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I SAFETY GUIDE OF CARBIDE PRODUCTS

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

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

1 PL (Product Liability)

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

2 Basic characteristics of CEMENTED CARBIDE tools

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

and metal component like Cobalt (Co), Nickel (Ni), Chrom (Cr), Molybdenum (Mo) as binder. Cemented carbides tools have high hardness and
specific gravity.

Generally there's no smell but according to usage and treatment, appreance and color could be changed

3 Precaution for CEMENTED CARBIDE tools

1) Cemented carbides are extremely hard and brittle at the same time. Impact shock or excessive clamping power could cause fracture or breaking of the
tool.

2) Cemented carbides have large specific gravity, thus they require special attention as a heavy material when you handle big sizes or large quantities.

3) Cemented carbides have different thermal expansion coefficient with steel and ferrous materials. Shrink fit or swell fit products may cause trouble if they
are used at undesirable conditions like extremly high or low temperatures.

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

5) Storing carbide tools in a corrosive atmosphere may cause erosion which can reduce toughness.
6) Please refer to the catalouge safety guidance prior to handling the tools.
7) Do not abuse tools under inappropriate conditions.

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

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

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

3) In case of grinding with coolant, coolant contains harmful metal components which cause environmental problems. Handle the coolant according to
the manufacturer's recommendations.

4) Check for cracks after re-grinding carbide tool and reuse.

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

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

7) Brazing of carbide tools at extremly high or low temperatures compare with the melting point of brazing materials may cause loosening or breakage.

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

DANGEROUS FACTOR

Cutting tools

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

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

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

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

« Touching the workpiece immediately after cutting may cause burns

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

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

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

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

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

Indexable
tools

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

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

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

Rotating tools

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

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

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

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

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

Brazed tools

+ Fragmentation and ejection of brazed carbide tip may cause injury

ETC

« There’s a possibility of breaking the carbide tip after several brazing

« Abusing may cause fragmentation of tool and is very dangerous

SAFETY COUNTERPLAN

Cutting tools

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

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

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

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

+ Use gloves or safety cover for your safety

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

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

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

« Clamp the workpiece tightly

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

Indexable
tools

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

« Do not use lever inappropriately

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

Rotating tools

« Use gloves or safety cover for your safety

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

« RPM should be controled within recommended condition
+ Check the balance of rotating part periodically

« Use gloves or safety cover for your safety

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

Brazed tools

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

ETC

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

« Stick to safety regulations and guidelines




I INTRODUCTION OF HOMEPAGE

1) Get on the homepage through the internet.
» http://www.korloy.com (KORLOY Homepage)
2) Choose a category and click that.

Searchable wanted items

Moving on to the site in each language

’D Main screen gmde — Searching whole categories ( Selection by each language

Detailed
screen

Selecting
detailed

screen by
each category

A

OTHER
INALITY

Everyday we pursue an r originality for the future,

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

Search the necessary materials in the detailed search screen

» Downloading technical materials » Shortcut to KOMS

Download

» Shortcut to genuine
product certification

Downloading technical materials:

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

1) Connect to the digital catalogue on PC or mobile
» https://catalog.korloy.com
2) Guideline for main screen

D PC
Grade guide My assembly Log in/ Language
Explanation of Vivid assembly registration Switch to the selected language
standard grades on E-mail/password
the catalogue Measurement unit
Metric/inch
6 KORLOY
Current(Unused)
KRW/USD/EUR
D Mobile

£ KORLOY

R —
Digital Catalog
C . =)

Search items Main application

Search necessary item with Select the main application
its grade or designation of necessary items.
Details
» Sub application » ltem group

R [ [ — . e ke -
e % 1 el P R Sy ST | e i e s T

o w ® O ¥ e

» ltem » Item data, 2/3D modeling, etc.




I INTRODUCTION OF ONLINE EXHIBITION

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

(D Mini map | Move the wanted hal
@ Information desk | Introduction in Korean/English
@ Side menu | Searchable wanted sections

@ Product names /Explanation | in korean/English
@ Video | item promotion video

@ Tech news | Checking tech news

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

3D modeling | Checking 3D modeling view

* Connectable on mobile
Detailed screen

» New product hall » Industry hall

» Tooling guide
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I TOOL KEEPER C/L(COIL/LOCKER) TYPE SYSTEM

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

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

C/L Type [Option] L Type
» Monthly performance data search (quantity / sum)

£ KORIOY EEE « Warehousing history and status search
a E‘E[ E'_.,"': « Computerization of statistical data (application history, etc.)
=l | =)
!'|! @ EE H More
== et
EIEIE] Dae effcient tool
1_-_‘_1' _:_ e tt? manggement
[m]a E =l ., (efficiency)
D
[=][=][x] SIS

il Reduction

- Increased

- Computerization individual
-  w v - o] ™

4 4 of statistical data productivity

« Storage CAPA: Coils (81 types) + Lockers (21 types)  Storage CAPA: 59 types (accuracy) (productivity)

« Transparent Shipping (Packaging Units) * Maximum Length: Up to 14.96 inch
« Easy Tool Selection/Shipping with Touch Monitor » CanAdd Up to: 10 units

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

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

External I/F Interworking

Software Configuration: Administrator Program + User Program

» Administrator Program » User Program

omE e ———

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

2. Multilingual Language
Settings/Remote Diagnosis/SW

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

A NORLOY




I KORLOY INC. CODE SYSTEM

n Grade name for coated carbide

Coated Type

E PVD C | Coating

Version

m CVD E Diamond / DLC coating N@

3/12)|2]5

H Chip breaker

Cutting application range

Ultra finishing F——

finishing ——

BoBREEE

SO

T
Non-ferrous, Steel (Cermet) IS0 grade

High hardened alloy @@ N@@

L
51

@D
o

e

(Good) (Good)

Castiron K

[©]

@ . General

Heat resistance alloy
Stainless steel + Mild steel

Universal (PM,K)

Workpiece range

Medium F——

Light ——————— M

Roughl————+

IT||O|Z||rr|lm||c

Heavy b——

H Terminology of tool formula

annse

Steel

Stainless steel

Cast iron

Non ferrous metal

HRSA

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

TERM CODE UNIT TERM CODE UNIT
Tool diameter DC inch Horse power requirement Pc kw
Cutting speed Ve sfm Specific cutting resistance ke MPa
Revolution per minute n min-! Torque Mc N-m
Feed per minute vf ipm Thrust Tc N

Feed per revolution fn ipr Cycle time tc min
Feed per tooth fz ipt Tool life T min
Tooth z - Flank wear VB inch

Axial depth of cut APMX inch Crater wear Kt inch
Radial depth of cut APMXEFW inch Nose radius RE inch

Peak feed pf inch
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D Insert D Holder
80° S . BW ﬁ w S Bl Wi e —— — DcoN—Ms]
g INSL OLH ﬁr‘
Dl] P LF HX
B AN ey -
HF H @ e K
DMIN
ex 2 (Grooving) ex1 ex 2 (Grooving)
Proplsg;?ygn?bols Ligbeityang Pro;:::;ggr:bols Riopertyiame
AN Clearance Angle Major B Shank Width
APMX Depth of Cut Maximum BD Body Diameter
BW Insert Body Width CDX Cutting Depth Maximum
CBMD Chip Breaker Manufacturers Designation CUTDIA Work Piece Parting Diameter Maximum
CDX Cutting Depth Maximum DAXIN Axial Groove InSide Diameter Minimum
CEDC Cutting Edge Count DAXX Axial Groove OutSide Diameter Minimum
CUTDIA Work Piece Parting Diameter Maximum DC Cutting Diameter
cw Cutting Width DCON-MS Connection Diameter - Machine Side
D1 Fixing Hole Diameter DCON-WS Connection Diameter - Work Side
DCON-MS Connection Diameter - Machine Side DMIN Minimum Bore Diameter
DMIN Minimum Bore Diameter H Shank Height
HAND Cutting Direction, Hand HAND Cutting Direction, Hand
Ic Inscribed Circle Diameter HBH Head Bottom Offset Height
INSL Insert length HF Functional Height
KRINS Cutting Edge Angle Major HTPRM Prism Height
LE Cutting Edge Effective length KAPR Tool Cutting Edge Angle
LF Functional length LB Body Length
PDX Profile Distance ex LF Functional Length
PDY Profile Distance ey LH Head Length
PSIRL Cutting Edge Angle Major Left Handed LPR Protruding Length
PSIRR Cutting Edge Angle Major Right Handed LS Shank Length
RE Corner Radius LSCWS Clamping Length WorkPiece Side
S Insert Thickness L Usable Length (Max. Recommended)
SSC Insert Seat Size Code NOF Flute Count
WF Functional Width 0AH Overall Height
WT Weight of Item OAL Overall Length
0AW Overall Width
- OHN Overhang - Minimum
'D TOOIIng SyStem L ULDR Usable Length Diameter Ratio
B2 WB Body Width
e WF Functional Width
BT WTHPRM Prism Width
BD4 / DCON-MS | {qr——---——- L T DCON-WS | BD1
B8D2
OAL
PmJ:r(:;zsygl:bols Property Name
ADJ Adjust Screw
BD Body Diameter
CCKz Cutter Connecter Key Size
CRKS Connection Retention Knob Thread Size
DC Cutting Diameter
DCON-WS Connection Diameter Workpiece Side
DCX Cutting Diameter Maximum
H Shank Height
HF Functional Height
LB Body Length
LF Functional Length
MBCB Mount Bolt, Clamp Bolt
SSL Set Screw Length
SSZ Set Screw Size
WF Functional Width




GRADES

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

or CVD coated for high tempeure and wear resistance. Additionally, the improved
post-coating treatment provides superior surface finishes to ensure the highest
levels of quality and productivity
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Technical information for GRADES

Grades A16  Diamond coated grades
A2 KORLOQY grade index A17 DLC coated grades
A3 Grade system A18  cBNinsert grades
A23 PCD insert grades
Turning Grades A24  Chip breakers for turning
A4 Turning grade selections A30  Application range of KORLOY main chip breakers
A5 CVD coated grades A34  Negative insert
A9 PVD coated selections A45  Positive insert
A13  Uncoated carbide grades A50  Heavy insert
A14  Cermet grades A52  Wiper insert

A15  Coated cermet grades A53  Surface insert



A Grades

KORLOY grade index

D Grade index
. = o Ml ead
Workpiece Coated Grade Turning | functional (Tumning)
Steel Stainless steel| Cast iron HRSA Non-ferrous | Hardened tools
NC3205 P05~P15 .
NC3215 P10~P20 .
NC3225 P20~P25 . .
NC3120 P20~P25 . .
NC3030 P25~P35 M25~M35 o o
NC3235 P30~P40 M30~M40 .
NC5320 P15~P25 K15~K25 .
oD NC5330 P30~P35 M20~M30 K30~K35 $15~825 ° °
NC515H P10~P20 .
NC520H P15~P20 .
NC525H P20~P25 °
NC6310 P05~P10 K01~K10 o
NC6315 K10~K20 . .
NC9115 P15~P20 M10~M20 .
Coated NC9125 M20~M30 515~825 °
carbide NC9135 M30~M40 §25~835 o
PC3035 P30~P40 .
PC5300 P30~P40 M20~M30 K20~K25 $15~825 . . .
PC5400 P35~P45 M30~M40 K30~K35 525~S35 .
PC8105 MO05~M15 S01~510 HO1~HO5 .
PUD PC8110 M10~M20 K10~K20 S05~515 HO5~H10 . .
PC8115 M15~M25 S$10~S20 H10~H15 ]
PC9030 M25~M35 o o
PC9035 M25~M35 $20~S30 .
PC3030T P25~P35 M25~M35 .
PC9070T M25~M35 .
ST30A P25~P35 .
HO1 K01~K05 S01~810 N10~N20 HO5~H10 . .
Non-coated
HO5 K05~K15 S05~515 N15~N25 . .
G10 K15~K25 N20~N30 o .
CC1015 P10~P20 K05~K15 .
PVD CC1025 P15~P25 K10~K20 .
Cermet
CN1500 P10~P20 K05~K15 .
Non-coated
CN2500 P15~P25 K10~K20 o o
DNC100 HO1~H10 .
PVD DNC250 H10~H20 .
DNC300 H15~H20 ]
DNC350 H20~H30 .
DBNX20 H15~H20 .
cBN
DBN250 HO1~H10 .
DBN350 H20~H30 o
Non-coated
DB1000 HO1~H10 .
DB2000 H10~H15 .
DBN700A K01~K20 S01~S10 °
Dia coated CvD ND3000 NO1~N05 .
PD1005 NO5~N10 .
DLC coated PVD
PD1010 N10~N15 .
DP90 NO1~N20 .
PCD Non-coated DP150 NO5~N25 .
DP200 N10~N30 .

