N
il MRMN-M 800-M oo o & - - 4 a1 6 7 | "L =
o
o INSL
£
9-gmmy
i
[+

o : Stock item
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C MGT Plus /MGT

For grooving, turning, parting off, relief, Profiling machining
MGEHR/L )

WF BI

LH

LF

- * R type holder
PGMN MGMN MGMR HFT# Hl
PRMN MGGN MRMN
MRGN
(mm)
Stock Screw Wrench
Designation Al CDX LH LF WF HF  HBH B H HAND | Applicable insert W /\
MGEHR/L 1616-1.5 o/e| 14 365 100 162 16 - 16 16 RL
2020-1.5 o|e| 14 365 125 202 20 - 20 20 RL &%“,(';f\ﬂ%%%ﬂ LTX0514  TW20L
2525-1.5 o o 14 365 150 252 25 - 25 25 RL
1212-2 o 14 32 100 1225 12 - 12 12 RL |PGMN200-0-0
1616-2 oo 14 365 100 1625 16 - 16 16 RL fARGh:ANszo&% HAOST2  HWAOL
2020-2 oo 14 365 125 2025 20 - 20 20 RL | yaMN200-M
2525-2 e e 14 365 150 2525 25 - 25 25 R/L | MGMR200-0-000
1616-2.5 oo 16 39 100 163 16 - 16 16 RL | pGMN250--0]
2020-2.5 oo 16 39 125 203 20 - 20 20 RL |MGMN250-G MHAO512  HW40L
2525-2.5 e e 16 39 150 253 25 . 25 25 RL |MGMN250-M
1616-3 oo 18 415 100 1635 16 - 16 16 RL
2020-3-T10 . 10 415 125 2035 20 - 20 20 AL Egmmggggﬂ
2020-3 o 18 415 125 2035 20 - 20 20 RL | MGMN300-MT
2525-3-T10 o 10 415 150 254 25 - 25 25 RL |MGGN300-OOM
2525-3 e e 18 415 150 2535 25 - 25 25 RL mgmgggg’w
3232-3-T10 10 415 170 3235 s - s s AL | Aot
3232-3 oo 18 415 170 324 32 - 32 32 RL
2020-4-T10 ° 10 415 125 204 20 2 20 20 R |PGMN400-I]
2020-4 o|e| 18 415 125 204 20 ; 20 20 R/L |PRMN400-O
2525-4-T10 oo 10 415 150 254 25 ) 25 25 RIL mg’\a"mgg'gg y
2525-4 ° 18 415 150 254 25 - 25 25 RL | jAVMNAOOM
3232-4-T10 10 415 170 324 32 - 32 32 RL |MGMR400-0C-O0
3232-4 oo 18 415 170 324 32 - 32 32 RL |MGMN400-OJ-L/R
2020-5-T15 15 465 150 205 20 - 20 20 RL |PGMNS00-C1-]
2020-5 oo 23 465 150 205 20 - 20 20 R/L |PRMN500-0
2525-5-T15 15 405 150 255 25 - 25 25 RL mggsggg'gg y
2525-5 oo 23 465 150 255 25 - 25 25 RL | yRMNSOOM
3232-5-T15 15 465 150 325 32 - 32 32 RL |MGMR500-00-000
3232-5 e e 23 465 170 325 32 - 32 32 R/L | MGMN500-00-L/R | BHA0OB16  HW50L
2020-6-T15 15 465 125 2055 20 - 20 20 RL
2020-6 o|e| 23 465 125 206 20 . 20 20 RL |PGMNe0o-O-O
25256-T15 15 465 150 2555 25 - 25 25 RL &%“&Nl\?g&%
2525-6 oo 23 465 150 2555 25 - 25 25 RL | uGGNeooOOM
3232-6-T15 15 46,5 150 3255 32 - 32 32 R/L | MRMN600-M
3232-6 o|e| 23 465 170 326 32 - 322 32 RL
2525-8-T15 o 15 515 150 261 25 - 25 25 RL | pGuNg0o0]
2525-8 e o 28 515 150 26.1 25 - 25 25 R/L | PRMN80O-[]
3232-8-T15 16 515 170 331 32 - 32 32 RL |MRMNS0O-M
3232-8 e e 28 515 170 331 32 - 32 32 RL |MGMN8OO-M
2525-6A-T15 15 465 150 2555 25 - 25 25 RIL
2525-6A o 23 465 150 2555 25 - 25 25 RL | oo
3232-6A-T15 15 465 170 3255 32 - 32 32 RL
3232-6A 23 465 170 3255 32 - 32 32 RL
2525-8A-T15 o 16 515 150 261 25 - 25 25 RL
2525-8A e/e| 28 515 150 261 25 - 25 25 RL |
3232-8A-T15 15 515 170 331 32 - 32 32 RL
3232-8A 28 515 170 331 32 - 32 32 RL
%) Applicable inserts C45 ~ C49 e : Stock item
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MGT Plus /MGT C

MGEUR/L For relief, Profiling machining

WF B
(04
45° CDX
LH
LF
45°
) T * R type holder
PRMN MGMN e H
MGGN
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF B H HAND | Applicable insert
g ~n PP @W e
MGEUR/L 2020-3 o 3 39.5 125 23 20 20 20 R/L PRIMN300
-0
o 8 ;
2525-3 39.5 150 28 25 25 25 R/L MRMN300-M
3232-3 3 39.5 170 35 32 32 32 R/L
2020-4 3 39.5 125 23 20 20 20 R/L PRV
400-0
2525-4 o . 1 2 2 2 2 R/L
525 3 39.5 50 8 5 5 5 / MRMN400-M
3232-4 3 39.5 170 35 32 32 32 R/L
2020-5 4 40 125 24 20 20 20 R/L S
500-0]
H °o o 4
2525-5 4 150 29 25 25 25 R/L MRMNS00-M
3232-5 4 40 170 36 32 32 32 R/L
BHA0616  HW50L
2020-6 4 40 125 24 20 20 20 R/L PRIIN
600-]
2525- 4 40 150 2 25 25 25 R
525-6 o L MRMN600-M
3232-6 o o 4 40 170 36 32 32 32 R/L
2525-8 5 39.5 150 30 25 25 25 R/L PRMNS800-[]
3232-8 5 45 170 37 32 32 32 R/L MRMN800-M
2525-6A 4 40 150 29 25 25 25 R/L
MRGNG600-A
3232-6A 4 40 170 36 32 32 32 R/L
2525-8A 5 45 150 30 25 25 25 R/L
MRGNB800-A
3232-8A 5 45 170 37 32 32 32 R/L
2 Applicable inserts C45 ~ C49 e : Stock item
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C MGT Plus /MGT

MG EVR/L For grooving, turning, Profiling machining
WF Blﬁ 4‘1

CDX

LH

LF

* R type holder
PGMN MGMN  MGGN % g ;
PRMN MRMN MRGN
(mm)
Stock Wrench
Designation CDX LH LF WF HF HBH B H DAXIN HAND| Applicable insert o~
R L
MGEVR/L 2020-1.5 ° 3 28 125 235 20 - 20 20 8 RL
- PGMN150-01-01
2525-1.5 3 28 150 285 25 25 25 8 RL | Au0 ol LTX0514  TW20L
3232-1.5 3 28 170 35 32 - 32 32 8 RL
2020-2 ° 35 28 125 235 20 - 20 20 65 R/L | PGMN200-0-O0
PRMN200-C]
25252 35 28 150 285 25 - 25 25 65 RL | oot
3232-2 35 28 170 355 32 - 32 32 65 RL | MGMN200-G
2020-2.5 4 28 125 248 20 - 20 20 65 RL | pguneso0
252525 4 28 150 298 25 - 25 25 65 R/L | MGMN250-M
3232-2.5 4 28 170 368 32 - 32 32 65 RL | MGMN250-G
2020-3 o/e| 5 28 125 255 20 - 20 20 75 R/ |PGMN300-O-O
PRMN300-0J
MGMN300-M/T
2525-3 e e/ 5 28 150 305 25 - 25 25 75 RL|dos it
MRMN300-M
3232-3 5 28 170 875 3 - 32 32 75 RL | yGMN300.00LR
2020-4 ° 5 28 125 255 20 - 20 20 70 R/ |PGMN40O-O-OI
PRMN400-J
MGMN400-M/T
2525-4 . 5 28 150 805 25 - 25 25 70 RL | deierto
MRMN400-M
3232-4 5 28 170 875 32 - 32 32 70 RL | yGMN400-L0-LR
2020-5 7 3 125 27 20 - 20 =20 75 R/L |PGMNs0O-O-O BHA0B16  HWSOL
PRMN500-C]
MGMNS500-M/T
2525-5 7 305 150 82 25 - 25 25 75 RL | dailonto
MRMN500-M
32325 7 3 170 39 3 - 32 3 75 RL | yGMN500.L0LR
2020-6 7 305 150 305 20 - 20 20 70 RL | pPGMNGOO-CI-(]
PRMNG00-CJ
2525-6 7 3 150 32 25 - 25 25 70 R/L | MGMNGOO-M
MGGN600-00-M
3232-6 7 305 170 39 32 - 32 32 70 RL | MRMN600-M
PGMN800-01-01
. 1 1 4 2 .
2525-8 9 3 50 3 5 25 25 50 AL | ool
MRMNBS00-M
3232-8 9 31 170 41 32 - 32 32 50 PBL | \GuNsooM
2525-6A 7 30 15 3 25 - 25 25 70 RL
MRGNG0O-A
3232-6A 7 3 170 39 32 - 32 32 70 RL
2525-8A 9 30 150 34 25 - 25 25 45 RL
MRGNS00-A
3232-8A 9 3 170 41 32 - 32 32 45 RL
9 Applicable inserts €45 ~ C49 o : Stock item
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MGT Plus /MGT C

MGIUR/L For relief, Profiling machining
7’X(7 77777777777777777777777777 DCON-MS W

45;7 cox )
OHN
OHX
LF

A
‘ 45°
,,,,,,,,,,,,,,,,,,,,,,,,,,, H * R type holder
PRMN MRMN : ‘?[ l
MRGN
(mm)
Stock . Wrench
Designation CDX DMIN OHN LF WF H DCONMS HAND Applicable o~
RIL insert
MGIUR/L 3520-3 3.5 35 45 150 13 18 20 R/L
PRMN300-J
4025-3 o 315 40 45 200 15.5 23 25 R/L MRMN300-M
5032-3 3.5 50 65 250 19 30 32 R/L
MHA0512 HW40L
3520-4 3.5 35 45 150 13 18 20 R/L
PRMN400-]
- °
4025-4 3.5 40 45 200 15.5 23 25 R/L MRMN400-M
50324 o 3.5 50 65 250 19 30 32 R/L
4025-5 3.5 40 45 200 15.5 23 25 R/L | PRMN500-[] BHA0616
5032-5 o 3.5 50 65 250 19 30 32 R/L MRMN500-M BHA0620
4025-6 3.5 40 45 200 15.5 23 25 R/L | PRMNG0O-[] BHA0616
5032-6 ° 35 50 65 250 19 30 32 R/L | MRMNG0O-M | BHA0620
4025-8 6.5 40 45 200 15.5 23 25 R/L | PRMNS00-] BHA0616
HW50L
5032-8 o 6.5 50 65 250 22 30 32 R/L MRMN800-M BHA0620
4025-6A 4.5 40 45 200 15.5 23 25 RIL BHA0616
MRGN600-A
5032-6A 5.25 50 65 250 19 30 32 R/L BHA0620
4025-8A 7.5 40 45 200 18.5 23 25 R/L BHA0616
MRGNB800-A
5032-8A 8 50 65 250 22 30 32 R/L BHA0620
2 Applicable inserts C45 ~ C49 e : Stock item
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C MGT Plus /MGT

MG IVR/L For grooving, turning, Profiling machining
[ w

CcDX v =

LF

* R type holder
T Y
PGMN MGMN  MRMN e —— ﬁfj
PRMN MGGN  MRGN
(mm)
Designati Stock CDX DMIN OHN LF WF H DCON-MS HAND | Applicable i - s
esignation alL - pplicable insert W /\
MGIVR/L 2016-1.5 35 20 35 125 113 15 16 RIL MHB0310 HW25L
2520-1.5 35 25 45 150 131 18 20 pL | POMN1SOLID
MGMN150-G MHA0512  HW40L
2925-1.5 35 29 45 200 162 23 25 RIL
2016-2 oo 45 20 35 125 1195 15 16 RIL | PGMN200-0-0 MHB0310 HW25L
PRMN200-00-01 —
2520-2 o o 45 25 45 150 14 18 20 RL | MGMN200-G
MGMN200-M MHA0512  HW40L
2925-2 e o 45 29 45 200 16.5 23 25 R/L | MRMN200-M
2016-2.5 ° 45 20 35 125 125 15 16 RL | paMN2so00 MHB0310 HW25L
2520-2.5 45 25 45 150 151 18 20 RL | MGMN250-G MHAGS12 HWAOL
2925-2.5 45 29 45 200 1725 23 25 RL | MGMN250-M
2520-3 e o 5 25 45 150 156 18 20 RIL
2520-3-T7 o 25 493 150 165 18 20 RIL Egmggg'gg
3125-3 e o 6 31 45 200 189 23 25 RIL | MGMN300-M/G/T
3125-3-T10 ° 10 31 45 200 189 23 25 RIL MESHSOOHD»M
300-
3732-3 oo & 37 65 250 215 30 32 RL | MGMN300-O0-UR
3732-3-T12 ° 12 37 65 250 215 30 32 RIL MHAGST2 HWaoL
2520-4 oo 25 45 150 156 18 20 RIL
PGMN400-01-01
2520-4-T7 ° 25 45 150 15 1 2 RIL
520 56 8 0 | bRMN400-CL0
3125-4 ° 3il 45 200 189 23 25 RIL | MGMN400-M/G/T
3125-4-T10 ° 10 31 45 200 19 23 25 RIL mg'\GMZMOO-ﬂD»M
400-
37324 ° 6 37 65 250 215 30 32 RIL | MGMN40O-CC-LR
3732-4-T12 ° 12 37 65 250 215 30 32 RIL
PGMN500-01-0]
3125-5 ° 8 31 45 200 194 23 25 RL | PRVMN500-0-0] BHA0616
MGMNS500-M/G/T
MGGN500-000-M
3732-5 ° 8 37 65 250 215 30 32 RIL | MBRMN500-M BHA0620
MGMNS500-00-L/R
PGMN600-01-01
. 30 1 4 2 !
3125-6 8 3 5 00 19.4 23 25 RIL | bevNG00.G. BHA0616
MGMN600-MG
MGGN600-0I0-M
3732-6 ° 8 37 65 250 215 30 32 RIL | vAMINGOO-M HW50L
3732-8 ° 10 37 65 250 234 30 32 R/L | PGMN80OO-CO-O BHA0620
PRMN800-0-0J
MRMN800-M
4540-8 . 10 45 70 300 272 37 40 RL | MGMN80O-M
3125-6A 84 31 45 200 194 23 25 RIL BHA0616
MRGNG00-A —
3732-6A 85 37 65 250 215 30 32 RIL
3732-8A 104 37 65 250 234 30 32 RIL BHA0620
MRGN800-A
4540-8A 102 45 70 300 272 37 40 RIL
29 Applicable inserts €45 ~ C49 e : Stock item
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MGT Plus /MGT C

MGFHR/L

DAXIN
DAXX

For face grooving machining

WF
CDX

| |

LF L 1
A - * R type holder
PGMN MFMN ( HFI '
PRMN MGMN
(mm)
Stock Screw Wrench
Designation CDX DAXIN DAXX LF WF HF B H HAND| Applicable insert
g an PP o
MGFHR/L 325-24/35-T10 ° 10 24 35 150 256 25 25 25 RL
29/40-T10 ° 10 29 40 150 256 25 25 25 RL
34/50-T10 ° 10 34 50 150 256 25 25 25 R/L | PGMN300-C-]
44/70-T10 ° 10 44 70 150 256 25 25 25 RIL PRMN300-0
64/99-T10 ° 10 64 99 150 256 25 25 25 RL MFMN300 BHA0616 HW50L
425-42/63-T15 ° 15 42 63 150 256 25 25 25 R
PGMN400-[1-[]
X ° 1 2 12 .
62/120-T15 5 6 0 150 256 25 25 25 RIL PRMNA0OT]
MGMN400-M/T
112/200-T15 | ® 15 112 200 150 256 25 25 25 RL | \cvNa00 LR
2 Applicable inserts C45 ~ C49 e : Stock item
MGFVR/L For face grooving machining
DAXIN
DAXX e B
coox} B
H
LF
=\ * R type holder
PGMN MFMN e J Ny
PRMN MGMN
(mm)
Stock Screw Wrench
Designation CDX DAXIN DAXX LF WF HF B H HAND | Applicable insert
9 R L PP o 7
MGFVR/L 325-24/35-T10 ° 10 24 35 150 36 25 25 25 RL
29/40-T10 ° 10 29 40 150 36 25 25 25 RL | pgyunsooiO
34/50-T10 ° 10 34 50 150 36 25 25 25 RL PRMN300-[] MHA0512 HWA40L
44/70-T10 | e 10 44 70 150 36 25 25 25 RL MFMN300
64/99-T10 ° 10 64 99 150 36 25 25 25 RL
425-44/60-T15 ° 15 44 60 150 41 25 25 25 R/ | PGMN400-C1-0]
PRMN400-[]
60/120-T15 | e 15 60 120 150 41 25 25 25 RL MGMN4goNyT | BHA0BTS  HWSOL
112/200-T15 | ® 15 112 200 150 41 25 25 25 R/ | MGMN40O-CIC-L/R

2 Applicable inserts C45 ~ C49
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C Technical Information for KGT/MGT Cartridges

KGT/MGT Cartridges

) Features

- Compatible and economical due to divided cartridge & Stable Assembly thanks to double screw & clamp
exclusive holder system from existing single body system
- Interchangeable cartridge
- Various assembly depends on working style
- Reduce cutting tool costs by over 30%
- Setting with upper clamp & side screw

- Strong & stable setting force
- Simultaneous assembly of insert & cartridge
- Easy assembly & tool exchange Simple & Strong Setting

- Stable assembly system
- Simple & superior setting force

D) Code system
* Holder

KC H 25 25
! ! ! ! !

System Code Holder Style Hand Height (mm) Width (mm)
KC: KGT-Cartridge System H: Horizontal
MC: MGT-Cartridge System V: Vertical
Horizontal type Vertical type
MCHR MCHL MCVR MCVL
Available S «External process: :KCER/MCER «External process: KCEL/MCEL «External process: KCEL/MCEL «External process: KCER/MCER
cartridge + Facing process: KCFLMCFL « Facing process: KCFRIMCFR +Facing process: KCFR/MCFR + Facing process: KCFLMCFL
e Cartridge

KC F R/L 3 24/35 T16
! ! ! ! ! !

System Code Working Style Hand Cutting Width Facing Dia Maximum Depth
KC: KGT-Cartridge System E: External Process (mm) (min/max) (mm)
MC: MGT-Cartridge System F: Facing Process
External Process Facing Process
KCER / MCER KCER / MCER KCFR / MCFR KCFL / MCFL
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KGT/MGT Cartridges C

MCH R/L (Holder) For grooving, turning, parting off, relief, Profiling machining

18

WF

LF

KCER/L MCER/L MGMN
KCFR/L MCFR/  MFMN

* R type holder

(mm)

Hinge Screw Clamping Screw ~ Wrench

P

. Clamp
Designation LF WF HF B H HBH HAND| Applicable

R L Cartridge

MCHR/L 2020 e e 150 207 20 20 20 12 RIL KCER/L

2525 e o 150 257 25 25 25 7 R/L hKAgEE//LL CXH8N DHAO0818F RHA0613 FHGA0618 HW40L
3232 e o 170 327 32 32 32 0 R/L MCFR/L
29 Applicable cartridge €58 ~ C59 e : Stock item

MCVR/L (Holder) For face grooving, turning machining

DAXX WE

CDXJ

LF

KCER/L MCER/L
KCFR/L MCFR/L

* Rtype holder
(mm)
Desi . Stock Applicable Clamp Hinge Screw Clamping Screw ~ Wrench
esignation =N LF WF HF B H HBH HAND Cartridge /\
MCVR/L 2020 e o 150 38 20 20 20 12 R/L KCER/L
2525 e o 150 43 25 25 25 7 R/L I\K/IgEFF://IL CXH8N DHA0818F RHA0613 FHGA0618 HWA40L
3232 e o 170 50 32 32 32 0 R/L MCFR/L
2 Applicable cartridge C58 ~ C59 o : Stock item
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C KGT/MGT Cartridges

KCER/L (Cartridge)

For grooving, turning, parting off, relief, Profilingmachining

WFLW wB I

LF

* R type holder

KGMN  KGMR/L
KGGN  KRMN
(mm)
Stock Applicable insert
Designation CDX LF WF wB HF HAND Holder
R|L Width | Designation
KCER/L 3-T16 o o 16 44.5 6.35 5.97 25.83 R/L 3 KGMN
4-T16 o 16 445 6.35 5.97 25.83 R/L 4 KGMR/L MCVR/L
5-T20 LN ] 20 48.5 6.35 5.97 25.83 R/L 5 KGGN MCHR/L
6-T20 o 20 485 6.35 5.82 25.83 RIL 6 KRMN
9 Applicable inserts €28 ~ C30 e : Stock item

KCFR/L (Cartridge)

DAXIN

For face grooving, turning machining

DAXX WF l

ls=C0" s
w !

- * R type holder
1 20
KGMN
KGMI
(mm)
Stock Applicable insert
Designation CDX DAXIN DAXX LF WF wWB HF HAND Holder
RIL Width Designation
KCFR/L  3-34/50-T16 ® o 16 34 50 44.5 6.35 8.35 25.83 R/L 3
44/70-T16 LR 16 44 70 445 6.35 8.35 25.83 R/L 3
64/99-T16 o e 16 64 99 445 6.35 8.35 25.83 R/L 3 Eg::m MCVR/L
4- 44/60-T16 [ BN 16 44 60 44.5 6.35 8.35 25.83 R/L 4 KGGN MCHR/L
60/120-T16 [ BN 16 60 120 445 6.35 8.35 25.83 R/L 4
112/200-T16 [ B 16 112 200 445 6.35 8.35 25.83 R/L 4
9 Applicable inserts €28 ~ C30 o : Stock item
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KGT/MGT Cartridges C

: For grooving, turning, parting off, relief, Profiling machinin
MCERI/L (Cartridge) grooving tuing, aring of rlle,Prfilng machiing
CDX
) 1 —f
I e 1 "y
LF
* R type holder
HF
PGMN MGMN MGMR
PRMN MGGN MRMN
(mm)
Stock Applicable insert
Designation CDX LF WF WB HF HAND Holder
R L Width Designation
MCER/L 3-T16 oo 16 445 6.35 6 25.83 RIL 3 PGMN
PRMN
4-T16 o o 16 445 6.35 5.97 25.83 RIL 4 MGMN MCVRIL
5-T20 oo 20 485 6.35 5.87 25.83 RIL 5 | MGMRL | MCHRL
MGGN
6-T20 20 48.5 6.35 5.82 25.83 RIL 6 MRMN
2 Applicable inserts €45 ~ C49 e : Stock item

MCFR/L (Cartridge) For face grooving, turning machining

DAXIN

|
o W] = we

w .

. * R type holder
17O
PGMN  MFNM
PRMN MGMN
(mm)
Stock Applicable insert
Designation CDX DAXIN DAXX LF WF wB HF HAND Holder
R|IL Width Designation
MCFR/L  3-24/35-T16 ° 16 24 35 44.5 6.35 8 25.83 R/L 3
29/40-T16 16 29 40 44.5 6.35 8 25.83 R/L 3
34/50-T16 16 34 50 445 6.35 8 25.83 R/L 3 MFMN300
44/70-T16 16 44 70 445 6.35 8 25.83 R/L 3 MCVR/L
64/99-T16 16 64 99 445 6.35 8 25.83 R/L 3 MCHR/L
4-44/60-T16 16 44 60 44.5 6.35 7.97 25.83 R/L 4 | PGMN400- I
60/120-T16 o0 16 60 120 44.5 6.35 7.97 25.83 R/L 4 | PRMN400-J
112/200-T16 | e 16 112 200 445 6.35 797 2583 RIL 4 | MGMN400
2 Applicable inserts €45 ~ C49 o : Stock item
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C Technical Information for MGT Aluminum Wheel

MGT for Aluminum Wheel

) Features - Optimally designed inserts for aluminum wheel machining
- Longer tool life when matched with the best grade for application
- Unique clamping mechanism places a strong clamp over the insert
- A variety of insert types for multi application functions

D) Code system
¢ Insert

! ! ! ! !

System Code Tolerance Hand Cutting Edge Width Chip Breaker

MR: Multi Grooving Round shape G: Ground N: Neutral 6 mm, 8 mm A/AM /AP / A5
MV: Multi Grooving V shape

e Holder

R/L
! ! ! ! ! ! ! !

System Code Application Holder Type Hand Shank Size Cutting Width Chip Breaker  Insert Type
MG: Multi Grooving  E: External H: Horizontal R: Right Height: 25 mm 1.5~80mm A/AM/AP /A5 MR : Round
machining V: Vertical L: Left Width: 25 mm MV ;v
I Internal U: Undercut (For internal machining:
machining X: Special Minimum diameter)

D) Various insert types

MRGN type : Full “Round” geometry

MRGN-A (For general) MRGN-A5 (For copying) | MRGN-AM (Medium finishing) MRGN-AP (PCD) MVGN-A (For fine finishing)

High rake angle, Sharp cutting edge Reinforced clamping force For ductile cast iron Improved chip control High rake and relief angle

Improved safety and good
positioning of insert even under
eccentrical cutting load

2 New clamping system

Insert centering 1st powerful clamping

Insert 8
Before tightening After tightening /A(%L\R&
X

Holder

* Reinforcing the clamping force due to radius designed on the top & ¢

bottom side of insert and convex “DOT” on the top of insert
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MGT for Aluminum Wheel C

D Applicable inserts
S Coated | Uncoated Dimensions (mm)
§ Picture Designation Configuration Page
S DP150) G10 | SSC | CW | RE | BW | INSL | AN |HAND
<
MVGN 8N-A-R1.2 80 8 1.2 6 30 7 N C46
8N-A-R1.6 80 8 1.6 6 30 7 N

MVGN e D

MRGN 6N-A [ 60 6 3 5 26 12 N C45
6N-AM 60 6 3 5 % 12 N c46
MRGN-A 6N-AP 60 6 3 5 26 12 N o
i 6N-A5 e | 60 6 3 5 2% 17 N of (1D
8N-A 80 8 4 6 30 12 N £ -
8N-AM 80 8 4 6 30 12 N ‘—
8N-AP 80 8 4 6 30 12 N ﬁ "
8N-A5 (] 80 8 4 6 30 17 N
® : Stock item
MGEHR/L
WF B
1 (rTre
LH
LF
* R type holder
HF H
MRGN
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF  HBH B H HAND| Applicable insert
R L PP @W 7
MGEHR/L 25N-6A ° 235 4465 150 2555 25 7 25 25  RL
MRGN6N-A/AP/AM
32N-6A 27 51.8 170 32.55 32 8 32 32 R/L
25N-8A ° 235 518 150 26.05 25 7 25 25 R/L MRGNSN-A/AP/AM
32N-8A 27 50 170 33.05 32 8 32 32 R/L BHAGB20  HWSOL
25N-6A5 o 235 4465 150 25.55 25 7 25 25 R/L MRGNGN-A5
32N-6A5 27 50 170 3255 32 8 32 32 R/L
25N-8A5 235 50 150 26.05 25 7 25 25 R/L MRGNSN-AS
32N-8A5 27 50 170 33.05 32 8 32 32 R/L
9 Applicable inserts €61 o : Stock item
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C MGT for Aluminum Wheel

MGEHR/L-15

WF

LF

* R type holder
I ——0
HF H
MRGN ~ ! i
HBH
(mm)
Stock Screw Wrench
Designation CDX LH LF WF HF  HBH B H HAND| Applicable insert
g 7L PP W /\
MGEHR/L 25N-6A-15 o 20 50 150 322 25 7 25 25 R/L
MRGN6N-A/AP/AM
32N-6A-15 25 50 150 39.2 32 8 32 32 R/L GNGN-ATAP/
-8A- 2 1 2.2 2 7 2 2 R/L
25N-8A-15 0 55 50 3 5 5 5 / MBGNEN-A/AR/AM
32N-8A-15 25.5 55 170 39.2 32 8 32 32 R/L BHAOB20  HWS5OL
25N-6A5-15 [ 20 55 150 322 25 7 25 25 R/L MRGNGN-AS
32N-6A5-15 25 55 170  39.2 32 8 32 32 R/L
25N-8A5-15 ° 20 60 150 322 25 7 25 25 R/L
MRGN8N-A5
32N-8A5-15 255 60 170  39.2 32 8 32 32 R/L
29 Applicable inserts €61 e : Stock item
MGIUR/L-MR
————————————————————————————— - DCON-MS
wl 0/§{ 77777 -
45° CDX|
OHN
OHX
LF 450
J,f,f,f,f,f,f,f,f,f,f,f)m * R type holder
] I '
MRGN
(mm)
Stock Screw Wrench
Designation CDX DMIN OHN LF WF H DCON-MS HAND | Applicable insert
g RIL PP W ﬁ
MGIUR/L 6832-8A-MR 8 68 65 170 26 30 32 R/L | MRGN8N-A/AM/AP
BHA0620  HW50L
6832-8A5-MR 8 68 65 170 26 30 32 R/L | MRGN8N-A5
9 Applicable inserts €61 o : Stock item
MGIXR/L-MR
P — |- —-—-——=—<=———c—c—==- — DCON-MS
WFT/Z ‘ 77777 ——————— \
45° CDX
OHN
OHX
LF 450
7@7’777/7' 777777777777777777777 H{ * R type holder
I 1
MRGN
(mm)
Stock Screw Wrench
Designation CDX DMIN OHN LF WF H DCON-MS HAND | Applicable insert
g RIL PP W //“\
MGIXR/L 7050-8A-MR o 7.7 70 80 350 30.2 46 50 R/L | MRGN8N-A/AM/AP
BHA0620 HW50L
7050-8A5-MR 7.7 70 80 350 30.2 46 50 R/L | MRGN8N-A5

9 Applicable inserts €61

62 e Multi functional tool

o Stock item



MGT for Aluminum Wheel C

MGEXR/L

WF B{

LH

* R type holder
Sk 4
MVGN

(mm)
Stock Screw Wrench
Designation CDX DMIN OHN LF WF H B HAND | Applicable insert
g ~n PP W e
MGEXR/L 25N-8A-5V o 23.5 48.75 150 29 25 25 25 R/L MVGNS8N-A-R1.2
BHA0620 HW50L
25N-8A-22.5V o 27 42.65 150 35 25 25 25 R/L MVGN8N-A-R1.6
2 Applicable inserts €61 e : Stock item

MGIUR/L-MV
T % 777777777777 - DCON-MS
WF ———————————
45°\/ CDXOHN
OHX
LT~ LF
/ > 45°
' /C%\ @7 777777777777777 y * R type holder
RS :
MVGN \\ DMIN ,/
(mm)
Stock Screw Wrench
Designation CDX DMIN OHN LF WF H DCON-MS HAND | Applicable insert
MVGN8N-A-R1.2
MGIUR/L 6832-8A-MV 8 68 65 170 26 30 32 R/L MVGNSN-A-R1.6 BHA0620 HW50L
2 Applicable inserts €61 e : Stock item
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C Technical Information for TB/TB-M

Economical 3-corner insert for high precision grooving

TB/TB-M

- Economical 3-corner insert for grooving

« Various cutting edge size ranging from 0.5~4.5 mm

« High accuracy ground insert ensures high precision machining
- Stable chip control optimized for automated grooving process

D Code system
e Insert

! ! ! ! ! !

Triangle Blade Inscribed circle Cutting edge width Hand Nose R Chip breaker
3:9.525 mm N: Neutral 0.00~0.40 mm None
4:12.7 mm R: Right M
5:15.875 mm L: Left

! ! ! !

