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Indexable Milling Inserts MILLING
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milling tools overview  MILLING

angle/Max.
cuttiing(mm)

Applicable insert Application overview Features

AFO1 General face milling of Diameter range @50-@315
- SEET12T3-SFISMISR the following materglgals: Large m.k’e anglg rmlakes cutiing easlier ]
s Kr=45° SEET12T3-ZFIZMZR | steel aloy steel, faE_iiBr.Wllf_rg;pplmtlurﬁ S i bo schiomcllyy
Coiw amem60 | SEETIZT3BFIBM | Sianisscied, cost bl Ll L
hich— rature all Adopting inserts with wiper can improve
SEET12T3-AHW igh-termperature alloy i iy
AF02 SEET12T3-SFISMISR ~ General facemilingof | Diameterrange @50-@125
N g - Kr=45° | SEET12T3-ZFIZMZR Et‘eaéf"mjfm";ite”m‘ LA RE SRV e U 8ekr
" =60 SEET12T3-BF/BM stainless steel, cast Wide applications can be achieved by using
¥4 Ll iron, aluminum alloy, available inserts with different chipbreakers.
SEET12T3-AHW high-temperature alloy Coarse and different pitch, reducing vibration.
AF03 Kr=45° SEON1203AFO0 ’
e T Diameter range @80-@315
gpmar=5.5 SEOR1203AFOO Bra ng Large rake angle makes cutting easier and
stee!_, stainless steal, faster.
Kr=45° SECIN1504AF00 gastinon: Top ciamping achieves better vibration
resistance.
apmar=7 5 SEOR1504AFOO
AF04
Kr=45* OFKTOST3-SF/SM Face miling of steel, Diameter range @50-@160
alloy steel, cast iron, High-economy milling tool with 8 cutting edges.
apmax=3.5 OFKTO5T3-AH aluminum alloy. Screw clamping, high precision,
g
] Kr=45° Face milling of stesl, Diameter range @1 25-@315 _
OFKROT04-SF/SM alloy steel and cast iron. High-economy milling tool with 8 cutting edges.
§_ apmax =5.0 Top clamping makes it easy to assemble and
= disassemble.
=)
(=)
Kr=45° 6040 Generalface milingof | Diameter range @25-@50
apmax=4.0 ONHUO: 8-CRIGMWW steel and cast iron. High—economy milling tool with 16 cutting edges,
K=45" | ONHUOBTS08-GF/iGMW ~ Generalfacemiling of | Diameter range @50-315
apmar=5.0 steel and cast fron. High—-economy milling tool with 16 cutting edges)
Kr=67" PNEG110312R-ZFIZMZR | General face milling of Diameter range 250-2315 i
ama=5.0 |PNEG110512R-GF/IGM/GR steel and cast iron. High—economy milling tool with 10 cutting edges|
: Diameter range @80-0315
Kr=55 HMNEX090512-SF/SM General face milling of High-ecorm\yg milling tool with 12 cutting edges)|
apmar=6.0 HNEX090512-SR castan. Top e e ey - sk S
isassemble,
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MILLING ndexable milling tools:

Operating
pattem

Approach

Series/Shape  angleMax.  Applicable insert

cuttiing(mm)

SPKW1204EDFR

Face milling of steel,

Features

Diameter range @50-2125

Kr=75" Kr75°® ,general face miling
alloy steel and cast
sy T A Wide applications can be achieved by
SPKT1204EDR using inserts with different chipbreakers
Kr=75° SPON1203(1504)EDOO i -
am=60 | SPORI20XISOHEDDD | Face millng of steel, | E;e’s;g?gg rﬂﬁh‘:g
alloy steel and cast :
Kr=75° SPON1504EDOD iron W ;ﬂm d".'al :ese':n?ﬂa:y 4
apmax=8,0 SPOR1S04EDOO
TPON2204PDO) Face milling of steel, | Dameterrange 280-0315
Kr=80° TPKN2204PDF 0] alloy steel and cast Kra0® | for square shoulder miling
agmax=18.0 i Top clamping makes it easy to
TPKNZ204PDTO it
assemble and disassemble.
P Kr=g0" SEETOST308PER-GFIGM gatiald g 950-3.3f15 5 ;
a7 et Eh AR for square shoulder miling Different
BRI i Face milling of steel, pitches:coarse pitch,close pitch and extra
alloy steel, stainless close pitch High precision insert,high
2 _ Kr=90° | SEET120308PER-GF/GM | steel and cast iron work-piece surface quamyagpﬁf:ﬂzed
chipbeaker and gade suitable for
=108 SEET120308PER-GR 4
g apnee finishing, semi—finishing and roughing
= | RFO1
a =50 |  RCKT10T3VO-SM Cavity profie miling | Diameter range 025050
of steel, alloy steel R-type inserts have extra-strong cutting
stainlesé R andr edgesSuitable for machining of curved
a=6.0 | RCKT1204MO-SM/SR/BR | cast iron sLirkace of die Ecoromical miling fools
with screw clamping
apmax=6.0 | RCKT1204MO-SMISR/BR ace miling and Diameter range G63-3200
cavity profile miling | R-typeinserts have extra-strong cutting
apmex=8.0 | RCKT1606MO-SMISR/BR | of steel, alloy steel, | edges Suitable for machining of curved
stainless steel and surface of die Economical milling tools
ama=100 | RCKT2006MO-SRBR | castiron it sl
apmax=4,0 RDKWO803MO i
Cavity profle mlling [ .
R-type inserts have extra-strong cutting
apmax=5.0 RDKW10T3MO of sieq, aloy see), edges Suitable for machining of curved
stainless steel and g )
i surface of die Economical milling tools
apmax=6.0 RDKW1204MO eI with screw clamping
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Approach

5 g Series/Shape angle/Max. Applicable insert Applicaiion overview Features
cuttiing{mm)
apmax=6.0 RDKW1204MO i
;T i Face milling and cavity g?metgr ranniehaﬁo-g - autti
] - O G profile miling of steel, Sy Kyanns flave Sura-gkond 9
Apma I, stainl ey
3 :,:Lf’y sieel, staflesS | S1itable for machining of curved surtace
5 el and cast iron of die
(=} amax=10.0 RDKW2006MO
APKT11T300-GF/GM/ Two mounting styles: Straight shank and
it GR Weldon shank, diameter range @12-263
ama=10.5 Multi-function milling of | Kr90®, for square shoulder milling, slot
APKTHTSOO-AH | g, alioy steel, milling, ramp milling, etc.
stairless steel, cast iron lr;‘:}lsl?ng with wiper, also suitable for face
Kr=90" | APKT160408- GFIGM/GR | and aluminum alloy | jnserts with 3D helical cLtting edige, less
amax=155 APKT160408-AH cutting force
APKT11T300- GF/GM/ N . Diameter range @50-@160
il KFQ?; 5 GR Eﬁer::::lrrr?ga:fdstc:;ﬂy Kra0® for square shoulder milling
- ama=10, e 7
£ ' Inserts with wiper, also suitable for face
-g) " _. ) 'l APKT11T300-AH alloy steel, stainess sl pe
g hlﬁ_? Ki=00° | APKT160408- GFIGM/GR :J“"e' castionand Al | oits with 3D helical cutting edge, less
5 o amu=155 APKT160408-AH hay cuitting force
=
o
% PE02 - Milling of steel, alloy Diameter range @50-@100
@ - - APKTMT300- GF/GM/ | steel, stainless steel, End mills with positive helical angle, good
= ! i GR cast iron and aluminurm | chip removal
= 2max=39.0 APKT11T300.AH | alloy at high cutting For side face millng and slot machining
(o] t depth Close pitch, high machining efficiency
a
Milling of steel, alloy Diameter range 220-@40
Kr=90° APKTMT30O- GF/GM/ | steel, stainless steel, End mills with positive helical angle, good
/ amax=58.0 GR cast iron and aluminum | chip removal
'\;j/ APKT11T300-AH alloy at high cutting For side face milling and slot machining
depth Close pitch, high machining efficiency
PE03 Face miling and cavity
— . profile milling of steel, :
/ Kr=30 APMT1135PCR , Diameter range @25-@40
alloy steel, stainless -
aymax=40.0 APMT160408PDER SR S S End edge over center, for drilling directly
alloy
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Approach
angle/Max.
cutting(mm)

Application overview

Features

Cutting depth: Sotmillng of steel. | D/AMeter 1ange @100-0250
see the detailed Sl ] Two mounting style: mounting by keyway
informetbon =AEQ LR stainiess sieel and Gast | g arbor mounting. Groove width
about tool e tanged. 5. 6, 7. 8mm
(%)) ﬂ specifications
=)
(4]
2
e
2 | PTO1
3
=]
= Cutting depth: i Diameter range @80-@250
a Slot milling of steel, : .
ﬂ see the detailed Stainnlg-;lsngteel E; d cast Two mounting style: mounting by keyway
information MPHTOO iron and arbor mounting. Groove width
about tool tange10. 12, 16, 18. 20mm
“' specifications
= |PTO1
% i , Diameter range @21-@60
= Kr=90° MPHTOD Machining T siotin cast | pachining T-slot with normal size
2 fron 12, 14, 18, 22, 28, 36.
=
@
XKO01
Diameter range @25-@100
Two mouinting types: straight shank and
Slot milling of steel, arbor mounting.
w SOMTOO-SMIGM stainless steel and cast | Cutting forces are resolved effectively.
g iron achieving cutting with high feed rate.
o For plunge milling
=5 Double clamping, firm and reliable.
= Cutting depth:
a see the detailed
= information
& XKo02 aboit ool
g specfications Diameter range 220-@100
: : Two mounting types: straight shank and
a Fac_:e and cavity pr_ome arbor mounting.
WPGTOOZSR millng of steel SAINESS| i torces are resolved effectively
WPGTOICIZSR-GM | Stesland castironin | oo i outting with high feed rate.
cayity applcations; For plunge milling

Double clamping, firm and reliable.
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lexable milling tools overview  MILLING

Series/Shape angle/Max. Applicable insert Application overview Featires
cutting(mm)
;.F KFQ:DG Diameter range @40. @80
E‘ e Coarse and differential pitch, less
APKT150412-GM/ZM Milling of steel alloy vibration
g SPMT120408-GMizM | Steel and castionat |  Holistic structure with good rigidity.
o — high cutting depth interchangeable heads achieve high
3 = economical efficiency
ﬁ apmar=144
ZC01
% -
; SPMT 120408
g ACo1 Charmler mechining 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
= iron
3 |Dco1
Kr=60°
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P | cosrgsnctae | o svcro|S0ssane)  opcsic

g SD4040
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m U SD4050
gr O

Q 8 SD4330
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E" = 854840
E(ﬂ

Q.

m SD3115

r milling inserts

MILLING

Cambination of

high-toughness, high-strangth m
s ¢l 4

substrate and coating

composed of TICN, thin A 120 =41
and TiN

Combination of high
foughness, high strength
substrate and coating
composed of TICN, thin A 103
and TiN

Combination of high
toughness, high strength
substrate and coating
composed of TICN, thin A0z
and TiN

Combination of high
toughness, gradent high
substrate and coating
composed of TICN, and ulira
fine Al:01

Combination of high
toughness, substrate and
coating composed of TICN,
thin Al:03 and TiN.

Good combination of substrate
with high wear-resistance and
coating composed of TICN
and thick Al 202

Good combination of substrate
with high wear—resistance and "
coating compased of TIGN
and thick Al 205

| P15735 2

M10730

L P15°40 2

M10730

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

Suttable for rough and
semi=finish milling 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 matenial.

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.

" Vomn | oo | BOaphtir | upkem

o

= SD1015
®
-

o U ..
2o

Q_ a SD1035
D ==

E‘; = sD1125
E..l'.Q

Q.

[5) SD1135

Fine carbide substrate +MNano coating

Substrate with excelient deformation

Ura fine carbide substate +Nano coaling

substrate with good toughness and
strength+Nano coating

substrate with moderate hardness and
strength+Nano coating.

L K05"K20 2

GIE»

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 milling of M-type
material.

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

Suitable for rough and milling of K-type
matefial
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MILLING Grade classification for milling insel

apigJed pajuawad

BRI

SP302
8K051
SK101

8K202

ISO applied range Application field

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

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

Suitable for finish and
semi-finish miling N-type
material.

Suitabie for rough and
semi-finish milling of K-type
material. and rough miiling of
N-type material.

Bl11l



B AF01/02 Selection of inserts

290 o
iy 2
ac e
e ad
, ]
bs J
4
Basic dimensions(mm) CVD Coating PVD Coating mmmd
L |91.6] & | ed |bs | R B 3 8333 EE 3 E Q= S 0o o
caddadd EéEEéE 8@%%
B v v w 8 8 ol oW (73] [N
SEET12T3-SF 13.4|13.4)3.97 | 4.1 | 2.55 ® * O * O Q
- SEETI2T3-ME  |13.4|13.4|397| a1 | 255 ™ *x O 0 O
— SEETI2T3-BF  |13.4|13.4|397| 4.1 |2.55 ™ * O * 0O O
SEET12T3-FM 13.413.4|3.97 | 4.1 | 2.55 o0 O % * O
. SEET12T3-MM 13.4 [ 13.4|3.97| 4.1 | 2.55 [ ] G % * @]
_— SEET12T3-BM 13.4 | 13,4 3.97 | 4.1 | 2.55 ® 0 %X * @]
SEET12T3-5R 13.4 [13.4]3.97 | 4.1 |2.55 L ] o %k o * (©]
. SEET12T3-WR 13.4 [ 13.43.97 | 4.1 | 2.55 [ ] O & T % O
===
g = SEET12T3-AH 13.413.4|397| 4.1 | 2.55 O %
SEET12T3-W 17.82|13.4 [ 3.97 | 4.1 | 9.46 | 500 L * *
2075
) o
N 4 29°

# Recornmended grade @ Available grade
(always stock available)

(always stock available)

{C) Make-to—order
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M 8 —BF —BM
K —WF —hiMt —HR
N ~AH

I Recomend cutting parameters

-SF -FM -SR
sD2025
S 270/(220-350) 0.150.1-0.2 0.2 (0.1-0.3) 0.300. 2-0.4)
Low-carbon steel =180 s01125 270 (200-360) 0.15(0.1-0.2 0.2 (0.1-0.3) 0.3(0. 2-0. 4)
s0ft steel
SDI 135 230(170-350) 0.15(0.1-0.2) 0.2 (0.1-0.9) 0.310. 2-0.4)
SD2025
- 240 (200-320) 0.15(0.1-0.2 0,2 (0,1-0.3) 0,310, 2-0,4)
P Hghzcabonstesl] -2 SD1125 240 (180-350) | 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.300.2-0.4)
Alloy steel
SD1135 220 (150-330) 0.150.1-0.2 0.2 (0.1-0.3) 0.300.2-0.4)
SD2025 _
Sa 220 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.300.2-0.4)
Alloy tool steel 230-350 sD1125 220 (170-340) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0. 2-0.4)
SD1 135 190 (130-300) 0.15(0.1-0.2) 0.2 (6.1-0.3) 0.3(0. 2-0.4)
-BF -BN
SD2025 150 (120-240) 0.15(0.1-0.2) 0.2 (0.1-0.3)
Stainless steel <270 SD1125 160 (110-270) 0.150.1-0.2 0.2 (0 1-0.3)
sD1135 140 (100-250) 0.15(0.1-0.2 0.2 (0.1-0.3)
-NF —hM -WR
SD1105 210 (120-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0,300,204
Cast iron 180-250
sD3315 240 (180-300) 0.15(0.1-0.9 0.2 (0.1-0.3) 0.3(0.2-0.4)
| ~AH
w! l sKiof 300-
| Alluminium alloy - 0.25 (0.1-0.4)
N SK201 300
[ ==
-BF —BN
. SD1105 50 (20-60) 01 0.1-0.2 0.18 £0.1-0.3
high i <400
temperature alloy SD1125 40 (20-50) 0.1 (0.1-0.2 0.15 (0.1-0.3)
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Indexable Milling Inserts MILLING

B AF03 Selection of inserts

A
Basic dimensions(mm) CVD Coating PVD Coating  |Cemmet ana-hdca‘mbl

Insert shape Type | 2388888 (2882188 25358
L al.e 5 bs ¢ |geegexEc«c = =R
538288 553555 5238
SEEN1203AFTN 12.7 12.7 3.18 1.8 |O L] * L]
SEKN1203AFFN 12.7 12.7 3.18 1.8 |O ® L ]
- SEKN1203AFN 12.7 12.7 3.18 1.8 |Q ® @
SEKN1203AFTN 12,7 12.7 3.18 1.8 |O ® * L ]

= SEKR1203AFN 12.7 12.7 318 1.8 O ® *
SEKN1504AFN 15.875 | 15.875 | 4.76 16 |O e * L]
SEKN1504AF TN 15.875 | 15.875 | 4.76 L8 |O ® * [ ]

SEKR1504AFN 15.875 | 15.875 | 4.76 1.6 (O *

* Recommended grade @ Avallable grade O Make-lo-order

(always stock available) (ahways stock available)
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MILLING Indexable Milling Inserts

B Recomend cutting parameters

sSD112s 270 (200-360) 0.2 (0.1-0.3

Sgi?j‘: 270 (220-350) 0.2 (0. 1-0.4)
Low—carbon steel =180 S
soft steel SD4140 220 (180-300) 0.25 (0, 15-0.3)
SP301 140 (100-220) 0.27 (0,1-0.4)
P sD1125 240 (180-350) 0.2 (0.1-0.3)
SD2025
" dhed e S 240 (200-320) 0.2 (0. 1-0.4)
Alloy 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)
g'ﬁ: 230 (180-300) 0.2 (0, 1-0.4)
Alloy tool steel 280-350
SP4140 180 (150-250) 0,25 (0 15-0.3)
SP301 100 (60-180) 0.27 (0.1-0.4)
sD1 125 140 (100-250) 0.2 (0. 1-0.3)
Stainless steel <270 8D2025 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)
K Cast iron 180-250 SD3125 200 (150-250) 0.2 (0. 1-0.4)
SK201 100 (B0-160) 0.25 0.1-0.4)
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m AF04 Selection of inserts

/f
Basic dimensions(mm) CVD Coating PVD Goating |ermescemertocatis
Insert shape Type iy i i Tl

L |ene| s | e nﬁgﬁgga EEE-E8 8555

333382 [B8B8BE |583%5%

OFKTO5T3-SF 526 | 12,7 | 3.97 | 44 | 0.5 Q * O 8]

_bFKfﬂSTs-su 5.26 2.7 3.97 | 44 | 0.5 O * O O

OFKTOS5T3-AH 526 | 12.7 | 3.97 | 4.4 '0.5 O O'.
* Recormmended grade @ Available grade () Make-to—order

(always stock available) (afways stock avallable)

@ Chipbreaker selection for AFO4 milling inserts

B16



Indexable Milling Inserts MILLING

¥ Recomend cutting parameters
[ ] ]

il _SF _sm
SD2025 270 (220-350) 0.2 (0.1-0.3) 025 (0.1-0.4)
SD1125 270 (200-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Low-carbon steel =180
804140 220 (180-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
soft steel
SD1135 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)
SD1125 240 (180-350) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
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)
801125 220 (170-340) 0.15 (0. 1-0.3) 0.2 (0.1-0, 4)
Alloy tool steel 280-350
S04140 180 (150-250) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
8D1135 190 (130~-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
sD1129 160 (110-270) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Stainless steel =270 sD1135 140 (100-250) 0.18 (0.1-0.3) 0.2 (0.1-0.4)
sDz02s 150 (120-250) 0,18 (0. 1-0.3) 0.2 (0.1-0,4)
Castiron 180-250 sD1105 210 {120-300) 0.2 (0.1-0.3) 0.25 (0. 1-0. 4)
-AH
Aluminum alloy = SKI0 300~ 0.15 (0.05-0.3)
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Indexable Miling Inserts MILLING

@ AF04 Selection of inserts

(/’
Basic dimensions(mm} CcVD Coaﬁng WDGoanr;g
Insert shape Type 7 _

L |oie| s R §§B§$B c838288 §§§§
558582 |Bhobbnl 5355

OFKRO704-SF 7.45 | 17.94 | 478 0.8 Oe o *x

OFKRO704-5M 7.45 17.94 | 4.76 0.8 O ® O %
% Recommended grade @ Available grade () Make—lo-order

{always stock availabie) (always stock available)

I Chipbreaker selection for AFO4 milling inserts

" ~SF ~Sit
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MILLING Indexable Milling Inserts

I Recomend cutting parameters

-SF —5¥
(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)
220 (180-300) 0.2 (0 1-0.3) 0.25 (0.1-0.4)
230 (170-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
240 (200-320) 015 (0.1-0.3) 02 (0 1-0.4)
Ho-cabmnsies | o D112 240 (180-350) 0.15 (0.1-0.3) 0.2 (0. 1-0.4)
Alloy steal

SD4140 200 (160-280) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
01138 220 (150-330) 0.2 (0.1-0.3) 0.25 (0.1-0.4)

SD2025
SD2035 220 (180-300) 0.15 (0.1-0.3) 0.2 (0, 1-0.4)

SD4130
Alloy tool steel 280-350 sD112s 220 (170-340) 015 (0.1-0.3) 0.2 (0.1-0.4)
SD4140 180 (150-250) 0.2 (0.1-0.8) 0.25 (0.1-0.4)
SD1138 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 : :
SD2025 150 (120-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
SD2035 230 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
SD1108 210 (120-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Castiron 180-250

SD3125 200 (150-250) 0.2 (0, 1-0.3) 0.25 (0.1-0.4)
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ble Milling Inserts MILLING

B AFO06 Selection of inserts

-
Basic dimensions(mm) CVD Coating PVD Coating OadeCemefmdmlhdel
Insert shape T
e e 288888 |28801y 855 o
L |OLCl 8§ |ed [ r 1SS §F IS 2B 2 s m%SQ
2.0 RO R g Y e 2 e e B e D—ﬁuﬁi
I T R M W oW wowm o 7] 75
ONHU060408-GF 6.58 [15.875| 4.76 | 4.4 | 0.83 * *
. ONHUO8TS08-GF 8.37 | 20.2 | 5.77 | 5.3 | 0. 83 * *
ONHU0&0408-GM 6.58 (15.875) 4.76 | 4.4 | 0.83 *
ONHUO0BT508~GN 8.37 | 202 | 5.79 | 5.3 |0.83 *
ONHUOETS08-W 69 | 20.5 | 6.00 *
* Recommended grade @ Available grade O Make-to-order
(always stock available) (always stock available)
¥ Recomend cutting parameters
ONHUOB CCICICI-GF /Ghe/W
i 5k SD1105
W—CAl steel aD2035
= i 4 .1-0.
il 180 SDI175 270 (220-350) | 0.2 (0.1-0.4) 4 5
8D4230
. SD1105
ngh_cafbon stee 180-280 S 260 (200-320) | 0.2 (0.1-0.4) 4 3
Alloy steel SD1125 T
SD4230
SD10s
Alloy tool steel SD2035 = ?
Y 280-350 SD1125 240 (180-300) | 0.2 (0.1-0.4) 4 B
SD4230
Stainless steel =270 SD2035 2300180-300) 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.

B20



MILLING Indexable Milling |

B DFO01 Selection of inserts

¢

S —

Basic dimensions(mm)

Insert shape Type
Lfoncf s od [bs lame @ SBEFE 583288 85355
- = = T o o e S =
§28883 38858558 [53%%3
PNEG110512R-2ZF | 5.4 [15.875( 556 [4.64 | 1.6 | 5 ® *
PNEG110512L-ZF | 5.4 [15.875/ 5.56 | 4.64 | 1.6 | 5 e *
PNEG110512R-ZM | 5.4 |15.875{ 556 | 4.64 | 1.6 | 5 o *
PNEG110512L-ZM | 5.4 [15.875{ 5.56 | 4.64 | 1.6 | 5 ® *
PNEG110512R-ZR | 5.4 [15.875( 5.56 | 4.64 | 1.6 | 5 ® #*
PNEGT10512L-ZR | 5.4 [15.875( 5.56 | 4.64 | 1.6 | 5 @ *
 Recommended grade @ Available grade ) Make—to—order
{always stock available) {ahways stock available)

Basic dimensions(mmy) CVD Coating PVD Coating Ce'rmilCena'Bdmde

Insert shape Type o o Q 0 o L W Wy W W
2] w O S W - &N 9 o o e e
L |orc| s | od bsﬂpmu?%%@?@ 8888 888§
858888 88888 &5 5 5
PNEG110512R-GF | 7.5 [15.875) 5.56 | 4.64 | 1.4 | 7.5 =] *
PNEG110512L-GF | 7.5 [15.875 556 |4.64 | 1.4 | 7.5 &) *
PNEG110512R-GM | 7.5 [15.875( 5.56 | 4.64 | 1.4 | 7.5 L] o
PNEG110512L-GM | 7.5 [15.875 5.56 | 4.64 | 1.4 | 7.5 =) *
PNEG110512R-GR | 7.5 [15.875{5.56|4.64 | 1.4 | 7.5 =] *
PNEGT10512L-GR | 7.5 [15.875) 5.56 | 4.64 | 1.4 | 7.5 @ *
% Recommended grade @ Available grade (O Make-to-order
(always stock available) {ahways slock available)
® Recomend cutting parameters
Cutting parameters
Workpiece material Hardness HB | Insert grade - Fz (mm/z) o
i i V (m/min) “apmai (mm)
GF G GR
Low-carbon steel SD2035
<180 270 (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
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 — 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} IR
Cast iron 180-250 SD3315 270 (150-300) 5
0.150.1-0.2) | 0.200.1-0.3) | 0.300.2-0. 4
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MILLING Indexable Milling Inserts

B DFO1 Selection of inserts
.