2 e Grades



Grades A

Grade system

D Cutting tool

Uncoated
carbide

Cermet

Cermet
coated

Dia coated
DLC coated

PCD

[+]
=)
=

cBN coated

(V)
>
=]
=1
2
<Y
(=
(=)
=
(7]

M
Turning -
coated
M
Multi- -
functional -
Thread M
coated -

Steel
Cast iron

HRSA

Aluminum alloy/Copper alloy

Hardened
Steel
Cast iron
Steel
Cast iron
Non-ferrous
Non-ferrous
Non-ferrous
Cast iron
HRSA
Hardened
Hardened
Steel NC3205
Steel (Heavy) NC515H
Stainless steel NC9115
Cast iron NC6310
HRSA PC8105
Non-ferrous ND3000
Hardened PC8105
Steel PC3035
Stainless steel PC5300
Cast iron PC5300
HRSA PC5300
Hardened PC8110
Steel PC3030T
Stainless steel PC9070T
Cast iron PC5300
Non-ferrous PC5300

ST30A
HO1
HO1
HO1
HO1

CN1500
CN1500

CC1015
CC1015

ND3000

PD1005

DP90

DBN700A
DBN700A

DBN250

DNC100

NC3215 NC3225

NC520H NC525H
NC9125 NC9135
NC6315 NC5320
PC8110 PC8115
PD1005 PD1010

PC8110 PC8115

PC5300
PC9030
NC5330
PC9030

PC5300
PC3030T

HO5
HO5
HO5

CN2500
CN2500

CC1025
CC1025

PD1010

DP150

DB1000

DNC250

NC3235

PC9030
NC5330
PC9035

NC3225
NC3030
NC6315
NC5330

PC5300

G10
G10
DP200
DB2000 DBNX20 DBN350
DNC300 DNC350
NC3120 NC3030 NC6310 NC9115 NC5320 NC5330 PC5300 PC5400
PC9035 PC8105 PC8110 PC8115 NC3030 NC3235 NC5330 PC5300 PC5400
PC8110 PC5300 PC5400
NC9125 NC9135 NC5330 PC5300 PC5400
NC3120 NC3030 NC5330
NC5330 PC8110
PC8110
PC8110



A Turning Grades

Turning grade selections

D Selection system

IS0 |PO1 P10 P20 P30 P40 P50 MO1 M10 M20 M30 M40 KO1 K10 K20 K30 SO1 S10 S20 S30 No1 N10 N20 N30 HO1 H10 H20 H30
1
I
Al — NC6310 ND3000 mPC8105
——IPc8110
PC8115 B NC6315
____INC9115 PD1005 = PC8110
Nagns [ NC5320
Coated 30 ____INC5330 NC5330 Bl
3235 | _ﬁ""o
= PC5300
—1PC9030
PC5300 —_ 1PC9035 -Pc54Ty *Pcsoas
PC5400
_'_P05400 S PC5400
CC1015 CC1015
Cermet CC1025 I CC1025
1500 CN15
CN25 B CN2500
‘ opoy == DNC100
CBN/ DBN700A = DBN700A DP150 DNG250
PCD 0 DNC300
DNC350 M
HO1 | HO
Uncoe}ted ST30, q HO5 *H 1 HO5 mHo
carbide G10 HO5 G10
D Application range of turning grades
. Steel M Stainless steel . Cast iron
£ 199 E 94 E 1969
2 E NCo115 B NC6310
g 1640 NC3205 g0 NC9125 g 1640 =
2 2 NC3235 2
@ NC3215 @ . @
£ 1312 \NCSSZO g % ”":IL\J £ 1312 NC6315
3 . NE3225 3 ) 3 N
984 NE3030 492 |PC8105 NG9135 o84 NC5320
{ “\_NC3235 PC8110 \ NC5330
656 — 328 PC8115 | Pcsa00 656
NC5330 " PC5300 " E @
38 NC3120 poeans b 3 164 PC9035 8 38 PC8110 . 3
PC5400 E g PC5300 5400 =
e 2 2
0 10 20 30 40 50 0 10 20 30 40 50 0 10 20 30 40 50
o E 2 £ o E 2 E 3 [ ) E 2 E 2
Continuous Light Heavy interrupted Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting cutting interrupted cutting
. Non-ferrous metal . Heat resistant alloy . Hardened steel
E 3937 ~\ND3000 E 394 £ 501
& & & PC8105
< 3081 S 38 g 42 [ )
g PD1005 g g PC8110
2 2625 PD1010 g 2 |POBIOS 2
3 3 PC8115 3 —\Pestis
1969 ~ 197 Pe5300 205 | _J
PC9035 =
1312 ) 131 = 197
HO1 o NC9125 PC5400 2 g
HO5 8 2 ]
656 % 66 NG9135 % 98 %
IS 8 E
0 05 10 15 20 25 0 10 20 30 40 50 0 10 20 30 40 50
o E 2 2 o E 2 E 2 o E 2 E 2
Continuous Light Heavy interrupted Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting cutting interrupted cutting

4 e Grades



Turning Grades A

CVD coated grades

CVD insert series for steel turning

NC3205/NC3215/NC3225/NC3235

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

) Features D Application range
——[ New CVD coating with good heat resistance and Steel
Ml =

wear resistance

- Ensured stable tool life due to increased wear g 1969
resistance, chipping resistance and heat resistance S
g 1640 NC3205
—[ High toughness and heat resistance substrate g 1312 ~— ~NC3215
- Exclusive substrate per each grade 3 e N\ NC5320
FIEARAT S SRR ' increasing tool life NG3225
S0 ot P : n \Q.‘.J:‘- 4 9 984
. NC3235
[NC3200 Series ] I[—
656 o
NC5330 "
. . . . ) .. L e 328 NC3120 8
¢ Highly lubricative coating with fine surface finish application PC5300 ™ pesa00 £
> 2
0 10 20 30 40 50
BUE resistance o E 2 £
and 9h|PP|"9 Continuous Light Heavy interrupted
resistance cutting interrupted cutting
[NC3205, NC3235 ] [ Existing grade ]
Orientation control Existing and common use Comparison of coating technolo
technology coating technology p 9 9y
e Orientation control @ Common use coating
technology technology
Wear resistance
4
Oxidation - Chipping
resistance  [* "~ resistance
+ Increased crystal orientation, tool life and |+ Randomly generated crystal orientation BUE ”“X Flakin
o ing
stab!llty of wear due to the New CVD - Limitation of wear resistance and resistance resistance
coating technology cutting stability
v
Thermal crack resistance




A Turning Grades

CVD coated grades

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

NC6310/NC6315

- CVD coating with improved wear resistance and chipping resistance.

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

9 Features D Application range

—.!—[ Titanium layer with excellent . Cast iron
lubrication identifying wear
E 1969
Alumina layer specialized for heat resistance <
% 1600 NC6310
= ke
Titanium layer with improved = \
N j=2]
fracture resistance £ 11 | nee315
(&)
PN MR e R Functonal subsirate optimized for 984 NC5320
[NC63101] high speed cast iron machining ——_NC5330
656 ]
8 PC5400 g
Alumina layer with better surface finish and improved PC5300 =
- =3
ist d weldi ist =
wear resistance and welding resistance 0 0 % " 0 5%
Titanium layer with improved fracture resistance [ ] E 7 8
Continuous Light Heavy interrupted
Functional substrate optimized for high feed and heavy cutting interrupted cutting
; interrupted cast iron machining
[NC63151]
Requested mechanical rigidity and toughness
D Features of NC6310
A
[ Normal wear on rake surface and nose radius ] _ o
- i £ 1968 Chemical wear -
= 1640 i £
5] D Plastic E]
Excessive wear, & 1312 - deformation E
£ ~ i
= N 8
« S o4 \ E
L\ -
656 i)
! ; ‘ \ \ Breakage &
i . ‘¥ 28 |Buitt-0n NC6315 | g
- uilt-up s \
[NC6310] [ Existing grade (K10) ] edge N S \
» feed
0.008 0.016 0.024 fn (ipr)
o E 2 £ 3
Continuous Light Heavy interrupted
cutting interrupted cutting
© Features of NC6315
[ Improved flaking resistance and wear resistance on rake surface ] [ Normal wear on flank surfacenose radius ]

Flaking
resistance

Normal \wear,on s §
flank surface jus

«

Improved wear,

Wear,on rakeg
resistance on'rake surface

surface

[NC6315] [ Existing grade (K15)] [NC6315] [ Existing grade (K15)]
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Turning Grades A

CVD coated grades

CVD insert series for stainless turning

NC9115/NC9125/NC9135

- Solutions for most common issues in stainless steel machining — Prevents built-up edge, notch wear,
plastic deformation, and burr creation

- Machining of various workpieces such as austenitic, martensitic and ferritic stainless steel
- Stable tool life at high speeds, feeds, and depths of cut

) Features

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

Alumina layer for high speed machining

MT CVD-TIiCN layer with higher chipping resistance

R

‘ ,“1. O W—[ High toughness substrate optimal for all continuous/low or . £
""“_ o ""' .#! sy high interrupted machining [NC9100 Series ] [ Existing coating ]
[NGQI 00 Serles 1
D Application range ) Grades line-up
M St‘amless steel _ \ Chemical wear
E o o | e T
e NC9115 ]
T 82 NC9125 g ,
=3 | = o Plastic
2 1 : NC3235 § £ R i N v R
£ o - (R 4% £ § deformation
3 ‘ § | s,
190 |PC8105 NC9135 s . Nco2s
P08E10! =
328 g N
PC8115 PC5400 5 Breakage
- PC5300 pcop3s ” s |\ = Nees ) |
> § . . feed,
0 10 20 30 40 50 ® Ty ® fn (ipr)
[ ] E 8 Continuous Light Heavy interrupted
Contin_uous . Light Heavyintgrrupted cutting interrupted cutting
cutting interrupted cutting High toughness
© Recommended grade and chip breaker per stainless steel type
[ Austenitic stainless steel] [ Duplex stainless steel ]
Cutti d (sf Cutti d (sfm
Grade utting speed (sfm) Grade ing speed (sfm)
164 328 492 656 820 164 328 492 656 820
NC9115 525 722 NC9115 394 525
NC9125 492 656 | NC9125 328 459
NC9135 NC9135 ({87328 |
[Ferritic / Martensitic stainless steel] [ Precipitation hardened (PH) stainless steel ]
ttin m in fm
Grade Cutting speed (sfm) Grade Cutting speed (sfm)
164 328 492 656 820 492 656 820
| T T T T
NC9115 }[ 492 820 NC9115 ‘ 164 l
; i : I
NC9125 394 ‘ 72|2 ) NC9125 31 361 )
NC9135 EE_m NC9135 W




