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SANT /INTRODUCTION

Operation Principle:

Unite and innovate, forge and progress,

trust and work, mutual benefit and win—win.

Zhuzhou Sant Cutting Tools Co,, Ltd is a modern joint-stock company specializing in the designing, producing and
selling of CNC cutting tools and cemented carbide tools. Located in Zhuzhou,one of the biggest manufacturing
bases of cemented carbide cutting tools in China,our company mainly produces various cnc turning tools, milling
tools, drilling tools, cnc inserts, tooling systems and various cemented carbide tools.

We have strong design team and complete quality-testing system and have passed the 1S09001 Certification of
Quality Management System. Besides, ERP system is adopted to improve the efficient and accurate management.
More importantly, we have various kinds of processing equipment, including MAZAK five-axis linkage high precision
machining center, ANCA five-axis linkage high precision grinding center.In order to make sure the quality of "SANT"
series products always stands at the front of the industry, we have established collaboration relationships with many
outstanding suppliers including NIHONG TECHNO - the heat treatment company.

With the experience of designing and manufacturing cnc cutting tools for many years, we can provide customers
with various non-standard tool holders,and can also provide a complete set of supporting scheme for required tools
during the processing as well as varies carbide tools. In accordance with the principle"Quality First, Service
Supreme”, we have established long-term friendly cooperation relationships with many customers all over the
world.
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Cemented carbide and cemet inserts
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Parting and grooving inserts
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Threading inserts
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Chipbreaker Introdi

Negative inserts with hole

Chipbreaker

GR Double—side

TURNING

Feature/Shape of insert
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Recommended chipbreaker for ight roughing of P-type and K-type materials
Double-side chipbreaker with M-level tolerance s the first cholce for ght roughing, can achieve high
evacuation rate and efficiency of cutiing edge.

ap=3~12(mm)
n=0.3~0.8(mm/r) @ -
Recommended chipbreaker for ight—oad roughing of P-type materiais
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Recommended chinhmaker fnr heaw—load machining of K-fne matedale
chipbreaker with M-level tolerance has good cuting edge sirength and high security of
o mwmmmanm o bt R
p=5~15(mm)
O SEaAs
Recommended Dnaﬂlerkxsem—iﬁ'ngdP malerials
Daﬂa—athd‘ugz?vaharm s mmmwmmmm«gw
mmwmummm
ap=1.5~5(mm)

fn=0.15~0.5(mmir)
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fn=0.15~0.5(mm/r)
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rxmmamsedsae tumed with good capabiity to
wwﬂmnmwm than chipbreaker BF.

ap=0.5~1.5(mm)

fn=0.1~0.3(mm/r) @ g E ﬁ é
meﬁﬁmbmmdP—lype M-type, K-type
Double—sided chipbreaker with mmmmmwmmm

ap=1.5~5(mm)

n=0.2~0.5(mmr) s = ! e
WhM—laereﬂm lsaﬂhhnﬁﬂ%m finishing of various materials. And keep the surface be

ap=0.3~2(mm)

fn=0.06~0.35 (mm/r) @ g
With M-level tolerance it has sharp euting edges and is suitable for cuting achesive meterials such stainiess sieel
soft steel efe. it achieves high qualty machining surtace.

ap=0.05~1(mm)

fn=0.05~0.3 (mm/r)

S B A =4
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TUHNING bréaker Introduction

Positive inserts with hole

Recommende
cutting parameters

HR Recommended Universal Groove for extra finishing.

With M-lever tolerance, itis stitable for the intemal and extemal extra finishing of steel, stainless steel and ion
ap=3~7(mm) cast materials efc.

fn=0.3~0.7(mmir) @ s ! !

For semi-finishing universal groove in Wide appication.
With M-ever tolerance, it is suitable for the intemal and extemal semi-finishing of steel, stainless steel and iron
ap=1~4(mm) cast malerials efc.

- SeBA <

Recommended chipbreaker for semi-finishing of M-type matenials
With M-ever tolerance, the edge is more strength and achieved more higher machining efficency than BF.

Chipbreaker

Feature/Shape of insert

TURNING

ap=1~4(mm)
Mm=02~0.5 (mmir) | @R . A
w ~ . —

For finishing universal groove in Wide appication.
With M-lever tolerance, it is suitable for the intemal and exdemal finishing of steel, stainless steel and iron cast

ap=0.1~2(mm)

Recommended chip breaker for fishing universal groove

With M-lever tolerance, it has shap cuting edges and is stitable for cuting adhesive materials such as
ap=0.1~2.0(mm) stainiess steel soft steel etc.
fn=0.05~0.3(mmir e e &)
™ S8y S e B
.

With G-leve! tolerance large rake angle and polishing treatment on surface. It can effectively prevent buit-up
ap=0.1~8(mm) edge and achieve high work piece surface quality whie maintaining long life.
fn=0.1~0.5(mm/r) E E

Aluminum processing siot type
With G-ievel tolerance large rake angle and dearance angle make the cutting edge shamper ensuring easy

fn=0.05~0.5(mmir) e 6 é ‘
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of the turining TURNING

General tuming inserts =
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Cutting depth(mm) Cutting depth(mm)
10 110
100 100
Qg G0
80 f Nz 80
70 ' 70
6.0 ’ 6.0
40 40
30 - \- 30 - \
1 _.I
20 : wf
|
10 10 pal i
0 : o —
01 02 03040506 07 0809 10 11 1.2 01 0203040508607 0808
Feed rate(mm/rev) Feed rate(mm/rev)
# Work piece material: 45° steel #® Work piece material: stainless steel(1Cr18NigT)

Cutting depth(mm) Cutting depth(mm) Cutting depth(mm)
80 5.0 50 \
70 / M
: M
40 4.0
60 s
50 30 30 \
40 T )
a0 20 20 A \
- ’
20 s
1.0 i
1.0 BF — k /} J)
——l—
v 010203 04 0506 0.7 0.8 0 0.1 62 03 04 05 0 0.1 0.2 03 04 05
Feed rate(mm/rev) Feed rate(mm/rev) Feed rate(mm/rev)
# Work piece material: 45°  steel & Work piece material: stainless steel & Work piece material: Aluminum alloy
(1Cr18NigTi)
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SD4025 Coating
—‘-_________——._._.__-/

The combination of substrate with excellent wear
resistance and coating composed of MT-TICN
thick layer of Al203 and TiN makes it ideal grade for
steel, cast iron and stainless steel in finishing and in
high speed cutting conditions.

The best combination of substrate with high wear
resistance and coating composed of MT—Ti (CN)
thick Al2 3 layer and TiN makes it suitable for
finishing and semi—finishing of steel, cast iron and
stainless steel.

The combination of substrate with high wear
resistance and coating composed of MT-Ti (CN)
thick Al2 3 layer and TiN with excellent resistance
against diffusive wear and plastic deformation makes
it suitable for slight roughing and roughing of steel,
cast and stainless steel.

Hard substrate is suitable for process low alloy steel
and non-alloyed steel for slight&heavy milling in
middle&high speed, it can also be used for milling
process in rather bad conditions.

Substrate combined with wear resistance and
tenacity is the general grade for coated cemented
carbide, can be used in middle&low speed milling for
steel, cast iron and chilled hardened steel.

Golden surface of TiN can reduce friction and enable easy distinction of
the variety of wear.

Special structure of AI203 deposit layer acts as a thermal barer and
strengthens the capability of substrate against plastic deformation under
dry and high—speed cutting conditions.

TIiCN layer acts against abrasion, which leads to the best wear resistance
of the flank.

Thanks to the technology of gradient sintering, impact resistance of cutting
edge and wear resistance are improved which lead to improved capability
of cutting edge against damage.

Carbide with special crystal structure improves the Red Hardness of
substrate and strengthens heat resistance of insert.

SD3105

CVD coated grade, which is the combination of hard
substrate and coating (e tra thick A2 3 thick TICN ).
The grade is suitable for the finishing and
semi-finishing of nodular cast iron and gray cast

iron
| QpR145
| VUV 1

The best combination of substrate with excellent
wear resistance and coating composed of MT-TICN
thick layer of Al203 and TiN, is the best grade for
cutting nodular cast iron and gray cast iron, allowing
rather high cutting speed.

The best combination of substrate with excellent
wear resistance and coating composed of MT-TICN
thick layer of Al203 and TiN, is the best grade for
nodular cast iron and gray cast iron in rather heavy
roughing.

Al1




SD4115

The combination of substrate with excellent wear resistance and
coating composed of MT-TICN and thick layer of Al203 makes

it suitable for finishing of steel , cast steel and stainless steel at
high speed cutting .

SD4125

The substrate with good toughness and high security of cutting
edge in optimal combination with coating composed of MT-TICN
and super thin layer of Al203 makes it suitable for semi-finishing ,
finishing of steel , cast steel and stainless steel .

SD4135

The substrate with high strength and resistance
against plastic deformation in combination with
coating composed of MT-TIiCN and super thin layer
of Al 203 makes it suitable for light roughing and
roughing of steel , cast steel and stainless steel .

. ool Lif

BIaCk Diamond ||‘|serts Second generation grade for steel

The perfect combination of
fibrous TiCN and fine grain
AI203 obviously improves
abrasion resistance and
anti-breakage of inserts.

Alz0y

dAD 8pIgIeD pajuswa) Pale0)

Cemented carbide substrate

Before surface treatment

Workpiece material :42CMo
Cutting parameters:Ve =390m/min ap=1mm fn=0.2mm/r

FE

| | e g L
Roughness of insert surface is PN 4
improved after special treatment /.= 23, =} X
on surface which effectively s @ | g !
educes cuttind%fo_rces prevents e ety | - f
work piece adhering to surface LN e /
of inserts and improves S PO
operation stability of inserts. o e iFy .

After surface treatment

Inserts: CNMG120408-GS

Grade from A company SD4115




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

|

Significant results

SD3205
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thick TiN) excellent

résistance, It is the first choice of

ductile iron and gray cast iron roughing partial when
machining nodular cast iron at high speed.

SD3225 "N

Coated grade which is the combination of hard substrate
and coating(medium thick Al, O, thick TiCN )achieves the

balance between wear resistance and toughness. It is the

first choice of ductile iron and gray cast iron roughing
partial and high metal removal rate.




Coated Cemented Carbide CVD

B Recommended combination of the grade and groove.

B Recommended cutting amount

Work piece material Range of machining

Grade

For machining M-
chnrg-voe |
Grade Type

SD4350

501035 .

SD4340

SD1025 -
SD4330

SD1015 BF

Grade
SD4015
For finishing e
R 19
SD4025
Steel For semi-finishing
5D4125
) 504035
Roughing 504135
For finishing SD4330  SD1015
Stainless steel For semi-finishing $D4340 501025
Roughing $D4350 SD1035
= sD3105
" 803205
resistant alloy Lol
For semi-finishing
803215
i 503125
Roughing

M Processing case

Type

CNMG120616-BR
SD4340

Recommended cutting
eed(m/min)

100-270

200-480
210-500
160-430
180-430

130-360

Workpiece shape
Workpiece material Grey cast |
and | 42CrMo  HB2B0 1Cr13  HBZ70 s { on - HBZ80
. . 4 g = V=100m/min ap=1. 3mm Vinax=400m/min ap=1. 372, 5mn
Cutiing parameter V=240m/min ap=1.5 2mm F=0. 2mm/r 20, Wm/r £20. 471 tom/r
conditions -
Cutting style Dry cutting Dry cutting Dry cutting
(pieces)
45
(pieces) (pieces) | =
T o 40+
4 |
| a5r |
ar 301~
251 | |
Comparative Results 2] 2 20~
: 16
) | a8 10| |
| 5
0 ( -
SD4125 A company §D4340 A company §D3105 A compeny
Number of processed paris‘edge Mumber of processed parts/edge Number of processed parts/edge
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PVD Coated Cemented Carbide

Makes it easy to machining materials which are hard to be machined
New Nano coating grade

® Special coating techniques, low friction and unobstructed chip flow.
@® Unique coating with Nano structure closely, higher toughness and hardness.
® Good thermal stability and chemical stability effectively protect cutting edge.

2-4 micron TIAIN PVD coating and high toughness

ultra—fine grain substrate makes it suitable for various

materials and the finishing and semi—finishing of high

temperature alloy, heat resistant alloy etc. SD1025 coating surface

2—4 micron of TiAIN PVD coating and high
performance ultra—fine grain substrate makes it
suitable for light and medium milling machining.
PVD coating and high toughness substrate make it

suitable for rough finish and semi—finishing of all kinds of
materials.

2-4 micron of AICrN and AICrSiN PVD coating combined with high toughness
ultra—fine grain substrate make it suitable for light, medium milling machining. It also
can be used in finishing and semi—finishing of stainless, high temperature and high
hardness alloy.




Coated Cemented Carbide PVD

SD1035

SD1025

SD1015
SD1005

SD1025

Steel For semifinishing 160-360

Roughing m 80-100

Stainless steel  For semi-finishing m 120-240

‘w For finishing glg;g 150-280

W Processing case

Type
Application e
nset  Grade
Workpiece shape
S v 40Cr HB280 1Cr18Ni9Ti HB240
Cutting | Parameter V=220m/min ap=1mm £=0. 15mm/r Ve=150m/min ap=0. 3mm =0. 15mm/r
.
Cutting style Dry cutting Dry cutting
Comparative Results A company | n | |
SD1025 SD1025 |
0 20 40 60 0 10 20 30 40
MNurmber of processed parts/edge Number of processed paris/edge

Al6



nted carbide grade

carbide grade is widely used for machining of non—ferrous metal,
alloy,ete. It is economical and can be universally applied.

Substrate of SK202: the combination of cemented
carbide phase WG of middle grain and bonding
phase Co

It is suitable for semi-finishing of cast iron and heat resisting
alloy, and also suitable for machining of non-metallic material
like plastic, rubber. wood, etc. Especially for aviation industry
with sharp cutting edge. With moderate speed and high feed
rate,it wear good abrasive resistance and toughness.

It is suitable for finishing and semi-finishing of cast iron.
nonferrous metal, aluminium product, and also for
manganese steel, chilled steel etc hard material.

: : ; o o Recommended
Workingpiece material Range of machining cuj'rt'inl_[g LDL'E'ﬁ‘  (m/min)

semi-finishing SP302

rough finishing SP402 90-280
finishing SK002 110-160
semi-finishing-rough finishing SK202 70-120
finishing~semi-finishing SK0O01 120-1800

A17
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General Turning inserts code key

Insert Shape / Code o ] VT m:.m;’:m —
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General Turning inserts code key

3.97
o —— i
. JS I I— PR
i SRS I ——
i L

8
... S . - T O

100
W U (SN W

—d | 2B |
15.875 LI -
LT SR
.. S .
200

8

4.76
s s
05 556
T5 5.95
07
09
T
1
12

-

NN
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952
972
.41
12.70

Insert thickness(mm)

254
e IR "

B2uB8ssanN388 8

Length of cutting edge

00 circular bead
02 "
i - -
Rt 38 3E
12 1.2 l

o

Code Fickness{mm) Code |"(1m)

2 | 635 2 | 318 8| = 13

3 4.76

4 6.35 3 12 7 24

’ | 15.8?5 i 15 i 32 o GS GR 7R

others

4 127

'

B .. A 5 | 20

: e " - prmmpasien mmm — et i
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General Turning Inserts
Carbide inserts

CN |:| |:| (Negative inserts)

adI
8]
Dimensions(mm) Coated cemer:nted carbide - C%?rgp gd
oS Type o[<ls[elelalzlslalszleTzlelzl2]= e s s sl
pe Llere] s |ed| ¢ |3]3|E(2[E|F|2(2(81212 2|2 58155 |5[E] 8|5 (8|El8
A 22| B R BB B|R|B|B|A|A|R|(B|2|B|B|8|@|@|w|»n|»
GrR  lonmangnand—Gr| 9.7 | 9525 | 3 18 [3 8110 4| | | o o | | o O O O i
CNMG090308-GR| 9.7 | 9.525 | 3.18 |3.81]0.8] 4| % | |k | | (] O O ¥t
CNMG120404-GR] 12.9 | 12.7 | 4.76 |5.16]0. 4] & | & | %% |3 | O O O *r
CNMG120408-GR] 12.9 | 12.7 | 4.76 |5.16]0.8] % | | % [ % |3 |+ O O O 7t
mEing CNMG120412—GR| 12.9 | 12.7 | 4.76 |5.16|1. 2| % | o | % | & |37 | % QO O 9] 3r
GR  [CNMM120412-GR| 12.9 | 12.7 | 4.76 [5.16[1.2 AR AR L ¥
CNMW160612-GR| 16.1 | 15.875 | 6.35 [6.35(1.2 Pl K| K [ b
CHMM160616-GR] 16.1 | 15. 875 6.35 |6 35]1.6 ||| K O b4
CNMM190612-GR] 19.3 | 19.05 | 6.35 |7.94]1.2 To | o | o | O pid
¢CNW190616-GR 19.3]19.05 | 6.35 |7.94]1.6 o | e | o | @] tr
CNMM190624-GR| 19.3 | 19.05 | 6.35 |7.94)2. 4 Yo | v | | % O Y
mf;f,ng CNMM250924—GR| 25. 79| 25. 400 { 9. 525 (9. 12(2.4 K| * L #r
BR [chmai20408-BR| 12.9 | 12.7 | 4.76 |5 16]0.8 Ol | % 7 | %
CNMG120412-BR| 12.9| 12.7 | 4.76 |5 16|1.2 Ol |* ¥ [ %
CNMG120416-BR| 12.9| 12.7 | 4.76 |5 16|1.6 ) * ¥ [ %
CNMG160608-BR| 16.1 [ 15.875 | 6.35 |6.35(0.8 O * 7| %
CNMG160612-BR| 16.1 [15.875| 6.35 |6.35]1.2 @ * I |k
‘o [onma160616-BR| 16.1 | 15.875| 6.35 |6.35]1.6 O * e | %
VCNMGWDC:OB—BR 19.3]19.05 | 6.35 |7.94]0.8 O * |k
CNMG190612-BR| 19.3 | 19.05 | 6.35 [7.94|1.2 O * ¥r | %
CNMG190616 BR[| 19.3 | 19.05 | 6.35 [7.94|1.6 < * 2| K
muﬁgwxing CNMG190624-BR| 19.3 | 19.05 | 6.35 [7.94|2.4 O * ¥ | %
% Recommended grade (always stock available) ¥ Avallable grade (2 Make—to—order
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General Turning Inserts
Carbide inserts

CN[ ][] (Negative inserts)

80°

@.c [l
BdI
s
| . Dimensions(mm) ; Coated cemen:‘ted carbide - C%Q}EE}SC‘
lpn|lwva|lwv|wv Mmllnjlrn|l|lh|ln|l|lkla|lva|lGBa|l@B|lwB|lwvn]|w

ZR  |CNMG120404-ZR[12.9| 12.7 |4.76|5. 16]0. 4 & * O
CNMG120408-ZR|12.9| 12.7 |4.76|5. 16]0. 8 o] * @]
CNMG120412-ZR|12.9| 12.7 [4.76]5. 16]1.2 C * o
CNMG120416-2R[12. 9| 12.7 |4.76|5. 16]1. 6 @] * O
(@s NMG160612-ZR[16. 1 [15. 875(6. 35[6. 35]|1. 2 @) * @]
N |onwais0s16-28] 16. 1|15, 875)6. 35]6. 35 1. 6 o) x| |O
ICNMG190608-2R| 19. 3| 19. 05 |6. 35|7. 94 (0.8 @) * @]
CNMG190612-7R| 19. 3| 19. 05 [6. 35| 7. 94]1. 2 (1) %* ]
ra?r:ing CNMG190616-2R]|19. 3| 19. 05 [6. 35| 7. 94|1. & & * 0

Chipggnm CNMG120404 [12.9| 12.7 |4.76(5. 16]0.4| OO | | * | O O *

CNNG120408 [12.9| 12.7 |[4.76(5. 16]0.8| OO | % | % |O *
CNMG120412 [12.9| 12.7 |4. 78[5 16]1.2| QO | | % | O * O
CNMG160608 |16.1]15. 875(6.35]6.3510.8| O |O| & | x| O * Q
CNMG160612 [16.1(15.8756.35[6.35|1. 2| O |O | % | % | O * O
Q CNMG160616 [16.1]15.875)6.35[6.35[1. 6| O |O | % [ x| O * @]
CNMG190608 |19.3] 19.05 [6.35(7.9410.8| O |O| & | * |O O *
CNMG190612 [19.3|19.05 |6. 357 94|1. 2| OO | | * | O O *
CHNG190616 [19.3|19.05 |6. 357 94|1. 6| OO | s | & | O O *

% Recommended grade (stways stock svailable)  ¥7 Available grade (O Make—to-order

A22



General Turning Inserts
Carbide inserts

CN |:| I:l (Negative inserts)

5|
Dimensions(mm) Coated cemented carbide Cem%nc]ed
Inserts P W K carbide
shape Type L¢|_csq;dr§§£§§§§§§§§§§§§§§§§§§§§§
HHHBHHEREHEHBERHEEEHEEEEIEE
C;&% CNMA120404 [12.9] 12.7 [4.76]5.16] 0.4 bl it ¥ ¥
CNMA120408 |12.9| 12.7 |4.76|5. 16| 0.8 Ao | ¥ ks * 4, s
CNWA120412 [12.9] 12.7 |4.76|5.16[ 1.2 ad g * o w
CNMA120416 [12.9] 12.7 |4.76|5.16| 1.6 | * (F ¥
CNMA160608 | 16. 1]15.875/6. 35/6. 35| 0.8 |+ * G ¥t
CNMA160612 | 16.1[15.875]6. 35/6. 35 1.2 | & »* (@] -
o CNMA1460616 [16.1]15.875(6.35/6.35] 1. 6 ¥ | ¥ * O ¥
CNMA160620 |16.1[15.875)6. 35/6. 35| 2.0 | & fr * ¥
CNMA140630 |16.1]15. 875)6. 35|64. 35 3.0 u | & ¥ * *
CNMA190612 [19.3]19.05 |6.35|7.94 1.2 W |3 * s
CNMA190616  [19.3]19. 05 |6.35]7.94| 1.6 |+ 7r * b
GM  [CNMGO90304-GM| 9.7 [ 9.525 [3.18[3.81] 0.4 (O 2| % * b4 s *
CNMGD90308—GM| 9.7 | 9.525 [3.18]3.81]| 0.8 |O| | % | * |O * b g *
O(:Nmmzoam--aulm.? 12.7 |4.76|5. 16| 0.4 |O| % | % | * 7 r *
cuumzmoa—aulm.? 12.7 |4.76]5.16] 0.8 |O & | % | % |O * ¥ *
m cunmzmu—eulu.o 12.7 |4.76|5. 16| 1.2 |O| & | & | * |O b4 1 *
GS  |CNMGO90304—GS| 9.7 [9.525 (3. 18]3.81| 0.4 |O| # | #r| % @] fr
CNMG090308~GS| 9.7 [ 9.525 [3.18[3.81]| 0.8 |O| % | % | * |O £ r
@cuumzmm—@s 12.9] 12.7 |4.76|5.16] 0.4 |O] | ¥ | % ] Yo
CMMG120408 GS|12. 9 12.7 |4.76/5.16[ 0.8 [ O 4| 4| * & #
ﬁsr,‘;m,% CNMG120412-G5[12.9] 12.7 4. 78[5 16| 1.2 [ O | s [ % | x| O 3 ¥

* Recommended grade (always stock available) 3% Available grade (O Make—to—order

A23



General Turning Inserts

CN[_J[ ] (Negative inserts)

Carbide inserts

0“
@l.c =
od]
—
.S |
e Dimensions(mm) _ Coated cemMented carbide - C%’.»J}%Pclgd
shape|  1YP¢ R R BN R EEHEEHE R REHEEEEEEEEE
2|3[2|2|2(3[3(8(8|8|2|2|2|8|8|8|8|8|3|5|5|5|3|5
BM  |CNMGO90304-BM| 9.7 [9.525|3.18 [3.81]0.4 Ol » ¥
cwamosos--aul 9.7]9.525[3.18 |3.81]0.8 O * ¥
cma1zu404—3u|fz.9 12.7 |4.76 |5.16|0.4 Ol * %
. cmmzmas—au|12.9 12.7 | 4.76 |5.16]0.8 Ol * b
frs"ghmn_g CNMG120412-BM|12.9] 12.7 | 4.76 |5.16|1.2 Of % ¥
GF  |CNMGO90304-GF| 9.7 [9.525 | 3.18 [3.81|0.4| & | % | O O
CNMG090308-GF| 9.7 | 9.525 | 3.18 |3.81[0.8| % [ % | O
@cmmzmm—m 12.9] 12.7 |4.76 |5.16|0.4]| & | % | O @)
CNMG120408-GF[12.9] 12.7 | 4.76 |5.16]0.8]| % | & | O O
Finishing  [CNMG120412-GF|12.9| 12.7 | 4. 76 [5. 16]1.2[ % | % | O
BF  [CNM@GO90304-BF[ 9.7 | 9.5253.18 |3.81}0.4 O e
GNMGO90308-BF| 9.7 | 9.525 | 3.18 |3.81]0.8 O|x ¥
@cmmzmm—w 12.9] 12.7 | 4.76 |5. 16/ 0. 4 Of* ¥
CNMG120408-BF[12.9| 12.7 | 4.76 |5.16]0.8 Ol »* be4
Finishing  (CNMG120412-BF[12. 9] 12.7 | 4.76 |5.16]1.2 O b1

* Recommended grade (always stock availabie)

Tr Avaiable grade

) Make-to—order
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General Turning Inserts
Carbide inserts

DN[ ][] (Negative inserts)

. . Coated cemented carbide Cemented
eorts Dimensions(mm) P 5 g EE
L N A N R H B EEEEHEEBE R EHEREREHEHE

2(2(212(212|8(8|38|5[212|2|2[2]|8|2[2|2|5[5 (3|35
GR  |DNMG150408-GR|15.5]| 12.7 | 4.76 |5. 18] 0.8 OO 4 | ¥
DNMG150412-GR| 15.5] 12.7 | 4.76 |5.16]1. 2 OO 4| * ¥r
DNMG150416-GR[ 15.5] 12.7 | 4.76 |5. 16| 1.6 OO | * o
N | PMMG150608-GR| 15.5 | 12.7 | 4.76 |5.16] 0.8 OO #|* *
DNMG150612-GR| 15.5] 12.7 | 6.35 |5.16]1.2 O|O| | * ¥
For
roughing |DNMG150616-GR[15.5] 12.7 | 6.35 [5.16]1.6 OO | % e
GR  |DNMM150408—-GR[15.5[12.7 | 6.35 [5.16]0.8 OO || * P
@tmums%ﬂ—aa 15.5]12.7 | 6.35 |5.16[1.2 O|O| | * ¥
DNMM150616-GR[ 15.5] 12.7 | 6.35 |5.16]1. 6 O|O|#|*
For
roughing
BR DMMG150608-BRI15.5] 12.7 | 6. 35 |5. 18] 0.8 7 |k C
 |DNMG150612-BR|15.5] 12.7 | 6.35 [5.16]1. 2 ¥r | % O
-
S |oincis0616-8[ 15.5] 12.7 | 6.35 |5. 16 1.6 e | % O
For
reughing
ZR  |DNMG150608-2R| 15.5] 12.7 | 6.35 |5. 16| 0.8 (@] e -
= DNMG150612-2R[ 15.5]| 12.7 | 6.35 |5.16]1.2 B ¥ *
For
roughing
Far DNMG150604 |15.5|12.7 | 6.35 |5.16|0.4| O | % |O 4 * Q
Chipbreake
DNMG150608 |15.5]12.7 | 6.35 |5.16|0.8]1 O w|x|O 7 * QO
DNMG150612 [15.5]12.7 | 6.35 |5.16]1.2| O Y| %O * * O
DNMG150616 |15.5] 12.7 | 6.35 |5.16|1.6| O | x|O * * O
DNMG190608 |19.3[15.875] 6.35 |7.94|0.8| O #|*|O b * @]
DNMG190612 [19.3[15.875] 6.35 [7.94]0.8| O W& |O *r * D

% Recommended grade (always stock available)  ¥% Available grade (O Make—to—order
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General Turning Inserts

Carbide inserts

DN[ ][] (Negative inserts)

5
Coated cemented carbide
iy T Dimensions({mm) - - C%?r%%gd
1 A A B A A R A A A A A A A A A A A A A A
cmg}w DNMA110416 [11. 6(9. 525(|4. 76|3.81|1. 6| O (K * @) k-
DNMA110424 (11, 6(9. 525|4. 76|3.81(|2. 4[| O AR * o k-
DNMA150404 [15.5(12. 7 |4. 76]5.16(0.4[ O [ K * 37
DNMA150408 |15.5(12.7 |4. 76|5.16[0. 8 Y| % * Yr
e DNMA150504 115. 5] 12. 7 |6. 3515. 16{0. 4 y-a b s * ¥
v DNMA150608 [15.5(12.7 |6.35|5. 16[0. 8 7 | % * Yr
DNMAT50612 [15.5(12. 7 |6. 35]|5.16(1. 2 rx|O * & ¥
DNMA150616 [15.5[12. 7 |6. 35|5.16|1. 6 (x| O * O k-
GM lonmG110404-GM| 11. 6 (9. 525 (4. 76]3. 81 (0. 4| O | ¥ [ ¢ | * @]
DNMG1 10408-GM| 11. &|9.525|4.76[3. B1 [0. 8| O | 3% [ ¥ | & O
DNMG110412-GM| 11. 69.525(4. 76 3. 81 |1. 2| O | #r | #r | & O
DNMG150404-GN| 15.5| 12,7 |4. 76|5. 16|0. 4| O | ¥ | ¥ | & b
DNMG150408-GM| 15.5| 12. 7 |4.76{5.16(0. 8| O | ¥ | #r | % @]
@mumswz—enhs.s 12.7 |4.76]5.16[1.2| O | % | £ | * @
DNMG150416—GM|15.5 12.7 |4.76]5.16]|1. 6| O | ¥ | ¥r [ % O
DNMGISOﬁOd—GM,15.5 12.7 [6.35]|5. 16 (0. 4{ O | % [ ¥ | * )
DNMG150603-GM|15.5 12.7 16.35(5.16(0. 8| O | ¢ | ¥ | K O
. Dwmawomz—smlw.s 12,7 16.35(5.16(1. 2| O | ¥ | ¥ | & O
ﬁEQ@rwri:'wE; nwmmsoam—amhs.s 12.7 16.35[5.16(1. 6] O | ¥ | 4 | * O