20y

120°
/R o o . el . e m -
225388 (5858888 |588553

HNEX090512-SF g.16 | 15.875 | 5.5 1.7 * *

HNEX090512-SM 9.16 | 15.875 | 5.56 1.2 * *

HNEX070512-SR 7.16 '*@5. 875 | 5.56 12 * *
* Recommended grade @ Availabie grade () Make-lo-order
(always stock available) (akhways stock available)

I Chip- breaker selection for DF04 milling inserts

B Recommended cutting parameters

—SR

-SF SN
0.15(0.1-0.2) 0.2 (0.1-0.3 0.3(0.2-0.5)

180 (110-250)

180-250

Cast iron
503125 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 ndexable Milling Inserts

B EF04 Selection of inserts

,//_
S
Basic dimensions(mm) GVD Caaling PVD Goating |Cemelerentccaticd
ISR o el m.§,§g§§§ ?—’g-g.::: 8828
O Qoo jors F 1 oo o e o G 35 ﬁ 5 g
wowow oW oW L 7 7 R T B B
SPKW1204EDFR 127 | 127 | 4.7 | 556 * * *
SPKW1204EDSR 12.7 12.7 4.76 | 5.5 * * *
SPKT1204EDR 12.7 12.7 4.76 5.56 * * Hr
% Recommended grade @ Available grade (C Make-to-order
(always siock available) (always stock available)

F EDFR EDR EDSR
M EDFR EDR
K EDFR EDR

1 Recommended cutting parameters

Low-carbon stegl

scliotadl =180 sD1125 270(200-360) 0.2 (0.1-0.3)
Hi@m;m 180-280 SD1125 240 (180-350) 0.2 0.1-0.3)

Alloy tool steel 280-350 SD1125 220 (170340} 0.2 (0.1-0.3)

m Stainless steel =270 SD1125 160 (110-270) 0.2 (0.1-0.3
K Cast iron 180-250 SD1125 160 (120-200) 0.2 (0.1-0.3)
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S
-_: | o L
+ 2 1°

Basic dimensions(mm) CVD Coating PVD Coating CemletCarentedmm&J
338333 3235855 |58%5
SPKN1203EDER 12,7 [ 12.7 18] 1 14 |@ * [ ] O ]
SPKNIEII)EIIE.E)IEL 12.7 | 127 .n;m 1 14. * [ ] Q .
SPKNI 203EDFR 127|127 |18 | 1 | 14 |@ S & 0 °
SPKNI 203EDFL 2.7 | 127318 1 | 14 |@ * ® o °
SPKN1£5§E65KR 12.7 | 12.7 .N;m 1 .2 . * @ o .
SPKN1£55EESKL 12.7 | 12.7 .Is.s.m 1 1.4 . * o & .
smmé&éﬁﬂm& S _u;,., 1 14. * z — .
SPKN1203EDTKL 27 | 127 | 318 | 1 14. i * @ 3 .
5PKN1£6§E5331R 12.7 | 12.7 u‘am 1 u. * e O .
SPKN1203EDS3 1L 127 | 127 | 3.18 1 1.4 @ * L] Q [ ]
SPRN1 203EDT3 R 127 [ 127 | 318 | 1 fa ) * ® 8] .
SF'-I-(N1203EDT31L 127 | 127 | 3.18 | 1 14 . * [ ] O .
s |SPKR1203EDR-GM 12.7 | 12.7 18] 1 1.4 ® X * @] ]
l! 'E| smméﬂéﬁﬁ—w 127 | 1227 | 3.18 | 1 1.4 & * * o °
SPKN1504EDER 15.875 |15.875| 4.76 1 1.4 O +* L 8] [ ]
SPKMH-';I;I_E_IJ-EL 16.875(15.875| 4.76 | 1 1.4 O * ] O e
SPng&EBFR 15. 875 | 15. 875 -.?;;“ i 14| 0] * L ] Q L]
spxmgalllslan s _?;.. - o O * & = .
SPKN1504EDSKR 15.875(15.875| 4.76 | 1 1.4 Q * ® O @] @
SPKNIQB;EESKL 15. 876 |15. 875 .?;sm o ra | Q * L O Q .
-— swmé&gﬁma 15. 875 |15.875 .?.;“ [ 1 1“.«; ........ Q * L] O gl | .
SPKNIQ@EﬁTKL 15. 875 |15. 875 .?f-.m 1 u O“ * L ] O @] .
SPKN1504EDS32R 15.87515.875| 4.76 1 1.4 O * L ] (©] Q ]
SPI(M!;*;&I;_ESEIL 15 875|15.875| 4.76 1 1.4 O * L] O £ [ ]
SPKNISNEDTSZR 15. 875 15. 875 ,?;" ] 1 14 ..... L * L ] O i .
SPKNIS-I;I_E-[;TSZL 15.875|15.875| 4.76 1 1.4 O * @ @) @] ]
. |SPKR1504EDR-GM 16.875(16.875| 4.76 | 1 1.4 O * ® x O [
|'! {I SPKRigaEISl.—m 15. 87515. 875 ,n;“ [ 1 14 ........ 9] * L] * ol & l

* Recommended grade ® Availabie grada

(always stock available)

Order guide: SPKN1203EDT3 1 R darkingande 20; cramingwidh 0.15mm, For other edge shapes, see inserts code key standard,
I — |

) Make—to—order

{always stock available)
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xable Milling Inserts MILLING

Basic dimensions(mm) CVD Coating PVD Coating  |CermetiCemented carbide
Insert shape Type
8886888 85388886 658
Wiper inserts SPEX1203EDL-1 15 | 12.7 |12.7| 3.18 | 10 | 500 [ ] L ] L ]
SPEX1203EDR-1 18 (2. |t e 18 500 L L ] [ ]
W | sPexisodeol-1 | 18.2 158755875 4.76 | 10 | 500 ® ° ]
SPEX1504EDR-1 | 18.2 |15. 87515, 875 4.76 | 10 | 500 [ L] L]
s FRecommended 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
SPODOEDERIL 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
SPOOEDSOORIL rough machining of steel parts under poor working conditions.
SPOOEDTKRIL Chamfered edge is suitable for semi-finish and finish machining of steel, stainless steel
SPOCEDTOORIL and cast iron materials.
3D chipbreaker can reduce cutting force, reinforce the capability of chip control, and
SPOCEDR/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

e |

SD1125 270(200-360) 0.2 (0. 1-0.4)

SD1135 230 (170-350) 0.24 (0.1-0.3)

Low-carbon steel <180 iow 44 270(220-250) 0.2 (0. 1-0.4)
soft steel Sodfan

SD4140 220 (180-300) 0.25 (0. 15-0.3)

P30 140 (100-220) 022 (0.1-0.3)

01125 240 (180-350) 0.2 (0.1-0.3)

01135 220 (150-330) 024 (0.1-0.3)
High—carbon stee —

P e 180-260 b 240 (200-320 0.2 (0.1-0.4)
SD4140 200 (160-280) 0.25 (0. 15-0.3)
sPa0 120 (80-200) 02 0.1-0.3
SD1125 220 (170-340) 0.2 (0. 1-0.3)
SD1135 190 (130-300) 0.4 (0.1-0.3)

Alloy tool steel 280-350 gﬁﬁ 220 (180-300) 0.2 (0.1-0.4)
SD4140 180 (150-250) 0.25 (0. 15-0.3)
P30 100 (60-180) 0.2 (0.1-0.3)
SD1125 160 (110-270) 0.2 (0.1-0.3)
SD1135 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. 15-0.9)
SD1105 210 (120-300) 0.12 (0. 08-0.3)

K Cast iron 180-250 SD1135 160 (120-200) 6.2 (0.10.3)
101 100 (80-160) 0.24 (0. 15-0,4)
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Basic dimensions(mm) CVD Coating PVD Coating Ca'n'ml:ermnedmmcd
Insertfihape Typa D9 O 0 0D o w W w5 w ow &l o= e B4
LJOLC) s |be|bs | a |S36888 |888¢¢¢ g§888
388888 388888 b P E D
TPKN2204PDFR 22 |12.7|4.76| 1.4 | 0.7 | 11° O * * O O [ ]
TPKN2204PDFL 22 (127 (476 1.4 | 0.7 | 11° O * * O O [ ]
TPKN2204PDR 22 (127|476 1.4 | 0.7 |11° Q * *x O Q [ ]
TPKN2204PDL 22 |12.7|476| 1.4 | 0.7 | 11° ] * * O @] [ ]
= oot b d 2 ol B N T B T IE Ic l lee
TPKN2204PDTR 22 | 127|476 1.4 | 0.7 |11° QO * * O O ®
TPKN2204PDTL 22 127|476 1.4 | 0.7 | 11° (@] +* * O Q ®
% Recommended grade @ Availabie grads (O Make—to-order
(always stock availabla) {always stock availabla)
M Recomend cutting parameters
Vi/min) |
SD4130 270 (220-350) 0.2 (0.1-0.4)
R o SDA140 220 (180-300) 0.2 (0.08-0.3)
=180

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}

: SD4140 200 (160-280) 0.2 (0.08-0.3)

H'ghm_gm;:e?% 180280

sD1125 240 (180-350) 0.2 0.1-0.3)

SPan1 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

SD1125 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}

Cast iron 180250 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

S 3 ad r T = = = £ & — =
38448 388555 5% % 3
SEETOYT30BPER-GF | 9.525 [9.525 | 4.01 | 3.3 | 0.8 |O * * 5| o
SEETO9T30BPER-GM | 9.525 [9.525 |4.01 | 3.3 | 0.8 |O * * @] @]
SEETO9T30BPER-GR | 9.526 [9.525 | 4.01 | 3.3 | 0.8 @] * * O O
SEET120308PER-GF [13.308(13.308| 4.04 | 41 | 0.8 |O * * (@] &)
=l

SEET120308PER-GM [13.308(13.308| 4.04 | 4.1 | 0.8 O * * Q o
| SEET120308PER-GR |13.308[13.308| 404 | 4.1 | 08 o * * O o

= @ | [ | [ | |

* Recommended grade @ Available grade
(always stock available)

(always stock available)
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MILLING Indexable Milling Inserts

I Recomend cutting parameters

-PF

—PR

270(220-350) | 0.15(0.1-0.2) | 0.2 0108 | 0.3 (0.2-0.4)

Low-carbon steel <160 so1125 20(200-360) | 0.150.1-0.2) | 0.2 ©1-03 | 0.3 (0.20.4)
soft steel

D135 280 (170-350) | 0.15(0.1-0.2 | 0.2 ©.1-0.8 | 0.3 (0.2-0.4)

sD2025 240 (200-320) 0. 1560, 1-0.2) 0.2 0.1-0.3 0.3 (0.2-0. 4

High-carbon stee 180—280 D1 125 240 (180-250) | 0.15(0.1-0.2) | 0.2 0.1-0.3 | 6.3 (0.2-0.4
Alloy steel

D135 220 (150-330) 0.15(0. 1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4

02025 20 (180-300) | 0.10.1-0.9 | 0.2 0103 | 0.3 (0204

Alloy tool steel 280—350 1125 20 (1703400 | 010.1-0.2 | 0.2 0.1-03 | 0.3 0.20.4

1135 190 (130-300) | 0.15¢.1-0.2) | 0.2 @103 | 0.3 (0.20.4

02025 150 (120240 | 010.1-0.2 | 0.2 @109 | 0.3 (0.20.4

Stainless steel <270 SD1125 160 (110-270) 0.10.1-0.2 | 0.2 @1-09 | 0.3 @204

o135 140 (100250 | 0.15(0.10.2) | 0.2 0169 | 63 (0.2-0.4

SD1 105 210 (120-300) | 0.15(0.10.2) | 0.2 0.1-6.9 | 0.3 (60.2-0.4)

B 180—250 S0t 125 160 (120-200) | 0.15¢0.10.2) | 0.2 0109 | 0.3 (©.20.8

03125 200 (150-250) | 0.15(0.1-0.2 | 0.2 0.1-0.9 | 0.3 ©.20.4)




MILLING Indexable Milling |

B RFO1 Selection of inserts

Ve

.S,
|
i——-’u
Bd]:| I
771 I
L1
Basic dimensions(mm) CVD Coating PVD Coating Ce'nﬁICenHmdcarhdel
Insert sh T 0 9O D Qoo 0 W W W .-
aps L . 832838 288288 g s T i
ar. C S od g % T % 9 o - s = == = a8
s JROT o Tt im (N v = (R o | G o o R = e = o ﬁ ﬁ %
L7 7 B 7 B 7 B 7 B 7 W oW ow oW w
e RCKT1 0T 3MO-SH 10.0 3.97 4.4 (@] [ ] * O O
- RCKT1204M0-SH 12.0 4.7 4.0 @] o * O ]
‘!. ¥ ] 7 ] e RN
O RCKT1204M0-SR 12.0 4,76 4.0 @] L ] *x O &
' RCKT1204M0-BR 12,0 4,76 4.0 @) o * O O
A Recommended grade @ Available grade () Make—to—order
(ahways slock avallable) (always slock available)
Insert grade .
s Vim/min)
-SR
SD2025 jio e i
e 270 (220-350} 0.2(0. 1-0. 5} 0.3 (0.2-0.8)
Low-carbon steel
soft steel =180 i 270 (180-300} 0.25(0.1-0.5) 0.3 (0.2-0.8)
SD4230
SD1125 270 (200-360) 0.2{0.1-0.5) 0.3 (D.2-0.8)
SD2025 ey 1
e 240 {200-320} 0.2(0.1-0.5) 0.3 (0.2-0.8)
High—carbon stee SD414
Alloy steel 180-280 sojlag 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)
Sult 220 (180-300) 0.200.1-0.4) 0.3 (0.2-0.6)
SD4130 : : PSR MRS
SD4140
280-350 150 iy
Alloy tool steel s 180 (150-250) 0.2(0.1-0.5) 0.3 (0.2-0.8)
SD1125 270 {170-340) 0.2(0.1-0.4) 0.3 (0.2-0.6)
SD2025 150 (120-240} 0.200.1-0.4) 0.3 (0.2-0.6)
Stainless steel =270 SD4140 150 (100-220) 0.2(0.1-0, 4) 03 (0.2-0.6)
8D1125 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 I

B RFO1 Selection of inserts

i

/
.
Basic dimensions(mm) CVD Coating PVD Coating Ce‘met‘GemenmdcaﬂdJ
Insert shape Type o 2 9 w W n 0w
* e | s | o |E3BF3F SE8EzEE Gzt
2358835 [3338333 |53%
(;'b’ RCKT1 204M0-SH 12.0 4.7 40 @) ® e O
).
v RCKT1606M0-SH 16.0 6.35 5.56 O ] e C
RCKT1204M0-5R 12.0 4. 76 4.0 Q ] [ ]
t.) ROKT1 604M0-SR 16.0 6.35 5. 56 (@] [ ] [ ]
- RCKT2006M0-SR 20.0 635 6. 55 Q L ] B o
RCKT1204M0-ER 12.0 476 4.0 * *
RCKT1 606M0-BR 16.0 6.35 5.56 * *
RCKT2006M0-BR 20.0 6.35 6,55 * %
A Recommended grade @ Available grade () Make—to—arder
{always stock available) (atlways stock available)
I Recomend cutting parameters
—-SM -BR
SD2025
i 270 (220-350) 0.200.1-0.5)
Low—carbon steel
SD4140
<180 . ’
<oft steel - 220 (180-300) 0.25(0.1-0.5) 0.3 (0.2-0.8)
SD1125 270 (200-350) 0.2(0. 1-0.5) 0.3 (0.2-0.8)
802025
SD#130 240 (200-320) 0.2(0.1-0.5) 0.3 (0.2-0.8)
High-carbon stee SD4140
180-280 i 5 g
Aloysnl i 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
280-350 250} - %
Alloy tool steel i 180 (150-250} 0.200.1-0.5) 0.3 (0.2-0.8)
SD1125 220 (170-340) 0.2(0.1-0.4) 0.3 (0.2-0.8)
SD2025 150 (120-240) 0.2(0.1-0.4) 0.3 (0.2-0.6
SD2035 150 (100-220) 0.2(0.1-0. 4 0.3 (0.2-0.8 0.300.2-0.6)
M Stainless steel =270
SD414D 150 (100-220) 0.2(0.1-0.4) 0.3 (0.2-0.86
SD1125 160 (110-270) 0.2(0.1-0.4) 0.3 (0.2-0.8
Cast iron 180-250 SD1135 210 (120-300) 0.2(0. 1-0.5) 0.3 (0.2-0.8)
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P PR, 5

T

Basic dimensions(mm) CVD Coating PVD Coating Cemnetlcwmbdwnda‘
Insert shape T
w - sgEgeal 2gsEng |e=lzn
L sd 1238338 888¢c¢:¢2 S8 5§
335865 3RRnnAl (553
RDKWOS03MO 8 318 3.4 @] e * O
. RDKW10T3M0 10 3.97 4.4 Q [ ] * o
v RDKW1204M0 12 476 4.4 L& L ] * o
s Recommended grade @ Available grade { Make—to-order
(always stock available) (always stock available)
9 Recomend cutting parameters
sD2025
e 270 (220-350) 0.2 {0.08-0.45)
SD4140
<180 T %
soft steel R 220 (180-300) 0.25 (0.15-0. 45)
SD1125 270 (200-360) 0.2 (0.1-0.45)
SD2025
Sraton 240 (200-320) 0.2 {0.08-0.45)
igh—carbonsteel 180-280 SD4140 g ]
Alloy steel aD1135 200 {160-280) 0.25 (0. 15-0. 45)
SD1125 240 (180-350) 0.2 (0. 1-0.45)
SD2025
bk 220 (180-300) 0.2 {0.08-0.45)
SD4140
Alloy tool steel 280-350 St 180 (150-250) 0.25 (0.15-0.45)
D125 220 (170-340) 0.2 (0.1-0. 45)
801225 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)
8D 1125 160 (110-270) 0.2 (0.1-0. 45)
Castiron 180-250 01135 210 (120-300) 0.2 (0.1-0. 45)
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MILLING Indexable Milling Inserts

I RFO2 Selection of inserts

i
Basic dimensions(mm) CVD Coating PVD Coating CEWJGG(TBIIBGCHMA
Insert shape Type
. ] : 0 2 2 99 o WOW W o oW
oc | s | o (B3EE3E SEE8:EE |assg
258888 |388888| |B¥5%8%
RDKW1204M0 12.0 4.76 4.4 Q0 L ] * O
. RDKW1 60580 16.0 5. 56 5.5 OO L ] * O
v RDKWZ006N0 20.0 6.35 65 (OO [ ] * @]
* Recommended grade @ Available grade (O Make—to-order

(always stock available) (always slock available)

i Recomend cutting parameters

SD2025
T 270 (220-350) 0.2 (0.08-0.45)
SD4140
=180 = i
R 220 (180-300) 0.25 (0.15-0.45)
SD1125 270 (200-360) 0.2 (0.1-0. 45)
SD2025
AP 240 (200-320) 0.2 (0.08-0.45)
SD4140
180-280 =
SpAtE 200 (160-280) 0.25 (0. 15-0.45)
SD1125 240 (180-350) 0.2 (0. 1-0. 45)
sD2025
el 220 (180-300) 0.2 (0.08-0.45)
SD4140
Alloy tool steel | 280-350 e 180 (150-250) 0.25 (0.15-0.45)
sD1125 220 (170-340) 0.2 (0. 1-0.45)
801225 150 (120-240) 0.2 (0.08-0.45)
8D2025 150 (120-240) 0.2 (0.08-0.45)
Stainless steel =
M = p—_ 150 (100-220) 0.25 (0.1-0.45)
SD1135 : i
SD1125 160 (110-270) 0.2 (0.1-0. 45)
Castiron 180-250 SD1135 210 (120-300) 0.2 (0.1-0. 45)
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(always stock availabla)

(always stock availabla)

S
y I
R -j - ad lﬂ
i -
88’ -
Basic dimensions(mm) CVD Coating PVD Coating Oa'nﬂcemeﬁadwa
Lo e 228898 (228 08y §._B
L |tw| s |ea|r 888338 [288EFF 8852
36588685 [B333383 %%ﬁﬁg
APKT1MT304-GF | 1224 | 65 | 36 | 28 | 04 |@ *x O Qg ©
APKT11T308-GF | 12.24 | 65 | 36 | 28 | 05 |@ * O @) i B
| @ | | APKTHTI12GF | 1224 | 65 | 36 | 28 | 12 |@ * O = N |
. APKT11T316-GF | 1224 | 65 | 36 | 28 | 16 |@ * O = B
APKT160408-GF |17.877| 933 | 576 | 44 | 03 |@ * O O O
o APKTMT304-GM | 1224 | 65 | 36 | 28 | 04 e O % * %k *W
APKTMT308-GM | 1224 | 65 | 36 | 28 | 08 e O % Kk k
@ APKTNMT312-GM | 1224 | 65 | 36 | 28 | 12 .--- HO * O % O_ ___________ i
APKTMT316-GM | 12.24 | 65 | 36 | 28 | 16 & O * 0 % @
APKT160408-GM |17.877| 933 | 576 | 44 | 08 ® O*x Ok x *
APKT11T304-GR | 1224 | 65 | 36 | 28 | 04 e o * Q0 G
o= .' ¥ APKT11T308-GR | 12.24 | 65 | 36 | 28 | 08 ® O % O
ﬁ APKT11T312-GR | 1224 | 65 | 36 | 28 | 12 . a * O IIIIIII
APKT11T31sI;; 12.24 | 65 | 36 | 28 | 16 ® U O_
APKT160408-GR | 17.877| 933 | 576 | 44 | 08 ® O O
—— APKT11T304-AH | 12.24 | 65 | 36 | 258 | 04 o *x
‘ﬁ APKTIITI08-AH | 1224 | 65 | 36 | 28 |08 | | ® *x
APKTIG0408-AH |17.877| 033 | 576 | 44 | 08 | | ® &
 Recommended grade @ Available grade ) Make—to—order
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MILLING

[ Chipbreaker selection

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

N -AH

1 Square shoulder milling

% PEO1 recommended cutting parameters ( D: cutting diamete

—GF —GM -GR
8D2025
SD4130 320 (240-400) | 0.1 (0.08-0.2) | 0.2 (6.1-0.3) | 0.25(0.2-0.35) <0.5D
SD4230
Lew-caon el sy SD4140 260 (180-380) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.50
soft steel
SD1125 320 (200-400) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.38) <0.5D
SD1135 280 (180-400) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
SD2025
SD4130 280 (210-380) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.5D
High-carbon steel SD4230
o Alloy steel 80.580 SD4140 240 (160-320) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.50
SD1125 280 (180-350) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.250.2-0.3 <0.5D
SD1135 260 (150-380) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.5D
802025
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
Aloytocl steel | o aes SDA14D 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 (0.1-0.8) | 0.25(0.2-0.3) <0.5D
SD1135 240 (120-350) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.35) <0.50
502025 200 (120-270) | 0.1 (0.08-0.2) | 0.2 (0.1-0.3) | 0.25(0.2-0.3) <0.50
SD4140 180 {150-300) | 0.1 (0.08-0.2) | 0.2 {0.1-0.3) | 0.25(0.2-0.3) <0.50
M Stainless steel =270
Ll SD1125 200 (110-300) | 0.1 (0.08-0.2) | 0.2 (0103 | 0.2500.20.3) <0.5D
SD1135 170 (100-280) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
8D1105 220 (120-250) | 0.1 (0.08-0.2) | 0.2 {0.1-0.3) = <0.5D
Cast iron 180-250
SD3125 200 (120-320) | 0.1 (0.08-0.2) | 0.2 {0.1-0.3) : <0.5D
[ =AH =0.50
i~
) 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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802025

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 0
SD1125 190 (140-250) 1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) 1}
SD1135 170 (130-250) | 0.1 {0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2:0.9) D

SD2025
SD4130 170 (150-220) | 0.1 (0.08-0.15) | 0.15 0.1-0.25) | 0.2 (0.2:0.9) D

SD4230
180-280 SD4140 140 (110-200) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) D
SD1125 170 (130-250) | 0.1 (0.08-0.15) | 0.15 0.1-0.25) | 0.2 (0.2-0.3) 0
SD1135 150 (110-230) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.9) b

S02025
SD4130 150 (130-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2:0.3 D

SD4230
Alloydoolsienk| oo oag 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 (0.2-0.9) )
SD2025 110 (80-190) [ 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (6.2-0.3) )
SD4140 100 (80-170) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) | 0.2 (0.2-0.3) )

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 (0.1-0.28) | 0.2 (0.2-0.3) b
_ SD1105 130 (80-180) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) - D
Cast iron 180-250
SD3125 120 (80-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) - D
-AH
| SK101 300- 0.2 (0.08-0.3) )
| Aluminium alloy e

K201 300- 0.2 (0.08-0.3) ()
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MILLING Indexable Milling Inserts

3 Ramp milling , Helical interolation mliE 9
B Recommended Cutting Parameters ( D: cutting di

® i APKT Ramp milling, helical interpolation miling ( Inserts—11)
Ramp milling - - _ -
Diameter Ramp miling Heiical interpolation miling
Eﬂ{mj Magimum cutting | Madmumramp | Minimum length | Minimum diameter | Masximum pitch
%P gy (mm) | Andeg® La (mm) @041 (mm) (mm)
18 10.0 10.0 568.7 20.0 2.0
‘erF% (a:'r:qriﬂr:ﬁg?a )
3 ; 20 10.0 50 1144 28.0 20
@ Helcal interpolation
25 10.0 45 127.0 40.0 2.0
32 10.0 30 190.8 56.0 2.0
o E ! 40 10.0 20 286.4 70.0 2.0
g = Dy (@ reatargie) ‘

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

[ PEO2 Recommended Cuiting Parameters

Slot Milling Square shoulder milling Deep square shoulder miling
e
de 0]
Z 77777 #ir
77 SIS A s LS LT o
ae=D s =0, 50 a<0.20
a <0, 50 &<1.20 ap < Cutting length of insert
; g i
Square shoulder milling
V (m/min) it
-GF —~GM -GR
802025
04130 270 (240-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0. 25 (0. 2-0. 35)
504230
Low-—carbon steel|  <1s0 SD4140 220 (180-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0. 25 (0. 2-0. 35)
Soft steel
SD1128 270 (200-340) 0.1 (0.08-0.2) 0.2 (0.1-0.9 0.25(0. 2-0. 35)
SD113s 240 (180-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.2510. 2-0. 35)
802025
504130 240 (210-320) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 95)
804230
High-carbon stee|  130-250 S04140 200 (160-280) 0.1 (0.08-0.2) 0.2 (0.1-0.3 0. 25 (0. 2-0. 35)
Alloy steel
01125 240 (180-340) 0.1 (0.08-0.2) 0.2 (0.1-0.3 0.25 (0. 2-0. 35)
S0 1135 220 (150-330) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
802025
804130 220 (180-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.251(0. 2-0. 35)
04230
Alloy tool steel 280-350 SD4140 180 (150-250) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 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)
SD113s 200 (120-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 35)
S02025 170 (120-240) 0.1 (0.08-0.2) 0.2 (0.1-0.3 0.25(0. 2-0. 35)
804140 160 (150-270) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.250(0. 2-0. 35)
Stainless steel <270
SD 1125 150 (110-270) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0. 2-0. 38)
sD118s 140 (100-250) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0. 25 (0. 2-0. 35)
801105 200 (120-240) 0.1 (0.08-0.2) 0.2 (0.1-0.3
Cast iron 130-250
SD 3125 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 —
sKzot 300~ 0.2 (0.08-0.4)
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MILLING Indexable Miling Inserts

i Recommended cutting parameters

Slot milling/Deep square shoulder miling
—GF —GM -GR
802025
04130 270 (240-350) 0.1 (0.08-0.19) 0.15 (0.1-0.29) 0.2 (0.2-0.3)
S04230
Low—carbon steel] <130 sD4140 220 (180-300) 0.1 (0.08-0, 15) 0.15 (0.1-0.25) 0.2 (0.20.3)
Soft steel
D125 270 (200-360) 0.1 (0.08-0. 15) 0.15 (0. 1-0.28) 0.2 (0.20.3)
D113 240 (180-350) 0.1 (0.08-0. 15) 0.15 (0. 1-0. 25) 0.2 (0.2-0.3)
SDz02s
S04130 240 (210-320) 0.1 (0.08-0. 15) 0.15 (0.1-0. 29) 0.2 (0.2-0.3)
04230
® MlHigh-carbon stee|]  180-280 S04140 200 (160-280) 0.1 (0.08-0. 15) 0.18 (0.1-0.25) 0.2 (0.2-0.3)
Aloy steel
sDl12s 240 (180-360) 0.1 (0. 08-0. 15) 0.15 (0.1-0.29) 0.2 (0.2-0.3)
801135 220 (150-330) 0.1 (0. 08-0. 15) 0.15 (0. 1-0. 25) 0.2 (0.2-0.3)
802025
S04130 220 (180-300) 0.1 (0. 08-0. 18) 0. 15 (0.1-0.25) 0.2 (0.2-0.3)
SD4230
Alloy tool steel | 250350 SD4140 180 (150-250) 0.1 (0.08-0. 15) 0.15 (0.1-0.25) 0.2 (0.2-0.3)
sD1128 220 (160-340) 0.1 (0. 080, 15) 0.15 (0. 1-0. 29) 0.2 (0.2-0.3)
s0113s 200 (120-300) 0.1 (0. 08-0. 15) 0. 15 (0. 1-0. 25) 0.2 (0.2-0.3)
8020258 170 (120-240) 0.1 (0. 08-0. I5) 0.15 (0. 1-0. 28) 0.2 (0.2-0.3)
504140 160 (150-270) 0.1 (0. 08-0. 15) 0.15 (0.1-0. 25) 0.2 (0.2-0.3)
M Stainless stesl =270
801125 150 (110-270) 0.1 (0. 08-0. 15) 0.15 (0.1-0.25) 0.2 (0.2-0.3)
D135 140 (100-250) 0.1 (0.08-0. 15) 0.15 (0.1-0.25) 0.2 (0.2-0.3)
S01108 200 (120-240) 0.1 (0.08-0.18) 0,15 (0.1-0. 25)
Castiron 180-250
SD312s 180 (120-300) 0.1 (0. 08-0. 15) 0.15 (0.1-0.29)
=AH
0N ” SK101 300- 0.2 (0. 08-0.9)
- | Aluminium alloy =
| SK201 300~ 0.2 (0.08-0.3)

B39



MILLING Indexable Milling Inserts

B PEO3 Selection of inserts

Basic dimensions(mm) CVD Coating PVD Coating Ganrdcmmhdmmi
Insert sha T ]
et enape i 838888 |c92=288| |yvesss
L | LW S8 | ed r 1S S 9999 SEIEEEE "8 28
olgiadog aa0gone o ¥ x x
{77 I ) B 7 I <) I ) B 7 | L2 B T B 5 B 7 O 7 B 75 | N ;W w
O [ ] * Q

[~ !! J APMT1135PDR 125 B2 | 35 | 28 | 08

APMT160408PDER | 1725| 9.25 476 | 44 | 08 o ] * &

i ol W R
EET" I
@ Recommended cutting parameters
Hardness HB PRI vV (m/min) £ (mm/z)
mﬁmﬁl =180 SD1125 180 (150-220) 0.2 (0.08-0.25)
H%‘Zﬁ’:ﬂm 180-280 SD1125 160 (130-200) 0.15 (0.08-0.2)
Alloy tool steel 280-350 SD1125 140 (120-180) 0.12 (0.05-0.2)
Stainiess steel <270 SD1125 80 (50-150) 0.08 (0. 03-0. 15)
Castiron 180-250 SD1125 150 (100-220) 0.15 (0.08-0.2)
B Recommended cutting parameters
Workpiece material Hardness HB. Insert grade i S
Vv {m/min) £ (mmiz)
Lowsmaeel <180 sD1125 190 (140-250) 0.08 (0.04-0.15)
H%@:ﬂm 180-280 SD1125 170 (130-250) 0.08 (0.04-0. 15)
Alloy tool steel 280-350 8D1125 150 (110-240) 0.08 (0.04-0.15)
Stainiess steel <270 SD1125 120 (80-190) 0.08 (0.04-0. 15)
Cast iron 180-250 sD1125 120 (80-210) 0.08 (0. 04-0.15)
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le Milling Inserts MILLING

B XKO1 Selection of inserts

Basic dimensions(mm) CVD Coating PVD Coating Cevrrst’Cermn’admrhdJ
Insert shape Type
(=] [~ ] oo T o O I o T+ TR Y » S ¥ 5 T ¥ ¥ 3
gic| L |r |5 |ed|a|2 32883328 2E8828¢ @i =
ddaccokh|locaabooo 2ggl
CIE-0 R 0 GRS ) = o wowmoumondn @ on N oo
= SDMTO09T312-SM (9.525|9525| 1.2 | 397 | 40 | 15° * O Q *
‘ ' SDMT120412.SM | 127 (127 | 20 | 476 | 4.4 | 15° +* O (@] *
: g o o I T W e . .
4 .‘—i— SDMTO09T312-GM (9525|9525| 1.2 | 297 | 40 | 15° +* * .
SDMT120412-GM | 12.7 | 12.7 | 2.0 | 476 | 4.4 | 15° * .
- ———J
. . . * A ded grace @ Available grade (O Make-to—order
Chipbreaker introduction: [mﬁi"m auagir:me] (aﬁlaays ok availasle)

-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 Tialloy, etc.
-5M chipbreaker has blunt cutting edge and is relatively suitable for machining of hard materials such as hardened steel and castiron, etc.