) Selection system of CVD coated grade

A Turning Grades

Machining Recommended Recommended et ]
IS0 types grade cutting speed (sfm) IS0 Application range
Continuous NC3205 | 984 (689~1280) PO1
. C6310
cutting NC3215 | 853 (591~1115) P10 T
NC5320 | 787 (558~1017) P15 < <N03215
General cutting | NC3225 755 (525~984) \ N05320l< NC9115
Steel P20 |
NC3120 | 755 (525~984) NC3225|(NC3120 |
NC3030 | 623 (427~820) P25 (
Interrupted P30 NC3030
) 591 (410~771
cutting NC3235 @10 ) \ NC5330
NC5330 574 (394~755) P35 NC3235
Continuous cutting | NC9115 | 591 (525~656) P40 AW
General NC9125 574 (509~640) M10 P
P eneral cutting
m Stainless NC5330 | 574 (509~640) M20
stee NC3235 | 558 (509~607) M NCO1Z5 [ NOS30 T~ ena
5 ~ 30
Interrupted NC9135 — NC3235 —
cutting NC9135 525 (476~574) M40
Continuous cutting | NC6310 | 1115 (837~1394) K01
NC6310 |
. ) NC6315 | 919 (689~1148) K10
Cast iron | General cutting NC6315 |
NC5320 | 722 (541~902) K20 < NC5320 |
Interrupted cutting | NC5330 492 (361~623) K30 <NCEII0 ]
T Continuous cutiing | NC9125 | 131 (98~164) 20 <_ NC5330 <_NC9125 |
Interrupted cutting | NC9135 | 115 (82~148) $30 < NC9135 |
D The features of CVD coated
CVD Coated grades IS0 Features
« For high hardness general steel, forged steel and for high speed, continuous and medium finishing
NC3205 P05 ~ P15 « Applying high plastic deformation resistance materials and high heat resistance and wear resistance Alumina (Al203) increase surface finish and
lubrication ~ * MT-TIiCN + Al203 + TiN
« Continuous machining of general steel and forged steel at high speed
NC3215 P10 ~ P20 « Substrate with excellent thermal crack/plastic deformation resistance, coating with improved chipping resistance for continuous machining
* MT-TICN + Al203 + TiN
 Universal grade for general steel and forged steel
NC3225 P20 ~ P25 « 15t recommended grade for general machining with the use of high toughness substrate and coating layer with improved welding/chipping resistance
* MT-TICN + Al203 + TiN
P30 ~ P40 « For general steel, forged steel, and stainless steel and for medium low speed cutting, high interruption cutting, roughing
NC3235  Applying high chipping resistance and fracture resistance materials and heat resistance, wear resistance alumina(Al203) coating increase surface finish
M30 ~ M40 o . )
and lubrication ~ * MT-TICN + Al203 + TiN
* Medium to roughing for steel
NC3120 P20 ~ P25 « Combining excellent fracture resistance substrate with chipping resistance and heat resistance Al203 increased stability
o MT-TICN + TiC + Al203
P25 ~ P35 * Medium to low speed machining of steel and interrupted roughing
NC3030 M25 ~ M35 « Harmony between substrate with excellent wear/fracture resistance and Al203 film with excellent thermal/chipping resistance
« Increased stability in wide ranges of cutting conditions ~ * MT-TiCN + TiC + Al203 + TiN
P15 ~ P20 « For medium hardness general steel, bearing steel, cast iron, medium to high speed cutting, medium interruption cutting, general cutting and medium cutting
NC5320 * Applying fracture resistance, chipping resistance and wear resistance Alumina(Al203) coating and materials increase tool life in hub bearing cutting
K15 ~ K25 . )
*MT-TiCN + Al203 + TiN
Mpgg ~ :%50 « Stainless Steel - General cutting for mild steel & forging steel
NC5330 K30 : K35 « Excellent cutting performance in hard to cut materials which are vulnerable to built up edge, due to the high tough substrate with improved fracture
S15 ~ S25 resistance and the coated layers ~ ® MT-TiCN + Al203 + TiN
K01 ~ K10 « High speed and continuous cutting of grey cast iron
NC6310 P05 ~Pl0 | Increased tool life due to coating layer with high wear resistance
* MT-TICN + Al203 + TiN
« Universal grade for ductile and gray cast Iron
NC6315 K10 ~ K20 | « Excellent performance thanks to the alumina (Al203) coating’s improved grip on the tough substrate
* MT-TICN + Al203
V10 ~ M20 « For ferrite, martensitic stainless steel, high speed cutting, continuous cutting and medium finishing
NC9115 * Applying high plastic deformation resistance materials and high heat resistance Alumina(Al203) increases surface finish and lubrication
P15 ~ P20 ] ,
* MT-TiCN + Al203 + TiN
M20 ~ M30 « For stainless steel and heat resistance alloy cutting, heat resisting alloy cutting, medium high speed cutting, continuous cutting and medium roughing
NC9125 * Applying high chipping resistance materials and high heat resistance Alumina(Al203) increases surface finish and lubrication
S15 ~ 825 . .
o MT-TiCN + Al203 + TiN
M30 ~ M40 | For stainless steel and heat resistance alloy cutting, heat resisting alloy cutting, medium low speed cutting, interruption cutting and roughing
NC9135 « Applying high fracture resistance materials and high heat resistance Alumina(Al203) increases surface finish and lubrication
S25 ~ S35 . .
o MT-TiCN + Al203 + TiN
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Turning Grades A

PVD coated grades

Turning grade for heat resistant alloy and stainless steel

PC8105 PC8110

- Increased wear resistance and chipping resistance with the - Substrate with superior wear resistance and
use of ultra fine substrate plastic deformation resistance at high temperature

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

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

PC8115

- Ultra fine matrix technology increases wear resistance and chipping resistance

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

- Strong cutting edge and excellent chipping resistance guarantees stable machining

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

) Features

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

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

",r\ v 4

[PC8100 series]

D Application range
. Heat resistant alloy
2

328

PC8105

%10

197 PC8115
131 L \

262

Cutting speed, vc(sfm)

[ J J
PC5300
66 PC9035
[ E J E 2
Continuous Light Heavy interrupted
cutting interrupted cutting



A Turning Grades

PVD coated grades

Universal PVD grade

PC5300

- Advanced PVD coating with high hardness and high temperature stability

- High tough substrate and coating films produce excellent surface finish

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

- Stable machining resulting from excellent edge hardness and chipping resistance

D Features D High temp properties
A
B =z i ;
Outermost ~ Improved resistance to high 4 3600 PLE2ON.
layer | hardness and high temperature 5 r;"aouu ’
£ I
3400 /
Innermost |  Improved resistance to high
layer | hardness and high temperature 3200 .
O TiAIN
3000 :
@ TiN
« Latest PVD coating technology developed by KORLOY 2800
. . . . Oxidation onset temperature (°C)
« New concept of coating equipped with high 2600 _
temperature oxidation resistance and high hardness 750 800 850 900 950 1000 1050
D Application range
. Steel M Stainless steel
A
E %4 E 94
E} PC5300 E}
< 820 = 820
£ £
S 656 S 656 PC5300
3 | £
) \ ) \
328 | 328
164 PC5400 g 164 PC5400 g
-2 .2
0 10 20 30 40 50 0 10 20 30 40 50
[ ] t 2 £ 3 o E 2 3
Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting
Cast iron . Heat resistant alloy
A
E %4 E 3%
5 82 5 38
& &
= 656 2 262
3 PC5300 5 PC5300
49 — 197 \
328 131 J
164 g 66 g
PL5400 5 PC5400 5
-2 .- 2
0 10 20 30 40 50 0 10 20 30 40 50
[ ] E 2 E ([ J E 2 3
Continuous Light Heavy interrupted Continuous Light Heavy interrupted
cutting interrupted cutting cutting interrupted cutting




Turning Grades A

PVD coated grades

PVD grade for stainless steel turning

PC9030

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

D Application range
M Stainless steel
D Features = e
g 7g7 | PC8110
3 656 ~\_PC5300
Applying high welding resistance coating layer & \ PC9030
O g 5%
S 304 |
Applying high wear resistance materials 262 T ]
O 131 PC9035
PC5400
66
([ E 2 ®
Continuous Light Heavy interrupted
cutting interrupted cutting

. Heat resistant alloy

E 8
g PC8105
¥ M PC8110
5wl | Posts.
g
13 ___3
PC5300 el |
66 PC9035
Stainless steel turning insert -
([ E 2 E

Continuous Light Heavy interrupted
cutting interrupted cutting

- Optimally designed PVD grade for medium to finish cutting and interrupted
cutting of Stainless steel turning

- High stability of cutting due to applying high toughness PVD coating layer
technology with chipping resistance and fracture resistance

- Good chipping resistance and welding resistance in the beginning of cutting

through the Edge-Tech™ technology

[PC9035] [ Existing grade ]

) Features




A Turning Grades

) Selection system of PVD coated grade

Machining | Recommended Recommended ot
IS0 types grade cutting speed (sfm) IS0 Application range
Continuous cutting | PC5300 459 (344~574) P30 |
Steel PC5300 |
Interupted cuting | PC5400 | 410 (295~525) P40 { pesa00 |
PC8105 574 (427~722) MO1
Coninuots | pegg1 | 525 (394-656) Mi0 | < Pcsios
cutting —<_PC8110
PC8115 476 (361~591) M M20 PC8115
P —<_PC5300
j Stainless PC5300 | 427 (312~541) M30 PCI030 ¢ PC9035
steel — —_PC5400 —
hemupted | PC9030 | 394 (295~492) M40
cutting PC9035 394 (295~492) K10
PC5400 361 (262~459) K15 <P08110
Continuous cutting | PC8110 443 (328~558) K20 /m—
PC5300
Castiron | |gmpeg | PC5300 | 344 (262~427) K25 ——
cutting PC5400 | 279 (213~344) K30
PC8105 180 (131~230) K35
Cominvos | pogi10 | 164 (115-213) so1 |
cutting PC8105 |
PC8115 | 148 (115~180) $10 {pcsiio | !
HRSA PC8115 |
PC5300 | 131 (98~164) $20 <Pc5300 |
Interrupted PC9035
cuting PC9035 125 (82~164) S30 PC5400
PC5400 | 115 (82~148) HO1
PC8105 |
PC8105 361 (262~459) HO5 |
PC8110
Hardened | ME™PE0 | pegiq | 308 (246-410) H10 '
cutting PC8115 |7
PC8115 295 (213~377) H15
2 The features of PVD coated grades
PVD Coated grades IS0 Features
I\;gg - :/I‘;% « Universal grade for stainless, hard-to-cut materials, steel and interrupted cast iron machining

PC5300 K20 ~ K25 « High chipping and welding resistance for longer tool life
« New TiAIN coating and ultra fine grain substrate with high toughness

S15 ~ §25

I\;gg - :\7250 « For medium cutting for hard-to-cut materials, stainless steel, steel, and cast iron at medium or low speed
PC5400 K30 - K35 « Stable machinability with chipping resistance, fracture resistance and welding resistance

$95 - S35 « Ultra fine substrate with high toughness and new TIAICIN Coating

S01 ~ S10 « For high speed and continuous finishing of hard-to-cut materials and stainless steel
PC8105 MO05 ~ M15 « Excellent cutting performance with high wear resistance and oxidation resistance

HO1 ~ HO5 « Ultra fine substrate and the new TiAIN coating layer

nﬁ?g - ?/:250 « For continuous, medium and high speed cutting of hard-to-cut materials and stainless steel
PC8110 HO5 - H10 « Excellent tool life with high wear/plastic deformation resistance at high temperature

K10 ~ K20 « New TiAIN coating layer and substrate with excellent thermal resistance

S10 ~ S20 « For medium to low speed and medium to rough cutting of hard-to-cut materials and stainless steel
PC8115 M15 ~ M25 « Excellent tool life with high wear resistance and chipping resistance

H10 ~ H15 « Ultra fine substrate and the new TiAIN coating layer

« Medium, roughing and heavy interrupted cutting for STS
PC9030 M25 ~ M35 « TIAIN coating and fine grain substrate with high toughness
« High chipping and welding resistance for stable machining

« Optimally designed PVD grade for medium to finish cutting and interrupted cutting of Stainless steel turning
« High stability of cutting due to applying high toughness PVD coating layer technology with chipping resistance and fracture resistance
« Good chipping resistance and welding resistance in the beginning of cutting through the Edge-Tech™ technology

M25~M35

PC9035 $20~S30
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Turning Grades A

Uncoated carbide grades

Uncoated carbide grades for turning application of titanium

HO1

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

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

- Excellent tool life when finishing titanium alloy at high speed

HOS

- The 1t recommended grade for machining titanium alloy in a variety of cutting conditions r o :
- Improved welding resistance and chipping resistance with the use of special surface treatment [ pa «.f-.ztl_‘-'.{ - 3".;'("."‘_#-?{

and sharp cutting edge of VP chip breaker -
- Ideal for medium cutting of titanium alloy

D Grade line up
Titanium alloy
E ! ‘ ‘
§ 320 [ o
&
= 260
£
o
200
1O oo
- : » Toughness
([ J E 2 3
Continuous Light Heavy interrupted
cutting interrupted cutting
D Selection system
. Recommended Recommended -
Workpiece grade cutting speed (sfm) ISO Application range
Steel ST30A 262(197~328) P30 { s130A |
HO1 394(295~492) K01 TioT
Cast iron HO5 344(262~427) K10 {_ Hos |
G10 295(213~377) K20 { G10 |
Aluminum alloy HO1 1444(722~2165) N10 To—
HO5 1296(640~1952) N20 ' {__Ho5 |
Copper alloys G10 |
G10 1148(558~1739) N30
) HO1 115(82~148) S01 |
Titanium alloy HO1 |
HO5 108(82~135) S10 HO5 |
High hardness steel HO1 262(180~344) H10 | <wHOL_ |
D Main composition and application range
Workpiece Composition Composition Workpiece
WC-TiC-TaC-Co Heat resistance, excellent plastic deformation resistance Carbon steel, alloy steel, stainless steel
M WC-TiC-TaC-Co General tools stable heat resistance with strength Carbon steel, alloy steel, stainless steel
WC-Co High strength and superior wear resistance Cast iron, non-ferrous metal, plastic, etc.
WC-Co Excellent wear resistance and chipping resistance Titanium alloy

Grades e 13



A Turning Grades

Cermet grades

Solution for turning application of steel

CN1500

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

- Excellent wear resistance and crater resistance

- Improved surface roughness acquired by optimized cutting edges iﬁ-.ﬁ

C N 2500 "'.-.-.."'?{m SR L .