Triangle Blade Holder Inscribed circle Shank size Hand
3:9.525 mm 10~25 mm R: Right
4:12.7 mm L: Left
5:15.875 mm
2 TB/TB-M
Specification TB3000R/L, TB4000R/L TB4000R-M TB5000N-000-M
TB3125R/L~ TB3430R/L
Designation (Inscribed circle of 9.525mm) TB4150R-M ~TB4450R-M TB5050N-000-M ~TB5318-020-M
E TB4125R/L ~ TB4430R/L (Inscribed circle of 12.7mm) (Inscribed circle of 15.875mm)
(Inscribed circle of 12.7mm)
Insert shape
b:egllfer Ground chip breaker Pressed chip breaker Pressed chip breaker
Hand Right/Left-handed Right-handed Neutral
Cutting edge TB3000 : 1.25 ~ 4.3mm
(7] . . ~ ~
S width(cw) TB4000 ! 125 ~ 45mm 1.5 ~ 4.5mm 05~ 3.18mm
®
o | Depth of cut TB3000 : ~ 3.5mm ~ ~
* 1 eox TBA400O : ~ 5.0mm 5.0mm 6.5mm
Shape O X X
Cutting edge
width O O O
-\_
OO-\_ L OQ-\-
Chip breaker
shape
Application range P P, M, K P, M, K
Grade CN2500, PC5300 CN2500, PC5300 PC5300
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Technical Information for TB/TB-M C

2 TB-M chip breaker

- Minimized cutting force at high speed and high feed — Smooth chip evacuation outside each groove
- High precision cutting performance — Exceptional surface finish and accurate dimensions
- Excellent chip flow and cutting results — ldeal for automated and unmanned productionw

TB5-M Chip breaker

- Lowered back area: reduced load of chip evacuation due to minimizing chip friction —\O
- Beveled protruding dot: made regular sized chip curls good chip flow out of the —————

groove by reducing the chip width minimized load for chip \O

evacuation in high depth of cut ( -3
\ - N
- Land: prevented chipping and increased stability in interrupted machining N\ \\
N
- Use: for grooving with T-max 6.5 mm below, parting and interrupted machining S - )
Desianation TB5050N-M TB5140N-M TB5196N-M TB5247N-M TB5300N-M
9 ~ TB5120N-M ~ TB5178N-M ~ TB5239N-M ~ TB5287N-M ~ TB5318N-M
Shape

Cutting edge 0.5~ 1.2mm 1.40 ~ 1.78mm 1.96 ~ 2.39mm 2.47 ~ 2.87mm 3.0 ~ 3.18mm
width (CW) ’ ’ : ’ ’ ’ ’ ’ ’ ’

TB4-M Chip breaker
- Second protruding dot: stable chip curl control \O
« Main protruding dot: making regular sized chip curl good chip flow out of 0

the groove by reducing the chip width good chip CT~< \O

control in turning and chamfering \\ \\\

. N N\
- Sharp cutting edge: increased machinability N \
SS2)
« Use: for grooving with T-max 4.5 mm below and turning
Designation TB4150R-M ~TB4185R-M TB4200R-M ~TB4228R-M TB4300R-M ~TB4350R-M TB4400R-M ~TB4450R-M
Shape
&/

Cutting edge
width (CW) 1.5 ~1.85mm 2.0 ~2.8mm 3.0 ~ 3.5mm 4.0 ~4.5mm
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C Technical Information for TB/TB-M

D Guide for TB o)
TB TB3/TB4 TB4-M TB5-M
*
Recommended machining method W ﬂ W
) <4 ) L
C:ct’tglr;g Depth of cut CDX Recommended
width feed rate
(mm/rev)
(CW) | 1B3/TB4 TB4-M | TB5-M
0.50 - 25 - - o
0.80 - 1.6 - - o
1.00 . 85 0.05(0.03~0.1) - *
1.04 - 2.0 - o
1.20 - 2.0 — °
1.25 2.0 2.0 ° - °
1.40 2.0 6.5 o - o
1.45 2.0 - o - -
1.47 - 6.5 - o
1.50 3.5 3.5 6.5 o ° o
1.57 - 6.5 - °
1.70 - 65 | 0.10(0.03-0.15) - - o
1.75 3.5 3.5 - ° [) -
1.78 - 6.5 - - L]
1.85 3.5 3.5 - ° °
1.96 - 6.5 - - [
2.00 3.5 3.5 6.5 o ° [
2.15 3.5 3.5 - ° ° -
2.22 6.5 6.5 - - °
2.30 3.5 3.5 6.5 o ° [
2.39 - 6.5 - - °
2.47 - 6.5 - - L]
2.50 4.0 4.0 65 | 0.12(0.03~0.2) o o o
2.65 4.0 4.0 6.5 o ° o
2.70 - 6.5 - - o
2.80 4.0 4.0 - L] [ ] -
2.87 - 6.5 - °
3.00 4.0 4.0 6.5 ° ° o
3.15 - 6.5 — — °
3.18 - 6.5 — °
3.30 4.0 - ° -
3.50 5.0 5.0 - 0.15(0.05~0.2) o o
4.00 5.0 5.0 - o o -
4.30 5.0 5.0 - ° [) -
4.50 5.0 5.0 - ° ) -
o Stock item
2 Recommended cutting conditions 2 Recommended cutting range
CN2500 (Cermet) PC5300 (Coated) £ 220 4 ;
Workpiece = CN2500
Min  Recommended, Max. Min  |Recommended] Max. ;
o :
sMOOC | 100 | 160 220 | 80 | 140 | 200 g 150 | - \
3
SCM 100 150 200 80 130 180 ;
80| T
M sTS - - - 40 80 150 '
feed,
GC, GCD - - - 80 130 180 0 . 3 # fn (mm/rev)
Recommended cutting speed, ve (m/min) Continuous ~ Low interrupted ~ High interrupted
cutting cutting cutting

66 e Multi functional tool



Technical Information for TB/TB-M C

D TB5-M machining range
- There is a limit to cutting diameters of TB5-M when depth of cuts are over 5 mm

(e.g. When cutting with a TB5200N-020-M insert at the depth of 6.2 mm, @60 D-Max is available)
- N.L = No limit

Dmax Dmax L CDX

CW=0.025 CDX /

= —

(mm)
@Dmax
Designation cw RE CDX
T<30 T<35 T<40 T<45 T<5.0 T<55 T<60 T<64 T<65

B 5050N- 000-M 0.50 0.00 1.0 - - - -

004-M 0.50 0.04 2.5 - - - -

5080N- 000-M 0.80 0.00 1.6 - - - -

5100N- 006-M 1.00 0.06 35 - - . -

5104N- 000-M 1.04 0.00 2.0 - - - -

5120N- 000-M 1.20 0.00 2.0 - - . -
5140N- 000-M 1.40 0.00 6.5 N.L N.L N.L N.L N.L @300 0170 @60 @40
5147N- 000-M 1.47 0.00 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5150N- 010-M 1.50 0.10 6.5 N.L N.L N.L N.L N.L @300 @170 060 @40
015-M 1.50 0.15 6.5 N.L N.L N.L N.L N.L @300 @170 260 @40
5157N- 015-M 1.57 0.15 6.5 N.L N.L N.L N.L N.L @300 @170 060 @40
5170N- 010-M 1.70 0.10 6.5 N.L N.L N.L N.L N.L @300 @170 060 @40
5178N- 018-M 1.78 0.18 6.5 N.L N.L N.L N.L N.L @300 @170 060 @40
5196N- 015-M 1.96 0.15 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5200N- 020-M 2.00 0.20 6.5 N.L N.L N.L N.L N.L @300 @170 060 @40
5222N- 015-M 2.22 0.15 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5230N- 020-M 2.30 0.20 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5239N- 015-M 2.39 0.15 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5247N- 020-M 2.47 0.20 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5250N- 020-M 2.50 0.20 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5270N- 010-M 2.70 0.10 6.5 N.L N.L N.L N.L N.L @300 a170 @60 @40
5287N- 020-M 2.87 0.20 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5300N- 000-M 3.00 0.00 6.5 N.L N.L N.L N.L N.L 300 a170 @60 @40
5300N- 020-M 3.00 0.20 6.5 N.L N.L N.L N.L N.L @300 0170 @60 @40
040-M 3.00 0.40 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5315N- 015-M 3.15 0.15 6.5 N.L N.L N.L N.L N.L @300 @170 @60 @40
5318N- 020-M 3.18 0.20 6.5 N.L N.L N.L N.L N.L 300 a170 @60 @40
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C TB/TB-M Insert

9 TB Insert
Cermet | Coated Dimensions (mm)
Picture Designation § § Configuration
g | B |ssc Ic cDX CW RE BW AN HAND
(&) o
TB  3125R 30 9525 15 125 02 476 5 R
(Right-  3145R 30 9525 15 145 02 476 5 R
handed)
3175R 30 9525 25 175 02 476 5 R
3185R 30 9525 25 18 02 476 5 R
3200R e | 30 9525 25 2 02 476 5 R
3230R 30 9525 35 23 03 476 5 R
3280R 30 9525 35 28 03 476 5 R
3330R 30 9525 35 33 03 476 5 R
3430R 30 9525 35 43 04 476 5 R
4125R e | o | 40 127 35 125 02 476 5 R
4145R e | o | 40 127 35 145 02 476 5 R
4150R e | o | 40 127 35 15 02 476 5 R
4175R e | o | 40 127 35 175 02 476 5 R
4185R e | o | 40 127 35 18 02 476 5 R
4200R e | o | 40 127 35 2 02 476 5 R
4215R e | o | 40 127 35 215 02 476 5 R
4230R e | e | 40 127 35 23 02 476 5 R
4250R o | o | 40 127 4 25 03 476 5 R
4265R 40 127 4 265 03 476 5 R
4280R 40 127 4 28 03 476 5 R
4300R e | 40 127 4 3 03 476 5 R
4330R 40 127 4 33 03 476 5 R
4350R 40 127 4 35 03 476 5 R
4400R e | 40 127 4 4 04 47 5 R o
4430R 40 127 4 43 04 476 5 R o ]
4450R e | 40 127 4 45 04 476 5 R .
TB  3125L 30 9525 15 125 02 476 5 L 7 f
(Left- 31451 o | 30 955 15 145 02 476 5 L ©
handed)
3175L 30 9525 25 175 02 476 5 L -
3185L 30 9525 25 18 02 476 5 L
3200L 30 9525 25 2 02 476 5 L
3230L 30 9525 35 23 03 476 5 L
3280L 30 9525 35 28 03 476 5 L
3330L 30 9525 35 33 03 476 5 L
3430L 30 9525 35 43 04 476 5 L
4125L 40 127 35 125 02 476 5 L
4145L 40 127 35 145 02 476 5 L
4150L 40 127 35 15 02 476 5 L
4175L 40 127 35 175 02 476 5 L
4185L 40 127 35 18 02 476 5 L
4200L e | 40 127 35 2 02 476 5 L
4215L 40 127 35 215 02 476 5 L
4230L 40 127 35 23 02 476 5 L
4250L 40 127 4 25 03 476 5 L
4265L 40 127 4 265 03 476 5 L
4280L 40 127 4 28 03 476 5 L
4300L e | 40 127 4 3 03 476 5 L
4330L 40 127 4 33 03 476 5 L
4350L 40 127 5 35 03 476 5 L
4400L 40 127 5 4 04 476 5 L
4430L 4 127 5 43 04 476 5 L
4450L 40 127 5 45 04 476 5 L
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TB/TB-M Insert C

2 TB Insert
Cermet | Coated Dimensions (mm)
Picture Designation § § Configuration
S| 3 |ssc Ic CDX CW RE BW AN HAND
(&) o
TB  4150R-M e | o | 40 127 35 15 02 476 5 R
ggzted) 4175R-M o | o | 40 127 35 175 02 47 5 R
4185R-M e | o | 40 127 35 18 02 476 5 R
4200R-M e | o | 40 127 35 2 02 476 5 R
4215R-M e | o | 40 127 35 215 02 476 5 R o
4230R-M e | o | 40 127 35 23 02 476 5 R
4250R-M e | o | 40 127 4 25 03 476 5 R
4265R-M o | 40 127 4 265 03 476 5 R
4280R-M e | 40 127 4 28 03 476 5 R
4300R-M o | 40 127 4 3 03 476 5 R
4330R-M e | 40 127 4 33 03 476 5 R
4350R-M e | o | 40 127 5 35 03 476 5 R
4400R-M o | 40 127 5 4 04 476 5 R
4430R-M 40 127 5 43 04 476 5 R
4450R-M o | 40 127 5 45 04 476 5 R
TB  5050N-000-M o | 50 15875 1 05 45 7 N
(Neura) 5050N-004-M e | 50 15875 25 05 004 45 7 N
5080N-000-M o 50 15875 16 0.8 45 7 N
5100N-006-M e | 50 15875 35 1 006 45 7 N
5104N-000-M 50 15875 2 104 45 7 N
5120N-000-M o | 50 15875 2 12 45 7 N
5140N-000-M o | 50 15875 65 14 45 7 N
5147N-000-M o | 50 15875 65 147 45 7 N
5150N-010-M o | 50 15875 65 15 01 45 7 N
5150N-015-M o | 50 15875 65 15 015 45 7 N
5157N-015-M o | 50 15875 65 157 015 45 7 N CWi:‘IE%D o
5170N-010-M 50 15875 65 17 01 45 7 N o .
5178N-018-M 50 15875 65 178 018 45 7 N -
5196N-015-M o | 50 15875 65 196 015 45 7 N V/@\‘, .
5200N-020-M o | 50 15875 65 2 02 45 7 N T ]
5222N-015-M o | 50 15875 65 222 015 45 7 N V
5230N-020-M 50 15875 65 23 02 45 7 N
5239N-015-M o | 50 15875 65 239 015 45 7 N
5247N-020-M o | 50 15875 65 247 02 45 7 N
5250N-020-M e | 50 15875 65 25 02 45 7 N
5270N-010-M o | 50 15875 65 27 01 45 7 N
5287N-020-M 50 15875 65 287 02 45 7 N
5300N-000-M (] 50 15875 6.5 3 45 7 N
5300N-020-M e | 50 15875 65 3 02 45 7 N
5300N-040-M 50 15875 65 3 04 45 7 N
5315N-015-M 50 15875 65 315 015 45 7 N
5318N-020-M o | 50 15875 65 318 02 45 7 N

o : Stock item

Multi functional tool e 69



C TB/TB-M Insert

9 TB Insert
Cermet | Coated Dimensions (mm)
Picture Designation uc: § Configuration
& @ |ssc IC CDX CW RE BW AN HAND
(&) o
TB  5050N-004-P 50 15875 1 05 004 45 7 N
(Newal): 5100N-010-P 50 15875 35 1 01 45 7 N
5150N-010-P 50 15875 65 15 01 45 7 N
020-P 50 15875 65 15 02 45 7 N
5200N-010-P 50 15875 65 2 01 45 7 N
020-P 50 15875 65 2 02 45 7 N
5239N-015-P 50 15875 65 239 015 45 7 N
5250N-020-P 50 15875 65 25 02 45 7 N
5300N-020-P 50 15875 65 3 02 45 7 N
TB  5100N-6DR-P e | 50 15875 35 1 005 45 7 N
B 15DR-P o | 50 15875 35 1 005 45 7 N
handed) 5150N-6DR-P e | 50 15875 65 15 005 45 7 N
15DR-P o | 50 15875 65 15 005 45 7 N -
5200N-6DR-P e | 50 15875 65 2 01 45 7 N
15DR-P 50 15875 65 2 01 45 7 N
TB  5100N-6DL-P 50 15875 35 1 005 45 7 N
(el 15DL-P 50 15875 35 1 005 45 7 N
handed) 5150N-6DL-P 50 15875 65 15 005 45 7 N
15DL-P 50 15875 65 15 005 45 7 N
5200N-6DL-P 50 15875 65 2 01 45 7 N
15DL-P 50 15875 65 2 01 45 7 N
TB  5157N-079-P 50 15875 65 157 079 45 7 N
(BeUal 5500N-100-P 50 15875 65 2 1 45 7 N
shape) - 5239N-120-P 50 15875 65 239 12 45 7 N
5300N-150-P 50 15875 65 3 15 45 7 N

o : Stock item
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TB/TB-M Holder C

TBH

o B 4
! LF
=) * R type holder
HF H
TB3000R/L
TB4000R-M tH
Fig. 1
WFL B[ BI
| LF LF
[ [ I
TB5000N-CICII-M & =
LH
Fig. 2 Fig. 3
(mm)
. . Stock . . Clamp  ClampScrew  Screw Wrench .
Designation = HF B H LH LF WF HBH HAND|Applicable insert @ /, Fig.
TBH 320R/L-23 20 20 20 255 125 25 R/L | TB3125~3230R/L
320R/L-33 20 20 20 255 125 25 R/L | TB3280~3330R/L
320R/L-43 20 20 20 255 125 25 R/L | TB3430R/L
325R/L-23 | °® 25 25 25 255 150 30 R/IL | TB3125~3230R/L
325R/L-33 25 25 25 255 150 30 R/L | TB3280~3330R/L
325R/L-43 25 25 25 255 150 30 R/L | TB3430R/L
420R/L-23 o 20 20 20 255 125 25 R/L | TB4125~4230R/L CS6R1 DHA0GTY HW30L | 1
420R/L-33 o 20 20 20 255 125 25 R/L | TB4250~4330R/L
420R/L-45 |® 20 20 20 255 150 25 R/L | TB4350~4450R/L
425R/L-23 | °® 20 20 20 255 125 25 R/IL | TB4125~4230R/L
425R/L-33 | °® 25 25 25 255 150 30 R/IL | TB4250~4330R/L
425R/L-45 | 25 25 25 255 150 30 R/IL | TB4350~4450R/L
TBH 510R/L e e 10 10 10 26 120 78 15 RL
512R/L e o 12 12 12 26 120 9.8 13 R/L FTNA0S12 TW2olL | 2
516R/L e o | 16 16 16 26 120 138 9 R/L | TB5050~5318N
520R/L e o 20 20 20 26 120 17.8 5) R/L CS6R1 DHA0617 FTNA0516 |:|I'VV\\,IZ(())II__ 3
525R/L e o 25 25 25 - 150 22.8 R/L
9 Applicable inserts €68 ~ C70 o : Stock item
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C Technical Information for Hexa Blade

Grooving and Parting tool with precision 6 corners

Hexa Blade

- Grooving and Parting tool with high economical 6 corners
« Increased reliability and stability in cutting due to high qualified cutting edge

D Code system
e Insert

HB 27 N 200 -
! ! ! !

Hexa Blade Inscribed circle Hand Cutting width
diameter N : Neutral 200 : 2.00 mm
27 :27.0 mm
e Holder

HB E H R 25 25
! ! ! ! ! !

Hexa Blade Application Holder type Hand Shank height Shank width

E : External H :Horizontal R :Right handed 25:25.0 mm 25:25.0 mm
machining L : Left handed

9 Features

- Dot-typed chip breaker general cutting for various workpieces
- Good chip control preventing long chip and chip curling
- Stable cutting even in high feed cutting due to strengthened cutting edge structure

« Precision insert « Strong cutting edge

- Increased high feed
cutting performance

- Superior quality in dimensions

- Excellent corner dimension
deviation management

- Equally stable performance

« Neutral hand

- Convenient use with neutral hand

« 6 cornered insert

- High cost efficiency from multi-corners

72 G Multi functional tool

020 - M

!

Nose R Chip breaker
020:0.20 mm M

27 - 2
! !

Inscribed circle Insert size
diameter 2:BW =2.70 mm
27 :27.0 mm 3:BW=23.70mm

4:BW =470 mm

» Wide clamping area

- More stable clamping system

- Strengthen anti-vibration during
machining

- Reliable tool life




2 Recommended cutting conditions

Technical Information for Hexa Blade C

Workpiece Specific Brinell Grade C/B

) ) - . cutting force| hardness PC5300 M (:‘%)

ISO Workpiece materials (N/mm?) (HB) S o]

110 0.15
C =0.25~0.55% SM35C C35 1600 150 130 0.12
Unalloyed 150 0.10
steel 80 0.15
C =0.55~0.80% SM45C C45 1700 170 100 0.12
120 0.10
80 0.15

Non-hardened SCM440 43CrMo4 1700 180 100 0.12 <50
Low alloy 120 0.10
steel 50 0.15
Hat;drﬁgg:’eznd SCM445 - 2050 350 60 0.12
70 0.10
. 60 0.15
H'g't‘ a'l'°y Annealed STD11 - 1950 200 75 0.12
siee 90 0.10
60 0.10
STS304 X5CrNi18-9 2000 180 80 0.08
. . 100 0.06

M Austenite series 60 010 <50
STS316 X5CrNiMo17-12-2 2000 180 80 0.08
100 0.06

2 Product using guide

Cutting depth maximum and max. workpiece dia. (mm)

Cutting depth maximum (CDX)

Max. workpiece dia. (Dmax)

Using guide

5.0 <30
49 < 34
4.8 < 38
4.7 <42
46 < 46
45 < 58
44 < 62
4.3 < 66
4.2 <70
4.1 <74
4.0 < 89
3.9 <93
3.8 <97
3.7 < 101
3.6 < 105
35 < 109
34 < 123
3.3 <127
3.2 <131
3.1 < 135
3.0 < 147
2.9 < 151
2.8 < 155
2.7 < 159
2.6 < 163
25 < 200
24 < 200
2.3 < 200
2.2 < 200
2.1 < 200
2.0 ©

Cutting depth maximum (CDX)

(D Hexa Blade enables to cut with maximum 5.0 mm depth of cut. In this case, the maximum workpiece

cutting diameter is 30 mm.

(2 In Hexa Blade cutting with 2.0 mm depth of cut, the size of workpiece cutting diameter doesn't
matter. If cutting with more than 2.0 mm depth of cut, the applicable workpiece cutting diameter
could be different depending on depth of cut.

(® If workpiece cutting diameter is bigger than 65 mm, the maximum depth of cut is 4.3 mm. In case
of cutting with deeper than 4.3 mm, there could be cutting troubles because the holder touches
workpieces.

@ If depth of cut is 3.5 mm, the maximum workpiece cutting diameter is 109 mm. If it is bigger than 109

x Cutting depth maximum and max. workpiece dia. on the chart could be different up to cutting environment.
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C Hexa Blade Insert / Holder

D Applicable inserts
_E Coated Dimensions (mm)
E Picture Designation § Configuration
= i SSC IC CDX Cw RE BW AN HAND
< a
HB 27N178-018-M e | 20 27 5 178 018 27 5 N
27N185-015-M L] 20 27 5 1.85 0.15 2.7 5 N
27N196-015-M ° 20 27 5 1.96 0.15 27 5 N
27N200-020-M L4 20 27 5 2 0.4 27 5 N ow BW
27N200-040-M L] 20 27 5 2 0.4 2.7 5 N
o 27N270-010-M ° 30 27 5 27 0.1 37 5 N
27N287-020-M L4 30 27 5 2.87 0.2 3.7 5 N
27N300-000-M ° 30 27 5 3 0 3.7 5 N
27N300-020-M ° 30 27 5 3 0.2 3.7 5 N
27N300-040-M ° 30 27 5 3 0.4 37 5 N
27N374-020-M ° 40 27 5 3.74 0.2 4.7 5 N
27N398-020-M L] 40 27 5 3.98 0.2 47 5 N
27N400-040-M L4 40 27 5 4 0.4 4.7 5 N
e : Stock item
HBEHR/L H_
H
4l [ [l [
~ = * R type holder
@ HFT & H Q HFT P H
. e
HB Fig. 1 Fig. 2
(mm)
Screw Wrench
Designation Stock H B LF HF WF HBH LH HAND /N Fig
HBEHR/L 1616-27-2 ° 16 16 100 16 15 9 27 R/IL 2
2020-27-2 ° 20 20 120 20 19 5 27 R/IL 2
2525-27-2 ° 25 25 150 25 24 - 27 RIL 1
1616-27-3 ° 16 16 100 16 15 9 27 R/IL 2
2020-27-3 ° 20 20 120 20 19 5 27 R/IL PTMAOS12D TWISP | 2
2525-27-3 o 25 25 150 25 24 - 27 R/IL 1
1616-27-4 ° 16 16 100 16 15 9 27 RIL 2
2020-27-4 o 20 20 120 20 19 5 27 R/IL 2
2525-27-4 ° 25 25 150 25 24 - 27 R/IL 1
Cutting depth maximum and max. workpiece dia. (mm)
Cutting depth maximum (CDX) 5.0 45 4.0 3.5 3.0 2.5 2.0
Max. workpiece dia. (Dmax) <30 <62 <89 <109 <147 <200 oo

9 Applicable inserts €73
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Grooving Tools C

FG H H For face grooving, turning machining

DAXIN —
DAXX  WF B O

CDX

LH
* R type holder

FGD FGM FMM

(mm)
Designation tho‘:_k CDX DAXIN DAXX LF WF HF B H HAND Aﬂf";‘;b'e ;& _w}:,
FGHH  320R-25/30 . 12 25 30 125 206 20 20 20 R
30/35 . 12 30 35 125 206 20 20 20 R | FMM300R-03
35/48 . 12 35 48 125 206 20 20 20 R
48/60 22 48 60 150 206 20 20 20 R
60/75 22 60 75 150 206 20 20 20 R | FGD300R-03
75/100 22 75 100 150 206 20 20 20 R | FGMS300R-03
100/140 22 100 140 150 206 20 20 20 R
325R -25/30 . 12 25 30 150 256 25 25 25 R
30/35 . 12 30 35 150 256 25 25 25 R | FMM300R-03
35/48 . 12 35 48 150 256 25 25 25 R
48/60 . 22 48 60 150 256 25 25 25 R
60/75 . 22 60 75 150 256 25 25 25 R | FGD300R-03
75M100 | e 22 75 100 150 256 25 25 25 R | FGM300R-03
100140 | e 22 100 140 150 256 25 25 25 R
420R -25/30 . 12 25 30 125 206 20 20 20 R
30/35 . 12 30 35 125 206 20 20 20 R | FMM40OR-04
35/48 12 35 48 125 206 20 20 20 R
48/60 25 48 60 150 206 20 20 20 R
60/75 25 60 75 150 206 20 20 20 R | FGD400R-04
75/100 25 75 100 150 206 20 20 20 R | FGMA40OR-04
100/140 25 100 140 150 206 20 20 20 R
425R -25/30 12 25 30 150 256 25 25 25 R BHAOSTS HWSOL
30/35 . 12 30 35 150 256 25 25 25 R | FMMA4OOR-04
35/48 . 12 35 48 150 256 25 25 25 R
48/60 . 25 48 60 150 256 25 25 25 R
60/75 . 25 60 75 150 256 25 25 25 R | FGD400R-04
75[100 | e 25 75 100 150 256 25 25 25 R | FGMA40OR-04
100140 | e 25 100 140 150 256 25 25 25 R
520R -25/30 12 25 30 125 206 20 20 20 R
30/35 12 30 35 125 206 20 20 20 R
35/40 20 35 40 125 2086 20 20 20 R | MS00R-04
40/48 20 40 48 125 206 20 20 20 R
48/60 25 48 60 150 206 20 20 20 R
60/75 25 60 75 150 206 20 20 20 R | FGD500R-04
75/100 25 75 100 150 206 20 20 20 R | FGMS500R-04
100/140 25 100 140 150 206 20 20 20 R
525R -25/30 12 25 30 150 256 25 25 25 R
30/35 12 30 35 150 256 25 25 25 R
FMMS500R-04
35/40 . 20 3 40 150 256 25 25 25 R
40/48 20 40 48 150 256 25 25 25 R
48/60 . 25 48 60 150 256 25 25 25 R
60/75 . 25 60 75 150 256 25 25 25 R | FGD500R-04
751100 | e 25 75 100 150 256 25 25 25 R | FGMSO00R-04
100140 | e 25 100 140 150 256 25 25 25 R
9 Applicable inserts €77 e : Stock item
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C Grooving Tools

FGVH

DAXIN

DAXX

For face grooving, turning machining

CDX

LF

* R type holder
@ HF g H
FGD FGM FMM
(mm)
. . Stock Screw Wrench
Designation Al CDX DAXIN DAXX LF WF HF B H HAND |Applicable insert W /\
FGVH 320R -25/30 [ 12 25 30 125 40 20 20 20 R
30/35 [ 12 30 35 125 40 20 20 20 R FMM300R-03
35/48 o 12 35 48 125 40 20 20 20 R
48/60 22 48 60 150 42 20 20 20 R
60/75 22 60 75 125 42 20 20 20 R FGD300R-03
75/100 22 75 100 125 42 20 20 20 R FGM300R-03
100/140 22 100 140 150 42 20 20 20 R
325R -25/30 [ 12 25 30 150 25.6 25 25 25 R
30/35 o 12 30 35 150 45 25 25 25 R FMM300R-03
35/48 [ 12 35 48 150 25.6 25 25 25 R
48/60 o 22 48 60 150 47 25 25 25 R
60/75 [ 22 60 75 150 47 25 25 25 R FGD300R-03
75/100 o 22 75 100 150 47 25 25 25 R FGM300R-03
100/140 o 22 100 140 150 47 25 25 25 R
420R -25/30 12 25 30 125 40 20 20 20 R
30/35 12 30 35 125 40 20 20 20 R FMM400R-04
35/48 o 12 35 48 125 40 20 20 20 R
48/60 25 48 60 150 45 20 20 20 R
60/75 25 60 75 150 45 20 20 20 R FGD400R-04
75/100 25 75 100 150 45 20 20 20 R FGM400R-04
100/140 25 100 140 150 45 20 20 20 R
425R -25/30 [ 12 25 30 150 45 25 25 25 R BHAOS1E  HWSOL
30/35 12 30 35 150 45 25 25 25 R FMM400R-04
35/48 12 35 48 150 45 25 25 25 R
48/60 L] 25 48 60 150 50 25 25 25 R
60/75 [ 25 60 75 150 50 25 25 25 R FGD400R-04
75/100 [ 25 75 100 150 50 25 25 25 R FGMA400R-04
100/140 o 25 100 140 150 50 25 25 25 R
520R -25/30 12 25 30 125 40 20 20 20 R
30/35 12 30 35 125 40 20 20 20 R
35/40 20 35 40 125 415 20 20 20 R FMMS00R-04
40/48 20 40 48 125 415 20 20 20 R
48/60 25 48 60 125  20.6 20 20 20 R
60/75 25 60 75 125  20.6 20 20 20 R FGD500R-04
75/100 25 75 100 125 20.6 20 20 20 R FGM500R-04
100/140 25 100 140 125 46 20 20 20 R
525R -25/30 12 25 30 150 45 25 25 25 R
30/35 12 30 35 150 45 25 25 25 R
FMM500R-04
35/40 20 35 40 150  46.5 25 25 25 R
40/48 20 40 48 150 46.5 25 25 25 R
48/60 25 48 60 150 53 25 25 25 R
60/75 25 60 75 150 53 25 25 25 R FGD500R-04
75/100 o 25 75 100 150 53 25 25 25 R FGM500R-04
100/140 (] 25 100 140 150 53 25 25 25 R

9 Applicable inserts €77
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Grooving Tools C

D Applicable inserts
.S Coated Uncoated Dimensions (mm)
E Picture Designation Se88=2828 Configurati P
s ) PN RBBDBH S| ~ [SSC CW | RE BW |INSL AN HAND R s
o OO0 0OO00O00O| o
< 22222000
FGD 300R-03 ° 30 3 03 2 406 7 N c37
FGD 400R-04 ° 40 4 04 3 456 N C38
500R-04 ° 50 5 04 4 506 7 N
FGM  300R-03 30 3 03 2 406 7 N » c37
FGM 400R-04 o 4 4 04 3 456 7 N o] [T |cs8
8 500R-04 50 5 04 4 50 7 N 4 .
' g-
FMM  300R-03 ° ° 3 3 03 2 4 7 N c37
FMM 400R-04 ° 40 4 04 3 45 7 N C38
500R-04 50 5 04 4 15 7 N
e : Stock item
IG H For internal grooving
92°
WF O J — — — — DCON-MS
OHN
LF * R type holder

DMIN

IG
(mm)
: Screw Wrench
Designation Stockk DMIN  WF  OHN LF H  DCON-MS HANp | Applicable & &
insert
IGH 214R ° 14 6.6 25 2 3.9 7 R
216R . 16 7.6 30 3 3.96 7 R | 1G125-280 | FTKA02565 TWO7P
220R . 20 9.6 40 4 4.424 7 R
9 Applicable inserts €77 o : Stock item

D Applicable inserts

5 Coated |Uncoated Dimensions (mm)

k . N LW —

L | Picture Designation |5 & & g Configuration

S N 0N - o ® SSC CDX CW S IC INSL D1 HAND

o OO0 QOQlor K

< ZZZT 0w

o IG 125R e 20 1.5 125 318 6.35 9 2.8 R INSL

> 145R e 20 15 145 318 6.35 9 2.8 R ow

: 175R e| 20 15 175 318 635 9 28 R o @ o @ﬂ
200R e 20 2.3 2 318 6.35 9 2.8 R
230R e 20 23 23 318 6.35 9 2.8 R SD]]:I
280R e 20 23 28 318 6.35 9 2.8 R

o : Stock item
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C Grooving Tools

DB H For deep and wide grooving

CDX

WF

LF

* R type holder

HF
DB DC °°
(mm)
S Applicable insert Clamp  ClampScrew  Screw Locator ~ Wrench
Designation |Stock CDX LH LF WF HF B H HAND D A
. * *ok * kK @@ /\
DBH 320R e (139 40 150 208 20 20 20 R [223 228 |DB300 DB4QO HW30L
CGH5R1 MHA0512 MHBO0410 LD34
325R e 139 40 150 208 25 25 25 R |27.3 27.8|DC300 DC400 0 D34 hwaoL
520R e (139 40 150 208 20 20 20 R |238 243 |pB500 HW30L
DB600 | CGH5R2 MHA0512 MHB0410 LD56
525R e | 139 40 150 208 25 25 25 R |288 29.3 | DC500 HW40L
720R 139 40 150 208 20 20 20 R [258 263 DB700 DBBOO | CGHSR3 MHAOS12 MHBO410 LD78 [y\30-
9 Applicable inserts €78 e : Stock item
D Applicable inserts
5 Coated |Uncoated Dimensions (mm)
® ) L v o 1 ) .
2 Picture Designation S Y Configuration
=3 S ®» &~ of SSC CW RE BW INSL AN HAND
o OO O0Olor
< Z22Z2Z2xT O
DB 300 40 3 0.2 25 20 5 N T Bw
cw
400 40 4 0.2 25 20 5 N =/
500 60 5 0.2 35 20 5 N F%
600 60 6 0.2 35 20 5 N
- 700 80 7 0.2 55 20 5 N
800 80 8 0.2 55 20 5 N o
O DC 300 40 3 0.2 2.5 20 5 N BW
400 40 4 025 25 20 5 N CWgD:b:
500 50 5 03 35 20 5 N e |
Jﬁ

78 e Multi functional tool
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Grooving Tools

G FI P For Internal grooving

V@ |
- -
— - - - - - - —)— DCON-MS 5
WF | ||
g;
OHN
LF 1
_ * R type holder
/ I \
_ _ _ _ _ _ % "
[ ] \
BF GW AL I
DMIN
(mm)
Stock Clamp C-ring Screw Pin Wrench
Designation DMIN WF OHN LF H DCON-MS HAND | Applicable insert
g L PP 8‘ >)
GFIP 316R/L |eo e 20 11 17 150 15 16 R/L
CH5R2 CR04 CHX0513 PN0310 HW25L
320R/L | o 26 13 22 150 18 20 R/L GW110-300R/L BF3
325R/L | e 32 17 22 200 23 25 R/L '
340R/L | o 50 27 32 300 37 40 R/L
CHBR2 CR05 CHX0616 PN0310 HW30L
525R/L | e 32 17 22 200 23 25 R/L
GW315~500R/L,BF5
540R/L | e 50 27 32 300 37 40 R/L
840R/L | o 50 27 32 300 37 40 R/L GW600~800R/L,BF8 | CS8R1 DHA0820 PN0314 HW40L
9 Applicable inserts €79 e : Stock item
2 Applicable inserts
-.% Uncoated Dimensions (mm)
2 Picture Designation Configuration
£ ST30A| SSC cw BW INSL AN HAND
BF -3 30 3.1 3.1 16.4 11 N
-5 50 5.1 5.1 22.4 11 N |
-8 80 8.1 8.1 27.4 1 N ‘ INSL ‘
AN
5 Uncoated Dimensions (mm)
% Picture Designation ST30A Configuration
= RIL SSC CDX cw RE INSL AN HAND
GW 110R/L e o 30 21 1.1 0.2 16 11 R/L
130R/L L 30 2.3 1.3 0.2 16 11 R/L
160R/L oo 30 2.6 1.6 0.2 16 11 R/L
185R/L e o 30 2.9 1.85 0.2 16 11 R/L cw II- aw
: 215R/L e e 30 32 215 02 16 11 RIL e -]
265R/L e e 30 37 265 02 16 1 RL e
o 300R/L e o | 30 4 3 0.2 16 11 R/L EH]
315R/L o o 50 4.2 3.15 0.3 22 11 R/L
415R/L o o 50 5.2 415 0.3 22 11 R/L AN
500R/L 50 6 5 0.3 22 11 R/L
600R/L 80 7 6 0.3 27 11 R/L
800R/L 80 9 8 0.3 27 11 R/L
o : Stock item
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C Special Order Form for MGT

Code system

Configuration

MFGN4-0.5R-30D

PO ®Oe® ® v

/

@ Multi (2 Forming @ Grinding RO.5 30
@ Feed Direction ® Clamp part : 4mm ® Nose Radius : 0.5
@ Degree : 30° Ex) MFGN4-0.5R-30D
MFGN4 -0.5R-L50D-R 30D 20
0) @ Q@ @ ® ©® ]
(D Refer to No. 1 @ Nose Radius : 0.5 @ Left R0.5 .
@ Degree : 50° ©® Right © Degree > 30° 50

Ex) MFGN4-0.5R-L50D-R30D

MFGN4 - 2.0 - R 020 250 - L 105 335

@ @ ® ®© ® 6 O
(@ Refer to No. 1 (@ Width of cutting edge : 2.0mm @ Right
@ Nose Radius : 0.20  © Degree : 25.0° ® Left

@ Nose Radius : 1.05 Degree : 35.5°

25.0°

!