% Recommended grade (shways stock avaiksble)

¥r Available grade  ( Make—to—order

A26



General Turning Inserts
Carbide inserts

DN[ ][] (Negative inserts)

-

s
Dimensions(mm Coated cemented carbide C%’;}%E’Jgd
Inserts Type mmmmmmmmmfﬂo Dmmmﬁmmm
|l ||ltw|fw|lww|wWjulvn|lvt]|w|w]lw]lw]lwv|wv W
GS DNMG110412-GS [11. 6]9.525]4. 76|3.81] 1.2 | ¥ | 3¢ | % | % O O #
DNWG150404-GS [15.5] 12,7 |4.76|5. 16| 0. 4 | ¥ | 3¢ | % | % O @] #
DNMG150408-68 [15.5] 12. 7 |4. 76]5. 16| 0.8 | 3¢ | ¥ | % | % O @] ¥
DNMG150412-6S [15.5) 12.7 |4. 76]5.16] 1.2 | 2 | % | % | % | © @) O o
@ DNMG150416-GS [15.5) 12.7 [4. 76)5. 16] 1.6 | sr [ %% | O O O ¥
DNMG150604-6S |15.5] 12. 7 [6.35]5. 16] 0.4 | #r [ # | & | % O O ¥
DNMG150608-GS [15.5] 12,7 |6.35|5.16] 0.8 | ¥ | 3¢ | % | % C Q #
DNMG150612-6S [15.5] 12,7 |6.35]5. 16| 1.2 | 3¢ | 3¢ | % | % [ O O O b d
nm DNMG150616-GS [15. 50 12. 7 [6.35]5. 16| 1. 6| 3 | |k | & | O @] O ¥
BW | DNMG110412-BM [11.6[9.525|4. 76[3.81] 1.2 *|O * |+
ONMG150404-BM [15. 5] 12, 7 |4.76|5. 16| 0. 4 O+ *
DNMG150408-BM [15. 5] 12. 7 |4. 76]5. 18] 0.8 * * |+
DNMG150412-BM [15.5] 12,7 |4. 76]5.16] 1.2 *|O * | %
@ DNMG150416-BM [15.5) 12.7 |4.76]5.16] 1. 6 *|O *
DNMG150604-BM [15.5] 12.7 |6.35)5.16] 0. 4 O|* *
DNWG150608-BM [15. 5] 12. 7 |6. 35|5. 16] 0. 8 O|* *
| puma150612-BM |15. 5] 12. 7 [6.35[5. 16 1.2 *|C * |5
ﬁsrgl'mh'_g DNMG1506146-BM [15.5] 12.7 |6.35]5. 18] 1. 6 Ol x| O * |+
% Recommended grade (atways stockavaiable) ¥ Available grade (& Make—to—order

A27




General Turning Inserts

Carbide inserts

DN |:| [:| (Negative inserts)

Dimensions(mm) Coated cemented carbide C%E{}%P Sd
Inserts Type 1] K
ghaps B M EEEHEEEEBHEEBEEEBEEHEBEEBBEEEE
| AHHEHBHBEHHHEHEEHEHEEHEEEE
GF DNMG110404-GF [11.6]9.525] 4. 76 [3.81] 0.4 |7 | %[O o O
DNMG110408-GF [11.6]9.525| 4. 76 [3.81] 0.8 |3 | % |O h C
DNMG110412-GF 11, &]9.525] 4. 76 (3.81] 1.2 =% | % O () il
DNMG150404—GF [15.5]12.7 | 4. 76 |5.16] 0.4 |+ %[O O O
DG 50408-GF [15.5) 12.7 | 4. 76 |5.16] 0.8 |+ | * O O O
@ DNMG150412-GF [15.5]12.7 | 4. 76 |5.16] 1.2 | % | * |O O @]
DNMG150604-GF [15.5]12.7 [ 6.35 [5.16] 0.4 || %[O Q @]
DNMG150608-GF [15.5]12.7 | 6. 35 |5.16] 0.8 |57 | %[O & o
Finishing | DNMG150412-GF [15.5]12. 7] 4.35|5.16] 1.2 | ¥ | | O & (@]
BF DNMG110404-BF [11.6]9.525| 4. 76 |3.81] 0.4 *|O ¥
DNMG110408-BF [11.6]9.525| 4. 76 [3.81] 0.8 * | O ¥r
DNMG110412-BF [11. 6]9.525| 4. 76 [3.81] 1.2 * |0 ¥
DNMG150404-BF |15.5] 12.7 | 4. 76 |5. 18] 0.4 * O b s
@ DNMG150408-BF [15.5] 12.7 | 4. 76 |5. 16| 0.8 *|O #
DNMG150412-BF |15.5] 12.7 | 4. 76 |5.16] 1.2 *x (O T
DNMG150604-BF [15.5]12.7 [ 6.35 [5.16] 0.4 *|O ¥r
DNMG150608-BF [15.5|12.7 | 6.35[5.16] 0.8 *|O ¥r
Finishing | DNWG150612-BF |15.5[12.7 | 6.35|5.16] 1.2 * |O ¥
% Recommended grade (atways stockavaiable) ¥ Available grade (& Make—to—order

A28



General Turning Inserts
Carbide inserts

SN D D (Negative inserts)
4 o

-
gl:‘g- ’..’ \._‘
A ad

Coated cemented carbide
Dimensions(mm) C%Q}%mgd

Inserts

shape Type

SD4115
804135
801015
$D1025
OlO|O|O|O|C|O|O|O|C|C|O|O|O|C]O]|O]|O[O]|O| O |[sb1035
$D1045
504330
504340
$D4350
SD3105
SD3205
SD3115
sD3215
sD3125
§D3225
SP302
SP402
K002
SK102
K202

ClO|O|O[O|C|O]O|O|O|O|O|O|O|O|C]|O]|O|O|O]|O| O |spa02s

A A A RS

,_
o=
(]
o
=
o
SD4015

6R SNMG120408-GR | 12.7 | 12.7 | 4.76 |5.15]0.8

SNMG120412-GR | 12.7 | 12.7 | 4.76 |5.16]1.2

SNMG120416-GR | 12.7 | 12.7 | 4.76 |5.16]1.6

S| | SNMG150608-GR [15. 875[15.875( 6.35 [6.35(0.8

SNMG150612-GR |15. 875]15. 875 &.35 |6.35]1.2

SNMG150616-GR [15.875{15. 875] 6.35 ]6.35]1.6

SNMG150624-GR [15. 875[15. 875( 6.35 |4.35|2. 4

SNMG190612-GR [ 19.05 | 19.05 | 6.35 |7.94(1.2

SNMG190616-GR [ 19.05 | 19.05 | 6.35 |7.94/1.
For

roughing | SNMG190624-GR | 19.05 | 19.05 | 6.35 [7.94] 2.
GR  |snmmizo408-6R | 12.7 | 12.7 | 4.76 |5.15(0.

= | O

o

SNMM120412-GR | 12.7 | 12.7 | 4.76 |5.16|1

SNMM120416-GR | 12.7 [ 12.7 | 4.76 |5.16|1

o | oe | M

SNMM150608-GR |15. 875|15. 875 6.35 |6. 35]0.

SNMM150612-GR [15. 875(15. 875 &. 35 |6. 35 1.

LS

SNMM150616-GR [15. 875[15. 875( 6.35 |6.35]1.6

T | Be | v | R | % | Be | R [ F | v | | me | 5 | 2 | 2 | 5 | 5 | 5 | SD4125
kA A kA e N e e B e A A A s
LR R Rl A A A A R R Ed A A R R B

SNMM190608-GR [ 19.05 [ 19.05 | 6.35 |7.94|0.8

SNMM190612-GR [ 19.05 | 19.05 | 6.35 |7.94(1.2

i | 2

SNMM190616-CGR [ 19.05 | 19.05 | 6.35 |7.94[1.6

SNMM190624-GR [ 19.05 | 19.05 | 6.35 |7.94|2.4

pat

SNMM250724-GR | 25.4 | 25.4 | 7.9419.12]2.4

pars

S| |6 [ ok | o6 | ok | o6 ] b | a6 ]k [ oF | ok [ b |6 | o6 | o | | % | % | % | % | % |SD4035

| R s ]

For
roughing | SNMM250924-CGR | 25.4 | 25.4 | 7.94 |9.12]|2. 4

O

¥

* Recommended grade jalways stock availabe) 3 Available grade (O Make-to—order
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General Turning Inserts
Carbide inserts

SN D D (Negative inserts)
/ 909

‘I 1 —
acl< 1
|

ﬁi—J/

Coated cemented carbide Cem%n =

Dimensions(mm
Inserts (mm) carbide

shape Type

r
i
o
[¢]
=
(=9
SD4015
SD4115
SD4025
sD4125
sD4035
SD4135
D O |sp1o15
sD1035
501045
504330
| x| 2 | 2 | = | = |SD4340
504350
sD3105
SD3205
sD3115
803215
8D3125
8D3225
SP302
SP402
SK002
SK102
SK202

BR  |SNMG120408-BR| 12.7 | 12.7 |4.76|5.15(0.8

SNMG120412-BR1 12.7 | 12.7 [4.7615.1511.2

fﬁ\ SNMG150608-BR |15. 875( 15.875) 6.35 | 6.35] 0.8

\
- SNMG150612-BR |15. 875( 15.875) 6.35 ] 6.35 (1.2

SNMG190612-BR|19.05] 19.05 | 6.35]|7.94 1.2

% | | % | | % | > [SD1025

o] ko] ko] @]

roughing | SNMG190616-BR| 19.05 [ 19.05 |6.35|7.94 (1.6

IR SNMG120412-ZR| 12.7 | 12.7 J4.76]5.16]1.2

. | SNMG150608-2ZR |15. 875) 15.875]6.35]6.35 | 0.8

SNMG150612-ZR [15. 875| 15.875]6.35(6.35| 1.2

2 el felka
O10]|0|0
* | % | % | *
| % | % | %

SNMM190612-2R119.05] 19.05 | 6.35(7.94 (1.2

SNMGO90304 19.525( 9.525 [3.18]3. 81

SNMGO0308 19.525( 9.525 [3.18]3. 81

SNMG120404 | 12.7 | 12.7 [4.76]5.16

A EE
olololololo]o
ololololololo

% o o % o e o %

SNMG120408 | 12.7 | 12.7 |4.76(5.16

SNME120412 | 12.7 | 12.7 [4.76(5.16] 1.

SNMG120416 | 12.7 | 12.7 |4.76]5.16(1.6
= SNMG150608 |15.875(15.875)6.35]6.35(0.8
SNMG150612 [15.875/15.875])6.35]16.35(1.2

SNMG190612 |19.05( 19.05 |6.35|7.94(1.2

X% | || || % | %
LA A A e A A s

SNMG190616 119.05( 19.05 [6.35]7.94(1.6

SNMG250724 | 25.4 | 25.4 (7.94]|9.12(2. 4

| [ o] e | e o | ok | k| k| | %

A EA RS
B

* | | %

A EdEA RS

SNMG250924 | 25.4 | 25.4 (7.9419.525( 2. 4

* Recommended grade (always stock availabie) ¥ Avallable grade O Make-to—order
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General Turning Inserts
Carbide inserts

l_\'90°
N i
: \'\ + o
T B L-g-l_/
R o T —— P Coated ceme;ied carbide K C%E{}%P Sd
shape Type E R EEEEEEE e EEEEEEETE T
L [ore| s |od]|r |3|S|E|ZICIZICIEIE12|2(21E|5IE8|5|85[S]8]|F[8]2|8
2|12|2|2|3|3|2|2|3(2|3|2|2(2]|2|2|2|2]|8|5|¢|w|»|»
Gq\'i"-"pggaﬁker SNMAQ90304 |9.525]9.525 | 3.18 | 3.81]0.4 b ¥ 2 x* (37 b Q
SHMA90308 | 9.52519.525 11 3.18 13.8110.8 ¥ ¥ O * |y g O
| SNMA120404 [ 12.7 | 12.7 | 4.76 |5.16]0.4 *| [ Of |*|* * O
OI SNMA120408 | 12.7 | 12.7 | 4.76 |5.16]0.8 | | Of |*|*]| |O] [* O
|i SNMA120416 | 12.7 | 12.7 | 4.76 | 5.16]1.6 * % O] |¥*|* * O
SNMA150608 [15.875|15.875( 6.35 | 6.35]0.8 | | *x|x| [O] [* O
SNMA190612 [ 19.05(19.05  6.35 | 7.94|1.2 | | x|%| [O] [* @]
SNMA190616 | 19.05[19.05 | 6.35 [7.94]1.6 | [+ x| (O] [ Q
GM  |SNMGO90304—GM| 9.525 | 9.525 | 3.18 [3.81[0.4|O| |+#%|[*|O O ¥
swmaoqosos—aml 9.52516.525 | 3.18 | 3.81[0.8|O| [#[*]|O (@] ¥
swmsmaoa—sml 127 | 12.7 | 4.76 |5.16 (0. 4|O| [+ |*|O ®) b
sa120408-6u{ 12.7 | 12.7 | 4.76 [5.16 [0 8 3 [* |0 o) 3
swmsmm—aml 127 | 12.7 | 4.76 |5.16]1.2|O| |3 *|O @] ¥
A summm&eu] 127 | 127 | 4.76 |5.16]1.6 7| %O O ¥
snmrsoaoa—emlw. 875/15.875( 6.35 | 6.35]0.8 | *|O O %
suustsom—em]w.a?s 15.875( 6.35 | 6.35]1.2 Y| % |O O b4
SNMG150616—GM|15. 875|15.875| 6.35 | 6.35(1.6 ir| % | O i) r
Sermi swmcmmz—cml 19.05 | 19.05 | 6.35 [7.94[1.2 | *|O Q #r
finishing |snMa190616-GM| 19.05 | 19.05 | 6.35 | 7.94 (1.6 1| %O @] ¥
65 |SNMG120404-GS| 12.7 | 12.7 | 4.76 [5.16[0. 43| |+ [*|O r
SNMG120408-6S| 12.7 | 12.7 | 4.76 |5.16]0.8]37| |sx(*|O ¥r
8 lsma120412-Gs| 12.7 | 12.7 | 4.76 |5.16 |1 2| % | || %[O b
' SNMG120416-GS| 12.7 | 12.7 | 4.76 |5.16]1. 6] %] [#|*|O %
SNMG150612-GS|15. 875 15.875| 6.35 | 6.35|1.2|%| [#|*|O T
SNMG150616-GS{15. 875 15.875| 6.35 | 6.35|1. 6| %] [+ |%*|O ¥

* Recommended grade (shways stock availabie)  ¥r Available grade O Make—to—order
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General Turnin

Inserts

Carbide inserts

gﬂﬂ
I o
., Ko] Pl 5
b AR .
L A2
T 3
2 F
. . Coated cemented carbide
Dimensions(mm) Cem%nded
Inserts - F M K olles
shape [ /P® HENEHEEEEHERRBEREBEEEHERNEAE
L [erc| s | od [ r |2]|5|E[=|2|F[2[E[S|S|2|2]|2]|5]8|5|3|5[3[2[FE|Z|E
clalajla|lalala|lalalala|lala|lalala|la|la|lalranlalwvilwvln
wnmilwn|wnjw wnmjwv | Bl jnnjunjnnjv vl v |
BM SNMG120404-BM| 12,7 | 12.7 | 4.76 | 5.16 [ 0.4 Ol 4
SNMG120408-BM| 12.7 | 12.7 | 4.76 | 5.16 | 0.8 Ol ¥
W [SNMG120412-BM[ 12.7 | 12.7 | 4.76 | 5.16 [ 1.2 Ol % b
-
SNMG120416-BM| 12.7 | 12.7 | 4.76 | 5.16 [ 1.6 Ol % ¥
. |sNmG150612-BM [15.875|15.875] 6.35 | 6.35 | 1.2 Ol % ¥
Semi—
finishing | SNM&150616-BM [15. 875(15. 875 6.35 | 6.35 [ 1.6 Of* ¥
GF  |SNMG120408-GF} 12.7 [ 12.7 | 4.76 | 5.16 | 0.8 |3% | & | O] @)
e |SNMG120412-GF| 12.7 [ 12.7 | 4.76 [ 5.16 | 1.2 |4 | %[O+ O
SNMG090304-BF|9.525[9.525| 3.18 | 3.81 (0.4 C % ¥
SNMGO90308-BF|9.525 [ 9.525| 3.18 | 3.81 (0.8 Ol % ¥
SNMGO90312-BF |9.525( 9.525 3.18 | 3.81 [ 1.2 O % r
SNMG120404-BF| 12.7 [ 12.7 | 4.76 | 5.16 [ 0.4 O % %
SNMG120408-BF| 12.7 | 12.7 | 4.76 | 5.16 | 0.8 Ol % ¥
SNMG120412-BF| 12.7 [ 12.7 | 4.76 | 5.16 1.2 Of* *
SNMG150608-BF |15. 875{15.875) 6.35 | 6.35 [ 0.8 Ol % ¥
finishing | SNMG150612-BF |15. 875(15. 875 6.35 | 6.35 | 1.2 Ol w
* Recommended grade (always stock available) 3% Available grade () Make~to—order
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General Turning Inserts
Carbide inserts

<
od
Dimensions(mm) Coated cemented carbide Cem%nded
Inserts P 1] K carbide
shape | ¥P° EEHEBEEEEEEEEEEEHEARREE
L Jelel s | ed| r [2]F|E]=(2]F]2(2I12]12[2(2]|12 582|858 2(F]|2|2|S
B|2|2|2|8|2|2[2|3|3|3[2]|8|2|2|8|8|8|8|=|4|v|=|»
GR  |TNMG160408—GR| 16.5 |9.525|4.76(3.81]0.8 s |9 v | K Ye
THMG160412-6R] 16.5 19 52514 7613 8111 2 #rldr 4 ¥
TNMG220408-GR| 22 | 12.7 |4.76]5.16(0.8 Yol fr| r
é TNMG220412-GR| 22 | 12.7 |4.76]5.16(1.2 ¥l || %
TNMG220416-GR| 22 | 12.7 |4.76]5.16(1.6 OO || % %
TNMG270608—GR| 27. 515 [15. 875/ 6.35| 6.35 [ 0.8 OOk | * ¥
TNMG270612-GR| 27. 515 [15.875| 6. 35 6.35 [ 1. 2 OO * ¥r
mUF;hring TNMG270616-GR| 27, 515 [15. 875 6. 35| 6.35| 1.6 C|O]#| % ¥
GR  [TNMM160408-GR| 16.5 [9.525(4.76)3.81 (0.8 o | e | e [ Y
TNMM160412-GR| 16.5 |9.52514.76]3.81[1.2 - dh-dR:ab ¢ W
TNMM220408-GR| 22 | 12.7 |4.76]5.16(0.8 g Beg B B ¢ ¥
Amumzomvm 22 [12.7|4.78]5.16]1.2 g Beg Bl B3 ¥
TNMM220416-GR| 22 | 12.7 |4.76]5.16]1.6 OlO] | % %
TNMMZ270612-GR| 27. 515 [15.875] 6. 35| 6.35| 1.2 ClO| | % ¥
er&Shg TNMM270616-GR| 27.515 [15.875] 6.35] 6.35[ 1.6 OO #|*
BR  |TNMG160408-BR| 16.5 [9.525|4.76]3.81(0.8 Ol % | Y ¥
.\ TNMG160412-BR| 16.5 |[9.525]|4.76]3.81[1.2 Ol |+ % *
i | TNWG220408-BR| 22 | 12.7 |4.76]5.16]0.8 Ol |+ ¥ Y
m.fg{-ng TNMG220412-BR| 22 | 12.7 |4.76]5.16]|1.2 O ¥ |k ¥

* Recommended grade jalways stock availabls) ¥ Available grade (O Make-to—order
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General Turning Inserts
Carbide inserts

TN D D (Negative inserts)

/ 60° S
' [-——
od
Coated cemented carbide
Dimensions(mm) Cem%nc]ed
P M K carbide
Inserts T
shape ype NN EEERREEREHEHREBEEREHRRARERRE
L |ere| s |od| r [§|3]8[3]|8]I2(2(212(212(2|2|5|85]|S|=]|S]|B|FIS|2]
| 2|2|2|2|2|28|(8|2|2|3|3|2|2|2|2|2|8|8|4|4|#|=|=
ZR TNMG160408-ZR| 16.5 |9.525 | 4.76 |3.81|0.8 ) * O
TNME160412-7R] 16.56 19.575 ] 4.74 13.8111.2 O * ]
A TNMG220408-ZR| 22 | 12.7 | 4.76 |5.16[0.8 O * O
for TNMG220412-ZR| 22 | 12.7 | 4.76 |5.16]1.2 O * O
roughing | TumG220416-2R| 22 | 12.7 | 4.76 |5.16]1. 6 O *
Without | TNMA160404 | 16.5 [ 9.525| 4.76 [3.81[0. 4| O[O | % | * * | ¥ |
(Chipbreaker
TNMA160408 | 16.5 [ 9.525| 4.76 |3.81]0.8| OO #r | % * | b=t
TNMA160412 | 16.5 [ 9.525] 4.76 |3.81]1.2| Q| O | # | * * | ¥ e
‘ TNMA160416 | 16.5 [ 9.525| 4.76 |3.81[1. 6| O | O | ¥ [ & * | % T
TNMA220404 | 22 | 12.7 | 4.76 |5.16[0. 4| OO | ¥ | % * | ¥ T
TNMA220408 | 22 | 12.7 | 4.76 |5.16/0.8|O|O| v | % * |7 Yo
TNMAZ70616 [27.515(15.875) 6.35 |6.35|1. & ¥ * T
For
i ! THMG110308 11 | 6.35 [3.18 |2.26[0.8| OO | 37| & * |
TNMG160404 | 16.5 | 9.525 | 4.76 |3.81]0. 4| OO |+ | * * |+
TNMG140408 | 16.5 |9.525 | 4.76 [3.81|0. 8| OO |37 | % * |+t
TNMG160412 | 16.5 |9.525 | 4.76 |3.81]1. 2[| OO | % x|
TNMG220404 | 22 | 12.7 | 4.76 |5.16]0. 4| OO | ¢ | % * | %
TNMG220408 22 | 12.7 1 4.76 |5.16[0.8| O | O | ¥ [ K * | ¥t
H TNMG220412 | 22 | 12.7 |4.76 |5.16]1. 2| O[O | # |k * |+
TNMG220416 | 22 | 12.7 | 4.76 |5.16/1. 6 Y| & * | ¥
TNMG270612 [27.515|15. 875] 6. 35 |6.35]1. 2 (& | O * |
TNMG270616 [27.515(15.875) 6.35 |6.35|1. & o[ x| O * |3
TNMG330916 | 33 |[19.05]9.525(7.94|1. 6 db 1@ * |3
TNMG330924 | 33 |[19.05]9.525(7.94|2. 4 o[ x| C * |
* Recommended grade (always stock availabls) ¥ Available grade (O Make-to—order
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General Turning Inserts
Carbide inserts

TND |:| (Negative inserts)

( 60° s
' -
Coated cemented carbide
Dimensions(mm) Cem%néed
Inserts T P ] K carbide
e
shape P HEHHEHEEBEHBEEEBBEBEEERRARAE
L [e1.c] s [ad|r |S|Z[S[Z[E[F2]I2]1212]122|12 2|8 |5[R]|5]|8]|2(F|S|c|S
Z|B|E|2|G|2|2|F|2|B|2|2|G|2|2|G|2|G|&8|v|v|v6|w|w
GM | TNMG110304-GM| 11 | 6.35]3.18(2.26]0.4 ]| x %
TNMG110308-6M| 11 & 35131812, 26l0.8 Hlrl&IO L
TNMG160404-GM | 16.5 |9. 525(4. 76]3.81]0.4 | x b ¢
TNMG160408-CGM | 16. 5 |9. 525|4. 74]3.81]0.8 F&|x *
TNMG160412-GM | 16. 5 |9. 525|4. 76]3.81]1.2 4 b<d K 410 ¥t
TNMG220408-GM| 22 | 12.7 |4.76]5.16/0.8 A B B ¥
TNMG220412-GM|[ 22 [ 12.7 |4. 76(5.16(1.2 Ol |x|O e
Semi—
finishing | TNMG220416-GM| 22 | 12.7 |4. 76]5.16]1.6 Ol | ¥|O W
GS | TNMG160404-GS| 16.519.525]|4. 76]3.81|0. 4| C | 42| ¢ |
TNMG160408-68 | 16.5 19,5254, 7813 8110. 81 O 2zl vr | &
TNMG160412-GS [ 16.5 |9.525|4. 76]3.81(1.2| O | 4| 37 | & | *
TNMG220408-6S | 22 |12.7|4.76]5.16]0.8| O 3|+ | & | *
TNMG220412-GS| 22 ]12.7 |4.76)5.16{1.2|OQ|O ) ¥ | * | %
Semi—
finishing | TNMG220416-GS| 22 | 12.7 |4.76(5.16]1. 6| O | O | ¥ |O
BM | TNMG110304-BM| 11 |6.35]3.18(2.26]0.4 Ol x
TNMG110308-BM| 11 | 6.35(3.18]2.26(0.8 Ol x
TNMG160404-BM | 16. 5 |9. 525|4. 76]3.81]0.4 O % X
& TNMG160408-BM | 16. 5 |9. 525|4. 76]3.81]0.8 O % x
TNMG160412-BM| 16. 5 |9.525]4. 74]3.81|1.2 Ol *
TNMG220408-BM| 22 | 12.7 |4.76]5.16(0.8 Cl*x x
TNMG220412-BM| 22 |12 7 |4 76]5.16|1.2 Ol % *
finishing | TNMG220416-BM| 22 |12.7 |4.76]5.16|1.6 (OIE ¢ x

% Recommended grade (atways stockavaiable) ¥ Available grade (& Make—to—order
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General Turnin
Carbide inserts

Inserts

TN D D (Negative inserts)

60°
v

2,

Coated cemented carbide

serts Dimensions(mm) - - - C%g'r%p gd
shape | 1YP€ AEHEREEEEREEAREEEBERRRRAE
L |erc| s [od|r|2]|Z|8]|5|E|2[212[E12[2]|2|E|2|8=|8|=[8]2|F]|2(2]|S
G|B|2|2|2|2|E[2|2|3|3|2|2|2|8|8|8|8|8|<|w|v|¢|»
GF  |TNMG160404-GF| 16.5 | 9.525 [4.76]3.81|0.4| 3 [* |O] %
A [TNMG160408-GF| 16.5 | 9.525 |4.7613.8110.8] % | & Ol #
émuﬁmom—w 16.5 [ 9.525 [4.76]3.81|1.2] ¢ [ * |O] %
TNMG220408-GF| 22 | 12.7 [4.76(5.16(0.8] % | % | O]+
Finishing [TNMG220412-6F| 22 | 12.7 |4.76(5.16]1.2| ¥ | %[O+
BF  |TNMG110304-BF| 11 | 6.35 |3.18]2.26(0.4 * i d
TNMG110308-BF| 11 | 6.35 |3.18]2.26|0.8 * ¥*
TNMG160404-BF| 16.5 | 9.525 |4.76(3.81]0.4 * *
A TNMG160408-BF | 16.5 | 9.525 |4.76(3.81]0.8 * %
TNMG160412-BF| 16.5 | 9.525 |4.76|3.81]1.2 * )¢
TNMG220404-BF| 22 | 12.7 |4.76|5.16]0.4 * %
TNMG220408-BF| 22 | 12.7 [4.76(5.16]0.8 * %
Finishing | TNMG220412-BF| 22 | 12.7 [4.76]5.16]1.2 * ¥r
* Recommended grade isweys slock availebde) P Availlable grade O Make—lo—order
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General Turning Inserts
Carbide inserts

VN |:| D (Negative inserts)
..-'/ ' 5°

] ) Coated cemented carbide
Dimensions(mm) Cem%n ed
Inserts T P il K carbide
ype
b HEHEEEEBEEBEHEEREEEHAEARE
ol R I R R E T R R E R R R EE B E BB E B E
Zlo|2|2|5|6|8|8|8|2|2|2|8|8|z2|2|2|68|6|=|v|0|a|®
For
hick VNMG160404 | 16.6 | 9.525 [4.76]3.81]0.4| O] ¥ [ & | % Ol |*
VNMG160408 | 16.6 | 9.525 |4.76[3.81]0.8| O] <x| # | % O *
GM | VNMG160408-GM| 16.6 | 9.525 [4. 76]3.81[0.8| O |42 i | &
@wuméum-au 16.6 | 9.525 [4.76]3.81(1.2| O] 4| ¢ | ¥
Semi-
finishing
BM | VNME160404-BM| 16.6 | 9.525 [4.76/3.81[0.4 Ol x X
VNMG160408-BM| 16.6 | 9.525 |4. 76(3. 81{0. 8 Of* x
o
ﬁﬁggng_
GF | VNMG160404-GF| 16.6 | 9.525 [4.76/3.81[0.4| O # | % | * O
VNMG160408-GF | 16.6 | 9.525 |4.76]3.81]0.8| O] x| % | ®|O O
¢i
Finishing
BF  |VNMG160404-BF| 16.6 | 9.525 [4.76/3.81(0.4 Ol *x
I VNMG160408-BF | 16. 6 | 9.525 |4.76]3.81]0.8 O]«
VNMG160412-BF | 16.6 | 9.525 [4.76]3.81]1.2 Ol x
Finishing
% Recommended grade (ahways stock available)  ¥7 Available grade (& Make-to-order
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General Turning Inserts

Carbide inserts

WND |:| (Negative inserts)

Inserts
shape

Type

Coated cemented carbide

Cem%ned
K carbide

¢d

SD4015

SD4115

SD4135
SD1015
SD1025
SD1035
501045
SD4330
SD4340
SD4350
SD3105

SD3205
SD3115

SD3215
503125
SD3225
SP302
SP402
SKQ02
SK102
SK202

‘gé‘b%
3

WNMGO60408-GR

6.5

w
=

0.8

X | SD4125

WiniG060412-GR | 6

[
@

WNNGOB0408-GR

8.7

5.16

0.8

WNMGOB0412-GR

8.7

5.16

1.2

WNNGOB0416-GR

8.7

5.16

1.6

O|O[O|0O| O |sb4025

|| |5

Ir | % | = | % | =+ | SD4035
*

* | | H

BR

il

roughing

WNMGO60408-BR

6.5

3. 81

0.8

NNGO60412-BR

6.5

3.81

1.2

WNMGOB0408-BR

8.7

5.16

0.8

WNMGOB0412-BR

8.7

5.16

1.2

WNNGOB0416-BR

8.7

5.16

1.6

QIO|O|C|C
* | % [ [ %
S

IR

"Q"D

roughing

WNNGO&0412-2R

6.5

9.525

3.81

1.2

@)

WNNMGOB040B-ZR

8.7

1227

5.16

0.8

WNMGOB0412-2R

8.7

1.7

5.16

1:4

WNNGOB0416-2R

8.7

12.7

516

1.6

| x| % | %

Without

WNMAOGT308

6.5

9.525

3.81

0.8

b8
O

WNMAO60404

6.5

9.525

3.81

0.4

WNMAQ60408

6.5

9.525

3.8

0.8

WhMADG0412

6.5

9.525

3.81

1.2

WNMAOBO404

87

12.7

5.16

0.4

WNMADBOA408

8.7

17T

5.16

0.8

WNMAQB0412

8.7

127

516

1.2

bl b=l (b= b= I 2

WNMAQBO416

8.7

1L ¥

5.16

1.6

OlO|o|Oo|O|0|0|O
O|O|OC|O|O|O|0]O

=[]z ]o]o|o]O

X ok | ok | o | k| o | ] %

Xl |k |k | | ok |6 | k| | % | %

prll 2l Bl Bl Bl Bl B B

#*|O

% Recommended grade (atways stock avaiable)

¥¢ Avallable grade O Make—to-order
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General Turning Inserts
Carbide inserts

WND [:I (Negative inserts)

ad

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

CeaBe

ol.C

¢d

SD4115

504035
SD4135
501015
501025
501035
SD1045
504330
SD4340
504350

SD3205

SD3215
503125
503225

SP30Z
SPADZ
SKO0Z
SK102
SK20Z

For
IChipbreaker]

WNMG060408

9.525

4.76

3.81

0.8

) | 84015

WNMGO060412

9.525

4.76

3.81

1.2

@]

WNMGOB0408

4.76

5.16

0.8

o]

=Y

WNMG080412

4.76

5.16

1.2

O

WNMGOB0416

4.76

5.16

1.6

GM

HNNGOS0408-GM

4.76

3.8

0.8

-

WNMG060412-GM

4.76

3.81

1.2

A,

WNMGO80404-GM

4.76

5.16

0.4

&

WNMGOBO408-GM

4.76

5.16

0.8

(o] o] el ke

WNMGOBOA41 2-GM

4.76

516

1.2

WNMGOB0416—GM

4.76

5.16

1.6

QlO|O|O|O| O = | % | = | =% | |sp3105

e | e | - E | | 5% | o [ | % | % |SD3115

e - el s

Semi-
finishing

HNNGOB0608-GM

6.3

5.16

0.8

| [ | o | o [ [ [ | [ oF |5 | 3% [spao2s
[ | [ [ |+ [ % [ [ [ % [+ | * [spa125

BM

HNMGOST304-BN

3.97

3.8

0.4

WNNGOGTI08-BM

3.97

3.8

0.8

WNMGO6T312-BM

3.97

3. 81

WNMGO60404-BM

4.76

3.81

0.4

&

WNMGO60408-BM

4.76

3.81

0.8

HNMGOB0404-BM

4.76

5.16

0.4

1NNGOB0408-BN

4.76

5.16

0.8

Sermi—
finishing .