- For high interrupted machining of cold/hot forged steel and sintered ferrous alloy at high feed and high depth of cut
- Excellent resistance against chipping, fracture and thermal crack
- Improved surface roughness acquired by optimized cutting edges

2D Recommended cutting conditions ) Grades line-up
Recommended cutting speed (sfm) = ! H |
Division Workpiece Grade - : E oW T o
Minimum | Recommended, Maximum 3 CN1500 :
g For high speed and |
1010 (AISI) CN1500 492 886 1312 2 e Ty 3
C10E (DIN) CN2500 427 787 1148 2 W4T CN2500 """""""""
=4 =]
E 1045 (AISI) CN1500 492 820 1148 3 : For high feed and
] C45 (DIN) CN2500 427 722 984 o6/ .. |nterrupted machining |
4140(H)(AISI) CN1500 394 722 984 :
42CrMo4 CN2500 328 656 820 | : ‘
» feed, fn (ipr)
o E 2 8
Continuous Light Heavy interrupted
cutting interrupted cutting
D Chip breakers line-up
Negative Positive
3 7 : 3
Roughing VM Roughing C25
| el | i —l
— 1 |
Medium cutting § VQ § Medium cutting § MP
3 =t 3 3 il
/ § A § 3 ) .
Finishing VL § VB § Finishing VL VF
' | =4 | : =4 | =~ 4
Excellent chip control Recommended  High toughness control> <Exce|lent chip control Recommended  High toughness control>
D Selection system
Workpiece Machining types Recommended grade | Recommended cutting speed (sfm) |  ISO Application range
Continuous cutting CN1500 820 (492 ~ 1148) P10 oN1500 |
Steel P20
Interrupted cutting CN2500 722 (427 ~ 984) P30 kP
Cast iron Continuous cutt.lng CN1500 656 (328 ~ 984) K10 < CN1500 | W
Interrupted cutting CN2500 541 (262 ~ 820) K20
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Turning Grades A

Coated cermet grades

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

CC1015

- Maximized resistance to built-up edge and oxidation in
continuous cutting at high speeds and low depth of cuts
- Excellence in wear resistance, compared to the existing tools

) Features

PVD layer with high hardness
and lubrication

toughness coating

j‘—[ Exclusive substrate for super-high

CC1025

- Maximized resistance to built-up edge and oxidation in interrupted cutting at high feeds and high depth of cuts
- Excellence in breakage prevention, compared to the existing tools

D Recommended cutting conditions ) Grades line-up

e . Recommended cutting speed (sfm) = T R
Division|  Workpiece Grade - - 5 1312
Minimum | Recommended| Maximum s CC1015
1010 CC1015 656 1148 1476 g & igh 23325* g
w
A36 €C1025 591 951 1312 g
£ CC1015 656 984 1312 3
€ 1045
=] CC1025 591 886 1148
CC1015 591 886 1148
4140
CC1025 492 820 984 .
» Feed, fn (ipr)
([ J E 2 3
Continuous Light Heavy interrupted
cutting interrupted cutting
D Chip breakers line-up
Negative Positive
A A
Roughing VM Roughing C25
1 l —
A
Medium cutting 3 VQ Medium cutting MP
: i : =4 ;
V. § V. § § V.
Finishing (VL ’ § VB Finishing § ‘ VL , § (VF >
=4 § =4 ‘ § =4 § =4
Excellent chip control Recommended  High toughness control> <Exce|lent chip control Recommended  High toughness control>
D Selection system
Workpiece Machining types Recommended grade | Recommended cutting speed (sfm) IS0 Application range
Continuous cutting cc1015 1066 (656 ~ 1476) P10 cciots |
Steel P20 < ccto25 |
Interrupted cutting CC1025 869 (591 ~ 1148) P30
. Continuous cutting CC1015 886 (591 ~ 1148) K10 1
Cast iron - <__ CC1015
Interrupted cutting CC1025 820 (492 ~ 984) K20 <___CC1025
) The features of coated cermet grade
Coated cermet 1S0 Features
CC1015 P10 ~ P20 /K05 ~ K15 « High quality of surface finish ~ « Applicable for non-coated Cermet range
€C1025 P15 ~ P25 /K10 ~ K20 « Optimal for finishing of various workpiece cutting




A Turning Grades

Diamond coated grades

Diamond coating grade for non-ferrous metals

ND3000

« SP3-crystalline diamond coatings of high purity and high hardness
- Improved adhesion between coated layers and the substrate that is specialized for diamond coatings
- Excellent tool life when machining graphite and ceramic

) Features

ND3000 Cross section of ND3000’s coated layers

Micro diamond coating technology

High adhesive coating technology

D Application range
. Non-ferrous metal
A

§ %97 |-~ ND3000
B 3281
i PD1005
£ 2625 N
< PD10]10
1969 N
1312 J
1
656 HO HO5
Toughness
0 05 10 15 20 25
[ ] E 3 £
Continuous Light Heavy interrupted
cutting interrupted cutting
D Selection system
Workpiece Grade I1SO Application range
%frgm/ ND3000 NOT —
Non-ferrous { ND3000
Al alloy ND3000 NO5

) The features of diamond coated grades

Grade 1SO Features

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




Turning Grades A

DLC coated grades

DLC-coated inserts for non-ferrous metals

PD1005/PD1010

« High hardness and low friction DLC (Diamond Like Carbon) coating technology

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

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

) Features

Grade Wear resistance and Welding resistance |  Surface finish Chip curl
Carbide
non
coated
6
Smooth coating surface Hard DLC coating LT
DLC N
(PD1010) T
D Application range
. Non-ferrous metal
[ J E 2 E 2
Continuous cutting Light interrupted Heavy interrupted cutting

6562

Cutting speed vc (sfm)

» ND series

(Diamond coating grade)
4921

3281

1640

Si Content (%)

D Selection system

Workpiece Grade IS0 Application range
Aluminum and copper
: PD1005 NO5 /—
(Soft non-ferrous metals) 1005 PD1005
Non-ferrous Aluminum alloy N10 —

Al-Si alloy PD1010 N15

(Hardened non-ferrous metals)

D The features of DLC coating grades

Grade IS0 Features

« For high speed and continuous machining of aluminum and copper
PD1005 NO5 ~ N10 « High wear and welding resistance realize good machinability
« High performance of DLC coating with high hardness and low friction

« For medium to high and interrupted machining of aluminum alloy and Al-Si alloy
PD1010 N10 ~ N15 « Stable tool life due to substrate with chipping resistance
« High performance DLC coating with high hardness and low friction




A Turning Grades

cBN insert grades

) Features

- Excellent hardness and thermal resistance by adding a special ceramic binder at high pressure and

high temperature in sintering process

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

treated alloy at high speed

» Insert type

High resistance

Wear resistance Productivity

-/ -

For regrinding type One use type

&

Multi-corner type

Multi-corner type (coated) Solid type Grooving type

D cBN inserts

Multi edge coated type

One use type

2NU-CNGA120408

NU-CNGA120408

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

 Economic price

« Easy handling of tools

A wide variety of series

« Smaller than expensive cBN and dramatic cost down
« Strong weld face and stable cutting performance

Multi edge type

Regrinding type

2NU-CNGA120408

CNMA120408

« Price per edge is more reasonable compare to normal single cornered, one-used type

« Insert with several brazed cBN
« Wide application of continuous to interrupted machining

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




Turning Grades A

D cBN application range ) Coated cBN application range
A
£ 1000 £ 1000
5 DB1000 5 DNC100
g 650 B 650
< 500 S 500 DNC250
320 320
e ;A‘A > e ;A‘A »
Continuous cutting General cutting Interrupted cutting Continuous cutting General cutting Interrupted cutting

Degree of Ran Jan) N Degree of T N £
interruption or : ; interruption G0; : ;

D Cutting conditions of cBN grades

Insert L . Feed, Depth of cut,
IS0 Grades - Application Cutting speed, vc (sfm) n (ipr) ap (inch)
DNC100 Continuous cuting 591 I 984 0.001 ~ 0.012 | 0.001 ~ 0.012
at high speed ceR T Rt
Continuous and
DNC250 . low interrupted 394 —— 722 0.002 ~ 0.012 | 0.002 ~ 0.012
cutting at high speed
Coated
Low and medium
) ) .| ~ -
DNC300 ‘ neruedcutng | 2% 820 0.002 ~0.008 | 0.002 ~ 0.008
Medium and high
DNC350 0 empted cuting | 200 — 492 0.002 ~ 0012 | 0.002 ~ 0.012
High . .
hardness DB1000 Continuous cuting 427 I 820 0.001 ~ 0.006 | 0.001 ~ 0.008
at high speed
steel
DB2000 Lowand Medum | 56> p— 656 0.001 ~ 0.008 | 0.001 ~ 0.012
interrupted cutting SE TR SRR
DBNX20 H'ghclﬁtfiﬁg'e”t 394 m— 492 0.001 ~ 0.012 | 0.001 ~ 0.020
Non -3 Medium and high
coated DBN250 v interrupted cuting 262 [ 394 0.001 ~0.008 | 0.001 ~0.012
DBN350 High inerrupted 394 EEE— 722 0.001 ~ 0,008 | 0.001 ~ 0.012
cutting
Continuous cutting
. ] ~ ~
HRSA DB7000 at high speed 328 984 0.002 ~ 0.008 | 0.004 ~ 0.039
. Continuous cutting
Castiron DBN700A at high speed 1640 W 6562 | 0.004 ~ 0.016 | 0.004 ~ 0.016




A Turning Grades

Coated cBN

DNC100

- Excellent thermal resistance

- Coating layer with high hardness, oxidation /
resistance and chipping resistance g 50 e S

=y TiAISICN P

g4 , (U

g 30 TIAIN Q Improved hardness

] TiN and oxidation

£ resistance at high

£ temperature

10
Oxidation resistance
0 300 600 900 1200 (°C)

D Application range

D Recommended cutting conditions

990 .
g DNG100 Cutting speed 501 I 05
& E ve (sfm)
2 & 660
)
£ 5 DNC250 \
= i DNC350 Feed
330 n (ipr) 0.001 N 0.012
Degree of @ {:3 @ €:>
int g i ) _ Depth of cut
interruption Continuous General Medium Interrupted ap (inch 0.001 I 0.012
cutting cutting interrupted cutting cutting glne)
— min Overload on cutting edge max — « Increased oxidation resistance and wear resistance due to high hardness coating layer