7

s

R1.05 35.5°

Ex) MFGN4-2.0-R020250-L105335

MFGNS - 4.0R F

R4.0 ﬁ
@ @ @ \/ j:/
(D Refer to No. 1 @ Radius : 4.0 @ Front(Concave)
Ex) MFGN5-4.0RF
MFGN5 = 4-0R E R40 ﬁ
@ @ @ j:
(@ Refer to No. 1 (2 Radius : 4.0 (3 Back(Concave) (/
Ex) MFGN5-4.0RB
0.0!
MFGNS - 4.0 - R 005 - L 030 o p=
@ @ © @ ® ©® 4.0 j y

(D Refer to No. 1
@ Nose Radius : 0.05 ® Left

(2 Width of cutting edge : 4.0mm @ Right
® Nose Radius : 0.30

F
o
w
o

Ex) MFGN5-4.0-R005-L030

MFGN5 -4.0-0.05R

—

@ ) ® 40 \)—/

(@ Refer to No. 1 ]
(@ Width of cutting edge: 4.0mm MP/ /
@ Nose Radius : 0.05 Ex) MFGN5-4.0-0.05R
MFGR5-4.0-5D-R002-L 115 R0, /

o 00 ©® 6 6 O ©) —

4.0
(D Refer to No. 1 (2 Right @ Clamp part: 5mm \/J:/
@ Width of cutting edge : 4.0mm ® Lead angle :5°  ©® Right £ /
@ Nose Radius : 0.02 Left © Nose Radius : 1.15 ~Hes Ex) MFGRS5-4.0-5D-R002-L 115
15°
MFGL5-4.0-15D-1.5R !
4.0

® @0 o ® ® h ]j
(1 Refer to No. 1 @ Left @ Clamp part: 5mm /
@ Width of cutting edge : 4.0mm ® Lead angle : 15° ® Right Nose Radius : 1.5 R15 TYR/ )

Ex) MFGL5-4.0-15D-1.5R

MFG R 5 - 4.10 - 25D - R012 - LO0O miz, )

® @0 o ® ® @ p T
(D Refer to No. 1 2 Right @ Clamp part: 5mm -
@ Width of cutting edge : 4.1mm  ® Degree : 25° ©® Right Nose Radius : 1.2 R0.0 25 /

@ Left Nose Radius : 0.0

Ex) MFGR5-4.10-25D-R012-L000
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Special Order Form for V-Pulley Inserts C

2 Code system

KP 064 - R0.425 N3

KORLOY PULLEY @D w R1 No. of flutes
Ex)
I.C T R y4
— — - » Special types are available for quotation
015.875 6.4 0.425 3

Insert for machining of pulley

Specifications Standard designation Specifications Standard designation

KP270476-R0.43-N3
(Former: DF356-3SR)

KP27064-R0.35-N3 A
(Former: DF356-3B) 3

3 3
& 357 1]
\
@ —
|
o
o
3
216.133
>
IS
3 3
& 3 5
] \
9444
‘ P
w |
&
(=2}
213.955
&>
(o}

7

KP27064-R0.35-N4-A
(Former: DF356-4X)

KP27064-R0.35-N4
(Former: DF356-4B)

R0.30 —~ ~\
o\ KP27064-R0.375-N5
50N AlAl S ° (Former: DF356-5B) UF320

R

I — VF13M522
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THREADING

Korloy threading tools are available for machining
various shapes of thread at various pitches while
ensuring high quality performances

1 KORLOY
Threading



Technical information for
THREADING

Threading Code System

D3 Threading Holder Code System
D3 Threading Insert Code System

Technical Information for Threading

D4 Technical Information for Threading
D10 Threading Inserts with Chip Breaker

Threading Inserts
D11 Partial profile 60°
D12 Partial profile 55°
D13 ISO Metric

D17 American UN (UN, UNC, UNF, UNEF, UNS)

D19 Whitworth (BSW, BSF, BSP, BSB)
D23 British Standard Pipe Thread (BSPT)
D23 National Pipe Thread (NPT)

D24 National Pipe Threads-Dryseal (NPTF)
D24 Round DIN405 (RD)

D25 Trapez DIN 103 (TR)

D25 American ACME (ACME)

D26 Stub ACME (STACME)

D27 UNJ (Unified Constant Thread)

D29 American Buttress (ABUT)

D29 British Buttress (BBUT)

D30 Metric Buttress (SAGE)

D30 API

D31 API Buttress Casing (BUT)

D31 API Round Casing & Tubing (APIRD)
D31 Extreme Line Casing (EL)

Threading Holders

D32 External Holders
D33 Internal Holders

D34 Vertical Type Holders

2025-2026 D

KORLOY TURNING TOOLS

KORLOY
Threading

2

2



D Threading Code System

E R H 10 (N) - 11 (C)

Holder type  Hand of insert Name Height of shank(@) Shim Insert size Clamping system
o Holder type 9 Height of shank(@) G Insert size (mm)
E: For External  |: For Internal ) [ -External
Y© 8,10, 12, 16, 20, 11:1C=6.35
© 25, 32, 40, 50
16 :1C=9.525
Hand of insert
e 3 - Internal 2 1C=127
R) < 10, 12, 13, 16, 20,
t@j’ 25, 32 49, 50, 60 27 IC=15875

R: Right handed  L: Left handed

* Refer to the specification for shank diameter information

Name Shim Clamping system
(3 (5 @ (7 ©)

No code: Shim required No code: Screw on system
N: No shim required C: Clamp on system

E R M 16 - 15 IS0

H : Holder

Insert type Hand of insert Chip breaker Insert size Pitch Type
0 Insert type 0 Insert size (mm) 6 Type
11 . 1C=6.35 Partial profile 60°
E: For External  I: For Internal 16 @ IC =9.525 ) Partial Profile 55°
2 . |C=12.7 ISO Metric (Full Profile)
] _ American UN (Full Profile) UN, UNC, UNF, UNEF
27 : IC=15875 Whitworth (Full Profile) BSW, BSF, BSP
Hand of insert British Standard Pipe thread (Full Profile) BSPT
Q m Insert National Pipe Thread (Full Profile) NPT
shape National Pipe Threads-Dryseal (Full Profile) NPTF
<ER/IR> <ERM/IRM > Round DlN 405
R: Right handed ~ L: Left handed Trapez DIN 103
e Pitch American ACME
Stub ACME
N
Chip breaker Full profile Partial profile Ar.n.erlcan Butiress
e T s e =i British Buttress
M pi pi : ,
. 03560 72-3 A 05-15 48-16 Metric Buttress-Sagengewinde
AG 05-30  48-8 ﬁg: hocs Ca
_ _ G 175-30  14-8 uttress Casing
M: With chip breaker N 35-50 7.5 API Round Casing & Tubing
Q 55-6.0 45-4 EL-Extreme Line Casing

3 Q Threading



Technical Information for Threading D

2 Special features

External

thread Major diameter

| The largest diameter of a screw thread

External thread
A thread on the external surface

of a cylinder screw or cone D
Major @ < Pitch diameter
~— r\ljli_tch % — On a straight thread, the diameter of an
! «—Minor @—» ! imadi i i
Depth of thread B o imaginary cylinder, the surfac.e of which cuts

’ the thread forms where the width of the
The distance between the crest and root - thread and aroove ar |
measured from normal to the axis ead and groove are equa

D Thread Angle
Minor diameter
Pitch The smallest diameter of a screw thread
The distance between the corresponding
points on adjacent thread forms measured
parallel to the axis. This distance can be
defined in millimeters or by the tpi (threads
per inch), which is the reciprocal of the pitch

L Helix <€——
Angle

Helix angle

For a straight thread, where the lead of the
thread and the pitch diameter circle
circumference form a right angled triangle, the
helix angle is the angle opposite of the lead

Taper thread

Straight thread
A thread formed on a cone

A thread formed on a cylinder

Internal thread
A thread on the internal surface of a cylinder or cone

Athread which, when viewed axially,
winds in a counter clockwise and

receding direction. All left handed
threads are designated LH

The helix angle(g)

Helix ang\e(ﬁ)\>

e —

T X Pitch diamiter(DC)

Lead(L)

A thread which, when viewed axially,
winds in a clockwise and receding
direction. Threads are always right
handed unless they are specified

For a straight thread, where the lead of the thread
and the pitch diameter circle circumference form a
right angled triangle, the helix angle is the angle
opposite of the lead

) Machining a multi-start thread

« A thread in which the lead is an integral multiple, greater than one, of the pitch. A multi-start thread permits a more rapid

advance without a coarser (larger) thread form

First start machined

Second start machined

Pitch

D Insert profile style

Partial profile

Full profile

Full profile for fine pitches

Third start machined (Final, 3 starts thread)

Pitch

Semifull

The V partial profile insert cuts
without topping the outer diameter
of the thread. The same insert

can be used for a range of
different thread pitches which
have a common thread angle

The full profile insert will form a
complete thread profile including
the crest. For every thread pitch
and standard, a separate insert
is required

The full profile for Fine Pitches
will form a complete thread the
topping of the outer diameter
is generated by second tooth

The Semi profile insert will form

a complete thread including crest
radius but without topping the
outer diameter mainly used for
trapezoidal profiles
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D Technical Information for Threading

D Thread turning method

Thread Inserts & Tool holder Rotation Feed direction Helix method Drawing no.
. EX RH Counter clockwise Towards chuck Regular
Right Handed External -
EX LH Clockwise From chuck Reversed
) IN RH Counter clockwise Towards chuck Regular
Right Handed Internal -
INLH Clockwise From chuck Reversed [ 4]
EXLH Clockwise Towards chuck Regular
Left Handed External X
EX RH Counter clockwise From chuck Reversed [ 6|
IN LH Clockwise Towards chuck Regular
Left Handed Internal -
IN RH Counter clockwise From chuck Reversed B
External RH thread External LH thread
= | : —
-
<=
Internal RH thread Internal LH thread
[ 3
@
- =
8

D Calculating the helix angle (g)

P ( Helix angle diagram )
™
Pitch P* Pitch P*
,,,,, o [mm] c L o [tpil p=1
Feed towards - 12] ~
the chuck o 11 2.25
pe ¢ 'J_: Special
l gL = 107 Toolholders 25
””” Standard 5 E 9 3
Lﬁhellx angle % [ % 8
X o & 7 35
2 o= 6 4
5 Shim i § 5 5 ‘51'5
ard toolholder s B8
_ _ g toghoider [angle | |2 = s :
« The helix angle is calculated g B 3 9
by the ollowing formula: s 2 2 )
= - 5
£ 5 24
1 TP X N 0 Pitch diameter [mm] - g=0
B =tan’ ——— = 50 100 150 200
T X DC Feed towards = 1 24
the tailstock § 5 ]g
g E - 3 ™ g
B: Helix angle (°) Reversed % =S = N 7
P: Pitch (mm) —6 helix angle > B E:l N 6
s FE 5 5
N: No. of starts E T g T 6 ™ 45
D: Pitch diameter (mm) - H1 g o = ™ 4
15 Shim 2 £ ! N 35
Lead =P xN ard toolholder | angle s 8 8
)t angle § ; 9 N 3
= |
. . 5 = | N
The helix angle can also be The dimension 1 (cuting |3 8 101 Special Tooholders {25
found from the diagram below  gqge height) remains £ £ 2| 1 i i i i i 2o
constant with every insert/ T 12 he > n': e
shim combination
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Technical Information for Threading D

) Thread infeed method

Infeed Application
Lo . Radial infeed is the simplest and quickest method
. » When the pitch is smaller than 16 tpi ) ) P q ) )
Radial A . The feed is perpendicular to the turning axis, and both
inf « For material with short chips : . )
/\ infeed . ) flanks of the insert perform the cutting operation
n « For work with hardened material o ) .
t Radial infeed is recommended in 3 cases
+ When the thread pitch is greater than 16 tpi. Using
Flank infeed the radial method,the effective cutting edge length is
(modified) too large, resulting in chatter. for TRAPEZ and ACME. Flank infeed is recommended in the following cases
-3 \ The radial method results in three\ cutting edges,
making chip flow very difficult
« Thi thod divides the load I both flank .
N me .O vides fne foad equa y'on o TianKs, Use of the alternate flank method is recommended
Alternate resulting in equal wear along the cutting edges o . ) .
. ) ) ; especially in large pitches and for materials with
flank infeed Alternate flank infeed requires more complicated ;
. ) ) long chips
4 programming, and is not available on all lathes
D Shim
i
E ATE (External)  ATI (Through) T | Insert & 9.525 127 15875
s I size L 16 22 27
= S
E g Holder ER(LH IR(L)H ER(L)H IR(LH ER(LH IR(LH
2 é Ordering code ATE16 ATI6 ATE22 ATI22 ATE27 ATI27
% Standard shim has Resultant Helix Angle 1.5°
) Application grade
Available
Grade Features insert type
« For chip breaker type only
+ Stable machining on a wide application due to fine-grained carbide substrate ERM/IRM
PC5300 Universal grade with balanced heat resistance and toughness (Insert with Chip
« Excellent wear resistance and oxidation resistance due to AiTN coating film breaker)
Outstanding performance on high speed machining
- * A tough sub-micron substrate with TIAIN coating provides good fracture
Specialized grade for ) ER/IR
PC3030T s toughness and excellent wear resistance .
threading inserts ) ) (Ground insert)
+ Outstanding performance on STS and hard to cut materials
Specialized grade for ) ) ) . . ) E/IR
PC9070T .
threading inserts Strong wear resistance in stainless machining thanks to multilayer PVD coatings (Ground insert)

) Application range

.~ PCs0

Workpiece

Carbon steel, Alloy steel,

Cast Steel - pcasor
PC5300 |
M Stainless steel PC3030T |
PC9070T |
[~ pcsso0
Cast Steel

Aluminum, Copper

Threading @ 6



D Technical Information for Threading

2 Recommended cutting speed as per workpiece

Workpiece Hardness vc (m/min)
brinell (HB) PC3030T PC9070T PC5300
Low carbon (C=0.1-0.25 %) 125 115~190 110~190
Carbon steel Medium carbon (C=0.25-0.55 %) 150 100~175 100~165
High carbon (C=0.55-0.85 %) 170 90~155 90~155
Non-hardened 180 100~180 100~180
Low alloy steel Hardened 275 75~140 75~140
Hardened 350 70~135 70~135
i Annealed 200 80~120 80~120
High alloy steel
Hardened 325 50~100 50~100
Low alloy 200 70~130 70~130
Cast steel
High alloy 225 60~120 60~120
Stainless steel Non-hardened 200 70~130 70~150 70~130
ferritic Hardened 330 50~95 60~125 50~95
Stainless steel Austenitic 180 80~120 90~160 80~120
austenitic Super austenitic 200 30~100 40~120 30~100
Stainless steel Non-hardened 200 90~120 90~150 90~120
cast ferritic Hardened 330 65~110 65~120 65~110
M Stainless steel Austenitic 200 85~110 85~120 85~110
cast austenitic Hardened 330 60~100 60~110 60~100
Annealed (Iron based) 200 45~60 45~60
High Aged (Iron based) 280 30~50 30~50
temperature -
alloy Annealed (Nickel or Cobalt based) 250 20~30 20~30
Aged (Nickel or Cobalt based) 350 15~25 15~25
99.5% pure Titanium 400Rm 140~170 140~170
Titanium alloy —
Titanium alloy 1050Rm 50~70 50~70
Extra hard steel Hardened & tempered 55HRC 45~60 45~60
Malleable Ferritic (short chips) 130 70~120 70~120
castiron Pearlitic (long chips) 230 70~120 70~120
i Low tensile strength 180 70~130 70~130
Gray cast iron - -
High tensile strength 260 60~100 60~100
Ferritic 160 125~160 125~160
Nodular SG iron —
Pearlitic 260 90~120 90~120
Aluminum alloy Non-aging 60 100~250 100~250
wrought Aged 100 80~180 80~180
Cast 75 200~400 200~400
Aluminum alloy Cast & aged 90 200~280 200~280
Cast Si 13-22% 130 60~150 60~180
Copper and Brass a0 80~120 80~210
copper alloy Bronze and non-leaded copper 100 80~120 80~210

D Calculation of n [RPM]

ol

ve x1000 T xDCxN -’ n: Revolution Per Minute [min-1]
n= DG vo= 22T l ve: Cutting Speed [m/min]
T x 1000 D: Workpiece Diameter [mm)]
VC
2 Number of passes
B mm 0.50 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00 3.50 4.00 4.50 5.00 5.50 6.00 8.00
itc
tpi 48 32 24 20 16 14 12 10 8 7 6 55 5 45 4 3
No. of passes 4~6 4~7 4~8 5~9 | 6~10 | 7~12 | 7~12 | 8~14 | 9~16 | 10~18 | 11~18 | 11~19 | 12~20 | 12~20 | 12~20 | 15~24

% One cutting depth is calculated by total cutting depth divided into machining times

ex) ER16-1.51SO, hmin 0.92: If 10 times machining, one cutting depth is 0.092 (0.92/10)
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D Step by step thread turning

Feed direction towards the chuck was chosen
Therefore an external right Handed insert and

M40 x 2.5

Application

 Thread: External right Handed ISO metric M40x2.5

« Material: 4140 (25 HRC)

an external right Handed holder will be used

LH

« Chosen tool holder: ERH 25-16

Technical Information for Threading D

Insert size Pitch | Ordering code Shim Tool hold
Ic mm | RH(RightHended) RH(RightHanded) o0 nooer
9.525 25 ER16-2.51SO ATE16 ERHCICH6

Insert size Pitch Dimensions (mm)
IC RH (Right Handed) | H = HF B WF OAL LH
9.525 ERH25-16 25 25 25 153.6 30

H Choose the correct shim

Pitch TP

'3 Ghoose he too holde o TDetermine

Pitch TPI

[mm] s 3 B=2" ltpl] =1
Special |/ ] P
12 2.25
1 Toolholders o5
10.
9 3
8 / 35
7 / 4
6 /] 45
5 | 6
4 // 7
2 /4% %
2 14
1 18
24
0 B=0
50 100 150 200

Pitch diameter [mm]

« From the table, using a pitch of 2.5 mm (10 tpi) and a workpiece

diameter of 40 mm (1.57"), we find the helix angle to be 1.5°

n Choose the carbide grade and cutting speed

« Carbide grade chosen: PC3030T e« Cutting speed: 140 m/min

Resultant Helix angle 1.5°
IC 9.5625
Insert size
L 16
Ordering code ATE16

i vc (m/min)
Workpiece HB
PC3030T
Non-hardened 180 85~145
Lowalloy |\ ened 275 75-140
steel
Hardened 350 70~135

Determine the number of passes 8 |Summary

« Carbide grade chosen: PC3030T

« Cutting speed: 140 m/min

Thread type

ISO M40 x 2.5 External right handed

1. Feed direction

Towards the chuck

2. Insert and grade

ER16-2.51SO, PC3030T

mm 1.50 1.75 2.00 250 | 300 | 3.50 4.00
Pitch

TPI 16 14 12 10 8 7 6
No.of passes 6~10 | 7~12 | 7~12 | 8~14 | 9~16 | 10~18 11~18

3. Tool holder ERH25-16
4. Helix angle 1.5°

5. Shim ATE16

6. Cutting speed 140 m/min
7. Number of passes 10

Threading Q 8



D Technical Information for Threading

D) Cutting condition depending on

Material type

Coolant Coolant type
Material dimension 5 ID
. L—
Workpiece
Diameter and length .
chipflow character %2 \@ Folder cross section area i -
Material hardness HrC Holder overhang
HB l«— Overhang
Holders
External or internal m Through coolant option
Thread ) ) )
application Profile shape WL Shank type: Carbide, alloy
Surface finish V/7 Carbide implant grade
Machine stability Profile shape: Pitch and depth '
| &
nsert
achine ax. n ose radius
e, AON
Clamping system stability Chip breaker style @
2 Trouble shooting
Problem Possible cause Solution
Cutting speed too high > Reduce cutting speed/use coated insert
Increased Depth of cut too low/too many passes > Increase the depth of cut per pass
flank wear Unsuitable carbide grade Use a coated carbide grade
Insufficient cooling Increase coolant flow rate
N—— U
“ft‘_’e" Incorrect helix angle Choose the correct shim
cutting ] ) )
edge wear Wrong infeed method Use the alternating flank infeed method
Depth of cut too large Decrease depth of cut/ increase number of passes
Extreme Insufficient cooling Increase coolant flow rate
C plastic Cutting speed too high Reduce cutting speed
deformation Unsuitable carbide grade Use a tougher carbide
Nose radius too small Use an insert with a larger radius, if possible

Depth of cut too large

Decrease depth of cut/ increase number of passes.

Cutting Extreme plastic deformation > Use a tougher carbide
C edge Insufficient cooling Increase flow rate and/ or correct flow direction
breakage Unsuitable carbide grade Use a tougher carbide
Instability Check stability of the system
C Built-up Incorrect cutting speed Change the cutting speed
edge Unsuitable carbide grade Use a coated carbide

The tool is not at the workpiece axis height

> Change tool height

Thread profile Insert is not machining the thread crest > Measure the workpiece diameter
is too shallow
Worn insert Change the cutting edge sooner
Poor Too low cutting speed Increase cutting speed
W surface Wrong shim > Choose correct shim
quality Flank infeed method is not appropriate > Use the alternate flank or radial infeed method
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Threading Inserts with Chip Breaker D

Threading Inserts with Chip Breaker

- Economical insert
- Good toughness and high accuracy as ground type inserts
- Exclusive insert design improves chip control
- New grade for general application of various kinds of workpieces

) Features

Type Ground insert Insert with a chip breaker
C/B Code None None U
Designation ER16-1.51SO ERM16-1.51SO ERM16-1.51SO-U
Machining External Internal External Internal External Internal
Insert
Shape
Chip Shape
Class P,M,K,N, S P, M, K P, M, K
Application G-Class M-Class M-Class
* Groove-shaped chip breaker with superior » Unique 3 dimensional chip breaker improves | * Groove-shaped chip breaker with superior
chip evacuation lowers cutting load machinability with good chip control chip evacuation lowers cutting load
* Enables high precision machining « Excellent cutting edge treatment technology | * Reduces machining pass by 10~30%
Features * Applicable for machining of various shapes ensures high precision sharp cutting edge « Excellent cutting edge treatment achieves

of threads
* Applicable for machining of various
workpieces

high precision sharp cutting edge
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D Thread Inserts

Partial profile 60°

& | Designation 5 E Designation 5 E e pimensions (mm) ; q
| (Righ) |8 &  (Lefy e TP TPl | IC L RE PDY PDX Configuration
gL gL
ER 11-A60 |eo o |EL 11-AG0 |e 05~15 48~16 | 635 11 005 08 09 DX
16-A60 |@|e 16-A60 |®| | 05-15 4816 9525 16 005 08 09 | P71 & —
5 16-G60 | ® 16-G60 || [1.75-30 14-8 | 9525 16 027 12 17 = %
s 16-AG60 | @ | ® 16-AGE0|® | | 05-30 48-8 9525 16 008 12 17| ‘
o 22-N60 |o|® 22-N60 |®| |385-50 75 | 127 22 053 17 25 ,
27-Q60 | e 27-Q60 |e 55~6.0 4.5~4 15875 27 064 21 3. SEinel
IR 11-A60 |® e|IL 11-A60 |® | 05-15 48~16 | 635 11 005 08 09
16-A60 | 16-A60 |® | 05~15 48-16 9525 16 005 08 0.9 ol
= 16-G60 | ® 16-G60 |®| [175-30 14-8 (9525 16 016 12 17 %
(=}
8 16-AG60 | ® 16-AG60|® | 05-30 48-8 |9525 16 005 12 17
£ 22-N60 |o | e 22-N60 |e| |35-50 7-5 | 127 22 030 17 25
27-Q60 |e|e 27-Q60 55-60 45-4 15875 27 030 18 27 External
D Applicable holders D32, D33 e : Stock item
- - o -
Partial profile 60° (M chip breaker)
- - Pitch Dimensions (mm)
8 Designation || 8| Designation | Q . .
o [ 2N=] [+
=S (Right) 83 (e s 1p TP | IC L RE PDY PDX TR
o o o
ERM 16-A60 |e 05-15  48~16 |9525 16 008 08 09 POX
B 16-G60 | ® 175-30  14-8 9525 16 027 12 17 | ™3 ! o Mo
g 16-AG60 | ® 05-30  48-8 9525 16 008 12 17 &—.,_%
2 22-N60 | 3550 75 | 127 22 053 17 25| | Lo RN
i R S
Ve
&.‘." External
IRM 11-A60 |e 05-15  48-16 | 635 11 008 08 09
16-A60 | 05-15 48~16 |9525 16 008 08 09 Tz
60°
= 16-G60 | ® 175-30 148 |9525 16 012 12 17 /v\_)
c
5 16-AG60 | ® 05-30  48-8 9525 16 008 12 17
£ 22-N60 | ® 3550 75 | 127 22 030 17 25
External
9 Applicable holders D32, D33 ® : Stock item

Partial profile 60° (U chip breaker)

© - - Pitch Dimensions (mm)
o | Designation |g| 8| Designation |Q Confi .

i onfiguration
= (Right) 88 () 8 1p TPl IC L RE PDY PDX 9

oo a
ERM 16-AG60-U 0.5~3.0 48~8 9525 16 008 12 17
. Internal
— 60
©
£
[7]
*
ww
IRM  16-AG60-U 0.5~3.0 48~8 [9525 16 008 12 17
Internal
- 60°
©
£
(]
£
External

9 Applicable holders D32, D33 o : Stock item
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Thread Inserts D

Partial profile 55°

8 | Designation 'é :é Designation :.9: 'é Peh pimensions (mm) . .
F| Righ) |88 (ef) @ 7p TPI  IC L RE PDY PDX Configuration
S s
ER 11-A55 |e EL 11-A55 05-15 48-16 | 635 11 005 08 09 POX
16-A55 | 16-A55 | e 05-15 48-16 9525 16 005 08 09 | PoVy7| e e
E 16-G55 | e 16-G55 175-30 14-8 |9525 16 021 12 17 I | /‘O.\_)
8 16-AG55 | 16-AG55 | @ 05-30 48-8 9525 16 007 12 17 \
i 20-N55 | e 22-N55 35-50 75 | 127 22 043 17 25 | | LN/F ’_\/\/_\
27-Q55 27-Q55 55-60 45-4 [15875 27 060 20 29 ‘ - e
IR 11-A55 |e IL 11-A55 |e 05-15 48-16 | 635 11 005 08 09 POX
16-A55 | e 16-A55 05~15 48-16 (9525 16 005 08 09 RE ey o
5 16-G55 | 16-G55 175-30 14-8 | 9525 16 021 12 17 B S
E 16-AG55 | 16-AG55 | @ 05-30 488 9525 16 007 12 17
£ 22-N55 | e 22-N55 35-50 75 | 127 22 043 17 25 )t ’—\/—\/_\
27-Q55 27-Q55 55~60 45-4 [15875 27 060 20 29 S Exerndl

29 Applicable holders D32, D33

e : Stock item

Partial profile 55° (M chip breaker)

o - - Pitch Dimensions (mm)
o | Designation |8 | 8| Designation | . .
= (Right) % % (Left) % TP TPI IC L RE PDY PDX Eab it
oo o
ERM 16-A55 |e 05~15  48~16 |9525 16 008 08 09
16-G55 | o 175~30 14-8 9525 16 021 12 17 —
E 16-AG55 | ® 05-30  48-8 9525 16 007 12 17 M
g 22-N55 | e 35-~5.0 7-5 127 22 043 17 25
External
IRM 11-A55 |e 05-15 48-16 | 635 11 008 08 09
16-A55 |e® 05~15  48~16 |9525 16 005 08 09 —
E 16-G55 175~30 14~8 (9525 16 008 12 17 M
B 16-AG55 | @ 05~3.0 48~8 |9525 16 008 12 17
= 22-N55 | e 35-5.0 7-5 127 22 043 17 25 ’—\./_\/_\
External

2 Applicable holders D32, D33

o : Stock item

Partial profile 55° (U chip breaker)

© - - Pitch Dimensions (mm)
o | Designation |g| 8| Designation |Q Conti .

i onfiguration
= (Right) 88 () 8 1p TP | IC L RE PDY PDX 9

oo o
ERM 16-AG55-U 0.5~3.0 48~8 [9525 16 007 12 17
— 55
©
£
(]
=
w
IRM 16-AG55-U 0.5~3.0 48~8 [9525 16 008 12 17
Internal
— 55°
[:]
£
[7]
£
External

29 Applicable holders D32, D33

e : Stock item
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D Thread Inserts

ISO Metric

€| Designation § :c:> Designation § :c:> Peh pimensions (mm) Confi ti
S (Right) § § (Left) § § TP IC L hmin PDY PDX onfiguration
ER 11-0.35ISO | @ EL 11-0.35I1SO 035 635 11 021 08 04

11-041SO | o 11-0.41SO 04 635 11 025 07 04

11-0.451SO | ® 11-0.45ISO 045 | 635 11 028 07 04

11-0.51SO | o 11-0.5ISO 05 635 11 031 06 04

11-06ISO | o 11-0.61SO 0.6 63 11 037 06 06

11-0.7ISO | o 11-0.7ISO 07 635 11 043 06 06

11-0.75ISO 11-0.751SO 075 635 11 046 06 06

11-0.81SO | o 11-0.81SO 08 635 11 049 06 06

11-1.0ISO | o 11-1.01SO 1.0 635 11 061 07 07

11-1.25ISO | o | o 11-1.251SO 125 [635 11 077 08 09

11-151SO | o 11-151SO | ® 15 635 11 092 08 10

11-1.75ISO | o 11-1.751SO 175 | 635 11 107 08 1.

16-0.35ISO 16-0.35ISO 0.35 9525 16 021 08 04

16-0.4ISO 16-0.4ISO 0.4 9525 16 025 07 04

16-0.45ISO | o 16-0.45ISO 045 |9525 16 028 07 04 AR e
= 16-0.5I1SO | o 16-0.5I1SO | ® 05 9525 16 031 06 04
5 16-061SO | o 16-0.61SO 06 9525 16 037 06 06 m
o 16-0.7ISO | e 16-0.7ISO 07 |9525 16 043 06 06 e

16-0.75ISO | 16-0.75ISO 075 |9525 16 046 06 06

16-0.81ISO | o o 16-0.81SO 08 |9525 16 049 06 06

16-1.01SO |o o 16-1.01SO 10 |9525 16 061 07 07

16-1.25I1SO (o | o 16-1.251SO 125 |9525 16 077 08 09

16-151SO |o o 16-1.51SO 15 9525 16 092 08 10

16-1.75ISO | o | o 16-1.751SO 175 |9525 16 107 09 12

16-201SO |o o 16-2.01SO | ® 20 |9525 16 123 10 13

16-2.51SO | o o 16-2.5ISO 25 |9525 16 153 11 15

16-3.01ISO |o o 16-3.01SO | ® 30 9525 16 184 12 16

2235ISO |e o 22-3.51SO 35 127 22 215 16 23

22-401SO |e | o 22-401SO | ® 40 127 22 245 16 23

22-45I1SO |e | o 22-4.51SO 45 127 22 278 17 24

22-501SO | e | o 22-501SO | ® 5.0 127 22 307 17 25

27-5.51SO 27-5.51SO 55 15875 27 337 19 27

27-6.01SO |e o 27-6.01SO 60 |15875 27 368 20 29
29 Applicable holders D32 e : Stock item
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Thread Inserts D

ISO Metric (M chip breaker)

o - - Pitch Dimensions (mm)
o Designation S/ 8| Designation | A .
> Configuration
= (Right) § g (Left) § TP IC L hmin PDY PDX J
aa a
ERM 16-1.01ISO ° 1.0 9525 16 061 07 07
16-1.251SO 1.25 9525 16 077 08 09 T T
= 16-1.51SO (] 15 9525 16 093 08 1.0 60°
c
§ 16-1.751SO o 1.75 9525 16 1.09 09 1.2 N
>
w 16-2.0ISO ° 20 9525 16 125 1.0 1.3 W
162510 | o 25 9525 16 155 11 15 e
16-3.0ISO ° 3.0 9525 16 187 1.2 1.6
2 Applicable holders D32 o : Stock item
L] -
ISO Metric (U chip breaker)
- - Pitch Dimensions (mm)
8 Designation S 18| Designation | ’ .
= : = S Configuration
= (Right) g 8 (Left) g ™ IC L hmin PDY PDX 9
oo o
ERM 16-1.51SO-U 15 9525 16 093 08 1.0
16-2.0I1SO-U 20 9525 16 125 1.0 1.3 —
nternal
= 60°
£
"2 hmin
w
1/8P External
29 Applicable holders D32 o : Stock item
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D Thread Inserts

ISO Metric

8 Designation 'é ',é Designation 'é ',é e pimensions (mm) Confi ti
S (Right) 88 (Left) & TP IC L hmn PDY PDX entigdration
oo oo
IR 11-0.35I1SO | e IL  11-0.351SO 0.35 63 11 020 08 03
11-0.4ISO | o 11-0.4I1SO 0.4 63 11 023 08 04
11-0.451SO | ® 11-0.451SO 0.45 635 11 026 08 04
11-0.51ISO | e 11-0.51ISO | o 0.5 635 11 029 06 04
11-0.61ISO | @ 11-0.61SO 0.6 635 11 035 06 06
11-0.71SO | ® 11-0.71SO 0.7 63 11 040 06 06
11-0.75I1SO | @ 11-0.75I1SO | @ 0.75 635 11 043 06 06
11-0.8I1SO 11-0.8I1SO 0.8 635 11 046 06 06
11-1.01ISO |o o 11-1.01SO 1.0 635 11 058 06 07
11-1.251SO ° 11-1.251SO 1.25 635 11 072 08 09
11-151SO |o o 11-1.51SO ° 15 63 11 087 08 1.0
11-1.75ISO ° 11-1.75ISO 1.75 635 11 101 09 1.1
11-2.01SO |o o 11-2.01SO 20 63 11 115 09 1.1
11-251SO | o 11-2.5ISO 25 63 11 144 08 1.1
16-0.35ISO | o 16-0.35ISO 0.35 9525 16 020 08 03 T
16-0.41SO | o 16-0.41SO 0.4 9525 16 023 08 04 60°
= 16-0.451SO | @ 16-0.451SO 045 |9525 16 026 08 04
5|  16:051S0 |e 16-0.51S0 05 (9525 16 029 06 04 v
= 16-0.61SO 16-0.61SO 0.6 9525 16 035 06 06 1/8P _ External
16-0.71SO 16-0.71SO 0.7 9525 16 040 06 0.6
16-0.75ISO | ® 16-0.751SO 0.75 9525 16 043 06 06
16-0.81SO | o 16-0.81SO 0.8 9525 16 046 06 06
16-1.01ISO |o o 16-1.01SO 1.0 9525 16 058 06 07
16-1.25ISO | o o 16-1.251SO 125 19525 16 072 08 09
16-1.51SO |eo | o 16-1.51SO | o 15 9525 16 087 08 1.0
16-1.75I1SO | o o 16-1.751SO 175 19525 16 101 09 12
16-2.01SO | o o 16-2.01SO 20 9525 16 115 10 13
16-2.51SO | o o 16-2.51SO 25 9525 16 144 11 1.5
16-3.01SO |eo | o 16-3.01SO 3.0 9525 16 173 11 15
22-35I1SO |e o 22-3.51SO 3.5 127 22 202 16 23
22-401ISO |o o 22-4.01ISO | 4.0 127 22 231 16 23
22-45I1SO |e o 22-4.51SO 45 127 22 260 16 24
22-501ISO |o o 22-5.01ISO 5.0 127 22 289 16 23
27-5.51SO | o 27-5.51SO 5.5 15875 27 317 16 23
27-6.01ISO | 27-6.01ISO 6.0 15875 27 346 18 25
9 Applicable holders D33 o : Stock item
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Thread Inserts D

ISO Metric (M chip breaker)

o b - b - Pitch Dimensions (mm)
8 esignation = = esignation | § Confi .
> onfiguration
= (Right) 88 (Left) g ™ IC L hmin PDY PDX 9
aa o
IRM 11-1.51SO [ 15 635 11 085 08 1.0
16-1.01ISO [ 1.0 9525 16 058 06 0.7
16-1.251SO 125 9525 16 072 08 09 AP e
g 16-1.51ISO | @ 15 9525 16 085 08 10
E 16-1.751SO 1.75 9525 16 1.01 09 12 fmn
16-2.0I1SO o 20 9525 16 112 1.0 1.3 1/8p  External
16-2.51SO o 25 9525 16 144 141 15
16-3.0ISO ° 3.0 9525 16 1.69 1.1 1.5
29 Applicable holders D33 o : Stock item
L] -
ISO Metric (U chip breaker)
o - - Pitch Dimensions (mm)
a8 Designation Q18| Designation |Q . .
> K Configuration
= (Right) g 8 (Left) g ™ IC L hmin PDY PDX 9
oo o
IRM 16-1.51SO-U 15 9525 16 085 08 1.0
16-2.0I1SO-U 20 9525 16 112 1.0 1.3
1/4P  Internal
— o
©
£
E hin
1/8P External
2 Applicable holders D33 e : Stock item

Threading Q 16



D Thread Inserts

American UN (UN, UNC, UNF, UNEF, UNS)

8 Designation 'é ',é Designation 'é ',é e pimensions (mm) . q
=S (Right) 88 (Left) S & TP IC L hmin PDY PDX Configuration
a o a o
ER 11-72UN | e EL 11-72UN 72 635 11 022 08 04

11-64UN | ® 11-64UN 64 635 11 024 08 04

11-56UN | o 11-56UN 56 635 11 028 07 04

11-48UN | o 11-48UN 48 635 11 032 06 06

11-44UN | o 11-44UN 44 635 11 035 06 06

11-40UN | o 11-40UN 40 635 11 039 06 06

11-36UN | o 11-36UN 36 635 11 043 06 06

11-32UN | e 11-32UN 32 635 11 049 06 06

11-28UN | e 11-28UN 28 635 11 056 06 07

11-27UN | e 11-27UN 27 635 11 058 07 08

11-24UN | e 11-24UN 24 635 11 065 07 08

11-20UN | e 11-20UN 20 635 11 078 08 09

11-18UN | e 11-18UN 18 635 11 087 08 10

11-16UN | o 11-16UN 16 635 11 097 09 1.1

11-14UN | e 11-14UN 14 635 11 111 09 1.1

16-72UN 16-72UN 72 9525 16 022 08 04

16-64UN 16-64UN 64 19525 16 024 08 04

16-56UN 16-56UN 56 9525 16 028 07 04

16-48UN 16-48UN 48 9525 16 032 06 06 147 Inierncl
_ 16-44UN 16-44UN 44  |9525 16 035 06 06
g 16-40UN 16-40UN 40 9525 16 039 06 06 i
ﬁ 16-36UN 16-36UN 36 9525 16 043 06 06 1/8P_External