WNMGOBO0412-BM

4.76

516

olclolololoclcelo
| | | | * | * |k | *
o | e | | | =

# Recommended grade {sheays stock avaiksbie)

¥r Available grade

& Make-to-order
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General Turning Inserts

Carbide inserts

WN |:| D (Negative inserts)

od
|
Dimensions(mm Coated cemented carbide Cem%nc!ed
Inserts P M K SaRo
shape [ TP AHHHEEEEEEEEBEEEEHERBAAE
GF  [WNMGOAT304-GF| 6.5 [9.525]3.97|3.81]0.4| % | %[O %

wna0AT308-6F | 4. 5 19 52513 9712 a1lo alw w0l

WNMGOST312-GF | 6.5 [ 9.525]3.97(3.81]1. 2|+ | & |O| %

WNMGO&0404-GF | 6.5 |9.525|4.76 [3.81]0.4[ % | % |O|#

WNNGOG0408-GF | 6.5 |9.525 [4.76(3.81[0.8| | % |O]
& WNNGO60412-GF | 6.5 |9.525 [4.76 [3.81[1.2| 4| & |O] #

WNNGOBO404-GF 8.7 | 12.7 [4.76 (5. 16[0.4| ¥ | % O] ¥

WNMGOB0408-GF | 8.7 | 12.7 |4.76[5.16[0.8|3% | & | O]+
Finishing |WNNGOBO412-GF| 8.7 | 12.7 | 4. 76 [5.16]1.2| ¥ | & O] %

BF  |WNMGO&T304-BF| 6.5 | 9.525|3.97|3.810.4 Ol * b4

WNNGO6T308-BF 6.5 |9.525[3.97(3.81|0.8 Ol % #

WNMGOGT312-BF | 6.5 |9.525(3.97(3.81[1.2 Ol * %
é WNMGO&0404-BF | 6.5 |9.525|4.76(3.81/0.4 Ol b

WNMGOG0408-BF | 6.5 |9.525[4.76|3.81[0.8 Ol * b4

WNNGOBO404-BF | B.7 [ 12.7 |4.76(5.16]0.4 Ol % s
Finishing | WNNGOB0408-BF | 8.7 | 12.7 | 4.76]5.16/0.8 Ol e

* Hecommended grade (always stock available)

Tr Avalable grade

) Make-to—order
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General Turning Inserts
Carbide inserts

RN |:| D (Negative inserts)

S

Coated cemented carbide

i i Cemented
ot Dimensions{mm) 3 0 - car%m!e
shape Type g?gﬂggg’ggﬁ%%ﬁgé’fgﬂﬁggggg

L [¢1e] 8 [¢d]|S|T |22 |22 (=222 |5 =20zl (222(3(S(z]2

2G| |8|8|2|G|2|8|3|3|53|2|&|8|8|&|8|a|“|=|¥|5 |5
Without | RNmA120400 [ 12.7 [ 12.7 [4.78(5.16 Yo | ¥ ¥r 5

% Recommended grade (stways stock svaiable) ¥ Available grade (O Make—to—order

Ad1




General Turnin

Inserts
Carbide inserts

3.1

Coated cemented carbide

— Dimensions(mm) . - Cemented
shape | TYP° NENEEEHEEEEBEHEEEEBEEARRAE
HR COMT09T308-HR| 9.7 [9.525(3.97[4.40.8]O|O| ¥ | % %
A coutosT312-#R| 9.7 [9.52513.97] 4.4 |1. 2| OO % [ % ¥
W GCMT120408—-HR[12. 9| 12.7 |4. 76|5.56/0.8| O [ O | % | % 43
rou?hing COMT120412-HR[12. 9| 12. 7 |4. 76]5. 56|1. 2| O[O | ¢ | % %
HM COMT060204-HM| 6.4 | 6.35 [2.38] 2.8 0.4( O[O [+ [ * @] ¥
CCMT060208-HM| 6.4 | 635 |2.38|2.80.8|O|O | ¥ | % (0] %
CCMTO9T304-HM| 9.7 |9.525(3.97| 4.4 0. 4| O|O |+ | % O W
e CCMTO9T308-HM| 9.7 |9.525(3.97|4.410.8|O|O| # | % O b
COMT120404-HM|12. 9| 12.7 [4. 76]5. 56/0. 4] O | O [ ¢ | % O b
~ |cowT120408-HM| 12. 9| 12.7 [4. 76[5. 56[0. 8| O[O #¢ | * 0 b4
ﬁﬁfgﬂ?ﬁ COMT120412-HM|12. 9| 12.7 |4. 76[5. 56]1. 2| O | O [ ¥ [ * @] ¥
BM CCMT060204-BM| 6.4 | 6.35 |2.38[2.8]0.4 * ¥
CCNT060208-BM| 6.4 | 6.35 |2.38/2.8 0.8 * 1
/ﬁ\ CCMT09T304-BM| 9.7 [9.525]3.97[4.4]0.4 * ¥
v CCMTO9T308-BM| 9.7 [9.525(3.97[4.4]0.8 * %
~ |couT120408-BM[12.9 [ 12.7 [4. 76]5. 56]0. 8 * ¥
ﬁsw’%%_g COMT120412-BM|12.9| 12.7 4. 76]5. 56]1. 2 * ¥

* Recommended grade (always stock available)

¥r Available grade

2 Make-to—order
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General Turning Inserts
Carbide inserts

Coated cemented carbide
Dimensions(mm) C%Q}%P gd
Inserts Type Ul K
shape 2lefalelgigle(glele[s(g]|B]8]8]|2|2]18]|8 ||y |y ]y
HF | ccaT060202-HF | 6.4 6.35 |2. 38| 2.8 [0 2| 3¢ | & [ %%
ce6T060204-HF | 6. 41 6.35 123812 810 4l v [ % | 3¢
CCGT060208-HF | 6.4 | 6.35 [2.38]2.8[0.8] # [ & [+
e CCGTO9T302-HF | 9.7 [9. 525]3.97]4.4]0. 2| % [ % [ %
CCGTO9T304-HF | 9.7 [9. 525]3.97]4.4]0. 4] % [ & [ %
CCGTO9T308-HF | 9.7 [9.525(3.97 |4. 4[0. 8] ¢ [ | %
CCGT120404-HF [12.9[ 12.7 |4. 76 0.4| ¥ | & | %
Finishing | ¢cGT120408-HF [12.9] 12.7 |4. 76 |. 56[0. 8] ¢ | & | %
BF | co6T060202-8F | 6.4 | 6.35 |2.38|2.8[0. 2 e [ % b
CCGT060204-BF | 6.4 | 6.35 2. 38]2.8[0.4 3k e
&, | C0aT09T302-BF [9.7|9. 525[3.97[4.40.2 Y| % e
\/ CCGTO9T304-BF | 9.7 (9. 52513.97]4.4]0.4 % | * Y
GCCGT09T308-BF | 9.7(9.525[3.97]4.4)0.8 ¥ | % ¥
CCGT120404-BF [12. 9 12.7 |4.76|.56(0. 4 ¥ | % e
Finishing | GCGT120408-BF [12. 9] 12.7 |4.76|. 56 (0. 8 e | % 4
* Recommended grade (always stock available) 3% Available grade (O Make—to—order
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General Turning Inserts
Carbide inserts

Dimensions(mm) Coated cemented carbide Cem%nc!ed
Inserts P N K caroige
shape | TP AEAHEEEEEEEEEEEEBEERBAAE
Llorel s fea| 1515151518 1512121812181218 15181518 5151515215 |
222|222 12(2|2|2|2]|2|3|28|2|3|8(5
AG GOGXO60202-AC | 6.4 6.35(2.38)2.8 (0.2 Ve[ K
ceax0sa0204-Ac |6 al6 35 (7 382 8l0 4 el 4
CCGX060208-AC [ 6.4 6.35(2.38(2.8]0.8 o #
CCGX09T302-AC |9.7]9.525(3.97|4.4]0.2 Yef K
CCGX09T304-AC | 9.7 (9. 525(3.97| 4.4 (0.4 Y| K
@ CCEX09T308-AC |9.719.525/3.97|4.4 0.8 ] %
CCGX120402-AC [12.9] 12.7 (4. 76 (5. 56/ 0. 2 vl
COGX120404-AC 112.9112.7 | 4. 76 (5. 56| 0. 4 ¥ K
CCGX120408-AC [12.9) 12.7 [4 765 56| 0. 8 vl *
mummm CCGX120412-AC [12.9 12.7 [4. 76 (5. 56 1.2 e H
AH CCOX060204-AH [ 6.4 6.35 [2.38] 2.8 (0.4 | *
CCGX060208-AH | 6.4 6.35(2.38| 2.8 (0.8 | %
6Dy | CCOX09T308-AH [9.79.525(3.97| 4.4 0.8 Yo %
v CCGX120402-AH [12.9] 12.7 | 4.76|5. 56| 0. 2 e %
CCGX120408-AH [12.9 12.7 | 4. 76 5. 56/ 0.8 V| %
Ajumium CCAX120412-AH [12.9 12.7 (4. 76(5.56| 1.2 v K
C%Fg&ﬂker COaN060204 (6. 4]6.35(2.38|2.8 (0. 4| OO o % * | 3 b
CCOW09T304 |9.719.525(3.97] 4.4 (0. 4[{C1O| #| % *| % ¥
6 CCGWOPT308 |[9.7]9.525]3.97]|4.4(0.8|O| O] #]* * | % Yo
CCeW120404 [12.9]12.7 |4.76]5.56{0.4| O[O | % % * | W
CCGW120408 112.9]12.7 | 4.76)5.56|0.8| Q| Q) #] * * | ¥

% Recommended grade (always stock available)  ¥% Available grade (O Make—to—order
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General Tumning Inserts
Carbide inserts

DCL L ]| Posive nser

Coated cemented carbide c d
Dimensions{mm emente
Inserts T (mm) P " K Car%' &
shape ype elefalals|a(elalglzlg]g]gl8]82|el&]&]ala|alaly
L [¢l.c] s ¢dr3;333;9999%’%?5%5%5%2§2;Q
FI12|2|2(2|2|2(2|2|2|2[(2|3|2|2|23[(8|8|3|v|a|a|o|n
HR  |DCMTO70208-HR| 7.8 | 6.35/2.38| 2.8 /0.8 O 7o | % e o
nemTa70212-HR| 7.8 (6 3502 38l2 8l 2O 2| % ¥ O
e DCMT11T304-HR|11. 6(9.525(3.97[4. 4 j0. 4| O | |5 [*] | 0]
DCMT11T308-HR| 11. 69. 525[3. 97| 4. 4 |0. 8| O e |k Yo h 0]
For
roughing |DCMT11T312-HR|11. 6[9. 525(3.97| 4.4 [1.2| O e | % e @]
WM [DeMTO70204-HM| 7.8 | 6.35]2.38| 2.8 0. 4| © Yo | % @]
DCMT070208-HM| 7.8 | 6.35 [2. 38| 2.8 0. 8| O v | % 0
v"‘" DCMT11T304-HM| 11. 6]9. 525(3. 97| 4. 4 [0. 4| O e | % ]
DCMT11T308-HM|11. 69. 525[3. 97| 4. 4 |0. 8| O v [ % O
finishing [DOMT11T312-HM|11. 6[9. 525[3.97|4.4 1. 2| O P |k O
BM DCMTO70204-BM| 7.8 | 6.3512.38| 2.8 (0. 4 Ok *
@, |POWT070208-BM 7.8 | 6.35 (2. 38/ 2.8 (0. 8 O * *
~ DCMT11T304-BM| 11. 6(9. 525/3.97] 4.4 [0. 4 Of* *
finishing [DCMT11T308-BM|11. &[9. 525[3.97| 4.4 [0. 8 Ol *
HF  |poaTo7oz02-HF| 7.8 [6.35(2. 38| 2.8 (0. 2| 3¢ [ % | 5% C
DCGTO70204-HF | 7.8 [ 6.35 (2. 38| 2.8 [0. 4] ¢ [ % | % @]
@ DCGTO70208-HF| 7.8 | 6. 35 [2. 38| 2.8 J0. 8] +¢ | % | 3% (@)
CCGTO9T302-HF | 11. 6(9. 525[3. 97| 4. 4 [0. 2| ¥¢ | & |+ @)
CCGTO9T304-HF | 11. 6(9. 525(3. 97| 4. 4 [0. 4] +¢ | & | ¢ O
finishing | CCGTO9T308-HF [ 11. 619. 525(3.97[ 4. 4 [0. 8] ¢ | % |+ C

% Recommended grade (atways stockavaiable) ¥ Available grade (O Make—to—order
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General Turning Inserts

Carbide inserts

DCL ][] Posive insert

—_——

Coated cemented carbide

It Dimensions(mm} - - C%g}%p gd
shape | TYPe AEHNHHEEEEEEEEEEBEEHERBAAE
L[el.0 s [od r || |E|S(E]|Z[2[212[2|2(2|9]|2(8]z|B|5|8|2|F|e]lz|g
|2|2|5|2|2|(2|8|2|2|2|2|5|2|2|5|2|8|8|e|?|n|a|w
BF | pcaTo70202-BF | 7.8 | 6. 35|2. 382.8/0. 2 O %
DCGT070204-8F | 7.8 | 6. 35| 2. 38/2.8/0. 4 O] *
\'“’ DCGT11T302-BF |11. 6[9. 525(3.97|4. 4/0. 2 Of*
DCGT11T304-BF [11. 6]9. 525(3.97(4. 4[0. 4 O %
Finishing | DCGT11T308-BF [11. 6]9. 525(3. 974. 4/ 0. 8 Ol %
AC | Dpcaxorozoz-ac | 7.8|6.35|2.38|2.8/0.2 | *
DCGX070204-AC | 7.8 | 6. 35 |2. 38[2.80. 4 ¥e| %
@ DCGX11T302-AC |11. 6[9. 525(3.97|4. 4]0. 2 1| *
DCGX11T304-AC [11. 6]9. 5253, 97(4. 4[0. 4 7| *
Aurmnium | poax117308-A¢ [11. 6|0, 525(3. 97]4. af0. 8 e *
AH | Deex070204-AH [ 7.8 ]6.35|2.38(2.8[0. 4 ¥e| *
DCGX070208-AH | 7.8 [ 6. 35|2.38|2.8/0.8 i *
@ DCGX11T304-AH [11. 6[9. 525|3.97|4. 4|0. 4 el K
DCGX11T308-AH |11. 6[9. 525{3.97|4. 4/0. 8 | %
Auum | Doaxi17312-ak [11. 69, 525(3. 97]4. 41,2 7| *
Cm&mm DOGK070204 | 7.8 |6.35(2.38/2.8/0.4| OO [+ | * x| [O *
DCGWI1T304 [11.6]9. 525(3.97[4.4[0.4| OO | % [ % x| [O %
‘ DCGW11T308  [11.6]9. 525[3.97[4.4[0.8| O | O | % [ % x| [O %
* Recommended grade jalways stock availabe) 3 Available grade O Make-to—order

Ade




General Tumning Inserts
Carbide inserts

=,
@GI.C |7 | s . |
A !
- an ;
\ L7
\\, Il /l
T 5]
Coated cemented carbide
Dimensions(mm) Cemented
Inserts T P " K Galblde
ype
L el § [od| r S5 FIFIZ(2[(2]2]F2 ]2 2]oz|elale|2]T(S]z]Y
Z|2|2|2|2|28|2|8|23|2|2|2|28|8|2|2|2|2|8|4|s|w|»#|»
SCMT09T308-HR| 9. 525 | 9. 525 |3.97| 4.4]0.8 ve [ | ¥ | o O
SCMT09T312-HRl 9. 525 19 52513 9714 411.2 el b Lo @]
SCMT120408-HR| 12.7 | 12.7 |4. 76]5.56/0.8 od B3 Bl B2 O
SCMT120412-HR[ 12.7 | 12.7 |4. 76(5.56/1. 2 ¥ | % | % | O
SCMTO9T304-HM| 9.525 | 9.525|3.97(4. 4(|0.4[C| || @]
SCMTO9T308-HM| 9. 525 | 9.525 (3. 97| 4. 4[0.8|O| || * @]
SCHMT120404-HM[ 12.7 | 12.7 |4. 76/5.56/0. 4| O e | % O
SCHT120408—HH| 12,7 | 12.7 |4. 76/5.56/0.8| O] || * (@]
rnishih_g scumom—Hm[ 12.7 | 12.7 |4. 78]5.56[1.2| O || %
Bi smroqrsm—w[ 9.525|9.5253.97|4.4]0.4 Ok ¥
(“\ SCHTO9T308-BM| 9. 525 | 9. 525 |3.97(4. 4]0.8 Ol * e
J * [scuT120404-BM| 12.7 | 12.7 |4. 76/5.56{0. 4 Ol % e
=
SCMT120408-BM| 12.7 | 12.7 |4. 76/5.56/0.8 Ol * s
Semi-
finishing [SCMT120412-BM| 12.7 | 12.7 |4. 76|5.56{1.2 Ol e
SCGTO9T302-HF| 9.525 | 9.525 (3. 97| 4. 4 0. 2] ¥ | % | 4 | 5 O
SCGTO9T304-HF| 9. 525 | 9.525 3. 97| 4. 4 | 0. 4] ¥ | H | o | o 4
SCGT09T304-HF| 9. 525 | 9.525 |3. 97| 4. 4]0.8 |+ | & | #¢ | + O
BF  |SCGTO9T302-8F| 9.525 | 9.525 (3. 97|4.4]0.2 Ol * Ve
k‘ﬂ SCGT09T304-8F| 9. 525 | 9. 525 |3. 97| 4.4 {0. 4 Of* %
S [SCGTO9T304-BF| 9. 526 | 9. 525 [3.97(4.4]0.8 Ol * s
finishing
% Recommended grade (ahways stock available)  ¥7 Available grade (& Make-to-order
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General Turning Inserts

Carbide inserts

Coated cemented carbide

Dimensions(mm) Cemented
Inserts p M K car%m!e
Type
shape njlu|jlu|lu|lvlw|lv|[bw|lv|n|lolo|lo|lw|jlvw|lvw|lw]w] vl e e e o] e
—|-|y|N|0|a|=|d|oig|2]|d|D@]|Ce|2]|-|=|v|d]|s|c|lalala
L [¢1cl s [ed|r|2|2(S|=|E[=|2]12]1212[2(219 2|82z |8121F|2[z|8
alalalalalae|lalalalalalalalalalalalalals|B|E|E6]6G
W [ W | W [72] @y | i 7] v | v [ K] [72) 7a] (%] [N K721 175} [Ta]
AC SCGX09T302-AC|9. 525(9. 525(3.97]4.4 0.2 % *
i SCGX09T304-AC|9. 525[9. 525]3. 97] 4. 4]0. 4 7| %
a SCGX09T308-AC|9. 525(9. 525(3.97|4.4)0.8 %k
SCEX120404-AC| 12.7 | 12. 7 |4. 76)5. 560. 4 ¥ *
For
Aluminium |SCGX120408-AC) 12.7 | 12.7 |4. 76[5. 56/0. 8 % *
AH SCGX09T304-AH|9. 525(9. 525(3.97]4.4 0.4 | %
SCGX09T308-AH|9. 525(9. 525(3. 97| 4. 4]0.8 il %
a SCGX120404-AH| 12.7 [ 12. 7 |4. 76)5. 56{0. 4 % *
SCAX120408-AH| 12.7 | 12. 7 |4. 7¢]5. 580. 8 % *
mf%m SCGX120412-AH| 12.7 | 12.7 |4. 76]5. 56/1. 2 |
WM A A
i SCaW09T302 |9.525(9.525(3.97|4. 4[0. 2| OO o] * * @] 1
SCGNO9T304 |9. 525(9.525(3.97]4.4]0.4|O|O| #| % * @ ¥
SCGNO9T308 |9.525(9.525(3.97(4.4]0.8| O |O| #| % * O %
SCGW120404 | 12.7 [ 12.7 |4.76)5.56/0.4| O | O | | * * O Ye
SCGH120408 | 12.7( 12.7 |4. 76(5. 56[0. 8| O { O | +| * * O Y
SCew120412 [12.7]12.7 [4.76[5.56]11. 2| O [ O | ] % * O e
* Recommended grade jalways stock availabe) 3 Available grade O Make-to—order
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General Turning Inserts
Carbide inserts

TOL || Posieinsa

Coated cemented carbide
Dimensions(mm) Cem%néed
Inserts = P M K carbice
shape | P® HERHEEEHEEEBEEEHEEEABRAE
Lijelcl s [ad| r [S[F[Z|F]|F]|F]|2|E[2]2(2(2]|S 2|80 |8a|2]|2]|F|elz]S
g|2|a|2|2]|2|a]|2|a]|8]|2[2]|23[8]|8|2]|2[8]|23|%|%|5]|F|5
HR  [TCMT090208-HR| 9.6 | 5.56 |2.38|2.5(0.8 O [+ [ | % @)
rTraataanano_tmnlas Al ¢ ac la aala ala a 'y A A ')
Tuminiviue—nRp 1. v 0. 3 L.JQ0) £. 0 U. O L ™y kS 1 b1 L)
éTGﬂTHDZH-HR 11.0] 6.35 |2.38| 2.8 1.2 O [ || % O
TCMT16T308-HR| 16.5(9.525[3.97]4.4|0.8 O [+ [+ [ * )
For
roughing | TCMT16T312-HR| 16.5(9. 525|3.97)4.4]1.2 Ol % &
HM |ToMT090204-HM| 9.6 | 5.56 [2.38]2.5]0.4| O | [+ [ &)
Tcmomoa—ﬂul 9.6|556|238[2.5[0.8]C] %% &)
TCNTHDEU:-‘.—HMIH.O 6.35[2.38)2.8]0.4| O] ¥ |3 [ & i)
TCMT110208-HM[11. 0| 6.35 |2.38]2.8|0.8| O] % [ & | % )
TCMT16T304-HM| 16.5(9. 525 (3.97 (4. 4 (0.4 O |+ |+ [ % O
TCMT16T308-HM|16.5 9.525(3.97(4.410.8|C | ¥ [+ [ * O
Semi-
firishing TCMT16T312-HM|16.5 9.525(3.97 4.4 1. 2| C | ¥ [ [ * O
Bil TGMT090204-BM| 9.6 | 5562382504 Olx b
TCMT090208-BM| 9.6 | 5.56 |2.38)2.5]0.8 O]k e
TCNT110204-BM|11.0] 6.35 |2.38|2.8 0.4 Ol * Te
) Tmmozua—au'n.o 6.352.38| 2.8 0.8 Of % ¥
W Tcumoz12—au|11.o 6.35 |2.38|2.8(1.2 Ol % s
TCMT16T304—BM|16.5 9.525(3.97(4.4]0.4 Of» %
TCMT16T305-BM|16.5 9.525(3.97|4.4(0.8 Ol % e
Sermi—
finishing TGMT16T312-BM|16.5 9.525(3.97(4.4(1.2 Ol #

* Recommended grade (always stock availabie) 3% Available grade O Make—to—order
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General Turning Inserts
Carbide inserts

TCL P

e Coated cemented carbide Cem%nc!ed
Inserts P M K e
shape | TP HENNEEEEBEEBEEBEEBEEREREE
HF [TcaTosT104-HF| 6.4 [3.97[1.98]2.2]0. 4] [ % |O O C
TCRTOSTIO8-HF| 6. 4[3.97 1. 982 210. 8] %[ % [O i G
TCGT090202-HF | 9. 6| 5.56|2.38)2.5/0. 2| [ % [O o O
TCGT090204-HF | 9. 6|5.56 2. 38 |2. 5[0. 4] +&| % |O O @)
TCGT090208-HF | 9. 6|5.56]2.38 2. 5[0. 8] +&| % |O @) O
é TCGT110202-HF [11. 0] 6.35]2.38]2.80. 2| | % |O O O
TCGT110204-HF [11. 0] 6.35]2. 38 |2. 8[0. 4] ¥ % |O O O
TCBT110208-HF |11.0§6.35]2.38 (2. 8/0. 8] | %[O O O
TCGT16T302-HF |16. 5]9. 525/ 3. 97 |4. 4[0. 2| +| % | O C @]
TCGT16T304-HF [16. 5(9. 525]3. 97 4. 4]0. 4] ¥ % | O @ O
Finishing | TCGT14T308-HF [16. 5[9. 525] 3. 97 | 4. 4[0. 8| | % | O O O
BF  [rcaTo90202-BF| 9. 6(5.56 2 382 50. 2 Ol% e
TCAT090204-BF | 9. 6(5.56]2.38|2.5/0. 4 Of* ¥
ﬁ TCGT110202-8F |11. 0/ 6.35|2.38|2. 8/0. 2 Of* ¥
e | 706 T110204-8F [11. 0] 6. 35| 2. 38| 2. 8]0. 4 Ol * b
TCGT110208-BF 111.0)6.35)2.38)2 B|0. 8§ Ol % b
TCAT16T304-BF [16. 5[9. 525] 3. 97 |4. 4{0. 4 Ol* ¥
Finishing | TCGT16T308-BF [16. 5[9. 525] 3. 97 | 4. 4[0. 8 Ol* |

* Recommended grade {always stock available) 3% Available grade O Make—to—order
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General Turning Inserts
Carbide inserts

Coated cemented carbide
Cem%rged
Inserts P M K carbide
shapo Type [T ) w | o wn | wlw| v
shap S N R EI R R M E R A N I E I E E B B B B E
L [erc] s |ed|r |E]|2[E2|2]|5(2|2]12(2(2]12(3 =8 |8]a]|82]|F]|2(2|S
G|R|B|2|3|2|2|8|(23|2|2]|2|2|3|[3|8|8|2|8|a|%|w|v|w
AC TCGXO90202-AC| 9. 6] 5.56 12.38]2.5(0.2 db ¢
TeeX090204-A19 615 55 12 3812 510 4 Hel
TCGX110202-AC|11.0] 6.35 | 2.38|2.8/0.2 ¥ | %
é— TCGX110204-AC|11. 0| 6.35 |2.38]2.8/0.4 %o | %
TCGX110208-AC|11.0| 6.35 |2.38|2.8/0.8 o | %
TCGX16T302-AC|16. 5|9. 525 3.97 |4.4 0.2 ¥ | &
TCGX16T304-AG(16. 5|9. 525(3.97 4. 4/0. 4 b ¢
For
Alurniniurm | TCGX16T308-AC|16. 5/9.525|3.97 (4.4 (0. 8 P | *
Without TCGW110204 [11.0| 6.35|2.38|2.8|0.4 | x|O * |
Chipbreaker
TCAW16T304 [16.509.525]3.97]4.4]0.4 Y| & |O * [
A TCGW16T308 [16.59.525/3.97]4.4[0.8 || O * | %
TCBW16T312 [16.5|9.525(3.97]4.4|1. 2 Y[ & |O * | ¥