0 XK02 Selection of inserts

7

Basic dimensions(mm) CVD Coating PVD Coating Wﬁkﬂwmﬂﬂﬂmm‘
Insert shape Type
gic| S @il g ES 2228288288 ol .
- §38g28pee8ccd EBE5
5838365338388 85 5O 60
WPGT0503152SR | 794 | 15 | 35 | 40 | 11° (] *
WPGTO60415ZSR | 9525| 15 | 42 | 44 | 11° e *
6 WPGTO80615ZSR | 1285| 15 | 635 | 55 | 11° ] *
—
WPGT090725ZSR | 15 | 25 | 7 | 55 | 11° [ ] *
WPGT050315ZSR-GM| 7.94 | 15 | 35 | 40 | 11° (] *x @
@ WPGTO060415ZSR-GM | 9.525| 15 | 42 | 44 | 11° [ ] x ®
u WPGTO80615ZSR-GM | 12.85| 15 | 635 | 65 | 11° [ *x ®
WPGT080725ZSR-GM | 1500 | 25 | 7.00 | 55 | 11° (] *
#* Aecormended grade @ Available grade (O Make-to—order
{always stock available) (always stock available)

Chipbreaker introduction:

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

Approximate R in machining program

Applicable insert Approximate R (mm) Cutting margin K (mm)
WPGT050315ZSR/-GM 2 05
WPGT060415ZSR/-GM 2.5 0.7
WPGT030615ZSR/-GM 2.0 0.7
WPGT090725ZSR/-GM 4.0 12
SDIMT09T312-DM/-GM 25 0.87
SDMT1204 12-DII-GIM 4.0 0.93

Different machining styles

B Ramp machining B Helicalinterpolation milling

| |
1

Milling diameter

oooo

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

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

@ Be careful | Long chippings may y offin drilling operation.

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

@ The S-typeinsert can be used for plunge milling in addition tothe machining operations
mentioned above.

Selection guide for XKO1, XK02 series

XKO01 series tools (with SD- inserts) have perfect edge strength and good economical efficiency, advantageous in face milling.
XK02 series tools (with WPLin inserts) possess good capability of chip removal,advantageous in cavity milling.
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MILLING Indexable Miling |

M Recomend cutting parameters

=HB180 SD4230/
Soft steel e 0.67.0 0.871.2 0.871.2 1.071.4
Carbon Steel HB180-280 SD 4140 150 (100-200)
Alloy steel SD4230/ - 4o & ?
Alloy tool steel HB280-350 S 130(80-180) 0.470.8 0.871.2 0.671.0 1.071.4
SD4230/
Pre-hardened steel | <HRC35 120(80-160) 0.470.8 0.6871.0 0.67.0 0.87.2
SD 4140
) SD4140 120(80-160)
Stainless steel <HB270 0.6™.0 0.6™1.0 0.8™.2 0.87.2
SD1225 120(80-190)
SRR
n I SD1135 50100~ 0.6™. 0 e B¢ L 871 1.271.6
Common castlron CHstaba 150{100-200) 671 1.0 0 2 271
Nodular cast iron SR SD1135 120(80-160) 0.470. 8 0.871.2 0.671.0 1.0°1.4
=800MPa
M Recomend cutting parameters
240 B50/63

HardnessHB|  Insertgrade

Softsteel =HB180 170(120-220) i i i 2 o
SD4230/SDa140 wete | e | s | watus | wotie | Bdtis
Carbon Steel | HB180-280 150 (100-200) :
Aloysteel | 0 280.380 [sDa230/sDa140] 130000150 | 0670 | 1oe | oovs | 11us | o8z | Lows
Alloy tool steel

Pre-hardened| <HRC35 |SD4230/SD4140| 120(20-160) | 0.671.0 0.871.2 0.971.3 0.97.3 0.87.3 0.87"1.3

steel

] SD4140 120(80-160)
Stainless <HB 270 0.871.2 0.871.2 1.171.5 0.9™.3 1.0"1.5 0.671.3

steel SD1225 120(80-190)
Common | 3KAME SD1135 1s0{100-200)| ogfLe | ngvs | nis | w3t | nons | nzvuy
cast lron =350MPa

skhEE ” ” s . 2 e

Nodular SD1135 120(80-16¢) | 0.6™.0 | L0714 | 0913 | L1755 | 0813 | LO"LB

castion | <800MPa
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exable Milling Inserts MILLING

/
Basic dimensions(mm) CVD Coating PVD Coating Oemet|0m1ermdmrhde|
Insert shape Type B 2888 2RBRIYIBEY oy thet o e
L LW s ad r [§F § 883 s 289?\1
5286888888888 83 B 5B
APKT150412-GM | 1633 | 127 | 4.76 | 54 1.2 * [ e
APKT150412-ZM [ 1633 | 127 | 476 | 54 1.2 e
* Recorrmended grade @ Available grade (O Make-to-order
(always stock availabie) {always stock available)
B PHO1 Selection of inserts
/
Basic dimensions(mm) CVD Coating PVD Coating Oema](‘errenbdmrhdJ
Lforel s (e | ¢ [BEEE258828828 |sg50
_ 28838888 8886888 o
SPMT120408-GM | 12.7 | 127 | 476 | 55 | 0.8 * e O
SPMT120408-ZM | 12.7 | 127 | 476 | 55 | 08 e O
* Hecornmendad grade @ Available grade (O Make-to—order

(always stock available) {always stock available)

[ Chip- breaker selection for PHO1 milling inserts

____....:h:. - "F' A
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MILLING Indexable Milling Inserts

As=D
Ae=0. 50
Ap=0. 50 least iron) As=0.1D ,
Masimum 12mm {steel) ApEl s 5? [‘:;"“’m ap = Maxmum cutting length

' Recommended Cutting Parameters

T — 80(60-90) 0.25 (0. 1-0, 35) A

SOt shec! <180 e 90(70-120) 0.3(0, 15-0. 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 1 B0 (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
SDI035

Alioy tool steel 280-350 80 (50-100) 0.2(0. 1-0.35) B
SD1135

70 (50-100) 0.2(0. 1-0. 35) ¢

70 (50-100) 0.2(0. 1-0,35) A

K Casti 180-250 SoiRg 80 (60-120) 0.25(0. 15-0, 35) B

ron 01135 : 5 .
90 (80~120) 0.25(0. 15-0, 35) ¢
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¥ Recomend cutting parameters

CVYD Coating
Insert shape Type
e[S (5 ﬁﬂﬁs-ssssggggggg 1 1
| 2842383555588 |(E558
SPMT120408 12,7 | 127 | 0.8 | 476 | 5.5 O ] * O
* Recommended grade @ Available grade ) Make—to—order
{always stock available) (always stock available)

SD2025
Py 180 (100 250) 0.25 (0.1-0.4)
Low—carbon steel <180 oy 150 (100—200) 0.3 (0.1-0.5)

soft steel SD1135
SP301 120 (80—150) 0.4 (0.1-0.5

5D2025
oot 160 (100—220) 0.3 (0.1-0. 4

High-carbonsteel SD4140
Alloy steel 180—280 i 130 (100—180) 0.3 (0.1-0.5
SP301 100 (60—150) 0.4 (0.1-0.5)

SD2025
e 120 (80—180) 0.3 0.1-0.4

SD4140
Alloy tool steel 280350 Sryiiee 100 (80—150) 0.3 (0.1-0.9)
SP301 80 (60—120) 0.4 (0.1-0.5)

SD2025
SEdisn 120 (80—180) 0.3 (0.1-0.4

: SD4140

Stainless steel =27 1 1 . L 1-

M <270 -, 00 (80—150) 0.3 (0.1-0.5)
SP301 80 (60— 120) 0.4 (0.1-0.5
Cast iron 180-250 3SD1135 130 (100—180) 0.4 (0.1-0.5)
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MILLING Indexable Miling Inserts

B PTO2 Selection of inserts

Basic dimensions(mm) 'CVD Coating PVD Coating Ge!mﬂﬂ}Gerrmmadﬂ‘nt!t1rJ

Insert shape Type ' ' ' i '

oc| L | s | ea ESEZSERSEEC28SE 5823

558888588888 BB BB
XSEQ1202 12.7 127 2.3 5.0 * *
XSEQ1203 . .12.?' 12:7 3.0 5.0 * *
XSEQ12T3 12.7 12.7 35 50 +* +
XSEQ1204 12.7 12.7 4.0 5.0 * *
XSEQ12T4 12.7 12.7 45 5.0 * *

A Recommended grade @ Available grade () Make-to-order

(always stock available) (always stock available)

[ Recomend cutting parameters

bowecaibar sieal & SD1125 180 00-250) 0. 100,080, 25)
soft steel S
SD1135 150 (100-200) 0.150(0.1-0.3)
) SD1125 150 (80-250) 0. 1(0. 08-0, 25)
P ngh—carbonsteel 180-280
Alloy steel 8D1135 120 (80-200) 0.15(0.1-0.3)
SD1125 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 (0,050, 15)
Stainless steel =270
SD1135 100 (80-200) 0. 08(0, 05-0, 15)
SD1115 120 (80-250) 0. 1(0. 050, 15)
K Cast iron 180-250
SD1135 150  (100-250) 0, 08(0. 05-0. 15)
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Indexable Milling Inserts MILLING

Basic dimensions(mm) CVD Coating PVD Coating Oermémmmj
- w 3]
olel L | s |ed|r BEESERSHEZ88 | slzsg
) 2
56958 6laaoa5s | 0650
MPHT060304-SM | 635 | 6.35 | 3.18 28 04 *
MPHTO080305-5M 83 83 | 318 | 34 05 *
MPHT120408-SM | 127 | 127 | 4.76 | 556 | 08 *
* Recommended grade @ Available grade (O Make—to-arder
(always stock available) (always stock available)

[ Recomend cutting parameters

SD1125 180 (100-250} 0.1 (0. 08-0. 25)

Low-carbon steel <180

=

soft steel SD1135 160 (100-200) 0.15640.1-0. 3)
SD1125 150 (80-250} 0.1(0.08-0.25)

High—carbonsteel 180-280
Alloy stee SD1135 120 (80-200) 0.15(0.1-0.3)
SD1125 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. 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

7

I Recomend cutting parameters
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. Main points of solution | o o0/ Gutiing condition Tool shape clamping
“.and inspection material system
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Abrasion | condition

MCEEN o2 Unsuiteble geometry | .,/ 1 l
shape of cutting edge

improper cutting
condition ARAR W
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Improper cutting l l
Fracture | condition

Unsuitable geometry
shepecfoutngecge | | ¥ bt At draArat;

Improper cutting -AEUN 7
g[éh%%sg condition
Unsitable geometry t l
shape of cutting edge
Improper cutting t 1 e
%lde_up condition
shape of cutting edge

Abrasion of tool
e | Greatvibration of v L] v l Wipell v/
roughness miling tool
Unsuitable geometry
Burrs shape of cutting edge ’l’ l l’ v

Improper geometry
shape of cutting edge F 5|4 v

Improper cutting l |
condition

830U (00} JO aIroel

uoisioaud Bupely

e o AFAEAE T

Planeness |
it | i el oS i1 a5 l & & | | ||

Vibration | L o ogy I O A8 N |||
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shape of cutting edge

B49



MILLING Indexable milling tc

Technical information

Difference and selection between down miling and up milling

X magnified ¥ magnified

Up miling 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 miling): 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 into the workpice, it produces strong friction and more heat than in down milling, and make workpiece surface hardened.

In up milling, because horizontal direction of cutting force miling cutter conducting on workpiece is opposite to the feed direction of
workpiece, the lead screw of worktable 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 wil 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 foree 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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I;=déxable milling tools MILLING

echnical 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.

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

Unequal pifch design , When the miling width is equal io
diam':atﬂrg:nmr. the mmhhgsystg?'n is smb:q;nd Whan the milling width iz less than diamater of cutter.
main power of machine is sufficient the use of coarse Used in general milling and multiple mixed productions. | cutting by masximum edges can achieve high productive

pitch can achisve high productive efficiency, efficiency.
Selection of approach angle
The approach angle is formed by insert and Approach angle| Feed rate pertooth | Real maximum cutiing depth
tool body. It affects chip thickness, cutting forces
and toal-life. Decreasing the approach angle 90° B hoc= [y~ sinkr
reduces chip thickness and expands the cutling
area between cutting edge and workpiece at a 5 -
given feed rate. = f;{ hex=0.96";
A smaller approach angle also ensures stable
entry into or exiting workpiece, protecting the 40° _); hox=0.86% j}

cutting edge and extending tool life. However, this
will increase axial cutting forces on the workpiece,

thus is not suitable for machining thin workpiece 45° j:.{ hex=0.707%f,
such as thin plate.
feix(ic-2a0)
Round insert 1 P R ST, g
04
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MILLING Indexable milling tools

Technical information

| General formula

Ve + cutting speed(m/min) Vi : feedrate of worktable ( feed speed){mm/min)
Ds : nominal diameter of milling tool(mm)

f. + feed rate per tooth(mm/z) 1 i Spindle speed(rev/imin) T
¢ circumference ratio =3.14
Zn : number of teeth Ta : machining time(min)

Q : metal removal rate{em 3 /min)
f : feed rate perrevolution (mmirev) L+ Actual working distanTﬂ/
ng

@ Cutling speed " il .

- mxDexn <
" Jopg ol

@ Spindle speed
1000= Ve 2
n= ———— (rev/min)

mxDe

@ Feed rate of worktable ( feed speed)
Vi=fx nxz. (mmmin)

@ Feed rate per tocth

Je= {mm/2)

nxZn

minar angle

Tooth shape

Feed rate per tooth(fz)

® Feed rate per revolution

Vr
Jr= T (mm/rev)

@ Machining time

E= 2 i
e= v (min)

@ l/letal removal rate
apxaex Vy
g g
= ¢ /min
¢ 1000 ¢ )
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Indexable milling tools

1 echnical information

Function of each part in face milling

MILLING

T B /
Axial rake angle 1'f
I 77
I Approach
angle
+ Er
Rake angle R As
Main angles of face mills
Radial rake angle n
B Main angles of face mills
Designation Function Effect
Axial rake angle 77 Detengulmg;e chip Negative angle, excellent capability of chip removal
Radial rake angle 1 De*"l;'mea?; mgﬁa Posiiive angle: good cutting perfomanc
Detenmining the chip = . = ]
Approach angle K- Hhickrese Ert dhpthidoesst ; Krdchipthickness 4
Determining whether the | Poorcuiing performarnce, = Good cutfing pedomance,
Femnme. X cutting is easy and fast or not | High-strengh cuting ece Sl Low-sirength cuting edge
Inclined angle Poorcut
of cutting edge Detemining he i Aiecion | esn ot (— +0 (+) Mmlm

M Characteristics of different rake angles combined

~ Douible positive rake angle | Double negative rake angle
Negative rake
angle re@) (=
o
0° rakeangle
+
Paositive rake
angle
Axial rake angle 7y + == Ty
Radial rake angle 7 - £ <
P A V
M J +
Applicable
materal machined K v v
N
S v J
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MILLING

B Cutting performances of different approach angles

Technical information

G a5 75° 20°

T3
T

Schematic
diagram

£ [P

will bend when machining thinwa ; . ;

) workpiece, reducing the pr,%cigion of | The main force is radial cutting force. | The a}ina% f°f0.?|_i5 ZPF]TP ”‘l theary,

Instruction | workpiece. |t can help avoid fringe | itis often used in general face miling, 5“'}%‘3,3 or milling thin plate
breakage of workpiece when workpiece

machining cast iron.

Wiper insert

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

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 cutter
just needs only one wiper insert. If the diameter of cutter
is much larger or cutter's feed rate per revolution is
higher than the length of wiper edge, 2 to 3 wiper inserts

. Gan be mounted. J

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

T T .- --

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

1.2-15
{ e De=ae

De: Tool cutting diameter
ae: Cutting width
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Tuming inserts overview A2 - A6
Recommended grade overview for tuming insert A7
Chipbreaker instruction of general tuming tools A9 — A10
Application instruction of general tuming tools ~ A11- A18
General tuming inserts A19 - A57

Cemented carbide inserts A19-A57
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Parting and grooving tools
Parting and grooving tools overview A59 - AB0
Parting and grooving inserts A59 — AGD

Threading tools
Threading tools overview AB1— A66
Threading inserts A67 — AB6




TURNING T

Cemented carbide and cemmet inserts

6@@0@0@}

CNMG-GR  CNMM-GR  CNMG-BR  CNMG-ZR  DNMG-GR  DNMM-GR  DNMG-BR
S 09,12 12,16,19,25 12,16,19 12,16,19 15 15 15

L T g el | \

- ‘o e VN Py

- | / 1 P L J l. 1_\“
| ——

DNMG-ZR SNMG-GR SNMM-GR SNMG-BR SNMG-ZR TNMG-GR TNMM-GR TNMG-BR

TURNING

Rughing

ey, 15 12,15,19 12,15,19,25 12,15,19 12,15,19 16,22,27 16,22,27 16,22
TNMG-ZR  WNMG-GR  WNMG-BR  WNMG-ZR j
aidbSn 16,22 06,08 06,08 06,08

CNMG-GM _ CNMG-GS _ CNMG-BM___ DNMG-GM __ DNMG-GS  DNMG-BM SNMG-GH}
g 09,12 09,12 09,12 1,15 1,15 11,15 09,12,,15,19

= A A%@é}

SNMG-GS SNMG-BM TNMG-GM TNMG-GS TNMG-BM VNMG-GM VNMG-EM WNMG-GM
oot 12,15 12,15 1,16,22 16,22 11,16,22 16 16 06,08

&

WNMG-BM

i 06,08

J
Lo oS Aﬂ

CNMG-GF CNMG-BF DNMG-GF DNMG-BF SNMG-GF SNMG-BF TNMG-G
R 09,12 09,12 11,15 11,15 12 09,12,15 16,22

¢

{
!

I

A2



A= 0 4

_|
(=
D
=
-
[0}

TNMG-BF  VNMG-GF  VNMG-BF  WNMG-GF  WNMG-BF
pding . 11,16,22 16 16 06,08 06,08

J
Sema<=a |
J
]

m

CNMG DNMG SNMG TNMG VNMG WNMG
15,19 0912,15,19.25 11,16,22,27,33 16 06,08

syasul angebopn
-

CNMA DNMA SNMA TNMA WNMA RNMA
o 12,16,19 1,15 09,12,15,19 16,22,27 06,08 12

=2 &

CCMT-HR DCMT-HR TCMT-HR
oo 09,12 07,11 09,12 09,11,16

CCMT-HM CCMT-BM DCMT-HM DCMT-BM SCMT-HM SCMT-BM TCMT-HM
i 06,09,12 06,09,12 07,11 07,11 09,12 09,12 09,11,16

B B B o & &
TECMT-BM VCMT-HM VBMT-HM VBMT-BM CPMT-HM DPMT-HM SPMT-HM TPMT-HM
sty 09,11,16 1 11,16 11 06,09 07,11 09,12 09,11
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TURNING

:
@

S s e B8 =2

CCGT-HF CCMT-BF DCGT-HF DCMT-BF SCGT-HF SCMT-BF TCGT-HF }

06,09,12 06,09,12 07,08 07,09 09 09 06,09,11,16
[ " .
=5 ]
TCMT-BF VGGT-HF CPGT-HF DPGT-HF SPGT-HF TPGT-HF VBGT-HF VBMT-BF
s 1, 06,09,11,16 i 06,09 07,09 09 09,11 11 11
L = f n E E : E H
CCGX-AC CCGX-AH DCGX-AC DCGX-AH SCGX-AC SCGX-AH TCGX-AC J
e 06,09,12 06,09,12 07,11 07,1 09,12 09,12 09,11,16
VCGX-AC }
e 11,16,22
CCGW DCGW scow TCGW VCGW CPGW DPGW J
B 06,09,12 07,11 09,12 11,16 11 06 il
SPGW }
eiilgy, 09,12 09,11,16,22 16
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TURNING

Parting and grooving inserts

/i/%a

_|
(=
p3)
<
Zz
)

ZPOD-MG ZTOD-MG ZTOS-MG MGMNOOC-M
il 253456 253456 253456 253456 2253456
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TURNING

Threading inserts

607 General pitch thread

Right hand
lype shown
[ external thread

b
I

55" General pitch thread

& &

ISO metric thread

2 S

Internal thread external thread Internal thread external thread Internal thread
Picbamber 05460 0.5~6.0 0.5~6.0 0.5~6.0 0.35~6.0 0.35~6.0
| ht hand American standard pipe thread Whitworth thread British Standard pipe thread
external thread Internal thread external thread Internal thread external thread Internal thread
F"c{,‘f'g%"e’ 72~4 72~4 72~4 72~4 28~11 28~1
ight pand American&0® Taper pipe thread NPT American Dry seal straight pipe thread NPTF
external thread Internal thread external thread Internal thread external thread Internal thread
Pitch Nymoer— 27~8 27-8 27~8 27~8 10~4

DIN103 trapezoid thread

{.ﬁﬁ

external thread  Internal thread

American trapezeid thread ACME

2 &S

external thread Internal thread

DIN 405 crenation thread }

HichNimber . 1.526.0 15~60

16~4 16~4
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TURNING

General turning Threading Parting and grooving

Cemented el Cemented
carbide

ONINHNL

PVD CVD PVD

SD1005 |

8 8
TSD4330 |
SD4340
el
SD1I.'J|15 1
s
5
"Em_[
spi2s |

OISSSAUEIS

UON
-
=]

SK102
SD1025
|

SD1025

fofeuesisal jeay
foretL
3|3
| sp1015
pricz
Lsbi
|SD1025
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TURNING

Recommended
cutling parameters Feature/Shape of insert

=
3
=
Z
o

- GR Double—side mmmulmmd&waﬂkﬂm
Double-side chipbreaker with M-level tolerance s the first choice for ight roughing, can achieve high
ap=3~12(mm) evacuation rae and efficency of cutting edge.

n=0.3~0.8(mm/r) @ o

Recommended chipbreaker for ight-load roughing of P-type materals

s@g@%%mmnnmgmmﬁmmmgﬂm i
ap=3~15(mm) Crip-leaded-stages can eclices the cortact chins, 5o thai heat can easiy be dissipated. ;

fn=0.3~0.8 (mmir) = g E

Recomimended chipbreaker for roughing of M-type materals

Double-sided chipbreaker with M-level tolerance has good capacty of impact-resistance. It is designed fo achieve
ap=2.5~8{mm) mmmwmdwmmwﬂlmmh@mwmh
fn=0.2-0.6{mm!rj pmhlemsofad\emgandhoghaﬁngreamﬁ'enmt@mgslaﬂass

i e (W A&

V. S e e

Recommended chipbreaker for heavy—load machining of K-type materals

Double—side chipbreaker with mmmmmmmwwmﬁmmdmm
Under high evacuation rate, lable to plastic deformation during machining.

ap=5~15(mm)
fn= 0.3~1.0{mm/r)
Recommended chip breaker for semi-firishing of P—type materals
Double-side chipbreaker wih M-iever toe produces smell cutling forces and has breaking
1.5-5( ) mgmmgmdpamnnmhnmfml%mwmam L e
ap=1. mm

fn=0.15~0 5(mmr) e § s

Recommended chip breaker for semi-firshing of P—type materals

Double-sided chipbreaker with M-lever tolerance has higher strength of cutiing edge than chiptreaker M. itis suitable
for sermi-finishing under Lnstabie working conditions as well as machining cast Fon with small cutting forces.

A <5

Remrwnen:bdd'mbmaker m—ﬁrﬁ“mdhﬂ—mpemﬂmls
Doubie-sided chipbveaker with M—dass inderanoe keeps high precsion afierinserts are tumed with good capabilty o
prevent wear and hardening to achieve higher machining efficency than chipbreaker BF.

ap=1.5~5(mm)
fn=0.15~0.5(mmir)

ap=0.,6~1.5(mm)

fn=0.1~0.3(mm/r) @ @ & @ é

Fi ji=finishing to of P. M-type,
ﬁ"ﬂmmﬁmm mmmgﬂmmmwmmm

ap=1.5~5(mm)
fn=0.2~0.5 {mmVr) e . ! é
chipbreaker for finishing of P-type matenals
Wh M—la.endemme itis suilable for intemal and extemal finshing of vaious materdals. And keep the surface be
ap=0.3~2(mm)
n=0.05~0.35(mm/r)
\Wiih M-level iolerance it has sham e@mmﬂsmummmmmmm
soﬁstedenrremmeshghqtaly surtace.
ap=0.05~1(mm)

1=0.06~0.3 (men/t @ @ A [~ 4

A8



TURNING o re-aké.r':lrnt.roduction

Positive inserts with hole

Featura/Shape of insert

O
Z
Z
s
e
=

Recommended Universal Giroove for extra finishing.

With M-ever tolerance, 1t is suitabie for the intemal and extemal extra finishing of stee, stainkess stee! and ion
ap=3~T7(mm) cast materials efc.

fn=0.3~0.7(mm/r) @ s ! E

For semi~finishing universal groove in Wide application,
With MHever tolerance, it is suitable for the intemal and estemal semi-finishing of steel, stainless steel and ion
ap=1~4{mm) casl materals efc.

fn=0.2~0.5(mm/r) e @ E é *

Recommended chipbreaker for sermi-firishing of M-type materials
With M-lever tolerance, the edge is more sirength and achieved mare higher machining effidency than BF.

ap=1~-4({mm)

fn=0.2~0.5 (mm/r) B . x|
v o

For finishing universal groove in Wide appécation.
With i-ever tolerance, It s stitabie for the intemal and extemal finishing of steel, stainless steel and iron cast

ap=0.1~2(mm)

maletials ete.
fn=0.05~0.3 (mm/r) ° e E

Recommended chip breaker for fishing Lniversal groove
With M-lever tolerance, it has shap cutting edges and is suitable for cutting adhesive materials such as
ap=0.1_2.a{mmj stainless steel soft sieel etc.

fn=0.05~0.3(mmir) ,,ﬁk L “‘ & "
T v v v, 4 “\t I'“l:
—_—

Recommendad Aluminum aloy processng groove type.
With G—level! tolerance large rake angle and polishing freatment on surface. it can effectively prevent built-up

ap=0.1~8(mm) edge and achieve high work piece surface quality while maintaining long He.
fn=0.1~0.5(mm/r) E l |
Auminum processing siot type

fn=0.05~0.5(mmir) @ e é ‘

A9



 of the turining TURNING

General tuming inserts =
S
-
s "
5
Cutting depth(mm) Cutting depth(mm)
1.0 ua
1010 - 100
an 60
80 S &0
70 ,f 5@ 10
6.0 _ i 6.0
50 W) i; 50 BR
40 490
30 E- 30 M
GM
2.5 H 20 y PO J_
FJ.
10 - e
0 0
0102 03040508607 0809 10 11 12 01 02 03 04 05 06 0.7 0.8 09
Feed rate(mmirev) Feed rate(mm/rev)
4 Work piece material; 45° steel @ \Work piece material: stainless steel(1CHBNIOTH)

Cutting depth(mm) Cutting depth(mm) Cutting depth(mm)
3.0 50 50 \
N,
170 / M
40 4.0
6.0 A
5.0 a0 3.0 “\
40 ]
3.0 20 20 5 \
- ‘
£ ( 1.0
1.0 i
1.0 IBF \ 1} }
S— — i
H 0.1 0.2 03 04 05 06 0.7 0.8 ¢ 0.1 0.2 63 04 05 o 0.1 0.2 6.3 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 matenial: Aluminum alloy

(1CH8Ni9T))

Al10




AAD SpPIgie) pajuswia) pajeoc)

SD4015

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 cutling 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 vanety of wear.

Special structure of AR2O3 deposit layer acts as a thermal barrier and
strengthens the capability of substrate against plastic deformation under
dry and high-speed cutiing conditions.

TICN 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
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.

edge

SD3105

CVD coated grade, which is the combination of hard
subsirate and coating (e tra thick Al2 3 thick TICN ).
The grade is suitable for the finishing and
semi-finishing of nodular cast iron and gray cast
iron.