« Dramatically improved fracture resistance and chipping resistance

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

DNC250

- Stable and long tool life
- Cost effective by multi-cornered one-use insert

—{ Advanced PVD coating

—[ High hardness and lubricative coating

£ - ”Q,

™~{ Improved wear resistance

D Application range

A
T 50
<
2 40 DNC250 DNC350
g (TIAIN/TIN) O
5 30 i
2 TiN O AITIN
s 2 Improved hardness
* 10 of coating and

oxidation resistance
_ Oxidation
0 300 600 900 1200 resistance (°C)

2 Recommended cutting conditions

] 990 .

g DNC100 ALK 394 722
7 E : ve (sfm)

22 660
5§ S DNC250 DNC350
e 330~ _ onoso iz 0.002 I 0.012

fn (ipr)
Degree of @ Q @ i:} Deoth of cut
interruption Continuous General Medium Interrupted t;p (':cl::)u 0.002 IS 0.012
cutting cutting interrupted cutting cutting P
= min Overload on cutting edge max —

20 e Grades



Coated cBN

DNC300

- 18t recommended grade for low to medium interrupted cutting

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

- Minimized flaking of coating by stable coating

Turning Grades A

D Application range 2 Recommended cutting conditions
2z E 6607 Cutting speed
£g2 DNC300 o 300 EEEE— 660
S ?E 990 ve (sfm)
e eeich C : 2:} j Feed 0.002 I 0.012
interruption Continuous General Medium Interrupted fn (ipr)
cutting cutting interrupted cutting cutting
ooV =¥ Depth of cut
Interruption ( =7 e 0.002 IEE— 0010
— min Overload on cutting edge max — « Enhanced oxidation resistance and wear resistance due to high hardness layer

Coated cBN for high interrupted cutting

DNC350

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

4[ High hardness and oxidation-resistant coating

- High tough coating

| ~{ Fine CBN + High tough substrate

« Highly increased chipping resistance, fracture resistance and wear resistance

A
g 50
E DNC350
R (TiAIN+q)
g %0 TIAIN  AITIN
g 20 TiN Q Improved hardness
£ of coating and
10 oxidation
resistance Oxidation
0 300 600 900 1200 resistance (°C)

D Application range 2 Recommended cutting conditions
=] 990 .
g~ DNC100 Cutting speed 295 192
& E ve (sfm)
= % 660
= DNC250 )
- : | DNC350 Feed
330 : 0.002 NN 0.012
fn (ipr)
Degree of @ g:} @ <:} Deoth of cut
interruption Continuous General Medium Interrupted epth o : U 0.002 IS 0.012
cutting cutting interrupted cutting cutting ap (inch)
= min Overload on cutting edge max —



A Turning Grades

Non-coated cBN

DB1000

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

Non-coated cBN

DB2000

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

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

D New technology of high purity ceramic binding materials

l DB1000/DB2000 | | Conventional grade |
Ceramic binding }—
materials
+—{ Crack
O High purity ceramic BN +—{ Increased wear,
binding materials bad leading in '
i}(@@%w e
DB2000 dramatically minimizes impurities with the use of high purity Impurities included in conventional grade's ceramic binder caused inferior thermal resistance
ceramic binding materials and enhances thermal resistance and toughness. and hardness of sintered compounds, which led to crack (fracture) and wear

D Application range

g 990 |
D -~

5 _ 2 g 660 — DB1000

£8 E¢ DB2000

E5 | E 330 -

o 2 o

23

¥ O 3 &3

E®

2 2 Degree of

- interruption Continuous General Medium

cutting cutting interrupted cutting
F— min = Qverload on cutting edge ——————————max —|
© Recommended cutting conditions (DB1000) D Recommended cutting conditions (DB2000)

Cutting speed 427 EE— 520 Cutting speed 262 I 656

ve (sfm) ve (sfm)

Feed 0.001 S 0.006 Feed 0.001 N 0.008
fn (ipr) fn (ipr)
L ET 0.001 EEGE_—_— 0008 LG G 0.001 G 0012
ap (inch) ap (inch)

22 e Grades



Turning Grades A

PCD insert grades

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

D Features

KORLQY PCD products are manufactured by using high quality PCD tips under ultra high temperatures
and pressure. The PCD tip is welded on the qualified KORLQY carbide insert
KORLOQY high quality PCD products meet a wide range of application needs in turning, milling, and endmills.

D PCD grade
Grade Features Application Grain size (um) Force of
resistance(Gpa)
Cemented carbide
Coarse diamond grain has been used to get excellent wear resistance enough to Ceramic roughing .
DP90 ) T f o - 25~ 30 = 1.10
machine cemented-carbide, high Si aluminum alloy High Si aluminum alloy
Rock, Stone
By use of fine diamond grain having good bonding property, it is suitable for High Si aluminum alloy
DP150 machining of Non-ferrous metal, graphite ’ Copper, Bronze alloy 5~-10 = 1.9
g »grap Rubber, Wood, Carbon
- A . . Plastic
By use of ultra fine diamond grain, it is possible to make sharp cutting edge. .
DP200 o ) . ) Wood ~2 = 245
Thus it is appropriate grade to machine Non-ferrous material P .
Precise finishing of aluminum

D Recommended cutting conditions

Workpiece Cutting speed (sfm) Feed Turning (ipr), Milling (ipt) Depth of cut (inch) 1I:commended gra::d
Aluminum alloy (4%~8%S$i) 3281 ~ 9843 0.004 ~ 0.024 ~0.118 DP150 DP200
Aluminum alloy (9%~14%Si) 1969 ~ 8202 0.004 ~ 0.020 ~0.118 DP150 DP200
Aluminum alloy (15%~18%Si) 984 ~ 2297 0.004 ~ 0.016 ~0.118 DP150 DP200
Copper, Bronze alloy ~ 3281 0.002 ~ 0.008 ~0.118 DP150 DP200
Reinforced plastic ~ 3281 0.004 ~ 0.012 ~0.08 DP150 DP200
Wood ~13123 0.004 ~ 0.016 - DP150 DP200
Cemented carbide 33~98 ~0.008 ~0.02 DP90 DP150




A Chip Breakers Guide

Chip breakers for turning

Application range
Feed rate fn (ipr)

Picture Cutting edge 0002 0003 0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 Features
Depth of cut ap (inch)
0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 0394 0457 ~0512

For Finishing
0055
| 0.028_ 0.004~0.014 « Stable chip control in high toughness material; low

0.004
° |, pi | | pl
AM 0.008~0.059 carbon steel, pipe steel & steel plates

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

For Finishing
0.075

0.004 #‘ - 0.006~0.018

6‘;% 150 0.020~0.078 = Improved chip control for smaller depth of cuts
« Excellent chip control in copying, corner R machining
For Finishing

0.059
‘ 0.002~0.014

0.035
0.004, . » Good chip control quality on varied depth of cut

15 0.020~0.059 « Excellent cutting edge strength has been acquired
due to the special chip-breaker

i
j{

For Medium to finish cutting

0.067
M’# 0.005~0.018

\ 15° 0.020~0.138 . Stlable clhip control in copying and internal machining
with various depths of cut

V series

For Medium to finish cutting

0.004~0.016 « Medium to finishing cutting edges offer improved
edge hardness

0.039~0.118
< Increased chip control in low depth of cut cutting range

« For cermet

For Medium cutting

0.087
0.051

+ Wide available chip control range from medium-
5":‘; 18° 0.039~0.197 finishing to medium-roughing
« Suitable chip breaker for CNC machining

s

For Heavy duty cutting
0.024
0.010] ,_ 0.028
i ~0.055 « Designed specifically for heavy machining
20° 28°
‘j 0.236~0.591 « Specialized chip breaker for the heavy industries
like Ship building, Power plant industry
For Heavy duty cutting
0020
0019 0.030~0.063

= Designed specifically for heavy machining

20° 20°
j% 0.276~0.669 * Specialized chip breaker for the heavy industries
like Ship building, Power plant industry

Notice: Application ranges are based on main cutting material



Chip Breakers Guide A

Chip breakers for turning

Application range
Feed rate fn (ipr)

Picture Cutting edge 0002 0003 0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 Features
Depth of cut ap (inch)
0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 0394 0457 ~0512

:

For Finishing

0.047
r——"o 0.002~0.008
16 < High positive cutting edge
0.004~0.059 » Reduced contact chip with rake face minimizes

temperature to improve tool life

For Medium to finish cutting

0.098
r‘—’wo | 0.002~0.016
0.020~0.157 . Stlable c.hip control and high machinability in copying
with various depths of cut
For Medium cutting
0.094

0.020

15"1& 0.002~0.018 « Stable cutting performance in interrupted machining
P—/_ with high toughness
0.020~0.177 « Stable machinability and chip control in machining
with high depth of cut

‘ < High positive cutting edge with wide land

For Roughing

0.102

0.007

s%r

‘ 0.006-0.018 « The first recommended chip breaker for inconel cutting

18 0.039~0.177 « High hard and resistant rake angle to prevent notch
wear in roughing of rugged surfaces

For Roughing
0.114 « High feed machining with the combination of
0.013 0. )1% 022 wide land and pockets
T 18° 0.047~0.276 . Sha!low chip breaker design prevents chip blocking
at high feed

0°0°0"¢" ¢

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

For Medium to finish cutting

o

0.063
0,005 %‘ ‘ 0.004~0.016 « Angle land decreases cutting resistance for better
o rf h
ot ] 4:1%,3/_ T surface roughness
« Special dot design prevents chip blocking by
clear chip breaking
m For Medium cutting
2 0.087
= 0.008 ‘ 0.006~0.018 « Increased productivity due to excellent chip control
z 53; 180 0.020~0177 in various conditions
! « Stable tool life by reducing cutting load at
high speed and high feed
n For Medium to finish cutting
0.079
0.008 0.005~0.014 « Chip breaker with strong cutting edge in high
182 interrupted finishing and medium cutting
0.020~0.138
« Effective chip control in low depth of cut to
high depth of cut due to 2-step rear angle

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

Chip breakers for turning

Application range

-M series

-K series

H series

Picture

Feed rate fn (ipr)
0002 0003 0004 0006 0010 0016 0025 0.039

0063 0.098 0.157 0.248

Depth of cut ap (inch)
0004 0006 0010 0016 0025 0039 0063 0.098

0.157 0248 0394 0.457

~0.512

Features

083

n
<

0.005~0.018
0.020~0.217

For Medium cutting

« The first recommended chip breaker for continuous
stainless applications cutting

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

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

0.079~0.236

For Roughing

« The first recommended chip breaker for interrupted
cutting or roughing of stainless steel

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

» Reduced cutting loads and longer tool life at high feeds

0.039~0.197

For Medium cutting

« 15t recommended chip breaker for cast iron
continuous cutting

« Suitable for continuous cutting of ductile and gray
cast iron

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

0.098

|
2

0.008~0.024

0.059~0.236

For Roughing

« 1st recommended chip breaker in cast iron
continuous cutting and roughing

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

« Improved toughness and chipping resistance due to
flat lands

0.098

0.001~0.012
0.020~0.098

For Medium to finish cutting

« Sharp cutting edge generates low cutting force
« Specially designed main cutting edge with high
toughness

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

0.006

0.039~0.197

For Medium to finish cutting

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

« Suitable for intermittent cutting

i
=

0.012~0.031

0.118~0.315

For Roughing

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

« Suitable for intermittent cutting

0.012~0.051

0.118~0.433

For Heavy duty cutting

« Suitable for heavy duty cutting due to
strong cutting edge

» Wide chip control range with low cutting force

Notice: Application ranges are based on main cutting material



Chip Breakers Guide A

Chip breakers for turning

Application range
Feed rate fn (ipr)

Picture Cutting edge 0002 0003 0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 Features
Depth of cut ap (inch)
0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 0394 0457 -05120.709

_m For General cutting

0.079

0.010 ‘—T .020
= T . ome | |
v T ~0304 + Suitable for general cutting condition

G series

For Medium to finish cutting

0016 « Recommended in low carbon steel and stainless
©~0.039 steel cutting due to sharp cutting edge with low
cutting resistance

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

For Medium to finish cutting

0.016 » Recommended in low carbon steel and stainless
~0.039 steel cutting due to sharp cutting edge with low
0.098~0.472 cutting resistance

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

For Roughing

0.016~0.047 . Recqmmended in geqeral cutting (in horizontal Igthe)
by nick-designed cutting edge and reduced cutting
0.118~0.512 resistance

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

For Roughing

0.020~0.055 « 18t recommended chip breaker in vertical machining

0.157~0.512 « Longer tool life in high feed machining due to
improved chip flow and reduced wear on the minor
cutting edge

For Roughing

0'02‘1 .059 « Recommended in high feed and high depth of cut

machining due to strong cutting edge

« Longer tool life from smooth chip flow even in
tough cutting conditions

For Medium to finish cutting

0.102

0.079
0.010 0.006~0.024
0 « Guarantees excellent surface roughness and good

N o .039~0.197
8 ‘{_ 18 chip controls at high feed machining

For Medium to finish cutting

Wiper series

0.087
0.035

0.006

il

« Improved surface roughness at shallow depth of cut
. 020~0.138
8 {_ and high feed due to strong cutting edge

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

Chip breakers for turning

Application range
Feed rate fn (ipr)
Picture Cutting edge 0002 0003 0004 0006 0010 0016 0025 0039 0063 0098 0.157 0248 Features
Depth of cut ap (inch)

0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 0394 0457 ~0.512

_m For Medium to finish cutting

0.005~0.018 « Shallow depth of cut with sharp edge

Wigy\_/ 0.039~0177 = Longer tool life at high speed cutting due to

low cutting force

2 * Good surface finish

=

a

= o .

s m For Medium cutting

7

0.114 ‘
— 0.004 0.006~0.020
r 16 0.059~0.197 « Good chip flow increases tool life and machinability.