* Recommended grade (atways stockavaiable) ¥ Available grade (& Make—to—order
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General Turning Inserts

Carbide inserts

D mersiengli) Coated cemented carbide Cem%nc!ed
Inserts p " K e
shapo | TYP AHAHEBHEABREBREREBEBEEBEAARREE
AEIEIE
e [vour11o3o4-tn | 11 | 6.35 [3.18]2.8l0.a|Of | al% 0 0
e
et
W |veaT11030a-1F | 11 [ 6.35 [3.18]2.8[0.4] %] % |O @) O
-
finshing
AC VOGEX110202-AC| 11 | 6.35 |2.38(2.8]0.2 wi| %
VCEX110204-AC 11 | 6.35 |2.38]2.8]0.4 7| *
VOGEX110301-AC| 11 | 6.35 |3.18|2.8|0.1 ¥ %
voex110302-ac | 11 | 6.35 |3.18[2.8]0.2 7| %
VCGX110304-AC| 11 | 6.35|3.18|2.8(0.4 e %
- voex110308-A¢ [ 11 | 6.35 |3.18[2.8]0.8 #| %
VOGX160402-A¢ [16. 6[9. 525|4. 76 [4.4]0.2 o %
VOGX160404-AC [16. 6[9. 525|4. 76 4. 4] 0.4 | %
VOGX160408-AC [16. 6[9.525]4. 76 [4.4]0.8 | x
YCGX160412-AC |16, 6]9.525]|4.76|4.4(1. 2 ¥e| *
Aroim [ veax220s30-a¢ | 22 [12.7 [5.56[5.5[3.0 iy
oot | voonttosos | 11 |6.35 (3 18]28/0.4)O] | f *| % *
ik Sew

* Recommended grade jalways stock availabls)

*r Available grade

2 Make-to—order
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General Turing Inserts

Carbide inserts

Coated cemented carbide

Dimensions(mm) Cemented
Inserts Type " K carbide
shape 2l2(R1818[812]|81&812|1g(2(2318|8[2]2]|8 |18 (xla]g]y
L{erel s |edlr [SIF[E[F[E]F]|2[I2(2121S1S18]2]|8 |2 |8]a|8[2F2(c[D
218(2(8|2|2|8|8|2|13|2|2|8|2|2|8|2|23|8|4|¢|@|w|s
HM VBMT 160404-HM |16. 5]9. 52514 76|4. 4|0. 4| O | 3 | % | % (@]
VBMT160408-HM |16. 519. 52514. 7614, 4lo. 81 O | & | & | & Q
' VBMT160412-HM |16.5]9. 525J4. 76]4. 4[1. 2| O | % | ¢ | % i
finishing
Bi VBMT110304-8M | 11 | 6.35 [3.18|2.8[0. 4 O % e
- VBMT110308-BM | 11 | 6.35[3.18|2.8|0.8 Of* /i
v
Semi-
finishing
HF VBGT110202-HF | 11 | 6.35 2. 38|2. 8|0. 2| % | % | O | % O
VBGT110204-HF | 11 | 6.35 |2.38]2.8[0.4| & | & | O | & @]
e VBGT110208-HF | 11 | 6.35[2.38|2.8(0. 8] ¢ | & | O | % @)
finishing
BF VBMT110302-8F | 11 | 6.35 [3. 18|2.8[0. 2 Ol % ¥
VBMT110304-8F | 11 | 6.35[3.18/2.8|0.4 Of* T
— | VBMT110308-BF | 11 [6.35 [3.18]2.8]0. 8 Ol * b
VBMT160404-BF |16. 6]9. 525|4. 76]4. 4|0. 4 Of* %
finishing | VBMT160408-BF [16. 6[9. 525}4. 76[4. 4]0.8 Ol% b
Without VBAW160404 [16. 6]9. 5254, 76]4. 410. 4] O | O | o | K "
Chipbreaker
VBGW160408 |16. 6]9. 52514. 76|4. 4|0.8| O | O | # e

#* Recommended grade (always stock availabie)

¥r Available grade

O Make-to—order
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General Turning Inserts

Carbide inserts

CP[ ][] (Posiveinser)

iy

1

ad
s
S ANy
A
Coated cemented carbide c d
Dimensions(mm) emente
Inserts p ] K Carbide
shape Type : :
MR R R E N E R R R E R R E R R BRI B BB E
Llorcl s |od| r |58l |2]|S(2[E[2]2|2]2|2]|2|S]a|8]alg|2|F]E|2]s
zla|a|la|z2|2|2|2|2|2|2|3|8|2|2|8|@|8|8|d|s|#||=
HM CPMT060204-HM (6. 4] 6.35 12.38|2.810.4| O | | ] * O Q
crutooT204-Hulo 710 52512 0714 alo 41O &l #l % O 0
Semi—
finishing
HE |cpaTaso202-HF |6. 4| 6.35 | 2. 38| 2.8[0. 2| | % |O]| % O Q
ocmmmm—m 9.719.525|3.97|4.4]0.4| %% |O| O 0]
finishing
Without PGI0602 4] 6.35|2.38|2.8]0.4
Chi CPGW0460204 |6. 4] 6.35 8]2.8 QO] | * * @] 7]
* Recommended grade (always stock available)  ¥¥ Avallable grade O Make—to—order
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General Turning Inserts
Carbide inserts

%85 /11
}
S
Coated cemented carbide Camented
Dimensions{mm
Inserts = ( ) p M K car%u%e
shape | P° AR AEAEEBEEBEEEEEAEEEERAEARAE
L lore| s |odf r (S5 E]2(E]2[2]121CI212(2|2]2 858|825 E]2]S
88%3%88%%8%88%83888wwwwﬁ
HM DPNT070204-HM| 7.8 | 6.35 |2.38]2. 8[0.4|O |O| % | * O
2 DPNT070208-HM | 7.8 | 6.35 |2.38]2.810.8]O[O | v [ % O
e DPMT11T304-HM [11. 6] 9. 525 [3.97]4. 4]0.4] O | O | #r | * O
Semi—
finishing |DPNT11T308-HH [11. 6]9.525|3. 97|4. 4[0. 8| O[O & | * O
HF DPGT070204-HF | 7.8 | 6.35 |2 38|2.80. 4| % [ * | OO (]
%DPGTO?UEUB-HF 7.8| 6.35 [2.38[2.8/0.8|+r | *|O|O O
DPGT11T304-HF [11. 6] 9. 525 3. 97]4. 4]0. 4| % [ * | O[O O
finishing |DPGT11T308-HF |11. 6] 9. 525 3. 97|4. 4{0. 8| % [ * [O| O @)
Without DPGH11T304 [11. 6]9.525(3.97]4.4]0.4|O|O |+ | * @) * %
Chipbreaker
‘ DPGW11T308 |11. 6]9.525]3.97|4.4]0.8| O[O ]+ [ * O * %

“* Recommended grade (ahways stock svaiable) 77 Available grade (O Make-to-order
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General Turning Inserts

Carbide inserts

SP[][] otie e

~80

[

]

gic s

w Ry

—
k4

Coated cemented carbide

ot e Dimensions(mm) - - - ng}%p gd
v HEHEEEEEEBEBEEREREEABEEE
LcbI.GScbdrqwrsrquwr———‘-wrwrﬂmmmmm”s:gg;{::
2(2(212|8]|8]|8[3|2]|2]|8[2|8|2]|2]2]8|8]|3[2]|%]|5]|3[&
HM SPMTO9T304-HM [9. 525(9. 525(3. 97| 4. 4]0.4| O | %
SPATO9T308-Hik [7. 525[9. 525(3. 971 4. 410.8{ O T &
SPNT120404-HK| 12. 7| 12. 7 |4. 76f5. 56]0. 4| O e[ %
SPMT120408-HW| 12.7 [ 12.7 |4. 76f5. 56|0. 8| O 7e| %
SPMT120412-HW|12. 7] 12.7 [4. 76p. 5¢]1. 2| O 7| *
SPGTO9T302-HF [9. 525(9. 525(3. 97| 4. 4]0. 2| %[ *|O
SPGTO9TI04-HF |9. 525/9. 525/3. 97/ 4. 40. 4] #| % [O
SPGTO9T304-HF |9. 525(9. 525(3. 97)4. 4| 0.8 [ % |O
SPGN09T304 |[9.525(9. 525(3.97]4.4|0. 4 Ol * * vl
SPGN09T308 [9.525(9. 525(3. 97|4. 4/0. 8 Of* * b
SPGN120408 |12.712.7 |4. 765. 56/0. 8 Ol * e
* Recommended grade (always stock available) ¥ Avallable grade & Make—to—order
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General Turning Inserts
Carbide inserts

TPL][] (Positve insen

Coated cemented carbide
Dimensions(mm) C?;B”r Pgd
Inserts P ] K
shape Type slolo[o]e|a]w
EE&RRE&ERQQ%%mQQF‘—NNggggg
L jolcl 8 |od|r [RS[S[F]|S]|F(E|E[(212[2]2]|9]2]|8]52]=]|82]5(S]c|D
212123|2|2|2]|2]28|3|5]|2]|2|3|2]|2]|8[2]|3]|2[%]|#|5]|5]|5
HM TPHT090208-HH | 9.6 | 5.56]2.38]2.5]0.8| O | O] # | % O
PN TRHTI10202-HR111.016.3512.3812.810. 2] 01O | % O
= TPMT110204-HM|11. 0] 6.35]2.38]2.810.4|O|O | % | % @]
wenng [Towmr10208-me{11. o[ 35[2.38[2 8o. e[ O[O [ % 0
HF TPAT090204-HF | 9.6 | 5.56 (2. 382 50 4| & | % [ O[O O
TPGT090208-HF | 9.6 |5.56]2.38]2.5/0.8] 7 | % |O|O @
A TPAT110202-HF |11. 0] 6.35|2. 38| 2. 8]0.2| % | % | O |O O
TPGT110204-HF |11. 0/ 6.35[2. 38 (2. 80 4| % | % | O |O @]
finishing | TPGT110208-HF [11. 0] 6. 35| 2. 38| 2.80.8] %= | % [ DO O
Without | TP&090204 |9.6]6.35]2.38|2.5[0.4|C e [k T
Chipbreaker |C Q
TPGI090208 [9.6]6.35(2.38|2.5(0.8|0 | O+ | * O * ¥
TPGH110304 [11.06. 350{3.18]2.8/0.4|O|O| % | * @] * b
A TPGH110308 |11.0}6. 350]3.18|2. 8]0.8] O | O] # | % O * #
TPGW160308 [16.5(9. 52513.182.8[0.8| O | O % | % @] * e
TPE16T302 [16.5]9.5253.97|2.8[0.2| O | O | ¥ | % O * W%
TPGI220408 [22.0)12. 70|4. 76 |5.5[0.8| O | O | ¥ | % O * r

% Rccommended grade (alweys stock svaiable) ¥ Avallable grade O Meke—to—order
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N
La
e i
double-edge mﬂ; single—edge uﬁH
Grade
Tiee L Coated carbide Coateg garbide (Non-goated
S“gj R+01 Ciia YBC151 YBC251 YBG205 YBG302 YD101

ZPEDD2502-MG 25 02 17 (0] * *
g ZPFD0302-MG 30 0.2 17 (@] * o]

& ZPGD0402-MG 4_D _-"c".z 22_ % 0_ i
é ZPHDO503-MG 5.0 03 22_ * 0
ZPKDO604-MG 6.0 04 22 +* 9]
ZPES02502-MG 25 0.2 (@] * *
0 ZPFS0302-MG 3.0 0.2 (] * (@]
i ZPGS0402-MG 4.0 0.2 O * (@]
& | zPHs0s03MG | 50 03 0 * o
ZPKS0604-MG 6.0 04 (@] * ]

single—edge only for the parting blade holder

* Recommended grade (ahways stock avaitable)

please reduce the feed speed by 30%, which will

When the insert is close to the center of the workpiece,
Limprove the life of the insert.

¥r Available grade O Make—to-order

Control chip flow and crimp with good groove structure

Reduce cutting resistance by 20% and reduce vibration
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TURNING Parting

e Grooving and turning inserts

2 La
4
- 2
Double edges m: Single edge n'gE
Grade
Tve Basic dimensions(mm) CVD Coating PVD Coating @f@ '}'Eﬁge
s*‘;- ! R*0.1 Lamax SD4025 SD4125 SD1015 SD1025 SK101
ZPED02502-MG 25 02 17 [ * [ ] * @]
el 02 e 1? . * . * o
P— . — . * O
3 | 2 | e * * * o
04 | 2 ° * # x | o
...c.m ........... . * z =
) 02 | L] * @ *
S TR 02 ............................................ . ........................ * ......................... . ............ * ............
% - 50 Da ______________________ . ............ * ........................ . *
ZPKS0604-MG | 6.0 04 | [ ] * & *
-“T"he single—edgé--iﬁ-sert is on-l-j.; mouﬁ-fed on pal:t-i-ﬁ-gj"blade.

* Recommended grade (always stock available) 3% Available grade (O Make—to-order

gy @

¥ ——a k
= &
& — %%
L7 e L >

Coated cemented carbide

Basic dimensions{mm)

Cemented
Type P M K carbiae
L low hH££ Lnu’)gm ccomme el Iwl Bl Bl BN B
d = = sl2(=s]8 281318]|8|8]2 £ slglglelg
-+ ‘-ra,_._ —aa-—-rmmm ] o | i
2y e a ola o alalalg a AR
V7 73] nlon | wlajn ]| 73]

MGMN200-M [16.0]2.00]0.20|3.50(3.98
MGMN300-1 | 21.0(3.00|0.40 | 4. 80|5. 63

b

MGMNA00-I [21.0]4.00]0.40 | 4.80|5. 88

¥ | & | = | 2 |SD4025

* | % | % | * |sDa125

* | % | % | * |SD1035

* | 4 | % | % |SD3215

% | & | = | % [SD3225
prs

MGMN5S00-M  [26. 00| 5. 00| 0.80 | 5.85(7.05

MGMNBOO-M |26, 00] 6. 00| 0. 80 | 5. 85

* Recommended grade (slways stock availsble) ¥ Available grade () Make—to-order
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B Grooving and tuming inserts

Double edges Hﬁ
Grade
Basic dimensions(mm) I
Type CVD Coating PVD Coating  |\zerpented,
+0. 1
§ R+0 10 Lamex SD4025 SD4225 8D1215 SD1125 SK101
0
ZTED02503-MG 2.5 0.3 17 o] Q ® *
g ZTFDO0303-MG 3.0 0.3 17 O o ] *
g FTOMANANA _AAT a4 n oA -";"J Y ' r e
m ERR A s e e L LS -y . s £L - L - .
R S e | B
E ZTHDO0504-MG 5.0 0.4 22 O L *
ZTKDO608-MG 6.0 0.8 22 O ® *
@@ | ZTHS0504-MG 5.0 0.4 O O] &)
tg...a .......
iy ZTKS0608-MG 6.0 0.8 O O O

“* Recommended grade (always stock available)  ¥r Available grade (O Make-to-order
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Threading tools overview AB2-A64
Introduction on threading insert grade and chipbreaker AB5
Threading insert AB6-A86
Threading insert code key AB6
Partial Profile 60° A67
Partial Profile 55° AB8
ISO metric AB9-A72
American UN A73-A76
Whitworth thread A77-A80
British standard taper piper thread A81
NPT A82
NPTF A83
Round DIN405 A84
Trapeze DIN103 A85
American ACME AB6
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THE0RS

i

TURNING

Threading Tools

Threading tools ove

Thread name

Partial Profie 60°

Partial Profile 55°

Threading pitch

60

55

Shape of insert

(length: 11, 16, 22mm)

R style shown

R style shown

R style shown

Toolholder

Dimensions (mm)

(Dia x L x Min.dia)

(HxWxL)

Pitchvimm (pitchvinch)

Pitch/mm (pitch/inch)

R-type shown

16 X16X100
20X20%X125
25X25X150
32X 25X170
32X32X170
40X 40 %250

0.5~6.0 (5~48)

0.5~6.0 (5~48)

0.35~6.0

peaiL) eS|

R-type shown

16X125X12
16 X150 16
16X150X20
20X 150X 25
20X180X 25
25X150%32
32x200x 40
32 X250 x40
40X 300X 50
50x 350X 63

0.5~6.0 (5~48)

0.5~6.0 (5~48)

0.35~6.0

Ab2




Threading Tools
Threading tools overview

TURNING

Bﬂl?l% 1

Heater, gasand water  For gas and water faucet
pipe thread and pipe connection

z
22

Pitchimm (pichineh) | Pitchimm (pitchvineh) | Pitchimm (pitchvineh) | Pitcvimm (pitchvingh) | Pitchvimm (pitchvinch)
72~4 72~4 28~11 27~8 27~8
72~4 72~4 28~11 27~8 27~8
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TURNING

Applications

For food industry
and firefighting thread

Threading Tools
Threading tools overview

Transmission trapezoid
screw thread

For transmission
trapezoidal screw

Thread name

Threading pitch

Shape of insert
(length: 11, 16, 22mm)

Tool holder
Dimensions (mm)
(HxWxL)
(Dia x L x Min.dia)

Pitchimm (pitchvinch)

Pitch/mm (pitch/inch)

16X 16 X100
20K20X125
25X 25X 150
32X 25X170
32Xx32X170
40x 40 % 250

peally ewspq

10~4

1.5~6.0

16~4

16X125X12
16X150%16
16X150X20
20X 150X25
20X180%25
25X150x32
32X200x40
32x250x40
40 300 X 50
S0X 350 X63

peaiy s

10~4

1.5~6.0

16~4




- - | r—-

S10Z5
Coated carbide TiN and PVD makes good Toughness and
wear resistance. It is the first choice for high quality of the
threading carbon steel, stainless steel and cast iron in variety of
materials e.g. steel.

D125
Coated grade which is the combination of hard substrate and coatingithick

nc-TIAIN ) Its sitable for finishing to semi-finishing of tuming machining
and High-temperature alloy rough tuming.

Advanced TIAIN substrate nano coating, in
ination wilh proper coaling ;
IMpIoVES ine mechnanicai and inemal properies
of coating. Further optimizing coating structure

strength of coating and substrate.
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TURNING Threading Inserts

Threading machining inserts code key

THooR2

* inserts size

|.C=6.36mm indicated by 11
1.C=9.525mm indicated by 16
1.C=12.7mm indicated by 22
1.C=15.875mm indicated by 27

I

— @ Cutting style

E Extemal cutting insert

N Internal cutting insert

Cutting direction

R R-Right L L-Leit

Screw pitch [ ]

Full profile(range of screw pitch is indicated by numbers)
mm TPl

mne e CEECTTEEED

}:ﬂ?glgf screw pitch is indicated by letters) 60° s0° general pitch thread

mm TPI 55° 55° general pitch thread
A 0.515 48-16 150 metric 60° pitch thread
AG 0.5-3.0 488 ﬁp} &0° unified thread(American standard threads)
G 1.75-3.0 148 UNJ 60° American Aviation standards threads
N 355.0 75 W 55° Whitworth thread
a 5580 41/2-4 NPT 40° American standard taper piper thread

NPTF  60° National DRYSEAL piper thread
BSPT 55° British standard taper piper thread

ACHE 29° American standard Trapezoidal thread

STACME  29° American standatd Short tooth trapezoidal thread
TR 30° Standard trapezoidal thread

ABUT American Sawtooth Thread

RD Fire food machinery round thread

APIRD  API Round thread
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Threading Inserts TURNING

_I
=
=
m('ﬂ
r [(=]
d . 4
. [ \‘ :
sl -
L/ = gﬁ
TN S 2
Dimensions (mm)  [ecommpndedRecommended
Oesignnation Oesignnation | Sen
i P
Type Right L Siteh Com) | TPI i 1 ” » SD1025 | SD1125
R|L|R]|L
- 11ER-A&0 11EL-A60 0.5-1.5 |48-16]6.35]| 11 |08 |09 | K| *]|*k|*
;; 11ER-G60 11EL-G60 1.75-3.0 [ 14-8 |o.525] 16 | 1.2 [ 17 % | &Kk |k
k4
= 11ER-AGBG0 11EL-AG60 0.53.0 |48-8 [9.525| 16 | 12 | 17 [ K| K| K] K
22ER-HN60 Z2EL 160 3550 | 7-5 |1227] 22 1.7 a5 | k| & | * | *
27ER-Q60 27EL-Q60 5560 |45-4|15.875] 27 | 2.1 | 3.1 | * | K| * | *

* Recornmended grade (atways stock availabie) %7 Available grade (O Make—to-order

t f
y > »
d e L A ::
N e 3 d
T >
o L . _I rd 4
IJh * o TR
€ v L
R type Akt ——— L type v ¥
Dimensions (mm) coa;gnggdau HM?JE-
Designnation Oesignnation | Screw
Type Right Loft pitch (mm) | TPI ‘ L 5 " SO1025 | sbi125
R|L|r|L
- 11NR-AS0 11NL-A60 0.5-1.5 |48-16/ 635 11 | oa|og [*| x| Xx] %
%E; 11NR-G60 11NL-G60 1.753.0 | 148 |o.s2s| 16 | 1.2 | 17 [*[ K[ x| *
5 11NR-AGGD 11NL-AG60 0.5-3.0 [48-8 |9.525| 16 | 1.2 | 1.7 | %[ k[ x| *
22NR-N60 22NL-N60 3550 | 7-5 [12.7] 22 | 1.7 |25 | * | %] x| %
27NR-060 27NL-060 55-60 |454|15.875 27 | 1.8 |27 [ * | * [ x| *

% Recommended grade (always stock available) ¥t Available grade () Make-to—order
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THEBR

&
5

o

b4
f f
_"_
y ) y
- - _d_\ C A
e o i
I . e ]
* i Iy
Rtype E |8 Ltype ; .
Dimensions (wm) [ mam |t
Designnation Oesignnation | Scre
Type Right Lot pitch () | TP1 o || o | [SPrees fsomes
RlL]|r]L
< 11ER-A55 11EL-AS55 0.5-1.5 [48-16]|6.35| 11 |08 | o9 | * | %[ &, ]|*
E 11ER-G55 11EL-B55 1.75-3.0 | 14-8 [9.505) 16 [ 1o fr7 [ X[ K| KX
k3
= 11ER-AGS5 11EL-AG55 0.5-3.0 | 486-8 |9.525] 16 | 1.2 |17 | & | K| x| *
22ER-1i55 22EL-1i55 3.5-5.0 | 75 (127 22 (1.7 |25 & kR Kk
27ER-Q55 27EL-055 5560 |454fi5.875 27 | 2 |29 | * | K[ K [*
#* Recommended grade (aways stock available) ¥ Available grade (O Make—to—order
f >
e
S ¢
g b o
Ty I
Rtype k Ltype
Dimens ions (II'I'I) Reco-rg?_;n;;lded Rm'gmne bl
Designnation Oesignnation | Screw
Type Right Left pitch (mm) | TPI 4 " " % SD10es |SD1125
R R|L
= 11NR-A55 11NL-A55 0.5-1.5 |48-16|635| 11 |08 [0g | * |k | k| *
5 11NR-G55 11NL-G55 1.75-3.0 | 14-8 [9.525) 16 [ 12 |17 | * | k[ *]|*
[
= 11NR-AGS5 11NL-AGS5 0.530 | 48-8 |9.525] 16 [ 1.2 |17 | K[ K[ X ]|*
2INR-N55 22NL-N55 3550 | 75 |12.7] 22 | 1.7 |25 | % | * | *|*
27NR-055 27NL-055 55-60 |4 54|15 875 27 2 29| * | x| *|*x

* Recommended grade (aiways stock available)

¥¢ Available grade (O Make—to—order

Ab68




180 265-1980 DIN 13
GB/T 197-2003 Tolerance level: 6g/6H

Bl

i
3

< f
x ) d
=
| i i
v .
R type L type
R . . . Dimensions (mm) -Hacaanrg?ended Hecﬂgmrrx%med
Type Tk ARE T 3 I , ] ) _ [sprozs [sorizs
R I R
11ER-0. 35150 11EL-0. 35150 0.35 6.35 11 0.8 0.4 | X | K| XK
11ER-Q. 4150 11EL-0. 4150 0.4 6.35 11 0.7 0.4 | K| K| X |K
11ER-0. 45150 11EL-0. 45150 0.45 6.35 11 0.7 0.4 [ * K| K[
11ER-0. 5150 11EL-0. 5180 0.5 6.35 11 0.6 | 04 [ x| K] x]|*K
11ER-0. 6180 11EL-0. 6150 0.6 635 11 0.4 0.6 | * | k| K|
11ER-0. 7180 11EL-0. 7150 0.7 6.35 11 0.6 0.6 | k| *|[*x]|*
11ER-0. 75150 11EL-0. 75130 0.75 6,35 11 0.6 | 0.6 [ K[ x|x|*
11ER-0. 8150 11EL-0. 8150 0.8 635 | N 0.6 | 06 [*[X]*[K
Tﬁ 11ER-1. Q150 11EL-1. Q180 1 6.35 11 0.7 0.7 | * | & | & [*
= 11ER-1. 25150 11EL-1. 25150 1.25 6.35 | 11 08 | 09 | X | KX |k|*
11ER-1. 5150 11EL-1. 5150 1.5 6.35 11 0.8 1 Ll el Bl B
11ER-1. 75130 11EL-1. 75180 1.75 6.35 11 0.8 1.1 [ x| ]|
16ER-0. 35150 16EL-0. 35150 0.35 9.525 | 16 0.8 0.4 | K| K| X |K
16ER-0. 4180 16EL-0. 4150 0.4 9.525 | 16 0.7 0.4 | & | K| K*|*
16ER-0. 45150 16EL-0. 45150 0. 45 9.525 | 16 0.7 | 04 | K[ x| K]|Xx
16ER-0. 5150 16EL-0. 5180 0.5 9.525 | 1& 0.4 0.4 | * | K| *[K
16ER-0. 6150 16EL=0. 6150 0.6 9.525 | 16 0.6 0.6 | x| X | K |*
16ER-0. 7150 16EL-0. 7150 0.7 9.525 | 16 0.6 06 [ X | K| x| X
16ER-0. 75150 16EL-0. 75150 0.75 9.525 | 16 0.6 06 [ X | K|Hx]|K
16ER-0. 8150 16EL-0. 8150 0.8 9525 | 16 0.6 | oe [* ]| *x[x[%k

* Recormnmended grade (always stock available)  ¥r Available grade (O Make-to—order
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TURNING Threading Insei

ISO Threading

THEBRS

180 965-1980 DIN 13
GB/T 197-2003 tolerance grade: 6g/6H

g8

pd
g . F o
= d d % &
td \‘
i 5 - |
4 | i r
Rtype Ltype

. ) ) ) Dimensions (mm) e I
Type Oes'i”i“;hzm“ Oes'gferftt"’" TP 7 ) . . |sproes [sprias
R|IL|[R|L
16ER-1. 0150 16EL-1. 0150 1 9.525 | 16 0.7 0.7 | * | k| x| *
16ER-1. 25150 16EL-1. 25150 1.25 9.525 | 16 0.8 0.9 | * | k[ *]|*
16ER-1. 5150 16EL-1. 5150 1.5 9.525 16 0.8 1 k| k| k| K
16ER-1. 75150 16EL-1. 75150 1.75 9.525 | 16 0.9 1.2 | K| k| K|k
- 16ER-2. 0150 16EL-2. 010 2 9.525 | 16 1 1.3 [ x| k| & [*
- 16ER-2. 5150 16EL-2. 5150 2.5 9525 | 16 | 11 | 15 | K| K[ KK
d 16ER-3. 030 16EL-3. 0150 3 & 525 16 1.2 1.6 * * * | *
22ER-3. 5150 22EL-3. 510 3.5 tay | = 1.6 | 23 [ * | *x[*]*
27ER-4. 0150 22EL-4. 0150 4 12.7 22 1.6 23 [ x| k| K|k
22ER-4. 5150 22EL-4. 5150 4.5 127 22 1,7 2.4 | % | k[ %]k
22ER-5. 0150 22EL-5. 0150 5 12.7 22 1.7 2.5 | x| k| K[k
37ER-5. 5150 27EL-5.5150 55 15.875| 27 1.9 3.7 | k| k| K|k
27ER-6. 01S0 27EL-6. 0150 é 15.875| 27 2 2y | x| K|k [*
¥ Recommended grade (always stock available)  ¥r Available grade (O Make-to—order

A70



reading Inserts TURNING

1S0 965-1980 DIN 13
GB/T 197-2003 Tolerance level: 6g/6H

Bl

ed

X
-+

S|00}
pue

N d
| (
I | o '
Rtype . Ltype

- - Dimensions (m) | Gae ] ghe

Type Desi anir:httl on Oes l,gl-lrrttl on . ] ] ) ) SD1025 |sD112s
R|ILJR|L

11NR-0. 35150 11NL-0. 35150 0.35 63 | 1 0.8 | 03 [ X[ X |[*[*

11NR-0. 4180 11NL-0. 4150 0.4 6.35 11 0.8 | 04 [ * | *]|*|Kk

11NR-0. 45150 11NL-0. 45150 0.45 6.35 11 0.8 04 | K| K| K| *

11NR-0. 5150 11NL-0. 5150 0.5 6.35 11 0.6 04 | * [ x| x| *

11NR-0. 4150 11NL-0. 6180 0.6 635 11 0.6 06 | x|k |Kx]|k

11NR-0. 7150 11NL-0. 7150 0.7 6.3 | 11 0.6 | 06 | ®|[*x]|x|Kx

11NR 0. 75150 11ML 0. 75180 0.75 .35 11 0.6 | 06 | * [ ]*]k

11NR-0. 8150 11NL-0. 8150 0.8 635 | 11 0.6 | 06 | X[ K ]|K [k

E 11NR-1. 0150 T1NL-1.0150 1 635 | N 0.6 | 0.7 | * | X |*[*
£ 11MR=1. 25150 11NL-1. 25150 1.25 635 | 11 0.8 | 09 | X[k |*x[*
11NR-1. 5150 11NL-1. 5150 1.5 6.35 11 0.8 1 LI RS R R