SD3115

The best combination of substrate with excellent
wear resistance and coating composed of MT-TICN
thick layer of AI203 and TiN, is the best grade for
cutting nodular cast iron and gray cast iron, allowing
rather high cutting speed.

SD3125

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.

All




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 stainiess 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 .

Higher Cutting Speed Longer Tool Life

Black Diamond Inserts Second generation grade for steel

AAD @pIgie) pajuswa) PI1e0)

Roughness of insert surface is
improved after special treatment

on surface which effectively

educes cutting forces prevents
ering to surface

work piece adr
of inserts and improves
operation stability of inserts.

The perfect combination of
fibrous TICN and fine grain
Al203 obviously improves
abrasion resistance and
anti-breakage of inserts.

Al03
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Before surface treatment After surface treatment

Workpiece material :42Ci\Ma Inserts: CNMG120408-GS
Cutting parameters:Ve =390m/min ap=1mm fn=0.2mm/r

Grade from A company 54115

P

Cemented carbide substrate




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

Significant results

ueo pé;LleLueo pa)eon

SD3225 _

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

Bl Recommended combination of the grade and groove.

For machining P-

For machining M-type
matert%s v

Grade T_ype

SD4015
504115

M Recommended cutting amount

Work piece material Range of machining

Grade Type
SD4350
$01035 M
504340
gD1025 i
SD4330
01015 8F

$04015
For finishing
504115
1 04005
\ I Steel For semi-finishing
804125
- 504035
Roughing SD4135
' For finishing $D4330  SDIO15
M ' Stainless steel For semi-finishing SD4340  SD1025
Roughing SD4350 SD1035
503105
For finishing
03205
sD3115
m ressartaloy e semi-finishing
503215
Roughin 503125
b §03225

B Processing case

CNMG120408—GM

For machining K-type
maternials

Recommended cutting

speed(m/min)
170-450

210-460
150-420

170-460

120-360

100-270

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

130-360

Workpiece shape
Wkt patel 420rMe  HB280 10r13  HB270 Greyeastion  Heggg
. ; ” - NY=100m/min ap=1. 3mm Vi =4 00m/min ap=1.372. Smm
Cuting parameter V=240m/min ap=1.5" 2rm F=0.2Zmn/r F=0. Gmen/r F=0. 41 {eme
conditions
Cutting style Dry cutting Diry cutting Dry cutting
{pieces
{pieces) |piaces} a5 ||
40 LT
4 ast T
s0r7
2|
Comparative Results = ".,__
157 Ll
10|
s
0 - |
804125 A company 804340 A compary 503105 A company
Mumber of processed pans/edge Mumber of processed pansiedge Mumber of processed partsiedge

Al4



PVD Coated Cemented Carbide

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

o 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 AICN and AICrSiN PVD coating combined with high toughness
ulra—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

Grade

For machini gSP—mm

maters

SD1035

SD1025

SD10M5

Steel For semi~finishing
Roughing
Stainlesssteel  Eor semifinishing
For finishing

CNMG1 2( ~GM
SD1025

For machining M-
matergls e

A 160-360
m 80-100
m 120-240
m 150-280

Workplece shape
M 40 HB28O 1Cr1BNI9TI  HB240
Cutting | Parameter V=220m/min  ap=lmm £=0. 15mm/r Ve=150m/min  ap=0.3om  £=0.15mm/r
conditions|
Cutting style Dry cutting Dry cutting

A company |

SD1025 -

0 20 40 60

Murmber of processed parts/adge

A company _'_r

SD1025 b

0 10 20 30
Number of processed parsiedge

40

Al6



ented carbide grade

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

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

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

SK0O1

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.

Range of machining Grade e IeeeL

cutting speed VMM in)

semi-finishing SP302 120-300
steel
rough finishing 5P402 90-280
; finishing SKODZ 110-160
K cast iron
semi-finishing-rough finshing SK202 70-120
finishing~semi-finishing SKOO1 120-1800

Al7
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General Tuming inserts code key

Insert Shape / Code Code [y ] VRSt mmmnx WiBINithout [ ection plone of nsert
=]

b, B9

< & O

O, O, O = = ]~ |~ -
. |

==

it ~atla-ge |
s . Code m W{ﬂ? Tms {reference) M—level precision detail(according to shape. big or small)
"""""""""" = Sl R BN @ Nose height tolerance/mm)
A +0.005 10.025 10.025 : | 55°
¢ D ‘L F| 005 | #0013 | 20025 X
i of ARy N Recio e e En g ke s i e i 4

:Hl 11
1015

J +0.005
¢ ‘tkw N K| 0013
w0
L +0.025
M | $0.08-#0.18
p 0 | Other dearance N :l'OlJl-:IﬂW ...........................
i) 1 angle i e e p e
V) 1013-!038




General Turning inserts code key

Comer radius

(mm )

2 3.18

02

{mm )

circular bead

0.2

12.70

Chipbreaker Code

0:0:0:20:0¢

¢

¢:20:0:¢0

AC

O30:0:0¢2

A20



General Turning Inserts
Carbide inserts

CN D ,:] (Negative inserts)

80°

@1.C |
edi
s
Dimensions(mm) Coated ceme:ted carbide C%g}%{}igd
Inserts Type AT T T o Ta T - ] 9 A (O[T ) 0
shape 2l218|8|18(8[2[8]|8|28]|218|8|2[8]12]12|8|8]s]slele]ls

GR  [CNMG090304-GR| 9.7 | 9.525 | 3.18 |3.81|0. 4| v | | & | %[ o | o @] O O pid
CNMG090308-6R| 9.7 | 9.525 | 3.18 |3.81|0.8] ¥ | v | o [ e | v | 2 O £y O o
CNMG120404-GR| 12.9 | 12.7 | 4.76 |5.16]0. 4| ¢ | 2| & | | 2| % @) O Q #
CNMG120408—6R| 12.9| 12.7 | 4.76 |5.16]0.8| | ve | % | & | 2| % Q O O o

.gfgmg CNMG120412-GR] 12.9 | 12.7 | 4.76 [5.161. 2| fc | o[ He [ o [ [ % O ol |O *

GR  [CNMW120412-GR| 12.9 | 12.7 | 4,76 |5.16|1.2 o[ A A K O s
ICNMM160612-6R]| 16.1 | 15.875| 6.35 [6.35(1.2 o[ v | A | K O ¥r
CNMM160616-GR) 16.1 | 15.875| 6.35 [6.35(1.6 Yo || K|k @] 7t
CNMM120612-GR| 19.3 | 19.05 | 4. 35 |7.94|1. 2 | v | k| K @ =4

@rcﬁumoma—erz 19.319.05 | 6.35 [7.94]1.6 Tr | | % | K & s
CNMM190624-6R] 19.3 | 19.05 | 6.35 |7.94|2. 4 e | e | e | K O #r
mgm (CNMM250924-GR| 25. 79| 25. 400 | 9. 525 [9.12(2. 4 oo |4 & | & ¥

BR  |CNMG120408-BR| 12.9 | 12.7 | 4.76 |5.14(0.8 O] 4| * #r | e
ICNMG120412-BR| 12.9 | 12.7 | 4.76 |5.16]1.2 Ol | * y+d b ¢
CNMG120416-BR| 12. 9 12.7 4.76 |5.16|1. 6 S * &

CNMB160608-BR| 16.1 | 15.875| 6.35 |6.35(0. O * e | %
CNMG160612-BR| 16.1 | 15.875 6.35 |6.35(1.2 C * |k
‘@ [CNME160616-BR| 16.1 | 15.875| 6.35 [6.35(1.6 Q * ¥r | %
v CNMG190608-BR) 19.3 | 19.05 | 6.35 |7.94[0.8 O * 7| &
IcNMa190612-BR| 19.3 | 19.05 | 6.35 [7.94[1.2 & * 7| %
CNMG190616-8R[ 19.3 | 19.05 | 6.35 |7.94|1. 6 O * 7o | %
mlf;'ng CNMG190624-BR| 19.3 | 19.05 | 6.35 |7.94(2. 4 O * #r | K

* Recommended grade (shways siock available)

¥F Available grade (0 Make—to—order
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General Turing Inserts
Carbide inserts

CN D [:] (Negative inserts)

o
@I.C | e
adI
s
Dimensions(mm) - Coated ceme:ted carbide : cggqrgpégd
2|2121312(213|8|2[3|2|2|2|2|8|8[3[8|3]| 55|53
ZR  |CNMG120404-ZR|12.9| 12.7 |4 76|5.16]0.4 O * O
CMIG120408-2R[12. 9| 12.7 |4.76|5.16]0. 8 O * O
GNMG120412-ZR|12. 9| 12. 7 |4.76]|5.16|1.2 o * O
CNMG120416-ZR[12. 9] 12.7 [4.76|5.16|1. 6 O * O
@cmmwm-zn 16.1]16.875(6. 35(6.35 1. 2 O * C
ICNMG1 60616-ZR|16. 1 |15. 875|6. 35|6.35|1.6 0 * QO
CNMG190608-ZR[19. 3| 19. 05 |6 35|7.94|0. 8 O * O
CNMG190612-ZR|19. 3| 19. 05 |6. 357.94[1. 2 o * 5t}
mqu'i]rmg CNMG190616-ZR[19. 3] 19.05 [6.35|7.94 1.6 o * O
For | CNMG120404 |12.9| 12,7 |4.76|5.16]0. 4] O | O & | * | O O *
CNMG120408 [12.9| 12.7 |4.78|5.16(0.8| OOl 4| * |O *
CNMG120412 [12.9| 12.7 |4.76]5.16]1.2| O | O | % | O * O
CNMG160608 [16.1[15.875|6.35/6.35(0.8| OO | * |O * Q
- CNMG160612 |16, 1[15.875]6.35]6.35]1. 2| O | O | X | O * o
\? CNMG160616 [16.1]15.87516.35]6.35[1.6]| OO | & | * O * .}
CNMG190608 [19.3]19.05 |6.35]7.94|0.8| O[O | & | & |O O *
CNMG190612 [19. 3| 19.05 16.35|7.94[1. 2| O | O & | % | O @] *
CNMG190616 [19.3]19.05 |6.35]7.94[1.6]| OO || * O @] *

* Recommended grade (aways stock available) ¥ Avallable grade O Make—io—order
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General Turning Inserts
Carbide inserts

CN |:| ]:| (Negative inserts)

a0°
@1.C | [
od)
s
Dimensions(mm) Coated cemented carbide CemgnéEd
Inserts P M K carpide
shape|  TYP° L¢I.Cs¢dr§§§§§§§§§§§§§§§§§§§§§§§8
2121812|2(2[2]5|8|812]18|8]18|8|8|58|38|58|5[%|8|5|%
m% CNMA120404 |12.9| 12.7 |4.76|5.16] 0.4 el B+ ¥r i
CNMA120408 |12.9| 12.7 |4.74(5.16] 0.8 e | & ¥r * o ¥
CNMA120412 |12.9]| 12.7 |4.76]5.16] 1.2 | * ] ¥
CNMA120416 |12.9| 12.7 |4.76(5.16] 1.6 7| #r * O ¥r
CNMA160608 |16.1|15.875/6. 35(6.35] 0.8 7| A * @] ¥
CNMA160612 |16.1]15.875/6. 35(6.35] 1.2 ool g * O ww
* CNMAT60616 |16.1]15.875(6. 35(6.35] 1.6 # | ¥ * O T
CNMA160620 |16.1]15.875/6. 35(6.35] 2.0 7 | & * * ¥r
CNMA160630 |16.1]15.875/6. 35(6.35] 3.0 brdl Bs ¥ * ww
CNMA190612 |19.3]19.05 |6 35(7.94] 1.2 7| * r
CNMA190616 |19.3]19.05 [6.35(7.94] 1.6 e | # Y * ¥r
GM  [CNMGO90304-GM| 9. 7 | 9. 525 |3.18]3.81] 0.4 | O] | ¥ | & " ¥ *
CNMGO90308-CM| 9. 7 | 9.525 (3. 18]3.81] 0.8 | O | & | %[ *,|O #r ¥* *
°Guua120404—am 12.9] 12.7 |4 76[5. 16| 0.4 [ O # | & * % ¥ *
_ [GNMG120408-GH[12. 9 [ 12.7 |4.76[5.16( 0.8 Ol x| *|O ¥ i *
ﬁsizhmh'_g CNMG120412-GM[12. 9| 12.7 [4.76]5.16] 1.2 | O | # | % | % | O ¥ ¥r *
GS  |CMMG0O90304-GS| 9.7 9. 525 |3, 18|3.81| 0.4 | O | % | % o ¥
CNMGO?0308-GS| 9.7 (9.525 |3, 18|3.81| 0.8 | O] ¥ | % |, | O @] w
@cuuammm{;s 12.9| 12,7 [4.76]5. 16| 0.4 | O] 4| % | * (@] ¥
CNWG120408-GS[12. 9| 12.7 [4.76|5.16] 0.8 | O] # | % | & o w
ﬁﬁ’zh"?',;, CNWG120412-GS[12. 9| 12.7 [4.76|5.16] 1.2 |O ] % || % | O @] ¥z

* Recommended grade (alwaysstock avalatle) Y Avallable grade O Make-to—order
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General Turning Inserts

Carbide inserts

CN |:| ]:| (Negative inserts)

|5

. Dimensions(mm) Coated cem'fnted carbide C%g} Pgd
C S R T P I Y A B EH E E B HE R B E R EEEBBHEEEIHEE
' 3 13|a3|2223]3|8|3|2]2|2]8|2]2|2[3]|2[%]|6|5|5|5
BMW CNMGO90304-BM) 9.7 | 9.525 | 3.18 |3.81|0. 4 O * W
GNMGO?OSOS—BH' 9.7|9.5625|3.18 |3.81]0. 8 Ol * #
@cﬂmmzmm—whz_? 12.7 | 4.76 |5 16] 0. 4 Ol b= 4
mmetzmaa-mlu_? 12.7 | 4.76 [5.16] 0.8 O] % ¥
ﬁg’gq”i:é CNMG120412-BM[12.9| 12.7 | 4.76 |5.1&6]1.2 O|* #
GF  |CNMGO90304-GF| 9.7 | 9.525 | 3.18 [3.81| 0. 4| ¥ | %[O O
CNMGO90308-GF| 9.7 | 9.525 | 3.18 [3.81|0. 8|+ [ | O
@cnumzmm—emz.? 12.7 | 4.76 [5.16[ 0.4 | % | % | O O
CNMG120408-GF|12.9| 12.7 | 4.76 |5.16]0.8| % [ % | O O
Finishing JCNMG120412-GF|12.9| 1227 | 4.76 |5 16| 1.2+ | % | O
BF CNMGO90304-BF| 9.7 | 9.525 | 3.18 [3.81|0. 4 O + w
CNMGO70308-BF) 9.7 | 9.525 | 3.18 |3.81]0.8 O *x big
@cﬂumzmw—m 12.9| 12.7 | 4.76 |5. 16| 0.4 O] * ¥
CNMG120408-BF|12.9| 12.7 | 4.76 |5. 16| 0.8 [@1F ¥
Finishing  [CNMG120412-BF|12.9] 12.7 | 4.76 |5.16]1.2 Ol ¥t

“ Recommended grade (always stock avaiable)

v Avallable grade (O Make—-to—order
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General Turning Inserts
Carbide inserts

DN D |:| (Negative inserts)

.5 |
: ; Coated cemented carbide Cemented
_— Dimensions(mm) = = - cments
wlwinw|w|vlolw|nv]o =] gle|o|le|le|o]|B]c] oo o]
shape| P | | [4i0 s mdr%;%3539%3%§§§§§5%5§%3898
3122|8383 |8[3]|8|3|2|2[2|2|8|8]|8|8|2|%]|2[F]|
GR  [DNME150408-GR| 15.5| 12.7 | 4. 76 |5. 16] 0.8 OO || * pxd
DNMG150412-R[ 15, 5] 12.7 | 4.76 |5.18]1. 2 OO e | b5 4
DNMG150416-CR[ 15.5| 12.7 | 4. 76 |5. 16| 1.6 OO | *x #r
*nummsoeﬂs—ﬁﬂ 15.5012.7 | 4.76 |5. 16 0. 8 [ollelR 3R 3 7
DNMG150612-GR[15.5] 12.7 | 6.35 |5. 18] 1.2 OO | * £
For
roughing | DNMG150616-GR| 15,.5] 12.7 | 6.35 |5, 16]1. 6 OO * 7
GR  |DNMM150608-GR| 15.5] 12.7 | 6.35 |5.16]0.8 OO | * b d
@DNMMSD&}GR 15.5| 12.7 | 6.35 |5.16|1.2 OO 4| K Pt
DNMM150616-GR| 15. 5| 12.7 | 6.35 |5. 16| 1.6 QO | &
For
roughing
BR DNMG150608-BR| 15.5] 12.7 | 6.35 |5. 16| 0. 8 |k O
e DNMG150612-BR| 15.5] 12.7 | 6.35 |5. 16]1.2 kx4 o
-
S |onmc150616-8r] 15,5 12.7 [ 6.35 [5. 16 1.6 7| % O
For
roughing
ZR  |DNMG150608-ZR| 15.5| 12.7 | 6.35 |5. 16| 0.8 @] i *
= DNMG150612-2R [ 15.5] 12.7 | 6.35 |5. 18] 1.2 @] ¥t #
For
roughing
For DNMG150604 |15.5)12.7 | 6.35 |5.16|0.4| O W% |O b 4 * O
(Chipbreakert
DNMG150608 | 15.5]12.7 | 6.35 |5.16]|0.8| O ¥ | % |O *r o O
a DNMG150612 | 15.5] 12.7 | 6.35 |5.16]1.2| O w|x|O W * O
DNMG150616 | 15.5[ 12.7 | 6.35 |5.16[1.6| O || O Tr +* O
DNMG1904608 | 19.3[15.875 6.35 |7.94|0.8| O | % | O b * O
DNMG190612 | 19.3|15.875] 6.35 |7.94|0.8| O ek die ¥ * @

* Recommended grade (always stock available) ¥ Available grade O Make-to-order
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General Turning Inserts
Carbide inserts

DN D D (Negative inserts)

.5 |
Coated cemented carbide
. : Cemented
Dimensions(mm
Inserts Type o) P M K cau%lc!e
shape R RMEEEBHEEEEEEEEEEEEEEEEEBEE
9 et = ||| o [ar] =
212(2(8|a|3|3]|3]al5[8|8|218]8|8|5]|8|8]|5|5|5[5]5
Without | DNMA110416 [11.6]9. 525(4. 76/3. 81[1. 6| O e | * * O ¥
Chipbraaker
DNMA110424 |11. 6(9. 525(4. 76|3. 81|2. 4| O P | & * O ¥
DNMA150404 |15.5[12. 7 |4. 76]5. 16]0. 4| O 3| x * 3]
DNMA150408 |15.5[12. 7 |4. 76|5. 16]0. 8 e | * * ¥
- DNMA150604 |15.5|12.7 |6. 35]5. 16[0. 4 #r| * Eie
— DNMA150608 |15.5| 12. 7 |6. 355. 16[0. 8 ¥ | % * Y
DNMA150612 |15.5]12.7 |6. 35]5. 16]1. 2 Yo% |O * O %
DNMA150616 |15, 5] 12. 7 |6, 35]5. 146[1. 6 | x|O * Q %
GM  |oNMG110404-GM| 11. 6]9.525(4. 76]3.81]0. 4| O [ ¥ |3 | % O
DNMG!1{J4DB-GM|11.6 0.525|4.76[3.810. 8] O | 3% | | % O
DNMG110412—GMI11.6 9.525]|4. 76]13.81]1. 2 O ¥ * O
nnma1504@4—sn|15.5 12.7 |4.76]5. 16[0. 4| O |+ [ ¥ | * @)
DNMG150408-cM] 15.5 | 12.7 |4.76]5. 16]0. 8] O | 3¢ [ 2 | % O
@DNMGISUM?GM 15,5 12.7 |4.76]5. 16|1. 2| O | ¥ | 3% | * Q
DNMG150416-6M 15.5[ 12.7 [4. 76]5. 16]1. 6| O | ¢ | 3 [ % )
DNMG150604—GM‘15.5 12.7 |6.35]5. 16[0. 4| O | % |+ | * ()
DNMG150608—GM|15.5 12.7 |6. 35]15. 16|0. 8 (:J +r || O
nnmmsom—am|15.5 12.7 |6 355 16]1. 2| O [ 3 [ 2 [ % O
Semi-
finishing DNMG1506|6—GMI15.5 12.7 |6.35]5. 16[1. 6|0 | ¥ | | & O

* Recommended grade (ahvays stock avalable) ¥ Avallable grade (O Make—to—order

A26



General Turning Inserts
Carbide inserts

DN |:] |:| (Negative inserts)

Coated cemented carbide

Cem n&ed
caroige

e " Dimensions(mm) ” K
shape ype AENAEREEBEREAERREEBEEEBRRRAE
A R A A HEHEHBEHEH R BEEEEEHBEBEEE
el 2 w | Nlwu|w vl W vl e
G5 |DNMG110412-GS [11. 6[9.525(4. 76 3.81] 1. 2] #r | % | & | & @] O #
DNMG150404-GS |15.5) 12. 7 [4. 76]5. 16] 0.4 | v | v | % | & Q @] pis
DNMG150408-GS [15. 5] 12.7 (4. 7&|5. 18] 0. 8| & | & | & | 4 @) o ¥r
DNMG150412-GS |15.5] 12.7 [4. 78] 5. 16] 1. 2| & | 2 | & | X | O O @] P
@ DNMG150416-GS [15. 5[ 12.7 |4. 765. 16| 1. 6| 2| ¥ | & | % | O O & ¥
DNMG150604-GS [15. 5] 12. 7 4. 35]5. 16| 0.4 | ¥ | & | & | & O (@] #r
DNMG150608-GS |15. 5] 12. 7 [6.35]5.16] 0.8 | ¢ | ¥ | & | K& Q o 21
DNMG150612-GS [15.5] 12.7 |6. 35| 5. 16| 1. 2| ¥ | % | & | & | O Q O i
ﬁm DNMG150616-GS [15. 5[ 12.7 [6.35|5.16] 1. 6| 4 | & | Kk | & | O O O *
BM DNMG110412-BM [11. 6|9.525|4.76]3.B1]1.2 * | O |
DNMG150404-BM [15.5] 12. 7 |4. 76|5.16] 0.4 O* *
DNMG150408-BM [15. 5[ 12. 7 |4. 76]5. 16 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 | 4. 35]5.16] 0.4 O % .1
DNMG150608-BM |15. 5] 12.7 | 6. 35]5.16] 0.8 O * *
) DNMG150612-BM [15. 5| 12. 7 | 6. 35]5.16]1.2 * O * |
ﬁna;qsm_mg DNMGT50616-BM |15. 5] 12. 7 [ 4. 35]5. 18] 1.6 Ol |0 * |

% Recommended grade (shvays stock available)

¥ ‘Available grade O Make~to-order

A27




General Turning Inserts

Carbide inserts

DN |:] |:| (Negative inseris)

5|
Coated cemented carbide
sers | Dimensions(mm) " - Cameniad
shape 2121212 18|18 |28 2122228181212 |€8 |8 |g|g|a|alx
GF DNMG1 10404-GF [11, 69, 525]| 4. 76 [3.81] 0.4 |+ | & |O o O
DNMG1 10408-GF [11.6(9.525] 4. 76 [3.81)] 0.8 |37 | % |O o O
DNMG110412-GF [11.4(9.525] 4. 74 [3.81] 1.2 || & |O O )
DNMG150404-6F |15.5| 12.7 | 4. 76 |5.16] 0.4 [ | % |O £ O
DNMG150408-GF [15.5| 12.7 | 4. 76 |5. 16| 0.8 |37 | % |O O O
@ DNMG150412-GF [15.5]12.7 | 4. 78 |5. 18] 1.2 |+ | & |O (@] @]
DNMG150604-GF [15.5] 12,7 | 6.35 5. 16| 0.4 |+ | & |O O ¥
DNMG150608-GF [15.5|12.7 | 6.35 [5. 16| 0.8 |+ [ |O O ®]
Frishing | DNMG150612-GF |15.5[ 12,7 | 6.35|5. 18] 1.2 [+ | & |O @] (@]
BF DNMGT 10404-BF |11.6|9.525]14.76 (3. 81| 0.4 *|O b1
DNMG110408-BF [11.6(9.525(4. 76 |3.81] 0.8 *|O T
DNMGT10412-BF [11.6(9.525[ 4. 76 [3.81] 1.2 *|O s
DNMG150404-BF [15.5)12.7 | 4. 76 |5. 16] 0.4 * (O W
Q DNMG150408-BF [15.5| 12.7 | 4. 76 |5. 16 0.8 * (O )4
DNMG1S0412-BF [15.5|12.7 | 4. 756 |5. 18] 1.2 *|O +*
DNMG150604-BF |15.5|12.7 |1 6.35]5. 16] 0.4 * O #
DNMG150608-BF |15.5| 12.7 | 6.35]5.16] 0.8 * | O b
Frishing | DNMG150612-8F [15.5)12.7 | 6.35 |5. 16 1.2 *|O s
* Recommended grade (aways stock availsble) ¥t Avallable grade (O Make—to—order

A28



General Turmning Inserts
Carbide inserts

S N |:| I:l (Negative inserts)

I/"_
90°
R =
I D
“‘m ad

r_L B

Coated cemented carbide

. . Cemented
Inserts Dimensions(mm) carbide

shape Type

sD4115
81015
801025
ClO|O|O|OJO|O|O|O|C|C|O|C|O|O|O|O|O|O[O]|O|sp1035
SD1045
SD4330
SD4340
SD4350
sD3105
SD3205
sD3115
sD3215
sD3125
sD3225
SP302
SP402
SK002
K102
SK202

o
(ap |
wr
=3
(=5
SD4015
OlO|C|O|O[O|O|O|O|O|C|O|O|0|O|C|O|O|O|O|O|O [sh402s

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

SNMG120412-GR | 12.7 | 12.7 | 4.746 |5.16]1.2

SNNG120416-GR | 12.7 | 12.7 | 4.76 |5.16]1.6

SNNG150608-GR |15. 875|15.873] 6.35 |6.35]0.8

SNMG150612-GR |15. B75|15.875] 6.35 |6.35) 1.

[

| o | = | = | s | = | SD4125
o[ x| = | = | = [ = |sD4135

SNMG150616-GR |15. 875]15.875] 6.35 |6.35] 1.

& | o

SNNG150624-GR |15. 875|15.873] 6.35 |6.35) 2.

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

SNNG190616-GR [ 19.05 [ 19.05  6.35 |7. 94| 1.6

roughing | SNNG190624-GR [ 19.05 | 19.05 | 6.35 |7. 94 2.4

GR SNMM120408-GR | 12.7 | 12.7 | 4.74 |5.15]0.8

SNMM120412-GR | 12.7 | 12.7 | 4.76 |5.16]1.2

SNMM120416-GR | 12.7 | 12.7 | 4.76 |5. 16] 1.6

SNMM150608-GR |15. B75|15.875] 6.35 |6.35]0.8

SNMM150612-GR |15. 875]15.875] 6.35 |6.35]1.2

SNMM150616-GR |15.875(15.875( 6.35 [6.35]1.6

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

SNMM190612-GR | 19.05 | 19.05 | 6.35 |7.94]1.2

SNMM190616-GR [ 19.05 [ 19.05 | 6.35 |7. 94| 1.6

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

| | | | A | | | R | | | | R | | | | |

SNMM250724-GR | 25.4 | 25.4 | 7.94 19.12]2.4

0ok | ok |k | ok | ok |k |k ] ok ]k |k | ok | k| ok | k| ok | % | ok | 3k | % | % | % |SD4035

A A A R R A A A A e A Rl B B
R B B Bl ol Bl Bl o ol [ [l [l B B [

For
roughing | SNMM250924-GR | 25.4 | 25.4 | 7.94 [9.12]2.4

O
=

*

Recommended grade (always stockavaiabe) ¥ Avallable grade O Make—to—order

A29



General Tuming Inserts
Carbide inserts

SN |:| |:| (Negative inserts)

r 50

a1cl- 1
—

Coated cemented carbide

. . Cemented
ifisai Dimensions(mm) carﬁ,ée

shape

Type

SP402
SKD02
SK102
SK202

L ol.G| § od | r

$D4135
SD1025
801035
SD1045
SD4330
| B | 2 | 2k | % | 2- |SD4340
3D4350
SD3105
SD3205
SD3115
SD3215
$D3125
sD3225
3P302

Cl|Oo|C|O|[O|C|spi015
o | o | | % |

504015
sD4115
sD4025
504125
SD4035

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

SNMG120412-BR| 12.7 | 12.7 |4.76|5.15]1.2

’a\ 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

roughing | SNMG190616-BR| 19. 05| 19.05 | 6.35|7.94] 1.6

R SNMG120412-ZR| 12.7 | 12.7 |4.76 (5. 16| 1.