_m For Roughing

7]

2 0.075

ﬁ 0.006 ] - 0.004~0.014 « Suitable for interrupted cutting and cast iron machining

e - 0.039~0.118 « Good surface finish due to low cutting force

e « Suitable for both boring and outer diameter turning
_m For Medium cutting

-§ 075

. 0.028
= 0.003~0.016

z e 0008 # « Excellent chip control at wide range of

é 6“:[; 0.020~0.138 cutting conditions

£ » Machining versatility over a wide range of materials
_n For Finishing

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

For Finishing

0055
0.002~0.008

5%r/_ 0.004~0.039 « Superior chip control in low carbon steel, pipes

and steel plates

_n For Finishing

070

0.001~0.008
0.004~0.039 « For chip control in low depth of cut mild cutting
 Enhanced surface finish and reduced cutting load

8
=
a
ml - -
g For Medium cutting
<

0.002~0.012 « Sharp cutting edge and wide chip pocket

for low cutting load
0.012~0.118 « Stable chip control at varying depth of cuts

« Excellent cutting performance when machining
automobile components

Notice: Application ranges are based on main cutting material



Chip Breakers Guide A

Chip breakers for turning

Application range
Feed rate fn (ipr)
Picture Cutting edge 0002 0003 0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 Features
Depth of cut ap (inch)

0004 0006 0010 0016 0025 0039 0063 0098 0157 0248 0394 0457 ~0512

_m For Medium to finish cutting

SA oy, 2% 0.001~0.016
0.004~0.157

« Exclusive chip breaker for aluminum and
aluminum alloy cutting

m For Medium to finish cutting

L2 e 0.001~0.018 « Exclusive chip breaker for aluminum and
0.012~0.157 aluminum alloy cutting

AL series

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

For Medium to finish cutting

13° 0.002~0.020 ’ . )
« High stability of cutting edge secures great
0.020~0.157 performance in high speed and interrupted machining
« High speed of medium and interrupted operation
For Finishing
0.059 f i i
’——» « Suitable for shallow depth of cut machining with
. | 0.001~0.005 Sy i
0.001~0.039 « Longer tool life at high speed cutting due to

low cutting force
« Good surface finish

For Medium to finish cutting

0.059
0.002~0.006

27 0.002~0.059 * Improved Ch.ip. control makes tool life long and
better machining

m For Medium cutting

7]
£
L
3 i 0.002~0.012
_8 16 : : « For medium cutting with strong cutting edge
"; 0.020~0.157 « For wide range of cutting by optimal width of
5 chip breaker for each cutting depth
m For medium cutting (for surface roughness)
0.020
0.001~0.010
» Reduced welding and cutting heat by

120{>V-/_ 0.012~0.118 sharp cutting edge
« Enhanced chip evacuation in low to high feed cutting
m For Finishing

01
165% 0.001~0.008 « For various workpiece (P, M, S) cutting

Y’_—J_ 0.004~0.079 « Good surface finish and low cutting load due to
sharp cutting edge
Notice: Application ranges are based on main cutting material
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A Chip Breakers Guide

Application range of KORLOY main chip breakers

D Negative inserts

/! 3 / ./ 2
Heavy HL HG HV,
—t’ =4 =4
/ a
Roughing GR Roughing VR ‘ RK M
=4 =4 = 4
; /) / / ; /)
Meqlum VM MP HM) & Med_lum MK
cutting -’ - -’ cutting -
; P / / . N
Medium to . Medium to
finishing Vg § Li ‘ @ ‘ finishing 'VE ‘ sz
7 / /
fer VL) ¥ (vB) ¢ o
Finishing - B -t G Finishing
[Recommended] [Recommended]
Workpiece M
Stainless steel
/
Roughing RM Roughing
Medium / 4 Medium
cutting MB 0 Mﬂ @ cutting
) / .
Medium to Medium to
fnishing &' e finishing @ @
For For
Finishing Finishing
[Recommended] [Recommended]
Roughing @ °
—
Medium
cutting @ ‘
Medium to
finishing E)i ‘
For
Finishing @ ‘
[Recommended]
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Chip Breakers Guide A

Application range of KORLOY main chip breakers

9 Positive inserts

(D (D /
Roughing C25 Roughing VR . RK ‘ @ .
Medium b Medium
cutting @ @ @ ° cutting @ ‘
Medium to Medium to
finishing @ @ @ $ finshing W, ‘ 529 o
For For
Finishing @ o Finishing

[Recommended] [Recommended]

Workpiece M
Stainless steel
/ =
Roughing C25 Roughing AR @
=~ 4 = 4

Medium - /7 Medium
cutting @ ME 4 @ cutting @ @
Medium to / VL /. VE Medium to
finishing - - finishing
For 4 i For 4 :
Finishing F_P/ @ Finishing @ ®

[Recommended] [Recommended]
Roughing Roughing
Medium / Medium 4
cutting MP/, ‘ cutting fl/ ‘
Medium to y Medium to
finishing VvL/ ° finishing @ ’ Mj e
For For
Finishing Finishing Ki ‘ \/ @

[Recommended] [Recommended]




A Chip Breakers Guide

Application range of KORLOY main chip breakers

D Application range
Negative Positive
2
g 0.315 Eé 0.157
g VHI 8
:c:: 0.236 ;g 0.118
38 3
0.157 0.079
0.079 0.039
0 0.008 0.016 0.024 0.031 0.008 0.016
feed, fn (in/rev) feed, fn (in/rev)
2
g 0.236 g 0.157
5 RM 5
2 0197 M g
£ £ 0118
3 0157 3
M 0.118 0.079
0.079 >,
0.039
0.039
VP2
0 0.004 0008 0012 0016 0020 0.024 0.008 0.016
feed, fn (in/rev) feed, fn (in/rev)

0.236

RK

0.197

Depth of cut, ap (inch)

0.167

0M8 |

0079 [

0039 |

0 0.004 0008 0012 0016 002 0024

feed, fn (in/rev)

Depth of cut, ap (inch)

0.157

0.118

0.079

0039 |

0.008

0.016
feed, fn (in/rev)




Chip Breakers Guide A

Application range of KORLOY main chip breakers

D Application range
Negative Positive
A
£ 0197 Z 0236
= HA F ' e
s N it AM
] 2 0197
& 0118 & 0157
0.118
0.039 0.079 \
0.039 < |
AK J
0 0.004 0012 0016 0008 0012 0016 0020 0024
feed, fn (in/rev) feed, fn (in/rev)
A
£ 0236 £ 0118
< VP4 £
£ g MP
2 0197 S 0098
3 0157 3 0079
VP3
0.118 0.059
0079 0.039
0.039 0.020
0 0004 0008 0012 0016 0020 0024 0004 0006 0008 0010 0012

feed, fn (in/rev)

feed, fn (in/rev)

Heavy Automatic lathes
A
g 0.787 f:é‘ 0.157
5 5 5
S 0551 HX 3 0118
5 5 VP1
g 0.472 & 0,079
MS
etc. 0394 |- 0.059
0.039
0315 | | IS
0.020
0.236 )
0 0016 0031 0039 0047 0055 0.063 0.004 0006 0008 0010 0012
feed, fn (in/rev) feed, fn (in/rev)
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A Turning Chip Breakers

Negative insert

VL Ch|p Breaker [ For finishing]

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

- Improved chip control and decreased cutting load on external, facing, and copying applications

- Improved strength of the cutting edge for measurable efficiency in automated production

) Features

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

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

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

D Chip control ) FEM Cutting simulation analysis in the design
AISI1020 « For design of geometry, chip shapes and chip flow are predictable
ve(sfm) = 830, ap(inch) = 0.02, fn(ipr) = 0.008 (Side), dry « Optimal chip breaker design for various cutting conditions and workpieces

DNMG432-VL (NC3225)

) - high

low « temperature(‘C

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

VB Chi P Breaker [ For finishing]

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

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

- Stable chip control in copying and internal machining

D Features
< 6 bumps on the insert corner - Superior chip control and chip cutting in copying with various depths of cut

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

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

AN W

[ Conventional chip breaker ]




Turning Chip Breakers A

Negative insert

VC Ch|p Breaker [For medium to finishing]

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

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

- Stable chip control in copying and internal machining

D Features of VC chip breaker

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

) Evaluation of chip control (Copying)
( VC Chip Breakers W ( Conventional chip breaker W

VQ C h | p B re ake r [For medium to finishing_For cermet]

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

D Features of VQ chip breaker ) Performance evaluation
- Three dimensional rake angle 4140 (Alloy steel), @3.937 (inch), External diameter turning
- Improved surface finish thanks to sharp ve(sfm) = 919, ap(inch) = 0.059, fn (ipr) = 0.010
cutting performance CNMG432-VQ(CN2500)

- Less cutting heat and longer tool life thanks

. ) Wear comparison
to low cutting resistance E

« Three dimensional rake angle
- Improved surface finish thanks to sharp
cutting performance
- Less cutting heat and longer tool life thanks
to low cutting resistance

[CN2500-vVQ ] [Competitor]

Surface roughness comparison

Es! 14times 8 A A i
, . smoather s NN VA
ACVANVANVARVA [

- e i Vo |

(um)

0 \/ \ O A A A A
i » % VNN
\/
-8 -8
v 0.1 0.2 0.3 0.4 0.5 N 0.1 0.2 0.3 0.4 0.5
(um) (tm)
CN2500 (Ra 3.0 ym) Competitor (Ra 7.0 um)
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LP Chlp Breaker [ For medium to finishing]

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

) Features of LP chip breaker

Front dot o

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

Variable land

« Less crater wear
< Prevents chipping on minor cutting edge

Flat zone

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

0.006

SECTION A-A
D Performance evaluation D Application range
1045 (Carbon steal), @3.937 (inch), External machining 5 g1or]
ve(sfm) = 820, ap (inch) = 0.039, fn (ipr) = 0.010/0.016, wet § ’
CNMG432-LP 2 o157
Medium feed (0.010 ipr) S 0118

o nor
CNMG120408-LP(NC3225) cutting force

Competitor A (P25) = 0.039
o B e 0004 0008 0012 0016 0020
Cutting force F[N] 1,700 1,900 2,100 2,300

Feed, fn (ipr)
High feed (0.016 ipr)

oNvG120408-LP(NGa22<) |

Lower
cutting force
Competitor A (P25) - —

Competitor B (P25)

Cutting force F[N] 2,300 2,400 2500 2600 2700
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CP Chlp Breaker [ For medium to finishing]