11NR-1. 75150 11NL-1. 75150 1.75 63 | 11 0.9 [ 11 [ x| K| K |*

11NR-2. 0150 11NL-2. 0150 2 6.35 | 11 0.9 | 1.1 | *[H]x]K

11NR-2. 5150 11NL-2. 5150 2.5 6.35 11 0.8 1.1 | & | * | *[*

16NR-0. 35150 16NL-0. 35150 0.35 9.525 | 16 0.8 03 | * | k| *|*x

16NR-0. 4150 16NL-0. 4180 0.4 9.525 | 14 0.8 | oa | x| K ]|x]|x

16NR—0. 45150 16NL-0. 45150 0. 45 9.525 | 16 0.8 04 | x| k| &K

16NR 0. 5150 16NL 0. 5150 0.5 9505 | 16 0.6 | 0.4 | * | X ]*]|*

16NR-0. 6150 16NL-0. 6150 0.6 9.525 | 16 0.6 | os | x| X |x[*k

16NR-0. 7150 16NL-0.7150 0.7 9.525 | 16 0.6 | o6 | X | XX |X

* Recommended grade (always stock available)  ¥r Available grade (O Make—to-order
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TURNING Threading In:

ISO Threading

150 965-1980 DIN 13
GB/T 197-2003 tolerance grade: 6g/6H

THE0R0

i
5

Rtype Ltype

Dimens ions {mm) B

Type e i”i“;htt' L e 'gL”e:ftt' & TP g : 1 : SD1025 [SD1125

R|L|R|L

16NR-0. 75150 16NL-0. 75150 0.75 9.505 | 184 0.6 | o6 [ X | *|X[*

16NR-0. 8150 16HL-0. 8150 0.8 9.525 | 16 0.6 | o6 [ H|A|[x[*

16NR-1. 0150 16NL-1. 0150 1 9.525 | 16 0.6 | 07 [ X[ *]x]|K*

16NR=1. 25150 16NL-1. 25150 1.25 9.525 | 16 0.8 0.9 | X | K| x| *

16NR-1. 5150 16NL-1. 5150 1.5 9.525 16 0.8 1 k| k| k| Kk

3 16MR-1. 75150 16NL-1. 75150 1.75 9505 | 16 0.9 1.2 | A | k| x| %
s 16NR-2. 0150 16NL-2. 0150 2 9.525 16 1 1.3 | k| k| *|*
= 168R-2. 5150 16NL=2, 5150 25 o55 | 16 | 1.1 | 15 | K| K| K|
16NR-3. 0S0 16HL-3 0150 3 9.525 | 16 1.1 15 | k| x| *|*

2INR-3. 5150 22NL-3. 5150 3.5 127 | 22 1.6 | 23 [ X | x| *]|*

22NR-4. 01S0 22NL-4, 0150 4 147 22 1.6 2.3 | X[ x| K| *

29NR-4. 5150 29NL-4. 5180 4.5 127 | 22 1.6 | 24 | %] % |Kx]|*

22NR-5. 0150 22NL-5.0150 5 127 | 2 1.6 | 23 | X |k ]Kk]|*

27MR-5. 5150 27NL-5. 5180 5.5 15.875| 27 1.6 | 23 | K[ *[x]Kk

I7NR-6. 0150 27NL-6. 0150 6 15875 27 1.8 | 25 [ x|k |K*]|*k

¥ Recommended grade (always stock available)  ¥r Available grade (0 Make-to—order

A72



American standard thread

ASME B1.1-1989
tolerance grade: 2A/2B

Rtype Ltype
Dimensions (mm) e e

Type Uesiinilahiion Uesi,gl-l-;rrttion o ) ] ) ] SD1025 | SD1125
R[LJR]|L

11ER-72UN 11EL-72UN 72 6.35 11 0.8 | 04 | k[ x| *x]*%

11ER-64UN 11EL-64UN 64 6.35 | 11 08 | 04 [*]|*]|K]|*

11ER-56UN 11EL-56UN 56 6.35 11 0.7 04 [ K|k [*] K

11ER-48U 11EL—48UN 48 6.35 11 0.6 0.6 | K| K[ XX

11FR-24UN 11Fl ~44UN 24 6 35 11 06 | as | K| K|k |K

11ER-40UN 11EL-40UN 40 635 | 11 0.6 | 06 [ *[*[*|*x

11ER-36UN 11EL-36UN 36 6.35 11 0.6 06 | * | k| *|*

11ER-32UN 11EL-32UN 32 635 | 11 0.6 | 0.6 [ K[ X [K[*

s 11ER-28UN 11EL-28UN 28 635 | 11 0.6 | o7 [ K| x| K%
;% 11ER-27UN 11EL-27UN 27 635 | 11 0.7 | 08 [ X[ X ]|k [*
i 11ER-24UN 11EL-24UN 24 635 | 11 0.7 | oa [ X | X |*|*
11ER-20UN 11EL=20UN 20 635 | 11 0.8 | 0o [ *[*[*[*x

11ER-18UN 11EL-18UN 18 635 | 11 0.8 k| k[ K| *

11ER=1 6UN 11EL=16UN 16 6.35 11 0.9 1.1 | R [ *x[*]x

11ER-14UN 11EL—14UN 14 6.35 11 0.9 1.1 | * | % | *|*

16ER-72UN 14EL-72UN 72 9.525 | 1a 0.8 04 [ K] H[X]x

16ER-64UN 16EL-64UN 64 9.525 | 16 0.8 ga | k| k| kX

16ER-56UN 16EL-56UN 56 9.525 16 0.7 0.4 | x| K| &|*

16ER-4BUN 16EL-4BUN 48 9525 | 16 | 06 | 06 | K| K| K]|*

16ER-44UN 16EL—44UN 44 9.525 | 16 0.6 | 0e | x| x| H]|*

16ER-40UN 16EL-40UN 40 9.525 | 16 0.6 | 06 [ X[ X ]| K|*x

* Recommended grade (shvays stock avaiksble)

77 Available grade ) Make—to—order

A73




TURNING Threading Ins:

American standard thread

ASME B1.1-1989
tolerance grade: 2A/2B

THEBS

Parting and
tools
l-l\

X pla
y I > d
-
- e
R |
Rtype Ltype

Dimens i ong {mm) R de e
Type Uesiinilahiion Uesi,gl-l-;rrttion o ) ] ) ) SD1025 |1SD1125
RIL[R]|L
18ER-36UN 18EL-36UN 36 9525 | 16 06 | 06 [ K[ x| K|k
16ER-32UN 16EL-32UN 32 9.525 | 18 0.6 | 06 [ x| X [*|*k
16ER-28UN 16EL-28UN 28 9.525 | 16 0.6 0.7 | * | k| *|*
16ER-27UN 16EL—27UN 27 9.525 | 18 0.7 0.8 | * | k| K*|*
146FR=-241UN 14FL =2AUN 24 9. 525 14 a7 08 * * * | *
16ER-20UN 16EL-20UN 20 9.525 | 16 0.8 | 09 [ * ] *|[*]|*k
16ER-18UN 16EL-18UN 18 9.525 | 16 0.8 1 | k| k| ok
16ER-16UN 16EL-16UN 16 9.525 | 16 0.9 1.1 | & % | &%
e 16ER=14UN 16EL=14UN 14 9.525 | 16 1 1.2 | x| K] x|k
;% 16ER-13UN 16EL-13UN 13 9.505 | 16 1 1.3 | * [ K| K[k
i 16ER-12UN 16EL-12UN 12 g.525 | 16 i1 1.4 | K| x| x| *
16ER-11. 5UN 16EL-11. 5UN 11.5 9.525 | 16 e 1.5 | * | * | *x[*
16ER-11UN 16EL-11UN 11 9.525 | 16 14 1.5 | * [ x| K [K
16ER-1OUN 16ENL—10UN 10 9.525 | 16 1.1 1.5 [ * | * [ K] *
16ER-9UN 16EL-9UN 9 9.505 | 16 1.8 1.7 [ x| x| *|*
16ER-BUN 1NEL-BUN ] 9.525 | 16 1.2 1.6 | * | *[&x]*x
22ER-TUN ZIEL-TUN 7 12.7 22 1.6 | 23 | k| A |k |*k
22ER-6UN 22EL-6UN 3 12.7 22 1.6 23 | * | x| & |*
22ER-5UN 22EL-5UN 5 12,7 22 1,7 2.5 | x| k| K |K
27ER-4. 5UN 27EL-4, 5UN 4.5 15.875 | 27 1.9 2.7 [ x| X[ x| KX
27ER-4UN ZTEL—4UN 4 15.875 | 27 2.1 3 * [ K| K| K

# Recommended grade (always stock available)  ¥r Available grade (O Make-to—order

A74



American standard thread

ASME B1. 1-1989
tolerance grade: 2A/2B

Rtype Ltype

Dimens i ons (mm) Wmﬂr&wdadﬁem&w
Type Desi anjngahi‘_tl on Oes |g|i'|erftt| on 1 ) ) \ , spiees |sDiios
RILIrIL
11NR-72i 11NL=720 72 635 | 11 0.7 | 04 | x| X |*x|*
11NR-64% 11NL-64% &4 6.35 11 0.7 0.4 | X | k| *x]|*x
11NR-56UN 11NL-56UN 56 6.35 11 0.7 | 04 | X[ *]*x]*x
11NR-48U 11NL—48UN 48 4 35 11 06 0.6 | x| *|*x]|*
11NR-44UN 11NL-44UN 44 6 35 11 06 | 06 | X[ *x|Kx]|x
11NR-40UN 11NL-40UN 40 635 11 06 | 06 | X[ XXX
11NR-36UN 11NL-36UN 36 6.35 11 0.6 0.6 | x|k |*|*
11NR-32UN 11NL-32UN 32 6.35 i 0.6 | 06 | X[ H]x]X
11NR-28UN 11NL-28UN 28 635 11 0.6 0.7 | x|k |* ]k
E 11NR-27UN 11NL-27UN 27 635 | 11 | 07 | 08 [ X[ k]*]|%
E 11NR-24UN 11NL-24UN 24 6,35 11 07 0.8 | x| *]|*x]|x
11NR-20UN 11NL-20UN 20 635 | 11 08 | oy | x| XXX
11NR-18UN 11NL=18UN 18 6,35 11 0.8 1 * | k| K|k
11NR=16UN 11NL=16UN 16 4.35 11 0.9 1 | k| K] x]|*
11NR=14UN 11NL-14UN 14 6.35 11 0.9 BN EIARIEAR
11NR-12UN 11NL—12UN 12 6.35 11 038 BN EIEIEAR
11HR=11UN 11NL=11UN 11 6.35 11 0.8 1 | x| R x| %
16NR=72UN 16NL=72UN 72 0525 [ 16 0.8 0.4 | X | k| *x|*x
16NR-6AUN 16NL-6AUN b4 9525 | 16 0.8 0.4 | * | k| *|*x
16HR-56UN 16NL-56UN 56 9.525 16 0.7 0.4 | * [ k| *|*
16NR-48UN 16NL—-48UN 48 9.525 | 16 0.6 0.6 | x| x| & |*
16NR-44UN 16NL—44UN a4 9. 525 16 0.6 0.6 | x [ x| *]|*

* Recornmended grade (always stock available)  ¥r Available grade (0 Make—to-order
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American standard thread

ASME B1. 1-1989
tolerance grade: 2A/2B

THE0R9

28

ag f y ><|
d % A
S
- 1
i r
Rtype Ltype
Dimensions (mm) [y Bty
Type Desi aningahtti on Desi g;rf.tt ion 1 ; ] ) : SD1025 |sDi125
R|L|R]JL
16MR-40UN 16NL-40UN 40 9505 | 16 0.6 | 06 | K[ K |K]|k
16MR-36UN 16ML—36UN 36 9.525 | 186 0.6 | 0.6 | K| x| K]k
16MR-32UN 16NL-32UN 32 9.525 | 16 0.6 | oe [ x| k| K]k
16NR-28UN 16NL-28UN 28 9.525 | 16 0.6 0.7 | * | * | *]|*
16NR-27UN 18NL-27UN 27 9.525 | 1s 0.7 0.8 | * | & [ |K
16NR-24UN 16NL-24UN 24 9.525 | 16 0.7 0.8 [ K|k | K]k
16NR-20UN 1 6NL-20UN 20 9.525 | 16 0.8 0.9 | x| k[ *]|Kx
18MR-16UN 16NL—18UN 18 9.525 | 16 0.8 1 [ x[x[x]*
16NR=16UN 16HL=16UN 16 9.525 | 16 0.9 1.9 [ R | *x]*]|*
E 16NR-14UN 16NL=14UN 14 9.525 | 16 1 1.2 | X [, [ X%
£ 16NR-13UN 16NL=13UN 13 9.525 | 16 1 1.3 |k [k | K |*
16NR=12UN 16NL—12UN 12 9.525 | 16 1.1 1.4 | Kk [ K [k]|*
16NR=11. 5UN 16NL-11. 5UN 11.5 9.525 | 18 1.1 1.5 | x| k| k|KX
16NR-11UN 16NL-11UN 11 9525 | 16 1.1 1.5 [k [k K]k
16NR-10UN 16NL—10UN 10 9.525 | 16 1.1 1.5 [ k[ K| K]k
16NR-QUN 16NL-9UN 9 g.525 16 1.2 1.7 | x| x| k]| Kk
16NR-GUN 16NL-8UN 8 9.525 | 16 1.5 1.5 | k| k| K|k
22NR-7UN ZINL-TUN 7 17 22 1.6 23 | K| k| K]k
22HR-6UN 22NL-6UN é 127 | 22 1.6 | 23 | * | k| Xx]|*
22NR-5UN 2INL-5UN 5 197 22 1.7 23 | x| k| K]k
I7NR-4. 5UN 27NL-4. 5UN 45 15875 | 27 1.9 2.4 |k |k |Kx]k
27NR-4UN 2Z7NL-4UN 4 15.875 | 27 2.1 A ol Bl Bl B

% Recommended grade (aways stock available)  ¥r Available grade

|
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ading Inserts TURNING

American standard thread _

1S0 228/1:1982,
DIN 259, B.S.84:1956
tolerance grade: Medium class A

ﬁﬂl?.l.rorl"l 1l

%S [

Rtype . L type
Dimensions fun) S e
T Qesi gn.nat ion Designnation o SD1025 1SD1125
Right Left d L % §

R|L|R]|L
11ER-72W 11EL-72W 72 6.35 11 0.7 0.4 | x| X[ X ]*
11ER-641 11EL-64M 64 6.35 11 07 | 04 [ X[ K[ K]|K
11ER-560 11EL-56W 56 6.35 11 0.7 0.4 |k |k |k |*x
11ER-48# T1EL-48W 48 635 | 11 0.6 | 06 [ x| K |[H]*K
11ER-440 11EL-44% 44 6.35 11 0.6 0.6 | * | k| K]k
11ER-40W 11EL-400 40 635 | 11 06 | 06 [*[*[*]KX
11ER-36M 11EL-36W 36 6. 35 1 0.6 0.6 | R [ k| x|k
11ER-321 11EL-324 32 63 | 1 0.6 | 06 [ K| K[ KX]*
11ER-28W 11EL-280 28 6. 35 11 0.6 0.7 [ * | x| X ]|*

Ei 11ER-26M T1EL-26W 27 6.35 | 11 0.7 | o8 [* | k| K|k
ﬁ 11ER-241 11EL-24W 24 635 | 11 0.7 | o8 [* |, |k |*k
11ER-22 11EL-220 24 635 | 11 0.8 | 09 [*[*k[*x]*
11ER-20W 11EL-200 20 63 | 1 0.8 | 09 [ x| X [*x]X*
11ER-19M 11EL-19W 19 6.35 11 0.8 1 k| k[ k| Kk
11ER-18W 11EL-150 18 6.35 11 0.5 1 * [ k| K|k
11ER-16W 11EL—16W 16 6.5 11 0.9 11 | | K [x]*k
11ER-14W 11EL-140 14 6.35 11 1 1.2 | x| k| k]|*
16ER-72W 16EL-72W 72 9. 525 16 0.7 0.4 | x| * [ *]|K
16ER-60W 16EL-60W 60 9.525 | 16 0.7 0.4 | * | * | K |Kx
16ER-56W 16EL-56W 56 9.525 | 16 0.7 04 [ x| k| x]X
16ER—4BN 16EL-48M 48 9.525 | 16 0.6 | 06 [* || K|k
16ER-44W 16EL-44 44 9525 | 16 0.6 | 06 [*| K| K|k

% Recommended grade (always stock available) ¥ Avallable grade O Make—to—order
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TURNING Threading |

American standard thread

180 228/1:1982,
DIN 259, B.S.84:1956
tolerance grade: Medium class A

T{GoRe

&
i

Rtype Ltype

_ _ _ _ Dimensions (mm) COLA T s | S s

Type °°S'i”i”g"‘htt'°“ Oes'gferft““” P ) ] ; . | 8Dt |soiizs

R|L[R|L

16ER-40W 16EL—400 40 9505 | 16 0.6 | 06 | x| K[k [*

16ER-36M 16EL-360 36 9.525 | 16 0.6 | 06 | XX | K |KX

16ER-32 16EL-320 32 9.525 | 16 0.6 | oe [ x| K| K|K

16ER-28 16EL-28 28 9.525 | 16 0.6 0.7 | * | & [* ]k

16ER-260 16EL-260 26 9. 525 16 0.7 0.8 | * |k |k |k

16ER-24N 16EL—24M 24 9525 | 16 0.7 | o8 | X[k ]|k [k

16ER-22W 16EL-22W 22 9. 525 16 0.7 0.8 | * [ k| x|*

16ER-20W 16EL-200 20 9525 | 16 | 0.8 | 09 |k [k | K|k

= 16ER—18W 16EL-150 18 9.525 | 16 0.8 1 *o[ k| K|k
pg,; 16ER-16W 16EL-16W 16 9.525 | 16 0.9 S EIEIEAE
o 16ER-14% 16EL-140 14 9.525 | 16 1 1.2 | x| k[ *x]*
16ER-121 16EL-120 12 9.525 | 18 1.1 | 14 [ X ]| Kx|*]|*k

16ER-111 16EL-11W 11 9.525 | 16 il 1.5 [ X | x| KX |K*

16ER-10W 16ENL-10W 10 9.525 | 1s 1.1 1.8 | ® | * | K| K

16ER-9W 1 6EL-9¥ 9 9.525 | 16 1.2 | 17 [ * [ x| Xk

16ER-BW 16NEL-8U & 9.525 | 1a 1.2 1.5 | & | & [ & ]| KX

22ER-TW 22EL-7H 7 e | 1.6 | a3 [ * ]| ®|[*]|*k

22ER &N 22EL &M é 1227 | 22 1.6 | a3 | *|*|*]|*

22ER-5W 22EL-5H 5 3.7 22 1.7 2.4 | % | k[ * ]|k

27ER-4. 5V 27EL-4. 5W 4.5 15875 | 27 1.8 2.6 | X | k| K]k

27ER-4UN ZTEL—4UN 4 15.875 | 27 2.1 .9 | K| K|k [k

% Recommended grade (always stock avallable) v Available grade (&) Make-to—order

@
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ding Inserts TURNING

American standard thread _

150 228/1:1982,
DIN 259, B.S.84:1956
tolerance grade: Medium class A

o
]

i x
d % &
: ey
Riype ; E L type
. ) ) ) Dimens i ons (mm) ) grage | Recome 1
Type U“'i”i“:htt“‘“ R 1 ) ) ; . | sot0es [spites
R L R L
11NR-72W 11NL-724 72 6.35 11 0.7 0.4 | x| x| k|*x
11NR-644 TINL-64H 64 6.35 11 0.7 0.4 [ K| *|K|[K
11NR-56W 11INL-56W 56 6.35 1 0.7 0.4 | x| x| x|k
11NR-48W 11NL-48W 48 6.35 11 0.6 0.6 | x| & | K|k
11NR-40W 11N- 404 40 635 11 06 06 | x| x|[X]|K
11NR-36W 11NL-36W 36 63 | 11 0.6 | oe [ x| X |[X[*
11NR 320 11Nl 320 32 .35 11 0.6 0.6 | x| & | K[Kx
11NR-28W 11NL-280 28 63 | n 0.6 | 07 [ X | K| X%
11NR=26W 1INL=26 27 635 | 11 0./ | oa [ K| K| K]|*
E 11NR-24W T1NL—240 24 6.35 | 11 0.7 | 0s [ X[ X |*|*
g 11NR-22W 11NL-220 24 6.35 11 0.8 0.9 [ x| *|*[*
11NR-20W 11NL-20W 20 635 | 11 08 | 09 [ XK [X[X
11NR-19¥ 11INL=19W 19 6.3 | 11 0.8 i Ll B Rl B
11NR-18W 11NL-18W 18 6.35 11 0.8 1 k| k| k| K
11HR-16 TINL-16W 16 635 | 11 0.9 | 11 [ XK K[*
11NR-14% 11NL-14% 14 6.35 11 0.9 11 [ k] k][ *]*
11NR-12W 1INL-12W 12 6.35 11 0.9 1.2 | k| k| x]|*
16NR-72W 16NL-720 72 9.525 | 16 0.7 0.4 | * | & | K| K
16NR-60W 16NL—60W 60 g.525 | 16 (1% 0.4 | k| K| k] *
16NR-56M 16NL—56M 56 9525 | 16 07 0.4 [ K| K |[x]*
16HR-48W 16NL-48H 48 9525 | 16 06 | 06 [ *|K[X[*
16NR-40W 16HL-400 40 9.525 | 16 0.6 0.6 | X | x| *x|[*

* Recormmended grade (always stock availsble) ¥ Available grade O Make—to—order
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THE0Re

1S0 228/1:1982,
DIN 259, B.S.84:1956
tolerance grade: Medium class A

and
tools

g

Rtype Ltype
. ) ) ) Dimens i ons (mm) g Fermendert
Type el i”i;ahtt' 2 e 'gL”er:ftt' o TP y ) " . SD1025 |SD1125
R L R L
16NR-36H 16NL-36H 36 9.505 | 16 0.6 | 0.6 [ *[*[*[*
16NR-323t 16NL-324 32 9.525 | 16 0.6 | 06 [ X[ X ] X|*x
16NR-30W 16HL-30W 30 9.525 | 16 0.6 07 | X | k| x|*
16NR-28W 16NL-28W 28 9.525 | 16 0.6 07 [ X ] *[*]x
16NR-260 16NL—26M 26 9.55 | 1a 07 0.8 | k| k| k|[*x
16NR-24i 16NL—24 24 9505 | 16 0.7 | o [ x| K| X|*%
16NR 220 16N 224 22 9.525 | 18 0.8 | o9 | *[x]Xx]*x
16NR—20W 16NL-200 20 9.525 | 16 0.8 | o9 [ X | *]|X|*
16NR=19W 16NL=19W 20 g.525 | 16 0.8 1 ol el Bl
E 16MR-18H 16HL-18H 18 9525 | 16 | 0.8 I R B Bl B
g 16HR=161 16NL—16 16 9.525 | 16 0.9 | 1.1 [ KR [K]|K[*
16NR-1 4% 16NL—14% 14 9.525 | 16 1 1.2 [ K| x| X [*
16NR-123t 16HL—120 12 9.525 | 16 1.1 1.4 [ x| x|k |[*
16NR-1 18 TENL=11W 11 9.525 | 16 1.1 1.5 | X | * | *|*
16NR—10 16NL—100 10 9.525 | 16 1.1 1.5 | * [ x[*]*
16NR-W 16NL-9% 9 9.525 | 16 1.4 1.7 | *X | x| *|*
16NR-8W 1 6NL-GW 8 9.525 | 16 1., 1.5 [ & | *|*k[*
20NR-7W 22NL-7W 7 12.7 22 1.6 23 | * | K[ *]*x
2INR-6W 2INL-64 6 12,7 ) 1.6 23 [ k| k| k]|K
22NR-5W 2INL-50 5 187 22 1.7 2.4 | k| K|k |*x
I7NR-4. 50 27NL-4. 50 45 15.875 | 27 18 | 26 | K| X |k |*
27NR-4W 27NL-4H 4 15.875 | 27 2.1 29 | X | k| k| *®

* Recommended grade (always stock avallable) v Available grade O Make—to—order
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BSP inch thread

1S0 7/1:1994
B.S.21:1985
Standard BSPT

<
f-
d = A A
By
|
| v
Rtype Ltype
. N Dimens i ons (mm) Hec%n““r Jrade
esignnation esignnation
Type Right LiFy U . . " o SD1025 | SD1125
R|L|R|L
11ER-28BSPT 11NL-28BSET 28 .35 11 06 | 06 [ *[H|H]|K
= 11ER-19BSPT 11NL-28BSPT 19 6.35 11 0.8 0.y | k| x| k| Xk
(o]
5 11ER-14BSPT 11NL-14BSPT 14 6.35 11 0.9 1 *o| k| K|k
E
= 16ER-28BSPT 16NL-28BSPT 28 9.505 | 1% 0.6 0.6 | * | x| x|k
16ER-19BSPT 16NL-19BSPT 19 9. 525 16 0.8 0.9 | * | x| x| *
16ER-14BSPT 16NL-14BSPT 14 9.525 | 16 1 1.2 | k| k| h]|*k
16ER-11BSPT 11NL-11BSPT 11 9. 525 16 4.4 1.5 | % | K| K| Kk
% Recommended grade (aways stock available) ¥ Avallable grade (O Make—to—order
Xl""""f“
- il
h
Rtype Ltype
. (m) Hecog}g‘lﬂeenden Hecngg@eénueu
Qesignnation Qesignnation
Type Right s TRI 4 L " 2 So025 |SD1125
RIL|Rr|L
11NR-28BSPT 11NL-28BSPT 28 6.35 11 0.6 0.6 | x| x| x[*
= 11NR-19BSPT 11NL-28BSPT ik 6.35 | 11 0.8 | 09 [*|*|*|*
o
5 11NR-14BSPT 11NL-14BSPT 14 6.35 11 0.9 1 LA EARAR
=
= 16NR-28BSPT 16NL-28BSPT 28 9.525 | 16 0.6 0.6 | x| x| K|k
16MR-19BSPT 16NL-19BSPT 19 9.525 1% 0.8 0.9 | x| *|[*[*
16NR-14BSPT 16NL-14BSPT 14 9.525 | 16 1 1.2 | * | k| Kk |k
16NR-11BSPT 11NL-11BSPT 11 9.525 | 16 1.1 1.5 [ x| &, | *x[*
* Recommended grade (always stock available)  ¥r Available grade (O Make-to—order
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and
t

£

TURNING Threading |

U.S.60° spinal canal thread NPT

ASME B1.20.1-1983

Standard NPT

X »
E

2

Rtype Ltype

. _ ] ) Dimensions (mm) oG Gade. | ey Gace

Type Desi anir;ahttl on Oes Igi:fttl on TP ] ] ) ] sD1025 |sD1125
R|L[R|L

11ER-27NPT 11EL-27NPT 27 .35 11 0.7 0.8 | x| x| *|[Kx

11ER-18NPT 11EL-18NPT 18 6.35 11 0.8 1 k| k| K|k

E 11ER-14NPT 11EL-14NPT 14 6.35 11 0.8 1 * | k| K|k
§ 16ER-28NPT 16EL-28NPT 28 9.525 | 16 0.7 | og | X[ *|*,[*
16ER-18NPT 14EL-18NPT 18 9525 14 0.8 i * | k| k[

16ER-14NPT 16EL-14NPT 14 9.525 | 16 0.9 1.2 | * | & | x|k

16ER-11. SNPT 11EL-11. 5NPT 1.5 9.525 16 1.1 1.5 | * | *|*|%x

16ER-BNPT 11EL-BNPT 8 9.525 | 16 1.3 | 18 [*[* | K, |*

#* Recommended grade (always stock avallable) 37 Available grade (O Make—to—order

Rtype Ltype

Dimens iong {mm) fr il ol eyt

T Desi g;in;htti on Qes ing;rrtti on 01 ) ] " ) SD10E5 18D1125

R|lL|R|L

11NR-27NPT 1ANL-27NPT 27 6.35 11 0.7 0.8 | * | *x[*]|*x

11NR-18NPT 11NL-18NPT 18 6.35 11 0.8 1 * | k| k| K

‘_S" 11NR-14NPT 11NL-14NPT 14 635 | 11 0.8 1 |k | x| *
E 16NR-28NPT 16NL—28NPT 28 9.525 | 16 0.7 0.8 | *[* ]| K|k
16NR 18NPT 16NL 18NPT 18 9.525 | 16 0.8 1 A | A | k[ ok

16NR-14NPT 16NL-14NPT 14 9.525 | 16 0.9 1.2 | x| k| K|k

16NR-11. SNPT 11NL-11, 5NPT 11.5 9.525 | 16 1,4 1.5 [ A k[ &K

16NR-8NPT 11NL-8NPT 8 9.525 | 16 1.3 1.8 | X[ & | &, [*
* Recommended grade (aways stock avalable) 3¢ Avaliable grade (D Make—to—order
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American dr
pipe thread

sealing straight

PTF

NPTF60*
Standard: ANS| B1.20. 1-1983
tolerance grade: two grades

o,

o

83
0

Rtype Ltype
Dimensions (mm) ‘Heooar:?:rgded i qraos
Qegignnation Oegignnation
Type et i TRl , " . . SD1es |SD1125
RIL|R|L
11ER-27NPTF 11EL=27NPTF 27 6.35 11 0.7 0.8 | ® | x| *x|*x
11ER-18NPTF 11EL-18NPTF 18 6.35 11 0.8 1 LIRS EARS

El 11ER-14NPTF 11EL-14NPTF 14 6.35 11 0.8 1 x| k| k| X

)

& 16ER-2GNPTF 16EL-28NPTF 28 9.5 | 16 | 07 | og [ x| K [H*]|X
16ER-18NPTF 16EL-18NPTF 18 9.525 | 16 0.8 1 * | k| A |k
16ER-14NPTF 16EL-14NPTF 14 9.525 | 16 0.9 1.2 | k| k| h|Kk