. | SNMG150608-ZR |15, 875/ 15. 875 6.35 | 6.35| 0.

e |~

| |SNMG150612~ZR|15. B75] 15. 875 6.35 [ 6,35 1.

QlofO]|C
O|lO|0|O
* [ [ [
| % [ %

SNMM190612-ZR) 19.05| 19.05 | 6.35 [ 7.94 | 1.

[a ]

SNMGO90304 |9.525| 9.525 13.18(3. 81
SNMGO?0308 |9.525| 9.525 [3.183.81
SNMG120404 | 12.7 | 12.7 [4.76]5.16

Sl olo|o

Sl || o000 A

SNMG120408 | 12.7 | 12.7 [4.76]5.16

SNMG120412 | 12.7 | 12.7 [4.76]5.16
SNMG120416 | 12.7 | 12.7 [4.76]5.16(1.
SNMG150608 [15. 875|15. B75[6.35]6.35( 0.

o] [e] ielle] (el ie]le]
[elie]l el e] (o] [e] e

3 | % [ o [ o o [ o [ [
% [ [ [ % [ % | [ % [ F | [ * | *

L dE AR dAE AR SR SR 5
ol ol e e Il el R s

SNMG150612 |15, 875|15.875(6.35]|6.35( 1.
SNMG120612 |19.05| 19.05 |6.35]|7.94(1.

SNMG190616 (19.05( 19.056 [6.35]7.94(1.

SNMG250724 | 25.4 | 25.4 |7.94]9.12| 2.
SNMG250924 | 25.4 | 25.4 |7.94[9.525| 2.

O
* | % | * |+
% [ % [

“* Recommended grade (aways stock avallabie)  ¥r Avallable grade O Make—to—onder
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General Turmning Inserts
Carbide inserts

/ -
QeI =
3 \..}‘:' *’dl
_— Dimensions(mm) P Coated cemer;ted carbide K C%E{}%P gd
shape Type T 0 0 2 3 S S B ) 5 O L ) e e
I ETRC] O R I R e B R S R E R RS
2(212|8|2|2|2|2|23|2(2|2]|2|23|8|2|2|8|8|v|=|?|=|@
Ghvi\fprgg; SNMADR0304 | 9.525]9.525 | 3.18 |3.81 (0.4 | % O |*x|* * O
SNMAD90308 | 9.525]9.525 | 3.18 |3.81(0.8 | | O | *|* Y @]
| swma120404 | 12.7 | 127 | 4.76 |5.16 0.4 | % O || Y ]
F@ﬁ' SNMA120408 | 12.7 | 12.7 | 4.76 [5.16]0.8 | | Ol &k [O | O
i SNMA120416 | 12.7 | 12.7 | 4.76 |5.16 (1.6 - I 1 O |*|* + @]
SNMA150608 |15.875)15.875| 6.35 | 6.35 (0.8 | |w *x|%| |O [ @]
SNMA190612 | 19.05 | 19.05 | 6.35 | 7.94 1.2 I x| O] | O
SNMA190616 | 19.05 [ 19.05 | 6.35 [7.94[1.6 ¥ | *x|[%| [O [+ @)
G [SNMG090304-GH| 9.525 | 9.525 | 3.18 |3.81]0.4[O] || *|O O b4
snmao9osoa—em| 9.525)9.525 | 3.18 [3.81(0.8|C| [3|x|O O w
snumznm—ah{ 12,7 | 12.7 | 4.76 [5.16]0.4|C| |+ |*|O O b
SNMG120408-GF.1 12.7 | 12.7 | 4.76 |5.16 (0.8 % |O O 3
5NMG1204IE—GF|1 127 | 12.7 | 4.76 | 5.16|1.2|O 3| x|O O w
ISNMG120416—G!-1 127 | 12.7 | 4.76 | 5.16]1.6 ¥ | |O O Y
SNMG150608~GA115. 875(15.875| 6.35 | 6.35|0.8 | %O ) ¥
snmmsom—aﬂis.m 15.875| 6.35 [6.35[1.2 w|x|O O ¥
snumsoma—ar.{ﬁ. 875|15.875( 6.35 | 6.35[1.6 4 |O O %
Semie -smmnm—aml 19.0519.05 | 6.35 [7.94[1.2 3| % |O @] ¥
finishing fsnwa190616-aM{ 19. 05 | 19.05 | 6.35 [7.94 1.6 | %O O Bt
65 [SNMG120404-6S| 12.7 | 12.7 | 4.76 [5.16[0.4] %] [+¢]|*|O #
SNMG120408-68| 12.7 | 12.7 | 4.76 [5.16|0.8] %] || % |O *r
= [snme120412-65| 12.7 | 12.7 | 4.76 | 516 [1.2] %] || |O %
; lshma120416-68| 12.7 | 12.7 | 4.76 [5.16 [1.6] 4| [+ |*|O Y
Semie [SNM8150612-68{15.875]15.875| 6.35 | 6.35|1.2[%| || *|O #r
finishing [SNMG150616-6S|15. 875|15.875| 6.35 [ 6.35 [1.6]%| [¥r|* b

% Recommended grade {always siock available)

¥r Avallable grade O Make—to-ormder

A31




General Turing Inserts

Carbide inserts

Inserts
shape

Dimensions(mm)

Coated cemented carbide

K CeaBe’

Type

pl.C

od

SD4015

SD4115

SD4025
sD4125
SD4035
504135
SD1035
SD1045
SD4330
SD4350
SD3105

sD3205
sD3115
SD3215
sD3125
SD3225
SP302
SP402
SK002
SK102
SK202

BT

Pp—
N

SNMG120404-BM| 12.7

12.7

4.76

5.16

SNMG120408-BM| 12.7

12.7

4.76

5.16

SNMG120412-BM| 12.7

12.7

4.76

5.16

SNMG120416-BM| 12,7

12.7

4,76

5.16

SNMG150612-BM|15. 875

15. 875

b.35

6.35

SNMG150616-BM |15, B75

15. 875

6.35

6.35

[ | | | % | % |sD1025
| ok | 3 | = | 5% | 3 [SD4340

OlOC|OC|OC|O|0O]|spiols

SNMG120408-GF | 12.7

12.7

4.76

5.16

o |SNMG120412-GF| 12.7

12.7

4.76

5.16

IF

finishing

SNMEC90304-BF | 9. 525

9.525

3.18

8

0.4

SNMGO?0308-BF | 9. 525

§.525

3.18

3.81

0.8

SNMGO90312-BF | 9. 525

§.525

3.18

3.81

1.2

SNMG120404~8F | 12.7

12.7

4.76

5.16

0.4

SNMG120408-BF| 12.7

12.7

4.76

5.16

0.8

SNMG120412-BF| 12.7

12.7

4.76

5.16

1.2

SNMG150608-8F [15. 875

15. 875

6.35

6.35

0.8

* | [ [ | * [ %
o | | | |

SNMG150612-BF [15. 875

15. 875

6. 35

6.35

Cl|O|O|O|O|0O]|O|0O

* Recommended grade (always stock availaoie)

¥ Avallable grade O Make—to—order

A32




General Turning Inserts

Carbide inserts
Negative inserts )
Bl Coated cemented carbide Cemgn n
Inserts p ] K carpiae
shape | TP° AEEEABEEEEEEEEEEEEBEEERRRE

R |Tumg160408-GR| 16.5 |9.525|4.76]|3.81)0.8 e |3 | e [ % *
TNMG140412-GR| 16.5 |9.525(4.76[3.81 (1.2 o |3 S [ )<
TNMG220408-GR| 22 | 12.7 [4.76|5.16]0.8 ¥ |3 | [ b

é TNNG220412-GR| 22 | 12.7 |4.76]5.16( 1.2 - d b dhdb ¢ W
TNME220416-GR] 22 | 12.7 [4.76]5.16[ 1.6 OO |+ | * %
TNMG270608-GR| 27. 515 |15.875| 6.35] 6.35| 0.8 OO0 |* g
TNMG270612-GR] 27. 515 [15.875( 6.35 [ 6.35 [ 1. 2 O[O || * x

rcx_lj:é’f)1r'r‘|g TNMG270616-GR| 27. 515 [15. 875 6.35| 6.35 | 1. 6 OO+ [* %*

GR  [TNMM160408-GR| 165 [9.525|4.76|3.81 0.8 ¥ |5 [ 2 | %
TNMM160412-GR] 16.5 [9.525]4.76[3.81]1.2 bl bbb o W
TNMM220408-GR] 22 | 12.7 |4.76|5.16(0.8 ke d bid b %

ATNMMZZUM?—GR 22 [ 12.7|4.76]5.16]1.2 bl had b b ¢ b s
TNMMZZ20416-GR| 22 | 12.7 [4.76|5.16] 1.6 O[O+ |* b1
TNMM270612-GR] 27. 515 [15.875[ 6.35 [ 6.35 [ 1. 2 OlO]# [ * *

mfg%rm TNMM270616-GR] 27. 515 [15.875( 6.35 | 6.35[ 1. 6 O[O]+# [*

BR  |TNMG160408-BR| 16.5 [9.525(4.76|3.81(0.8 O [+ Y hi1

I,,-'.*--\ TNMG160412-BR| 16.5 |9.525(4.76[3.81[ 1.2 O [ |+ # #

oy | TNNG220408-BR| 22 | 12.7 |4.765.16(0.8 Q|+ ¥ )i

r{]_':g?‘l;'r‘g TNMG220412-BR| 22 | 12.7 [4.76|5.16] 1.2 Q|+ ¥

Y% Recommended grade (always stockavailable) ¥ Available grade (O Make—to—orcler

A33



General Tuming Inserts
Carbide inserts

TN |:| |:| (Negative inserts)

4 60° S
W/ i
) ) Coated cemented carbide
Dimensions(mm) Cemgn ed
Inserts T P M K carbide
shape | VP HEREEEEBEREEEEEEEEHRRRAE
L {ere| s |oc] r |B|3[2[2]8(5(2|21212]|2]|2]2]5|8|5|8[5|2|B|F|8|2|8
2(2|2(3|2|2]|2|2(2|3|2|2(2]|2|2|2|2|2|3|%|%|#|5|=
ZR  |TNMG160408-ZR| 16.5 | 9.525 | 4.76 [3.81]0.8 O x| [O
TNMG160412-ZR| 16.5 | 9.525 | 4.76 [3.81[1.2 O *| |O
A TNMG220408-ZR| 22 | 12.7 | 4.76 |5.16[0.8 O x| |O
o TNMG220412-ZR| 22 | 12.7 | 4.76 |5.18[1.2 O *| |O
roughing | Tmg220416-7R| 22 | 12.7 | 4.76 |5.16]1.6 (9] *
Without | TNMA160404 | 16.5 |9.525 | 4.76 |3.81]0.4| O[O |+ | * * | % bq
IChipbreaker
TNMA160408 | 16.5 |9.525 | 4.76 |3.81|0.8|O O+ | * * | % bt
TNMA160412 | 16.5 |9.525 | 4.76 [3.81]1. 2| OO | % | % * |+ ey
‘ TNMA160416 | 16.5 | 9.525 | 4.76 [3.81]1.6[O|O | ¢ [ % * | % b
TNMAZ20404 | 22 | 12.7 | 4.76 |5.16]0.4[Q| O | ¥ | * * | % ¥
TNMA220408 | 22 | 12.7 | 4.76 [5.16/0.8[OQ|O |+ |* * | ¥ ¥
TNMA270616 |27, 515|15. 875] 6. 35 |6.35]1. 6 % * b4
_For TNMG110308 | 11 | 6.35 | 3.18 [2.26]0.8 *
 hio OO+ |* %
TNMG160404 | 16.5 |9.525 | 4.76 [3.81]0.4[ Q| Q|4 | * * | ¥
TNMG160408 | 16.5 |9.525 | 4.76 [3.81]0.8[O Q| 4 | % * | ¥
TNMG160412 | 16.5 | 9.525 | 4.76 [3.81]1.2[{O|O | % | * * |
TNMG220404 | 22 | 12.7 | 4.76 [5.16]0.4[ O[O |4 | K %* | ¥
TNMG220408 | 22 | 12.7 | 4.76 [5.16/0.8[CO|O | ¥ | * * |7
THMG220412 | 22 | 12.7 |4.76 |5.16]1.2[OQ| Q| % | * * |7
TNMG220416 | 22 | 12.7 | 4.76 [5.16]1.6 |k * | ¥
TNMG270612 |27, 515)15. 875| 6. 35 [6.35]1.2 ¥ *|O * |
TNMG270616 [27.515]15. 875] 6.35 [6.35]1. 6 T |% | O * | ¥
TNMG33091 6 33 |19.05 [9.525|7.94]|1.6 #|* (O * |7
TNMG330924 | 33 |19.05 [9.525(7.94|2.4 % |O * |
* Recommended grade (always stock available)  ¥r Avallable grade (O Make—to—order

A34



General Turning Inserts
Carbide inserts

TN D D (Negative inserts)

60’

S
|
od

Coated cemented carbide

i Dimensions(mm) ; : ng}gmgd
shape | TYP° A ENEHEEEEEEEEEEEEEEERBARE
L [ere] s |od] r [Bl|EEIE|RISIE21212[2(2120]I8|5|RIRIGIEIFIEIE|S
B|B|2|8|2|2|2(|2|8|2|2|23|8|2|2|2[3|8]|2|=|4|5|5|a
G [TNMG110304-GM| 11 | & 35|3.18|2.26[0.4 || . =4
TNMG110308-GM| 11 | 6.35(3.18(2. 26[0.8] [<t] | % |O S
TNMG160404-GM| 16. 5 (9. 52504. 76]3.81[0.4] |4t +¢| % 1
TNMG160408-GM| 16. 5 |9.52504.76]3.81[0.8] | <t | * P
é THMG160412-GM] 16.5 |9.52504.76]3.81[1.2) |42+ | ¥ |O ¥
TNMG220408-GM| 22 | 12.7|4.76]5.16(0.8] | <]+ | ¥
| ™me220412-GM| 22 [12.7[4.76[5.16[1.2| |Of%| %[O o
ﬁnse&mr'é THMG220416-GM| 22 |12.7 |4.78]5.16[1.8] |O|#%|*|O i
GS  |TNMG160404-GS| 16.5 (9.52504.76]3.81[0.4] O] 42| ¥z | %
THMG160408-GS | 16. 5 |9. 52504.7613.81(0.8)| O] 42| #r | %
TNMG160412-G5 | 16. 5 |9.52504. 76]3.81 [1.2) O | 42| | % | *
é THMG220408-GS| 22 |12.7 |4.76]5.16[0.8] O | 42|+ | ¥ | *
TNMG220412-GS| 22 |12.7|4.76(5.16[1.2| O|O| s | % | *
r:?gh"?n'é TNMG220416-65| 22 [12.7 |4.76]5.16|1.6| OOl | & |O
BM  |[THNMG110304-BM| 11 |6.35(3.18]2.26(0.4 O *
THMG110308-BM| 11 | 6.35(3.18]2.26(0.8 O|x x
TNMG160404-BM| 16, 5 |9. 525]4.76]3.81 (0.4 O]« x
& TNMG160408-BM| 16. 5 |9.52504.76]3.81 (0.8 O] X
THMG160412-BM| 16. 5 |9.525)4.76(3.81 1.2 O] x
TNMG220408-BM| 22 |12.7 |4.76]5.16[0.8 Ol x
TNMG220412-BM| 22 |12.7 |4.76]5.16[1.2 Ol X
ﬁsn&mr'ﬁ TNMG220416-BM| 22 |12.7 |4.76]5.16[1.6 O] x

* Recommended grade (ahways stock avaliabie)

¥r Avallable grade () Make—to—order

A35




General Turning Inserts
Carbide inserts

TN |:| D (Negative inserts)

60°
7/

Coated cemented carbide

neorts Dimensions(mm) = . - C%’;”%{}}Sd
shape | 1VP° A NEEEEEEEEEREEEBEERERRE
GF  [TNMG160404-GF| 16.5 | 9.525 |4.76(3.81]0. 4] [* | O ]|
TNMG160408-GF| 16.5 | 9.525 |4.76(3.81 0. 8|+ [ |O|+%
ATNMEMUMZ-GF 16.5|9.525 |4.76(3.81|1. 2| 3¢ | % |O|5¢
TNMG220408—GF| 22 | 12.7 [4.76|5.16]0. 8] [ & [O]%
Finishing |TNMG220412-GF| 22 | 12.7 |4.76]5.16]1. 2| [ % |O |
BF  [TnmMG110304-BF| 11 | 6.35 |3.18]2.26]0.4 * ¥
TNMG110308-BF| 11 | 6.35 |3.18|2.26]0.8 * Y
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 |4.7|5.16]0.8 * #
Finishing [TNMG220412-8F| 22 | 12.7 |4.76|5.16]1.2 kS %
* Recommended grade (aways siock available) 37 Avallable grade O Make-to—onder

A36




General Turning Inserts
Carbide inserts

VN |:| |:| (Negative inserts)

-

Coated cemented carbide
Dimensions(mm) Cemrgn ed
Inserts T ] K carbiae
shape [ VP HEFRHEEEEEEEEEEEEEEERRAAE
L |enc| s |od]r gggaggeaEewmgsggggggggeﬁ
32|3|212|23|2|5|8|8|8|3|2|2]|5|2]|5|8|2]|53]|%|5|5|%]|5
For "
Chiobaaker]  VAMG160404 | 16.6 | 9.525 [4.7613.810.4| O % | # [ O *
VNMG 160408 | 16.6 | 9.525 |4.76(3.81|0.8| O] 42| £ | % & *
G |UNMG160408-GM| 16.6 | 9.525 |4.76{3.81|0.8| O] 41| 7| %
VNMG160412-GM| 16.6 | 9.525 [4.76]3.81[1.2| O 4| 2 | *
IS
finishing
B |VNMG160404-BM| 16.6 | 9.525 |4. 76(3.81]0.4 Ol % X
VNMG160408-BM | 16. 6 | 9.525 [4.76{3.810.8 O % *
Semi—
finishing .
6F  |VNMG160404-GF| 16.6 | 9.525 [4.76{3.81|0.4| O] | & | & 6]
VNMG160408-GF | 16.6 | 9.525 |4.76]3.81]0.8[ Of 4| [ % | O O
Finishing
BF  |VNMG160404-BF| 16.6 | 9.525 |4.76{3.81]0.4 O x
= VNNG160408-BF | 16.6 | 9.525 |4.76)3.81]0.8 Ol %
VNMG160412-BF | 16. 6 | 9.525 [4.76]3.811.2 O x
Finishing
* Recommended grade (always stock available) ¥ Avallable grade O Make—to—order

A37



General Turning Inserts

Carbide inserts

[\ |:| |:| (Negative inserts)

o

ed

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

Camen

K cal

1.0

dd

S04 S
SD4115

SD1015
501025
s5D1035
SD1045| =
SD4330
504340
SD4350
SD3105

504135

SD3205
803115

SD3215

803125

8D3225
SP302
SPAQ2
SK002
SK102
SK202

WNMGO60408-GR

6.5

9.525

o

76

WNMGE06041 2-GR

6.5

9.525

76

WNMG080408-GR

8.7

12.7

76

WNMGOB0412-GR

8.7

1247

76

WhMGOB041 6-GR

8.7

137

76

O1O]|O[0O] O |sba025

| s | s | = | = [spai25
[ | s | =% | 2 |spd035

* [ | [ | #

WhMG060408-BR

0.5

9.525

76

WhMG060412-8R

6.5

9.525

76

WNMGOB0408-BR

8.7

1.7

76

WhNMGOB041 2-BR

8.7

157

Th

WHMGOB0416-BR

8.7

12.7

76

o] kol R ol fol ke
o [ | [ #
===

WhNMG060412-ZR

6.5

9.525

76

WNMGOB0408-ZR

8.7

147

NN IFSS IS S I IS S S S S S

76

WNMGO80412-ZR

8.7

12.7

4.76

Hg »mg Dm
Ebméa méa a

WNMG0B0416-7R

8.7

12.7

WNMAOST308

6.5

9.525

3.97

WNMAQS0404

6.5

9.525

WNMAOS0408

6.5

9.525

WHMAOE0412

6.5

9.525

4.76

WhMAQB0404

8.7

12.7

4.76

WHMACB0408

8.7

1.7

4.76

WhMAOB0412

8.7

1.7

4.76

WHMACB041 &

8.7

1.7

O|O|0|O|0|0C|O|0O

O|O|10|O|0|0|O|O

|| |O|O|O|O

ok | | ok | | ok | |

ok o [ | ok ] oe [0 o0 | o0 [ %] ¢
Bl el ]=]
ol Bl ol B - Pl s

O

* Recommended grade (always stock available)

+r Available grade 12 Make—to—order

A38




General Turning Inserts
Carbide inserts

WN |:| |:| (Negative inserts)

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

] Coe

ol.G

od

sSD4115

SD1015
8D1025
SD1035
SD1045
SD4330
SDA4340
SD4350

SD4035
5D4135

SD3205
SD3115

SD3215

803125

803225
SP302
SP402
SKOD2
SK102
SK202

(Chipbreaker|

WNNG060408

9.525

4.76

381

O | spaoi1s

WHMG060412

9.525

4.76

318

&

WNMG080408

1.7

4.76

516

C

WNMG080412

12.7

4.70

5.16

WHNMGO8041 6

12.7

4.76

5.16

WNMG060408—GN

4.76

38

o | 2| % | - | 3 [ SD4025

=[] *

WNMGOS0412—GN

4.70

381

WNNGOBOA04—GN

4.76

516

HiNMGOBO408—GN

4.76

516

O|10|C|0

WNMGOBO412—GM

4.76

5.16

WNNGOBOA1 6—GM

4.76

516

O|O|O|O|O| O | = | =] | |sp3105

b B2 I [ I =
bl B =S 15> B = 2

finishing

WNMGOBO608~GN

6.35

516

[#<]

-l I B I - -2

|| % | | k| o | o |+ | % | % | % |sDa125
O

WNMGOAT 304-BN

3.97

3.81

WNMGOSTI08-BM

3.97

3 81

sl=]ie

WNMGOAT 312-BM

3.97

381

WNMGO60404-BN

4.76

3.81

WNNGOS0408-BN

4.76

8

WNMGOBO404-BN

4.76

516

TiNMGOBO408-BN

4.76

516

2 |=|=]=

finishing .

WNMGOBO412-BM

4.76

516

Nl |lalo]ls|lm]|e] &

OlO|O|10|O|O|O|0O
|k | o | k]| k| | | %
ol B Bl Bl B [ ol I s

* Recommended grade (ahways stock available)

1r Avallable grade () Make—to—order

A39



General Tuming Inserts

Carbide inserts

WND D (Negative inserts)

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

b=l

Cemenied

L |&lGC

od

SD4035
SD4135
SD1015
01025
SD1035
SD1045
8D4330
8D4340
SD4350
SD3105
8D3205
SD3115

8D3215
8D3125
8D3225

SP302
SK102
SK202

GF

&

Finishing

WNMGOGT 304-GF

6.9 |9 525

3.97

3.81

IMGO6T 308-GF

&5 |9.528

397

3.81

WNMGOBT 31 2-GF

6.5 |9.525

3.97

3.81

HiNMGO60404-GF

6.5 |9.925

4.76

3.81

WNMGO60408-GF

6.5 |9.525

4.76

3.81

WMMG06041 2-GF

6.5 |9.525

4.76

3.81

WNMGO80404-GF

.| 12

4.76

TNNG0B0408-GF

87 (127

4. 76

516

¥MMG0B0412-GF

B7 127

4.76

516

| w2 | 2 | 22| 2| 2% | = | sD4015
|k o+ | | o | | | % | % [SDA115
O|O|O| 00|00 ]|0] O |spi02s
| B 2| | %] 2| 2| % | = | SD4125

BF

&

Finishing

WNMGO6T 304-BF

6.5 |9 525

3.97

3.8

WNMGO6T 308-BF

&5 |9.52%

3.97

3.81

TMMGO6T 312-BF

6.5 |9.525

3.97

3.81

. o
| o | e

MG060404-BF

6.5 [9.525

4.76

3.81

WNMGO60408-BF

6.5 |9.526

4.76

3.81

IMG080404-BF

87147

4. 76

516

0.4

NMG080408-8F

87 (127

4.76

5.16

0.8

O|lo|Oo|10|O|l0O]O
* | % [ | | * [ * | #
| [ | | % | |+

% Recommended grade (always stock available)

#r Available grade

) Make—to—order

A40




General Turning Inserts
Carbide inserts

RN |:| |:| (Negative inserts)

Coated cemented carbide

i i Cemented
Dimensions(mm) m m Sl
Inserts Type
shape 2121818188282 |12(2]|12|2[8|18|2]|2|8|8|y|ly|a]a|a
i o P I PR E S E B E R E R E M EE EE BB EEE
2|18|3|3|3|3|2|8|2]|3|3|2|a3|3]|8|8]|2|8[8|%]|%|5]|%|=
Without
o RNMA120400 | 12.7 [ 12.7 | 4.76(5.16 el B d T O

* Recommendad grade (shways siock available)

¥r Available grade O Make—to—order

A4l




General Tuming Inserts

Carbide inserts

) ) Coated cemented carbide
Dimensions{mm) Cemented
Inserts T M K carde
Hidpe HEHEEEBEEBEBEEEEEBEERRREE
L |ol.o) s [ad| r |S[F|S[F|F]F[2]2[2]212|12|8|=|2|=D|z|&|2(FS|z|S
2|2|2|8|3|58|8|B|B|2|2|2|B|8]|2]|2]|5|F|&|s|w|w|«|s
HR CCMTO9T308-HR| 9.7 9.525(3.97| 4.4 10.8| Q| O] & | * *
Q COMTO9T312-HR| 9.7 |9.525(3.97[4. 4 [1.2|O|O| ¥ | % ¥
v CCMT120408-HR[12. 9| 12. 7 4. 76]5.56/0.8| O | O| % [ * %
For
roughing  |CCNT120412-HR|12.9 | 12. 7 |4. 76[5. 56]1. 2| O | O [ £ [ * #
Hit COMTO60204-HM| 6.4 | 6.35 |2.38| 2.8 10.4| Q| O] ¥ | * @) e
CCMTO60208-HM| 6.4 | 6.35 |2.38| 2.8 10.8| O| O] ¥ | % O b1
COMTO9T304-HM| 9.7 [9.525(3.97] 4. 4 |0.4| O | O| # [ % 9] ,:;
e CCMTO9T308-HM| 9.7 [9.525(3.97| 4.4 |0.8| O | O| # [ * ®) g
COMT120404-HM|12.9| 12. 7 |4, 76/5.56]0.4| O | O | % | * ® T
COMT120408-HM[12.9| 12. 7 4. 76/5.56/0.8| O | O | & | % O e
Sami—
firishing  |CCHT120412-HM|12.9| 12. 7 |4. 76/5.56]1.2| O[O [ 4 [ * O ”
B CCMTO60204-BM| 6.4 | 6.35 |2.38|2.8 0.4 * i
CCMT060208-BM| 6.4 | 6.35 |2 38/ 2.8 0.8 * %
Y .
€ |CONTO9T304-BM| 9.7 |9.525(3.97| 4.4 0.4 * 1
v CCMTO9T308-BM| 9.7 |9.525(3.97|4.4 0.8 * A
GOMT120408-BM[12.9| 12. 7 |4. 76/5. 56/0.8 * ¥
Semi-
finshing  [CCHT120412-BM|12.9| 12. 7 |4. 76|5.56/1.2 * 1

% Recommended grade (always stock availale)

+# Available grade ) Make—to—order

A42




General Turning Inserts
Carbide inserts

GCL ][] Postiveinser

Coated cemented carbide

o oo Dimensions(mm) : z ng’r‘g{agd
shape 212181823 |1218(8|218(2|B[8|&8[21218 |8 |glg|g|ely
S R R H A HHHHEEHHE B E BEHEEHEHEEE
2|2|8|2]|2|2|2|2|2|23|2|2|2[2]|2]|2]|2|2|8
HF lcoaTos0202-F | 6. 4| 6.35 |2 38[2. 8]0 2| # | & | %
CCGT050204-HF | 6.4 6.35 |2 3812.8(0. 4] ¥ | & | &
COBTO60208-HF | 6.4 | 6.35 |2 38(2.8 (0. 8] v¢ | o | #¢
e COGTO9T302-HF | 7.7 (9. 525(3. 97 [4. 4 [0. 2| ¥ | & | o
CCGTO9T304-HF | 9.7 9. 525(3. 97 4. 4[0. 4| ¥¢ | & | %
COGTO9T308-HF | 9.7 (9. 525(3. 97| 4. 4 [0. 8] ¢ | o | ¢
CORT120404-HF [12. 9] 12.7 |4. 76 0.4| ¢ | & | ¥
Finishing | 66T120408-HF [12.9) 12.7 |4. 76| . 56 0.8 ¢ | & | %
BF  |coaTos0202-8F | 6.4 6.35 [2 38]2.8]0.2 ¥ [ K b4
CCGT060204-BF | 6.4| 6.35 |2.382.8(0.4 % [ * i
“ CCATO9T302-BF | 9.7(9. 525(3.97|4. 4 (0. 2 [k i
\/ CCGTO9T304-BF | 9.7 9. 525(3 974 4[0. 4 ¥ [ * b4
COGTO9T308-BF | 9.7 (9. 525|3. 97[4.4[0.8 ¥ [ % ¥
COAT120404-BF [12.9] 12.7 |4. 76|. 56 [0. 4 [k #
Finishing | ccGT120408-BF |12.9] 12.7 |4 76].56 (0.8 ¥ [ * i