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

D Features of CP chip breaker

Flat land ®

« Strong cutting edge in interrupted roughing

« Kept the balance between continuous cutting and
interrupted cutting

< Expanded versatility
0.006

—
éw” —

2-steped back side

« Better chip control in low depth of cut machining
« Improved chip evacuation in high feed machining

Side rake angle + continuous bumps
« Expanded versatility by 2-stepped rake angle gle + P
< Enhanced surface finish

< Improved chip evacuation

« Breaking long chips

) Performance evaluation ) Application range
V-T (Vc-Tool life) E 023
Alloy steel(1522), External E 2500 =
machining g 2000 pi < 0197
ve(sim) = 820,984,148, fn(ip) = . g
= 1000 - a
=0012,ap(nch) =0.020,wet = gy e 0.157
Inert: CNMIG432-CPNG3215P) 0 e ois
Holder: PCLNL16-4D
0.079
0.039
<< vC: 250m/min 0

[ Competitor A [ Competitor B 0.004 0.008 0.012 0.016 0.020 0.024

feed, fn (ipr)
D-T (Depth of cut-Tool life)

Alloy steel (1522), External machining
ve(sfm) = 820, fn (jpr) = 0.008,

6000
5000

ap(inch) = 0.020, 0.030, 0.039, a0 T~
0.049, 0.059, wet £ 2000

Insert: CNMG432-CP (NC3215P) 8% ()
Holder: PCLNL16-4D 0020 0030 0.039 0049 0.059

-@-CP -® Competitor A Competitor B

[CP] [ Competitor A [ Competitor B ]
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Negative insert

MP Chlp Breaker [ For medium cutting]

- Chip breaker for forged steel of automobile parts and all other steels
- Quad dots improve productivity through efficient chip control at high feed

« Angle land minimizes cutting force

) Features of MP chip breaker

Front two step dot

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

Variable land

« Less crater wear
« Prevents chipping on minor cutting edge

« Higher toughness at high depth of cut and interrupted cutting

Flat zone

« Larger chip pocket for better chip evacuation at high feed

« Reduced cutting force with larger contact surface of chips

0.008
5°,18°

SECTION A-A

) Performance evaluation
4140 (Alloy steel), @3.937 (inch), External machining

ve(sfm) = 919, ap(inch) = 0.059, f(ipr) = 0.010/0.016, wet

CNMG432MG-MP

Medium feed (0.010 ipr)
= 0012 Cutting time
£ 32min
o )
= 0.008 g S
3 o 24mi
g 0004
g
=

12 16 20 24 28 32

e
0.000 2

Cutting time (min) CNMG120408-MP CompetnorA

- MP @ Competitor A Competitor B (NC3225)

High feed (0.016 ipr)

Cutting tlme
0.016 e —
0.008 L
L 4
0.000 > s i

Wear amount, VB (inch)
®

256 5 75 10 125 15
Cutting time (min)

-@-MP @ Competitor A Competitor B (NC3225)

CNMG120408-MP Competitor A

D Application range

A
0.197

0.157

Depth of cut, ap (inch)

0.118

0.079

0.039

=

0.004 0.008 0012 0016 0.020
Feed, fn (ipr)
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MM Ch|p Breaker [ For medium cutting]

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

D Features of MM chip breaker

Depth of cut land

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

Dual land

< Balance between requirements of sharp and
tough cutting edges

« Sharp cutting edge for high speed chining

< Prevents chipping in interrupted machining

Wide chip pocket o

« Stable chip evacuation at high speeds/feeds

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

= Prevents built-up edge

D Performance evaluation

Built-up edge Plastic deformation
405 (Ferrite) 316/(Austenite)
ve(sfm) = 590, fn ipr) = 0.012, ap (inch) = 0.12, wet ve(sfm) = 656, fn (ipr) = 0.014, ap(inch) = 0.08, dry
Insert: CNMG432-MM (NC9125) Insert: CNMG432-MM (NC9135)
Holder: PCLNL16-4D Holder: PCLNL16-4D

cutting
load

¥

&

(et [ Compeior ] [MM(NC9135)]

[ Competitor ]

A A
£ 0010 = 0016
= Competitor £
g 0.008 £ 0012 Competitor
S 0006 £
£ 3 0008
= 0.004 % MM
o =
& 0002 = 0.004 //
0000 - & oo -
30 60 90 120 150 180 210 240 270 300 330 150 210 330 480 600 720 840
Cutting time (sec) Cutting time (sec)
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RM Ch|p Breaker[Forroughing]

- The 1st recommended chip breaker for rough and interrupted machining of stainless steel
- Prevents notch wear and burrs at high feeds and depths of cut
- Reduced cutting force extends tool life in high feed machining

) Features of RM chip breaker

Depth of cut land

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

Wide land & front angle

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

« Dispersed cutting load enables higher toughness

Step

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

9 Performance evaluation

Notch wear Burr
410 Martensito) Duplex
ve(sfm) = 492, f(ipr) = 0.01, ap(inch) = 0.12, wet ve(sfm) = 394, fn(ipr) = 0.008, ap(inch) = 0.08, dry
Insert: CNMG432-RM(NC9115) Insert: CNMG432-RM (NC9125)
Holder: PCLNL16-4D Holder: PCLNL16-4D

[RM(NC9125)] [ Competitor ] [RM(NC9125)] [ Compeitor ]
A
= 00% g ooe
g < 0010
§ 0030 i ]
g Competitor 2 0008 %ﬂmeﬁtor
g 0,020 & oo
& oot RM o RM
0002
0,000 0.000 -

60 90 120 150 180 210
Cutting time (sec)

30 60 90 120 150 180 210 240 270 300 330
Cutting time (sec)
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MK Ch|p Breaker [ For medium cutting]

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

) Features of MK chip breaker

Angle land

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

Wide supporting area ®

 Higher clamping stability
« Prevents chipping at vibrations during operation

D Performance evaluation D Application range

. A
Wear resistance
0.276

80-55-06 (AISI), @3.543 (Spherical tube) — @1.181 machining

ve(sfm) = 1312, f(ipr) = 0.014, ap(inch) = 0.098, wet

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

Insert: CNMG432-MK (NC6315) 0.157
Holder: DCLNR16-4D

0.236

Depth of cut, ap (inch)

0.079

0.008 0.016 0.024
Feed, fn (ipr)

[MK(NC6315)] [ Existing product ]

Pass

MK(NC6315) Existing product



A Turning Chip Breakers

Negative insert

RK Ch|p Breaker [ For roughing]

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

) Features of RK chip breaker

Flat land

« Flat lands provide upgraded toughness and
chipping resistance

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

« Optimized land width for high feed machining

’—\—/

Wide supporting area

 Higher clamping stability
< Minimizes vibration and chipping.

D Performance evaluation D Application range

Impact resistance :

80-55-06(AISI), @3.543 (Triangular tube) — @1.181 machining

ve(sfm) = 1246, f(ipr) = 0.014, ap(inch) = 0.079, wet

15 passes with results of normal rake surface wear and good
chipping resistance 0.157

Insert: CNMG432-RK (NC6315)
Holder : DCLNR16-4D

0.276

0.236

Depth of cut, ap (inch)

0.079

chipping
resistance

0.008 0.016 0.024
Feed, fn (ipr)

[RK(NC6315)] [ Existing product ]

Pass

Existing

RK(NC6315) product
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VP1 Chip Breaker 't

- Cutting edges designed in high-positive
- Reduced contact area between rake surface and chip minimizes cutting heat and improved tool life
- Recommended cutting conditions: fn(ipr) = 0.002~0.008, ap(inch) = 0.004~0.060

) Features of VP1 chip breaker

Optimized design for finishing
 Obtains excellent cutting performance and quality surface finish

at low depth of cut and high speed

16

High-positive blade design

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

 Prevents built-up edge and extends tool life

VP2 Chlp Breaker [ For medium to finishing]

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

- Recommended cutting conditions: fn(ipr) = 0.004~0.016, ap(inch) = 0.020~0.177

© Features of VP2 chip breaker

Sharp blades and wide chip pockets

« Increase productivity
« Ideal for medium to finish cutting

13

High-positive blade design

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



A Turning Chip Breakers

VP3 Chlp Breaker[Formedium cutting]

- High-positive cutting edge design/Wide land applied
- Improved stability at interrupted cutting when toughness is required. Stable chip control and machinability at high depth of cut

- Recommended cutting conditions: fn(ipr) = 0.004~0.018, ap(inch) = 0.020~0.197

) Features of VP3 chip breaker

Chip pocket design leading to a R-shaped cutting edge

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

15°

High-positive blade design / Wide land

< Minimize heat concentration at high depth of cut
< Improves stability in interrupted machining of a tough workpiece

VP4 Chip Breaker ']

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

D Features of VP4 chip breaker

Rake angle design resistant to high hardness cutting 0—\

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

« Prevents chipping in interrupted cutting

8°

Wide chip pockets

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

44 e Grades
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Positive insert

FP Ch | p B reaker [ For chip control in finishing]

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

D Features of FP chip breaker

Semicircle-shaped bump

< Enhanced chip control in low depth of cut
machining

= Advanced chip control in machining of minor
cutting edge

« Improved chip control in machining with lower
depth of cut than nose R

Concave form of semicircle-shaped bump

« Better chip curling in mild steel machining

« Enhanced chip control in low depth of cut and

low feed machining

Assistant bump on flank surface Continuous bump on flank surface

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

3-dimensional side rake angle

« Ensuring surface finish and guiding chip to . . .
« Preventing chip twist

right direction
D Performance evaluation ) Application range
Chip control )
g 0.118
Mild steel (1020), @1.575 Internal machining < C25
v (sfm) = 656, n(rpm) = 1,600, fn (ipr) = 0.0012, ap(inch) = 0.0197, wet 5 0098
Insert: COMT32.51-FP(NC3215) Holder: S10M-SCLCR3 z
_ ‘ : _ 8 0079
0.059
_ L T , 0.039
g Vo e h - g
2%0‘024:' '; - B . g 00| % f N )94 0,020
= R v e < | B ny L | .
£ o012, - " 5' . £ oo .\?,fl;d ¥ e >
a e X ‘ ) o R, is’“ ) 0.002 0.004 0.006 0.008 0.010 0.012
eed, fn (ipr) feed, fn (ipr)
0004 0.006 0004 0.006 feed. fn (pn)
[FP] [ Competitor ]
Surface finish

Mild steel (1020), @1.181 External machining
ve(sfm) = 656, n(rpm) = 2,000, fn(ipr) = 0.0031, ap(inch) = 0.0315, wet
Insert: CCMT32.51-FP(NC3215) Holder: SCLCR10-3A

finish

[FP] [ Competitor ]
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VL Chlp Breaker [For finishing ]

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

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

) Features of VL chip breaker
< Sharp cutting edges
- High rake cutting edges provide improved surface finishes
- Low cutting resistance reduces cutting heat
« Step rear rake angle
- Stable chip control regardless of varying feed rates
- Excellent machinability even when machining mild workpieces

0.060

Depth of cut, ap (inch)

0.040

D Chip control test 0.020
4140 (Alloy steel), @1.968, Internal diameter turning

v (sfm) = 820, ap(inch) = 0.012~0.059, fn(ipr) = 0.002~0.010

CCMT21.52-VL(NC3225) 0.012

0.002 0.004 0.006 0.008 0.010
feed, fn (ipr)

MP Chlp Breaker [ For medium to finishing]

« For continuous cutting of forged steel at high feed
- Turning insert for internal Turning insert for machining internal components of automobile

) Features of MP chip breaker

» Three-dimensional 2 step chip breaker

- Stable chip control in unstable internal machining

- Prevents chip blocking at internal diameter at varying depth of cut and feed
« Stronger cutting edge and wide chip pocket

0.098

Depth of cut, ap (inch)

- Increased chipping resistance in unstable internal machining 0.059 ||
D Chip control test
4140 (Alloy steel) 0.039

vc(sfm) = 656 , ap(inch) = 0.020~0.098, fn (ipr) = 0.002~0.010
CCMT32.51-MP (NC3225)