16ER-11. SNPTF 11EL-11. 5NPTF 11.5 9.525 | 16 1.1 1.5 | k| k| x|k
16ER-8NPTF 11EL-8NPTF 8 9. 525 16 1.3 1.8 | x| k| K|k
% Recommended grade (atways stock avalable) ¥ Available grade (O Make—to—order
><L+4f—
4 f b | d_
s 3
- Ll
v
Riype Ltype
Diimnis inns b Hecogrlr}‘[:n&nded Hecugr![!g}ecnded
Oesignnation Oesignnation
Type e o TP ) ) . ] SD1025 [SD1125
R L R
11NR-27NPTF 11NL-27NPTF 27 635 11 0.7 0.8 | % | k| K|k
11NR—18NPTF 11NL—18NPTF 18 4. 35 11 0.8 1 LA I

g 11NR-14NPTF 11NL-14NPTF 14 6. 35 11 0.8 1 LU R AR R

1)

£ 16NR-28NPTF 16NL-28NPTF 28 9. 525 16 0.7 0.8 | X | K[ *x[*
16NR—18NPTF 16NL-18NPTF 18 9.525 | 16 0.8 1 * | k| K|k
16NR-14NPTF 16NL-14NPTF 14 9.525 | 16 0.9 a2 | |k Ak

16MR=11. SNPTF 11NL-11. SNPTF 11.5 9.525 | 16 1. 1.5 | x| A h[*k
16NR-BNPTF 11NL-8NPTF 8 9.525 | 16 1. 18 | X[ K| K|k

#* Recommended grade (atways stock available)

¥¢ Avalable grade O Make—to-order
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TURNING Threading Inserts

2, DIN405 Round tooth thread

R=0.22105P
R=0.26597P

DIN 405
tolerance grade: 74§ A
; f >
X » —rTq—
r
r 'S d d | = 4
e A
- K SO -
k. i r
Rtype Ltype
Dimensions {(mm Wm
Designnation Oesignnation
Type Sy e TPl ] ) > . |Spioes |sprizs
R[LIJR]|L
14ER-10RD 16EL—10RD 10 9525 | 16 1.4 12 | * | x| k]| *
® 16ER-8RD 16EL-8RD 8 9.525 | 16 1.4 | 1.3 | K| X |K]*
(7]
X 16ER-6RD 16EL—6RD 6 9.525 | 16 1.5 17 [ * [ x| *[*
22ER-6RD 22ER-6RD & 12.7 22 1.5 1.7 | x| k] k| &
22ER-4RD 22ER-4RD 4 12.7 22 9.5 23 | x| K| K| *
27ER-4RD 27ER-4RD 4 15.875 | 27 22 | 23 [ X | K| X |*%
% Recommended grade (always stock available) ¥ Available grade (O Make to order

Rtype Ltype

Dimensions {mm) sl e

Type Desi g;in;h:;i on Oes igli'ler:atti an i ) ] ) ] D15 |spiiss
RIL|RrR|L

16ER-10RD 14EL—10RD 10 9,525 | 16 1.9 2 | *| x| x| *

TE“ 14ER-8RD 16EL-8RD 8 9.525 | 16 1.4 1.3 | K[ A |[*]*x
E 16ER-6RD 16EL—6RD 6 9.525 | 16 1.5 | 1.7 | k| Kk |k|*
22ER-6RD 22ER-6RD é 12.7 22 1.5 1.7 | X[ x| *|[*

2IER-4RD 2IER-4RD 4 12,7 22 2.2 23 | k| k| K*|*x

J7ER-4RD 27ER-4RD 4 15 875| 27 22 | 23 [ X | K| X|*

# Recommended grade (ahways stock available)

¥r Available grade (O Make-to-order
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DINI103 Acme screw thread

180 2901-2904
tolerance grade: 74

S|00]
Iwng

]

:

1
Rtype Ltype
Dimensions (mm) Hacua;g‘[lfé\dac HsmngEﬁe“
Designnation Oesignnation
Type Mg o TP : i 5 : SD1o2s |SD1125
R L R L
11ER-1. 5TR 11EL-1. 5TR 1.5 6.35 11 08 | o9 [ X | x| X|*
e 16ER-1. 5TR 16EL-1. 5TR 1.5 9. 525 14 1 1.1 | K| K| K] K
3 16ER-2. OTR 16EL-2. OTR 2 9505 | 16 | 11 | 13 | k| k| K]|K
=
& 16ER-3. OTR 16EL-3. OTR 3 9. 525 16 1.3 1.5 | k| k| *|*
22ER-4. OTR 22EL-4. OTR 4 12.7 22 0 1.9 [ * [ *[*[*
22ER-5. 0TR 22EL-5. 0TR 5 12.7 2 2.1 25 | X | x| k|*
27ER-6. OTR 27ER-6. OTR 4 15.875 | 27 2.3 27 | k| x|k |*
% Recommended grade (always stock available) v Available grade (O Make—to-order
L ><L—b-+f—
d < : Y * ; d.
~
A —~
B 2 e
Riype L type
Dimensions (mm) Recommpnced [Recoiendes
Oesignnation Oesignnation
Type Right Loft TR i 9 " . SD02s |8D1125
R|L|R|L
11NR-1. 5TR 11NL-1. 5TR 1.5 6.35 11 08 | 09 | k[ K] Kk]|*x
= 16NR-1. 5TR 16NL-1. 5TR 15 9525 | 16 1 11 | K| K[ K] *
=
5 16NR-2. OTR 16NL-2. OTR 2 9.505 | 16 T d 1.3 | K[ x| k]| %
= 16NR-3. OTR 16NL-3. 0TR 3 9.525 | 16 1.3 15 | k[ *[*]|*
22NR-4. OTR 22NL-4. 0TR 4 17 22 f, 7 19 | *| k| Kh|*
22NR-5. OTR 22NL-5. TR 5 127 22 2.1 25 | K|k |*k]*x
I7NR-6. OTR 27NR-6. OTR 6 15.875 | 27 2.3 27 | R | x| k| *x
% Recommended grade (always stock available) v Available grade (O Make—to-order

A85



TURNING Threading |

ANS| B1.5-1988 ANS| B1.5-1988
tolerance grade: 2G

THEoRe

and
t

£

x| —b-!lf—
v

Riype Ltype I

R~tDimensions (mm) [ coning grads | coaten trac

s Oesigﬁnir;aht:ci on Oasiir;r?ttion - ) ] ) ] SD1025 |sp1125
RIL|rR|L

i 1ER-16ACNE 11EL—1 6AGHT 6 6. 35 i i B EAEA R

16ER-16ACHE 16EL-1 6AGNE 16 9.525 | 16 1 11 | K[ x| *]*x

16ER-14ACNE 16EL-14ACHE 14 9.525 | 16 1 1.2 [ * [ x| *[*

Ei 16ER-12ACME 16EL-12ACHE 12 9.525 | 16 1.1 12 [ R x| *[*
E': 16ER-10ACNE 16EL-10ACHE 10 9.525 | 16 1.3 1.4 [k | K| K [*
16ER-BCME 14EL-BACME 8 9.525 | 16 1.4 | 15 | K|k ]Kk]|*

16ER-GACHE 16EL-6ACNE é 9.525 | 16 1.7 19 | k| * [ K] *

22ER-6ACME 22EL-6ACNE é 127 | 22 1.8 | 21 | R [ *[K]|*

22ER-5ACHE 22EL-5ACME 5 12.7 22 2 23 | *|*|[K*]|*k

27ER-4ACME 27EL-4ACME 4 15.875 | 27 2.4 27 [ * | *[*]x

Y% Recommended grade (always stock available) ¥ Available grade O Make—to—order
§ 2 x| ¥
! .
d o d + L 1
= all
Riype | Ltype vy &

. _ _ _ Dimens i ons (mm} i

Type e i”ir;t' o s TRl ) ] ] . [soroms [sprizs

RIL|rR|L

11NR-16ACNE 11NL=16ACHT 16 6.35 11 1 1.1 | * | * | *]|*

16NR-16ACHE 16NL-16ACNE 16 9.525 | 16 1 1.1 | * [ *x[*]|*

16NR-14ACME 16NL-1 4ACME 14 9. 525 16 1 1.2 | x| K| X

75" 16NR-12ACHE 16NL-12ACME 12 9555 | 16 14 1.2 | K| A |[K]*K
E 16NR-10ACME 16NL~10ACME 10 9.525 | 16 1.3 1.4 | & | K| K| *
16MR-8CHE 16NL-8ACME 8 9.525 | 16 1.4 1.5 | * [ A [x]*x

16NR-6ACME 16NL-6ACME 6 9.525 | 16 1,7 1.9 | K[ K [*]*

2INR-6ACHE 22NL-6ACME é 127 | 2 1.8 21 | k| k| k]| Kk

2INR-5ACHE 22NL-5ACME 5 127 | » 2 3.3 [ X | k| X|*

27NR-4ACME 27NL-AACME 4 15.875 | 27 2.3 26 | R | K| K| *x

* Recommended grade (always stock available)  ¥r Available grade (O Make—to-order
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MILLING

Indexable Milling Tools

| Indexable Milling Inserts Code Key

Indexable Milling Tools Overview B4-B8

| Indexable Milling Inserts Grades Overview B9

Grade Classification for Milling Inserts B10-B11

Indexable Milling Inserts Specification B12-B48
ris-

Technical information




@D

T e Coda Nose height M ins 1| ThicknessS |{m]mum-¢mwmneemdmmuml
! ® Nose height tolerancelmm)
A 10.005 +0.025 $0.025 |insobed | Reguisr Démond | Diamond
e T i | ae | wange | S [ClLiar| wimds] wiha| o
o A E 10.005 10.013 $0.025 | 35 | :0.08 | +0.08 | £0.08 | 20.11 | 10.18 —
c| 0013 #0025 | #0025 [ 9525 | +0.08| $0.08 | £0.08 | +0.11 | £0.16 | —
o A ey 127 | 013 | 013 | £0.13 | 1015 —_ —_
H 0.4 s s 15875 $0.15 | 015 | 015 | 1018 | — | —
k ‘b E +0.025 +0.025 £0.025 | 19.05 | +0.15 | 10.15 | 0.15 | 10.18 _— —
-20°
G| 002 o | o9 | B4 — |H0W| = | = | = | =
] @ Tolerance of Inscribed Cirle  D1{mm)
J +0.005 +0.05-+0.13| 20.025 N
aue | wange | SP® [T ey
‘b K 0.013 #0.05-+0.13| 10,025
=30 ~ele-0° —| 835 | 005 0,05 | $+0.05
L | 0025 |[:005:013 20025 1005
M | 20.08-40.18 |10.05-:0.13| 0.13 | $0.08 |
Other clearance N | £0.08-10.18 |10.05-1+0.13| 10.025 .
J== g | . 0 | 10.10
U | £0.13-+0.38 |+0.08-+0.25| £0.13 Fad
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Indexable Miling Inserts MILLING

A
B
Cc
D
E
F
G
N
;;‘; L, o | SR
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Operating
patiem

Buijiw aoe4

Serles/Shape

Approach

angle/Max.
cuttiing(mm)

ble milling tools overview  MILLING

Applicable insert

Application overview

Diameter range @50-@315

12T3-SF/SM/: General face milling of
el s TOMIGR the following materials: Largeraheangle makes cutling easier and
}» o Kr=45° SEET12T3-ZFZMZR | gteel, alioy steel, Wide applications can be achieved by
( ‘ ane=60 | SEETIZIZBFBM | Saness e, cosl ﬁp"ﬂeaa"mm'e RIS PR A
- high- i Adopting inserts with wiper can improve
SEET12T3-AHW igh-temperature alloy f ity
AF02 \ SEET12T3-SFISM/SR &W mi"hr?al.g D'amr:rkew 250-@125 and
/ i terials: Large angle makes cutting easier
8N4 Kreds® | SEET12T3ZFZMZR | el aloy ool
- =60 SEET12T3-BF/BM stainless steel, cast ‘Mds applications can be achieved by using
& / R ! iron, aluminum alloy, available inserts with different chipbreakers.
SEET12T3-AHW high—-temperature alloy Coarse and different pitch, reducing vibration.
AF03 Kr=45° SEON1203AFOO
agma=5.5 SEOR1203AFO0 Ganoml e milng of Largerakemgleg?rﬂsesi “ &fmgeas.erm
steel, stainless steel,
Kr=45° SEON1504AFO0 L Topdm‘pngs.chlevasbemambra‘nm
apgna=75 SECIR1504AFOI0 A rs.
AF04
n Kr=45° OFKTOS5T3-SF/SM :Jalcf r‘nililng of steel, Diameter range: !350-@“;‘30% —
steel, cast iron, High—economy milling ng edges.
w apma=3.5 OFKTOST3-AH alurninum alloy. Screw clamping, high precision.
. Face milling of steel, Diameter range @125-@315
= OFKRO704-SF/SM alloy steel and cast iron. High—economy milling tool with 8 cutting edges.
apmax =50 Top clamping makes it easy to assemble and
disassemble.
AF06
- Kr=45° U060408-GF/GMw | General face miling of | Diameter range @25-@50
w apmax=4.0 ONH Ffe steel and cast iron. High~economy milling tool with 16 cutting edges|
Kr=45" | oNHUOBTS08-GF/GMwW |~ General face miling of | Diameter range @50-2315
apma=5.0 steel and cast iron. High—economy milling tool with 16 cutting edges
Kr=67° PNEG110512R-ZFZM/ZR = General face nﬂling of Diameter range :@50-@315
ama=5.0 [PNEG110512R-GF/GM/GR  Stee and castiron. High—economy miling tool with 10 cutting edges}
Diameter 2802315
Kr=55° HNEX090512-SF/SM Gem_sral face milling of Hm—eoonomymrrﬂllng tool with 12 cuitting edges|
apmax=6.0 HNEX090512-SR cast iron. Top clamping makes it easy o assemble and

disassemble.

B4



Approach
angle/Max.
eutliing(mm)

Applicable insert

Diameter range ©50-@125

SPKW1204EDFR Face milling of steel, ;
Kr=75" SPVEIAEIER alloy steel gam cost Kr75° ,general face miling
agma=6.0 iron Wide applications can be achieved by
SPKTIZ04EDR using inserts with different chipbreakers
Kr=75° SPON1203(1504)EDOO o " N
iameter range @80-03
apma=6.0 | SPOR1203(1504)EDOO E?DC: :;:I:'Iag a!?.fd S:?::l Ki75° ,general face miling
o : Top clamping makes it easy to
Kr=75 SPON1504EDOD iron syl .
apma=8.0 SPOR1504EDOO
PFO1
TPON2204PDO Face miling of steel, | Diameterrange 080-8315
Kr=80° TPKNIZOPDED] alloy steel and cast Kroo® for;.quare shoulder milling
apmac=18.0 iron Top clamping makes it easy to
TRKNZ204POTO assemble and disassemble.
Free Kr=80" | SEETOST30SPER-GF/GM CRO0M IRege e 441 5 TGS
67 | SEETOST308PER-GR for square shoulder milling Different
apma=p, - i . .
’ Face miling of steel, | Pitches:coarse pitch,close pitch and extra
alloy steel, stainless | ©lose pﬂch High precision |nse|1.h_rgh

%1 Kr=90* | SEET120308PER-GF/GM | steeland castion | Work-piece ;U‘:ace quelty Opﬂ':;zed

= chipbeaker and grade,suitable

2 apmax=10.8 SEET120308PER-GR frkhing, semi-tnk s s

= |RFO1 _

a apna=5.0 RCKT10T3MO-SM Cavity profile milling Dmrfﬁngetam )
of steel, alloy steel, | F-YPeinserts have extra-strong cutting
slainless steel and edgesSuitable for macf'nnlng of curved

agmw=6.0 | RCKT1204MO-SM/SR/BR | cast iron surtace of die Economical miling tools
with screw clamping
apma=6.0 | RCKT1204MO-SM/SR/BR ace miling and Diameter range @63-@200
cavity profile miling | R-type inserts have extra-strong cutting
apgma=8.0 | RCKT1606MO-SMISR/BR | of steel, alloy steel, | edges Suitable for machining of curved
stainless steel and | surface of die Economical milling tools
anw=100 | RCKT2006MO-SRBR | castiron WS e CHTag
apma=4.0 RDKWO0803MO i
- Caypoemiing I :
of L al [ R-type inserts have extra-strong cutting
apmem5.0 RDKWA10T3MO steel, a bviﬁee " | edges Suitable for machining of curved
if‘;":f;ﬁ steel and | o, face of die Economical milling tools
apma=6.0 RDKW1204MO with screw clamping

B5




angle/Max. Applicable insert Application overview Features
cuttiing(mm)
apmax=6.0 RDKW1204MO i
g‘ d Face milling and cavity gm 'a"nge 250-2160 )
profile milling of steel, | - YP€ inserts have extra-strong cutting
= | apmax=8.0 RDKW1605MO alloy steel, stainless edges
= s Suitable for machining of curved surface
= steel and cast iron o
a apma=10.0 RDKW2006MO
| APKT11T300-GF/GM/ Two mounting styles: Straight shank and
i GR S Weldon shank, diameter range ©12-063
asmw=10.5 Multi-function milling of | Kr90°, for square shoulder milling, slot
APKT11T3O00O-AH steel, alloy steel, m“h'g’ ramp miifg, elc.
stainless steel, cast iron '"?:g with wiper, also suitable for face
& mi i
Kr=90° | APKT160408- GFIGM/GR | and aluminum alloy it vl 30 hakal s fees
apma=155 APKT160408-AH ﬁm force
APKT11T300- GF/GM/ Diameter range @50-0150
Kr=90° o ; :
——— GR ;ﬁe";:ma;d; eela. ny Kra0® for square shoulder milling
max=1{]. I 5 i S
! Inserts with , also suitable for face
g APKT11T300-AH alloy steel, stainless el wiper.
s K=90° | APKT160408- GF/GM/GR jﬁ: castionand Al 1\ cante with 3D helical cutling edge, less
= apma=155 APKT160408-AH cutting force
g PE02 s = Milling of steel, alloy Diameter range @50-2100
© - > o APKT11T300- GF/GM/ | steel, stainless steel, End mills with positive helical angle, good
=) ’ i GR cast iron and aluminum | chip removal
= _ an=390 | okTi1TaOOaH | aloyathighcutting | Forside face miling and siot machining
3 { depth Close pitch, high machining efficiency
|
Milling of steel, alloy Diameter range @20-@40
Kr=90° APKTMT30O0- GF/IGM/ | steel, stainless steel, End mills with positive helical angle, good
/ a;ma=58.0 GR cast iron and aluminum | chip removal
\';’-/ APKT11T300.AH | alloyathighcuting | For side face milling and slot machining
depth Close pitch, high machining efficiency
Fe0s Face milling and cavity
= - Kr=90° APMT1135PDR gme "'""Tm?; f‘mfe' Diameter range @25.040
agm==40.0 APMT160408PDER : End edge over center, for drilling directly

steel cast iron and Al
alloy
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Approach

angle/Max. Applicable insert

cuttiing(mm)

Application overview

Features

Double clamping, firm and reliable.

Uiy dopis - Diameter range @100-2250
gaem Fieianed Slo_t milling of steel, Two g aivie: molting by o«
information XSEQ1200 fitalnleﬁs steeland cast | oo rwug riing. G i ”“a’ =
.too! E tange4. 5. 6, 7. 8mm

g specifications

()

g | PTO1

3

3

3 Cutting depth: o Diameter range @80-2250

Q Slot milling of steel,

# see the detailed stainlelssngleeiandcast Two mounting style: mounting by keyway
information MPHTOO on and arbor mounting. Groove width
about tool tange10, 12, 16, 18, 20mm

ailrala,  |svecicaions

g PTO1
Diameter range @21-@60
o & Kr=90° MPHTOO Machining T slot in cast | pachining T-siot with nomal size
% e 12, 14, 18, 22, 28, 36.
XK01
Diameter range @25-@100
Two mounting types: straight shank and
Slot milling of steel, arbor mounting.
soMTOO-SMGm | Stainless steel and cast | Cutting forces are resolved effectively.
iron achieving cutting with high feed rate.
For plunge milling
3 Double clamping, firm and reliable.
= Cutting depth:
3 see the detailed
= information
g XKo2 about tool
g / specifications Diameter range@20-@100
ﬁ Faoe s parvily profle mmtypes:mmshmkam
WPGTODOZSR milling of steel, stainless| -~ . ot ana W
WPGTODZSRGM | Steelandcastionin | cpie ing oy tting with high feed rate.
oayapoications: For plunge milling
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angle/Max.
cuttiing(mm)

Applicable insert

Application overview

Features

APKT150412-GM/ZM | Milling of steel alloy vibration
SPMT120408-GM/ZM | Steel and cast iron at Holistic structure with good rigidity.
Krug0 high cutting depth interchangeable heads achieve high
= economical efficiency
Bp"‘ﬂﬂ144
ZC01
= |
2 [aco 120408
L gmger machining of Diameter range @12, @25, @32, @36
Kr=45° SPMT120408 steel, alloy steel With the function of milling small surface.
3 stainless steel and cast
@ |DCo1
&< |
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tion for milling inserts  MILLING

P | Conrg e o s |50 pisro] sopcinton

SD4030

SD4040

SD4050

SD4330

SD4340

SD3115

SD3125

Combination of

high-toughness, high-strangth m

substrate and coating
composed of TICN, thinAl1:0: |
and TiN ;

Combination of high
toughness, high strength
substrate and coating
composed of TICN, thin A 120z
and TiN

Combination of high
toughness, high strength
substrate and coating
composed of TICN, thin A1:03
and TiN

Combination of high
toughness, gradent high
substrate and coating
composed of TICN, and ultra
fine Al:0a

Marmbdnaton of kisk
SACITICANGUC O TG

toughness, substrate and
coating composed of TICN,
thin Alz0: and TiN.

M10730

Suitable for semi-finish and
rough milling of P-type
material.

Suitable for rough and
semi-finish miling of P-type
M-type. whose hardness is
below HRC15 and under.

Suitable for semi-finish and
rough milling of P and
M-type. material,

Suitable for rough milling of
M-type material.

Suitable for rough milling of
P and M-type material.

M20735

Suitable for finish and
semi-finish milling of K-type
material.

Suitable for rough and
semi-finish milling of K~type
material.

Coating structure 1SO applied range Application field

SD1015

SD1025

SD1035

SD1125

SD1135

Fine carbide substrate +Nano coating

Substrate with excellent deformation

Ulira fine carbide substrate+Nano coating

substrate with good toughness and
strength+Nano coating

mmmmm

L K05"K20 2

M10730

M10730

M25740

Suitable for finish and semi-finish milling
of K-type material

PVD grade with wide application widely
applied in semi-finish miling P and M
and S—type material.

Suitable for rough miling of M-type
material,

Suitable for finish and semi-finish milling
of P and M-type material.

Suitable for rough and milling of K-type
material
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MILLING Grade classification for milling inserts

SP302

SKO051

SK101

SK202

M25740

L K15735 4

Suitable for rough milling of P~ and
M-type material.

Suitabile for finish and
semi-finish milling of K-type
material

Suitable for finish and
semi-finish milling N-type

Suitable for rough and
semi-finish milling of K-type
material. and rough miiling of
N-type material.
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MILLING Indexable Milling Inserts

B AF01/02 Selection of inserts

29°

Y m
G (-~ P
LT ';--..j ed
L E]*! J
Basic dimensions(mm) CVD Coating PVD Coating mmm
Insert shape Type
L [onc| s | ed bsnﬁigﬁﬁﬁ 588288 g = =e
- v v v T = E_'-l L= g
RR6668 |3BBB88 |535
p— SEET12T3-SF 13.4(13.4|3.97| 4.1 |2.55 [ ] * O * O 2
I| [+ ] ]l SEET12T3-MF 13.4 (13.4(3.97| 4.1 [2.55 L *x O *x O o
—-— SEET12T3-BF 13.4(13.4|3.97| 4.1 | 2.55 k) * O *x O O
SEET12T3-FM 13.4 (13.4]3.97| 4.1 | 2.55 [ N ] Q * * o
! g ﬂ SEETIZT5-# i3.413.413.97| 4.1 | 255 L O * * G
— SEET12T3-BM 13.4(13.4(3.97| 4.1 | 2.55 [ W el 3 * O
—— SEET12T3-SR 13.4)13.43.97| 4.1 |2.55 ® O % O * o
1 9, SEET12T3-MR 13.4(13.43.97| 4.1 |2.55 L O % O * &
E—
SEET12T3-AH 13.4(13.43.97| 4.1 | 2.55 O %
SEET12T3-W 17.82(13.43.97| 4.1 | 9.46| 500 L ] * *
-’
A Recommended grade @ Available grade ) Make—to-order
(always stock available) [always stock available)
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Indexable Milling Inserts MILLING

I Chipbreaker selection for AFO1 AF02 milling inserts

P -SF -FM -SR
M S -BF -BM
K -¥F M -NR
N —AH

¥ Recomend cutting parameters

~5F ~Fil -5R
270 (220-350) 0.15(0.1-0.2) 0.2 (0.1-0.9) 0.300. 2-0.4)
Low-carbon steel =180 SDI 125 270(200-360) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
soft steel
sD135 230(1 70-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0. 2-0.4)
SD2025
arke 240 (200-320) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0. 2-0.4)
P High—carbon steel | 180-260 SD1125 240 (180-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Alloy steel
SD1135 220 (150-330) 0.15(0.1-0.2 0.2 (0.1-0.3) 0.3(0.2-0.4)
SD2025
it 220 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0,2-0.4)
Alloy tool steel 280-350 sD1125 220 (170-340) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0. 2-0. 4)
801135 190 (130-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.300.2-0.4)
-BF -BM
SD2025 150 (120-240) 0.15(0.1-0.2) 0.2 (0.1-0.3)
Stainless steel <270 sD1125 160 (110-270) 0.15(0.1-0.2) 0.2 (0.1-0.3)
sD1135 140 (100-250) 0.15(0.1-0.2) 0.2 (0.1-0.3)
-MF — MM -KR
SD!105 210 (120-300) 0.15(0.1-0.2) 0.2 (0.1-0.9 0.3(0.2-0.4)
Castiron 180-250
SD3315 240 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3 0.3(0.2-0.4)
~AH
SK101 300-
Alluminium alloy = 0.25 (0.1-0.4)
SK201 300~
-BF -BM
high SD1105 50 (20-60) 0.1 (0.1-0.2) 0.15 (0.1-0.3)
temperature alloy <400
D125 40(20-50) 0.1 (0.1-0.2 0.15 (0.1-0.3)
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Indexable Milling Inserts MILLING

Basic dimensions(mm) CVD Coating PVD Coating Gamﬂcemrﬁdwhﬂe]
Insert shape Type w 0
L foc| s | bs gg 3§§ s8Ecf8 lagss
38885 bhhnon |55%3
SEEN1203AFTN 12.7 12.7 318 1.8 |O & * &
SEKN1203AFFN 12.7 12.7 3.18 1.8 |O [ ] L
- SEKN1203AFN 12.7 12.7 3.18 1.8 |Q & * &
SEKN1203AFTN 12.7 127 3.18 1.8 |O L ] * ]
SEKR1203AFN 12.7 12.7 3.18 1.8 |O [ ] *
SEKN1504AFN 15.875 | 15.875 | 4.76 1.6 |O & * ]
SEKN1504AF TN 15.875 | 15.875 | 4.76 1.6 |O ® * &
SEKR1504AFN 15.875 | 15.875 | 4.76 1.6 [O w
% Recommended grade @ Available grade O Make-to-order
(always stock available) (always stock available)
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MILLING Indexable Milling Inserts

I Recomend cutting parameters

270 (200-360)

0.2 (0.1-0.3)

SDI1125
SOhNe 270 (220-350) 0.2 (0.1-0.4)

Low~carbon steel <180 S4130
soft steel SD4140 220 (180-300) 0.25 (0.15-0.3)
SP301 140 (100-220) 0.27 (0.1-0.4)
SD1125 240 (180-350) 0.2 (0.1-0.3)

SD2025
High-carbon — ariith 240 (200-320) 0.2 (0.1-0.4)
Alioy steel SD4140 200 (160-280) 0.25 (0.15-0.3)
SP301 120 (80-200) 0.27 (0.1-0.4)
SD1125 220 (170-340) 0.2 (0.1-0.3)
sg:r;g 220 (180-300) 0.2 (0.1-0.4)

Alloy tool steel 280-350 S

SP4140 180 (150-250) 0.25 (0.15-0.3)
SP301 100 (60-180) 0.27 (0.1-0.4)
SDI125 140 (100-250) 0.2 (0.1-0.3)
Stainless steel <270 SD2025 130 (100-220) 0.2 (0.1-0.4)
SD4130 140 (100-240) 0.25 (0.15-0.3)
SD1105 210 (120-300) 0.2 (0.1-0.3)
Cast iron 180-250 803125 200 (150-250) 0.2 (0.1-0.4)
SK201 100 (80-160) 0.25 (0.1-0.4)
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MILLING Indexable Milling Inserts

W AF04 Selection of inserts

(=] o o o W Ww wn w
=3§&53 T HH B HH
EEEEENEEEEER 5% %
OFKTO05T3-SF 526 | 12.7 | 3.97 | 44 | 0.5 O * O @]
OFKT05T3-5M 526 | 127 [ 397 | 44 | 0.5 Q * @] O
OFKTOST3-AH 5.26 [ 12.7 | 3.97 | 4.4 | 0.5 o O
* Recommended grace @ Available grade (O Make-to-order
{always slock available) (always stock available)
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Indexable Milling Inserts MILLING

 Recomend cutting parameters

-8F -SM

0.2 (0.1-0.3) 0.25 (0.1-0.4)
(200-360) 0.2 (0.1-0.3) 0.28 (0.1-0.4)

Low-carbon steel =180
— SD4140 220 (180-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
SD113s 230 (170-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
sD2025 240 (200-320) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
SD112s 240 (180-350) 0.15 (0.1-0.3) 0.2 (0.1-0.4)

P High-carbon stee 180-280
Alloy steel SD4140 200 (160-280) 0.2 (0.1-0.3 0.25 (0.1-0.4)
801135 220 (150-330) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
SD2025 220 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4
sD112s 220 (170-340) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Alloy tool steel 280-350 _ _ _ . :
504140 180 (150-250) 0.2 (0.1-0.3) 0.25 (0.1-0.4
SD1135 190 (130-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
SD112s 160 (110-270) 0.15 (0.1-0.3) 0.2 (0.1-0.4
Stainless steel =270 SD113s 140 (100-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4
sD2025 150 (120-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
K Cast iron 180-250 SD1105 210 (120-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)