16-32UN | o 16-32UN 32 19525 16 049 06 06

16-28UN | o 16-28UN 28 9525 16 056 06 0.7

16-27UN | o 16-27UN 27 |9525 16 058 07 08

16-24UN |o | o 16-24UN 24 |9525 16 065 07 08

16-20UN [o | @ 16-20UN 20 (9525 16 078 08 09

16-18UN [o | @ 16-18UN 18 |9525 16 087 08 10

16-16UN |o | @ 16-16UN 16 9525 16 097 09 1.1

16-14UN |o | o 16-14UN 14 9525 16 111 10 12

16-13UN 16-13UN 13 |9525 16 120 10 13

16-12UN |o | o 16-12UN 12 |9525 16 130 11 14

16-11.5UN 16-11.5UN 115 |9525 16 135 11 15

16-11UN | o 16-11UN 11 |9525 16 142 11 15

16-10UN | o 16-10UN 10 |9525 16 156 11 15

16-9UN ° 16-9UN 9 9525 16 173 12 17

16-8UN oo 16-8UN 8 9525 16 195 12 16

22-7UN 22-7UN 7 127 22 222 16 23

22-6UN 22-6UN 6 127 22 260 16 23

22-5UN ° 22-5UN 5 127 22 312 17 25

27-4.5UN 27-4.5UN 45 |15875 27 346 19 27

27-4UN 27-4UN 4 15875 27 389 21 30
9 Applicable holders D33 e : Stock item

17 Q Threading



Thread Inserts D

American UN (UN, UNC, UNF, UNEF, UNS)

Pitch Dimensions (mm)
2 Designation § 'é Designation § E Confi .
> : S o S s guration
(= (Right) 88 (Left) 8 g TR IC L hmin PDY PDX
oo o o
IR 11-72UN IL 11-72UN 72 635 11 020 08 03

11-64UN 11-64UN 64 635 11 023 08 04

11-56UN 11-56UN 56 635 11 026 07 04

11-48UN 11-48UN 48 635 11 031 06 06

11-44UN 11-44UN 44 635 11 033 06 06

11-40UN 11-40UN 40 635 11 037 06 06

11-36UN 11-36UN 3 635 11 041 06 06

11-32UN 11-32UN 32 635 11 046 06 06

11-28UN 11-28UN 28 635 11 052 06 07

11-27UN 11-27UN 27 635 11 054 07 08

11-24UN 11-24UN 24 635 11 061 07 08

11-20UN o 11-20UN 20 635 11 073 08 09

11-18UN | o 11-18UN 18 | 635 11 081 08 10

11-16UN o 11-16UN 16 | 635 11 092 09 11

11-14UN | o 11-14UN 14 635 11 105 09 1.1

11-12UN o 11-12UN 12 635 11 122 08 1.1

11-11UN | e 11-11UN | e 1 635 11 133 08 1.1

16-72UN 16-72UN 72 9525 16 020 08 03 X -

16-64UN 16-64UN 64 9525 16 023 08 04 j e

16-56UN 16-56UN 56 9525 16 026 07 04 /W
_ 16-48UN 16-48UN 48 9525 16 031 06 06 — L M/_\
g 16-44UN 16-44UN 4 9525 16 033 06 06
H Ic 1/8P External
2 16-40UN 16-40UN 40 9525 16 037 06 06
- 16-36UN 16-36UN 3 9525 16 041 06 06

16-32UN 16-32UN 32 9525 16 051 06 06

1628UN | o 16-28UN 28 9525 16 052 06 07

16-27UN 16-27UN 27 9525 16 054 07 08

16-24UN 16-24UN 24 9525 16 061 07 08

16-20UN | o 16-20UN 20 9525 16 073 08 09

16-18UN | o 16-18UN 18 |9525 16 081 08 1.0

16-16UN | o 16-16UN 16 |9525 16 092 09 1.1

16-14UN | o 16-14UN 14 |9525 16 105 09 12

16-13UN 16-13UN 13 9525 16 113 10 13

1612UN |eo | @ 16-12UN 12 9525 16 122 11 14

16-11.5UN | o 16-11.5UN 115 (9525 16 128 11 15

16-11UN |e | @ 16-11UN 11 |9525 16 133 11 15

16-10UN | o 16-10UN | o 10 |9525 16 147 11 15

16-9UN 16-9UN 9 |9525 16 163 12 17

16-8UN ° 16-8UN ° 8 9525 16 183 12 15

22-7UN 22-7UN 7 127 22 209 16 23

22-6UN 22-6UN 6 127 22 244 16 23

22-5UN 22-5UN 5 127 22 293 17 23

27-4.5UN 27-4.5UN 45 15875 27 326 19 24

27-4UN 27-4UN 4 |15875 27 367 21 27

29 Applicable holders D33

e : Stock item

Threading Q 18



D Thread Inserts

Whitworth (BSW, BSF, BSP, BSB)

8 Designation 'é ',é Designation 'é ',é Pich Dimensions (mm) . .
= (Right) 88 (Left) 88 TP IC L hmin PDY PDX Configuration
o o o o
ER 11-72wW ° EL 11-72W 72 635 11 023 07 04
11-60W ° 11-60W 60 635 11 027 07 04
11-56W ° 11-56W 56 635 11 029 07 04
11-48W ° 11-48W 48 635 11 034 06 06
11-40W ° 11-40W 40 635 11 041 06 06
11-36W ° 11-36W 36 635 11 045 06 06
11-32W . 11-32W 32 635 11 051 06 06
11-28W ° 11-28W 28 635 11 058 06 07
11-26W ° 11-26W 26 635 11 063 07 08
11-24W ° 11-24W 24 635 11 068 07 08
11-22W ° 11-22W 22 635 11 074 08 09
11-20W ° 11-20W 20 635 11 081 08 09
11-19W ° 11-19W 19 635 11 086 08 10
11-18W ° 11-18W 18 635 11 09 08 10
11-16W ° 11-16W 16 635 11 102 09 1.1
11-14W . 11-14W . 14 635 11 116 10 12
16-72W ° 16-72W 72 |9525 16 023 07 04
16-60W . 16-60W 60 9525 16 027 07 04
16-56W . 16-56W 56 9525 16 029 07 04 PDX
16-48W ° 16-48W 48 19525 16 034 06 06 PDYf
E 16-40W | ® 16-40W 4 9525 16 041 06 06 T W
g 16-36W o 16-36W 3% 9525 16 045 06 06| | |y /-
w 16-32W ° 16-32W 32 9525 16 051 06 06 7 LN
16-30W | o 16-30W 30 9525 16 055 06 07 < ROAST tornal
16-28W o o 16-28W 28 9525 16 058 06 07
16-26W 16-26W 26 9525 16 063 07 08
16-24W ° 16-24W 24 |9525 16 068 07 08
16-22W ° 16-22W 22 9525 16 074 08 09
16-20W ° 16-20W 20 (9525 16 081 08 09
16-19W o o 16-19W 19 |9525 16 086 08 10
16-18W . 16-18W 18 |9525 16 090 08 10
16-16W . 16-16W 16 9525 16 102 09 1.1
16-14W °o o 16-14W 14 |9525 16 116 10 12
16-12W ° 16-12W 12 |9525 16 136 11 14
16-11W oo 16-11W 11 |9525 16 148 11 15
16-10W . 16-10W 10 |9525 16 163 11 15
16-9W . 16-9W 9 9525 16 181 12 17
16-8W . 16-8W 8 9525 16 203 12 15
22.7W ° 22.7W 7 127 22 332 16 23
22.6W . 22.6W ° 6 127 22 271 16 23
22.5W ° 22.5W 5 127 22 325 17 24
27-45W ° 27-4.5W 45 |15875 27 361 18 26
27-4W 27-4W 4 15875 27 407 20 29
9 Applicable holders D32 ® : Stock item

19 Q Threading



Thread Inserts D

Whitworth (M chip breaker)

o = - Pitch Dimensions (mm)
o Designation S/ 8| Designation | A .
> Configuration
S (Right) 88 (Left) & TP IC L hmin PDY PDX 9
aa o
ERM 16-11W (] 11 9525 16 116 1.0 12
16-14W [ 14 9525 16 148 1.1 15 IR T
= 16-19W o 19 9525 16 08 08 10 w
c [
£ ]
R0.137P
External
9 Applicable holders D32 o : Stock item
u -
Whitworth (U chip breaker)
- - Pitch Dimensions (mm)
8 Designation S 18| Designation | ’ .
= : = S Configuration
= (Right) g 8 (Left) gl ™ IC L hmin PDY PDX 9
oo o
ERM 16-14W-U 14 9525 16 116 1.0 1.2
16-11W-U 11 9525 16 148 1.1 15

Internal

R0.137P  Internal
55°
T
fimin
Al
R0.137P

External

29 Applicable holders D32

e : Stock item

Threading Q 20



D Thread Inserts

Whitworth (BSw, BSF, BSP, BSB)

o . ) - = . . | Pitch Dimensions (mm)
3 Desgnatlon § E Designation § E Configuration
(S (Right) R R (Left) @ &l TP IC L hmin PDY PDX
g e g
IR 11-72wW ° IL 11-72w 72 635 11 023 07 04

11-60W ° 11-60W 60 635 11 027 07 04

11-56W ° 11-56W 56 635 11 029 07 04

11-48W ° 11-48W 48 635 11 034 06 06

11-40W ° 11-40W 40 635 11 041 06 06

11-36W ° 11-36W 36 635 11 045 06 06

11-32W ° 11-32W 32 635 11 051 06 06

11-28W ° 11-28W 28 635 11 058 06 07

11-26W ° 11-26W 26 635 11 063 07 08

11-24W ° 11-24W 24 635 11 068 07 08

11-22W ° 11-22W 22 635 11 074 08 09

11-20W 11-20W 20 635 11 081 08 09

11-19W oo 11-19W ° 19 635 11 08 08 10

11-18W ° 11-18W ° 18 635 11 090 08 10

11-16W ° 11-16W ° 16 635 11 102 09 1.1

11-14W ° 11-14W ° 14 635 11 116 09 1.1

11-12W ° 11-12W ° 12 635 11 132 09 12

16-72W ° 16-72W 72 9525 16 023 07 04

16-60W ° 16-60W 60 9525 16 027 07 04

16-56W ° 16-56W 56 9525 16 029 07 04 Fox o
_ 16-48W ° 16-48W 48 9525 16 034 06 06 i TREERE
g 16-40W | o 16-40W 40 9525 16 041 06 06 - =
ﬁ 16-36W ° 16-36W 36 9525 16 045 06 06 N/ nial A

16-32W | e 16-32W 32 9525 16 051 06 06 7 Lw\

16-30W | ® 16-30W 30 9525 16 055 06 07 Tl S

16-28W ° 16-28W 28 9525 16 058 06 0.7

16-26W ° 16-26W 26 9525 16 063 07 08

16-24W ° 16-24W 24 9525 16 068 07 08

16-22W ° 16-22W 22 9525 16 074 08 09

16-20W ° 16-20W 20 9525 16 081 08 09

16-19W ° 16-19W 19 9525 16 08 08 1.0

16-18W ° 16-18W 18 9525 16 090 08 1.0

16-16W ° 16-16W 16 9525 16 102 09 1.1

16-14W L) 16-14W 14 9525 16 116 10 12

16-12W ° 16-12W 12 9525 16 136 11 14

16-11W L) 16-11W 1 9525 16 148 11 15

16-10W ° 16-10W 10 9525 16 163 11 15

16-9W ° 16-9W 9 9525 16 181 12 17

16-8W ° 16-8W 8 9525 16 203 12 15

22-7W 22-7W 7 127 22 332 16 23

22-6W ° 22-6W 6 127 22 271 16 23

22-5W ° 22-5W 5 127 22 325 17 24

27-45W | e 27-4.5W 45 15875 27 361 18 26

27-4W ° 27-4W 4 15875 27 407 20 29

9 Applicable holders D33

21 Q Threading

o Stock item



Thread Inserts D

Whitworth (M chip breaker)

o = - Pitch Dimensions (mm)
o Designation S/ 8| Designation | A .
> Configuration
= (Right) 88 (Left) & TP IC L hmin PDY PDX 9
a o a
IRM 16-14W 14 9525 16 116 1.0 12
16-11W L] 1 9525 16 148 141 15
R0.137P  Internal
c
g o
g ¥
RO.137P
External
29 Applicable holders D33 o : Stock item
u -
Whitworth (U chip breaker)
- - Pitch Dimensions (mm)
8 Designation S 18| Designation | ’ .
= : 32 3 Configuration
S (Right) g 8 (Left) gl ™ IC L hmin PDY PDX 9
a o o
IRM 16-14W-U 14 9525 16 116 1.0 1.2
16-11W-U 11 9525 16 148 141 15

Internal

R0.137P  Internal
55°

)
hmin
pN
R0.137P

External

2 Applicable holders D33

o : Stock item

Threading Q 22



D Thread Inserts

British Standard Pipe Thread (BSPT)

8 Designation § ',é Designation 'é ',é Pich Dimensions (mm) . .
= (Right) 88 (Left) 88 T IC L hmin PDY PDX Configuration
a o a o
ER 11-28BSPT EL 11-28BSPT 28 635 11 058 06 06
11-19BSPT 11-19BSPT 19 635 11 08 08 09
11-14BSPT 11-14BSPT 14 635 11 116 09 10
_ 16-28BSPT 16-28BSPT 28 9525 16 058 06 06 0137p  Iniernal
g 16-19BSPT | o 16-19BSPT 19 9525 16 086 08 09
X 16-14BSPT 16-14BSPT 14 |9525 16 116 10 12
16-11BSPT | o 16-11BSPT 11 9525 16 148 11 15
IR 11-28BSPT IL 11-28BSPT 28 635 11 058 06 06
11-19BSPT 11-19BSPT 19 635 11 08 08 09 .
11-14BSPT 11-14BSPT 14 635 11 116 09 10 eor
E 16-28BSPT 16-28BSPT 28 |9525 16 058 06 06 A R e
5 16-19BSPT | o 16-19BSPT 19 9525 16 08 08 09 \
E 16-14BSPT 16-14BSPT 14 9525 16 116 10 12 -
16-11BSPT | o 16-11BSPT 11 9525 16 148 11 15 Sy | [ L HOIS7P
9 Applicable holders D32, D33 e : Stock item
National Pipe Thread (NPT)
8 Designation § ',é Designation § ',§ e pimensions (mm) s .
S (Right) 88 (Left) 88 TAM Ic L hmin PDY PDX Configuration
oo oo
ER 1127NPT | e EL 11-27NPT 27 635 11 066 07 08
11-18NPT | o 11-18NPT 18 635 11 101 08 10
11-14NPT | o 11-14NPT 14 635 11 133 08 10
_ 16-27NPT | o 16-27NPT 27 9525 16 066 07 08 3030~
g 16-18NPT | o 16-18NPT 18 9525 16 101 08 10 \
= 16-14NPT | ® 16-14NPT 14 9525 16 133 09 12 | | W28 || N/ \
16-11.5NPT | o 16-11.5NPT 115 (9525 16 164 11 15 External
16-8NPT | o 16-8NPT 8 9525 16 242 13 18
IR 11-27NPT | e IL 11-27NPT 27 635 11 066 07 08
11-18NPT | o 11-18NPT 18 635 11 101 08 10 POX
11-14NPT |o o 11-14NPT | e 14 635 11 133 08 10 Por
_ 1627NPT | o 16-27NPT 27 9525 16 066 07 08 N 30|30~/
g 16-18NPT 16-18NPT 18 9525 16 101 08 10 1 W
£ 16-14NPT | o 16-14NPT 14 9525 16 133 09 12| /N | || N\
16-11.5NPT| o 16-11.5NPT | o 115 (9525 16 164 11 15 © External
16-8NPT | o 16-8NPT | o 8 9525 16 242 13 18

9 Applicable holders D32, D33

23 @ Threading

o Stock item



Thread Inserts D

National Pipe Threads-Dryseal (NPTF)

8 Designation 'é 'é Designation ',9: E Pieh pimensions (mm) Confi .
= (Right) g <§ (Left) g ‘§ TPI IC L hmin PDY PDX I
ER 11-27NPTF EL 11-27NPTF 27 | 635 11 064 07 08
11-18NPTF 11-18NPTF 18 | 635 11 100 08 10 oo
11-14NPTF 11-14NPTF 14 |63 11 135 08 10
_ 16-27NPTF 16-27NPTF 27 19525 16 064 07 08 30| 30" —emel
% 16-18NPTF | o 16-18NPTF 18 9525 16 100 08 10
X 16-14NPTF 16-14NPTF 14 9525 16 135 09 12
16-11.5NPTF 16-11.5NPTF 115 |9525 16 163 11 15 —
16-8NPTF 16-8NPTF | o 8 |9525 16 238 13 18
IR 11-27NPTF IL 11-27NPTF 27 1635 11 064 07 08
11-18NPTF 11-18NPTF 18 635 11 100 08 10 oo
11-14NPTF 11-14NPTF 14 635 11 135 08 10 ™ -Pov
_ 16-27NPTF 16-27NPTF 27 9525 16 064 07 08 ﬂL 30" 30"/~
g 16-18NPTF 16-18NPTF 18 9525 16 100 08 10 . a0
£ 16-14NPTF 16-14NPTF 14 Joss 16 135 09 12 | AN/ ||| N/ \
16-11.5NPTF 16-11.5NPTF 115 (9525 16 163 11 15 © External
16-8NPTF 16-8NPTF 8 |9525 16 238 13 18
2 Applicable holders D32, D33 e : Stock item
Round DIN405 (RD)
8| Designation § "é Designation § "E Preh pimensions (mm) . .
= (Right) 88 (Left) & & T IC L hmn PDY PDX Configuration
oo o o
ER 16-10RD EL 16-10RD 10 9525 16 127 11 12
16-8RD o 16-8RD 8 19525 16 159 14 13
16-6RD 16-6RD 6 9525 16 212 15 17
= 22-6RD 22-6RD 6 127 22 212 15 17 RO.22104P Iniernet
g 22-4RD ° 22-4RD 4 127 22 318 22 23
= 27-4RD 27-4RD 4 |15875 27 318 22 23 1|
R0.22104P/ External
IR 16-10RD IL 16-10RD 10 9525 16 127 11 12
16-8RD 16-8RD 8 19525 16 159 14 14 oo
16-6RD ° 16-6RD 6 9525 16 212 14 15 [y Pov
_ 22-6RD 22-6RD 6 127 22 212 15 17 LN S e
g 224RD | o 22-4RD 4 127 22 318 22 23 7N
£ 27-4RD 27-4RD 4 |15875 27 318 22 23 \@7 )
e R0.22104P External

2 Applicable holders D32, D33

o : Stock item

Threading Q 24



D Thread Inserts

Trapez DIN 103 (TR)

8 Designation § ',é Designation 'é ',é e pimensions (mm) Confi ti
= (Right) § ‘§ (Left) g <§ TP IC L hmin PDY PDX ontigration
ER 11-1.5TR | EL 11-15TR |e 15 635 11 090 08 09
16-1.5TR 16-1.5TR 15 |9525 16 090 10 1.1
16-20TR | ® 1620TR | o 20 (9525 16 125 11 13
_ 16-30TR | o o 16-3.0TR | o 30 9525 16 175 13 15 - e
§ 2240TR |o o 22-40TR | e 40 127 22 225 17 19 i
= 2250TR |o o 22-50TR | e 5.0 127 22 275 21 25
27-60TR |o o 27-60TR | e 60 |15875 27 350 23 27 S
IR 11-1.5TR IL 11-15TR | e 15 | 635 11 090 08 09
16-1.5TR | ® 16-15TR | o 15 9525 16 090 10 1.1 oox
16-2.0TR | o 16-2.0TR | e 20 |9525 16 125 11 1.3 T POy
_ 16-25TR | ® 16-25TR | o 25 9525 16 153 12 14 = gor merel
g 16-30TR | ® 16-30TR | o 30 (9525 16 175 13 15 : bin
£ 2240TR |e 2240TR |e 40 | 127 22 225 17 19 N\
22.50TR | ® 22-5.07R 50 | 127 22 275 21 25 | uoy Exterma
27-60TR | e 27-60TR | e 60 (15875 27 350 23 27
9 Applicable holders D32, D33 ® : Stock item
American ACME (ACME)
8 Designation 'é ',C:’ Designation 5 ',=:> Peh pimensions (mm) . -
S ) 88 (Left) ® & T | IC L hmin PDY PDX Configuration
&8 g8
ER 11-16ACME EL 11-16ACME 6 635 11 092 10 1.1
16-16ACME 16-16ACME 16 |9525 16 092 10 1.
16-14ACME 16-14ACME 14 |9525 16 103 10 12
16-12ACME 16-12ACME 12 9525 16 119 11 12
B 16-10ACME 16-10ACME 10 9525 16 152 13 14 o e
g 16-8ACME 16-8ACME 8 9525 16 184 14 15 1
E 16-6ACME 16-6ACME 6 9525 16 237 17 19
22-6ACME 22-6ACME 6 127 22 237 18 21 o
22-5ACME 22-5ACME 5 127 22 279 20 23
27-4ACME 27-4ACME 4 15875 27 343 24 27
IR 11-16ACME IL 11-16ACME 6 | 635 11 092 09 09
16-16ACME 16-16ACME 16 9525 16 092 10 1.1
16-14ACME 16-14ACME 14 9525 16 103 11 12
_ 16-12ACME 16-12ACME 12 |9525 16 119 12 13 o e
g 16-10ACME 16-10ACME 10 |9525 16 15 12 13 X
£ 16-8ACME 16-8ACME 8 9525 16 184 14 15
16-6ACME 16-6ACME 6 9525 16 237 17 19 S
22-6ACME 22-6ACME 6 127 22 237 18 21
22-5ACME 22-5ACME 5 127 22 279 20 23
27-4ACME 27-4ACME 4 15875 27 343 23 26
9 Applicable holders D32, D33 e : Stock item

25 @ Threading



Thread Inserts D

Stub ACME (STACME)

8 Designation :.9_., E Designation 'é ',§ reh pimensions (mrm) . .
S (Right) 38 (Left) S & TP IC L hmin PDY PDX Configuration
o o a| o
ER 11-16STACME EL 11-16STACME 16 635 11 060 10 10

16-16STACME 16-16STACME 16 (9525 16 060 10 10

16-14STACME 16-14STACME 14 9525 16 067 11 1.1

16-12STACME 16-12STACME 12 (9525 16 076 12 12

16-10STACME 16-10STACME 10 (9525 16 102 12 13 o e
= 16-8STACME 16-8STACME 8 19525 16 121 14 15 \3—\_/J :
5 16-6STACME 16-6STACME 6 9525 16 152 17 18 -
a 22-6STACME 22-6STACME 6 | 127 22 152 17 18 .

22-5STACME 22-5STACME 5 | 127 22 178 21 23

27-4STACME 27-4STACME 4 15875 27 216 23 24

27-3STACME 27-3STACME 3 15875 27 279 29 29

IR 11-16STACME IL 11-16STACME 16 635 11 060 10 10

16-16STACME 16-16STACME 16 9525 16 060 10 10

16-14STACME 16-14STACME 14 9525 16 067 11 1.1 X by

16-12STACME 16-12STACME 12 (9525 16 076 11 12 I
= 16-10STACME 16-10STACME 10 9525 16 102 12 13 ﬁ o
g 16-8STACME 16-8STACME 8 9525 16 121 14 15 N - I
= 16-6STACME 16-6STACME 6 |9525 16 152 17 18 \ /

22-6STACME 22-6STACME 6 | 127 22 15 17 18 . Extemel

22-5STACME 22-5STACME 5 | 127 22 178 21 23

27-4STACME 27-4STACME 4 15875 27 216 23 24

27-3STACME 27-3STACME 3 |15875 27 279 29 29
9 Applicable holders D32, D33 e : Stock item

Threading Q 26



D Thread Inserts

UNJ (Unified Constant Thread)

8 Designation 55 Designation 55 Piteh el e ()
= Right 35 35 . Configuration
(= (Right) § § (Left) § § TPI IC L hmin PDY PDX
ER 11-48UNJ EL 11-48UNJ 48 635 11 031 06 05
11-44UNJ 11-44UNJ 44 635 11 033 06 06
11-40UNJ 11-40UNJ 40 635 11 037 06 06
11-36UNJ 11-36UNJ 36 635 11 041 06 06
11-32UNJ 11-32UNJ 32 635 11 046 06 07
11-28UNJ 11-28UNJ 28 635 11 052 07 07
11-24UNJ | e 11-24UNJ 24 635 11 061 07 08
11-20UNJ 11-20UNJ 20 63 11 073 08 09
11-18UNJ 11-18UNJ 18 635 11 081 08 10
11-16UNJ 11-16UNJ 16 635 11 092 09 1.1
11-14UNJ 11-14UNJ 14 635 11 105 10 12
16-48UNJ 16-48UNJ 48 9525 16 031 06 05
16-44UNJ 16-44UNJ 44 9525 16 033 06 06 POX
16-40UNJ 16-40UNJ 40 9525 16 037 06 06 | G
16-36UNJ 16-36UNJ 36 9525 16 041 06 06 . SIS L
S 16-32UNJ | @ 16-32UNJ 32 (9525 16 046 06 07 | | _| F
g 16-28UNJ | o 16-28UNJ 28 9525 16 052 07 07 / E i > /N
b 16-24UNJ | o 16-24UNJ 24 9525 16 061 07 08 ic e Extemal
16-20UNJ | @ 16-20UNJ 20 (9525 16 073 08 09
16-18UNJ 16-18UNJ 18 19525 16 081 08 1.0
16-16UNJ | @ 16-16UNJ 16 19525 16 092 09 1.1
16-14UNJ 16-14UNJ 14 |9525 16 105 10 12
16-13UNJ 16-13UNJ 13 |9525 16 113 10 13
16-12UNJ | @ 16-12UNJ 12 19525 16 122 11 13
16-11UNJ 16-11UNJ 11 9525 16 133 12 15
16-10UNJ 16-10UNJ | o 10 (9525 16 147 12 15
16-9UNJ 16-9UNJ 9 9525 16 163 13 17
16-8UNJ 16-8UNJ 8 9525 16 183 12 16
22-7UNJ 22-7UNJ 7 127 22 209 17 23
22-6UNJ 22-6UNJ 6 127 22 244 17 23
22.5UNJ 22-5UNJ 5 127 22 293 18 25
27-4.5UNJ 27-4.5UNJ 45 |15875 27 326 20 27
27-4UNJ 27-4UNJ 4  |15875 27 367 22 30

9 Applicable holders D32

27 Q Threading

o : Stock item



Thread Inserts D

UNJ (Unified Constant Thread)

Pitch Dimensions (mm)
§ Designation 5 'é Designation § ',c:> Configuration
= (Right) 28 (Left) S 3| TP IC L hmin PDY PDX
g8 g8
IR 11-48UNJ IL 11-48UNJ 48 635 11 028 06 05

11-44UNJ 11-44UNJ 44 635 11 030 06 06

11-40UNJ 11-40UNJ 40 635 11 033 06 06

11-36UNJ 11-36UNJ 36 635 11 037 06 06

11-32UNJ 11-32UNJ 32 635 11 042 06 07

11-28UNJ 11-28UNJ 28 635 11 047 07 07

11-24UNJ 11-24UNJ 24 635 11 055 07 08

11-20UNJ 11-20UNJ 20 635 11 066 08 09

11-18UNJ 11-18UNJ 18 635 11 074 08 10

11-16UNJ 11-16UNJ 16 635 11 083 09 1.1

11-14UNJ 11-14UNJ 14 9525 11 095 10 12

16-48UNJ 16-48UNJ 48 9525 16 028 06 05

16-44UNJ 16-44UNJ 44 9525 16 030 06 06

16-40UNJ 16-40UNJ 40 9525 16 033 06 06

16-36UNJ 16-36UNJ 36 9525 16 037 06 06 5/16P ‘nt‘gg?‘
= 16-32UNJ 16-32UNJ 32 9525 16 042 06 07 h
5 16-28UNJ 16-28UNJ 28 9525 16 047 07 07
E 16-24UNJ 16-24UNJ 24 |9525 16 055 07 08 M

16-20UNJ 16-20UNJ 20 9525 16 066 08 09

16-18UNJ 16-18UNJ 18 9555 16 074 08 1.0

16-16UNJ 16-16UNJ 16 9525 16 083 09 1.1

16-14UNJ 16-14UNJ 14 9525 16 095 10 12

16-13UNJ 16-13UNJ 13 9525 16 102 10 13

16-12UNJ 16-12UNJ | o 12 9525 16 111 11 13

16-11UNJ 16-11UNJ 11 9525 16 121 12 15

16-10UNJ 16-10UNJ 10 9525 16 133 12 15

16-9UNJ 16-9UNJ 9 9525 16 148 13 17

16-8UNJ 16-8UNJ 8 9525 16 166 12 16

22-7UNJ 22-7UNJ 7 127 22 190 17 23

22-6UNJ 22-6UNJ 6 127 22 221 17 23

22-5UNJ 22-5UNJ 5 127 22 266 18 25

27-4.5UNJ 27-4.5UNJ 45 15875 27 295 20 27

27-4UNJ 27-4UNJ 4 15875 27 332 22 30

2 Applicable holders D33

o : Stock item
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D Thread Inserts

American Buttress (ABUT)

8 Designation § ',é Designation 'é ',é e pimensions (mm) Confi ti
= (Right) § ‘§ (Left) g <§ TPI IC L hmin PDY PDX ontigration
ER 11-20ABUT EL 11-20ABUT 20 635 11 084 10 14
11-16ABUT 11-16ABUT 16 635 11 105 13 19
16-20ABUT | ® 16-20ABUT 20 19525 16 084 10 14
16-16ABUT 16-16ABUT 16 9525 16 105 13 19 0163160 77 niemel
g 16-12ABUT 16-12ABUT 12 |9525 16 140 14 20 S\
§ 16-10ABUT 16-10ABUT 10 (9525 16 168 15 23
22-8ABUT 22-8ABUT 8 127 22 210 20 32 0.16316P [
22.6ABUT 22-6ABUT 127 22 280 22 35
IR 11-20ABUT | ¢ IL 11-20ABUT 20 635 11 084 10 14
11-16ABUT 11-16ABUT 16 635 11 105 13 19
_ 16-20ABUT | ® 16-20ABUT 20 (9525 16 084 10 14 DI,  Tiem
g 16-16ABUT 16-16ABUT 16 9525 16 105 13 19 fin
£ 16-12ABUT 16-12ABUT 12 |9525 16 140 14 20
16-10ABUT 16-10ABUT 10 9525 16 168 15 23 0.16316P
22-8ABUT 22-8ABUT 127 22 210 20 32
22.6ABUT 22-6ABUT 127 22 280 22 35
9 Applicable holders D32, D33 o : Stock item
British Buttress (BBUT)
§ Designation :?_, ',C:’ Designation :?-, ',C:’ pren pimensions (mm) Configuration
= (Right) S 8 (Left) §'& T Ic L hmin PDY PDX
oo a o
ER 16-16BBUT | @ EL 16-16BBUT 16 |9525 16 080 11 16
16-12BBUT 16-12BBUT 129525 16 107 14 21 | .
_ 16-10BBUT 16-10BBUT 10 |9525 16 128 14 22 i 0277 el
g 16-8BBUT 16-8BBUT 9525 16 161 16 25 v\
ﬁ 22-8BBUT 22-8BBUT 127 22 161 16 25 | B\
T
IR 16-16BBUT | ® IL 16-16BBUT 16 9525 16 080 11 16
16-12BBUT 16-12BBUT 12 |9525 16 107 14 241 S
16-10BBUT 16-10BBUT 10 |9525 16 128 14 22 -t 027P 7 e
g 16-8BBUT 16-8BBUT 8 955 16 161 16 25 —- AL
£ 22-8BBUT 22-8BBUT 8 127 22 161 16 25 Nt [ \ i \ /
IC L External

D Applicable holders D32, D33

29 @ Threading

o Stock item



Thread Inserts D

Metric Butiress (SAGE)

8 Designation 'é 'é Designation 5 E Pieh pimensions (mm) Confi .
S (Right) g ‘§ (Left) § g TP | IC L hmin PDY PDX onfiguration
ER 16-2.0SAGE EL 16-2.0SAGE 20 9525 16 174 147 208
22-2.0SAGE 22-2.0SAGE 20 | 127 22 174 147 208 R
= 22-3.0SAGE | o 22-3.0SAGE 30 127 22 260 179 260 5
5|  27-4.0SAGE 27-4,0SAGE 40 15875 27 355 193 820 ;
u>j hn:n
0.26384P. Extornal
IR 16-2.0SAGE | o IL 16-2.0SAGE 20 9525 16 150 152 22
22-3.0SAGE 22-3.0SAGE 30 | 127 22 225 166 29 S—
5 27-4.0SAGE | ® 27-4.0SAGE 40 [15875 27 309 212 32 7%
'::: hmin
- 0.26384P. Eigi]
2 Applicable holders D32, D33 o : Stock item
API
8 Designation 'é 'é Designation :.9_., E Piieh pimensions (mrm) . .
S (Right) 38 (Left) 8 & TP IC L hmin PDY PDX Configuration
o o o o
ER 22-4API382 | e EL 22-4API382 4 127 22 309 21 28
22-4API383 22-4API383 4 127 22 308 21 28
22-4API502 | @ 22-4API502 4 127 22 375 20 29
22-4API503 22-4API503 4 127 2 374 20 29 POX_
22-5AP1403 22-5API1403 5 | 127 22 29 18 26 | g
7 22-6API551 22-6API551 6 | 127 22 141 26 20 [ | ternl
E 27-4API382 | ® 27-4API382 4 15875 27 309 21 28 | | ([
i 27-4API383 27-4API383 4 15875 27 308 21 28 /
27-4API502 27-4API502 4 15875 27 375 21 31 c S
27-4API503 27-4API503 4 15875 27 374 21 31
27-5AP1403 27-5API403 5 15875 27 299 19 27
IR 22-4API382 IL 22-4API382 4 [127 2 309 21 28
22-4API383 22-4API383 4 127 22 308 21 28
22-4API502 | @ 22-4API502 4 127 2 375 21 31 POX_
22-4API503 22-4API503 4 127 22 374 20 29 [
= 22-5AP1403 22-5API403 5 | 127 22 299 18 26 X - e
5 22-6APIS51 | ® 22-6API551 6 | 127 22 141 26 20 e\ I
£ 27-4API382 27-4API382 4 [15875 27 309 21 28 N7 || LN
27-4API383 | @ 27-4API383 4 15875 27 308 21 28 ic Externa
27-4API502 | @ 27-4API502 4 15875 27 375 21 31
27-4API503 | @ 27-4API503 4 15875 27 374 21 31
27-5API403 | @ 27-5API403 5 |15875 27 299 19 27

29 Applicable holders D32, D33

o : Stock item
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D Thread Inserts

API Buttress Casing (BUT)

- | = | Pitch Dimensions (mm)
8 Designation == Designation == n -
= : 85 Q|5 Configuration
= (Right) § § (Left) § § TPl | IC L hmin PDY PDX d
aa o a
ER 22-5BUT75 | e EL 22-5BUT75 5 127 22 155 31 19 POX
22-5BUT1 22-5BUT1 5 127 22 155 341 1.9 PDY—]
— % Internal
g
2 7l N hmin
u - / o T
T e a
IC 90{' g External
IR 22-5BUT75 |e IL 22-5BUT75 5 127 22 155 28 19 DX
=arctg(IPF/24
22-5BUT1 | o 22-5BUT1 5 |127 22 155 28 19 oy a=aret( m:al
© I
E \
2 | L
= \ 10°
1o 99/9' ¥ External
9 Applicable holders D32, D33 o : Stock item
° - - — | | Pitch Dimensions (mm)
a Designation == Designation o= Confi .
: onfiguration
= (Right) 3 8 (Left) $' & TP IcC L hmin PDY PDX d
aa o a
ER 16-10APIRD | ® EL 16-10APIRD 10 9525 16 141 12 14 DX
16-8APIRD | @ 16-8APIRD 8 9525 16 1.81 1.3 15 DY —
= *f 30° | 30° nternal
] b
3 oL
i )
IC
IR 16-10APIRD | ® IL 16-10APIRD 10 9525 16 141 12 14 PDX
16-8APIRD | @ 16-8APIRD 8 9525 16 181 13 15 [~y PoY
g y —* ol Internal
] 7 5
: R
‘k\ ‘\1 47 External

9 Applicable holders D32, D33

o : Stock item

Extreme Line Casing (EL)

° - | = | Pitch Dimensions (mm)
a Designation == Designation = = Confi n
: onfiguration
= (Right) 88 (Left) &' &/ TP IC L hmin PDY PDX 9
aa aa
ER 22-6EL15 EL 22-6EL15 6 127 22 121 19 19
22-5EL125 22-5EL125 5 127 22 171 23 24 e
E imeml
c h
:q} mn
> .
w hmint
9(1:» \va External
IR 22-6EL15 IL 22-6EL15 6 127 22 139 18 19 Pox
22-5EL125 22-5EL125 5 |127 22 191 22 24 e | [T Pov a=arctg(IPF/24)
Internal
- 6l6°
g 4* ghmm‘ ﬂ
E \ vy B
X hmint
IC 9(15- \'a External
9 Applicable holders D32, D33 o : Stock item
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External Holders D

ER(L)H

(Screw on system) o i
LH
‘ LF * R type holder
HF H
(mm)
Designation Stock Inscribed H B L WE HE LH Insert sc Shim screw Shim RH Shim LH Wrench
R | L | circle @N m} N/ &7 /@
ER(L)H 08N-11 6.35 8 8 1364 11 8 175
10N-11 6.35 10 10 70.0 11 10 17.5 ST11IN - - - TWO8P
12N-11 ° 6.35 12 12 80.0 12 12 175
12N-16 9.525 12 12 83.2 16 12 22 ST16N - - - TW10P
09-16 9525 | 952 952 63.6 16 952 205
12-16 L] 9.525 12 12 83.2 16 12 22
16-16 ® o 09525 16 16 100.0 16 16 20.5 STH6 STA16 ATE16 ATI22 TW10P
20-16 ® | e | 0525 20 20 128.6 20 20 30
25-16 o 9.525 25 25 153.6 25 25 30
32-16 L] 9.525 32 32 173.6 32 32 30
25-22 LI 12.7 25 25 155.7 25 25 36
32-22 L] 12.7 32 32 175.7 32 32 36 ST22 STA22 ATE22 ATI22 TW20P
40-22 127 40 40 205.7 40 40 36
25-27 ® o | 15875 25 25 151.6 32 25 35
32-27 hd 15875 2 2 1766 2 32 40 ST27 STA27 ATE27 ATI27 TW25L
40-27 (] 15.875 40 40 206.6 40 40 40
50-27 15.875 50 50 256.6 50 50 40
2 Applicable inserts D11~D14, D17, D19, D20, D23~D27, D29~D31 + Helix angle is 1.5 ° for all holders  + No shim needed for N type holder e : Stock item
ER(L)H-C
(Clamp on system) we °
LF * R type holder
HF H
(mm)
Designation Stock Inscribed H B L WE HE LH Shim screw Clamp Shim RH Shim LH Wrench
R | L | circle m @ NS/ /@
ER(LH  20-16C ® o | 0525 | 20 20 1286 20 20 30 TWioP
25-16C e | & 0525 25 25 153.6 25 25 30 STA16 CTH16 ATE16 ATI16 TW15P
32-16C o 9.525 32 32 173.6 32 32 30
25-22C e o 127 25 25 155.7 25 25 36
32-22C ° 127 32 32 175.7 32 32 36 STA22 CTH22 ATE22 ATI22 TW20P
40-22C o 12.7 40 40 205.7 40 40 36
25-27C o 15.875 25 25 151.6 25 25 35
Bt 15875 2 2 1766 2 32 40 STA27 CTH27 ATE27 ATI27 TW25L
40-27C 15.875 40 40 206.6 40 40 40
50-27C 15.875 50 50 256.6 50 50 40
—@ Applicable inserts D11~D14, D17, D19, D20, D23~D27, D29~D31 + Helix angle is 1.5 ° for all holders  + No shim needed for N type holder e : Stock item
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D Internal Holders

I R ( L) H @D Min. machining Dia DOCN-MS =
(Screw on system) | S
LF * R type holder
(mm)
. . Stock Inscribed L Insert screw  Shim screw Shim RH Shim LH Wrench
Designation L | e | DMIN DOCN-BD H LF WF LUX P @ T =2 /@f
|R(L)H 10DN-11 e o 6.35 13 10 100 95 100 7.3 -
10N-11 L 6.35 13 20 100 180 180 7.3 25 ST1IN - - TWO08P
13N-11 ® | o | 635 16 20 130 180 180 89 32
13N-16 ® o | 9525 17 20 127 180 180 103 32
16N-16 ® o | 9525 20 20 16.0 180 180 115 40 ST16N - - TW10P
16DN-16 ® | o | 0525 20 16 16.0 152 150 113 32
20-16 ® o | 9525 24 20 200 180 180 134 40
25-16 ® | o | 9525 29 32 250 290 250 163 60
25D-16 L] 9.525 29 25 245 226 200 16.1 45 ST16 STA16 ATI16 ATE16 TW10P
32-16 ® | o | 9525 36 32 320 290 250 196 60
40-16 L] 9.525 44 40 400 360 300 238 60
20N-22 [ 12.7 27 20 200 180 180 156 50 ST22N - - TW20P
25-22 o o 12.7 32 32 250 290 250 174 60
25D-22 (] 127 32 25 246 226 200 172 45 ST22 STA22 ATI22 ATE22 TW20P
32-22 [ 127 39 32 320 290 250 215 60
40-22 ° 12.7 47 40 400 360 300 258 60
32-27 o 15.875 | 40 32 320 290 250 224 60
40-27 o 15875 | 48 40 400 360 300 264 60 ST27 STA27 ATI27 ATE27 TWa5L
50-27 ° 15875 | 58 50 500 450 350 314 75
60-27 ° 15875 | 69 60 600 540 400 364 75
9 Applicable inserts + Helixangle is 1.5 ° for all holders  « No shim needed for N type holder ~ « Processing smaller than D uses NFTT or MSB e : Stock item

D11, D12, D15, D16, D18, D21~D26, D28~D31

IR(L)H-C

(Clamp on system)

@D Min. machining Dia.