* Recommended grade (always stock available)

¥r Available grade O Make-to-order

A43



General Turning Inserts
Carbide inserts

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

=

" CeaBhe

d

SD4015

SD4115

SD4025
SD4125

SD4035
5D4135
SD1015
SD1025
sD1035
501045
SD4330
504340
504350
SD3105

SD3205
SD3115

sD3215
SD3125
SD3225
S5P302
S5P402
5K002
S5K102
5K202

AC

For
AluminiLim

GCGXO60202-AC

6.4 635

2.38

2.8

CCGX060204-AC

6.4|6.35

2.38

2.8

(CGX060208-AC

6.4|6.35

2.38

2.8

GCGXOPT302-AC

9.7(9. 625

3.97

4.4

=]
(]

pll ol Bl B

GCGX09T304-AC

9.719.525

3.97

4.4

=]
-

b

CCGX09T308-AC

9.719.525

3.97

4.4

COGX120402-AC

12.9112.7

4.76

5.56

CCGX120404-AC

12.9112.7

4.74

5.56

alae]le
>

CCGX120408-AC

12.9|12.7

4.74

5 56

GCGX120412-AC

12.9|12.7

4.76

5.86

A

N~

For
Aluminiim

CCGX060204~AH

6.4|6.35

2.38

2.8

CCGX0&0208-AH

b.4|6.35

2.38

2.8

B | %

GOGX09T308-AH

9.7(9.525

397

4.4

%

GCGX120402-AH

1291127

4.76

5.56

GCGX120408-AH

12.9112.7

4.76

5.56

i

GOGX120412-AH

12.9012.7

4,76

5.56

il ol B B s
L AEAESE AR SR SR AR AR AR AR SRS E SR AR AR

WWithout
Chipbreaker

&

COeW060204

6.4]6.35

2.38

2.8

B

CCGWO9T304

9.7(9.525

3.97

4.4

GOGWO7T308

9.7(9.525

3.97

4.4

GCGW120404

18127

4.74

5. 56

CCGW120408

12.9112.7

4.76

5.56

O|O|O|O|O
O|o|O|C|O

| o | [ |

bR B e S

A || | |+
il bl Bl
pual Bl Il Il s

#* Recommended grade (aiways stock avallable)

w1 Avallable grade O Make-to—order

Ad4



General Turning Inserts
Carbide inserts

r el s
\
S
T Coated cemented carbide Cemlgrged
Inserts " K K
shape | 1YP° A NNEABEEEEEEEEEEEEEERARE
HR  [DCMTO70208-HR| 7.8 [6.35 |2.38[ 2.8 0. 8| Of |+ [ k| [% O
DCMTO70212-HR| 7.8 [ 6.35 |2.38[ 2.8 1.2 Of |+ k| [+ O
@ DCMT11T304-HR|11.6[9. 5253 97 4. 40 4| Of |+ [k | [+ @)
DCMT117308-HR|11.6/9. 525(3.97| 4.4[0. 8| Of |+ |k | [+ O
mF&'hg DEMT11T312-HR| 11. 6]9. 525/3. 97| 4.4 ]1. 2{ O o |k W @)
M [DCMTO70204-HM| 7.8 [6.35|2.38[2.8 0 4| O |+ [k @)
DCMTO70208-HM| 7.8 [ 6.35|2.38[ 2.8 0. 8| O |+ [ % @)
@ DCMT11T304-HM | 11. 6[9. 525/3.97[ 4.4 0. 4| O |+ [* O
DCMT11T308-HM | 11. 6[0. 525/3.97[ 4. 4]0 8| O v % O
frswgh% DOMT11T312-HM|11.6[9.525/3.97[ 4.4 /1. 2/ O | +% [ * @)
BM  [DCMTO70204-BM| 7.8 [ 6.35 [2.38[ 2.8 0. 4 Ol * *
@, |DOMT070208-BM| 7.8 6.35 [2.38( 2.8[0. 8 O * *
~ DCMT117304-BM|11. 6[9. 525/3.97{ 4. 4|0 4 O * *
msghq}'?g DCMT11T308-BM| 11. 6/9. 525(3.97| 4.4 [0. 8 O % *
HF  [DCaTO70202-HF| 7.8 [ 6.35 |2.38( 2.8 0 2] 4 | & | % O
DCGTO70204-HF| 7.8 [ 6.35 |2.38( 2. 810 4] o [ & | % @)
@ DCGTO70208-HF| 7.8 [ 6. 35 [2.38[ 2.8 0. 8] ¢ [ & | 3% O
CCRTO9TI02-HF | 11. 6[9. 5253 97[ 4.4 0. 2| & | & | & O
CCBTO9T304-HF | 11. 6[0.525(3.97[ 4. 40, 4] ¢ [ & | % @)
finishing | CCGTO9T308-HF | 11. 6(9. 525/3. 97| 4. 4]0. 8] o | # | O

* Recommended grade (always stock available)

77 Available grade (O Make—to—order

A45




General Tuming Inserts

Carbide inserts

DCLI [ ] Postvoinser)

7

55°

g1.c v
43y w
&

Coated cemented carbide
Dimensions{mm) Cg&r}gp&gd
I2ﬁ2$ Type Wl |w|ww| | u| M Qlu|wn LI'JKI-I) |
Clond s oo - (E1Z1E15LE12121E 1212181 2I8 1215 515 5 5 15| 8|8 I3 8
F|2|2|2|8|2[(2|8|3[2]|3|8|2|2|2|2|2|2|a|%|s|a|a|w
BF DCGTO70202-BF | 7.8 | 6. 35 |2. 38 (2. 8[0. 2 O| %
DCGTO70204-BF | 7.8 | 635 |2. 38 (2 8|0 4 O *
@ DGGT11T302-BF |11.6/9. 525/3.97 [4. 4{0. 2 O %
DCGT11T304-BF |11, 69, 525(3. 97 [4. 4]0. 4 Q| *
Finishing | DCGT11T308-BF |11, 6]9. 525]3.97|4.4/0.8 O *
AC DGGEX070202-AC | 7.8 | 6.35 |2. 38 (2. 8|0. 2 AR ¢
DCGXO70204-AC | 7.8 | 6. 35 |2. 38 (2. 8[0. 4 il *
& DCGX11T302-AC | 11. 6[9. 525/3.97 4. 4{0. 2 el 4
DCBX11T304-AC |11. 6|9. 525/3.97 [4. 4{0. 4 o %
Aluminium | DCGX11T308-AC [11. 6]9. 525(3. 97 [4. 4(0. 8 Yl &
A DCEX070204-AH | 7.8 | 6.35 |2.38 (2. 8[0. 4 Tl %
DCGXO70208-AH | 7.8 | 6.35|2.38(2.8|0. 8 W Kk
@ DGGX11T304-AH |11.6]9. 525/3.97 [4. 4{0. 4 Yl K
DCGX11T308-AH |11.6/9. 525/3.97 (4. 4[0. 8 Tl
Nﬁium DCBX11T312-AH |11. 6]9. 525/3.97 (4. 4[1. 2 Ya| %
m\nmﬁ DCGWO70204 |7.8]6.35]2.38(2.8(0.4| OO [+ [* * O 12(
DCGW11T304 |11.6]9. 525|3.97|4.4{0. 4| O | O [+ [* * @] by
‘ DCGW11T308 |11.6]9. 525|3.97|4. 4[0 8| O[O [+ [ * * @] 2

* Recommended grade (aiways stock available)

7 Available grade () Make—to—order

A46




General Turning Inserts
Carbide inserts

SCL_I[] (Positve insert

-

a.c

£

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

o

e

L oG

od

SD4015

SD4115

SD4025
SD4125

SD4035
SD4135
SD1015
SD1025
5D1035
SD1045
SD4330
SD4340
SD4350
SD3105

8D3205

SD3215

8D3125

803225

SP302
5P402
SK002
SK102

SK202

SGNTO9T308-HR

9. 525

3.97

4.4

0.8

N [scHTooT312-HR

9. 525

397

4.4

1.2

SCNMT120408-HR

12.7

4.76

5. 56

0.8

SCNT120412-HR

12.7

4.76

5. 56

1.2

Bl ||z

bl b Bl B
el ol Bl s

SCMTO9T304-HH

9. 525

3.97

4.4

0.4

SCNTO9T308-HW

9. 525

3.97

4.4

0.8

|

SGNT120404-HW

G

4.76

5. 56|

0.4

SCMT120408-HW

12.7

4.76

5. 56

0.8

I | =

OlO|C|O|O0|O0]10O]0O |sp3115

SCNT120412-HW

127

4.76

5.56[1.

O|O|0]|0]|O

EG-.

LA AL A AR A AR

SCNTO9T304-BM

9. 525

397

4.4

0.4

ha

. |SCMTO9T308-BM

9. 525

3.97

4. 4

0.8

. |SCNT120404-BM

12.7

4.76

5. 56

0.4

SCNT120408-BM

12.7

4.76

5. 56|

0.8

bl Bl I

SCNT120412-BM

127

4.76

5. 56|

| S

O|O|0|O|0O
X | % | % || %

SCGTO9T302-HF

9. 525

397

4.4

0.2

b

SCGTO9T304-HF

9. 525

397

4.4

0.4

b

hres

| %

SCGTO9T304-HF

9. 525

3.97

4.4

0.8

b

b

T

SCGTO9T302-BF

9.52519. 525

3.97

4.4

0.2

@)

SCGTO9T304-BF

9.525 | 9. 525

3.97

4.4

0.4

@]
*

SCGT09T304-BF

9.525 19. 525

3.97

4.4

0.8

* Recommended grade (always stock available)

3¢ Available grade (O Make—to—order

A47




General Turning Inserts
Carbide inserts

SCL ][] (Posiveinser

n
ﬂl.C _.r" "\_ 'i-_
B AR
gd I
N\
\'\ | 1',
T 5]
. . Coated cemented carbide
Dimensions(mm) Cemented
Inserts Type P ] K
shape olololalele(eTaleTaleTelelal el el elalalala [ o o
. g2 2|2 ===]l=|=|F|2|F|0|0|0|o|n|xn]|d o
2la|z|elale|ala|a]|a|2|2|a]|2|2|2|2|8|8|%]|%|5|5]|5

AC SCEXO9T302-AC|9. 525(9. 525[3. 97| 4.4 (0.2 el %
SCGXO9T304-AC|9. 525(9. 525(3. 97| 4.4|0. 4 el %
SGGXOPT308-AC|9. 525(9. 525[3. 97| 4.4 (0.8 | %
SC0KX120404-AC| 12,7 | 12.7 |4. 76/5. 5¢/0. 4 el %

For

Aluminium |SCGX120408-AC| 12.7 [ 12.7 |4. 76[5. 56{0.8 el %

AH SGGXOPT304-AH|9. 525(9. 525[3. 97| 4.4 (0. 4 | *
SCOKO9T308-AH|9. 525(9. 525[3. 97| 4.4 (0.8 el o
SCEX120404—AH| 12. 7 | 12.7 |4. 76/5. 56|0. 4 el %
SCGX120408-AH| 12. 7 | 12.7 |4. 76}5. 56|0. 8 Yol %

N,ﬁ,‘i’,fium SCGKX120412-AH| 12,7 | 12.7 |4. 76/5. 5¢1. 2 ol %

Wihout

o SCEHO9T302 9. 525(9.525(3.97|4.4]0.2{ O] O] ] * * (@) e
SOGN09T304 |9.525(9.525(3.97(4.410.4] O | O| ] & * O |
SCGI09T308 |9.525(9.525(3.97[4.4]0.8| O | O] #| * * O ¥
SCG120404 |12.7(12.7 |4. 76/5.58/0. 4| O | O] ] * * @) ¥
SCGK120408 [12.7|12.7 |4. 76[5. 56|0.8| O | O | | & * O ¥t
scai120412 | 12.7|12.7 |4. 7615, 5¢)1. 2l O | O =] % * O ¥

* Recommended grade (always stock availeble) 57 Available grade O Make-lo—order

A48




General Turning Inserts
Carbide inserts

Coated cemented carbide

Dimensions(mm) Cemented
mserts T . [ K car%l (=]
shape P AEHEHEBREERAEREREEREEERERRRRARAE

L |ar.c| s |od SR S R N S R S A M M N R E R B R R S EL R
2|32 |2 |2|8|8[8|83|3|3|3|3|3|23|8|8|8[8|“|=|%]|%|%
HR TCMTO90208-HR| 9.6 | 5.56 |2.38[2.5 O 5 5 | % O
TCMT110208-HR|11. 0| 6.35 |2.38] 2.8 O |5 [ | % 9]
émmnom-m 11.0] 6.35 |2.38( 2.8 Ol | 4| * O
TCMT16T308-HR|16.5]9. 525(3. 97| 4.4 Q| (%] * O
For,
roughing [TOMT16T312-HR|16.5|9. 525(3.97| 4.4 Q|5 3| > O
WM lrontog0204-mm| 9.6 | 5.56 [2.38[ 2.5 O [+ |4 | % O
TCMT090208-HM| 9.6 | 5.56 |2 38| 2.5 O+ | [ * O
TONT110204-HM|11.0| 6.35 |2. 38| 2.8 O |5 [* O
TOMT110208-HM|11.0] 6.35 |2 38 2.8 Ol % |, O
TOMT16T304-HM|15.5]9. 525 |3. 97| 4.4 O | | * O
TCMT16T308-HM[16.5]9. 525(3. 97| 4.4 O3 | * O
Semi—
finishing  [TcHT16T312-tM[16.5(9. 525|3. 97| 4.4 O+ [+ | * @)
BM |1oMTo90204-BM| 9.6 | 5.56 [2.38[ 2.5 Ok %
TCMT090208-BM| 9.6 | 5.56 |2.38]| 2.5 Of* T
TCNT110204-BM|11.0] 6.35 |2.38] 2.8 Ol %
Q\ TCMT110208-BM[11. 0] 6.35 |2.38] 2.8 Of* %
W ou7110212-8M[11.0) 6.35 |2.38[ 2.8 Olx ¥
TCMT16T304-BM[16.5(9. 525(3.97| 4.4 Clx Y
TCMT16T308-BM[16.5(9. 525(3.97| 4.4 Of* %
Semi—
finisning | TCMT16T312-BM|16.5)9.525|3.97( 4.4 Ol % ¥
% Recommended grade (aways siock available) ¥ Available grade (& Make-to—order

A49




General Turning Inserts

Carbide inserts

TC[][]Postive insert

Coated cemented carbide

S Dimensions(mm) . > C%g'l', Pgd
shape | /P NENEEEEEEEEEEEEEEEERRREE
HF TCRTOST104-HF | 6. 413.97|1.98|2.2/0. 4] | % [O O )
TCGTO6T108-HF [ 6.4 [3.97[1.98(2. 2{0. 8| ¥ % | O 8 @]
TCGT090202-HF | 9. ¢ |5.56 | 2. 38| 2. 5/0. 2 ¥ % |O @) (@]
TCGT090204-HF | 9. 6 |5.56|2. 38| 2. 5. 4] +| % |O O @]
TCGT090208-HF | 9. 65.56|2.38|2.5/0. 8| ¥ % [O 0O )
A Te6T110202-HF [11. 0] 6. 35 | 2. 38 [ 2. 8[0. 2| | %[O O o}
TCGT110204-HF |11. 0] 6.35 | 2. 38| 2. 8[0. 4] | % |O @) @]
TCGT110208-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 @) O
TCGTI6T304-HF |16. 5[9. 525/ 3. 97 [4. 4]0. 4] 4| % |O O O
Fishing | TCGT16T308=HF [16.519.525(3. 97 |4. 4[0. 8 ¥| % [O O 0
BF  |1c6T090202-8F | 9. 6 |5.56|2.38|2.5[0. 2 O] * %
TCGT090204-BF |9. 6 |5.56 2. 38| 2.5[0.4 Ol % ¥
é Te6T110202-8F [11. 0] 6. 35 [ 2. 38]2. 8]0, 2 Of % %
_ TCGT110204-BF |11.0{6.35 | 2. 38| 2. 8[0.4 Of * %
TCAT110208-BF [11.0[6.35|2. 382 . 80. 8 O] * *
TCGT16T304-BF |16.5[9. 525|3.97[4. 4[0. 4 O] % b
Frishing  [TGGT16T308-BF |16.5(9. 525 3. 97 4. 4[0. 8 O] % |

* Recommended grade (aways stock available)

¥ Avallable grade (O Make—to-order

A50




General Turning Inserts
Carbide inserts

) ) Coated cemented carbide
Dimensions(mm) Gemrgn ed
Inserts T M K carblae
e
shape | VP AENEEEBHEREEREEBEEERRREE
Lfolcl s |od|r|8|5[E|2|S|=[(2|2]2(2|2|2(2 2|82 |8]=3]2]F (2|
2|22 |2]|2|2|2|2|2|8|(2]|2|8|2|8|2|8|2|2|4|w|#|#|=
AC TCGX090202-AC| 9.6 5.56 [2.38]2.5(0.2 v |k
TCEX090204-AC| 9.6 5.56 [2.38]2.5(0.4 Y|k
TCGX110202-AC|11. 0 6.35 [2.38] 2.8 (0.2 ve [ %
ﬁ TCGX110204-AC|11.0] 6.35 (2. 38]|2.8|0.4 Y|k
TCGX110208-AC|11.0] 6.35 (2. 38| 2.80.8 Y|k
TCGX16T302-AC|16.5|9. 525(3. 97| 4.4 |0 2 ve [ %
TCGX16T304-AC|16.5]9. 525(3. 97| 4. 4 (0.4 |k
For
Aluminium [TCEX16T308-AC|16. 59. 525)3.97 (4. 4]0.8 Y|k
Wihout TCGW110204 [11.0[ 6.35 [2.38|2.8|0. 4 s | x| O * |5
Chipbreaker
TCGN16T304 |16.5|9.5253.97(4.410.4 W x|O x| ¥
TCGN16T308 |16.59.525(3.97|4.4/0.8 | x|C * |
TCOW16T312 |16.5/9.525(3.97|4.4|1.2 Yo | & O * | e

* Recommended grade (aways slock available)

7 Available grade O Make—to—order

A51



General Turning Inserts
Carbide inserts

VCLI[] Posiive insert

Coated cemented carbide
Dimensions(mm) Cemented
In:erts Type p [ K carbide
o RN HHHHEE HEEREEE BEHEEREEE
2|12|12|2|2|8|8(8|3|2|2(2|2|2|8|8|8|8|&8|°|=|=|#|=
HM VONT110304-HN [ 11 [ 6.35 |13.18(2.8|0.4|O el % O O
e
HF VCET110304-HF | 11 | €.35 [3.182.8(0.4] %] % |O QO O
S
finishing
AC VCEX110202-AC | 11 | &35 |2.38(2.8|0.2 7o *
VCEX110204-AC | 11 | 6.35 [2.38]2.8/0.4 | *
VCGX110301-AC | 11 | 6.35 [3.18]2.8/0.1 | x
VCEX110302-AC | 11 | 435 [3.18]2.8/0.2 e
i Ivcsmmzoa—ﬁa 11 1635[3.18|2.8[0.4 | *
VCGX110308-AC | 11 | 6.35[3.18|2.8/0.8 | x
VCOX160402-AC [16. 6]9.525]4. 76 |4.4]0.2 o *
VCEX160404-AC [16. 6|9.525]4.76 (4. 4]0. 4 | %
VCEX160408-AC [16. 6[7.525]4.76 [4.4 0.8 oo &
VCOX160412-AC [16. 6]9.525]4.76 |4.4 /1.2 A &
m,ﬁ,‘?r'ium Veex220530-AC | 22 | 12.7[5.56|5.53.0 ] %
cr\gbmgm'énker VCEW110304 | 11 | 6.35|3.18|2.8]0.4|O el * x| 7]
ety
* Recommended grade (aways stock avallable) ¥ Avallable grade (& Make-to—order

A52



General Turning Inserts
Carbide inserts

VBL_][]Posiive insert

Coated cemented carbide c d
Dimensions(mm) emente
Inserts TifRs p M K carglée
shape HEHEEEBEBEEEEEBEEBEEEAAEARE
Lol s fod) r |1Z213(2 (132 2[2|2|2]EIE 2212228882 (F]|2]]S
glalg|g|z|g|z|a|z|2]|2|2|12|2|8|2|2|2|2|5|5|8|F|&
HM VBMT 160404-HM [16. 5{9. 52514, 7614. 4[0. 4] O [+ |+ | % @]
VBMT 160408—HM [16. 59. 52514, 7614, 4[0. 8] O [ o | ¢ | % O
‘ VBMT 160412-HM |16. 5{9. 52514. 76|4. 4| 1. 2| O |+ | 3¢ | * O
finishing
BM VBMT110304-BM | 11 | 6.35 [3.18]2.8|0. 4 Ol * *
- VBMT110308-BM | 11 | 6.35 |3.18|2.8|0. 8 Of * bt
v
Sermni—
finishing
HF VBGT110202-HF | 11 | 6.35 [2.38|2. 8[0. 2f ¢ [ % | O | & @)
VBGT110204-HF | 11 | 6.35 [2.38|2. 8|0, 4] %% [ % | O | O
e VBAT110208-HF | 11 | 6.35 [2.38|2. 8[0. 8] % [ % | O | @]
finishing
BF VBNT110302-8F | 11 | 6.35 [3.182.8|0. 2 Q| % s
VBMT110304-B8F | 11 | 6.35 [3.18|2.8|0. 4 Of* ¥
s | VBNT110308-BF | 11 | 6.35 [3.18[2.8|0. 8 Of % P
VBMT160404-BF |16. 6]9. 525/4. 76{4. 4[0. 4 Qf* ¥
finishing | VBMT160408-BF [16. 6|9. 525]4. 76| 4. 4|0. 8 Of % ¥
Without VBGW160404 [16. 6{9. 525[4. 76(4. 4|0. 4] O | O | ¥ | % * ¥
Chipbreaker
VBGW160408 [16. 6{9. 52514, 76{4.4|0. 8] O | O | 3¢ | % * bed

* Recommended grade (aways stock available)

3 Availlable grade (O Make—lo—order

A53




General Turning Inserts

Carbide inserts

CP[ ][] (Posiiveinser)

a1c

bi N Coated cemented carbide o
imensions({mm
Inserts p [ K Ca'%'c}e
Type
shape wlo|v|lv|e|e|lv]|vw|v|o|lo|lolelvlew|v]|w|wvw]lw| gl |~
S B B I R R R R R R I B R R R R EE E B
|—¢3|-GS‘ﬁdfgﬂgﬂgwgee—gvgmmmmmmngggg
ala|lala|z|2|8]|8]8|2|2|2|28|8[8|8]|2]8(8|%|5|3|5|5
HM CPMT060204-HM (6. 4] 6.35 |2. 38| 2.8(0.4| O | | * QO O
CPMTO9T304-HM|9. 719. 525(3. 97| 4. 4[0. 4| O] | +| * o o
HFE loPaTos0202-HF|6. 4] 6.35 | 2. 38[ 2. 8]0. 2| | % | O] * (@] O
o opaT091304-HF [9. 7]9. 5253, 97| 4. 4 [0. 4| f % |O| #] O O
finishing
Without
o CPaW060204 |6.4) 6.35|2.38(2.80. 4[| O O] #| * * Q ¥

* Recommended grade (aays stock availeble)

4r Available grade (O Make—to-order

A54



General Turning Inserts
Carbide inserts

Coated cemented carbide T
Dimensions(mm
Inserts ( ) p Gal‘glée

shape Type

SP302
SP402
3K002
SK102
SK202

L Jol.Gl § |od|r

504035
SD4135
SD1015
SD1025
SD1035
SD1045| =
SD4330
SD4340
SD4350
SD3105
SD3205
sD3215
sD3125
5D3225

HM DPNTO70204-HN| 7.8 6. 35 |2. 38[2. 8(0.4

DPNTO70208-HN| 7. B | 6.35 |2 38|12.8|0.8

e DPNT11T304-HN]11. 6] 9.525]3. 97|4. 410. 4

teing |oewr1raos-|11. o 9.525[5. 97]2. 4 0.8

O|O|O)C|sp3115

HF DPGTO70204-HF | 7. 8| &6 35 |2 38|12 80 4

@ DPGTO70208-HF | 7.8 | 6.35 |2 38|2.8]0.8
DPGET11TI04-HF |11. 6] 9.525]3. 97|4. 4]0. 4

finishing  |DPGT11T308-HF |11. 6]9.525(3. 97]4. 4]0.8

Wilhout DPG11T304 |11.6]9.525(3. 97(4. 4]0.4
Chi GiY 6193 ?