-AH
| Aluminum alloy - SK101 300~ 0.15 (0.05-0.3)
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B AF04 Selection of inserts

Indexable Milling Inserts MILLING

//
- e : : 33233882 2Pa8288 5358
L |oc| s R gg g 88 g§gs
S3a58c |5hnbbnl (5333
OFKRO704-SF 7.45 | 17.94 | 4.76 0.8 oe O *
OFKRO704-SM 7.45 | 17.94 | 4.76 0.8 o | O x
#* Recommended grade @ Avalflable grade () Make-to-order

I Chipbreaker selection for AF04 milling inserts

{always slock available)

(always stock available)
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MILLING Indexable Milling Inserts

¥ Recomend cutting parameters

-SF —sH

270 (220-350) 0.2 (0. 1-0.3) 0.25 (0.1-0.4)
270 (200-360) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
soft steel SD4140 220 (180-300) 0.2 (0.1-0.3) 0.25 (0.1-0,4)
SD1135 230 (170-350) 0.2 (0.1-0.9) 0.25 (0.1-0.4)

02025
02035 240 (200-320) 0.15 (0.1-0.3) 0.2 (0.1-0.4)

_ SD4130
High-caibonstes | .0 ogn 01125 240 (180-350) 0.15 (0.1-0.3) 0.2 (0.1-0.4)

Alloy steel

SD4140 200 (160-280) 0.2 (0. 1-0.3) 0.25 (0. 1-0.4)
D135 20 (150-330) 0.2 (0.1-0.3) 0.25 (0.1-0.4)

o
02035 20 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4)

SD4130
Alloy tool steel 280-350 01125 20 (170-340) 0.15 (0.1-0.3) 0.2 (0. 1-0.4)
SD4140 180 (150-250) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
01135 190 (130-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
SD1125 160 (110-270) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
SD1135 140 (100-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4)

Stainless steel =270
02025 150 (120-250) 0.15 (0.1-0.3) 0.2 (0. 1-0.4)
02035 20 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
D105 210 (120-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
K Cast iron 180-250

03125 200 (150-250) 0.2 (0.1-0.3) 0.25 (0.1-0.4
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Indexable Milling Inserts MILLING

I AF06 Selection of inserts

[=] w w uw
HEIRHEHH EBEH
338333 388833 % %
ONHU040408-GF 6.58 (15.875| 4.76 | 4.4 | 0.83 +* *
. ONHUOBTS08-GF 837|202 | 577| 53 |0.83 + *
ONHU060408-GM 6.58 (15.875| 4.76 | 4.4 | 0.83 *
. ONHUOBT508-GM 837 (202|579 53 |0.83 *
......
ONHUOBTS08-W 6.9 | 20.5 | 6.00 *
% Recommended grade @ Available grade (O Make-to-order
(always stock available) (always stock available)

I Recomend cutting parameters
ONHUOACICICIC]-GF /G ONHUOB[ICICICI-GF /GM/ W
| SD1105
Low-carbon stee 5D2035
etk il <180 abitss 270 (220-350) | 0.2 (0.1-0.4) 4 5
SD4230
SD1105
D Bed i SD2035 | 540 2 2 (0.1-0.4 4
Aoy etss] 80-280 b0 50 (200-320) | 0.2 (0.1-0.4) 5
SD4230
SD1105
Alioy tool steel 260-350 ggﬁ:ﬁ 240 (180-300) | 0.2 (0.1-0.4) 4 5
SD4230
M Stainless steel =270 SD2035 230(180-300) | 0.2(0.1-0.3) 4 5
Cast iron 180-250 SD3315 270 (150-300) | 0.4 (0.1-0.5) 4 5

Note: The recommended feed rate per tooth for inserts with wiper f- =0.25mm/z.
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MILLING Indexable Miling Inserts

B DFO1 Selection of inserts

'3

Basic dimensions(mm) ChrnJCammdwtﬂJ
Insert shape Type
Lforef s |od|bs (omaE S EEFE 288288 8538
g 3 L= . . - . g g =~ %
2838888 &
PNEG110512R-2ZF | 5.4 15‘375| 556|464 16| 5 ] *
PNEG110512L-2ZF | 5.4 rs.s?s| 556 |4.64| 1.6 | 5 [ ] *
PNEG110512R-ZM | 5.4 15.3?5l 55646416 | 5 [ ] *
PNEG110512L-ZM | 5.4 [15.875 5.56 |4.64 | 1.6 | 5 ® *
el PMEGI10512R-7R | 5.4 h5 878l 556 |4 841 1.6 | 5§ @ x*
- PNEG110512L-ZR | 5.4 [15.875( 5.56 [4.64 | 1.6 | 5 & *
* Recommended grade @ Available grade O Make-to-order
{always stock available) (always stock available)
Basic dimensions(mm) CVD Coating PVD Coating c:eurneerumdme
Insert T
shepe ype 898898 [28B3wysy sz
L [0r.Cf S | od | bs ama|T 3 S 2 2% |ESS8EFE §g8sg
2883883 |88388838 & & 5 5
PNEG110512R-GF | 7.5 [15.875( 5.56 |[4.64 | 1.4 | 7.5 [ ] *
PNEG110512L-GF | 7.5 [15.875 5.56 | 4.64 | 1.4 | 7.5 @ *
PNEG110512R-GM | 7.5 [15.875 5.56 |4.64 | 1.4 | 7.5 @ *
PNEG110512L-GM | 7.5 [15.875 6.56 | 4.64 | 1.4 | 7.5 [ ] *
PNEG110512R-GR | 7.5 |15.875(5.56 (4.64| 1.4 | 7.5 L] *
PNEG110512L-GR | 7.5 15.875| 556 |4.64| 1.4 | 7.5 ] *
s Recommended grade @ Available grade {2} Make-to-order
(always stock available) (always stock available)
B Recomend cutting parameters
Cutting parameters
Workpiece material | Hardness HB | Insert grade " F2(nm/2) -~
X Vi{m/min) apmax (mm)
GF GR
Lo s <180 SOBED 270 (220-350) [0.15 (0.1-0.2) [ 0.2(0.1-0.3) | 0.3(0.2-0.4) 7.5
soft steel = SD4230 ’ ok SRR s s s '
i SD2035
High-carbon stee 180-280 260 (200-320) |0.15 (0.1-0.2) | 0.2(0.1-0.3) | 0.3(0.2-0.4) 7.5
Alloy steel SD4230
SD2035
Alloy tool steel 280-350 e 240 (180-300) [0.15 (0.1-0.2) [ 0.2(0.1-0.3) | 0.3(0.2-0.4) 7.5
ZF ™ i
Cast iron 180-250 SD3315 270 (150-300) 5
0.15(0.1-0.2) | 0.2(0.1-0.3) | 0.3(0.2-0.4)
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MILLING Indexable Milling Inserts

B DFO1 Selection of inserts

-

9207

120°

[ Chip- breaker selection for DF04 milling inserts

{always siock available)

e Ty Lo |oe| s | » g g g g § g sgg=8g 38¢8§
3 238238838 [53%3
HNEX0%0512-5F 9.16 | 15.875 | 5.56 1.2 * *
HNEX090512-5M 9.16 | 15875 | 5.5 1.2 * *
HNEX0%0512-SR 9.16 | 15.875 | 5.56 e * *
* Recommended grace @ Available grade {_)Make-to—order

(always stock available)

0 Recommended cutting parameters

180-250

—SM

—SF -SR
180 (110-250) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.5)
SD3125 130 (110-200) 0.2(0.1-0.2) 0.25 (0.1-0.3) 0.3(0.2-0.5)
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MILLING Indexable Milling Inserts

B EF04 Selection of inserts

(always stock available)

(ahways slock available)

Insert shape Type , g 0 o g8 . _ B
L 0L.C s -.Bdg ggg% E‘g.@-“:::‘. §E§
28388388 2888838 &
SPKW1204EDFR 12.7 12.7 4. 76 5. 56 * * *
SPKW1204EDSR 127 | 127 | 476 | 556 * * *
SPKT1204EDR 12.7 127 4. 76 5. 56 +* * *
* Recornmended grade @ Avallable grade () Make—to—order

FNFR

FNR

EDFR

EDR

@ Recommended cutting parameters

Wmm <180 SD1125 270 (200-360) 0.2 (0.1-0.3)
Higmstee 180-280 SD1125 240 (180-350) 0.2 (0.1-0.3)
Alloy tool steel 280-350 SD1125 220 (170-340) 0.2 (0.1-0.3)
Stainless steel <270 SD1125 160 (110-270) 0.2 (0.1-0.3)

Castiron 180-250 SD1125 160 (120-200) 0.2 (0.1-0.3)
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(

S
ac (7T
e A
k| 51
e 11°
L
Basic dimensions(mm) CVD Coating PVD Coating Celm-llCara'H:l ta‘tld
TR o] s e | (§38E3 [28B2EE g
333333 338338 5853
SPKN1203EDER 12.7 | 12.7 | 3.18 1 14 |@ * [ ] ] L ]
SPKN1203EDEL 127 | 127 | 318 | 1 L4 |@ * | [ ] @] ®
SPKN12(£EI;FR 127 | 127 | 318 | 1 1.4 |@ * [ ] &) [ ]
SPKN1203EDFL 127 | 127 | 3.18 | 1 14 |@ * [ ] O Ll
SPKN1265EBSKR 12.7 12? 3.18 1 14 | @ * @ O““ [ ]
SPKN1203EDSKL 127 | 127 | 318 | 1 14 |@ * [ ] @] [ ]
W [SPKN1203EDTKR 127 | 127 | 3.18 1 L4 |@ * [ ] O [ ]
SH&N12655TKL 127 | 127 | 3.18 1 1.4 | @ * e (%) L ]
SPKN1203EDS3 1R 127 [ 127 | 3.18 | 1 L4 |@ * [ ] (@] [ ]
SPKN1203EDS31L 12.7 | 127 | 3.18 1 1.4 | @ * ® O [ ]
spxmzt-)-;E-ﬂTam 127 [ 127 | 318 | 1 14 |@ * [ ] 0] [ ]
SPKN1203EDT3 1L X e i ] 14 |@ * [ ] (@] [ ]
S |SPKR1203EDR-GM 127 | 127|318 | 1 1.4 ® X * O ®
l! E‘ SH(R126§EE.—[H 12.7 12? 3.18 1 1.4 E * * O &
SPKN1504EDER 15.875(15.875| 4.76 1 1.4 O * [ ] (3] L ]
SH(N156;E5EL 15. 875 15.:3.';'5 4.76 1 1.4 O * ® O [ ]
sncms&gi;m 15.875(15.875| 4.76 | 1 1.4 Q ® | [ ] 0] [ ]
SPKN1504EDFL 15.875[15.875| 4.76 | 1 1.4 0 * [ ] 8] [ ]
smms&gﬁsm 15.875 15.;;5 476 | 1 1.4 0 * e O (@] ]
SPKN1504EDSKL 15.875(15.875| 4.76 | 1 1.4 O * ® O 0] L]
W |SPKN1504EDTKR 15.875(15.875| 4.76 | 1 1.4 O * ® O O [ ]
SPNISOEDTKL  |1s.675\15.675| 476 | 1 | 14| O % e O o e
SPKN1504EDS32R 15.875|15.875| 4.76 1 1.4 O * L] O O [ ]
sncms&gl;saﬁ. 15.875 15.:3;5 4.76 1 1.4 O x| L ] 9] & L ]
SPKN1504EDT32R 15.875(15.875| 4.76 | 1 1.4 9] * e O @] (]
SPKNiS(;E;TSZL 15.875|15.875| 4.76 1 1.4 @) * ® @) Q [ ]
o SPKR1504EDR-GM 15.875(15.875| 4.76 | 1 1.4 O * ® X O [ ]
e %‘ SPKR1504EDL-GM 15.875(15.875| 4.76 | 1 1.4 o] * ® x O [ ]
% Recommended grade @ Available grade {0 Make-to-order

{always stock available)

(always stock available)

Order guide: SPKN1203EDT3 1 R dhamfringangs 207 charrering widh 0:15mm, For other edge shapes, see inserts code key standard.
X =
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able Milling Inserts MILLING

Basic dimensions(mm) CVD Coating PVD Coating Cermatkmum carbide

Insert shape Type o
Afoncliw| s [bs | R(E3BESE (588288 8558
3388388 |88388838 &6 & &
Wiper inserts | SPEX1203EDL-1 15 127 |12.7|3.18 | 10 | 500 [ ] ® ®
SPEX1203EDR-1 | 15 [12.7 |12.7|3.18 | 10 | 500 [ ] ] L ]
| SPEX1504EDL-1 | 18.2 [15.875/15.875/ 4.76 | 10 | 500 [ ] [ ] ®
SPEX1504EDR-1 | 18.2 [15. 875(15.875 4.76 | 10 | 500 [ ] ] L

* Recommended grade @ Available grade (O Make-to-order

{always stock available) {always stock available)

@ Cutting edge treatment selection for EFO3 milling inserts

Treatment of cutting edge Recommended selection
SPOCEDERL Honing edge is suitable for semi—finish and finish machining of steel and stainless steel
SPOOEDFRIL Sharp cutting edge is suitable for finish machining of cast iron materials.
SPOOEDSKRIL After chamfering and honing, the edge has strong anti-breakage capability, suitable for
SPOCEDSOORIL rough machining of steel parts under poor working conditions.
SPOCEDTKRIL Chamfered edge is suitable for semi—finish and finish machining of steel, stainless steel
SPOOEDTOORIL and cast iron materials.

3D chipbreaker can reduce cutting force, reinforce the capability of chip control, and

SPOOEDR/L-GM improve insert life. It is widely applied in semi—finish machining of steel, stainless steel

and cast iron materials.
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MILLING Indexable Milling Inserts

I Recomend cutting parameters

sD1125 270(200-360) 0.2 (0.1-0.4)
sD113s 230 (170-350) 0.24 (0.1-0.3)
Low-carbon steel <180 5 270(220-350) 0.2 (0.1-0.4)

Mo SD4130
SD4140 220 (180-300) 0.25 (0.15-0.3)
SP30 140 (100-220) 0.22 (0.1-0.3)
01125 240 (180-350) 0.2 (0.1-0.3)
1138 220 (150-330) 0.24 (0.1-0.3)

High-carbon stee e
P Alloy steel 180-280 SD4130 240 (200-320) 0.2 (0. 1-0.4)
SD4140 200 (160-280) 0.25 (0.15-0.3)
301 120 (80-200) 0.2 (0.1-0.3)
SOt 125 22 (170-340) 6.2 (6.10.3)
sD1135 190 (130-300) 0.24 (0.1-0.3
Alloy tool steel 280-350 g‘:ﬁﬁ 220 (180-300) 0.2 (0.1-0.4)
04140 180 (150-250) 0.25 (0.15-0,3)
SP301 100 (60-180) 0.22 (0.1-0.3)
sD1125 160 (110-270) 0.2 (0.1-0.3)
sD1 135 140 (100-250) 0.24 (0.1-0.3)

Stainless steel <270

SD2025 150 (120-240) 0.2 (0.1-0.4)
SD4140 140 (100-240) 0.25 (0.15-0.3)
SD1105 210 (120-300) 0.12 (0.08-0.3)
Cast iron 180-250 sD1135 160 (120-200) 0.2 (0.1-0.3)
SK101 100 (80-160) 0.24 (0.15-0.4)
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MILLING Indexable Milling Inserts

B PFO1 Selection of inserts

/ 7 @
\/ o
K ) _
a.c
a A
VIS
Basic dimensions{mm) CVD Coating PVD Coating Dum&)mnmta@
Insert shape Type
LEICshehsugg ggg sgge8s 85588
3 383838 |5%%8%
TPKN2204PDFR 22 |127 (476 1.4 |07 [11° @] * *x O @] L]
TPKN2204PDFL 22 | 427478 | 14 | 0.7 | 210 (9] * * O O [ ]
TPKN2204PDR 22 |127 476 1.4 07 |[11° O * *x O @] ]
TPKN2204PDL 22 |127 (476 1.4 | 0.7 | 11°
— PK @] * * O @] @
TPKN2204PDTR 22 |127 476 1.4 |07 [11° O * *x O Q L]
TPKN2204PDTL 22 (127 (476 1.4 [ 0.7 | 11° @) * *x O @) ®
* Aecommended grade @ Available grade O Make—to-order
(always stock availablz) (always stock available)
M Recomend cutting parameters

SD4130 270 (220-350) 0.2 (0.1-0.4)
G- catban iied) - SD4140 220 (180-300) 0.2 (0.08-0.3)
soft steel SD1125 270 (200-360) 0.2 (0.1-0.3)
SP301 140 (100-220) 0.22 (0.1-0.3)
SD4130 240 (200-320) 0.2 (0.1-0.4)
High—carbon stee SD4140 200 (160-280) 0.2 (0.08-0.3)

Aoy el 180—280
SD1125 240 (180-350) 0.2 {0.1-0.3)
SP301 120 (80-200) 0.22 (0.1-0.3)
SD4130 220 (180-300) 0.2 (0.1-0.4)
SD4140 180 (150-250) 0.2 (0.08-0.3)

Alloy tool steel 280—350
8D1125 220 (170-340) 0.2 (0.1-0.3)
SP301 100 (60-180) 0.22 (0.1-0.3)
SD4140 140 (100-240) 0.2 (0.08-0.3)

Stainless steel =270
SD1125 140 (100-250) 0.2 (0.1-0.3)
YBG102 210 (120-300) 0.2 (0.1-0.3)
K Cast iron 180—250 YBE302 160 (120-200) 0.35 (0.10-0.4)
YD201 100 (80-160) 0.24 (0.15-0.4)
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Indexable Milling Inserts MILLING

B PFO02 Selection of inserts

- :
a1.c
90° L
@ r I - : 1‘: : =
s3588% |588555 [5%%3
SEETO9T30BPER-GF | 9.525 |9.525 | 4.01 | 3.3 | 0.8 (O * * Q Q
SEETO9T308PER-GM | 9.525 |9.525 [ 4.01 | 3.3 | 0.8 |O * * O O
SEETO9T308PER-GR | 9.525 [ 9.525| 4.01 | 3.3 | 0.8 @] * * i Q
SEET120308PER-GF  [13.308(13.308| 4.04 | 4.1 | 0.8 (O * * O (@)
o
9
SEET120308PER-GM [13.308(13, 308 4.04 | 4.1 | 0.8 o * * o 3,
SEET120308PER-GR | 13.308(13. 308| 4.04 | 4.1 | 0.8 O * * o] O
% Recommended grade @ Available grade () Make-to—order

{ahways stock available) (always stock availaole)
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Indexable
milling tools

MILLING Indexable Milling Inserts

I Recomend cutting parameters

PF

-PM

-PR

270220-350) | 0.15(0.1-0.2) | 0.2 ©.1-0.3 | 0.3 (0.2-0.4)

i <180 s01125 270(200-360) | 0.150.1-0.2 | 0.2 0.1-0.9 | 0.3 (0.2:0.4)
soft steel

SD1135 20 (170-350) | 0.15(0.1-0.2 | 0.2 0.1-0.3 | 0.3 (0.2-0.4

D202 20 (2003200 | 0.150.1-0.2 | 0.2 0.1-0.3 | 0.3 0.2-0.4

High-carbonstee [ g5 59 SD1125 20 (180-350) | 0.15(0.1-0.20 | 0.2 ©.1-0.3) | 0.3 0.2-0.4
Alloy steel

SD113s 220 (150-330) | 0.15(0.10.2 | 0.2 0.1-0.3 | 0.3 ©.2-0.4)

02025 20 (180-3000 | 0.10.1-0.2 | 0.2 ©.1-0.3 | 0.3 0.2-0.4)

Alloy tool steel 80350 o125 20 (170-340) | 0.10.1-0.2 | 0.2 0.1-0.3 | 0.3 0.20.4)

SD1135 190 (130-300) | 0.150.1-0.20 | 0.2 ©.1-0.9 | 0.3 ©.20.9

02025 150 (120240) | 0.10.1-0.2 | 0.2 ©.1-0.3) | 0.3 (0.2-0.4

i Stainless steel <270 sD1125 150 (102700 | o102 | 020103 | 030204

D115 140 (100250) | 0.150.1-0.2 | 0.2 @109 | 03 ©.204

SD1108 210 (1203000 | 0.150.1-0.2 | 0.2 0.1-0.3) | 0.3 (0.2-0.4)

Castiron 180—250 sD1125 160 (1202000 | 0.150.1-0.2) | 0.2 ©.1-0.9 | 0.3 ©.2-0.9

SD3125 200 (150-250) | 0.15(0.1-0.2) | 0.2 ©1-0.3 | 0.3 0.2-0.4




MILLING Indexable Milling Inserts

B RFO1 Selection of inserts

4 S_
ey
ps 4
"'B_:
7°L 1|
1
Basic dimensions(mm) CVD Coating PVD Coating mmJ
Insert shape Type ® 89w ee e -
oL.C s od gggggg 888 = : ¢ #8288
3 388333 5%% 5
. RCKT10T3M0-SM 10.0 3.97 4.4 o ° e ) )
RCKT1204M0-SM 12.0 4.76 4.0 O [ ] * O @]
RCKT1204M0-SR 12,0 4.76 4.0 L&) [ ] * O @]
RCKT1204M0-BR 12.0 4.76 4.0 @] [ ] * O Q
% Recommended grade @ Available grade (O Make-to-order

(always stock available) (always stock availabie)

B Recomend cutting parameters

-SR
SD2025
et 270 (220-350) 0.2(0.1-0.5) 0.3 (0.2-0.8)
Lo SD4140
soft steel =180 w i3
Soxkioe 220 (180-300) 0.25(0.1-0.5) 0.3 (0.2-0.8)
5D1125 270 (200-360) 0.2(0.1-0.5) 0.3 (0.2-0.8)
SD2025
Seakan 240 (200-320) 0.2(0.1-0.5) 0.3 (0.2-0.8)
High—carbonstee SDA140
180-280 X g
Alloy steel cougg 200 (160-280) 0.25(0.1-0.5) 0.3 (0.2-0.8)
SD1125 240 (180-350) 0.2(0.1-0.5) 0.3 (0.2-0.8)
SD2025
e 220 (180-300) 0.2(0.1-0.4) 0.3 (0.2-0.6)
SD4140
280-350 i 2
Alloy tool steel p— 180 (150-250) 0.2(0.1-0.5) 0.3 (0.2-0.8)
SD1125 220 (170-340) 0.2(0.1-0.4) 0.3 (0.2-0.6)
SD2025 150 (120-240) 0.2(0.1-0.4) 0.3 (0.2-0.6)
Stainless steel =270 SD4140 150 (100-220) 0.2(0.1-0.4) 0.3 (0.2-0.6)
8D1125 160 (110-270) 0.2(0.1-0.4) 0.3 (0.2-0.6)
K Cast iron 180-250 SD1135 210 (120-300) 0.2(0.1-0.5) 0.3 (0.2-0.8)
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MILLING Indexable Milling Inserts

W RFO1 Selection of inserts

[ 1]
=
L
udl:b_ﬁ‘
7L
l‘
lnsaﬂshape Iype wown w
| oc | s od gggggg cEEz28 §§§§
' ' 88888 (88888383 &5 S
RCKT1204M0-5M 12.0 4.76 4.0 O [ ] L ] @]
RCKT1606M0-SM 16.0 6.35 5.56 O L ] L O
RCKT1204M0-5R 12.0 4.76 4.0 O L ] L ]
RCKT1606M0-SR 16.0 6.35 5.56 O - [
RCKT2006M0-SR 20.0 6.35 4. 55 Q a a O
RCKT1204M0-BR 12.0 4.76 40 * *
RCKT1606M0-BR 16.0 6.35 5.56 * *
RCKTZ006MO0-BR 20.0 6.35 6.55 * *
* Recommended grade @ Available grade (O Make-to-order
(always stock available) (always stock available)

I Recomend cutting parameters

-SM

SR

SD2025
AR 270 (220-350) 0.210.1-0.5) 0.3 (0.2-0.8)
Low-carbon steel SD4140
P <180 220 (180-300) 0.25(0.1-0.5) | 0.3 (0.2-0.8)
SD1135
SD1125 270 (200-360) 0.2(0.1-0.5) 0.3 (0.2-0.8)
SD2025
SD4130 240 (200-320) 0.2(0.1-0.5) 0.3 (0.2-0.8)
High—carbon stee SD4140
180-280 - iz
Alloy | SD1135 200 (160-280) 0.25(0.1-0.5) 0.3 (0.2-0.8)
SD1125 240 (180-350) 0.2(0.1-0.5) 0.3 (0.2-0.8)
SD2025
Splis 220 (180-300) 0.200.1-0.4) 0.3 (0.2-0.8)
SD4140
280-350 = & .
Alloy tool steel SD1138 180 (150-250) 0.2{0.1-0.5) 0.3 (0.2-0.8)
SD1125 220 (170-340) 0.2(0.1-0.4) 0.3 (0.2-0.6)
SD2025 150 (120-240) 0.2(0.1-0.4) 0.3 (0.2-0.8)
SD2035 150 (100-220) 0.2{0.1-0.4) 0.3 (0.2-0.6) 0.3(0.2-0. &)
M Stainless steel =270
SD4140 150 (100-220) 0.2{0.1-0.4) 0.3 (0.2-0.6)
SD1125 160 (110-270) 0.2{0.1-0. 4) 0.3 (0.2-0.6)
Cast iron 180-250 SD1135 210 (120-300) 0.2(0. 1-0.5) 0.3 (0.2-0.8)
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MILLING Indexable Milling Inserts

B RF02 Selection of inserts

gt
==
A
-~
Insert shape Type . g - 1T n B
oic | s | e |38 gg EEBtE 58
2 2838888 &
RDKWOBO3MO 8 3.18 3.4 o [ ] * O
RDKW10T3M0 10 3.97 4.4 @) (] * (@]
RDKW1204M0 12 4.76 4.4 @] [ ] * @]
Recommended grade @ Available grade (O Make-to-order
(always stock available) (always stock available)
[ Recomend cutting parameters
sD2025
Seskiss 270 (220-350) 0.2 (0.08-0.45)
SD4140
<180 ¥ s
i 220 (180-300} 0.25 (0.15-0.45)
SD1125 270 (200-360) 0.2 (0.1-0. 45)
SD2025
o 240 (200-320) 0.2 (0. 08-0.45)
SD4140
180-280 i
ks 200 (160-280) 0.25 (0.15-0.45)
SD1125 240 (180-350) 0.2 (0.1-0.45)
sD2025
643 220 (180-300) 0.2 (0. 08-0. 45)
280-350 SR 180 (150-250) 0.25 (0.15-0.45)
A"Oytod steel 801135 . o #
SD1125 220 (170-340) 0.2 (0.1-0.45)
SD1225 150 (120-240) 0.2 (0.08-0.45)
sD2025 150 (120-240) 0.2 (0.08-0.45)
M Stainless steel =270
SD4140 150 (100-220) 0.25 (0.1-0.45)
SD1125 160 (110-270) 0.2 (0.1-0. 45)
Cast iron 180-250 SD1135 210 (120-300) 0.2 (0.1-0. 45)
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MILLING Indexable Milling Inserts

B RFO02 Selection of inserts

. P : o 9 Q9 Q9 nw o o w
. 0 =0
oc | s | e %33333 sggzfsd H
383 3888883 &
RDKW1204M0 12.0 4.76 44 (OO [ ] * O
RDKW1605M0 16.0 5. 56 55 |0 O [ ] * @]
RDKW2006M0 20.0 6.35 65 |C O [ ] * 0
% Recommended grade @ Available grade () Make-to-order
(always stock avail stock availat
[ Recomend cutting parameters
sD2025
agia 270 (220-350) 0.2 (0.08-0.45)
SD4140
<180 > %
i 220 (180-300) 0.25 (0. 15-0.45)
SD1125 270 (200-360) 0.2 (0.1-0.45)
SD2025
o 240 (200-320) 0.2 (0.08-0. 45)
SD4140
180-280 i i
i 200 (160-280) 0.25 (0. 15-0.45)
SD1125 240 (180-350) 0.2 (0.1-0.45)
SD2025
Ao 220 (180-300) 0.2 (0.08-0. 45)
SD4140
280-350 180 (150-2 : . 15-0. 4
Alloy tool steel 1135 80 (150-250) 0.25 (0.15-0.45)
SD1125 220 (170-340) 0.2 (0.1-0.45)
SD1225 150 (120-240) 0.2 (0.08-0.45)
SD2025 150 (120-240) 0.2 (0.08-0.45)
Stainless steel
M - AT 150 (100-220) 0.25 (0.1-0.45)
SD1135 ; e
SD1125 160 (110-270) 0.2 (0.1-0.45)
Cast iron 180-250 SD1135 210 (120-300) 0.2 (0.1-0. 45)
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Indexable Miling Inserts MILLING

Basic dimensions(mm) CVD Coating PVD Coating OarnaIOamtadmﬁdJ
TN L] s e BEEEEE FERzEY sss
A58 8 5555655 [b8%3
APKT11T304-GF | 1224 | 65 | 36 | 28 | 04 (@ * O Qx |g
APKT11T308-GF | 1224 | 65 | 36 | 28 | 08 |@ * O 0o
A _(i‘jq APKT11T312-GF | 1224 | 65 | 36 | 28 | 12 (@ * O (@]
APKT11T316-GF | 1224 | 65 | 36 | 28 | 16 |®@ * O @]
APKT160408-GF |17.877| 933 | 576 | 44 | 05 |@ * O 5
APKT11T304-GM | 1224 | 65 | 36 | 28 | 04 L4 O % * K *
APKT11T308-GM | 1224 | 65 | 36 | 28 | 08 [ ] O% ik kx K
@ APKTMT312-GM | 12.24 | 65 | 36 | 28 12 L (o ¢ 0 e O
APKT11T316-GM | 1224 | 65 | 36 | 28 | 16 L O % O % O_ B N
APKT160408-GM |17.877| 933 | 576 | 44 | 08 ® O*x Olx*x *x
APKT11T304-GR | 1224 | 65 | 36 | 28 | 04 [ ] o * |00 ©
i l.._)'i' APKT11T308-GR | 1224 | 65 | 36 | 28 | 08 ® O % 0
sy APKT11T312-GR | 12.24 | 65 | 36 | 28 | 1.2 [ ] O * O
APKT11T316-GR | 1224 | 65 | 36 | 28 | 16 ® O % = N B
APKT160408-GR |17.877| 9.33 [ 576 | 44 | 0.8 ® O % O |
| APKT11T304-AH | 1224 [ 65 | 36 | 28 | 04 ® *
@ APKT11T308-AH | 1224 | 65 | 36 | 28 | 08 ® X
APKT160408-AH |17.677| 933 | 576 | 44 | 0.8 ® *
T B o iy, (vt
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MILLING Indexable Milling Inserts