DOCN-MS

* R type holder
(mm)
. . Stock Inscribed DOCN- Shim screw Clamp Shim RH Shim LH Wrench
Designation R L | circe DMIN MS BD H LF  WF LUX m} @ \@/ ﬁ
|R(L)H 20-16C ° 9.525 24 20 200 180 180 134 50
25-16C (] 9.525 29 32 250 280 250 163 60 TW10P
25D-16C L] 9.525 29 25 246 226 200 16.1 45 STA16 CTH16 ATI16 ATE16 TW15P
32-16C [ 9.525 36 32 320 290 250 196 60
40-16C [ 9.525 44 40 400 360 300 238 60
25-22C L] 12.7 32 32 250 290 250 174 60
25D-22C ° 12.7 32 25 246 226 200 172 45 STA22 CTH22 ATI22 ATE22 TW20P
32-22C [ 12.7 39 32 320 290 250 215 60
40-22C [ 12.7 47 40 400 360 300 258 60
32-27C (] 15.875 | 40 32 320 290 250 224 60
40-27C 15.875 | 48 40 400 360 300 264 60 STA27 CTH27 ATI27 ATE27 TW25L
50-27C o 15875 | 58 50 500 450 350 314 75
60-27C 15875 | 69 60 605 540 400 364 75
) Applicable inserts D11, D12, D15, D16, D18, D21~D26, D28~D31 + Helix angle is 1.5 © for all holders e : Stock item
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Vertical Type Holders D

’ z Il

LF
\ * R type holder
‘
T@
HF u

VETR
(mm)
- Clamp Clamp screw Screw Wrench
. . Applicable
Designation Stock| H=(h) B LF WF : @ W ﬁ
inserts
VTH 2020R o 20 20 125 264
TW15P
2525R (] 25 25 150 334 VETR CS6R1 DHA0617 FTKA03510 HW30L
3225R 32 25 170 334
o : Stock item
2 Vertical type thread insert
Uncoated Dimensions (mm)
Picture Designation i Configuration
g ° Pitch PDX [¢]
= (TP)
7}
VETR 080 0.8 14
100 o 1.0 14 PDX
125 1.25 1.4 Xff“
150 ° 1.5 12 -
1
175 1.75 1.2 L
200 ° 2.0 12 o
250 25 14 {j‘i
300 [ 3.0 1.6
150F ° 08~15 14 IC:9.525 S1:4.76
300F (] 1.5~3.0 1.6
e : Stock item
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Technical
information for
PARTS

E3 Shim

E4 Cartridge
E4 Chip breaker
E4 Chip cover
E4 Clamp

E5 Coolant bolt
E5 Wrench bolt
E5 Lever

E6 Locator

E6 Nut

E6 Pin

E6 Screw

E7 Shim pin
ES8 Spring

E8 Wrench

ES8 Stop ring
E8 Washer
E8 Stopper

E8 Nozzle

KORLOY
Parts

2



E Parts

2 Shim
L Dimension i i
Geometry Designation a b c s d _angle Geometry Designation bDlmer;swns d _angle
SC32 85 3.18 49 SES33C | 91 12 476 35
SC32N 85 3.18 488
SC42 125 318 6.9
g =2~ |SC42N | 116 318 6.5
T lscsa 157 4t 79
’Ti SC53N | 146 4.76 8.1
~ %y | sce3 1885 4.76 10 SK33C | 933 147 48 35
L SC63N | 17.8 476 96 SK33CL | 933 147 48 35
SC83 244 476 12.8
SC84N 242 635 13
SC42B | 125 3.18 6.9
b SR10 84 318 47
SR12 10 318 47
T SR16 1355 4.76 6.9
a ﬂTt SR20 171 485 7.9
Y | SR25 2 635 96
SC42CC | 125 3.18 35 ) SR32 278  6.35 13
ﬂ* SR42CC |12575 3.18 35
Qb
SC32D | 927 3.18 6.48 )
SC43D | 1245 476 7.34 N SR10S 88 3.18 54
SC53D | 1562 476 9.65 “T |SR12s 1055 318 54
SC63D | 188 476 1125 [ -
SC84D | 25.08 6.35 14.85 @ Eﬂ
SC42S | 115 3.18 6.4 )
SC32S 83 3.8 54 SS32 85 3.18 49
SS32N 85 3.18 488
SS42 125 318 6.9
a o0 =] SS42B | 125 318 69
l SS42N | 116 318 65
SC63V | 1835 476 55 SS53 157 476 79
SC83V | 253 476 6.55 @a @H SS53N | 146 476 8.11
SC84v 253 6.35 6.35 — SS63 18.85 4.76 10
SC32V | 912 3.18 34 SS63N | 17.8 476 96
SC42V | 126 3.18 45 SS84 244 635 12.8
SC44V | 126 635 45 SS84N | 242 6.35 13
SC54V | 1575 6.35 55 R b SS42CC | 125 3.18 35
SS32V | 912 3.18 34 ‘ S§S32CC | 93 3.18 35
SS42V | 126 3.18 45 ‘
SS54V | 1575 6.35 55 @a }di
SS64V 189 6.35 55 —
I
s b SS32D | 927 3.18 577
SD317 | 935 27 52 ‘ 90 SS43D | 1245 476 7.34
SD32N 85 3.18 4.88 - |sS53D | 1562 476 9.65
SD42 125 318 6.9 . -a + ﬂ SS63D | 188 476 11.25
SD42N | 116 3.8 6.5 N iR SS84D | 2515 6.35 14.43
SD43N | 116 475 6.5
a b S$S32S 83 318 54
SD32D 92 318 58 SS428 | 115 3.18 6.4
SD43D | 1245 476 7.34 ] Ft
— FHoa ++d
O [
‘ ' CJ
SS42SAF| 112 3 55
SD32S 85 3.18 54
SD42S | 115 3.18 6.4
ST317 935 27 5
SD32V | 9.12 3.8 34 ST317B | 935 27 5
SD43V | 126 476 45 ST317N | 85 27 4.88
SD44V | 126 6.35 45 ST42 125 318 6.9
ST42N 116 3.18 6.5
ST53 157 476 79




Parts E

D Shim D Cartridge
_— Dimensions P f
Geometry Designation A b p N Geometry Designation a bDlmel;swns 4 angle
ST32CC | 935 3.18 35 LAPDR-AJ |M407 30 15 10
a
C=
. | k-
ST32C1 | 9.13 3.18 4.95
ST42C1 | 123 3.18 4.95
D Chip breaker
N Dimensions
Ge t
ometry Designation = b c 4 mmn
ST32D | 935 3.18 577 ‘$ b CB20 85 34 20
ST43D | 1252 4.76 7.34 o
ST53D 157 4.76 9.65 g
ST63D | 1887 476 11.25 A °©
ST32M 87 3.18 47
ST43M 125 476 6.3 .
D Chip cover
_— Dimensions
Geometr! D \i
y esignation b c T oD
ST32S 85 3.8 5.4 _ | CFMP3R14R1-A| 105 20 1 (@4.3)
d CFMP3R-A 18 1 (04.3)
b| | CFMP4R-A 8 22 1 (043
= lad
ST32V 9.12 3.18 34
ST44V 126 6.35 45
D Clamp
—— Dimensions
G t
eometry Designation i b c d anh
SV32D 92 318 5.8 a b CAO05R 89 55 176 33
SV43D | 1229 476 734 : — CAO6R | 12 72 206 53
| I CH5R3 | 785 7.2 148 3.1
¢ CH6R4 |1202 9 2397 375
g Wt
SV32D2 | 92 318 58
SV32S 84 3.18 54
CBH4.5R1| 8 574 177 4
CBH45R2| 95 64 18 4
CBH5R1 | 10 78 213 5
SW317 935 27 5 CBH6R1 12 9.3 26 6
SW317N | 85 27 4.88
SW42 125 3.18 6.9
SW42N | 116 3.18 6.5
a b CDH6N 95 10 186 6.1
el RN CDH7N | 7.9 114 147 47
SW32D | 925 3.8 58 +—+ CDH8N | 109 169 224 6.1
SW43D | 1245 476 734 ¢ CDH8N1 | 109 169 191 61
SW53D | 1562 476 9.65 g \g CDH8N2 | 109 169 254 6.1
SW63D | 188 476 1125 CDH8N3 | 125 198 254 92
SW84D | 24.89 6.35 14.43
a b CDS8N | 108 17 222 5
SW43M | 125 476 6.2 P
Sw32m | 852 318 52 >/ =
JiEAN.
CGH5R1 | 195 95 288 25
912 3.18 ) d
gmi\\; 126 6.8 Z; == /7 CGH5R2 | 205 95 288 35
SW54V | 1575 476 55 i; . ﬁ CGHSR3 | 225 95 288 55
a b




E Parts

D Clamp D Coolant bolt
N Dimensions . . Dimensions
Geometry Designation a b 7 d angie Geometry Designation a b c d BT a
CGH6R1 | 223 119 232 25 CBA1OOINMM | M16 @54 @43 47 14 (32)
CGH6R2 | 232 119 232 34 CBA100-IN-254 | M12 @44 @36 415 10 (25)
. CGH6R3 | 240 119 232 42 CBA125IN M0 065 @54 56 17 (38)
I CBA125-IN-25.4 | M12 @44 @36 435 10 (25)
\ b B @ | CBAI25MM | M20 @65 @54 57 17 (35)
R a CBA160-IN M24 @83 @73 56 19 (38)
b |[CHH3SR1 75 67 13 245 AN | [ceateoum | M20 @83 073 53 17 (39)
— |CHH4.5R1| 7.9 7.85 141 254 ° 9 == | ceP100-N M6 050 @43 486 14 (32)
CHH5.5R1) 98 10 164 4 g CBP100-N-254 | M12 @44 @36 465 10 (25)
CBPI0O-MM-1 | M16 @50 @43 486 14 (36)
CBP125-IN M0 @65 @54 56 17 (38)
CBP125N-254 | M12 @44 @36 55 10 (25)
-t =%, |CH4R1 74 5 141 3 CBPI2ZSMM | M20 @65 @54 57 17 (%)
‘ CH5R1 100 66 202 45 CBP125-MM-1 | M20 @61 @54 656 14 (33)
M CBP160-N M24 @83 @73 56 19 (38)
CBP160-MM | M20 @83 @73 53 17 (34)
J\ O
a b |CHSR2 | 685 7 138 2 D Wrench bolt
—1 |CH6R2 885 87 165 2 ; -
Dimensions
G -
c CH6R3 118 10 23 42 eometry Designation 5 = 1 i
! SB0825 | 13 6 8 25 MO8x125
KN . SB1025 @ 16 8 10 25 M10x1.50
= £ SB1035 @ 16 8 10 35 M10x150
A gm%m 1;5 79 16 626 @ APQ? | ] IsB1230 | 18 10 12 30 Mi2x175
cm:ggl - 180'57 1186‘556 1852285 na s A SB1630 | 24 14 16 30 Mi6x20
T [ C = N . .
B SB1645 | 24 14 16 45 M6x20
N
‘ ‘/ CMHGR6 | 185 79 16 626 SB2040 | 30 17 20 40 M20x25
d b
CB1025 | 13 6 8 25 MOBx1.25
‘ gMHeRs igg H 17-51 CB1025 | 16 8 10 25 M10x1.50
. [ |cmHeLs | 2 751 CB1035 16 8 10 35 MIOx150
CB1230 | 18 10 12 30 M12x1.75
N . CB1245 | 18 10 12 45 M12x1.75
I 0. CB1630 | 24 14 16 30 M16x20
s 7 CB1645 | 24 14 16 45 M16x20
-~ oo [|CSSRI ' 145 2 CB2040 | 30 17 20 40  M20x25
—] |CS6R1 88 85 181 27
o CS8R1 118 10 23 42
e 2 Lever
d CTH6L1 | 235 12 254 1435
-4 - -
(T (7 |CTHeR1 25 12 254 1435 Geometry Designation bD'"‘e';sm“sd
@ . &- CTH6R2 | 2178 129 3122 17.33 . LR10 se 05 17 s
] -l‘ o - LR12 37 135 134 35
2 ol b LR16 475 187 183 43
d LR20 59 205 187 555
e sy (OVHS o T 88 T ' ﬁ — LR25 735 2425 237 62
L (Cp= (CvHv. 2 14 7 8 — " [LR32 845 207 2695 79
. = CVH4 255 145 6 7 " LV2 s . 7'5 s X
i CVHS 017 75 95 — LvV3B a1 10 95 37
335 18, : : :
CVHE > 8 10 b LV4B 47 1455 156 47
. > |CXH8N | 101 100 175 d LV4BN 47 16 149 468
— e
. FQ LV3 37 10 12 36
\E l LV3N 375 10 12 355
LV3AN 375 121 114 464
LV3C 31 10 78 36
a
=~ LV3CN 32 10 78 36
) Coolant bolt — LV3DN 32 1165 95 355
i i Dimensions b - LV4 47 14.55 14 47
Geometry Designation a b ¢ d BT & d L LV4N 47 1345 132 468
LV5 6 171 17 6
B (@) . |CBAGG3AINMM M10 @25 @16 37 8 (27) ° . LVN & 164 1708 5%
% CBAOG3-4INMM | M10 @25 @16 425 8 (27) LV5AN 6 18;32 173 595
NI ——— CBAOSOINMM | M12 @28 @18 455 10 (32) LV6N 75 20' s 21‘ 7 6
— CBPOG3-INMM | M10 @22 @16 386 8 (27) LVSN sle 25'5 254 s.e
d CBPOSO-INIMIM | M12 go5 @1g 486 10 (32) : : : -




Parts E

D Lever 9 Screw
Geometry Designation A bDlmer::smnsd Geometry Designation = I;ime:sio:s B &
!‘a’l LV4A 46 1324 995 47 CHX0625 1420UNC 248 11 10 4
— LV4AN | 47 133 10 468 CTX03510 |M35X06 10 47 53 15
b ) dI*, = CTX04513 |M5X075 131 69 68 20
X/ ' ‘ CTX04513H |W5X075 131 72 68 20
) 8| T b <% CTX0515 M5X08 15 8 7 20
CTX0517 | M5X08 175 10 7 20
CTX0621 MeX10 212 124 9 25
2 Locator DHA0514 | W5X08 140 50 70 25
Dimensions DHA0617 | M6x10 170 7.0 75 30
Geometry Designation A b G d DHA0620 M6x10 20.0 80 80 3.0
DHA0624 | M6x10 240 120 85 3.0
LFMP3R-A | M35 187 101 46 (©) aI }ai DHA0815 | MeXiZ 155 625 625 40
LFMPAR1-A | M5 243 138 62 Bl Lol |o.| |DHAOB18F | Wexio 18 85 55 40
LFMP4R-A | M45 263 138 62 b DHA0820 | MBX1Z 200 80 90 40
DHA0821F | M8X10 210 85 85 4.0
DHA0825 | M8X125 250 10.0 9.0 4.0
DHA0830 | M8X125 30.0 115 115 4.0
LFMASR-A | M3 185 95 48 ETGA0520CBM | M5X08 20 65 20 43°
LFMA4R-A | M35 26 131 73 ETGD0825 | MeX1Z5 252 TR
ETKA0523 | M5X08 23 76 20 43
ETKA0625 | M5X10 255 88 20 43
ETKD0516 | M5X08 164 68 20 40°
ETKD0620 | M6X10 20 83 25 40°
ETNA02506 |M25X045 5.7 34 7 4%
ETNA0408 | MX07 8.0 51 15 43
— Dimensions ETNAO412 | MX07 12 51 15 43:
a b ¢ d BT a ETNAO511 | M5X08 11.0 64 20 43
N e NO407 | M4X07 75 6 7 3 Em’o‘?;g;f “ﬁ;xxo";s 67285 2; ; :g
@’ dliﬁ al NO508 |M5X08 83 66 7 3 ETND03509 | Wi5X0s 9.6 10 4
= N i FTGAO03507 | M35X06 7.0 53 15 60°
B FTGAO03508 | M35X06 8.0 53 15 60°
- FTGAO03510 | M35X06 10.0 53 15 60°
FTGA03512 | M35X06 12.0 50 15 60°
FTGAO411F | MX05 11.0 70 15 60°
D Pin FTGAO417CBM | M4X07 17.0 55 15 62°
o Di i FTGAO0510-P| M5X08 10.0 70 20 63
EEL CEIEED Imer:;smns FTGA0512-P| I5X08 120 70 20 63
PN0308 | 30 8 FTGA0513 | M5X08 132 70 20 61°
aI PNO310 | 30 10 FTGA0513-P| 5X08 130 70 20 63
b PNO312 | 30 12 FTGA0517 | M5X08 17.0 75 20 61°
PNO314 | 30 14 (TR FTGAOG21 | M6X10 215 90 20 6r°
PNO515 | 48 33 145 ’ dL L Je [FTGA0s26 | Mexiz 260 116 25 6f°
a bt . ) FTKA02206 |M22X045 55 30 6 60°
- — FTKA02206S |M22X045 56 305 7 60°
FTKA02555 |M25X045 5.5 35 7 60°
FTKA02565 |M25X045 6.5 35 7 60°
9 Screw FTKA02565S |M25X045 6.5 38 8 60°
i i FTKA0307 | M3X05 7.2 42 9 60
Geometry Designation Dimensions - FTKA03508 |N35X06 84 55 15 60°
a b ¢ d B(T) a FTKA03510 | M35X06 10.4 55 15 60°
o /i AZ0508F MsXxo5 13 8 9 @2 FTKA03511A | M35X06 11.0 52 15 60°
dL ! ] |AZ0514 M5X08 14 7 9 025 FTKA0408 | MéX07 84 55 15 60°
% - J FTKA0410 | M¢X07 100 55 15 60°
g e FTKAO411K | MX07 110 68 15 60°
“ ! FTKAO0412B | MX07 125 55 15 60°
BHA0510 | M5X08 15 10 85 40 FTKAO0413 | MéX07 130 55 15 60°
@dﬂ ‘ BHA0512 | M5X08 17 12 85 40 FTNA01633 |M6X035 3.3 26 6 60°
L:vu 2} |BHAO612 | MéX10 18 12 10 50 FTNA0203 | M2X04 3.0 27 6 60°
18| |« BHA0614 | M6X10 20 14 10 50 FTNA02033 | M2X04 33 27 6 60°
b BHA0616 | M6X10 22 16 10 5 FTNA0204 | M2X04 43 27 6 60°
BHAOGIO-NYLOK| M6X10 25 19 10 5 FTNA02205 |M22X045 4.5 30 6 60°
_ ~ |CHX0407 | W4X07 95 736 57 25 FTNA0238 | M2X04 38 30 6 60°
@ dI af |CHX0415 | MX07 175 15 54 25 FTNA0305 | M3X05 5.2 42 9 60
= . CHX0510 | M5X08 131 101 7.7 3 FTNA0306 | M3X05 6.2 42 9 60
o b CHX0518 M5X08 215 18 8 3 FTNA0307 | M3X05 7.2 42 9 60°
CHX0622 | M6X10 265 22 10 4 FTNA0408 | MX07 85 55 15 60°
@dl E@ CHX0513 | M5X08 13 8 64 25 FTNAO411 | M4X07 11.0 55 15 60°
1 CHX0616 | M6x10 162 101 85 3 FTNA0511 | M5X08 11 70 20 63
|8] c CHXO0617L |l6x10guy 17.2 101 85 3 FTNA0513 | M5X08 13.0 70 20 60°
b CHX0621 | M6X10 21 101 85 3 FTNA0516 | M5X08 16.0 70 20 60°




E Parts

2 Screw
. . Dimensions Dimensions
Geomet ignation
eometry Designation a b ¢ d BT a Geometry Designation A b c d BT &
FTNBO411 | M4X07 10.8 57 15 60° T R, a FHGA0618 |M4X07 11 69 6 15
FTNCO04509 | M45X0.75 9.5 68 20 55° el
o dT; B FTNCO04511 | M45X075 11.5 68 20 55° @ de} —
T . b o bc
FINBONS | Zx0s 9 28 27 &0 FHGAOG1S | M6X10 18 85 40 61
FINB02512 | 25X045 12 35 35 60° i PXMAO306 | M3X05 5.9 57 2 90°
FINB02512-P| 25X045 12 35 35 60° @ dI 2 ¥a| |SHX0310 | M3X0s 10 59 2 91°
FINBO2514 | 25X045 14 35 35 60° 4
FINB02514-P| 25X045 14 35 35 60° Ll b
. FINBO316 | 3X05 16 45 42 60°
b = FTNB0316-P | 3X05 16 45 42 60° RHAO510 VX 08 10 70
X05 1 4. ° : '
Enggg;gz aésxoo?e 22 5?6 s.g gg RHA0G13 | M6X10 163 13 105 40
FINB03S24 | 35X06 24 56 55 60° d[ = al |RHAOG20 | M6X10 24 20 105 40
FINB0426 | 4X07 26 67 55 60° e
FTNB0528 | 5X08 28 65 7 60° ~ b |
KHA0508 | M5X08 8 25
KD | woXis 10 28 VAX05098 | WEX08 9 415 5 2
{e‘.\} aI I KHA0612 MBXW:O 12 3.0 VHX0512B | M5X08 12 65 5 2
\E} 1! KHA0812 MBX125 12 40 VHX0512BN | M5X0.8 12 656 5 2
¢ KHAO815 | M8X125 15 40 VHX0514 | M5X08 145 825 5 2
ﬁ:ﬁ}g;g mmiw 15 50 VHX0613N | M6X10 134 7.5 593 25
10X15 20 5.0
VHX0617 | M6X10 17 10 6 25
KHBO417 | M4X07 17.2 45 25 2
> o o 8 SO i i
@ 1 © ’{ VHX0817N | MgX10 17.05 7.98 7.9 3
o] B o VHX0820N | M8X10 207 7.98 79 3
b b VHX0820AN | M8X10 205 103 7.9 3
VHX0821 | M8X10 21 10 8 3
— KHClol) | wfes 10 81 25 OO VHXOB2IN | 1BX10 212 968 79 3
& alﬁ]} KHCO812 | M8X125 12 9 40 90° VHX0823N | MEX10 235 103 79 3
C ‘ KHC1016 | M10X15 16 123 50 90° VHX0825 | M8X10 25 12 8 3
b KHC1020 | M0X15 20 163 50 90° VHX1027N | MI0X10 27.2 144 98 5
VHX1236N | M2X10 36 183 11.8 5
KHD0510 | M5X08 10 9 3 25
KHD0610 | M6X10 10 10 4 3
KHD0810 | M8X125 10 10 75 4
P ~ |vHX0613A | M6Xx10 134 91 60 25
7E8)
@ -1 el
LTX0512 | M5X08 151 12 7.3 20 i e
LTX0514 | M5X08 171 14 7.3 20
SHXNOS09F | M5X05 3506 8.65 6.3 3.5
SHXNOGOOF | M6X075 M4X07 9 7.8 4
SHXNOG1OF | M6X075 WX05 10 7.8 4
_ MHA0512 | M5X08 17.0 10.8 8.0 4.0 SHXNO712F | M7X075 W5X08 12 85 5
@ dL_—:} Jol MHB0310 | M3X05 134 80 55 25
= %Y |MHB0410 | M4X07 140 80 7.0 3.0
Bl R WHB1055 | MoX15 65 50 16 8 WTX0813 | M8X125 17.2 49 85 25
b MHB1260 | Mi2X155 72 55 18 10 WTX0817 | M8X125 22 49 85 25
MHB1680 | Mi6X20 96 75 24 14
N | MHX0523 | M5X08 235 9.7 10 25
(©) dL )l [WHX0s | wexio 258 10 11 3
= — | MHX0630 | M6X10 30 125 105 4
i
PTKAO2508 | 125X045 8 5 38 8 92° D Shim pin
PTKA03510 | M35X06 10 5 5 15 92° o .
PTKA0407 | M4X07 7 46 55 15 86° Geometry Designation IMENSIONS
PTKAO407F | M4X05 7.3 38 65 15 91° a b c d
PTKAO408 | M4X07 8 56 55 15 86° SP3 55 35 59
PTKAO408F | M4X05 83 57 65 15 91° SP3N 685 3.3 5.55
Lo |Frma s oo a7 g5 15 ot
) | PTKAOHITF| WeX05 113 67 65 15 OF° - SPAN 2 s -
I” [PTKAO412 | M4X07 12 75 59 15 92° CT W ( X SP5 : : :
c PTKAO412F | M4X05 123 97 65 15 91° . . i SPSN 85 568 9
b PTKAOM3F | MAX05 13.3 107 65 15 91° a SP6N 11 60 1.0
PTKAO512 | M5X08 12 7 69 20 92° SP8N 120 100 1535
PTMAO03508 | M35X06 8 53 6 9 90° sPam 5 4 M5X08 6
PTMAO403F M4X05 33 17 65 15 91° d
PTMAO404F | M4X05 43 27 65 15 91° @aﬁ ol 2?“1 22 12: m:ig; :
PTMAO405F | M4X05 53 37 65 15 91° 3W- : : :
PTMAO0406F | M4X05 6.3 47 65 15 91° SP4M 5 19 M5X08 6
PTMAO411 | M4X07 11 85 66 15 90°




Parts E

D Shim pin 2 Wrench
. ) Dimensions L Dimensions
Geometry Designation = b c d Geometry Designation A b B(T)
SP3D 3.7 131 UNF10-32 5.6 TWO07S 140 60 7
SP3D2 3.6 12 UNF10-32 55 TWO08S 150 76 8
— SP3DS 37 1154  UNF10-32 5.6 ZEE% TW09S 165 70 9
aﬂ d 7% SP4D 497 1719 UNF1/428 7.2 b ™ | TW15S 190 90 15
L SP4DL 5 171 UNF1/4 28 7 a TW20S 195 91 20
b SP4DS 497 1326 UNF1/428
SP5D 621 219 UNF5/16-24 9.44
SP6D 7.75 219 UNF3/8-24 11.02 TW20 75 80 20
SP8D 9.02 29.63 UNF7/16-20 14.21 TW25 74 80 25
LSPS3 60 8.2 5.55 a TW15-100 | 127 80 15
LSPS4 65 10 7 TW20-100 127 80 20
LSPS5 69 114 8.85 L
a LSPS6 69 13 1 ﬁr
LSPS8 73 16.5 15.2 SW15S 150 13
) Spring é b Tﬁ | p— )
a
- Dimensions - -
Geometry Designation = b G d
_'i‘,‘ H d SR2 4.0 28 126 04
- D) Stop ring
C
| — Dimensions
) Geometry Designation A b 7 d
CRO03 48 2.6 0.4 3.0
SPRO315 | 30 15 CR04 66 36 04 40
SPR0415 | 40 15 d CRO5 76 46 04 50
- a SR3 92 125 W : : : :
SR4 40 1.0 b | c
} b SPRO714 | 7 14 -2 .
_ ER03 7.0 2.6 0.6 3.0
IS SPRORI 2 ° ERO4 | 90 35 06 40
a SPR0714 | 7 ] ER05 11 43 06 50
ARARARARAAN SPRO811 | 8 11
b\l | —— c
D Wrench ) Washer
L Dimensions " :
Geometry Designation a b B(T) Geometry Designation A bDlmer;smns
HW20L 52 18 2
- WA3 11.0 6.8 05~1.0
- : 78 HW25L | 565 205 25 WA4 100 53 0510
¢# HW30L 66 23 3 a
bl HW35L 72 25 35
— HW40L 74 29 4 ; .
HW50L 85 33 5
b HW40 82 80 4
HW50 9% 90 5
a ) Stopper
L Dimensions
o8 Geometry Designation a b & @
<—aﬂ SW50L 70 275 STP5 1102 11 30°
[* a d“( -
b “ [
AR =
o \‘}( 80 c
TWO06P 63 6
T TWO7P 63 7
——— ‘::1[ TWosP | 71 8 D Nozzle
TWO09P 75 9
a TW10P 78 10 - Dimensions
TW15P & 5 Geometry Designation A b
TW20P 86 20 , CN0605 6 4.6
- a - TW15L 60 21 15
rt TW20L 60 21 20 a -
b
il
b
@}T
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F Technical Information

Workpiece Material Grades

D Carbon steel and alloy steel for structural use

Korea ISO Japan U.S.A Great Britain | Germany France Russia
Type AISI BS DIN NF
KS ISO Jis SAE BS/EN DIN/EN NF/EN GocT
Carbon steel SM10C C10 S10C 1010 040A10 C10E XC10
045A10 C10R
045M10
SM15C C15E4 S15C 1015 055M15 C15E -
C15M2 C15R
SM20C - S20C 1020 070M20 c22 c22
C22, C22E C22E C22E
C22R C22R C22R
SM25C C25 S25C 1025 C25 c25 C25
C25E4 C25E C25E C25E
C25M2 C25R C25R C25R
SM30C C30 S30C 1030 080A30 C30 C30 307
C30E4 080M30 C30E C30E
C30M2 CC30 C30R C30R
C30E
C30R
SM35C C35 S35C 1035 C35 C35 C35 35T
C35E4 C35E C35E C35E
C35M2 C35R C35R C35R
SM40C C40 S40C 1039 080M40 C40 C40 40T
C40E4 1040 C40 C40E C40E
C40M2 C40E C40R C40R
C40R
SM43C - S43C 1042 080A42 - 40T
1043
SM45C C45 S45C 1045 C45 C45 C45 45T
C45E4 1046 C45E C45E C45E
C45M2 C45R C45R C45R
SM48C - S48C - 080A47 - - 45T
SM50C C50 S50C 1049 080M50 C50 C50 50T
C50E4 C50 C50E C50E
C50M2 C50E C50R C50R
C50R
SM53C - S53C 1050 - - 50T
1053
SM55C C55 S55C 1055 070M55 C55 C55
C55E4 C55 C55E C55E
C55M2 C55E C55R C55R
C55R
SM58C C60 S58C 1059 C60 C60 C60 60T
CB0E4 1060 CB0E C60E C60E
C60M2 C60R C60R C60R
Nickel SNC236 SNC236 40XH
chromium SNC415(H) SNC415(H) -
steel SNC631(H) SNC631(H) - - 30XH3A
SNCB815(H) 15NiCr13 SNC815(H) 655M13(655H13) | 15NiCr13 -
SNC836 SNC836 - - - - -
Nickel SNCM220 20NiCrMo2 SNCM220 8615 805A20 20NiCrMo2 20NCD2 -
chromium 20NiCrMoS2 8617(H) 805M20 20NiCrMoS2
molybdenum 8620(H) 805A22
steel 8622(H) 805M22
SNCM240 41CrNiMo2 SNCM240 8637 - -
41CrNiMoS2 8640
SNCM415 SNCM415 -
SNCM420(H) SNCM420(H) 4320(H) 20XH2M(20XHM)
SNCM431 SNCM431 - -
SNCM439 SNCM439 4340 -
SNCM447 SNCM447 - -
SNCM616 SNCM616 -
SNCM625 SNCM625 -
SNCM630 SNCM630 -
SNCM815 SNCMB815 - -
Chromium SCr415(H) SCr415(H) 17Cr3 156X
steel 17CrS3 15XA
SCr420(H) 20Cr4(H) SCr420(H) 5120(H) - 20X
20Crs4
SCr430(H) 34Cr4 SCr430(H) 5130(H) 34Cr4 34Cr4 34Cr4 30X
34Crs4 5132(H) 34Crs4 34CrS4 34CrS4
SCr435(H) 34Cr4 SCr435(H) 5135(H) 37Cr4 37Cr4 37Cr4 35X
34Crs4 37Crs4 37CrS4 37CrS4
37Cr4
37CrS4
SCr440(H) 37Cr4 SCr440(H) 5140(H) 530M40 41Cr4 41Cr4 40X
37Crs4 41Cr4 41CrS4 41CrS4
41Cr4 41CrS4
41Crs4
SCr445(H) SCra45(H) 45X