O O #F | |2 ]|C|O|C]|C|sp4015
QIO |||+ |C|OC|OC|C|spa115
|2 |O|O|OC| O] = | = | = | =% |sp4025
| % | O|CO|[O| S| | | % |sp4a125

C|O|C|O|C|O

6 DPGN11T308 |11. 6] 7.525|3. 97)4. 4|0.8

* Recommended grade (always slock avallable) ¥ Available grade (O Make—to—order
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General Turning Inserts

Carbide inserts

Coated cemented carbide

—_— ) Dimensions(mm) - - Cemented
shape | VP aEREEARENAEEBEEBEEEHEREREE
HM SPNTO9T304-HIl [9. 5259. 525)3.97[4. 4]0. 4|O | %
SPNTO9T308-HI |9. 525(9. 525(3. 97]4.4[0. 8| O o] %
SPHT120404-Hi | 12. 7 12. 7 |4. 76}5. 56{ 0. 4| O Yol *
SPMT120408-HU | 12. 7| 12. 7 |4. 765. 54/ 0. 8| O fe| *
ﬁsrisrq1Tiir;g SPMT120412-HI|12. 7] 12. 7 |4. 765. 56| 1. 2| O fe| %
SPGTO9TI02-HF 9. 525(9. 525)3.974. 4[0. 2| 4| % |O
SPGTO9TI04-HF 9. 525(9. 525)3.974. 4[0. 4| 4| % |O
SPGTO9T304-HF |9. 525(9. 525/3.974. 4[0. 8| | % |O
finishing
01% SPGHOPTI04 [7.5259. 525(3.97(4. 4{0. 4 Of* * 1
SPGNO9TI08 |9.525(9. 525(3.97]4.4]0. 8 O|*
SPGI120408 [12.7| 127 4. 765. 54/ 0. 8 * * %

% Recommended grade (always stock availabie)

17 Available grade O Make-to—order

A56




General Turning Inserts
Carbide inserts

Coated cemented carbide
Dimensions(mm) Cameied
Inserts M K
shape Type
Efﬁﬂﬁﬁﬂﬁﬁgsgﬁggfﬂﬁﬁggggg
L letcl s [od| r [Z|Z|E|Z|EIZ]2I2]12|2]2[2|2|2|8]|5(2]5]82F(2]|z]|C
8%%8%%%%%%8%%%8%%%%2&%5%w
HM TPNT090208-HM | 9.6 [5.56 (2. 38]2.5(0.8| O | O] ¢ [ * O
é TPNT110202-H |11. 0] 6.35 2. 38]2.8(0.2| O | O | ¥ [ * (@]
TPNT110204-HN|11. 0] 6.35 (2. 38[2. 8]0, 4] O | O] & | % O
ﬁ%ﬂ},—g TPNT110208-H |11. 0| 6. 35| 2. 38| 2. 8 [0.8| O | O % | % 9)
HF TPGT090204-HF [ 9. 6|5.56]2.38|2.5[0.4| 3¢ | % | O] O )
TPGT090208-HF | 9. 6 |5.56 (2. 38| 2. 5o 8| % | %[O O O
é TPGT110202-HF [11.0)6.35]2.38]|2.8[0.2 % | % |O| O 0
TPGT110204-HF [11.0) 6.35|2. 38|2 8[0.4| % | x| OO @]
finishing  [TreT110208-HF |11. 0] 6. 35 (2 38| 2. 80. 8] % [ % | OO O
Witout | TP 2 b6|6.35(2.38]2.5[0.4 A ;
o oW090204 [9.6]6.35(2.38[2.5(0.4|O| O] % | * O f
TPGN090208 | 9.6|6.35(2 38|2.5/0.8|OQ| O+ | % O * b e
TPGH110304 [11. 0f6. 350|3. 18] 2. 8[0. 4| O | O % | % O * #
A TPGW110308 |11, 0f6. 350(3. 18| 2.8]0.8| O | O # | * O * fr
TPGN160308 |[16. 59. 525(3. 18] 2. 8/0.8[ O[O |4 | * O * ¥
TPGW16T302 |16.509.525(3.97(2.810.2| O | O | ¥ | * O * #*
TPGW220408 |22, 0[12. 70[4. 76|5.5(0.8| O | O | ¥ | * @) * ¥

% Recommended grade (shways siock available)

2r Available grade (O Make—to—order
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R
Eﬁs single—edge “g;E
Grade
Type Bimensioni) Coat%iv%amide Coategv cgrbide Noga—%?gged
g R£01 Lame | YBC151 YBC251 YBG205 YBG302 YD101
ZPED02502-MG | 25 0.2 17 o * *
o | zPFDO302MG 3.0 0.2 17 0 * 0 B
e e s Il T —
g ZPHDO503-MG 5.0 03 22 o * o )
R T 6.0 0.4 22 o * S
ZPES02502-MG | 25 0.2 o * * |
w | ZPFS0302MG 3.0 0.2 o * S
‘% ZPGS0402-MG 40 02 0 * s
& | ZPHS0503-MG 5.0 03 o * S
ZPKSOB04-MG | 6.0 0.4 O e 0
single—edge only for the parting blade holder

 Recommended grade (aiways stock avaiabie)  ¥7 Avallable grade (O Make-to—order

please reduce the feed speed by 30%, which will

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

Control chip flow and crimp with good groove structure

Reduce cutting resistance by 20% and reduce vibration
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TURNING  Parting:

o Grooving and turning inserts

; E E
o /5]
Double edges M_[S Single edge
Grade
Basic dimensions(mm) ) A
Type GVD Coating PVD Coating | 2erpented.
S‘% : R+0. 1 Lamx SD4025 sSD4125 8SD1015 SD1025 SK101
&5 0.2 17 & * & * O
5 I e R | g e || SR
e 3.0 0.2 17 ® * L ] * @]
g ........ T A A T S S S e e i e T T
g 4.0 0.2 22 ® * [ ] * Q
a2 S NG TORON EORAO. . RPN O L.
« 5.0 0.3 22 [ ] * e * 0
U e e e o e o S A R
6.0 0.4 22 [ ] * [ ] * 2
2.5 0.2 o * [ ] * 9]
%‘? 3.0 0.2 ® * L ] * ]
a B RO LR, O ROOOOR sy JORISNE] VSN oco NUTRTIN) LR e MONOTIL, LORUIRG i SO | Ry
o 4.0 02 [ ] * [ ] * 9]
(1] 1l JISSSS T e e e e Il |
o
Q 5.0 03 L] * L * Q
6.0 0.4 @ * L 2 * O
The single—edge insert is only mounted on parting blade.
* Recommended grade (atways stock available) ~ ¥r Available grade O Make—lo—order
@5 §
=¥
A
Coated cemented carbide
Basic dimensions(mm)
Cem%ned
Type P M K carbpige
- LI A LI B -1 2 - B e B B A B B B B B S N B B B E R R
AR EHEREE E R R
2212181221 21812[(2123]13(83 8 2121218 @|V|n w
MGMN200-M [14.0(2.00(0.20]2.50|3.98 | %k * * + ¥
MGMN300-M 121,013,000, 40 | 4,80 |5 63 |k * * b d g
MGMNAOO-M [21.0|4.00(0.40|4.80 |5. 88 o | % * * W
MGMN500-M [26, 0015, 00 0. 80| 5.85 |7, 05 # | * * * -
MGMMNBOO-M |26 00j6. 00| 0.80 |5 85

* Recommended grade (always stockavailable) ¥t Avallable grade (O Make—to-order
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ng inserts TURNING

A

)] Grooving and tuming inserts

EL& E * -. @ E
. o
Double edges E ;S Single edge g
Grade
Basic dimensions(mm) e _ _
Type | CVD Goating PVD Coating  \Zerpenieq,
A0 1
§ R0, 10 Lanax SD4025 5D4225 sD1215 SD1125 SK101
0
ZTED02503-MG 2.5 0.3 17 O O L *
=)
2 ZTFDO0303-MG 3.0 0.3 17 O O ® *
=3
$ ZTGD0404-MG 4.0 0.4 22 [ ) 8] [ ] *
ﬁ ZTHDO504-MG 5.0 0.4 22 Q [ ] *
ZTKD0608-MG 6.0 0.8 22 & @ *
o ZTHS0504-MG 5.0 0.4 O O ©
c%g. ..........
op ZTKS0608-MG 6.0 08 @} @] O

* Recommended grade (aways stock available) ¥ Available grade O Make—to—order
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Threading tools overview A62-AB4
Introduction on threading insert grade and chipbreaker AB5
Threading insert AB6-AB6
Threading insert code key ABB
Partial Profile 60° A67
Partial Profile 55° A68
ISO metric AB9-A72
American UN A73-A76
Whitworth thread A77-A80
British standard taper piper thread A81
NPT A82
NPTF A83
Round DIN405 AB4
Trapeze DIN103 A85
American ACME A86

A6l
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TURNING

Threading Tools
Threading tools o

Thread name

Partial Profile 60°

Partial Profile 55°

Threading pitch

60

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

R style shown

R style shown

R style shown

Dimensions (mm)
(HxWxL)
(Dia <L x Min.dia

e

Toolholder

T

Pitch/mm (pitchvineh)

Pitchimm (pitchinch)

Pitchimm

16X16x100
2020125
25X25%150
32X25%170
32x32%170
40x40<250

R-type shown

0.5~6.0 (5~48)

0.5~6.0 (5~48)

0.35~6.0

16X125% 12
16X 150X 16
16X 150 20
20X 150X 25
20X 180X 25
25X 150X 32
\%4 32%200% 40
: 32X 250X 40
40X 300X 50
50X 350X 63

PealL feLuau|

R-type shown

0.5~6.0 (5~48)

0.5~6.0 (5~48)

0.35~6.0

AG2




Threading Tools
Threading tools overview

Heater,gasandwater ~ Forgas and water fauoet

pipe thread

and pipe connection

TURNING

For gas and water
pipe thread

Pitch/mm (pitch/inch) Pitch/mm (pitch/inch) Pitch/mm (pitchvinch) Pitch/mm (pitch/inch) Pitch/mm (pitch/inch)
T2~4 72~4 28~11 27~8 27~8
72~4 72~4 28~11 27~8 27~8

A6G3
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TURNING

Applications

Forfood industry
and firefighting thread

R=0.23851P

Threading Tools
Threading tools overview

Transmission trapezoid

screw thread

—
[R=0.3707P

Thread name

DIN405 Round thread

American
Trapezoidal thread

R

ACME

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

R style shown

E

R style shown

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

Pitch/imm (pitchinch)

Pitch/imm (pitchvinch)

16X 16100
20x20%125
25X25%150
32X25X170
32x32x170
40X 40 %250

peaiLp feuiepa

10~4

1.5~6.0

16~4

16x125x12
16X150%16
16X150 X 20
20% 150X 25
20X180 X235
25X150 X 32
32X 200 X 40
32250 x40
40300 x50
50X 350 X 63

pealLy [Ewe|

10~4

1.5~6.0

16~4
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Advanced surface treatment
fechniques effectively reduce
friction and allows for better
wear observation.

It has excellent Anti-wear
properties owing fo the TIAIN
coating in the Inner layer.

Lat 14 =

SDI0ZYS
‘Coated cambide TiN and PVD makes good Toughness and
wiear resistance. ltis the first choice for high quality of the
threading carbon steel, stainless steel and cast iron in variety of
maleriaiseg. steel,

a dlalrir®

:JDJ JL‘I)

Coated grade which is the combination of hard substrate and coating(thick
nc—TIAIN } ltis suitable for finishing to semi-finishing of tuming machining
and High-temperature alloy rough tuming.

Advanced TIAIN substrate nano coating, in
Improves the mechanical and themmal properties
of coating. Further optimizing coating structure
improving coating stress and enhancing bond
strength of coating and substrate.
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Threading machining inserts code key

inserts si

.36mm indicated by 11
.525mm indicated by 16
2 7mm indicated by 22
=15.875mm indicated by 27

—® Cutting style

E Extemal cutting insert

N Internal cutting insert

Cutting direction
R R-Right L  L-Left

Screw pitch ®
Full profile(range of screw pitch is indicated by numbers)
mm TPi -
03590 — .
 profile -
(range of screw pitch is indicated by letters) ~ ¢g* 0= general pitch thread
mm S 55° 55° general pitch thread
A 0.51.5 48-18 150 metric 60° pitch thread
AG 0.5-3.0 48-8 UN 60° unified thread{American standard threads)
G 1.75-3.0 14-8 UNy 60° American Aviation standards threads
N 3.55.0 75 W 55° Whitworth thread
a 5580 41/2-4 NPT 60° American standard taper piper thread

NPTF 40° National DRYSEAL piper thread

BSPT 55° British standard taper piper thread

ACHE 27° American standard Trapezoidal thread

STACME  29° American standatd Short tooth trapezoidal thread

TR 30° Standard trapezoidal thread
ABUT American Sawtooth Thread
RO Fire food machinery round thread

APIRD APFI| Round thread
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Threading Inserts TURNING

-
85
o=
w{ﬂ

x| siel
b
Y d d g
R type L type
. . iaondn). [ Ao mpifsnrad
esignnation esignnation | Scre
Type Right Lot Siteh (mm) | TP ; ; i ; SD1025 | SD1125
RIL|IRrR]|L

= 11ER-A60 11EL-AG0 0.51.5 {48-16]6.35] 11 | 08 | oy | x| & | *x|*

B 11ER-G60 11EL-G60 1.75-3.0 | 14-8 |9.525] 16 | 1.2 |17 | k| X | k| *

™ 11ER-ABLO 11EL-AGG0 0.530 |48-8 |9.525] 16 | 1.2 |17 | k| x| k| *

22ER-N60 22EL-NG0 3550 | 7-5 |127] 22 |17 |25 |, | *|*]|*
J7ER-060 27EL-G40 5560 [454|15875) 27 | 21 [ 31 | x| & | k| K

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

R type L type

Dimens i ons (mm) grade i Hamﬁpmndgd

Oesignnation Oesignnation |Scre
Ty i i piteh (mm) | TPI i i " . SD10es | SD1125
R|IL|RrR|L
= 11NR-AGD 11NL-AG0 0.5-15 4816|635 11 |08 |og | A | & | x| K

=

E 11NR-G60 11NL-G60 1.75-3.0 | 14-8 |9.525| 16 | 1.2 | 1.7 | K[ k| k| K
= 11NR-AG60 11NL-AG60 0.5-30 |48-8 |9.525| 16 |12 |17 | x| K[ K|
22NR-N60 22NL-N60 3550 | 7-5 |127] 22 |17 |25 | *|*x]|*|*
27NR-060 27NL-060 5560 [45-4ft5.875) 27 [ 1.8 [ 27 | k| *[H]*

* Recommended grade (aways stock available) ¥y Available grade (O Make—to~-order
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fLJ
r
d 1 c
I..\
o I
Rtype Ltype B v
” ) - : Dimensions (mm) Fecompnded|Recunandad
Tyos “es'i“i':;t"'" ”“"f_’:?:"’” e Wom) | TP Lo e [sones
RlL|RrR|L
- 11ER-A55 11EL-A55 0.515 |48-16|6.35] 11 | 0.8 | og | * | * | *]|*
E 11ER-G55 11EL-G55 1.75-3.0 | 14-8 |9.525] 16 | 1.2 |17 | % | X | X |*%x
d 11ER-AGSS 11EL-AGS5 0.530 | 488 |9.525] 16 | 12|17 | x| x| x| *
22ER-N55 22EL-NG5 3550 | 75 [127| 22 | 17|25 | * | *|*]|*
J7ER-055 27EL-055 5.5-6 0 |4.5-415 875 27 2 |29 | * | x| *|x

% Recommended grade (always stock avaiiable)

¥r Avalable grade O Make-to-order

Ki—b.
F *—
o | = :
L
Riype Ltype
‘Dimensions (mm) grare arada
Oesignnation Oesignnation | Screw,
Type Right Left pitch {mm) | TPI 4 i " 5 sSD102s |sDi125
R|lL|[R]|L
= 11NR-A55 11NL-A55 0.5-1.5 |48-16]| 635 11 Jos|oo | & | % | *|*
=
B 11NR-G55 11NL-G55 1.75-3.0 | 14-8 |9.525] 16 | 12|17 | x| x| *|*
= 11NR-AG55 11NL-AGS55 0.530 | 48-8 [9.525] 16 | 1.2 | 1.7 | A | * [ K*]|*x
I2NR-N55 IINL-N55 3550 | 75 [12.7] 22 | 1.7 | 25| k| * | *x]|x
27NR-G55 27NL-Q55 5.5-6.0 |4.5-4[15 875 27 2 29| * | x| *]|*

* Recommended grade (always siock avaiiable)

¥ Available grade O Make-to—order

A6G8



150 965-1980 DIN 13
GB/T 197-2003 Tolerance level: 6g/6H

ﬁls.lllou?}] it

i

|

|

|

|

]
Tock Bsee

Rtype L type

. ; . ; Dimensions (mm) i graffsdm aia

Type “s’i"l”;tt'°” S I : . , . [sor0es [sorizs
R|IL|R|L

11ER-0. 35150 11EL-0. 35150 0.35 6.35 11 0.8 | oa | X | x| K]|K

11ER-0. 4150 11EL-0. 4180 0.4 6.35 11 0.7 04 | x| k| K |[Kx

11ER-0. 451 50 11EL-0. 45150 0.45 6.35 11 0.7 | 0.4 | K| k| k|K

11ER=0. 5150 11EL-0. 5150 0.5 6.35 11 0.6 | 04 [ K |[Hx] K]k

11ER-0. 6150 11EL-0. 6150 0.6 6.35 11 06 | 06 [ K [X]|X]*

11ER-0. 7180 11EL-0. 7180 0.7 6.35 11 0.6 | o6 | K[ x]|K]K

11ER-0. 75150 11EL-0. 75150 0.75 6.35 11 0.6 | o6 [ K[ A]H]K

11ER-0. 8130 11EL-0. 8150 0.8 6.35 11 0.6 | 0.6 | x| & | &k |*k

] 11ER-1, 0180 11EL-1. 0180 1 635 | 11 0.7 | o7 [ X[ x| x]*
L% 11ER-1, 25150 11EL-1, 25150 1.25 6.35 | 1 0.8 | 09 [ K[ x| A]*
11ER=1.5180 11EL-1.5150 1.5 6.35 | 1 0.8 1 * [ & | A K

11ER-1. 751 80 11EL-1. 75180 1.75 6,35 11 0.8 1.1 | k[ Rk ] %

16ER-0. 35150 16EL-0. 35180 0.35 9.525 | 16 0.8 | 0.4 [ K| k| X |*

16ER-0. 4150 16EL-0. 4150 0.4 9.525 | 16 g7 | 24 |*]k| x|k

16ER-0. 45180 16EL-0. 45150 Q.45 9.525 | 16 0.7 0.4 | X | x| K[k

16ER-0. 5150 16EL-0, 5150 0.5 9.525 | 16 06 | 04 [k |[H]K]K

16ER-0. 6150 16EL-0. 6150 0.6 9.525 | 16 0.6 0.6 | x| & | *x|*

16ER-0. 7180 16EL-0. 7180 0.7 9.525 | 16 0.6 | o6 [ *x|[Xx]x]x

16ER-0. 75180 16EL-0, 75150 0.75 9.525 | 16 0.6 0.6 | K| K [Hk]K

16ER-0. 8150 16EL-0. 8150 0.8 9.525 | 16 0.6 | 0.6 [ K| X |*]|*

* Recommended grade (alays stock available)  ¥¢ Available grade O Make—to—order
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TURNING Threading Inser

ISO Threading

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

2o
ES
=

gﬁ J/ap
& x
D.m >< ‘f f
\ : ] d d et :
i
- 2 . -
y i e r
Rtype Ltype
Dimensions (mm) mcog%ﬂdeg e oo
o Ocsignnation Oesignnation - Pr— Pe———
- Right Left d L X £
R L R L
16ER-1. 0150 16EL-1.0150 1 9.525 | 16 0.7 0.7 | X[k |k |*
16ER-1. 25150 16EL-1. 25150 1.95 9.525 | 16 0.8 0.9 | * | & |k |k
16ER-1. 5150 16EL-1.5150 1.5 9.525 | 16 0.8 1 k| k| k| Kk
16ER-1. 75150 16EL-1. 75150 1.75 9.525 | 16 0.9 1.2 | & | x|k |*
o 16ER-2. 0150 16EL-2. 0150 2 9.525 | 16 1 13 | k| k[ AKX
E 16ER-2. 5150 14EL—2. 5150 2.5 9.525 | 16 1.1 1.5 | k| k| K|k
Z 16ER-3. 050 16EL-3.0150 3 9.525 | 16 1.2 I R N B
22ER-3. 5150 22FL-3.5180 35 12.7 22 1.6 23 | X | k| x|k
22ER-4. 0150 22EL-4. 0180 4 12.7 22 1.6 23 | k| k| k|*x
22ER—4. 5150 22EL-4.5150 4.5 12.7 22 1.7 24 | K| x| K| K
22ER-5. 0150 22EL-5. 0150 5 12.7 22 1.7 2.5 | * |k |k ]|*k
27ER-5. 5150 27EL-5.5150 5.5 15.875| 27 1.9 2.7 | * | k| x|k
27ER-6. 0150 27EL-6.0Q150 6 15.875| 27 2 2.9 | A | x|k [*

* Recommended grade (always stock available) 3% Available grade (O Make—to-order
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180 965-1980 DIN 13
GB/T 197-2003 Tolerance level: 6g/6H

Bulan L

5
-

P < pial
—a .
d_ z%* Sl
p r Z--"&;__ e | ___(' .
! y r |
Rtype Ltype
; ) . ) Dimensions (mm) Hecog;?uean Mnﬁxoﬁ%ndeu
Type Desi gﬁr:n:httl on Oes lgLr:}a:a on ™l ) ) } . SD1025 |sD1125
RIL[RrR]|L
11NR-0. 35150 11NL=0. 35150 0.35 6.35 11 0.8 | 0.3 | X[ * | X, |*
11NR-0_ 4150 11NL-D 4150 0.4 6.35 11 0.8 04 | A | K| K [K
11NR-0. 45150 11NL-0. 45150 0. 45 6.35 11 0.8 0.4 | % | k| ]Kk
11NR-0. 5150 11NL-0. 5150 0.5 6.35 11 0.6 0.4 | k| K|k ]K
11NR-0. 6150 11NL-0. 6150 0.6 6.35 11 0.6 | 0.6 | K| * | K |*x
11NR-0. 7150 11NL-0. 7180 0.7 6.35 11 0.6 0.6 | x| K| K[k
11NR-0. 75150 11NL-0. 75150 0.75 6.35 11 0.6 | 06 [ x| K| K|k
11NR-0. 8150 11NL=0. 8150 0.8 6.35 | 11 0.6 | 06 [ X | K| K|k
75‘ 11NR-1. 0150 {1NL-1.0150 1 6.35 11 0.6 07 | x| k| K[k
E 11HR-1. 25150 11NL-1. 25150 1.25 6.35 | 11 0.8 | 09 [* | X | k]|*
11NR=1. 5150 11NL-1.5150 {55 6.35 11 0.8 1 k| k| k| K
11NR-1. 75150 11NL-1. 75180 1.75 6.35 11 0.9 1 [ x| A K |*
11NR-2. 0150 11NL—2. 0150 2 6.35 11 0.9 IR Rl Bl .l
11NR-2. 5150 11NL-2. 5150 25 6.35 11 0.8 [ Rl B
16NR-0. 35150 16NL-0. 35150 0. 35 9.525 | 18 0.8 03 | A | x|k [*
16NR-0. 4150 16NL-D. 4150 0.4 9.525 | 16 0.8 | 04 | K| x| K[k
16NR-0. 45150 16NL-0. 45150 0. 45 9.525 | 16 0.8 0.4 | A [ K| A [K
160R-0. 5150 16NL-0. 5150 0.5 9.525 | 16 06 | 04 | K| K| K [*
14NR-0. 6150 16NL-0. 6150 0.6 9.525 | 16 0.6 | 0.6 | k| k| K|k
16NR=0_ 7150 16NL-0. 7150 0.7 9.525 | 16 | 06 | 06 | K| K| K|K

% Recommended grade (atways stock available)  ¥¥ Available grade (O Make—to—order
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TURNING Threading Ins

ISO Threading

2o
£8
s £
= 180 965—-1980 DIN 13
GB/T 197-2003 tolerance grade: 6g/6H
-3 114P
5 f
% f e ><¢ «
y o i -
_d ez = ? d
= g e TR 3
| I
R type Ltype
Dimensions (mm) Frocog [ eorgae
Qesignnation Oesignnation
Type Higtt it TP y ) ; ; SD1025 |SD1125
R|lL|rR]L
16NR-0. 75150 16ML=0. 75150 0.75 9.525 | 16 0.6 | 0.6 [ XX ]k|%
16NR-0. 8150 16NL-0. 8150 0.8 9.525 | 16 0.6 0.6 | x| & | x|k
16NR-1. 0150 16NL-1.0150 1 9525 | 16 0.6 by |k | %] *
16NR-1. 25150 16NL-1. 25150 1.25 9.525 | 16 0.8 0y [ x| *[x]*
14NR-1.5150 16NL-1.5180 1.5 9. 525 16 0.8 1 * | k[ x| K
5 16NR-1. 75150 16NL-1. 75150 1.75 9.525 16 0.9 1.2 | k| k| x|X
B 16NR=2. 0150 16NL-2. 0150 2 9.525 | 16 1 1.3 | X | x| x]*x
= 16NR-2. 5150 16NL-2. 5150 2.5 9.525 | 16 1.1 1.5 | & | k| *|*
16NR-3. 050 16NL-3. 0150 3 9.525 | 16 1.1 1.5 | k| k| *k|*
22NR-3. 5150 22NL-3. 5150 3.5 12.7 22 1.6 23 | & | & *]|*
22NR-4. 0150 22NL-4. 0150 4 12.7 22 1.6 2.3 | K| k[ k]|*
22NR-4. 5150 22NL-4. 5180 4.5 12.7 22 1.4 2.4 | k| k| |k
22NR-5. 0150 22NL-5. 0150 5 12.7 22 1.6 2.3 | * | x| *|*
27NR-5. 5150 27NL-5. 5150 5.5 15.875| 27 1.6 23 | x| K[ K |[K
27NR-6. 0150 27NL-6. 0150 é 15.875| 27 1.8 25 | * | x|*x|*x

* Recommended grade (always stockavailable) ¥ Avallable grade O Make-to—order

AT72



American standard thread /

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

Rtype Ltype
] ) ) . Dimensions (mm) Hecaa;mnded Heoo&war%%med

Tyve Des |gRr1in:htt| an Oes |gLnenfatti on - d L x . Pr— P
g|E]®]|L

11ER-72UN 11EL-72UN 72 6.35 11 0.8 | 04 | K|k |Kk|K*

11ER-44UN 11EL-64UN &4 6,35 11 0.8 04 | x| k| Kk |Kk

11ER-56UN 11EL-56UN 56 6.35 11 0.7 | 04 | K|k |Kk|k

11ER-48U 11EL-48UN 48 6.35 11 0.6 0.6 | K|k |k ]*

11ER-44UN 11EL-44UN 44 6.35 11 0.6 | 0.6 | X | K[ K |*

11ER-40UN 11 EL-40UN 40 6.35 11 0.6 | 0.6 | X | K| Kk|*

11ER-36UN 11EL-36UN 36 6.35 | 11 0.6 | 06 | K [*]|Kk[*

11ER-32UN 11EL-32UN 32 6.35 | 11 0.6 | 0.6 | x| X[ KK

- 11ER-28UN 11 EL-28UN 28 6.35 11 0.6 | 0.7 | *| Kk |Kk|*
E 11ER-27UN 11EL-27UN 27 6.3 | 1 0.7 | 0g [ x| K[ Kk]*
= 11ER-24UN 11EL-24UN 24 635 | 11 0.7 | o8 | *| X [Kk[*
11ER-20UN 11EL-20UN 20 6,35 11 0.8 | 09 | x| K|k |*

11ER-18UN 11EL-18UN 18 6.35 11 0.8 1 *o[ A |k |k

11ER-16UN 11EL=16UN 16 6.35 11 0.9 1.0 | kA& K]k

11ER-14UN 11EL-14UN 14 6.35 11 0.9 1.1 [ k[, Kk |*

16ER-72UN 16EL-72UN 72 9.525 | 16 0.8 0.4 | k| k| k|*

16ER-64UN 16EL-64UN 64 9.525 | 16 0.8 04 | K| K| &K

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

16ER-48UN 16EL-48UN 48 9.525 | 16 0.6 | 0.6 | K[ K|k [K

16ER-44UN 16EL-44UN a4 9525 | 16 0.6 | 0.6 | A | K| K|*

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

# Recommended grade (atways stock availabie)

+r Available grade O Make-to—order
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TURNING Threading Inser

American standard thread :

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

Tieak?

g

& =
B
d %3 A
oo
| | r
Rtype Ltype
] ) ) ) Dimensions (mm) S
Tyve Des |gRr1in:htt|on Des |gLnenfa::| on - d L x . P P
BRlL|R|L
16ER-36UN 16EL-36UN 36 9.525 | 16 06 | 06 | K[ K| *|*
16ER-32UN 16EL-32UN 32 9.525 | 16 0.6 0.6 | x| k[ K [*
16ER-28UN 16EL-28UN 28 9.525 | 16 0.6 0.7 | K| k| K|k
16ER-27UN 16EL-Z7UN 21 9.525 | 16 0.7 0.8 | x| K| K ([*
16ER-24UN 16EL-24UN 24 9.525 | 16 0.7 0.8 | x| K| K[k
16ER-20UN 14EL-20UN 20 9.55 | 16 0.8 0.9 | K| * | Kk |*x
16ER-18UN 16EL-18UN 18 9.525 | 16 0.8 1 ol el Bl B
16ER-16UN 16EL-16UN 16 9.525 | 16 0.9 11| k] R R
- 16ER-14UN 16EL-14UN 14 9.525 | 16 1 12 | k| k| kK
E 14ER-13UN 16EL-13UN 13 9.525 | 16 1 1.3 | k| K| K| K
= 16ER-12UN 16EL-12UN 12 9.525 | 16 1.1 1.4 | K[ X | *|*
16ER-11. 5UN 16EL-11. 5UN 11,5 9.525 | 16 1.1 5 | k| k[ k| k
16ER-11UN 16EL—11UN 11 9.525 | 16 1.1 5 | K[ K|k ]*
16ER-10UN 16ENL=10UN 10 9.555 | 16 1.1 5 | K[ x| Kk ([*,
16ER-9UN 16EL-9UN 9 9.525 | 16 1.2 7 | R k[ k| X
16ER-BUN 16NEL-BUN 8 9.525 | 16 .5 Bl Bl B
22ER-7UN 22EL—TUN 7 12.7 22 1.6 3 | [ A A ]K
22ER-6UN 22EL-6UN 6 12.7 22 1.6 RS RSES R
22ER-5UN 22EL-5UN 5 e 22 1.7 5 | K| k| k[
27ER-4, 5UN 27EL-4. 5UN 4.5 15.875| 27 1.9 SRS EAEAE
27ER-4UN 27EL-4UN 4 15.875| 27 2.1 3 * | k| k| X

* Recommended grade (always stock avai ¥r Available grade () Make—to—order
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American standard thread  J

ASME B1. 1-1989

tolerance grade: 2A/2B

Ltype

Dimansi ons (mm) Fecommended Feconmended)

Type Des Igl!r:n:httl an Des lgLr:Etl on T i ! ’ ; sb1oes | sp112s

R|L|R]|L

11NR=7 20 1INL=72W 72 635 1 0.7 04 | x| x| A [Kx

11NR-64W 1INL—64W &4 6.35 11 0.7 0.4 | x| k| K|k

11NR-56UN 11NL-56UN 56 6.35 11 0.7 0.4 | K | K| K |*

11NR-48U 11N -48UN 48 6 35 11 06 | 06 | X | K |*[x

11 NR-44UN 11NL-44UN 44 6.35 11 06 [ 06 | K| K]|Kk]|K

11NR-40UN 11NL-40UN 40 6.35 11 06 | 06 | X[ K*[Kx[x

11NR-36UN 11NL-36UN 36 6.35 11 06 | 06 | X [H[Kx|x

11NR-32UN 11NL-32UN 32 6.35 11 0.6 0.6 | x| x| K|x

11NR-28UN 11NL-28UN 28 6.35 11 06 | 07 | *[H[K|[Kx

E 11NR=27UN T1NL-27UN 27 6.35 | 11 07 [ 08 |*[ K], |*

f: 11NR-24UN 11NL-24UN 24 6,35 11 0.7 0.8 | * | x| X |*x

11 NR-20UN 11NL-20UN 20 6.35 11 0.8 0.9 [ x| *]K|X

11NR-18UN 11NL-18UN 18 6.35 11 0.8 Ll R Rl

11NR-16UN 11HL-16UN 16 635 11 0.9 BN EARAR AR

11NR-14UN 11NL-14UN 14 6. 35 11 0.9 11 | R Rk

11NR=12UN 11— 1ZUN 12 6.35 11 0.8 [ R B

11NR=11UN 11HL-11UN 11 6 35 11 08 19 * [ k| k| K

16HR-72UN 16NL-72UN 72 9525 16 0.8 0.4 | k| K[ k]