W Chipbreaker selection

P -GF -GM -GR
M -GF -GM -GR
K -Gl -GM

N -AH

41 Square shoulder milling

M PEO1 recommended cutting parameters ( D: cutting di

-GF -GH -GR

§D2025
§D4130 320 (240-400) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.50
SD4230
Low-calbanstesl] s SD4140 260 (180-380) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
soft steel
SD1125 320 (200-400) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.50
SD1135 280 (180-400) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
§D2025
§D4130 280 (210-380) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.50
High-carbon steel SD4230
Alloy steel 180-280 SD4140 240 (160-320) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
SD1125 280 (180-350) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.50
SD1135 260 (150-380) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.50
SD2025
SD4130 260 (180-350) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.5D
SD4230
Al ool sl 280-350 SD4140 220 (150-280) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
SD1125 260 (160-330) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.50
SD1135 240 (120-350) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
8D2025 200 (120-270) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.5D
SDA140 180 (150-300) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.50
Stainless steel =270
SD1125 200 (110-300) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.50
SD1135 170 (100-280) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.5D
SD1105 220 (120-250) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) - <0.50
Cast iron 180-250
SD3125 200 (120-320) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) - <0.50
~AH <0.5D
SK101 300- 0.2 (0.08-0.4) <0.50
Aluminium alloy ——
SK201 300- 0.2 (0.08-0.4) <0.50
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Indexable Milling Inserts MILLING

2 Slot Milling ]

M Recommended cutting parameters ( D: cutting di

-GR

3D2025
SD4130 190 (170-250) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 {0.2-0.3) D

SD4230
<180 SD4140 150 (130-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1125 190 (140-250) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1135 170 (130-250) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D

SD2025
SD4130 170 (150-220) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D

SD4230
180-280 SD4140 140 (110-200) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.9) D
SD1125 170 (130-250) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1135 150 (110-230) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D

SD2025
SD4130 150 (130-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D

SD4230
Alloy tool steel | SD4140 130 (100-180) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1125 150 (110-240) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1135 140 (80-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD2025 110 (80-190) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD4140 100 (80-170) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D

Stainless steel =270
SD1125 120 (80-190) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1135 100 (70-180) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
‘ SD1105 130 (80-180) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) = D
K Cast iron 180-250
SD3125 120 (80-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) i D
-AH
SK101 300 0.2 (0.08-0.3) D
Aluminium alloy _

SK201 300~ 0.2 (0.08-0.3) ]

B36



MILLING Indexable Milling Inserts

milling , Helical interpolation milling

I Recommended Cutting Parameters ( D: cutting

e

@ Ramp milling

APKT Ramp milling, helical interpolation milling ( Inserts—11)

Diameter Ramp milling Helical interpolation milling
o Maximum cutting | Maxmummamp | Minmum length | Minimum diameter | Maximum pitch
deph g, (nm) | andeq® L (mm) @D (mm) (mm)
16 10.0 10.0 56.7 20.0 20
.
5 Lm=t’;iu (o Maximum
L ) 20 10.0 50 114.4 28.0 2.0
@ Helical interpolation
25 10.0 45 127.0 40.0 20
32 10.0 3.0 190.8 56.0 20
( e ' 40 10.0 2.0 286.4 70.0 20
2= D {1t Halical angle )

Note: For cutting speed and feed rate per tooth, see square shoulder milling.
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Indexable Milling Inserts MILLING

W PEO2 Recommended Cutting Parameters
Siot Miling

ae=D 2, <0, 50 <020
&<0.50 w<1.20 ap < Cutting length of insert

(240-350) 0.25(0.2-0. 35)
SD4230
<180 SD4140 220 (180-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD1125 270 (200-360) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD1135 240 (180-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
§D202%5
SD4130 20 (210-320) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 38)
SD4230
High-carbon stee]l  180-250 S04140 200 (160-280) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0. 35)
Alloy steel
sD1125 240 (180-3560) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD1135 220 (150-330) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD20%5
SD4130 220 (180-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD4230
Aloytoolsteel | 280-350 SD4140 180 (150-250) 0.1 (0.08-0.2) 0.2 (0.1-0.9) 0.25(0. 2-0, 35)
SD1125 220 (160-340) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD1135 200 (120-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
sD2025 170 (120-240) 0.1 (0,08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD4140 160 (150-270) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
Stainlesssteel | <270
sD1125 150 (110-270) 0.1 (0.08-0.2) 0.2 0.1-0.3) 0.25(0. 2-0. 35)
SD1135 140 (100-250) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
SD 1106 200 (120-240) 0.1 (0.08-0.2) 0.2 ©0.1-0.3)
K Castiron 180-250
SD3s 180 (120-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3)
-AH
SK101 300~ 0.2 (0.08-0.4)
Aluminium alloy -
K201 300~ 0.2 (0.08-0.4)
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MILLING Indexable Milling Inserts

270 (240-3s50)

(0. 08-0, 15)

0.15 (0.1-0.25)

0.2-0.3)

SD4230
<180 SD4140 220 (180-300) 0.1 (0.08-0.15) 0.15 (0. 1-0. 25) 0.2 (0.2-0.3)
SD1125 270 (200-360) 0.1 (0.08-0. 15) 0.15 (0.1-0. 25) 0.2 (0.2-0.3)
SD1135 240 (180-350) 0.1 (0.08-0. 1) 0. 15 (0. 1-0. 25) 0.2 (0.2-0.3)
SD2025
SD4130 240 (210-320) 0.1 (0.08-0.15) 0.15 (0.1-0.25) 0.2 (0.2-0.3)
SD4230
High—carbon steel  180-280 SD4140 200 (160-280) 0.1 (0.08-0.185) 0.15 (0.1-0. 25) 0.2 (0.2-0.3)
Alloy steel
SD1125 240 (180-360) 0.1 (0.08-0.15) 0.15 (0.1-0. 29) 0.2 (0.2-0.3)
sD113s 220 (150-330) 0.1 (0. 08-0, 15) 0. 15 (0.1-0. 25) 0.2 (0.2-0.3)
802025
SD4130 220 (180-300) 0.1 (0.08-0.15) 0.15 (0.1-0. 29) 0.2 (0.2-0.3)
SD4230
Alloy tool steel 250-350 SD4140 180 (150-250) 0.1 (0.08-0.15) 0.15 (0.1-0.25) 0.2 (0.2-0.3)
SD1125 220 (160-340) 0.1 (0.08-0.15) 0.15 (0.1-0. 25) 0.2 (0.2-0.3)
sD113s 200 (120-300) 0.1 (0.08-0. 15) 0. 15 (0.1-0. 25) 0.2 (0.2-0.3)
8D2025 170 (120-240) 0.1 (0. 08-0. 15) 0.15 (0.1-0. 25) 0.2 (0.2-0.3)
SD4140 160 (150-270) 0.1 (0.08-0.18) 0.15 (0.1-0.25) 0.2 (0.2-0.3)
Stainless steel =270
SD1125 150 (110-270) 0.1 (0.08-0.185) 0. 15 (0.1-0.25) 0.2 (0.2-0.3)
SD1138 140 (100-250) 0.1 (0.08-0.15) 0. 15 (0.1-0. 25) 0.2 (0.2-0.3)
SD1105 200 (120-240) 0.1 (0.08-0.15) 0.15 (0.1-0.25)
K Castiron 180-250
503125 180 (120-300) 0.1 (0.08-0.15) 0.15 (0.1-0. 25)
—AH
SK101 300~ 0.2 (0.08-0.3)
Aluminium alloy —
SK201 300~ 0.2 (0.08-0.3)
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MILLING ndexable Milling Inserts

# PEO3 Selection of inserts

CVD Coating PVD Coating OarmJGqumA
Insert shape -} '
- e 838838 |gagoes -
L|iw|s |ed| r|$83S228 |288ECC HBES8
733388 |33888383 B 6o o
APMT1135PDR 1125| 62 | 35 | 28 | 038 O L ] * @]
APMT160408PDER |17.25| 925 476 | 44 | 08 @] [ ] * @]
=  Recommended grade @ Available grade (O Make-to-order
— (always stock availahle) {always stock availabla)
® Recommended cutting parameters
V (m/min) f (mm/z)
Low-—carbon steel < 2
Soft sieel =180 SD1125 180 (150-220) 0.2 {0.08-0.25)
High—carbon steel o
Aloy steol 180-280 SD1125 160 (130-200) 0.15 (0.08-0.2)
Alloy tool steel 280-350 SD11256 140 (120-180) 0.12 (0.05-0.2)
Stainless steel =270 SD1125 BO (50-150) 0.08 (0.03-0.15)
Castiron 180-250 SD1125 150 (100-220) 0.15 (0.08-0.2)
[ 2 Miing______
B Recommended cutting parameters
- - - - V (m/min) f (mm/z)
Low-—carbon steel ¥ 0 nd-
Soft stsal =180 SD1125 190 (140-250) 0.08 (0.04-0.15)
High—carbon steel ¥ 0. 04—
Alloy steel 180-280 SD1125 170 (130-250) 0.08 (0.04-0.15)
Alloy tool steel 280-350 SD1125 150 (110-240) 0.08 (0.04-0.15)
Stainless steel =270 SD1125 120 (80-190) 0.08 (0.04-0.15)
Castiron 180-250 SD1125 120 (80-210) 0.08 (0.04-0.15)
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jexable Milling Inserts MILLING

Basic dimensions(mm) CVD Coating PVD Coating Oarnet]OamiedmﬁtJ
Insert shape Type
2 9 E RSB HILEGg QN i [yl ae b
@IC| L r ShlFpaNEEN S & 8 8 & 8 2l 8 8 & & & oW o o
cobooao&kloonoooo -~
ahh DO D @ H D H DD @ W uwm
==y SDMTO09T312-SM (9525|9525| 1.2 | 397 | 40 | 15° * O % (@] *
' l SDMT120412-SM | 12.7 | 12.7 | 20 | 476 | 4.4 | 15° * O % +*
R
y :_'= . | SDMTO09T312-GM (9.525(9.525| 1.2 | 397 | 4.0 | 15° * O % (@] * .
L = S
e SDMT120412-GM | 12.7 | 12.7| 20 | 476 | 44 | 15° +* O w (@] * .
: : : * R nded grade @ Available grade (O Make-to-order
Chlpbreaker introduction: {alﬁyggt-lgck av;:ﬂlable] laﬁlays st%rck available)

-GM chipbreaker has sharp cutting edge, it is more suitable for machining with power shortage and for relatively adhesive materials, such as stainless steel and Ti alloy, etc.
-SM chipbreaker has blunt cutting edge and is relatively suitable for machining of hard materials such as hardened steel and cast iron, etc.

B XK02 Selection of inserts

Basic dimensions(mm) CVD Coating PVD Coating Wwﬂg
Insert shape Type
[=] (=] (=] (=] (=] (=T ] wy w0 Lo B - ]
@IC| r S @d u§§§§§§§588:§ﬁ %ésg
$ 5853886825883 8838 &5 55
WPGTO0503156ZSR | 794 | 15 | 35 | 40 | 1° L] *
WPGTO060415ZSR |1 9525| 15 | 42 | 44 | 11° ® *
6: WPGT080615ZSR | 12.85| 15 | 635 | 55 [ 11° L] *
—
WPGT030725ZSR 15 | 25 7 55 | 1 ® *
WPGT050315ZSR-GM | 794 | 15 | 35 | 40 | 11° & * @
WPGT060415ZSR-GM | 8525 | 15 | 42 | 44 | 11° L] *x @
WPGT080615ZSR-GM  12.85| 15 | 635 | 55 | 11° ® * @
WPGT090725ZSR-GM | 15.00| 25 | 7.00 | 55 1° ® * @
% Recommended grade @ Available grade (O Make-to—order
(always stock available) (always stock available)

Chipbreakerintroduction:

- GM chipbreaker has sharp cutting edge, it is more suitable for machining with power shortage and for relatively adhesive matenials, such as stainless steel and Ti alloy, ete.
-Normal chipbreaker has blunt cutting edge and is relatively suitable for machining of hard materals such as hardened steel and castiron, etc.
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Approximate Rin machining program

Applicable insert Approximate R (mm) Cutting margin K (mm)
WPGT050315ZSR/-GM 2 0.5
WPGT060415ZSR/-GM 25 0.7
WPGT030615ZSR/-GM 2.0 07
WPGT090725ZSR/-GM 4.0 1.2
SDMTO09T312-DM/-GM 25 0.87
SDMT120412-DIV/-GM 4.0 0.93

Different machining styles 1

B Ramp machining B Helical interpolation milling

'
v

@ Reduce the feed rate in ramp and helical machining operations.

@ Set the axial feed rate below 0.2mm/rev in drilling operation.

@ Be careful ! Long chippings may y off in drilling operation.

@ The cutting depth of each rotation must not exceed the maximum cutting depth (ap).

@ The S-type insert can be used for plunge milling in addition to the machining operations
mentioned above.

Selection guide for XKO1, XKO02 series

XKO01 series tools (with SDo inserts) have perfect edge strength and good economical efficiency, advantageous in face milling.
XKO02 series tools (with WP o inserts) possess good capability of chip removal,advantageous in cavity milling.
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MILLING Indexable Milling Inserts

M Recomend cutting parameters

<HB180 SD4230/ 170(120-220
Soft steel ¢ ) 0.6™.0 0.8".2 0.871.2 10714
Carbon Steel HB180-280 SD 4140 150 (100-200)
Alloy steel SD4230/
HB280-350 130(80-180) 0.470.8 0.8".2 0.671.0 1.0"1.4
Alloy tool steel SD 4140
SD4230/
Pre-hardenedsteel| <HReC35 120(80-160) 0.470.8 0.67.0 0.671.0 0.87.2
SD 4140
) SD4140 120(80-160)
Stainless steel <HB270 0.6™1.0 0.67.0 0.871.2 0.87.2
sD1225 120(80-190)
AR i & 13 o
i SD1135 150 (100-200) 0.671.0 1.071.4 0.871.2 1.271.6
et ) " &
LETATE SD1135 120(80-160) 0.470.8 0.8M.2 0.671.0 1.071.4

[ Recomend cutting parameters

Soft steel =HB180 170(120-220) i ~ o~
SD4230/SD4140 0.8".2 1.0".4 1L.1°.5 LIS 1.0™.8 1.0".5
Carbon Steel | HB180-280 150 (100-200)

Alloy steel - = - - -
HB280-350 |SD4230/SD4140| 130(80-180 0.6°1.0 1.01.4 0.971.3 L1756 0.871.3 1.071.§
Alloy tool steel ¢ )

Pre-hardened | <HRC35 |SD4230/SD4140| 120(20-160) | 0.671.0 0.87.2 0.971.3 0.971.3 0.871.3 0.87.3

steel

_ SD4140 120(80-160)

Stainless | <yg270 o8tz | oz | 1175 | oon3 | noLs | o83
steel SD1225 120(80-130)

Common | 3kHME

SD1135 150(100-200) | ©.871.2 1.2°1.6 1.6 L3y 1.0™.8 6 %
castlron <350MPa ¢ )

Noduar | HHEE

<800MPa 01D 120(e0-160) | 0.6™.0 | 1.0™na | 09713 | L1715 | 0813 | Lo™Ls
castiron
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Indexable Milling Inserts MILLING

B PHO1 Selection of inserts

[ s

g
Basic dimensions(mm) CVD Coating PVD Coating mmJ
kisGrisiape Tywe g 88892 8lsegLey - .
L LW S ed r?Eﬁﬁ;ﬁ;::E:g; 3%2%
823388388 8888828 & 6 &
APKT150412-GM |16.33| 127 | 476 | 54 | 12 * ® O
E APKT150412-ZM | 1633 | 127 | 476 | 54 12 e O
% Recommended grade @ Available grade O Make-to-order
(always stock available) (always stock available)
® PHO1 Selection of inserts
| o
Basic dimensions(mm) CVD Coating PVD Coating Oemdmtmd
L |otcl s |ed | r |SEEEISHSERECR  I8g5p
383385383533383 5%%5
SPMT120408-GM | 12.7 | 127 | 476 | 55 0.8 *r e O
SPMT120408-ZM | 12.7 | 127 | 476 | 55 08 ® O
* Recommended grade @ Available grade (C Make-to-order
{Aalways stock availahlz) (always stock available)

P -CM -CM
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MILLING Indexable Milling Inserts

EA Slot milling j [#(B Square shoulder milling [EICNarrow shoulder milling
Ae

Ae

Ae=D
Ap=0. 50 (cast iron)
Maximum 12mm (steel)

As=0, 50 As=0.1D
At ?(mlm} ap=Maximum cutting length

B Recommended Cutting Parameters

- . o an AN 095 1-0 \ A
Low-carbon steel b e b e e
St sl <180 s 90 (70-120) 0.3(0, 150, 4) B
sD1135
90 (70-120) 0.3(0. 15-0. 4) ¢
70 (60-100) 0. 2(0. 1-0.35) A
: SD2035
P High—carbon steel 180-280 80 (60~120) 0.25(0. 15-0. 35) B
Alloy steel SD1135
90(70-120) 0.25(0, 15-0. 35) ¢
50 (40-80) 0. 15(0. 08-0. 25) A
SD2035
Alioy tool steel 280-350 60 (50-100) 0. 2(0. 1-0. 38) B
sD1135
70 (50~100) 0. 2(0. 1-0.35) ¢
70 (50-100) 0. 2(0. 1-0.35) A
SD1115
i 180-250 80 (60120 0.25(0. 15-0. B
K Cast iron - (& ) { 35)
90 (80~120) 0.25(0. 15-0. 35) ¢
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MILLING Indexable Milling Inserts

W AC/ZC/DCO1 Selection of inserts

é PR 1
gicl,” | = t
3 ) R i
§ 211y
\\ ; l; i"‘-l_
S - 5]
lnwn . Q o~ | o W oo W
oLcl L | r | s | od gggggsﬁééésga T
8805385655 g
SPMT120408 127 (127 | 0.8 [ 476 | 55 O L ] * O
#* Recommended grade @ Available grade (O Make-to-order

{atways stock available) (always stock available)

¥ Recomend cutting parameters

SD2025
A 180 (100—250) 0.25 (0.1-0.4)
41
Low-carbon steel <180 SDeHB 150 (100—200) 0.3 (0.1-0.5)
soft steel SD1135
SP301 120 (80—150} 0.4 (0.1-0.5
SD2025
.3 (0.1-0. 4
AW 160 (100—220) 0.3 (0.1-0.4)
p | High-carbonsteel SD4140 1
Alloy steet 180—280 Sotile 130 (100—180) 0.3 (0.1-0.5
SP301 100 (60—150) 0.4 (0.1-0.5)
SD2025
ORI 120 (80—180) 0.3 (0.1-0.4)
Alloy tool steel 280350 e 100 (80—150) 0.3 (0.10.5)
SD1135
SP301 80 (60—120) 0.4 (0.1-0.5)
SD2025
e 120 (80—180) 0.3 (0.1-0.4)
; SD4140
Stainless steel < ; . 1-0.
M 270 st 100 (80—150) 0.3 (0.1-0.5)
SP301 80 (60—120) 0.4 (0.1-0.5)
Cast iron 180-250 SD1135 130 (100—180) 0.4 (0.1-0.5)
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MILLING Indexable Milling Inserts

M PTO02 Selection of inserts

©
od
Insert shape Type

oo L | s |ed BEEEIERCEE288 |zgsp
8885060886008 a8 |bh%o

XSEQ1202 27 | =y | 23 5.0 * *

XSEQ1203 127 | 127 | 30 5.0 * *

XSEQ12T3 127 | 127 35 5.0 * *

XSEQ1204 127 | 127 | 40 5.0 * *

XSEQ12T4 127 | =7 | 45 5.0 * *
“ Recommended grade @ Available grade (O Make-to-order

(always stock available) (always stock available)

® Recomend cutting parameters

Low—carbon steel SD1125 180 (100-250) 0. 1(0. 08-0. 25)

<180
soft steel SD1135 150  (100-200) 0.15(0.1-0.3)
. SD1125 150 (80-250) 0. 1(0. 08-0. 25)

High-carbonsteel 180-280
Alloy steel SD1135 120 (80-200) 0.15(0.1-0.3)
SDI1125 120 (80-250) 0. 1(0. 080, 25)

Alloy tool steel 280-350
SD1135 100 (80-200) 0.15(0.1-0.3)
SD1125 120 (80-250) 0. 1(0. 05-0. 15)

Stainless steel <270
SD1135 100 (80-200) 0. 080. 05-0. 15)
SDI115 120 (80-250) 0. 1(0. 05-0. 15)

K Castiron 180-250
SDI1135 150  (100-250) 0. 08(0. 05-0. 15)
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Indexable Milling Inserts MILLING

W PTO1 Selection of inserts

oucl v | s |m| o |FEEIFFHIE22S | glazg
53828 838383 53
MPHTO060304-SM | 635 | 635 | 318 | 2.8 0.4 *
MPHTO080305-SM 83 83 | 318 | 34 05 *
MPHT120408-SM | 127 | 127 | 476 | 556 | 0.8 *
* Aecommended grade @ Available grade (O Make—to—order
(always stock available) (always stock available)

# Recomend cutting parameters

SD1125 180 (100-250) 0. 1(0. 08-0. 25)
Low-—carbon steel
soft =180
stoet SD1135 150 {100-200) 0.15(0.1-0. 3)
SD1125 150 (80-250) 0. 1(0. 08-0. 25)
P High—carbonsteel 180-280
Alloy steel SD1135 120 (§0-200) 0.15(0.1-0,3)
SD1125 120 (80-250) 0. 1(0. 08-0. 25)
Alloy tool steel 280-350
SD1135 100 (80-200) 0.15(0.1-0.3)
SD1125 120 (BO-250) 0. 1{0. 05-0. 15)
Stainless steel =270
SD1135 100 (80-200) 0. 08(0. 05-0. 15)
SD1115 120 (80-250) 0. 1(0. 05-0, 15)
K Cast iron 180-250
SD1135 150  {100~-250) 0. 08 (0. 05-0. 15)

€ Workpiece shape before process

P

M Recomend cutting parameters
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Indexable milling tools MILLING

Common problems in milling and solutions :

Main points of solution| 5fiasi " |  Cuting conditon Tool shape i
inspection material system
AAACBERRRE AR
é ég § ;ﬁ &|® ; =3 g%g g g gﬁ
g z D | § § 33 g
: | MR
Failure | 3 % % g
e, | condten : v
on
dearancel itabl
502 | shape of culing edges v ! |
spvere gﬁdﬁm il 513 v
B onake |-~
8 shape ofcuting edge | ¥ RER
§: Impmperwlﬁng l' l‘
3 gfm condition
2 ES= il p—
- Unktogory | | bt VI vI|vI|vIv|v
Themal e g AEIER! v
g, radior! t }
shape of cutiing edge
Improper cutting
Build-up condition ! ! e
Unsuitable geometry 1 !
shape of cutting edge
Bt e |Gemmaant (o [318|2] | } v
%@Wmﬁ%m e
= [ Smpe“'“s”'md'm\gaggc"edge'e"’ ARARARE
%‘ e Improper geometry T 1 1- v
g shape of cutting edge
g ¢ oult
: B conion aE
shape of cuting edge JE2E 2R v v
=X s | iroroper ectricus L t 1 v (v v v vv|y
Viraon | O e ooy b lv] [t i\ #&l&|e
s | concon v v |v |
I%Iniﬁm Unsuitable geometry ' L |
shape of cutting edge

B49



Indexable milling tor
M”-LIN G Technical informatiog

Up milling Down milling

Climb milling (also called down milling): the feed direction of workpiece is the same as that of
the milling rotation at the connecting position.

Conventional milling(also called up milling): the feed direction of workpiece is opposite to that of
the milling rotation at the connecting position.

In down milling, the major force of cutting edge is compressive stress, while in up milling the tensile stress. The compressive strength of
cemented carbide material is much larger than its tensile strength. In down milling, as chips become thin from thick gradually, cutting edge
and workpiece press against each other. The friction between edge and workpiece is small, thus reducing the abrasion of edge, the
hardening of workpiece surface and the surface roughness (Ra). In uo milling, chips become thin from thick gradually. When the insert is
cutting inta the workpice, it produces strong friction and more heat than in down milling, and make workpiece surface hardenead.

In up milling, because horizontal direction of cutting force milling cutter conducting on workpiece is opposite to the feed direction of
workpiece, the lead screw of workiable joints closely with one side of the screw nut. In down milling, the direction of cutting force is the same
as the feed direction. When edge’ s radial force on workpiece is large enough, the worktable will bounce left and right, thus make the gap
fall behind. The gap will return to the front side with the continuing rotation of lead screw. At this moment the worktable stops motion,
however, it will bounce left and right again when the radial cutting force is large enough again. The periodical bounce of worktable will cause
poor surface quality of workpiece and tool breakage.

When using end mills for down milling, the edges always starts cutting at the workpiece surface, therefore end mills are not suitable for
machining workpiece with hardened surface.

Up milling is recommended for milling thin—wall components or square milling with high requirement for precision.
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vical information

- Pitch selection

Pitch is the distance between one point on one cutting edge and the same point on the next edge.
Milling cutters are mainly classified into coarse, close and extra close pitches.

S
L M H
(Low) (Medium) (High)
Coarse pitch Close pitch Extra close pitch

Unequal pitch design , When the milling width is equal to S )
diareter of culler, the machining systern is stable and When the milling wicth is less than diameter of cutter,
main power of maching is sufficient, the use of coarse Used in general milling and multiple mixed productions. | culling by maximum edges can achieve high productive

pitch can achieve high productive efficiency. afficiancy.

Selection of approach angle
The approach angle is formed by insert and Approach Feedratepertooth | Real maximum cutting depth
tool body. It affects chip thickness, cutting forces
and tool-life. Decreasing the approach angle 90° § hex=fz sinka

reduces chip thickness and expands the cutting
area between cutting edge and workpiece ata
given feed rate.

A smaller approach angle also ensures stable
entry into or exiting workpiece, protecting the 60° f Tiox=0.86%f,
cutting edge and extending tool life. However, this % 2]
will increase axial cutting forces on the workpieca,

75° £ he=0.96%f,

thus is not suitable for machining thin workpiece 45° fz ho=0.707 XfZ
such as thin plate.
,ﬁ
Round insert fz B TC'%(iC-2ap) %o
iC
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Technical information

Ve 1 cuting speed(m/min) Vr : feed rate of workiable ( feed speed)(mm/min)

Ds : nominal diameter of milling tool(mm)

=+ feed rate per tooth(mmiz) 1 i Spindle speed{revimin) b3
: circumference ratio =3.14

Zn ¢ number of leelh T :+ machining time(min)

() : metal removal rate(cm 3 /min)

@ Cutting speed

wxDexn

Y= "Toog @

e Spindle speed
1000= V.

wxDe

n=

(rev/min)

e Feed rate of worktable ( feed speed)
Vr=fxnxzx (mm/imin)

e Feed rate per tooth

e Vf
= g, R

minor angle

Tooth shape
) Feed rate per tooth{fz)
e Feed rate per revolution

iy
fn= T (m)

« Machining time

= L in)
-~ (min

o Metal removal rate

ap*aex Vy
) ="JT(cmifmin)
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Technical information

Function of each part in face milling

Axial rake angle 77

Main angles of face mills

Radial rake angle -

B Main angles of face mills

Axial rake angle 7Y Detarrrr}:n:g the chip Negative angle, excellent capability of chip removal
Radlial rake angle 7p m mgﬁm Positive angle: good cutting performanc
Approachangle K De‘e“;‘:_"“g"m”*’ Krt chiptideesst ; Kr-dchpthidness 4 ;
Determining whether the  [Pooreutingpedormance, | Good cuiting performancs,
Rekeangle R cuting is easy and fast or not|High-strength cuting edge el Low-strength cuting edoe
Inclined angle Poorcutling performance .
of uting ecge AS Delermining the chip direction Wmaﬁ (=) #0=+ (+) Gwdmm

M Characteristics of different rake angles combined

- Double positive rake angle | Double negative rake angle | Posiive and negative rake angle
Negative rake
angle rre) (=) ree)
o
0° rake angle
+
Positive rake
angle
Axial rake angle 7f + =i +
Radial rake angle 1y + == ==
P o A
M 4 J
Applicable
material machined K J J
N
S ) )
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Technical information

M Cutting performances of different approach angles

Approach
e a5° 75° 20°

1
T

Schematic
diagram

Axial force is the largest. i
It will bend when machining thinwall ) . i ) . . .
ol workpiece, i’educiﬂglthe prgcf’;sion of | The main force is radial cutting force. lﬂfa%?éag?nﬁﬁliﬁgz%ﬁ ‘SE;?:DW'
nstruction iece. |t can avoid fringe i i il y

Wbmakﬁ gt m[kpiege oo g Itis often used in general face milling. workpiece
machining cast iron.

Wiper insert

It has axial and radial run-out because
tools and inserts have manufacturing
tolerance. The axial run-out leads to
poor surface roughness.

Moun
il

The wiper insert must protrude below the other inserts
by 0.03-0.10 mm at axial direction, so that the wiping
== Wiper insert = Common insert function can take effect. Generally speaking, a cutier
just needs only one wiper insett. If the diameter of cutter
is much larger or cutter's feed rate per revolution is
higher than the length of wiper edge, 2 1o 3 wiper inserts
can be mounted. J

0.03-0.10mm

B Selection of cutting width and tool cutting diameter in face milling

e de

U O

Generally speaking, the relation between cutting
width and tool cutting diameter is De=(1.2—1.5) ae..
In practical machining, same center line of tool
center and work piece center should be avoided.

Dc=ae

De: Tool cutting diamster
ae: Cutting width
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