3 G Technical Information



Technical Information F

Korea ISO Japan US.A Great Britain | Germany France Russia
Type AISI BS DIN NF
KS 1SO Jis SAE BS/EN DIN/EN NF/EN GocT
'\ | Chromium SCM415(H) - SCM415(H) - - - - -
S| molybdenum | SCM418(H) 18CrMo4 SCM418(H) - - 18CrMo4 20XM
steel 18CrMoS4 18CrMoS4
SCM420(H) - SCM420(H) - 708M20(708H20) | - 20XM
SCM430 SCM430 4130 - - 30XM
30XMA
SCM432 - SCM432 - - - - -
SCM435(H) 34CrMo4 SCM435(H) (4135H) 34CrMo4 34CrMo4 34CrMo4 35XM
34CrMoS4 4137(H) 34CrMoS4 34CrMoS4 34CrMoS4
SCM440(H) 42CrMo4 SCM440(H) 4140(H) 708M70 42CrMo4 42CrMo4 -
42CrMoS4 4142(H) 709M40 42CrMoS4 42CrMoS4
42CrMo4
42CrMoS4
SCM445(H) SCM445(H) 4145(H) - - -
4147(H)
Manganese SMn420(H) 22Mn6(H) SMn420(H) 1522(H) 150M19 - -
steel and SMn433(H) - SMn433(H) 1534 150M36 - 3012
Manganese 352
g{‘gg{“'”m SMn438(H) 36Mn6(H) SMn438(H) 1541(H) 150M36 35r2
4012
SMn443(H) 42Mn6(H) SMn443(H) 1541(H) - - 4012
45T 2
SMnC420(H) SMnC420(H) - - )
SMnC443(H) SMnC443(H) - - .
Aluminum SACM645 41CrAIMo74 SACMB45 - - -
chromium
molybdenum
steel
* The above Alloy steel can supplied by domestic manufacturing
2 Tool steel
Korea ISO Japan US.A Great Britain | Germany France Russia
Type AlSI BS DIN NF
L5 Iso Jis SAE BS/EN DIN/EN NF/EN cocy
High speed steel SKH2 HS18-0-1 SKH2 T
SKH3 - SKH3 T4
SKH4 - SKH4 T5
SKH10 - SKH10 T15 BM 2 S6/5/2 Z 85 WDCV
SKH51 HS6-5-2 SKH51 M2
SKH52 HS6-6-2 SKH52 M3-1
SKH53 HS6-5-3 SKH53 M3-2
SKH54 HS6-5-4 SKH54 M4 BM 35 S6/5/2/5 6-5-2-5
SKH55 HS6-5-2-5 SKH55 M 35
SKH56 - SKH56 M36
SKH57 HS10-4-3-10 SKH57 - S2/9/2
SKH58 HS2-9-2 SKH58 M7
SKH59 HS2-9-1-8 SKH59 M42
Alloy tool steel SIS : SKS11 F2
STS2 - SKS2 -
STS21 - SKS21 -
STS5 - SKS5 -
STS51 - SKS51 L6
STS7 - SKS7 -
STS8 - SKS8 -
STS4 - SKS4 -
STS41 - SKS41 -
STS43 105V SKS43 W2-9 1/
STS44 - SKS44 W2-8 1-2
STS3 - SKS3 - 105WCr6 105WC13
STS31 105WCr1 SKS31 -
STS93 - SKS93 -
STS94 - SKS94 -
STS95 - SKS95 - BD3 X210Cr12 7200C12
STD1 210Cr12 SKD1 D3
STD11 - SKD11 D2 BA2 X100CrMoV5 1 | Z100CDV5
STD12 100CrMoV5 SKD12 A2
STD4 - SKD4 - BH21 X30WCrv9 3 Z30WCV9
STD5 X30WCrv9-3 SKD5 H21
STD6 X37CrMoV5-1 SKD6 H11 BH13 X40CrMoV5 1 Z40CDV5
STD61 X40CrMoV5-1 SKD61 H13
STD62 X35CrWMoV5 | SKD62 H12
STD7 32CrMoV12-28 | SKD7 H10
STD8 - SKD8 H19
STF3 - SKT3 - 55NiCrMoV6 55NCDV7
STF4 55NiCrMoV7 SKT4 L6

* The above Alloy steel can supplied by domestic manufacturing

Technical Information e



F Technical Information

D Tool steel
Korea ISO Japan US.A Great Britain | Germany France Russia
Type AlS| BS DIN NF
KS 1SO JIs SAE BS/EN DIN/EN NF/EN e
g SUM11 - SUM11 1110
e SUM12 - SUM12 1109
Sum21 9520 SUM21 1212
SUM22 11SMn28 SUM22 1213 230M07 9SMn28 $250
SUmM22L 11SMnPb28 Sum22L 12L13 9SMnPb28 S250Pb
SUM23 - Sum23 1215 240Mo07 9SMn36 S 300
SUM23L - Sum23L -
SuUM24L 11SMnPb28 Sum24L 12L14 9SMnPb36 S300Pb
SUM25 12SMn35 SUM25 -
SUM31 - SUM31 117
SUM31L - SUM3I1L -
SUM32 - SUM32 -
SUM41 - SUM41 1137
SUM42 - SUM42 1141
SUM43 44SMn28 SUM43 1144
arbo STB1 - SUN -
0 STB2 B1 SuJ2 52100 534A99 100Cr6 100Cr6
STB3 B2 SUJ3 ASTMA
485
Grade 1
STB4 - SUJ4 -
STB5 - SUJ5
* The above Alloy steel can supplied by domestic manufacturing
) Stainless steel
Korea I1ISO Japan US.A Great Britain | Germany France Russia
W AISI BS DIN NF
KS IS0 JIs UNS | SAE  BSIEN DIN/EN NF/EN oy
Austenitic | STS201 X12CrMnNiN17-7-5 SUS201 $20100 |201 284516 X12Ci17-7 Z12CMN17-07Az | 12X17-9AH4
8TS202 X12CrMnNiN18-9-5 SUS202 S20200 |202 301521 X2CrNiN18-7 07X16H6
STS301 X10CrNi18-8 SUS301 $30100 |301 X12Cmi17-7 Z11CN17-08
STS301L X2CrNiN18-7 SUS301L
STS301J1 SUS301J1 302525 12X18H9
STS302 SUS302 $30200 (302 X10CNiS18-9 | Z12CN18-09
STS302B X12CiSi18-9-3 | SUS302B §30215 [302B | 303521
STS303 X10CrNiS18-9 SUS303 S30300 (303 303541 Z8CNF18-09 12X18H10E
STS303Se SUS303Se S30323 |303Se X5CrNi18-10
STS303Cu SUS303Cu 304531 08X18H10
STS304 X5CrNi18-9 SUS304 S30400 304 X2CrNi19-11 Z7CN18-09
X2CrNi18-9 304511 03X18H11
STS304L X2CrNi19-11 SUS304L S30403 |304L X2CrNiN18-10 Z3CN19-11
STS304N1 X5CrNiN18-8 SUS304N1 530451 304N Z6CN19-09Az
STS304LN X2CrNiN18-8 SUS304LN 530453 |304LN X5CrNi18-12 Z3CN18-10Az
STS304J1 SUS304J1 305519 06X18H11
STS305 X6CrNi18-12 SUS305 S30500 |305 Z8CN18-12
STS309S SUS309S 530908 [309S | 310S31 X5CrNiMo27-12-2 | Z10CN24-13 10X23H18
STS310S XBCrNi25-20 SUS310S S31008 [310S | 31631 X5CrNiMo27-13-3 | Z8CN25-20
STS316 X5CrNiMo17-12-2 | SUS316 S31600 (316 X2CrNiMo17-13-2 | Z7CND17-12-02
X3CrNiMo17-12-3 316511 X2CrNiMo17-14-3 | ZBCND18-12-03 | 03X17H14M3
STS316L X2CrNiMo17-12-2 | SUS316L $31603 |316L Z3CND17-12-02
X2CrNiMo17-12-3 Z3CND17-12-03
X2CrNiMo18-14-3
STS316N SUS316N S31651 |316N | 317516 XBCNiTi18-10
STS317 SUS317 S31700 317 321831 XBCrNiNb18-10 08X18H10T
STS321 X6CINiTi18-10 | SUS321 $32100 (321 347531 Z6CNT18-10 08X18H12
STS347 X6CNiNb18-10 | SUS347 S34700 (347 X6CrAI13 Z6CNNb18-10
STS384 X3NiCr18-16 SUS384 S38400 |384 405517 Z6CN18-16
Ferritic STS405 X6CrAl13 SUS405 S40500 |405 Z8CA12
STS410L SUS410L X6Cr7 Z3C14
STS429 SUS429 $42900 |429 430817 X7CrsS18 12X17
STS430 X6Cr17 SUS430 $43000 |430 X6CrMo17-1 78C17
STS430F X7CrS17 SUS430F S43020 |430F 434517 Z8CF17
STS434 X6CrMo17-1 SUS434 543400 |434 Z8CD17-01
STS444 X2CrMoTi18-2 SUS444 S44400 |444 Z3CDT18-02
STSXM27 SUSXM27 S44627 X10Cr13 Z1CD26-01
Martensitic STS403 SUS403 S40300 |403 410821
STS410 X12Cr13 SUS410 S41000 (410 416S21 X20Cr13 Z13C13
STS416 X12Crs13 SUS416 541600 |416 420529 X20CNi17-2 Z11CF13 20X13
STS420J1 X20Cr13 SUS420J1 $42000 |420 431529 720C13 20X17H2
STS431 X19CrNi16-2 SUS431 S43100 (431 Z15CN16-02
STS440A X70CrMo15 SUS440A S44002 |440A X7CrNiAI17-7 Z70C15
Precipitation | STS630 X5CrNiCuNb16-4 | SUS630 $17400 |S17400 Z6CNU17-04 09X17H710
hardening | STS631 X7CrNiAI7-7 SUSe31 $17700 |S17700 Z9CNA17-07
type STS631J1 SUS631J1

5 G Technical Information
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D Casting or forging steel

Korea ISO Japan U.S.A Great Britain| Germany France Russia
Type AlSI BS DIN NF
KS IS0 JIsS SAE BS/EN DIN/EN NF/EN GOCT
(P Greyion | GC100 100,150,200, | FC100 No20B GG 10 Ft10D
Iron casting GC150 250, 300,350 | FC150 No 25 B Grade 150 GG 15 Ft15D
GC200 FC200 No 30 B Grade 220 GG 20 Ft20D
GC250 FC250 No 35B Grade 260 GG 25 Ft25D
GC300 FC300 No 45B Grade 300 GG 30 Ft30D
GC350 FC350 No 50 B Grade 350 GG 35 Ft35D
No 55 B Grade 400 GG 40 Ft40D
Spheroidal | GCD400-15, GCD400-18 | 400-15, 400-18 | FCD400 60-40-18 SNG 420/12 GGG 40 FCS 400-12
graphite iron SNG 370/17 GGG 40.3 FGS 370-17
casting GCD450-10, GCD500-7 | 450-10,500-7 | FCD500 65-45-12 SNG 500/7 GGG 50 FGS 500-7
GCDB00-3 600-3 FCD600 80-55-06 SNG 600/3 GGG 60 FGS 600-3
GCD700-2 700-2 FCD700 100-70-03 SNG 700/2 GGG 70 FGS 700-2
Austempered FCAD FCAD EN-GJS- EN-GJS- EN-GJS-
Spheroidal
graphite iron
casting
Austenitic FCA- L-, S FCA- Type 1,2, F1,F2, GGL-, GGG- L-, S-
iron casting | FCDA- FCDA- Type D-2,D-3A | S2W, S5S
Class 1,2
2 Non-ferrous alloy
Korea ISO Japan U.S.A Great Britain | Germany France Russia
Type AlSI BS DIN NF
KS Iso Jis SAE BS/EN DIN/EN NF/EN Goct
LT Aluminum | AC1B Al-CudMgTi AC1B 204.0 - A-U5GT
alloy ingots | AC2A - AC2A - - -
for casﬁng AC2B - AC2B 319.0 -
AC3A - AC3A - LM-6 -
AC4A - AC4A - G(GK)-AISi9Cu3
AC4B - AC4B - - - .
AC4C Al-Si7Mg(Fe) AC4C 356.0 LM-25 G(GK)-AISi7TMG A-S7G
ACACH Al-Si7Mg ACA4CH A356.0 - - N
AC4D Al-Si5Cu1Mg AC4D 355.0 LM-16 - -
AC5A A-CudNi2Mg2 | AC5A 242.0 - G(GK)-AIMg5 A-UANT
AC7A - AC7A 514.0 LM-5 - -
AC8A - AC8A - LM-13 A-S12UNG
AC8B - AC8B LM-26 A-S10UG
AC8C - AC8C - A-S10UG
AC9A - AC9A LM-29 - -
AC9B - AC9B - - GD-AISi12 (Cu) A-S18UNG
Aluminum |_ALDC1 Al-Si12CuFe ADC1 A413.0 LM20 GD-AISi10Mg A-S13
alloy die ALDC2 - ADC3 A360.0 - GD-AIMg9 A-S9G
casting ALDC3 - ADC5 518.0 - - A-G6
ALDC4 - ADC6 - - GD-AISi9Cu3 A-G3T
ALDC7 Al-Si8Cu3Fe ADC10 A380.0 - GD-AISi9Cu3 -
ALDC7Z Al-Si8Cu3Fe ADC10Z A380.0 LM24 -
ALDC8 - ADC12 383.0 LM2 -
ALDC8Z - ADC12Z 383.0 LM2 -
ALDC9 - ADC14 B390.0 LM30 EN AW-5052 -
Aluminum |_A5052S - A5052S 5052 EN AW-5052 EN AW-5454 EN AW-5052
alloy A5454S - A5454S 5454 EN AW-5454 EN AW-5083 EN AW-5454
extruded A5083S AIMg4.5Mn0.7 | A5083S 5083 EN AW-5083 EN AW-5086 EN AW-5083
shapes A5086S - A5086S 5086 EN AW-5086 EN AW-6061 EN AW-5086
AB061S AlMg1SiCu AB061S 6061 EN AW-6061 EN AW-6063 EN AW-6061
AB063S AIMg0.7Si AB063S 6063 EN AW-6063 EN AW-7003 EN AW-6063
A7003S - A7003S - EN AW-7003 - EN AW-7003
A7N01S - A7NO1S - - EN AW-7075 -
A7075S AIZn5.5MgCu A7075S 7075 EN AW-7075 EN AW-7075
D Heat resistant steel
Korea ISO Japan U.S.A Great Britain | Germany France Russia
Type AlISI BS DIN NF
Ks Iso Jis UNS | SAE | BSEN DIN/EN NF/EN GocT
Heat Austenitic | STR31 SUH31 331542 Z35CNWS14-14
R STR35 SUH35 349552 X53CrMnNi21-9  |Z52CMN21-09-Az
steel STR36 SUH36 349554 Z55CMN21-09-Az
STR37 SUH37 563008 381534
STR38 SUH38 S63017
STR309 SUH309 309524 CrNi2520 Z15CN24-13
STR310 SUH310 $30900 310524 Z15CN25-20
STR330 SUH330 S31000 |309 Z12NCS35-16
STR660 SUHB60 N08330 |310 Z6NCTV25-20
STR661 SUH661 566286 | N08330 CrAI1205
Farmio STR21 SUH21 R30155 X6CrTi12
STR409 X6CrTi12 SUH409 409519 Z6CT12
STR409L X2CrTi12 SUH409L 540900 Z3CT12
STR446 SUH446 409 X45CrSi9-3 Z12C25
w. | STR1 SUH1 544600 401545 Z45CS9
Martensitic | -cres SUH3 565007 1446 Z40CSD10
STR4 SUH4 443565 ZB0CSN20-02
STR11 SUH11
STR600 SUH600
STR616 SUH616 $42200

* The above Heat resistant steel can supplied by domestic manufacturing
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Steel, Non-Ferrous Metal Symbol List

2 Comparison of workpiece material standards

Group Standard term Code Group Standard term Code
Rolled Steel for Welded Structure SWS Carbon Steel Forging SF
Rerolled Steel SBR F:trg;d Chromium Molybdenum Steel Forging SFCM
Structural | Rolled Steel for General Structure SB Nickel Chromium Molybdenum Steel Forging SFNCM
Steel Light Gauge Steel for General Structure SBC Gray Cast iron GC
Hot- rolled Steel Plate, Sheet/ Strip for Spheroidal Graphite Cast iron GCD
Automobile Structural Use SAPH Cast )
. iron Blackheart Malleable Cast iron BMC
ﬁ::tee! Cold-rolled Steel SheetStrip . SBC Whiteheat Malleable Cast iron WMC
Hot-rolled Soft Steel Sheet/Strip SHP Pearlitic Malleable Cast iron PMC
Carbon Steel Pipe for Ordinary Piping SPP Carbon Cast Steel sc
Carbon Steel Pipe for Boiler and Heat Exchanger | STH High Tensile Strength Garbon .
Seamless Steel Pipe for High Pressure Gas Cylinder | STHG Cast Steel & Low Alloy Cast Steel
Carbon Steel Pipe for General Structural Use | SPS Cast Stainless Cast Steel §SC
Carbon Steel Pipe for Machine Structural Use | STST steel Heat Resisting Cast Steel HRSC
Alloy Steel Pipe for Structural Use STA High Manganese Cast Steel HMnSC
iti::I Stainless Steel Pipe for Machine and Structural Use | STS-TK Cast Steel for High Temperature SCPH
Carbon Steel Square Pipe for General Structural Use | SPSR and High Pressure Service
Alloy Steel Pipe SPA Brass Casting BsC
Carbon Steel Pipe for Pressure Service SPPS High Strength Brass Casting HBsC
Carbon Steel Pipe for High Temperature Service | SPSR Bronze Casting BrC
Carbon Steel Pipe for High Pressure Service | SPPH Phosphoric Bronze Casting PCB
Stainless Steel Pipe STSKT Aluminum Bronze Casting AIBC
Carbon Steel for Machine Structural Use SMxxC, SMxxCK Aluminum Alloy Casting ACXA
Aluminum Chromium Molybdenum Steel SACM Casting Magnesium Alloy Casting MgC
Chromium Molybdenum Steel SCM Zinc Alloy Die Casting Znbe
::2 Chromium Steel scr AIumlnu.m Alloy DleICastm.g AQDC
Steel | Nickel Chromium Steel SNC Magnesium Alloy Die Casting MgDC
Nickel Chromium Molybdenum Steel SNCM White Meta WM
Manganese Steel and manganese S S Aluminum Alloy Casting for Bearing AM
Chromium Steel for Machine Structural Use ’ Brass Alloy Casting for Bearing KM
Carbon Tool Steel STC
Tool | Hollow Drill Steel SKC
steel | Ajioy Tool Steel STS, STD, STF
High Speed Tool Steel SKH
g St:itt;zss Stainless Steel Bar STS
'i Heat Heat Resisting Steel STR
@ resisting | Heat Resisting Steel Bar STR
ste Heat Resisting Steel Sheet STR
Free cutting carbon steel SUM
Special steel STB
Spring steel SPS

G Technical Information



2D Major Sl unit conversion table

Technical Information F

Sl Unit Conversion Table

® Force
N kof dyn
1 1.01972x10™ 1x10°
9.80665 1 9.80665x10°
1x10% 1.01972x10° 1
m Stress
Pa or N/m2 MPa or N/mm? kgf/mm2 kgf/cm? kgf/im2
1 1x10® 1.01972x107 1.01972x10° 1.01972x10"
1x10° 1 1.01972x10™ 1.01972x10 1.01972x10°
9.80665x10° 9.80665 1 1x10? 1x10°
9.80665x10* 9.80665x1012 1x107 1 1x10*
9.80665 9.80665x10® 1x10° 1x10™ 1
B Pressure

Pa kPa MPa bar kgf/cm?

1 1x10° 1x10° 1x10° 1.01972x10°
1x10° 1 1x10% 1x107 1.01972x10%
1x10° 1x10° 1 1x10 1.01972x10
1x10° 1x10° 1x10" 1 1.01972

9.80665x10* 9.80665x10 9.80665x10 9.80665x10™ 1
® Work, Energy, Calorie
J kW-h kgf-m kcal
1 2.77778x107 1.01972x10" 2.38889x10*
3.60000x10° 1 3.67098x10° 8.60000x10?

9.80665 2.72407x10° 1 2.34270x10°

4.18605x10° 1.16279x10° 4.26858x10° 1
m Power

w kW kof-m/s PS kcal/h

1 1x10°® 1.01972x10 1.35962x10 0.860
1x10° 1 1.01972x10? 1.359 62 8.60000x10°

9.8165 9.80665x10® 1 1.33333x102 8.433 71
7.355x10° 7.355x10"" 7.5x10 1 6.32529x10?
1.16279 1.16279x10° 1.18572x10" 1.58095x10°® 1
m Specific heat ®m Thermal conductivity
JI(kg-K) keal/(kg -c) cal/(g-c) W/(m-k) keal/(h-m-c)
1 2.38889x10™ 1 8.6000x10"
4.18605x10° 1 1.16279 1
® Revolution per minute
min”’ s r.p.m.
1 0.0167 1
60 1 60
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Hardness Calculating Table

) Workpiece hardness calculating table

Brinell Roclavel Tonse 2rfel Rockwell Torie
3000kgf HB stengh 3000kgf HB stength
i Ascale | Bscal le | D scal Xim i A B le | D i
g e Ot 08 ot o tong e g S G G Sl oot g
10m 10m Diam_ond 1/16in Diampnd Dianpnd 10m 10m Dianpnd 1A6in Diam_ond Diampnd
particle | ball | particle | particle MPa 1) particle | ball | particle | particle MPa (1)
HV HRA HRB HrC HrD HS HV HrA HRB HrC HrD HS
940 - - 85.6 - 68.0 | 76.9 97 320 303 303 | 66.4 |(107.0)| 322 | 494 45 1005
920 - - 85.3 - 675 | 765 96 310 294 294 | 65.8 - 31.0 | 484 - 980
900 - - 85.0 - 67.0 | 76.1 95 300 284 284 | 652 |(105.5)| 29.8 | 475 42 950
880 - (767) | 847 - 66.4 75.7 93 295 280 280 64.8 - 29.2 471 - 935
860 - (757) | 84.4 - 65.9 75.3 92 290 275 275 64.5 | (104.5)| 285 46.5 41 915
840 - (745) | 8441 - 65.3 74.8 91 285 270 270 64.2 - 27.8 46.0 - 905
820 - (733) | 838 - 64.7 | 743 90 280 265 265 | 63.8 [(103.5)| 271 | 453 40 890
800 - (722) | 834 - 64.0 74.8 88 275 261 261 63.5 - 26.4 44.9 - 875
780 - (710) | 83.0 - 63.3 733 87 270 256 256 63.1 | (102.0)| 25.6 44.3 38 855
760 - (698) | 82.6 - 62.5 726 86 265 252 252 62.7 - 248 437 - 840
740 - (684) | 822 - 61.8 721 84 260 247 247 62.4 |(101.0)| 24.0 431 37 825
720 - (670) | 81.8 - 61.0 715 83 255 243 243 62.0 - 23.1 42.2 - 805
700 - (656) | 81.3 - 60.1 70.8 81 250 238 238 61.6 99.5 222 4.7 36 795
690 - (647) | 8141 - 59.7 70.5 - 245 233 233 61.2 - 21.3 411 - 780
680 - (638) | 80.8 - 59.2 | 701 80 240 228 228 | 60.7 | 98.1 | 203 | 403 34 765
670 - 630 80.6 - 58.8 69.8 - 230 219 219 - 96.7 | (18.0) - 33 730
660 - 620 80.3 - 58.3 69.4 79 220 209 209 - 95.0 | (15.7) - 32 695
650 - 611 80.0 - 57.8 | 69.0 - 210 200 200 - 934 | (134) - 30 670
640 - 601 79.8 - 573 | 687 77 200 190 190 - 915 | (11.0) - 29 635
630 - 591 79.5 - 56.8 68.3 - 190 181 181 - 89.5 (8.5) - 28 605
620 - 582 79.2 - 56.3 67.9 75 180 171 171 - 87.1 (6.0) - 26 580
610 - 573 | 789 - 55.7 | 675 - 170 162 162 - 85.0 | (3.0) - 25 545
600 - 564 78.6 - 55.2 67.0 74 160 152 152 - 81.7 (0.0) - 24 515
590 - 554 78.4 - 54.7 66.7 - 2055 150 143 143 - 78.7 - - 22 490
580 - 545 78.0 - 541 66.2 72 2020 140 133 133 - 75.0 - - 21 455
570 - 535 | 77.8 - 536 | 658 - 1985 130 124 124 - 71.2 - - 20 425
560 - 525 774 - 53.0 65.4 7 1950 120 114 114 - 66.7 - - - 390
550 (505) 517 77.0 - 52.3 64.8 - 1905 110 105 105 - 62.3 - - - -
540 (496) 507 76.7 - 51.7 64.4 69 1860 100 95 95 - 56.2 - - - -
530 | (488) | 497 | 764 - 51.1 63.9 - 1825 95 90 90 - 52.0 - - - -
520 | (480) | 488 | 76.1 - 50.5 | 635 67 1795 90 86 86 - 48.0 - - - -
510 (473) 479 75.7 - 49.8 62.9 - 1750 85 81 81 - 41.0 - - - -
500 (465) 471 75.3 - 491 62.2 66 1705 Note) 1. 1MPa = 1N/
490 | (456) | 460 | 749 . 484 | 616 ' 1660 2. The number In the blank is not generally used ranges
480 488 452 745 - 47.7 61.3 64 1620
470 441 442 741 - 46.9 60.7 - 1570
460 433 433 73.6 - 46.1 60.1 62 1530
450 425 425 73.3 - 45.3 59.4 - 1495
440 415 415 72.8 - 445 58.8 59 1460
430 405 405 72.3 - 43.6 58.2 - 1410
420 397 397 71.8 - 42.7 575 57 1370
410 388 388 71.4 - 41.8 56.8 - 1330
100 379 379 | 708 - 40.8 | 56.0 55 1290
390 369 369 | 703 - 39.8 | 552 - 1240
380 360 360 69.8 | (100.0) | 38.8 54.4 52 1205
370 350 350 69.2 - 39.9 53.6 - 1170
360 341 341 68.7 |(109.0)| 366 | 52.8 50 1130
350 331 331 68.1 - 355 | 519 - 1095
340 322 322 67.6 |(108.0)| 34.4 511 47 1070
330 313 313 67.0 - 33.3 50.2 - 1035
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Technical Information for Turning

2 Insert shape and terminology

End cutting edge angle

Side relief angle

O A
’N Side cutting edge angle

Cutting edge angle

Shank width

Side rake angle

Total length
Cutting edge height

Shank height
—

Relief angle

® Relating angles between tool and workpiece

C_uttlpg e:dge Terminology Function Effect
inclination
Side rake |, ~ . . . * (+): Excellent machine-ability(reducing cutting force, weakening cutting edge strength)
:naklz angle gjr:[tlrr:)? LGt:gélcfigmg heat, The effects of chip |, (+): When machining excellent machine-ability or thin workpiece
9 Rake angle * (-): When strong cutting edge is needed at interrupted condition or mill scale
i Relief angle
::gleef Side rdialief * Only cutting edge contact with cutting face * (-): Cutting edge is strong but has short tool life to make bad influence on flank wear
angle
Cutgggleedge « Affects chip control and cutting force direction |  (+): Improved chip control because chip thickness is big
: . . * (+): Strong cutting edge due to distributed cutting force but chip control is bad by thin chip
Cutting edge %lc(ijeecglg“?g « Affects chip control and cutting force direction thickness
angle ge ang * (-): Improved chip performance
Egg ecggglg * Prevent friction between cutting edge and cutting face | * (-): Cutting edge is strong but has short tool life to make bad influence on flank wear

) Calculation formulas for machining

® Cutting speed ® Feed
@D n _ mxDxn . _ v
Ve=""1000 (m/min) fn= n (mm/rev)
< ©
« vc: Cutting speed (m/min) * n: Revolution per minute (min™) « fn: Feed per revolution (mm/rev) *n: Revolution per minute (min)
* D: Diameter (mm) o 7: Circular constant (3.14) « vf: Table feed (mm/min)

® Surface finish « Theoretical surface roughness
Rmax = n° 1000(
Rmax ~8r um)

N L

fn

* Practical surface roughness

Steel: Rmax x (1.5~3)

* Rmax: Profile depth(Maximum height roughness) (u) Cast iron: Rmax x (3~5)

« fn: feed (mm/rev)
* r: nose radius

® Power requirement ® Material removal rate

Rough Kc
Mild steel 190
Qxke P ve x fn x ap Medium carbon steel |~ 210
- =2 — A SR L 3/min) =
Pu= 5010241 Pe= 075 Q=""000 Highcabonsieel | 240 Q (em?/min) = ve x ap x fn
Low alloy steel 190
High all | 24 . ; f
* Pw: Power requirement [kW] « fn: Feed per revolution [mm/rev] Cla?st ﬁozy stee 9; . Q..Matenal removal rate [cr/min]
* Pue: Power requirement (horse power) [HP] * ke: Specific cutting resistance [kg/mm2] Maleable cast 120 ° ap.. Depth of cut [mm] .
* ve: Cutting speed [m/min] « n: Machine efficiency rate (0.7~0.8) Ba cd eBcaS fron * ve: Cutting speed [m/min]
« ap: Depth of cut [mm] ronze, Brass 70 * fn: Feed per revolution [mm/rev]
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e Machining time

External face machining 1

L
<

2D

External face machining 2

1:60><7[><(D1+D2)><(D1—D2)

L
G—
~Se— —
@Dz | @D1
Facing
L
W
@D2 |@D1
Grooving
@D2| @D1
Parting

<mmn

j@Ds @D1
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Constant revolution per minute

60 X L

= fn X n

Constant cutting speed

60 X n XL XD

7= 77000 X fn x vo

Constant revolution per minute

_ 60 X L

= X N
T fn X n

Constant cutting speed

60 X © X L X (D1 + D2)
2 X 1000 X fn X vc

X N

Constant revolution per minute

60 X (D1 — Do)

X N
2 XfnXn

T=

Constant cutting speed

4000 X fn X vc

Constant revolution per minute

60 X (D1 — D2)
2 Xt Xn

T=
Constant cutting speed

T.= 60 X © X (D1+ D2) X (D1—D2)
=

X N

4000 X fn X vc

Constant revolution per minute

60 X Dt

= 2 X Xn

Constant cutting speed

_ 60 x 7 X (D1+ D3) (D1— Da3)

T 4000 X n X ve
L, 60XDs
TETt o X e

« T: Machining time [sec]

« L: Cutting length [mm]

« fn: Feed per revolution [mm/rev]
« n: Revolution per minute [min‘"]

« D: Diameter of workpiece [mm]

« vc: Cutting speed [m/min]

« T: Machining time [sec]

- L: Cutting length [mm]

- fn: Feed per revolution [mm/rev]

« n: Revolution per minute [min‘"]

« D1:Maximum diameter of workpiece [mm]
« D2:Minimum diameter of workpiece [mm]
- vc: Cutting speed [m/min]

« N: The number of pass = (D1-D2)/d/2

T: Machining time [sec]

T1: Machining time before the maximum rpm([sec]

L: Width of machining [mm]

fn: Feed per revolution [mm/rev]

n: Revolution per minute [min""]

D1:Maximum diameter of workpiece [mm]

D2:Minimum diameter of workpiece [mm]

vc: Cutting speed [m/min]
N: The number of pass = (D1-D2)/d/2

« T: Machining time [sec]

« T1: Machining time before the maximum rpm[sec]
« L: Width of machining [mm]

« fn: Feed per revolution [mm/rev]

« n: Revolution per minute [min‘"]

« D1:Maximum diameter of workpiece [mm]

« D2:Minimum diameter of workpiece [mm]

« ve: Cutting speed [m/min]

« T: Machining time [sec]

« T1: Machining time before the maximum rpm[sec]
« T3: Machining time till maximum RPM[sec]

« fn: Feed per revolution [mm/rev]

« n: Revolution per minute [min""]

- nmax: Maximum revolution per minute [min-']

« D1: Maximum diameter of workpiece [mm]

« D3: Maximum diameter at maximum RPM [mm]

- vc: Cutting speed [m/min]
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D The effects of cutting conditions

* The most desirable machining means short machining time, long tool life and good precision
This is the reason that proper cutting condition for each tools should be selected according to material’s properties,
hardness, shapes, the efficiency of machine

D The effects of cutting speed

* When the cutting speed increases up to 20% in an application, the tool life respectively decreases down 50%.
If increase the cutting speed by 50%, the tool life is reduced by 1/5.
On the other hand if cutting speed is too low (20-40m/min) Tool life shortens due to vibration

9 Feed

¢ The feed rate in turning means the progressed interval of a distance in a workpiece within 1 revolution
The feed rate in a milling application means the table feed divided by number of teeth of cutter (feed rate per tooth)

9 The effects of feed

* When the feed rate decreases the flank wear is increased. When the feed rate is too low, the tool life shortens radically

* When the feed rate increases, the flank wear increases due to high temperatures, however the feed rates effects tool life less
than the cutting speed. And higher feed rates improve machining efficiency

(Relationship between feed and flank wear in steel turning)

* Workpiece: SNCN431 ’g 0.4\ \
* Grade: ST20 % 03>
« Cutting speed: 200 m/min = \ Py
* Depth of cut: 1.0 mm § 02 ~ X~
e Cutting time: 10 min 0.1
O | | | L1 | | | | | | N
0.03 0.06 0.08 0.1 02 0.3 0.6
fn (mm/rev)

D Depth of cut

* Determined by the required allowances in machining a material and the capacity the machine can tolerate
There are cutting limits according to the different shapes and sizes of the insert

(Relationship between depth of cut and flank wear in steel turning)

<
~

Flank Wear (mm
(e} o
() w
/
X

A
b X

* Workpiece: SNCN431

* Grade: ST20

e Cutting speed: 200 m/min
* Feed: 0.2 mm/rev

e Cutting time: 10 min

o

1 1
0.03 0.05 0.1 0.2 0.5 1.0 2.03.0

o
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D The effect of a depth of cut

* Changing the depth of cut from 0.15 to 0.30 does not have a big influence on tool life

* When the depth of cut is small the workpiece is not cut but rather rubbed. In these cases, machine off the work hardened
parts that decrease tool life

* When machining a cast skin or milling scale smaller depth of cuts usually cause chipping and abnormal wear because
of hard impurities in the surface of the workpiece

(Surface parts including mill scale Roughing)

Depth of cut

Mill scale

2 Relief angle

* Relief angle avoids the friction between workpiece and relief face and makes cutting edge move along workpiece easily

@ Relationship between various relief angle and flank wear

1. If relief angle is big Flank wear decreases
2. If relief angle is big Cutting edge strength weakens
3. If relief angle is small Chattering occurs

Selection system [

1. Hard workpiece/When strong cutting edge is needed vaig afrlank
- Low relief angle

2. Soft workpiece/Workpiece turning to work hardening easily
- High relief angle

Same depth of cut

Wear amgunt

Low relief angle High relief angle

* Workpiece: SNCM431 (HB) H v6=200(m/min)
* Grade: P20 ?2;, 0313
¢ Depth of cut: 1 mm 02— Breakage
o :
* Feed: 0.32 mm/rev (m{mn) N
. ing time: i 0.1 Ixe
Cutting time: 20 min vc=50\A\ %
(m/min) A,
0.05 ~~
S —
| | | | | | | | | (S
3 6 8 100 12° 15° 20°

Relief angle (a°)
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D Side cutting edge angle

- Side cutting edge angle has big influence on chip flow and cutting force therefore

proper side cutting edge angle is very important

@ Side cutting edge angle and chip thickness

* As side cutting edge angle is getting bigger chips are getting

thinner and wider (refer to left picture)

“

* At the same feed and depth of cut with approach angle 0°
Chip thickness is the same as feed (t = fn) and chip width

is equal to depth of cut (W=ap)

tr=0.97t, Wi =1.04W
t2=0.87t, Wz =1.15W

@ Side cutting edge angle and 3 cutting forces

1.Big side cutting edge angle with the same feed makes chip attaching
length longer and chip thickness thinner. So that cutting forces
scatter to long cutting edge therefore tool life gets longer

2.Big side cutting edge angle for machining long bars can
cause bending

Selection system

1.Deep depth of cut finishing/Long thin workpiece/Low machine rigidity
- Small side cutting edge angle

2.Hard and high calorific power workpiece/Roughing big workpiece/
High machine rigidity - Big side cutting edge angle

o Side cutting edge angle and cutting load

fn (mm/rev) fn (mm/rev)

® “Force P is scattered to P1, P2.”

® “Force P is loaded.”