16NR-64UN 16NL=64UN 64 9525 | 16 0.8 04 | X | x| A [*

16NR-56UN 16HL~56UN 56 9 575 16 0.7 4 | K[ x| KX

16NR-4BUN 16NL-48UN 48 9.525 | 16 0.6 0.6 | * | *|[X*]|*

16NR-44UN 16NL-44UN 44 9.525 | 16 06 | 0.6 | X | KX |KX([*

% Recommended grade (always stock available)

7 Avallable grade (O Make-to—order

A75



TURNING Threading Inse

American standard thread

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

Ty

g
g

fote
d =i
.
= S
j 7
Rtype Ltype

. , . : Dimensions (mm) Py iy
Thie les laningahttl on Oes Igj_r::: ion 71 . ; : - SD1s |SDi12s
R|L|rR|L
16NR-40UN 16NL-40UN 40 9.525 | 16 06 [ 06 [ X | K| K |*
16NR-36UN 16NL-36UN 36 9.525 | 16 0.6 [ 06 [ x| K| K|k
16NR-32UN 16NL-32UN 32 9.525 | 16 0.6 | 06 [ X | K| K]*
16NR-28UN 16NL-Z8UN 28 9.525 | 16 0.6 0.7 | x| K[ x|k
16MR-27UN 16HL-27UN 27 9.525 | 16 07 | 08 [ X | X ]|k]|*%x
16NR-24UN 16NL-24UN 24 9.525 | 16 0.7 [ o [* | K| Kk ]*
16NR-20UN 16NL~20UN 20 9.525 | 16 08 | o9 [A [ *[X]*
16NR-18UN 16NL-18UN 18 9.525 | 14 0.8 i * | k[ k| X
16NR-16UN 16NL-16UN 16 9.525 | 16 0.9 11 | k| k[ kK
E 16NR-14UN 16HL-14UN 14 9.525 | 16 1 1.2 | * | A |*|*
E 16NR-13UN 16NL-13UN 13 9525 | 16 1 1.3 | x|k [R]*
16NR-12UN 16NL—12UN 12 9.525 | 16 1.1 1.4 | K|k |k |k
16MR-11. 5UN 16ML-11. 5UN 1.5 9.525 | 16 1.1 15 |k | k| K]k
16NR-11UN 16HL-11UN 11 9.525 | 16 1.1 1.6 | x| k[ x]*
16NR-10UN 16HL-10UN 10 9.525 | 16 1.1 15 | * | k| *|*
16NR-9UN 16NL—9UN 9 9.525 | 16 1.2 1.7 | k| k]| K]k
16NR-BUN 16ML-BUN 8 9.525 | 16 1.2 15 | X | K[ *|*
2INR-7UN 2INL-TUN 7 12.7 22 1.6 2.3 |k | x|k |%k
22NR-6UN 22NL-6UN 6 127 | 22 1.6 | 23 | x| K& [*]|*
22NR-5UN 22NL-5UN 5 12.7 22 1.7 23 | X |k | *]*k
27NR-4. 5UN 27NL-4. 5UN 45 15.875| 27 1.9 24 | k| k| k|*x
27NR-4UN 27NL—4UN 4 15.875| 27 2.1 2.7 | k| k| x|k

* Recommended grade (aways stockavailable) ¥t Available grade O Make—to—order
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American standard thread

R=0.137P =E
o3,
IS0 228/1:1982, g K=
DIN 259, B.S.84:1956 G i
tolerance grade: Medium class A e Q4
&
< wief £ gd
r : = | d d A A __.-.f
| By ra o]
w
3 i i r
Rtype Ltype
) . . ) Dimensions (mm) Henoﬁgg&n e ng"?gd%nded
Tyne Oes Isﬁnin;httl an Oes |gLner?ra:1 on 101 : ) : ; 301025 |SD1125
RIL|[R]|L
11ER-72W {1EL-72W 72 6.35 11 0.7 0.4 | * | x| K ]|*%x
11ER-64W 1EL-64W 64 6.3 | 11 0.7 | o4 | K] k| Kx]|K
11ER-56W 11EL-56W 56 6.35 11 0.7 0.4 | & | & | x|k
11ER-48W 11EL-48W 48 6.35 11 0.6 0.6 | x| x| K]x
11ER-44W (1EL-44W A4 6.35 | 11 06 | 06 | K[ K| Kk]|*
11ER-40H 11EL-40W 40 6.35 11 0.6 | 06 | K| K |[Kx]|Kx
11ER-36M 11EL-36M 36 6.3 | 11 0.6 | 06 | x| X [*,]*x
11ER-32H 11EL-300 32 635 | 11 0.6 | 06 | K [*[Xx]|x
11ER-26W 11EL-280 28 6.35 11 0.6 0.7 | K| k| k]|Kk
% 11ER-26W 11EL-26 27 6.3 | 1 0.7 | og | K[k |K*]|*
x 11ER-244 11EL-24W 24 6.35 11 0.7 0.8 | * [ X |*|[*
11ER-22W 11EL-22W 24 6.35 11 0.8 0.9 | k| * |k |*x
{ 1ER-20H 11EL-200 20 6.3 | 11 08 [ 09 | X |k |Kk]|*
11ER=19W 11EL-19W 19 6.35 11 0.8 1 Ll Bl B
11ER-18W 11EL-18W 18 6.35 11 0.8 1 * | k| k| Kk
11ER-1 60 T1EL-160 16 6.35 1 0.9 1 | K]k k]
11ER-14W 11EL-14K 14 6.35 11 1 12 | k| k| Kk ]|*x
16ER-72H 16EL-72W 72 9.525 | 14 0.7 0.4 | % |k |k |K
16ER-60W 16EL—60W &0 9.525 | 16 0.7 0.4 | K|k [k |k
16ER-56M 16EL-56W 56 9.525 | 16 0.7 0.4 | x|k |k |*
16ER-48W 16EL-48W 48 9.5%5 | 16 0.6 | 06 | K[ K [Kx]|x
16ER-441 16EL 440 44 9.525 | 16 0.6 0.6 | K| x|k |k

* Recommended grade (always slock available) ¥ Available grade O Make-to—order

AT7



American sta rd thread

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

Rtype Ltype

) ' i : Dimensions (mm i s s
Type e 'i"i";htt' o Oes 'SL':':: Hen TPI : . ; . SD1025 |SD1125
R L R L
16ER-40W 16EL-400 40 9.525 | 16 0.6 | 0.6 [ X |, | K, |*
1 6ER-36W 16EL-360 36 9.525 | 16 0.6 0.6 | k| x| K |%k
1 6ER-32W 16EL-32W 32 9525 | 16 | 06 | 06 | K[ K| K]k
16ER-28M 16EL-28W 28 9.525 | 16 0.6 0.7 | x| x| &K
16ER-26M 16EL—-26W 26 9.525 | 16 0.7 08 | A | k[ K [*
16ER-24M 16EL-24W 24 9.525 | 16 0.7 0.8 | K| k| *|*
16ER-220 16EL-220 22 9.525 | 16 0.7 | o8 [ X | K| X |*
16ER-200 16EL-20W 20 9.525 | 16 0.8 | 0.9 [* | K| X |*
s 16ER-1 8l 16EL—1 8N 18 9.525 | 18 0.8 1 * | k| k| Kk
E 16ER-16H 16EL—16W 16 9.525 | 16 0.9 L1 |k k] Ak
i 16ER=144 16EL-14W 14 9.525 | 16 1 1.2 | & | K[ [*
16ER-12W 16EL—12W 12 9.525 | 18 1.1 14 | k| k| k|K
16ER-1 14 16EL-110 11 9.525 | 16 1.1 1.5 | k| k| k)oK
16ER-10H 16ENL-10W 10 9525 | 14 1.1 1.5 | |k [%k]x*
16ER-9W 16EL-9W 9 9.525 | 16 1.2 1.7 | x| k[ x]|*
16ER-8 1 ENEL-BW 8 9.525 | 16 42 1.5 | & |k [k]k
22ER-7W 22EL-TH (i 127 | 22 1.6 | 23 | x| & [*|*x
22ER-6 22EL-6M 6 127 | 22 1.6 | 23 | X |k | K [*
22ER-5W 22EL-5H 5 12.7 22 1.7 2.4 | k| k| ok |k
27ER-4. 5 27EL-4, 5W 4.5 i5.875| 27 1.8 | 26 | & | x| *|K
27ER-4UN 27EL-4UN 4 15.875] 27 2.1 2.9 | K| X |k |*k
% Recommended grade (aways stockavailsble)  ¥r Available grade (O Make—to-order

A78




American standard thread

R=0.137P e

83

IS0 228/1:1982, LT °3
DIN 259, B.S.84:1956 R=0.437P
tolerance grade: Medium class A e

¢ _pliet
4 ] S d
7
- & -
Y |2
Rtype L type
) - ; : Dimensions (mm Rmﬁj{_‘?ﬂf_ﬁgd& Reoagmrma%nde-

Type G"s'gnr‘i“:htt'““ L 'gL’;T:“’“ TPl F . p ” SD1025 [SD1125
RIL|RrR|L

TINR=72H 1INL=72W 72 6.3 | 1 07 | 04 [ K| K| K,|*

11NR=641 TINL=64H &4 6.35 11 0.7 0.4 | X |k [k |k

11NR-56W 11NL-560 56 6.35 11 0.7 0.4 | X | * [ K| *

1 1NR=48H 11NL=480 48 6.35 | 11 0.6 [ oo [ K|k |Kk|*

11NR-40M 1 1N-404 40 6.35 1 06 | 06 | K| K [*x]|x

11NR-36M 11NL-360 36 6.35 11 0.6 0.6 | * [ * |k |Kx

11NR-32M 1 1NL-32W 32 6.35 11 0.6 | 06 | K| K |[Kk]|Kx

11NR-28W 11NL-28W 28 6.35 11 0.6 0.7 | * [ x| x| *

11NR-26W 11NL-26W a7 6.35 11 0.7 | 08 | X | & |*x|*x

E 11NR-24% 1 NL-24M 24 6.35 11 0.7 0.6 | K[ x|k |*
;E 11NR-220 11NL=220 24 6.35 | 11 0.8 | 0g [ X[ X |*|*
11NR-20W 11NL-200 20 6.35 | 1 08 [ o9 [ X ]k |Kk]|*

11NR-19% 11NL-19W 19 6.35 11 0.8 1 ol Bl Bl B

11NR=18W 1INL=18W 18 6.35 11 0.8 1 bl ol Bl

11NR-16W 1INL—160 16 6.35 11 0.9 11 | kR |k |*

11NR—14W 11NL—14W 14 6.35 11 0.9 11 | k| k| k|*x

11NR=12W 1INL—12W 12 6.35 1 0.9 1.2 | * | *|*|*

16NR-7 20 16NL-720 72 9.525 | 16 0.7 0.4 | X[ x| K| *

1 6MR-60W 1 6NL—60W &0 9.5 | 1s 0.7 0.4 | x| K| k| Kk

16NR-56W 16NL-560 56 9.525 | 16 0.7 0.4 | K| k| K| *

16NR=48H 16NL-48W 48 9.525 | 16 06 | e | X[ K| K*|*

16NR-40W 1 6NL-40W 40 9.525 | 16 0.6 | 0.6 | K[ *x]|Xx|x

* Recommended grade (aways stock available)  #r Available grade O Make—to—order
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Whitworth thread

THE0RY

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

-
5

f P ><‘ > f
I Xy
. <z =T T & E
-l -+ ¥ -
= s ]
| F 3 !
Rtype Ltype
) - y : Dimensions (mm) i | Fearamended

= Des |anin:htt| an Des |gLn;fatt| on i d |_ x ] g P
RIL|R|L
16NR-36W 16NL-36W 36 9.525 | 16 0.6 | 0.6 | x| x|, [*
16NR=320 160L-32W 32 9525 | 16 0.6 0.6 | x| x|k [*
16NR-30W 160L-30M 30 9.525 | 16 0.6 | 07 | %[ K| k|*
16MR- 280 16NL-28W 28 9.525 | 16 06 | 07 | x|k | K, [*
16NR=26M 16NL-260 26 9.525 | 16 0.7 | 08 [ X [*x|x|x
16NR-244 1 6NL-24W 24 9.525 | 16 0.7 | o8 [ X [Kx|[*[K
16NR-22 16NL-22W 22 9.525 | 16 08 | 0.9 [* | & [ Kk|*
16NR-20W 1 6NL-200 20 9.525 | 16 0.8 0.9 | x|k | & [*
16MR-19W 16NL-19W 20 9.525 | 18 0.8 1 * | k| k| K
E 16NR-1 B 1L 18W 18 9555 | 16 | o8 | 1 [A[K|K]|k
_*E 16MR=1 6% 16NL-16H 16 9.525 | 16 0.9 | 11 [ X[ K ]|*|*
16MR—1 44 16ML—14H 14 9.525 | 16 1 1.2 | * [ A ] K ]K
16NR-1 20 160L—120 12 9.525 | 16 1.4 1.4 [ * [ K| k]|*
16MR=110 TENL=11H 11 9.525 | 16 1.1 1.5 | P B ] ok ]
16NR=10H 16NL—10W 10 9.525 | 16 7id 1.5 | X[ x| x[*
1 6NR-OW 1 6NL-9¥ 9 9.525 | 16 1.2 1.7 | * [ x| x| *
16HR-8N 16NL-8i 8 9.525 | 16 1.2 1.5 | x| k| K|k
2INR-TH 2INL-TH 7 12.7 22 1.6 | 2.3 | X | & | *|*
22NR-6M 2INL-6H 6 12.7 2 1.6 | 23 | *| K|k |*
22NR-5W 22NL-5W 5 12.7 22 1.7 2.4 | K| k| k| Kk
I7NR-4. 5W 27NL-4. 5W 4.5 15.875] 27 18 | 2.6 | K| K| K|k
27NR-AW 2THL-44 4 15.875| 27 2.1 2.9 | k| k| Kk [*

* Recommended grade {aways stockavailable)  ¥¢ Available grade (O Make—to—order

A80



BSP inch thread :

180 7/1:1994
B.S.21:1985
Standard BSPT

>
f
4. P e
~
= s
[ r
Rtype Ltype
5 g Dimensions (mm) Hecnanm_n]féndedﬁ graae i
lesignnation esignnation
Type Right i I 4 i g P SD1025 | SD1125
R L R L
11ER-28BSPT 1 1NL-2BBSPT 28 6.35 1 0.6 0.6 | x| x| x| *
= 11ER-19BSPT 1 1NL-28BSPT 19 6.35 11 0.8 0.9 | * | k| K[k
E 11ER-14BSPT 11NL-14BSPT 14 6.35 11 0.9 1 *o| k| k| &
= 16ER-28BSPT 1 6NL-26BSPT 28 9.525 | 16 0.6 0.6 | A |k | K[
14ER-19BSPT 1 6NL-19BSPT 19 9.525 16 0.8 0.9 | K| & | K |K
14ER—14BSPT 1 6NL—14BSPT 14 9.525 14 1 12 | k| k| k|
16ER—11BSPT 11NL=11BSPT 11 9.525 | 16 1.1 1.5 | K| k| K|k
* Recommended grade (aways stock available) ¥ Available grade (O Make—to-order
x x L\‘f
h
v A - = d
d et = ==
- L i
= i i _
A i
h
Rtype Ltype
Dimensions (mm) Recoanr%eguw. arade g
Oesignnatian Oesignnation
Type Right ot P ’ ] ; 5 SD1025 |SD1125
ol P 2 (e
11NR-28BSPT 1 1NL-28BSPT 28 6.35 1 0.6 0.6 | % |k [ K[k
- 11NR—19BSPT 1 1NL-28BSPT 19 6.35 11 0.8 0.9 | K| k| K[k
B 11NR—14BSPT 1 1NL—14BSPT 14 6. 35 1 0.9 1 K| k| k[
&
= 1 ENR—28BSPT 1 6NL—28BSPT 28 9.525 | 16 06 | 06 | x| K [*x]|x
1 6NR-19BSPT 16NL-19BSPT 19 9.525 | 16 0.8 0.9 | %[k |k [*
16NR-14BSPT 16NL~14BSPT 14 9.525 | 16 1 12 | K| k| k|
16NR=11BSPT 11NL=11BSPT 11 9.525 | 16 1.1 1.5 | x|k [*]|*%

% Recommended grade (always stock availabie)

¥r Available grade (O Make—-to-order

A81
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TURNING Threading Ins
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o P14
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ASME B1.20.1-1983

Standard NPT

U.S.60° spinal canal thread NPT |

> =f
< Xy
T
| Al
b,
Rtype Ltype
: : . : Dimensions (mm qoade | it
Tyve e - B - L T T T, [soroes fsores
R L R L
11ER-27NPT 11EL-27NPT 27 6.35 11 0.7 0.8 | * | & [X]*K
11ER-18NPT 14EL-18NPT 18 5.35 11 0.8 1 * | k| k| X
Tﬁ 11ER-14NPT 11EL-14NPT 14 4,35 11 0.8 1 k[ k| k| K
x5 16ER-2BNPT 16EL-28NPT 28 9.525 | 16 0.7 | os | X[ K[ K[*
16ER-18NPT 16EL~18NPT 18 9 525 16 038 1 * | k| k| X
16ER-14NPT 16EL-14NPT 14 9.525 | 16 0.9 N B A B
16ER-11, SNPT 11EL-11_ 5NPT 1.5 9.525 | 16 1.4 15 | x| K[k [K
16ER-BNPT 11EL-8NPT 8 9.525 | 16 1.3 8 | * [ K |H X

Y Recommended grade (aways stock available)

37 Available grade (O Make—to—order

| 28 ~>.< ><L+
¥ . i
b |
-l == b
F
Rtype = Ltype
Dimensions (mm) oA | it
- Oes ianin:htti on Oes |g|_r::a:1 on - d L x f srvron: |SDtDs
R L R L
11NR-27NPT 11NL-27NPT 27 6.35 1 0.7 0.8 | X | x| KA [*
11NR-18NPT 11NL-18NPT 18 6.35 11 0.8 1 * | k| k| X
E 11NR-14NPT 11NL-14NPT 14 .35 11 0.8 1 * | k| k| K
§ 16NR-2BNPT 16NL-28NPT 28 9.525 | 16 07 | o8 | X[ K| K[K
16NR-1BNPT 16M_~18NPT 18 9525 16 0.8 1 * [ k| k| K
16HR-14NPT 16M.~14NPT 14 9. 525 16 0.9 12 | R k| k| K
16MR=11. SNPT 11NL-11_ SNPT 1.5 9.525 | 16 1.1 15 | K| K[ KA]|*
16NR-8NPT 11NL-8NPT 8 9.525 | 16 1.3 1.8 | X |k | K ]|x%x

* Recommended grade (always stock availabie)

r Available grade (O Make—-to—order

A82




American dry sealing straig

pipe thread

Standard: ANSI B1.20.1-1983
tolerance grade: two grades

PTF

NPTF60°

><ib |
il .

Rtype Ltype
- - - _ B smnaions i Reooanlg?:féﬂded Recagpanaaenden
Type Oes |anin:htt| an Des |gLnanfatt ion e ; A ; . SD10s5 |sD1125
RlL|[R]|L
11ER-27NPTF 1 1EL-27NPTF 27 6.35 11 0.7 0.8 | x| K| Ak
11ER—18NPTF 11EL-18NPTF 18 6.35 11 0.8 1 * | k| K| K
T 11ER-14NPTF 1 1EL-14NPTF 14 6.35 11 0.8 1 * | k| k| X
LE 16ER-28NPTF 1 6EL-28NPTF 28 2.525 | 16 0.7 | o [ | k| K]k
16ER—18NPTF 16EL—18NPTF 18 9. 525 16 0.8 1 *o| k| k| K
16ER=14NPTF 16EL-14NPTF 14 955 | 16 0.9 1.2 | K| x| *|*
16ER-11. SNPTF 11EL-11. SNPTF 11.5 9.525 | 16 14 15 | k| k| k|
16ER-BNPTF 11EL-BNPTF 8 9.525 | 16 1.3 18 | *[*x]| x|
% Recommended grade (aways stock available) ¥ Avallable grade (O Make—to-order
| »ile f
4 ] Ny d
=
o0 | -
b A"
Rtype Ltype
Dimensions (mm) Hecua;fﬁnﬂeendeuhec%npar%ndeul

Type Des ignr:n:htti an Oes igLr;nFatt ion e ) ; ) ] spi0es | soiiss
RIL|[R]|L
11NR—27NPTF 1 1NL-27NPTF 27 6.35 1 0.7 0.8 | k| K| k]*x
11NR—18NPTF 11NL—1 8NP TF 18 6.35 11 0.8 1 x| k| K| &
_g 11NR-14NPTF 1 1NL-14NPTF 14 635 11 0.8 1 * [ k| k| K
*_u‘.: 16MR-28NPTF 1 6NL-28NPTF 28 9.525 | 16 0.7 0.8 | * | *|*]|*x
16NR—18NPTF 16NL—18NPTF 18 9.525 | 16 0.8 1 il Bl Bl B
16NR-14NPTF 16NL-14NPTF 14 9 525 16 0.9 1.2 [ x| k| A |x
16MR-11. SNPTF 11HL-11. 5NPTF 11,5 9.525 | 1é 1.4 15 [ % | K| *x|*x
16NR-BNPTF 11NL-ENPTF 8 9.525 | 16 1.3 1.8 | x| K|k [*x

* Recommended grade (always stock availabie)

¥r Avallable grade (O Make—to-order
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DIN405 Round tooth thread

DIN 405
tolerance grade: 74§

TURNIN(G Threading Insert%a

R=0.22105P

b4
< f
h r
4 d d i
& 0 -
=l - 5 ‘_:-_ -
_‘ ;
Rtype Ltype
Dimensions (mm "éﬂ%’ﬁd%’gﬁ’
Designnation Designnation
Type R o TPI ; s ’ % SD1025 [SD1125
R|L|&]|L
16ER-10RD 16EL-10RD 10 9.525 | 16 1.1 1.2 | * [ A K|k
E 16ER-BRD 16EL-BRD 8 955 | 1a 1.4 1.3 | * | & | k|*
= 16ER-6RD 16EL-6RD 6 9.525 | 16 1.5 | 17 [ K| K[ k[*
22ER-6RD 22ER—6RD 6 12. 7 22 1.5 7 | A A A X
22ER-4RD 22ER-4RD 4 12.7 22 2.2 23 | x| x| K| Kk
27ER-4RD 27ER-4RD 4 15.875| 27 .3 2.3 | k| k| k| Kk

“* Recommended grade (always stock available)

7r Avallable grade O Make—to—order

% f
r 1 d
. s
Y i
Rtype Ltype
Dimensions (mm) wmﬁj
Oesignnation Designnation
Type e o TP y . ; ; sD1025 |SD1125
R|L|R|L
16ER-10RD 16EL-10RD 10 9.525 | 16 1,4 1.2 | *| K| k|*
g 16ER-BRD 16EL-8RD 8 9.525 | 16 1.4 | 1.8 | K|k ]| K]%
o
£ 16ER-6RD 16EL-6RD 6 9.525 | 16 15 | a7 | *]|K|K]|k
22ER-6RD 22ER-6RD é 12.7 22 1.5 1.7 | x| k| k|*
22ER-4RD 22ER—4RD 4 12.7 22 2.2 2.3 [ * [ X[ x| *
27ER-4RD 27ER-4RD 4 15.875 | 27 2.2 23 | X | x| K| K

% Recommended grade (always stock available)

¥r Available grade (0 Make—to-order
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Threading Inserts TURNING

1S0 29012904 g s
tolerance grade: 748 Re0.3
f x<
X b T
A
Y d =y
— -1 . _
vy & ,
Ritype Ltype
Dimensi ons (mm) Recommendad Recomgnde
Oesignnation Designnation
Type Rightt i TPI y ; 5 . sD1025 |SD1125
R|lL|R]|L
11ER-1, 5TR 11EL-1. 5TR 1.5 6.3 | 11 0.8 | 09 | % [*|K*]|*
= 16ER-1. 5TR 16EL-1_5TR 1.5 9.525 16 1 11 | R k| kK
E 16ER-2. OTR 16EL-2. OTR 2 9.525 | 16 1.1 1.3 | & [ x| *|*
W 16ER-3. OTR 16EL-3. OTR 3 9.525 | 16 1.3 1.5 | x| x| K|Kk
27ER-4. OTR 22EL-4. OTR 4 12.7 22 1.7 1.9 | x| k| k|*k
22ER-5. OTR 22EL-5. OTR 5 12.7 22 2.1 2.5 | & | k| x|k
27ER-6. OTR 27ER-6. OTR 6 15.875| 27 2.3 2.7 | K| k| k| Kk
% Recommended grade (aways stock available) 37 Avalable grade (O Make-to—order
><i+-’~¢f—
_| -
b
Riype L type
Dimensions (mm) ch;%éfaudum grade
Designnation Designnation
Type Right Laft TPI " . g 5 SD1025 | SD1125
R|lL|R]|L
11NR-1. 5TR 11NL-1. 5TR 1.5 6.35 11 0.8 0.9 | K|k |k |K
= 16NR-1. 5TR 16ML-1. 5TR 1.5 9.525 | 16 1 11 | R k| k| K
s
8 16NR-2, OTR 16M-2. OTR 2 9.525 | 16 1.1 1.3 | x| & | *|*
=
= 16NR-3. OTR 16NL-3. OTR 3 9.525 16 1.3 1.5 | k| k| k| K
22NR-4. OTR 220.-4. OTR 4 12.7 2 1.7 19 | K| k| k|*
27NR-5. OTR 22M.-5. 0TR 5 12.7 22 21 2.5 | * | x| & ]|*
27NR-6. OTR 27MR-6_0TR 6 15.875| 27 2.3 2.7 | k| k| ok |k

% Recommended grade (always stock available)

¥ Available grade () Make—to-order
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TURNING Threading In

Whitworth thread y

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

=)
=
o P14
'—

> £ X
Y L dhn |
T4 d T =
| L
o
x 4
Rtype Ltype R %
) ) ] ) JR=iDimensions (mm) B s
Type = "‘R"i":htt' = = 'gl_’;"f'f aid TPl ] ) X ] SD1025 |SD1125
RIL|R]|L
11ER—16ACHE 11EL—1 GACMT 16 6. 35 11 1 1.1 | * | k| *|*
1 6ER—16ACHE 1 6EL—1 ACME 16 9.5 | 1a 1 11 [ X[ x| x]x
1 6ER—14AGHE 16EL—1 4ACNE 14 9.525 | 16 1 1.2 | k| k| ok |k
% 16ER—12ACHE 16EL—1 ZACHE 12 9.525 | 16 1 1.2 | * [ A &|K
% 14ER—10ACME 1 4EL-10ACME 10 9.525 | 14 1.3 14 | k| k| kKX
16ER-BCHE 1 6EL-BACME 8 9.525 | 16 1.4 1.5 | x| k| Kk |*
16ER-6ACME 16EL—GACHE 6 9.525 | 16 1 1.9 | K[ A kK
22ER-6ACME 22EL -6ACME b 12.7 22 1.8 21 | k| k| *|Kk
22ER-5ACME 22EL-5ACME 5 12.7 22 2 23 | K| k| k[
27ER-4ACME 27EL-4ACME 4 15.875| 27 24 | 27 [ * [ K| XK
* Recommended grade {always stock available)  ¥¢ Avallable grade O Make—to—order
fare
d = : A
h '\ -l
Riype ! X Ltype
_ _ _ . D s e (k) EEi el
T Des |gRr'|in:htt| on Oes |gLr::catt ion ™ ) A A ; SD1025 |SDi125
R|L[R|L
11NR-1 6ACHE 1 1NL—1 6ACHT 16 6.35 11 1 11 | xR Rk
168R~16ACHE 16NL=1 6ACME 16 9525 | 16 1 1.1 | * | &*]|*x]|*
16MR-14ACHE 16NL—1 4ACHE 14 9.5%5 | 16 1 1.2 [ * [ x| x]*
E 16MR—12ACME 1 6NL—1 ZACME 12 9.525 | 16 1.1 1.2 | % | k| k| *
£ 16NR~10AGNE 16NL—1 OAGNE 10 9.5 | 16 | 1.3 | 1.4 [*|A[A]*
16NR-BCHE 1 6NL-BACHE 8 9.525 | 14 1.4 15 | * [ x| x|*
16hR-6ACME 160 -6ACME 6 9.525 | 16 1.7 | 1.9 | * [ x| k|*
22NR-GACME 22NL-GAGME 6 127 | 22 1.8 | 21 | x| x| K]|K
22NR-5ACME 22NL-5ACNE 5 127 | 22 2 23 [ K| x| K%
27NR-4ACME 27NL-4ACME 4 15.875 | 27 2.3 26 | * | k| K*|Kk

% Recormmended grade (aways stock available) ¢ Available grade (O Make—to—order
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