As approach angle gets bigger Back force gets bigger and feed
force gets smaller

® Side cutting edge angle and cutting performance

fn (mm/rev) n (mm/rev) fn (mm/rev)
O
e ©
|
o
@ Approach angle 0° @ Approach angle 15° @ Approach angle 30°
* Workpiece: ER
SCM440 (HB250) € 100 —
2 — 1
* Grade: TNGA220412 ¢ " Principal force
* vc: 100 m/min S 300
*ap:4 mm
e fn:0.45 mm/rev 200 C
~eed force
100 l ———3
‘ ‘ Back fFrce
0 15° 30° 45°

Side cutting edge anale

o Side cutting edge angle and tool life

A

=
E 80
£ 60
o
S TR
20 A N\ )
* Workpiece: SCM440 gé‘i,i?n“g'?f 15°
¢ Grade: P20 10
¢ Depth of cut: 3 mm Z
* Feed: 0.2 mm/rev 5 oidecutting
4 edge angle 0
3
0010200 300

Cutting speed vc (m/min)

Specification < Approach angle >
Wear rate High < > Low
Workpiece Easy to cut material < » Difficult to cut material

Machining power Small <

> Big

Chatter Hard to occur <<

» Easy to occur

How to machine Finishing =

» Roughing

Workpiece rigidity Long thin workpiece <<

> Thick workpiece

Machine rigidity In case of low rigidity <<

> In case of high rigidity
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2 End cutting edge angle

* |t affects machined surface to prevent interference between surface of workpiece and insert

1. If end cutting edge angle reduces cutting edge get stronger but cutting heat generated by machining increases

2. Small end cutting edge angle can cause chattering due to the increases cutting force

9 Nose-R

* Nose-R affects not only surface roughness but strength of cutting edge
¢ In general, It's desirable that Nose-R is 2~3 times bigger than feed

® Nose R and surface finish @ Nose R and tool life

Surface finish (p) Tool life (the number of impact)
qok Feed fn(mm/rev) 3 L

<\ “O- 030 2000 o
- 0.212
0 o /
\_)\ ©-0.106 /
@ 0075
20

O— 8- 1000
o e o /(///
o’
0 . . . . . Lo 0 -
0.4 0.8 1.2 1.6 2.0 2.4 0.5 1.0 1.5 2.0
Nose-R (mm) Nose-R (mm)

¢ Workpiece: SNCM439, HB200 * Workpiece: SCM440, HB280

¢ Grade: P20 e Grade: P10
e vc: 120 m/min e vc: 100 m/min, ap: 0.5 mm
e ap:0.5mm ¢ fn: 0.3 mm/rev

D Nose-R

1. Big Nose-R improves surface finish

2. Big Nose-R improves cutting edge strength

3. Big Nose-R reduces flank wear and crater wear

4. Too big Nose-R causes chattering due to increased cutting force

Selection system

1. For finishing with small depth of cut/long and thin workpiece/
When machine power is low - Small Nose-R

2. For applications that need strong cutting edge such as intermittent
and machining mill scale/For roughing of big workpiece/When
the machine power is strong enough - Big Nose-R

® Relationship between nose radius, feed and various surface roughness

® Nose R and wear of tool

Flank wear VB (mm)

\ T
Crater wear
-@- Flank wear
0.6
0.4 x\\
0.2 \“
0 .
0.5 1.0 1.5 2.0 2.5

Nose-R (mm)
¢ Workpiece: SNCM439, HB200
¢ Grade: P10

e vc: 140 m/min, ap: 2 mm
*fn: 0.2 mm/rev, T: 10 min

¥ Roughness (H)

} h=Small

Small Corner Radius

J Roughness (H)

~ & h=large

Large Corner Radius

T Nose R
PR 0.4 0.8 1.2
fn (mm/rev) —
0.15 NAT LA = S e ==
0.26 NN N~ = — == — —
NN
0.46 \ y = NN N
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) Cutting edge shape and the affects

® Rake angle (@)
Rake angle has big influence on cutting force, chip flow and tool life

Principal force (kg) Feed forqe (ka)

1. High rake angle results in good suface finish ol 3
2. As the rake angle increases by 1° Machining a=-5 120/~ —
power decreases by 1%. a=
3. High rake angle weakens cutting edge 160"
a=15 80
a=15
120~
Selection system a=2% ©
1. For hard workpiece/For applications that need 80 |- S — 1225 \
strong cutting edge such as interrupted and
machining mill scale - Low rake angle 40 ~ 0 N
50 100 150 200 250 50 100 150 200 250
2. For soft workpiece/Easy to cut material/When the ve (m/min) ve (m/min)
rigidity of machine power and workpiece is low
- High rake angle

® Rake angle and the direction of chip flow

Rake angle: : ¥  Side rake angle : A

¥ :nega(-)
A:nega(—)

¥ :nega(-)
A :posi(+)

Positive J
rake Angle [ >~ ' '
(+) SN ,
RN .
. . G- Negative f-__ )
¥ 1 posi(+) / rake Ange/(, ==

¥ :posi(+) e , ¥ )
A:nega(-) A-posi(+) ! Positive / Negative  ~
J Insert / Insert
In order to prevent machined surface from damages Avoid nega, N N

posi combination. Relief angle Relief angle

y :nega(-)A : posi(+)

) Selecting proper tools

+ Nowadays, It's very difficult to select the best tools in complicating tooling system and various cutting conditions
However, It can be simplified by classifying basic factors below

@ Selection of inserts and tool holder

A Basic factors B Selection system

- Workpiece material @ Select as big approach angle as possible

- Workpiece shape @ Select as big shank as possible

- Workpiece size @ Select as strong cutting edge of insert as possible

- Hardness of workpiece @ Select as big nose radius as possible

- Surface roughness of workpiece (before machining) ® In finishing, Select the insert using many corners

- Surface finish required ® Select as small insert as possible

- Type of lathe machine @ Cutting speed should be determined carefully according to cutting conditions
- Condition of lathe machine (rigidity, power etc) Select as deep depth of cut as possible

- Horse power of machine © Select as fast feed as possible

- Clamping method of workpiece Cutting condition should be determined within chip breaker application ranges
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D Trouble shooting
Tool failure Cause Solution
Crater wear
* Improper grade * Choose harder grade
@ * Excessive cutting condition * Decrease cutting condition
Fract
racture * Improper grade * Choose tougher grade
. * Excessive feed * Decrease feed
' * Shorten cutting edge strength * Apply to large honed or chamfered edge
* Insufficient rigidity of holder ¢ Choose bigger size holder
Plastic deformation

© S

* Improper grade
* Excessive cutting condition
* High cutting temperature

e Choose harder grade

* Decrease cutting condition

¢ Choose grade which heat
conductivity are big

Wear on nose radius
(Flank wear)

* When the hardness of workpiece is too
high compare with tool

* When machining surface hardened
workpiece

* Improper grade

* Excessive cutting speed

* Too small relief angle

* Too low feed

* Choose harder grade

* Decrease cutting speed
* Choose lager relief angle
¢ Increase feed

Thermal crack

* Expansion and shrinking by cutting
temperature

* Improper grade
(*especially in milling operation)

* Apply to dry cutting
(In case of wet cutting, use enough
coolant)

* Choose tougher grade

Chippi
'bping * Improper grade * Choose tougher grade
* Excessive feed * Decrease feed
* Shorten cutting edge strength * Apply to large honing or chamfer edge
* Insufficient rigidity of holder * Choose bigger size holder
Notch wear
» Surface hardened workpiece * Choose harder grade
* Friction due to bad chip geometry e Improve chip control form large
(Generate vibration) rake angle
Flaking
. ) * Improve cutting performance from
* Deposition on cutting edge large rake angle
* Bad chip control . o
* Apply to chip pocket with big size
Complete breakage * Reduce the feed rate.
* Unusable condition due to wear off * Reduce the depth of cut.
the most parts of cutting edge by * Select a tougher grade.
progress of wear « Select a stronger chipbreaker.
* Select a thicker insert.
Built-up edge

® &

« Slow cutting speed
* Sticky materials

* Increase cutting speed.
* Use more positive rake geometry.
 Use tougher grade
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D Types of tool failure and trouble shooting

Solution
Cutting conditions | Selecting insert grade Tool shape Machine clamping
§ z
c 2 8 |3
. 3 2§ 5 g
Troubles Causes T 6 8 |g¢ 8 s |E 8o % 3 =
£ 98 § ¢ S L 28 ¢ 2 ¢
2|5 |E |2g] 2 3% §5 5 % § ®
5 g £ B3/88 & o o & Eo = 5 £ S5
3 T 9S85 ¥ 2 3 £ 3 oo g 3
& e § 3 5>&82 % 2 5§ £ 8 21 £ 2 3 o
2 Stz ;B2 5 § f 72383 5 5 £
s} 53§ fE e £ f 2E5Es s § 3 8
3 ¢ 8 8 8 8 38385 & 2 5 o0LEs E o5 2 2
Poor precision Insert precision is variable ®
Unstable machining
size Workpiece, Separation of tool e t I e o o o
Cutting edge back
thrust?s bi% Flank wear increase ® 1
It's necessary to adjust
because machining
precision changes Cutting condition is improper | ¥ | £ ®
during operation.
Weakened cutting force Wet
by increasing wear of tool ' cutting e o t 1 1 o
Cutting edge chipping L S (] (] ) ) e o o
Poor surface Adhesion, built-up edge t 1 et o o 1t i e
roughness for cutting
finishing . . Wet
Criterion of tool life. Improper cutting conditions | + | § | § cuting
Impropertool and shape ° " I e
of cutting edge
Vibration, chattering 4 33 cn\%ier:g (] e t I 2 e o o o
Cutting heat generation| |mproper cutting conditons | & | & | ¥ ®
Poor machining precision
and short tool life by Improper tool and shape
cutting heat of cutting edge ° t ¢
o Improper cutting conditons | ¥ | 1 Vﬁ )
Burr, chipping, nap cuting
steel, aluminum (burr) | Wear on the tool, improper
tool, improp @ o t 31 2
shape of cutting edge
. Improper cutting conditions L S (]
Castiron
(Weak chipping) i
g Wearonthe.tool, improper e t 1 3 o o oo
shape of cutting edge
. - Wet
Improper cutting conditions | 4 I cuting ®
Soft steel (nap) -
Wear on the tool, improper ® o 1 '
shape of cutting edge
1:Increase ¥:Decrease ®:use @:Correct use
D Tool life criterion
® KS B0813  ISO (B8688)
0.2 mm Precision light cutting , Finishing in nonferrous alloy Tool life criterion Application
Flank 0.4 mm Machining special steel Complete breakage Machining special steel
wear . - Flank wear width VB = 0.3 mm Even flank wear of cemented carbides, Ceramic tool
width 0.7 mm General cutting in cast iron, steel etc
VBmax = 0.5 mm Uneven flank wear
1~125mm | General autling in cast fon, steel efc Crater wear width KT =0.06+0.3fmm (tmm/rev) | Cemented carbides tool
Depth of crater wear In general 0.05~0.1 mm Criterion by surface roughness 1,1.6,25,4,6.3, 10mRa |  When surface roughness is important
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Turning and Grooving

) Selection of insert

e Feed rate - Decide maximum feed rate after considering the Characteristics of insert and machine
capabilities (Fmax = W x 0.075)

- Max feed rate should not be larger than the corner radius of the insert

ap

- In grooving applications, chip evacuation problems can be remedied by using step feed

methods at small intervals w
e Depth of cut - The minimum depth of cut should be bigger than corner radius of insert ap 2Ot
- When deciding on the max depth of cut please consider the machine’s cutting load
- Depending on the shape of the insert, deflection of workpiece and clearance angle can =L
be changed

2 Notice for turning

® KGT/MGT tools are designed to incur side cutting force from its clearance angle; this feature gives you advantage over a standard ISO insert
® The standard MGT insert also provides a “wiper” effect to improve surface roughness

D Notice for finishing (offset need final quality)

« After desired diameter is grooved, continuous turning operation might
cause some deflection of the workpiece. In these cases follow the
given formula, offsetting these factors enable the desired diameter that
you want

« To eliminate the difference in the machined diameter by utilizing the
clearance angle (which is commonly generated during the final turning
operation) follow the directions above when machining
To obtain a good surface roughness without offsetting in an application
follows the directions below
1) Groove to the desired diameter
2) Pull the tool backs a total distance of 6/2
3) Continue the external turning operation to desired diameter

2 Notice for MGT turning applications

« KGT/MGT tools are available for grooving and turning as a multifunctional
tool. When using a M.G.T tool keep in mind that the tool imitates a standard — - {
ISO turning application. The application uses a positive clearance angle
where a tool’s cutting force and depth of cut are all applied in an application.
This might create normal wear on the insert, after turning, a grooving
process might not meet the desired diameter on the workpiece. To off set |
this, adjust the tool 0.1 mm and return to the original position of the —
grooving application

*Incorrect usage

D Machining workpiece with a radius bigger than the insert’s corner radius

P2 *Incorrectusage | Stabilize your tool pressure. KGT/MGT tools create a cutting load when machining a workpiece with a radius larger than the
corner radius of insert (shown in the picture). The unequal cutting force might initially break the insert or holder

j. :

19 e Technical Information



Technical Information F

Parting off & Grooving

9 Insert

Lead angle applications

Lead angle (°)

* 4°- Pipe (Tubing and hollow bar)
* 6°- Pipe and solid bar
* 8°- Solid bar

Lead angle 0° (Neutral)

e S

* Parting off on solid bar type

¢ Occurring the center stub when
parting off

Lead angle 4°~ 8°

4

* Reduce the center stub when
parting off on solid bar type

* Reduce the burr when parting off
on tubing or hollow bar type

Lead angle 8°~15°

8~157

* Parting off on a thin-walled
circular hollow section

* Reduce the burr and center stub
when parting off on small

* Prevent to be deflected workpiece by
cutting direction during parting off

* Available for use deep parting depth
KGMR/LOOO - OO - PS/PT

(Lead angle)

¢ 15°- Small diameter Solid bar diameter solid bar type

% Available Inserts: MGMR/LOOO - OO - LP/RP,
(Lead angle)

2 Selection of Insert

® To properly match the insert and cutting condition, the following factors should be considered
* Width of insert  » Chip breaker ¢ Grade and nose R

® The relationship between the cutting width and cutting depth
* Neutral type, inserts with a 0-degree lead angle are best when used an applications maximum depth of cut
¢ In general alloy steel, the maximum depth of cut =W x 0.8

e Insert with lead angle

* To reduce burrs, we recommend using insert with a lead angle.
* Insert that have larger lead angles reduce burrs but will also decreases tool life
¢ In the case where burrs are acceptable, we recommend using a neutral type insert

) Setting of holders

® The cutting position should be exactly mounted on
machined axis in order to create a perpendicular
direction or 90 to minimize vibration

0.10/100

J
90"

%) Height of center

) Setting of parting off

® The edge height of an insert should be set within +0.1mm based on the center line
* Parting off should be done as close to the chuck as possible to minimize vibration

(0.08mm+0.025xCutting width)max [—

2 Notice

+ Keep a consistent cutting speed and feed
+ Use proper amounts of coolant for better performance
« Properly clean the insert pocket before mounting insert

2 Usage
« If insert is worn, immediately replace with a new insert. This is to prevent the damage on the workpiece

« If the holder seat is worn or damaged, replace with a new one immediately for stable clamping
« Do not grind or regrind the holder seat

D Selection of chip breaker

« Our chip breakers are designed to narrow chips during grooving operations. Narrow chips usually offer the following advantages
+ Decreases friction between chips and the workpiece. This usually gives a better surface roughness finish
+ With better chip flow, a machinist is able to increase feed rates due to a reduced cutting load
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Face Grooving Tools

D For shallow grooving MFMN300 MGMN400 Horizontal MGFHR Vertical MGFVR
» Economical tools utilizing a double
ended cutting edge system

» Newly designed chip breakers that help
ensure chip control for various face

grooving applications CuttingWidth3mm ~ Cutting Width 4 mm Machining Dia. ©24~200mm ~ Machining Dia. @24~60 mm
+ KORLOY face grooving tools provide
various holder line-ups to give you KGMN300~600 Horizontal KGFHR Vertical KGFVR

more options and benefits

Cutting Width 3~6 mm Machining Dia. @34~220 mm Machining Dia. @44~200 mm

»D For deep grooving « These tools are suitable for deep grooving with a single cutting edge (Tmax 25 mm)
« A variety of chip breakers enable a machinist to apply a wide range of functions in machining
« A variety of holders ensures multiple application ranges

FGD FGM FMM Horizontal FGHH Vertical FGVH
Deep face grooving Wide face grooving tuming Wide face grooving tuming Machining Dia. Machining Dia.
(G class) (G class) (Mclass) @25~140 mm @25~140 mm
) Selection system of holder « Follow these 3 simple directions to choose the right insert and holder for your application
Insert and holder Holder CDX Machining Dia.
Choose an insert and Choose the holder with Choose the largest size
W @ holder that best applies to the shortest overhang of shank depending on
your application according that will still meet the the initial grooving
to the cutting width and cutting depth required diameter required in the
part of workpiece to be CDX application
machined.
Notice: To minimize chattering, use the shortest holder
according to CDX.
) Optimization of face grooving
Roughing: When face grooving decreases the cutting speed Finishing: When face grooving decreases the cutting speed 40% below a normal
40% below a normal face turning operation face turning operation

Eeaa(C)
|
\l

=] e

« Grooving at the initial * Face tuming away * Face turning to center * Grooving at the initial * Radius operation o Face turning to center ~ * Grooving for the right
diameter from center diameter to the final toward final dimension you want
cutting depth and face dimension at the

turning away from center bottom

D Notice for face grooving
» Before machining, check and adjust the following holder position

* Check the cutting edge height at « For better surface roughness, set up
the center of the workpiece the insert in order to perpendicular at
center line

* Machine towards the center and
check for burrs
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The Comparison of Chip Breakers
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Application KYOCERA |TAEGUTEC | SUMITOMO | SANDVIK | KENNAMETAL| ISCAR WLATER |MITSUBISHI| SECO TUNGALLOY
Ultra- - DP(G Class) FA FA PMC | FF(G Cass), FV SF PK(GOBs) FY|  FFI TF
Finishing L P FL,FB QF UF PF NF3 FH, FS, SY FF2 NS, ZF
VF, VB PP FG LU, FE P, XF N NF, SM NF4 FP NM, NS, S5
Finishing
- SF U 61 K Fap FP5 LP, SH, SA MF2 75, TSF
Medium to Ve H, CQ e SE HM LF,CT TF NSB C(Cerme) AS
finishing LP,CP PQ,CJ FC SX PMC - MP3 MV MF5 M, AM
Application | 1o fium WML HM | HK,GS,HS.PS |  MP,MT GU(UG) Qu, SM MP, MN PP TF NM4, NP5 MA, MH M3, M5 Q™
cutting MP PG PC GE, UX PM, XM M3P MP5 MP DM, None C/B
B2 RP, MR GN GM, None /B M5 H
Roughing
GR PT, GT, HT, PH RT MUMEMX | PRWR | RN,NoneC/B R3P RPS, NM9 GH.RP  |MR5,MR6,MR7|  THS
GH PX HB.RH.RX |  HG,MP PR, XVR RH NRHT | RP7,NR4, NRF Hz R4, R5 CH
Heavy duty VH Hz, EH Hp R AU HR NRR, NRS HX R6,R7,R8,PRE|  THS, TRS
cutting
PRY,
VT HTHY,HD | HU, HW, HF HR MM TaP HY o6, oo e | 95.TUS
Low w XF, XP, XP-T SF fL Lc - FY -
carbon | Soft steel
[} steel - XQ, XS Sy -
=
‘g W WP, WF ws LUW, SEW W, WL W WF NF W FF2, MF2 AFW, FW
& )
= ';222 Wiper w wo, WE Wt GUW WM, WX Mw WG NM MW MF5, M3 ASW, SW
- WR RW . R4, R7 .
. Shat SH cJ ST FS, VF, FX HM K - £ X PSS
Application I b
(long bar) |y KNMX- KNUX- KNUX-T1 KNMX-19 KX
Finishing | VP2MP | MQ,GU,SK EA SF SU EF VE, XF FP.FF SEVLFM | NF4FMS SH,LM FFLMFI | S5 SF,SA
i | Stainless | Medium M HUTKMS |  MPEM | EXEGGU |MMXMQMMMC| MP,UP.MS | PP.TF,M3M | NM4NR4 | MS,GM,MM | MF3, MF4 M
steel cutting
Roughing RM MU & MU,HM,EM |MRXVRMRR|  RP.P MRRIM | RMS,NRS MA, ES MF5, M5 S, $H
Finishing WP [NoneCB.C.KQ|  MT uz KF,PMC,XF | T20,FN T NM, MK5 LK, MA e CF
Cast Medium B25, MK 75.KG RT KT UX, GZ KM, XM UN, RP GN NM5,RKS  |MK,GK NoneCIB| 5 CM, None C/B
iron | cutting |
Roughing | -MARK | -MAGC KH A MA KR, XMR KRR | MR S-20,-MA | -MA NR MA, RK7 RK, -MA MR7 CH
Ultra- FS(G Cless)
finishn WP MQ, Sk EA £ SIS o SF,PF NF4 FU(G Ciss) Wt SF
Finishing P2 T« ML UP.EG  |23SR XF,SMC W PP NFT s V1 HMM
HRSA  Medium
pt VP3 NS EM BX SM, SVR, XM | MS, GP, P, UN TF NMS, NMT s MF4, MR3 HRF
| _cutling |
Roughing P4 MU 5] MU XMR RP VR NRS, NRT RS, GJ VR4 HRM
— FN2, P2,
Aluminium alloy HA AH ML AX 23 GP, MsS NF, PP MN2. P2 MJ MF1 P
P Y, PP FA FX FC PF. XF 1 PF FP4  |SMGGCEssFY|  FFI of
Finishing
WL, VF GP FB, LU(FP, FK) UF UF F3p FK6 SV, FP Fi PSF, PF
Medium HuP X FG LB, NF P, XM LF.FP 14 |WpsrvermaMke|  LP M2 PSS
Application | SUtting WP HQ, GK PC,FM | NGU,SU,SC | UM,PMC MP, T-20 SM o |reoMMARMBRK| MV F2, M3 PS
Roughing 025 None C/B T MU PR.URXR | MFGM,-C 19 RP4, M4, RK6 | None C/B, MP V5 P
. wp LUW WL, WF W WF PM sw .
[ Wiper
= . wr oW WM, WX MW WG MW .
8 Finishing | FS.MSVP1 | CFGF.GQ G FE.EC,AM | MEMM MG | 11, UF LF 3 A | FIGCESL ey e b s
a Stainless Medium to ’
steel For et Mhing| P2 VL LU a A 1B, MR, YR MF SM R4 MM V3 PS
HRSA " Medium MU WF sMc MaM Nore C/B Vs oM
cutting
Cast “gﬁgmz’" MP HQ PC MU KF, KM LF 17 FK6 MK M3 cM™
fron | Roughing c25 6K T None C/B KR MF, UF 19 MK4, RK6 | None C/B, -MW M5 None C/B
Aluminium alloy AK, AR AH AL AW, AG, AY AL HP, LF AS, AF PM2 AZ,FS AL AL
High precision bar tumning | ye iy ee ue a3 | GEFEGW | FLPGEZ | KR UM GH LF, RF, XL F.SR, 3, SM UK (IS, J10,JRP, PP
(tolerance class G&E)
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The Comparison of Grade for Turning

© WC Turning Grades

ISO m Sandvik SECO WALTER |Kennametal| ISCAR | Tungaloy | Taegutec | Mitsubishi | Kyocera | Sumitomo | Hitachi Dijet Valenite
IC50M . ST30A
P35 | ST30A TP3501 1220 UX30 UTi2oT | PW30 ST0R | Exas
S05 | Ho1 KSO5F MT9005
s10 | HO5 KU10 Ico7 TH10 K10 RTO010 | KWi0 WH13S
K313 KS15F
s15 H13A kol ICo8 e TF15 GW15
K05 | HO1 KSO5F HTi05T Hi WHO5
K10 | HO5 890 TH10 K10 HTII0T | KWio W10 KTO
K15 KS15F
K20 |G10 H13A HX (o1s 1020 KS20 UTI20T | GW15 G10 WH20
N0 | HO1 Fi0 KUT0 KSO6F i
HX K313 IC08 .
N20 | HOS X WN23 kol Io08 TH10 K10 HTi10 KW10 KT9
N30 | Gio Hi3A 883 GW15 Gio
D CVD Turning Grades
ISO | Grade | Sandvik | SECO | WALTER Kennametal| ISCAR | Tungaloy | Taegutec | Mitsubishi = Kyocera | Sumitomo | Hitachi | Diet | Valenite
GCA4405 WKPOTG CA5505 | ACBT15P
POS |NC3205 | aoai%® | TPos01 | WREOIG|kcPos  |ICO105 | Te205 | TTBI0SB | UEBIOS | GhAsoo | Acoied | HGBOIO | JCT10V
TP1501 | WPP10S CA115P | AC8020P
NC3215 | GC4415 KCP10  |IC8150  |T9215 | TT8115B | MC6115 Jciiov | svais
P15 TP1500 | WPP10G CA515 | ACBO15P | HG8O10
NC5320 | GCaats | 1010 |WRRIOG | KGoti0 | iCe105 | To115 LC21sP | UEBT10 | Sp218. | ACEOLS JC218V | vPssis
CA125P
TP2501 KCP258 MC6125 HG8025
GC4425 WPP20S IC8250 | T9225 | TT8125B CA025P | AC8025P V325
P25 | NC3225 TP2500 KC9125 MC6025 IP2000 | JC215V
GC4325 | 1P290 | wepooG | KGOS [iCo205 | 9125 Lozese | Vg | Gases, | Aceaop | G VP5525
NC3030 WKP30S
P30 | NS20%0 TaPas | WRPSOS TT5100 CAS535 | ACB30P VP5535
TT81358
GC4335 | TP3501 | WPP30S IC8350 | T9235 MC6135
P35 |NC3235 | GGso35 |TP3so0 | wPPaoG | KCPSOB | \Ceaso | To135 TIB1%5 | MCeoss | CASS0 | ACBOSSP
M10 |NC9115 |GC2015 |TM1501 |WAMIO | KCM15B | IC6015 TT9215 | MCT015 | CAB515 | AoouM Jct1ov
GC2220 | TM2501 | WMP20S T6125 IP100S | JC525X
M0 |NCotos | 5G2220 | TMZSOT [ WMPAOS | komese | ics02s | T8125 | TTapes | MC7o2s | CAs25 | ACE03OM | [iaodS | IS28X | vpssps
TM3501 T6130 JC5015 | VCaod
M30 | NCO135 | GC2035 | MOS0 [wameo | KCM3sB To180 | TTe23s | US735 AC630M | GMg03s | JG016 | VS
S05 | SNCB05 | 300 WsMo1 | KCu1o TTa00s | MESOXS AC50055 | IPOS0S | JOBOSX | VC929
MC5105
K05-10| NC6310 | GC3205 | Tkioot | WHFOIS | kekos  [icsoos | Ts105 TT7005 | NCS005 CASOE. | ASAOIOK | HE3305 | yctosv | vP1505
5105
MC5115
GC3210 | TK1000 | WAK20 1515 17015 CA315 | AC4015K | HG3315
K15 |NCB315 | GE3a15 | TK1001 | Wkkeos | KCK1SB |ICS010 | 15445 LC21sK | MC01® | Cadsts | ACatsk | Hxasts | JCTIOV. [VP1ST0
K20 |NC5320 | GCazes | 1k2000 | WAKSO | kckeon T5125 TT7025 QAS20 | AC420K | HCBO10 | JC218V | VP1515
15-25 | NC5320 | GC3225 WKP30S | KCK20B | 108025 | T5125 | TT7025 CA4120 | AC420K
TT5100 IP3000 V325
25-35 | NC5330 WPP30 | KC9140 | 108025 TIe100 | uEe03s aceaom | B39O0 | ycapsy | V325
9 PVD Turning Grades
Sandvik SECO WALTER |Kennametal| ISCAR Tungaloy | Taegutec | Mitsubishi | Kyocera | Sumitomo | Hitachi Dijet Valenite
galoy | Taeg y A
P05 | PCB105% WSMO1 AFT10 PR1706 VC907
P10 | PC8110 WPP10S AH710 JP5003
KCS10 GH110 VP10RT
152000 Ic807 AH120 VP1OMF
KCU10 PRO30 VC927
P15 |PCBI16% | goqsps | CP20D KeUI0,  |1Ceo7 AH30 MS6015
GH330
P20 | PC9030 152500 AH725
c Areazs VP15TF
KCU25 725 | TT9080 PR1225
P25 | PC5300 cPsoo | wsmzt | KU | icons Sires | TI060 | mMs7ozs | ERIZZS | acios0u | IP2000 | JCBO1S | VC90s
w5 s SH730 PR1535
35 | PC3035
AH6235
P40 | PC5400 CP600 1830 AHgas | 119080 | VP20RT IR3000
M0 | PCB105* WMot IC806 AFT10 IP050S
2000 10 807
m2o |peatisx | SS1205 1 cPa0 | wswmios | KCUt0 | 1Ce07 AHG30 | TTS080 | \pgpis | PR930 IP100S | yceo15 | vceer
KC5010 GH330
AHT25 VPI5TE
PC5300 152500 PR1725 VC902
WSM20S | KCU25 AH6225 | TT9080 | VP2OMF AC530U
M30-35| PCO030 | GCi12s | CPsoo | wabEOS | KGEES | icos QG225 | TI000 | VR2OME PR1z2s | ASSS0U Jc5015 | vCao1
PC9035 CP600 PR1535 VG905
SH730 MP3025
AH6235 | TT8080
M40 | PC5400 WSM30S IC830 (iGass | 16080 Mp703s AC6040M
GC1105 MP3005 | PROOSS
so5 |Pcaios | ac!i08 WSMo? IC806 AHa05 MPSO0> | EROOSS | Acso0ss | JPot0s | JC5003
S10.| Peatio KGoi08 | iceo AHI10 | 175080 | MPO015 | PRO1SS | AC50158
7 5 5 5 5015
st5 |pcstts | GGII1S  [TS2000 | yeyyps | KCUTO | IC907 SH730 | 113910 |VPORT |PRi310 | ACs10U | JP9115 | JCBO1S
GC1210 | 752500 TS GH110
CP200 73020 | MS9025
PC5300 WSM20S | KCU25 AH120 PR1535 | AC50255
§20-25 GC1125 | CP500 IC908 79080 | MP9025 JC5015
PCI035* GPo00 | wsm2i | KC5025 AHT25 | TIO060 | MPY025 I pRis35 | AC520U
78080
S30 | PC5400 WSM30S 116080 | vpaoRT
52000 kG108 | iceo CHIT0 VC929
7
K10 | PC8110 Iezeon wnnio KGRI | G GHito | TTeos0 | VP1ORT | PR830 e
KC5010 AH110
VC902
KCU25 AH120 VP15TE AC1030U
K20 | PC5300 CP500 KOE2S. | 1coos A0 I TTo080 | VBT | PRIs3s | AS1050 el

% : PVD Coating cermet % : New Grade
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The Comparison of Grade for Turning

D Cermet Turning Grades

Sandvik SECO WALTER |Kennametal| ISCAR Tungaloy | Taegutec | Mitsubishi | Kyocera | Sumitomo | Hitachi Dijet Valenite
KT1120 NS520 INTO
PV710
CC1015% KT315 | IC20N PV3010 15002
CN1500 WCEI0 | krio5 | IC250N CT3000 N0, | T1500A CX50
APSEN
CT5015 VP25N T2000Z PX75
NX2525
PV720
AT9530
KT325 PV7020
CC1025% WTA43 IC3N | GT9530 To500Z | CZ25 oX75
CN2500 TP1020 | wragy | KTH20 | icsgon | gos30 MRS | INED To500A | CHS50 | PX90 LCEd
KT5020 TNG20
NS9530 e,
MP3025
GC1525 WES025 | pvoes
PV730
TP1030 PV90 30002
NGO
PV7005
cciots K1325 PV30T0 | APZ5N T1000A
CN1500 KT125 CT3000 | NX2525
o ATo530
1025 9530
ge192e | cTs01s s NGO cz25
NS9530
CHS550

% : PVD Coating cermet % : New Grade
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Aluminum Insert

AM Chip Breakers
Application Example

Auto Tools (Blade)

Auto Tools (Blade) Inserts
Auto Tools (ISO)

Auto Tools (ISO) Holder

Auto Tools (KGT) Holder
Auto Tools (KGT/MGT) Inserts
Auto Tools (KHP)

Auto Tools (KHP) Holder

Auto Tools (MGT Plus / MGT) Inserts / Holder
Auto Tools (MSB Tool)

Auto Tools (multi utility)

Auto Tools (multi utility) Inserts / Holder
Auto Tools MSB PLUS

Bearing Solutions

Turning
Turning Chip Breakers
Multi Functional Tools
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning

Turning

Boring Bar Code System (ISO) Turning

Cartridge

Cartridge Code System (ISO)
cBN Inserts

cBN Inserts Grades

Chip breaker

Chip cover

Clamp

Clamp on System

Clamp on System

Clamp on System

Compact Mini

Coolant bolt

CP Chip Breakers

CVD Coated Grades

DLC Coated Grades

Double Clamp System
Double Clamp System
External Holders

External Tool Holder Code System (ISO)
Face Grooving Tools

Fine Tools

FP Chip Breakers

FS Chip Breakers

Grade System

Grooving Tools

Hardness Calculating Table

Heavy Chip Breakers

Parts

Turning

Turning

Turning Grades

Parts

Parts

Parts

Turning

Turning

Turning

Turning

Parts

Turning Chip Breakers
Turning Chip Breakers
Turning Grades
Turning

Turning

Threading

Turning

Technical Information
Multi Functional Tools
Turning Chip Breakers
Turning Chip Breakers
Turning Grades

Multi Functional Tools
Technical Information

Turning Chip Breakers

B75
A49
c2
B177
B176
B162
B168
B183
B182
B152
B174
B184
B205
B178
B180
B187
B211
B121
E4
B230
B82
A18
E4
E4
E4
B105
B129
B232
B142
E5
A37
A5
A17
B125
B91
D32
B86
F21
cl4
Ad5
A47
A3
c75
F9
A50

~

Hexa Blade Insert / Holder
HSK Tooling System
Index for Boring Bars
Index for Cartridges

Index for External Holders

Multi Functional Tools
Turning
Turning
Turning

Turning

Index for HSK/KM Tooling System Turning

Instruction of External Holders Turning

Instructions of Boring Bar Assembly Turning

Internal Holders

KGT

KGT/MGT Cartridges
KHP Coolant

KM Tooling System
K-Notch

KORLOY Grade Index
Lever

Lever Lock System
Lever Lock System
Locator

LP Chip Breaker
LW/VW Chip Breaker
MGT

MGT for Aluminum Wheel
MGT Plus / MGT

MK Chip Breaker

MM Chip Breaker

MP Chip Breaker

MP Chip Breaker

MS Chip Breaker
Multi Lock System
Multi Lock System
Nozzle

Nut

Parting off & Grooving
Parts

PCD Insert Grades
PCD Inserts

Pin

RK Chip Breaker

RM Chip Breaker
Save Turn Boring Bars
Save Turn Holders
Save Turn Inserts
Saw Man

Saw Man-X

Threading

Multi Functional Tools
Multi Functional Tools
Turning

Turning

Multi Functional Tools
Turning Grades

Parts

Turning

Turning

Parts

Turning Chip Breakers
Turning Chip Breakers
Multi Functional Tools
Multi Functional Tools
Multi Functional Tools
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning

Turning

Parts

Parts

Technical Information
Parts

Turning Grades
Turning

Parts

Turning Chip Breakers
Turning Chip Breakers
Turning

Turning

Turning

Multi Functional Tools

Multi Functional Tools
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C74
B219
B122
B231
B87
B218
B90
B124
D33
C28
C57
B148
B226
Cc18
A2
ES
B127
B96
E6
A36
A52
Ca7
C61
C50
Ad1
A39
A38
A46
A48
B107
B130
E8
E6
F20
E3
A23
B85
E6
A42
A40
B158
B155
B154
c10
C6
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0~0

Screw

Screw on System

Screw on System

Screw on System

Shim

Shim pin

SI Unit Conversion Table
Sleeve

Sleeve

Special Order Form for Bearing Inserts

Special Order Form for MGT

Special Order Form for V-Pulley Inserts

Spring
SR/SH Chip Breaker

Steel, Non-Ferrous Metal Symbol List

Stop ring
Stopper
TB/TB-M Holder
TB/TB-M Insert

Technical Information for Aluminum
Technical Information for Auto Tools
Technical Information for Auto Tools (Blade)
Technical Information for Auto Tools (KGT/MGT)
Technical information for Auto Tools (KHP)
Technical Information for Auto Tools (KHP)
Technical Information for Auto Tools (MSB Tool)
Technical Information for Auto Tools MSB PLUS
Technical Information for Bearing Solutions
Technical Information for Fine Tools
Technical Information for Hexa Blade

Technical Information for HSK Tooling System

Technical Information for KGT

Technical Information for KGT Parting off Blades
Technical Information for KGT/MGT Cartridges

Technical Information for KHP Coolant

Technical Information for KM Tooling System

Technical Information for K-Notch

Technical Information for MGT Aluminum Wheel
Technical Information for MGT Plus / MGT
Technical Information for Save Turn
Technical Information for Saw Man
Technical Information for Saw Man-X

Technical Information for TB/TB-M

Parts

Turning

Turning

Turning

Parts

Parts

Technical Information
Turning

Turning

Turning

Multi Functional Tools
Multi Functional Tools
Parts

Turning Chip Breakers
Technical Information
Parts

Parts

Multi Functional Tools
Multi Functional Tools
Turning

Turning

Turning

Turning

Turning

Turning

Turning

Turning

Turning

Multi Functional Tools
Multi Functional Tools
Turning

Multi Functional Tools
Multi Functional Tools
Multi Functional Tools
Turning

Turning

Multi Functional Tools
Multi Functional Tools
Multi Functional Tools
Turning

Multi Functional Tools
Multi Functional Tools

Multi Functional Tools

Technical Information for Threading  Threading

E6
B114
B132
B234
E3
E7
F8
B144
B209
B216
C80
(o2:1}
E8
A53

ES
ES
c7
c68
B73
B160
B175
B181
B150
B172
B203
B185
B210
c13
c72
B217
c21
Cc40
C56
B145
B225
c16
c60
c41
B153
c9
c4
c64
D4
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~

Technical Information for Turning

The Comparison of Chip Breakers

The Comparison of Grade for Turning

Thread Inserts

Threading Code System

Threading Inserts with Chip Breaker

Turning and Grooving
Turning Grade selections
Turning Insert Code System
Turning Inserts (Negative)
Turning Inserts (Positive)
Uncoated Carbide Grades
VB Chip Breaker

VC Chip Breaker

Vertical Type Holders
VHNT Chip Breake

VL Chip Breaker

VL Chip Breaker

VP1 Chip Breaker

VP2 Chip Breaker

VP3 Chip Breaker

VP4 Chip Breaker

VQ Chip Breaker

Washer

Wedge Clamp System
Workpiece Material Grades
Wrench

Wrench bolt

Technical Information
Technical Information
Technical Information
Threading

Threading

Threading

Technical Information
Turning Grades
Turning

Turning

Turning

Turning Grades
Turning Chip Breakers
Turning Chip Breakers
Threading

Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Parts

Turning

Technical Information
Parts

Parts

F10
F22
F23
D11
D3
D10
F19
A4
B3
B5
B44
A13
A34
A35
D34
A51
A34
A46
A43
A43
Ad4
A44
A35
E8
B103
F3
E8

E5



American ACME
American Buttress
American UN

API

API Buttress Casing

API Round Casing & Tubing

BF

British Buttress

British Standard Pipe Thread

CC1015
CC1025
CCET
CCET-KF
CCET-KM
CCGT-AK
CCGT-AM
CCGT-AR
CCGT-FS
CCGT-KF
CCGT-MKM
CCGT-MS
CCGT-VP1
CCMT
CCMT-C25
CCMT-FP
CCMT-HMP
CCMT-MP
CCMT-VF
CCMT-VL
CCMT-VP1
ccmw
ccMmw
CKFN...RW
CKGN...RW
CKJNR/L
CKNNR/L
CKUNR/L
CMSN...B

Threading
Threading
Threading
Threading
Threading

Threading

Multi Functional Insert (Grooving Tools)

Threading
Threading

Coated Cermet Grades
Coated Cermet Grades
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Aluminum Insert
Aluminum Insert
Aluminum Insert
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
cBN Insert

PCD Insert

Bearing Solutions
Bearing Solutions
Clamp on System
Clamp on System
Clamp on System

Bearing Solutions

D25
D29
D17
D30
D31
D31

C79
D29
D23

A15
A15
B46
B47
B48
B75
B75
B75
BA45
B47
B48
B46
B46
B85
B45
B44
B44
BA44
BA44
BA44
B45
B84
B85
B214
B214
B105
B105
B129
B212

CMSN...F
CN1500
CN2500
CNGG-VP1
CNGG-VP3
CNMA
CNMA
CNMG-B25
CNMG-CP
CNMG-GR
CNMG-HA
CNMG-HM
CNMG-LP
CNMG-LW
CNMG-MK
CNMG-MM
CNMG-MP
CNMG-RK
CNMG-RM
CNMG-VB
CNMG-VC
CNMG-VF
CNMG-VL
CNMG-VM
CNMG-VP1
CNMG-VP2
CNMG-VP3
CNMG-VP4
CNMG-VQ
CNMG-VR
CNMG-VW
CNMM-GH
CNMM-GR
CNMM-HG
CNMM-HL
CNMM-HP
CNMM-HV
CNMM-HX
CNMM-VH
CNMM-VT
CPGT
CPGT-HMP
CPMT-C25
CPMT-VF

Bearing Solutions
Cermet Grades

Cermet Grades

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
cBN Insert

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)

Turning Insert (Positive)
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B212
A14
A14
B9
B10
B8
B84
B7
B5
B7
B10
B6
B5
B11
B7
B9
B6
B8
B9
B5
B5
B5
B5
B6
B9
B10
B10
B10
B7
B8
B10
B11
B11
B12
B11
B11
B12
B12
B12
B12
B49
B49
B49
B49
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CPMT-VL
CSBN...BS
CSDPN
CSGN...RW
CSKN...BS
CSKP...B
CSKPR/L
CSKPR/L
CSKPR/L
CTFPR/L
CTFPR/L
CTFPR/L
CTGN...BS
CTGPR/L
CTSPR/L
CTTPR/L
CTWPR/L

DB
DB1000
DB2000
DBH

DC
DCBNR/L
DCET-KF
DCET-KM
DCGT
DCGT-AK
DCGT-AM
DCGT-AR
DCGT-FS
DCGT-FS
DCGT-KF
DCGT-KM
DCGT-MS
DCGT-VP1
DCGW
DCKNR/L
DCLNR/L
DCLNR/L
DCLNR/L
DCLNR/L

Turning Insert (Positive)
Bearing Solutions
Clamp on System
Bearing Solutions
Bearing Solutions
Bearing Solutions
Clamp on System
Clamp on System
Clamp on System
Clamp on System
Clamp on System
Clamp on System
Bearing Solutions
Clamp on System
Clamp on System
Clamp on System

Clamp on System

Multi Functional Insert (Grooving Tools)

cBN Insert Grades

cBN Insert Grades

Multi functional (Grooving Tools)

Multi Functional Insert (Grooving Tools)

Double Clamp System
Turning Insert (Positive)
Turning Insert (Positive)
PCD Insert

Aluminum Insert
Aluminum Insert
Aluminum Insert
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
cBN Insert

Double Clamp System
Double Clamp System
Double Clamp System
HSK Tooling System

HSK Tooling System

B49

B215
B105
B214
B215
B213
B106
B129
B232
B106
B129
B232
B215
B106
B233
B233
B234

C78
A22
A22
C78
C78
B91
B52
B53
B85
B76
B76
B76
B51
B51
B52
B53
B51
B52
B84
B91
B91
B125
B219
B223

DCLNR/L
DCMNN
DCMNN
DCMT
DCMT-C25
DCMT-FP
DCMT-HMP
DCMT-MP
DCMT-VF
DCMT-VL
DCMT-VP1
DDJNR/L
DDJNR/L
DDJNR/L
DDNNN
DDNNN
DDUNRI/L
DNC100
DNC250
DNC300
DNC350
DNGG-VP1
DNGG-VP3
DNMA
DNMA
DNMG-B25
DNMG-CP
DNMG-GR
DNMG-HA
DNMG-HM
DNMG-LP
DNMG-LW
DNMG-MM
DNMG-MP
DNMG-RK
DNMG-RM
DNMG-VB
DNMG-VC
DNMG-VF
DNMG-VL
DNMG-VM
DNMG-VP1
DNMG-VP2
DNMG-VP3

KM Tooling System

HSK Tooling System

KM Tooling System

PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Double Clamp System
HSK Tooling System

KM Tooling System

HSK Tooling System

KM Tooling System
Double Clamp System
cBN Insert Grades

cBN Insert Grades

cBN Insert Grades

cBN Insert Grades
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
cBN Insert

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)

Turning Insert (Negative)

B226
B219
B226
B85
B51
B50
B50
B50
B50
B50
B51
B92
B219
B226
B219
B227
B125
A20

B17
B17
B16
B84
B15
B14
B15
B18
B14
B13
B18
B16
B14
B16
B17
B13
B14
B13
B13
B15
B17
B17
B17
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DNMG-VP4
DNMG-VQ
DNMG-VR
DNMG-VW
DNMM
DNMM
DNMX-SH
DNMX-SR
DSBNR/L
DSDNN
DSKNR/L
DSKNR/L
DSSNR/L
DTFNR/L
DTFNRI/L
DTGNR/L
DVJNR/L
DVVNN
DWLNR/L
DWLNR/L

ER(L)H
ER(L)H-C
EV2020R/L-105-3
EV2525R/L-112
EV2525R/L-115

Extreme Line Casing

FGD
FGHH
FGM
FGVH
FMM

GFIP
GwW

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
PCD Insert

PCD Insert

Turning Insert (Negative)
Turning Insert (Negative)
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System

Double Clamp System

Thread External Holder (Screw on system)

Thread External Holder (Clamp on system)

HSK Tooling System
HSK Tooling System
HSK Tooling System

Threading

Multi Functional Insert (MGT)

Multi functional (Grooving Tools)
Multi Functional Insert (Grooving Tools)
Multi functional (Grooving Tools)

Multi Functional Insert (Grooving Tools)

Multi functional (Grooving Tools)

B18
B15
B16
B18
B85
B85
B18
B18
B92
B93
B93
B125
B93
B94
B126
B94
B94
B95
B95
B126

D32
D32
B224
B224
B224

D31

C77
C75
C77
C76

C77

C79

Multi Functional Insert (Grooving Tools) C79

HO1
HO5
HBEHR/L

IG

IGH

IR(L)H
IR(L)H-C
ISO Metric

KCER/L
KCFR/L
KGEHR/L
KGEHR/L-D00A
KGEHR/L-D00A
KGEHR/L-D00B
KGEHR/L-D00B
KGEHR/L-T00
KGEUR/L
KGEVR/L-T00
KGFHR/L
KGFVRI/L
KGGN-A
KGGN-B
KGGN-R
KGGN-R
KGIUR/L
KGIVR/L
KGMI-T
KGML-LP
KGML-LP
KGML-RP
KGML-RP
KGMN-L
KGMN-L
KGMN-R
KGMN-R
KGMN-T
KGMN-T
KGMN-TL
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Uncoated Carbide Grades
Uncoated Carbide Grades

Multi functional (Hexa Blade)

Multi Functional Insert (Grooving Tools)
Multi functional (Grooving Tools)

Thread Internal Holder (Screw on system)
Thread Internal Holder (Clamp on system)

Threading

Multi functional (KGT Cartridge)
Multi functional (KGT Cartridge)
Multi Functional Insert (KGT)
Auto Tools (KGT) Holder

Multi functional (Auto Tool Holder)
Auto Tools (KGT) Holder

Multi functional (Auto Tool Holder)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Multi Functional Insert (KGT)
Auto Tools Inserts (KGT/MGT)
Multi Functional Insert (KGT)
Auto Tools Inserts (KGT/MGT)
Multi Functional Insert (KGT)
Auto Tools Inserts (KGT/MGT)
Multi Functional Insert (KGT)
Auto Tools Inserts (KGT/MGT)
Multi Functional Insert (KGT)
Auto Tools Inserts (KGT/MGT)
Multi Functional Insert (KGT)

Multi Functional Insert (KGT)

A13
A13
C74

C77
Cc77
D33
D33
D13

C58
C58
C31
B183
C33
B183
C33
C34
C36
C35
C39
C38
C28
C29
Cc28
C29
C36
C37
C29
B182
C30
B182
C30
B182
C28
B182
C28
B182
C28
C28
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KGMR-LP Auto Tools Inserts (KGT/MGT) B182 MCFR/L Multi functional (KGT Cartridge) C59
KGMR-LP Multi Functional Insert (KGT) Cc29 MCHR/L HSK Tooling System B222
KGMR-RP Auto Tools Inserts (KGT/MGT) B182 MCHR/L HSK Tooling System B222
KGMR-RP Multi Functional Insert (KGT) C29 MCHR/L KM Tooling System B228
KGTB KGT Blades for Parting off C40 MCHR/L Multi functional (KGT Cartridge) C56
KMOO-DCLNR/L KM Tooling System B229 MCKNR/L Multi Lock System B107
KNB Multi Functional Insert (K-Notch, Metric) C18 MCLNR/L Multi Lock System B107
KNG Multi Functional Insert (K-Notch, Metric) C18 MCLNR/L Multi Lock System B130
KNG Multi Functional Insert (K-Notch, Inch) C19 MCLR Auto Tools MSB PLUS B192
KNGP Multi Functional Insert (K-Notch, Metric) C18 MCMNN Multi Lock System B107
KNGP Multi Functional Insert (K-Notch, Inch) C19 MCRNR/L Multi Lock System B108
KNR Multi Functional Insert (K-Notch, Inch) C19 MCVR/L Multi functional (KGT Cartridge) C56
KNRP Multi Functional Insert (K-Notch, Inch) C19 MDJNR/L Multi Lock System B108
KNSR Multi Functional (K-Notch_Holder) Cc20 MDNNN Multi Lock System B108
KNT Multi Functional Insert (K-Notch, Metric) C18 MDQNR/L Multi Lock System B109
KNUX-11 Turning Insert (Negative) B19 MDUNR/L Multi Lock System B130
KNUX-12 Turning Insert (Negative) B19 Metric Buttress Threading D30
KRGN-A Multi Functional Insert (KGT) C30 MFGRR/L Auto Tools MSB PLUS B196
KRGN-CM Multi Functional Insert (KGT) C30 MFMN Multi Functional Insert (MGT) C47
KRMI-C Multi Functional Insert (KGT) C30 MFPR/L Auto Tools MSB PLUS B197
KRMN-C Auto Tools Inserts (KGT/MGT) B182 MGEHR/L Auto Tools (MGT Plus/MGT) Holder  B184
KRMN-C Multi Functional Insert (KGT) C30 MGEHR/L Multi Functional Insert (MGT) C50
KSEHR/L Multi Functional (Saw Man-X_Shank-Screw clamping) C7 MGEHR/L Multi functional (MGT for Aluminum Wheel) — C61
KSPB Multi Functional (Saw Man-X_Blade) C6 MGEHR/L-15 Multi functional (MGT for Aluminum Wheel)  C62
KSPB-KHP Multi Functional (Saw Man-X_Blade) C8 MGEUR/L Multi Functional Insert (MGT) C51
KSPH Multi Functional (Saw Man-X_Shank-Self grip) C7 MGEVR/L Multi Functional Insert (MGT) C52
MGEXR/L Multi functional (MGT for Aluminum Wheel) €63
MGFHR/L Multi Functional Insert (MGT) C55
MGFR Auto Tools (MSB Tool) B208
MGFVR/L Multi Functional Insert (MGT) C55
MBBR Auto Tools (MSB Tool) B206 MGGN-A Multi Functional Insert (MGT) C48
MBCBR Auto Tools MSB PLUS B191 MGGN-M Multi Functional Insert (MGT) C47
MBCFR Auto Tools MSB PLUS B191 MGIUR/L Multi Functional Insert (MGT) C53
MBCR Auto Tools MSB PLUS B187 MGIUR/L-MR Multi functional (MGT for Aluminum Wheel) ~ C62
MBCR Auto Tools (MSB Tool) B205 MGIUR/L-MV Multi functional (MGT for Aluminum Wheel) ~ C63
MBCR/L Auto Tools MSB PLUS B187 MGIVR/L Multi Functional Insert (MGT) C54
MBER Auto Tools MSB PLUS B187 MGIXR/L-MR Multi functional (MGT for Aluminum Wheel) — C62
MBFR Auto Tools (MSB Tool) B206 MGML-PS Multi Functional Insert (MGT) C49
MBR Auto Tools (MSB Tool) B205 MGML-PT Multi Functional Insert (MGT) C49
MCBLFR/L Auto Tools MSB PLUS B192 MGMN-G Auto Tools Inserts (MGT Plus/MGT)  B184
MCER/L HSK Tooling System (Cartridge) B222 MGMN-G Multi Functional Insert (MGT) C47
MCER/L KM Tooling System (Cartridge) B229 MGMN-L Multi Functional Insert (MGT) C47
MCER/L Multi functional (KGT Cartridge) C59 MGMN-M Auto Tools Inserts (MGT Plus/MGT)  B184
MCFR/L HSK Tooling System (Cartridge) B223 MGMN-M Multi Functional Insert (MGT) ca7
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MGMN-R
MGMN-T
MGMR-PS
MGMR-PT
MGR
MGRR
MGSR
MGSR/L
MHRNC
MHRRC
MHRSC
MPPR
MPPR/L
MRGN-A
MRGN-A
MRMN-M
MSBNR/L
MSDNN
MSKNR/L
MSKNR/L
MSRNR/L
MSSNR/L
MTENN
MTFNR/L
MTFNR/L
MTGNR/L
MTHR
MTHR/L
MTJNR/L
MTR
MVGN
MVJNR/L
MVQNR/L
MVUNR/L
MVVNN
MWLNR/L
MWLNR/L

National Pipe Thread
National Pipe Threads-Dryseal
NC3205

NC3215

Multi Functional Insert (MGT)
Multi Functional Insert (MGT)
Multi Functional Insert (MGT)
Multi Functional Insert (MGT)
Auto Tools (MSB Tool)

Auto Tools (MSB Tool)

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Multi Functional Insert (MGT)
Multi functional (MGT for Aluminum Wheel)
Multi Functional Insert (MGT)
Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Auto Tools MSB PLUS

Auto Tools MSB PLUS

Multi Lock System

Auto Tools (MSB Tool)

Multi Functional Insert (MGT)
Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Multi Lock System

Threading
Threading
CVD Coated Grades
CVD Coated Grades

C48

C48

C49

C49

B207
B208
B193
B194
B201
B200
B199
B196
B196
C49

C61

C49

B109
B109
B110
B130
B110
B111
B111
B111
B131
B112
B198
B198
B112
B209
C61

B112
B113
B131
B113
B113
B131

D23
D24
A5
A5
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NC3225 CVD Coated Grades A5
NC3235 CVD Coated Grades A5
NC6310 CVD Coated Grades A6
NC6315 CVD Coated Grades A6
NC9115 CVD Coated Grades A7
NC9125 CVD Coated Grades A7
NC9135 CVD Coated Grades A7
ND3000 Diamond Coated Grades A16
NFTF Multi Functional Insert (Fine Tool) C15
NFTG Multi Functional Insert (Fine Tool) c14
NFTIH Multi Functional Insert (Fine Tool) C15
NFTT Multi Functional Insert (Fine Tool) c14
Partial profile 55° Threading D12
Partial profile 60° Threading D11
PC5300 PVD Coated Grades A10
PC8105 PVD Coated Grades A9
PC8110 PVD Coated Grades A9
PC8115 PVD Coated Grades A9
PC9030 PVD Coated Grades A1
PC9035 PVD Coated Grades A1l
PCBNR/L Lever Lock System B96
PCBNR/L Save Turn Holders B155
PCKNR/L Lever Lock System B96
PCLNR/L Lever Lock System B97
PCLNR/L Lever Lock System B127
PCLNR/L KHP Coolant B148
PCLNR/L Save Turn Holders B155
PCLNR/L Save Turn Boring Bars B158
PCLNR/L HSK Tooling System B220
PCLNR/L KM Tooling System B227
PCMNN HSK Tooling System B220
PCMNN KM Tooling System B227
PD1005 DLC Coated Grades A17
PD1010 DLC Coated Grades A17
PDJNR/L Lever Lock System B97
PDJNRI/L KHP Coolant B148
PDJNR/L Save Turn Holders B155
PDJNR/L HSK Tooling System B220
PDJNR/L KM Tooling System B228
PDNNN HSK Tooling System B220
PDNNN KM Tooling System B228
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PDNNR/L Lever Lock System B98

PDNNR/L Save Turn Holders B156
PDQNR/L Save Turn Holders B156
PDSNR/L Lever Lock System B127
PDUNR/L Lever Lock System B127
PDUNR/L Save Turn Boring Bars B158
PDZNR/L Save Turn Boring Bars B159
PGMN-GM Multi Functional Insert (MGT Plus/MGT) C45

PGMN-MM Auto Tools Inserts (MGT Plus/MGT)  B184
PGMN-MM Multi Functional Insert (MGT Plus/MGT) C45

PGMN-MN Auto Tools Inserts (MGT Plus/MGT)  B184
PRDCN Lever Lock System B98

PRDCN HSK Tooling System B221
PRGCR/L Lever Lock System B99

PRGCR/L HSK Tooling System B221
PRMN-RM Auto Tools Inserts (MGT Plus/MGT)  B184
PRMN-RM Multi Functional Insert (MGT Plus/MGT) C45

PSBNR/L Lever Lock System B99

PSBNR/L Save Turn Holders B156
PSDNN Lever Lock System B100
PSDNN Save Turn Holders B157
PSKNR/L Lever Lock System B100
PSKNR/L Lever Lock System B128
PSKNR/L Save Turn Holders B157
PSKNR/L Save Turn Boring Bars B159
PSSNR/L Lever Lock System B101
PSSNR/L KHP Coolant B148
PSSNR/L Save Turn Holders B157
PTFNR/L Lever Lock System B101
PTFNR/L Lever Lock System B128
PTGNR/L Lever Lock System B102
PTTNR/L Lever Lock System B102
PWLNR/L Lever Lock System B102
PWLNR/L Lever Lock System B128
PWLNR/L KHP Coolant B149
PWLNR/L Save Turn Holders B158
RCGT-AK Aluminum Insert B77

RCGT-AR Aluminum Insert B77

RCMT-VM Turning Insert (Positive) B54

RCMX Turning Insert (Positive) B54

RNMG-B25 Turning Insert (Negative) B19

RNMM-GR Turning Insert (Negative) B36

Round DIN405 Threading D24

RPGR-F Turning Insert (Positive) B62

RPMR-M Turning Insert (Positive) B62

SBBR/L Auto Tools Inserts (Blade) B176
SBCRI/L Auto Tools Inserts (Blade) B176
SBGRI/L Auto Tools Inserts (Blade) B176
SBHR/L Auto Tools (Blade) B177
SBHR/L-X (Sub spindle)  Auto Tools (Blade) B177
SBR/L Auto Tools Inserts (multi utility) B179
SBTR/L Auto Tools Inserts (Blade) B176
SCACR/L Screw on System B114
SCACR/L Auto Tools (ISO) Holder B168
SCGT-AK Aluminum Insert B78

SCGT-AR Aluminum Insert B78

SCLCR/L Screw on System B114
SCLCR/L Screw on System B132
SCLCR/L Compact Mini B142
SCLCR/L Auto Tools (KHP) B152
SCLCR/L Auto Tools (ISO) Holder B168
SCLCR/L Auto Tools (KHP) Holder B174
SCLPR/L Screw on System B133
SCMT-C25 Turning Insert (Positive) B55

SCMT-FP Turning Insert (Positive) B55

SCMT-HMP Turning Insert (Positive) B55

SCMT-MP Turning Insert (Positive) B55

SCMT-VF Turning Insert (Positive) B55

SCMT-VL Turning Insert (Positive) B55

SCR/L Auto Tools Inserts (multi utility) B179
SDACR/L Screw on System B114
SDJCR/L Screw on System B115
SDJCR/L Auto Tools (KHP) B152
SDJCR/L Auto Tools (ISO) Holder B168
SDJCR/L Auto Tools (KHP) Holder B174
SDNCN Screw on System B115
SDNCN Auto Tools (ISO) Holder B169
SDQCRI/L Screw on System B134
SDUCRI/L Screw on System B135
SDZCR/L Screw on System B136
SGBR/L Auto Tools Inserts (multi utility) B180
SGR/L Auto Tools Inserts (multi utility) B179
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SL (Sleeve)
SL (Sleeve)
SMBB
SMBB
SMBB-KHP
SNGA
SNGG
SNGG-VP3
SNGN
SNGX
SNMA
SNMG-B25
SNMG-CP
SNMG-GR
SNMG-HA
SNMG-HM
SNMG-LP
SNMG-MK
SNMG-MM
SNMG-MP
SNMG-RK
SNMG-RM
SNMG-VB
SNMG-VC
SNMG-VF
SNMG-VL
SNMG-VM
SNMG-VP2
SNMG-VP3
SNMG-VP4
SNMG-VQ
SNMG-VR
SNMM-GH
SNMM-GR
SNMM-HG
SNMM-HL
SNMM-HP
SNMM-HV
SNMM-HX
SNMM-VH
SNMM-VT
SNMX
SNUN
SPB/SPB-S

Sleeve

Auto Tools (MSB Tool)

Multi Functional (Saw Man_Blade)
Multi Functional (Saw Man-X_Block)

Multi Functional (Saw Man-X_Block)

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)

Turning Insert (Negative)

Multi Functional Insert (Saw Man_Blade)

B144

B209

C6

(02:}

B24
B23
B25
B26
B27
B23
B22
B20
B22
B26
B21
B20
B23
B24
B21
B24
B25
B20
B20
B20
B20
B21
B25
B25
B25
B22
B24
B27
B27
B28
B27
B27
B28
B28
B28
B28
B26
B26
c11

SPGA
SPGN
SPGN
SPGR-F
SPGR-M
SPGT
SPH/SPH-S
SPMR-F
SPMR-M
SPMT-VF
SPMT-VL
SPUN
SRCP...B
SRDCN
SRGCR/L
SRGCR/L
SRGP...E
SRGP...F
SSBCRI/L
SSDCN
SSKCRI/L
SSKCRI/L
SSKCRI/L
SSKP...B
SSKPR/L
SSSCRI/L
SSSCRI/L
STACR/L
STACRI/L
STFCR/L
STFCR/L
STFCR/L
STFPR/L
STGCR/L
STLBR/L
STR/L
STTCR/L
STTCR/L
Stub ACME
STUBRI/L
STUPR/L
STWCRI/L
STWPR/L
SVABRI/L

Turning Insert (Positive)
Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)

Turning Insert (Positive)
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B57
B57
B85
B56
B56

B57

Multi Functional (Saw Man_Holder) C12

Turning Insert (Positive) B56

Turning Insert (Positive) B56

Turning Insert (Positive) B56

Turning Insert (Positive) B56

Turning Insert (Positive) B56

Bearing Solutions B213
Screw on System B115
Screw on System B116
KHP Coolant B149
Bearing Solutions B212
Bearing Solutions B213
Screw on System B116
Screw on System B116
Screw on System B117
Screw on System B136
Screw on System B234
Bearing Solutions B213
Screw on System B136
Screw on System B117
Screw on System B235
Screw on System B117
Auto Tools (ISO) Holder B169
Screw on System B118
Screw on System B137
Screw on System B235
Screw on System B138
Screw on System B118
Compact Mini B142
Auto Tools Inserts (multi utility) B180
Screw on System B118
Screw on System B236
Threading D26

Compact Mini B142
Compact Mini B143
Screw on System B236
Screw on System B139
Screw on System B119
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SVACR/L Auto Tools (ISO) Holder B169
SVAPR/L Auto Tools (ISO) Holder B170
SVHBR/L Screw on System B119
SVJBR/L Screw on System B119
SVJBR/L KHP Coolant B149
SVJBR/L Auto Tools (ISO) Holder B170
SVJCR/L Screw on System B120
SVJCR/L Screw on System B139
SVJCR/L Auto Tools (KHP) B152
SVJCR/L Auto Tools (ISO) Holder B170
SVJCR/L Auto Tools (KHP) Holder B174
SVJPR/L Auto Tools (ISO) Holder B171
SVPBR/L HSK Tooling System B221
SVQBR/L Screw on System B139
SVQCR/L Screw on System B140
SVUBR/L Screw on System B140
SVUCR/L Screw on System B140
SVVBN Screw on System B120
SVVBN HSK Tooling System B221
SVVCN Screw on System B120
SVVPN Auto Tools (ISO) Holder B171
SWLCRI/L Screw on System B141
SWUBR/L Compact Mini B144
SXGNR/L Auto Tools Holder (multi utility) B180
T-2NU-CNGA cBN Insert B82
T-2NU-DCGW ¢BN Insert B83
T-2NU-VBGW cBN Insert B83
T-2NU-VCGW cBN Insert B83
T-2NU-VNGA cBN Insert B82
T-CNMA cBN Insert B84
T-DCGW cBN Insert B84
T-TPGB cBN Insert B84
T-VNMA cBN Insert B84
TBGT Turning Insert (Positive) B58
TBH Multi functional (Grooving Tools) cn
TBMT Turning Insert (Positive) B58
TCGT-AK Aluminum Insert B79
TCGT-AR Aluminum Insert B79
TCGT-FS Turning Insert (Positive) B60
TCGT-KF Turning Insert (Positive) B60
TCGT-VP1 Turning Insert (Positive) B60

TCMT-C25
TCMT-FP
TCMT-HMP
TCMT-MP
TCMT-VF
TCMT-VL
TCMT-VP1
TNGA
TNGG
TNGG-SC
TNGG-VP3
TNGN
TNMA
TNMA
TNMG-B25
TNMG-CP
TNMG-GR
TNMG-HA
TNMG-HM
TNMG-LP
TNMG-LW
TNMG-MK
TNMG-MM
TNMG-MP
TNMG-RK
TNMG-RM
TNMG-VB
TNMG-VC
TNMG-VF
TNMG-VL
TNMG-VM
TNMG-VP2
TNMG-VP3
TNMG-VP4
TNMG-VQ
TNMG-VR
TNMG-VW
TNMM-GH
TNMX
TNMX-SH
TNMX-SR
TOEH
TPGB
TPGH

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
cBN Insert

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Positive)
¢BN Insert

Turning Insert (Positive)

B60
B59
B59
B59
B59
B59
B60
B32
B32
B31
B34
B35
B32
B84
B31
B29
B31
B34
B30
B29
B35
B32
B33
B30
B33
B34
B29
B30
B29
B29
B30
B34
B34
B34
B31
B33
B35
B36
B36
B35
B35
B61
B84
B64
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TPGN
TPGN
TPGR-M
TPGT
TPGW
TPGX
TPMR-F
TPMT-FP
TPMT-MP
TPMT-VF
TPMT-VL
TPUN
Trapez DIN 103

UNJ

VBGT
VBGT-AK
VBGT-AR
VBGT-FS
VBGT-KF
VBGT-KM
VBGT-VP1
VBGW
VBMT
VBMT
VBMT-FP
VBMT-HMP
VBMT-MP
VBMT-VB
VBMT-VF
VBMT-VL
VBMT-VP1
VBMW
VCET-KF
VCET-KM
VCGT-AK
VCGT-AM
VCGT-AR
VCGT-FS

Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)

Threading

Threading

Turning Insert (Positive)
Aluminum Insert
Aluminum Insert
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
cBN Insert

Turning Insert (Positive)
Turning Insert (Positive)
Aluminum Insert
Aluminum Insert
Aluminum Insert

Turning Insert (Positive)

B63
B85
B63
B64
B85
B64
B62
B61
B62
B62
B62
B63

D25

D27

B66
B80
B80
B66
B67
B67
B66
B85
B66
B85
B65
B65
B65
B65
B65
B65
B66
B84
B70
B70
B81
B81
B81
B69

VCGT-KF
VCGT-KM
VCGT-MS
VCGT-VP1
VCGT-VP1
VCGX-VP1
VCMT
VCMT-FP
VCMT-HMP
VCMT-MP
VCMT-MP
VCMT-VF
VCMT-VL
VCMT-VP1
VNGG-HA
VNGG-VP3
VNMA
VNMG-CP
VNMG-HM
VNMG-LP
VNMG-MK
VNMG-MM
VNMG-MP
VNMG-RM
VNMG-VB
VNMG-VC
VNMG-VF
VNMG-VL
VNMG-VM
VNMG-VP3
VNMG-VQ
VPET-KM
VPET-KR
VPGT-VP1
VTH

WBGT
Whitworth
WNGG-VP3
WNMA
WNMG-B25
WNMG-CP

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
PCD Insert

Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Negative)
Turning Insert (Negative)
cBN Insert

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Positive)
Turning Insert (Positive)
Turning Insert (Positive)

Vertical Type Holders

Turning Insert (Positive)
Threading

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)

Turning Insert (Negative)
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B70
B70
B69
B69
B70
B70
B85
B68
B68
B68
B68
B68
B68
B68
B38
B38
B84
B37
B37
B37
B38
B38
B37
B38
B37
B37
B37
B37
B38
B38
B38
B71
B71
B71

D34

B72
D19
B42
B41
B40
B39
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WNMG-GR
WNMG-HA
WNMG-HM
WNMG-LP
WNMG-LW
WNMG-MK
WNMG-MM
WNMG-MP
WNMG-RK
WNMG-RM
WNMG-VB
WNMG-VC
WNMG-VF
WNMG-VL
WNMG-VM
WNMG-VP2
WNMG-VP3
WNMG-VP4
WNMG-VQ
WNMG-VR
WNMG-VW
WNMM-B25
WNMX-SH
WNMX-SR
WTENN
WTJNR/L
WTXNR/L
WWLNR/L

Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Turning Insert (Negative)
Wedge Clamp System

Wedge Clamp System

Wedge Clamp System

Wedge Clamp System

B40
B43
B40
B39
B43
B41
B42
B40
B41
B42
B39
B39
B39
B39
B40
B42
B42
B42
B41
B4
B43
B43
B43
B43
B103
B103
B103
B104




KORLOY Global Network

We stand to be the Global Top Manufacturer. Korea’s Best. World’s Best

& KORLOY

Head Office: Holystar B/D, 326, Seocho-daero, Seocho-gu, Seoul, 06633, Republic of Korea
Tel: +82-2-522-3181 Fax: +82-2-522-3184, +82-2-3474-4744 Web: www.korloy.com E-mail: sales.khq@korloy.com

KORLOY FACTORY KOREA .
ARRUY FALTURT RUREA

KORLOY AMERICA =

KORLQY MEXICO

KORLOY CHILE

KORLOY
Total Service

This application provides various
metal cutting information.
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& KORLOY AMERICA

620 Maple Avenue, Torrance, CA 90503, USA
Tel: +1-310-782-3800 Toll Free: +1-888-711-0001 Fax: +1-310-782-3885
E-mail: sales.kai@korloy.com

6 KORLOY INDIA

Plot No. 415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, India
Tel: +91-124-4391790  Fax: +91-124-4050032
E-mail: sales.kip@korloy.com

& KORLOY TURKIYE

Serifali Mahallesi, Burhan Sokak NO: 34
Dudullu OSB/Umraniye/lstanbul, 34775, Turkey
Tel: +90-216-415-8874  E-mail: sales.ktl@korloy.com

& KORLOY RUSSIA

123242, Moscow, vn.ter.g. municipal district Presnensky,
per Kapranova, house 3 building 3, premises 1/3
Tel: +7-495-280-1458  Fax: +7-495-280-1459  E-mail: tech.sales@korloy.ru

& KORLOY FACTORY INDIA

Plot No. 415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, India
Tel: +91-124-4391790  Fax: +91-124-4050032
E-mail: pro.kim@korloy.com
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& KORLOY EUROPE

Gablonzer Str. 25-27, 61440 Oberursel, Germany
Tel: +49-6171-277-83-0  Fax: +49-6171-277-83-59
E-mail: sales.keg@korloy.com

& KORLOY BRASIL

Av. Aruana 280, conj.12, WLC, Alphaville, Barueri,
CEP06460-010, SP, Brasil

Tel: +55-11-4193-3810  E-mail: sales.kbl@korloy.com

& KORLOY CHILE

Av. Providencia 1650, Office 1009, 7500027
Providencia-Santiago, Chile
Tel: +56-229-295-490  E-mail: sales.kcs@korloy.com

& KORLOY MEXICO

Avenida de las ciencias, No.3015, Interior 507, Juriquilla, Santa Fe,
Queretaro, Queretaro, C.P. 76230
Tel: +52-442-673-7388  E-mail: sales.kml@korloy.com
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