0.020

0.002 0.004 0.006 0.008 0.010
feed, fn (ipr)
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FS Chip Breaker [ For finishing]

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

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

D Features of FS chip breaker

Variable elevated triangular pyramid shape
< Applicable for various cutting range due to
optimally designed chip breaker

< Enhanced chip evacuation function per variation
of cutting depth

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

Side grinding

« Periphery grinding G class
« High precision grinding

D Performance evaluation

Workpiece size and surface finish

Stainless steel (416)
ve(sfm) = 262, n(rpm) = 1,000, fn (ipr) = 0.0020, ap (inch) = 0.004, wet
Insert: VCGT220.2-FS (PC8110) Holder : SVJCRO8-X11A

0.0006
0.0004
0.0002

dimension
precision

-0.0002

Workpiece size, @ (inch)

Chipping;

!
] 1P 8P 16P 24P 32P 40P 48P 5GP 64P
[FS] [ Competitor ]

-@-FS -® Competitor
Wear resistance

Alloy steel (4140)
v (sfm) = 328, n(rpm) = 1,000, fn (ipr) = 0.0020, ap (inch) = 0.020, wet
Insert: CCGT32.51-FS(PC8110) Holder: SCLCROS-X09A

% FS
£
&
o Competitor 36
A
= Compettor
S B 108
o
<
©

Machining 183 366 549 732 915 11.00
amount (inch%)

[FS] [ Competitor A] [ Competitor B ]

Side high rake angle

« Enhanced chip evacuation in deep grooving
and undercut machining

« Reduced cutting load

Sharp edge

» Reduced cutting resistance
« Improved chip control

) Application range
A
0.157

0.118

Depth of cut, ap (inch)

0.079

0.059

0.039

0.020

0.002 0.004 0.006 0.008 0.010 0.012
feed, fn (ipr)
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MS Ch|p Breaker [For medium to finishing]

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

D Features of MS chip breaker

Sharp cutting edge

« Decreased cutting heat
« Minimized welding

2-level angle back area

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

« Better chip evacuation in high feed cutting range

« Reduced cutting resistance
« Protected cutting edge without chip blockage

5

2 Performance evaluation

Wear resistance

Pure titanium (R50700)
ve(sfm) = 328, n(rpm) = 3,500, n (ipr) =

0.0012, ap(inch) = 0.0197, wet

Insert: VCGT1203008FN-MS(PC8110) Holder: SVJCRO8-X12A

0,010
0.008
0.006
0,004
0,002
[MS] [ Competitor] 0.000

Wear, V8 (inch)

» Ultra-fine substrate and high hardness
coating ensure stable tool life.

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

-@-MS ® Competitor

Dimension precision

Tool diameter ()

Tolerance +0.002

Insert1
Insert2

Tolerance -0.002

Insert3
Standard 00.787 =/. .//. o

o«

» Changing tool offset in switching insert corners and items
to tight dimension deviation management.

48 e Grades

Corner/EA

Comer  Comer Comer Comer Comer  Comer
o o o o O 0

)

-@-MS -® Competitor

is not necessary using MS chip breaker due

\ 4

Ms Competitor

Flank surface grinding

< G grade of periphery grinding
« Precise grinding

2 Application range

Depth of cut, ap (inch)

0.157

0.118

0.079

0.059

0.039

0.020

A

0.002 0.004 0.006 0.008 0.010 0.012
feed, fn (ipr)
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AM Ch | p B reake r [ For medium aluminum cutting]

- Preventing welding and chip jam with internal bridge structure enhancing smooth chip flow
- Balanced surface finish and toughness from nose R and 2 step side rake angle

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

D Features of AM chip breaker

Nose R and 2 step rake angle

« Balanced surface finish and toughness
« Smooth chip evacuation

Side 2 step rake angle °

 Longer effective cutting edge
< Minimized cutting resistance
 Good surface finish

/ Internal bridge

« Effective chip breaking in medium cutting  Preventing welding and chip jam
« Less cutting resistance due to smooth chip flow « Smooth chip flow and chip control
« Directing flow of long chip for stable chip evacuation

« Protecting cutting edge with a structure preventing chip jam

Trigonal knobs on the back

D Performance evaluation 2 Application range
Welding and wear resistance 4
5 023
Aluminum (7075) S
ve (sfm) = 1640, fn (ipr) = 0.01, ap(inch) = 0.02, wet 5 0197
Insert: CCGT32.51-AM(H05) Holder: SCLCR12-4B £
& 0157
0118
0079
4 0.039
[AM] Competitor A] [ Competitor B]
- Sharp cutting edge obtained good surface finish without any welding and 0.004 0008 0012 0016 0020 0.024
chipping on the cutting edge Feed, fn (ipn)

- Preventing overflowing chips with divided bridge structure



Turning Chip Breakers

Heavy Chlp Breaker [ For heavy duty machining]

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

) Features of Heavy chip breaker
HX

0.028

0.013

5 1LY

CNMMB866

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

HG

CNMM866

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

HV

0.026

0.013

e~

CNMM866

- 1st recommended chip breaker in vertical lathe machining
- Longer tool life in high feed cutting from improved chip flow reducing
wear on the minor cutting edge

HL

0.236
0.016

iy

CNMM866

- For Stainless steel and low carbon steel machining with low cutting
resistance and cutting edge
- Lower cutting resistance and good chip control in various cutting conditions

HP Chip control
0.344
0.157 Cutting ed
0.024 utting edge ]
- . HX
h | )
\/v_\ SHarpness HV - ) g
) HG
CNMM866 HL J
) ) o ) HP Cutting edge
- Suitable for Stainless steel and low carbon steel machining due to sharp cutting edge strength
- Recommended chip breaker for excellent chip control cutting by main rounded point
bump and assisting bumps ) )
Chip breaking
D Application range
£ 0787 Application range Chip breaker ap(inch) fn(ipr)
§ 0551 HX ’ High interrupted roughing HX 0.177 ~ 0.709 0.024 ~ 0.059
% 0.472 Vertical lathe flange roughing HV 0.157 ~ 0.512 0.020 ~ 0.055
(=)
0.394 Horizontal lathe shaft roughing HG 0118 ~0512 | 0.016 ~0.047
0.315 . . -
Medium cutting for surface finish HL 0.098 ~ 0.472 0.016 ~ 0.043
0.236 . .
Good chip evacuation
medium cutting and roughing HP 0.098 ~ 0.433 0.016 ~ 0.039
0.016 0.031 0.039 0.047 0.055 0.063
Feed, fn (ipr)
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| Heavyinsert
VH /VT Chlp Breaker [ For heavy duty machining]

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

D Features of VH chip breaker

For good chip control in heavy machining (comprehensive type)

« Designed from the study of heavy cutting mechanism

« Smooth chip control from the high rake angle

« Wider cutting edge land provides stronger cutting

< Unique cutting edge treatment provides smooth cutting
« Optimized chip pocket design provides smooth chip flow

[General]

D Features of VT chip breaker

/—~ For long tool life and stable cutting (higher feeds, big depth) in heavy machining
« Designed from the study of heavy cutting mechanism

. « Strong edge design provides long and stable cutting

(2 step rake angle of cutting edge)

< Varied cutting edge land strengthens the cutting edge

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

[Big depth, high feed]

D Applications range of chip breakers

A

Depth of cut, ap (inch)

» feed, fn (ipr)



A Turning Chip Breakers

LW/VW Chlp Breaker [ For high feed cutting]

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

) Features of LW chip breaker

« Curvilinear cutting edge - Reduces cutting force
/‘ ) /  Cutting edge design able to handle deeper depth of cuts - lower cutting load & reduces heat
:‘“ s « Greater chip control at shallow depth of cut - Chip pocket design improves smooth chip flow
- « For shallow depth cutting and low speed machining - 3D design at the corner

[For medium cutting]

D Features of VW chip breaker

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

[Medium to finishing]

Wiper insert
= A
= 0.0008
« High productivity 8
S 0.0006
< Improved surface roughness 3 2 times
« High feed-reducing machining time g 0.0004 IS
. 3 2 times ®
. |mp.roved tool life due to reduce 0.0002 . C—
cutting force S o .
eed,

0004 0008 0012 0016 0020 0024 M@0

-@- LW/VW Wiper insert -®- Conventional insert

D Applications range
A

Depth of cut, ap (inch)

» feed, fn (ipr)



Turning Chip Breakers A

SR/SH Chlp Breaker [ For machining a shaft]

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

) Features of SR chip breaker

« The first recommended chip breaker for machining a shaft

« For continuous finishing

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

« Preventing fracture due to chamfering on the cutting edge

[For finishing]

D Features of SH chip breaker

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

Surface finish evaluation

b suwalz:rg}li%liish S ; Machining C/B ap(inch) fn(ipr)
= \ 3
e J!&mn‘m"‘&g } ALY (] Medium to rough cutting | None 0.059~0.197 | 0.008~0.022
R — -
Medium cutting SH 0.069~0.197 | 0.006~0.020
Finish cutting SR 0.039~0.177 | 0.005~0.018
[SR chip breaker] [ Competitor ]
D Applications range
/
2 023%
g 01 None C/B
e ]
0.157 e
0.118
'SR
0.079 e ;
0039 e S S S
0 feed, fn (ipr)

0.004 0.008 0.012 0.016 0.020 0.024



TURNING

Korloy turning tools cover a wide application range
with a full line-up of ISO tools that produce high quality and
high precision parts all for manufacturers’ requirements.
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KORLOY TURNING TOOLS
Technical information for TURNING
Insert Save Turn
B3 Code System B153 Technical Information for Save Turn
B5 Turning Inserts (Negative) B154 Save Turn Inserts
B44  Turning Inserts (Positive) B155 Save Turn Holders
B73  Technical Information for Aluminum B158 Save Turn Boring Bars

B75  Aluminum Insert (Positive)
B82 cBN Inserts
B85 PCD Inserts

Auto Tools
B160 Technical Information for Auto Tools
B162 Auto Tools(ISO)

External Tool Holder B168 Auto Tools(ISO) Holder

B86  External Tool Holder Code System (ISO) B172 Technical information for Auto Tools (KHP)

B87 Index for External Holders B174 Auto Tools(KHP)

B90 Instructions of External Holder Assembly B175 Technical Information for Auto Tools (Blade)
B91  Double Clamp System B176 Auto Tools (Blade) Inserts

B9  Lever Lock System B177 Auto Tools (Blade)

B103 Wedge Clamp System B179 Auto Tools (Multi utility)

B105 Clamp on System B181 Technical Information for Auto Tools (KGT/MGT)
B107  Multi Lock System B182 Auto Tools(KGT) Inserts

B114 Screw on System B183  Auto Tools(KGT) Holder

Boring Bar B184 Auto Tools (MGT Plus/MGT) Inserts/Holder

B121 Boring Bar Code System (ISO) B185 Technical Information for Auto Tools (MSB Plus)
B122 Index for Boring Bars B187 Auto Tools(MSB Plus)

B124 Instructions of Boring Bar Assembly B203 Technical Information for Auto Tools (MSB Tool)
B125 Double Clamp System B205 Auto Tools(MSB Tool)

B127 Lever Lock System
B129 Clamp on System
B130 Multi Lock System
B132 Screw on System
B142 Compact Mini

Bearing Solutions

B210 Technical Information for Bearing Solutions
B211  Bearing Solutions

B217 Special Order Form for Bearing Inserts

Cartridge

B218 Cartridge Code System (ISO)
B219 Index for Cartridges

B220 Clamp on System

KHP Coolant

B145 Technical Information for KHP Coolant
B148 KHP Coolant

B150 Technical information for Auto Tools (KHP)

B222 Screw on System
B152 Auto Tools (KHP)



B Turning Insert Code System

C

Insert Shape

Relief Angle

Tolerance

G

Cross Section Type

0 Insert Shape

e Relief Angle

4

® © =

JX; =

20°
C B C D E
/\ 80 Special
;C 25 0o 17° ype
R S T F N P 0
Tolerance Cross Section Type

IC: Inscribed circle

A\ o

®.

S: Thickness
M: Refer to figure J
IC Il IC IC
(inch)
Class ic \ M \ s
A +0.0010 \ +0.0002 | +0.0010
(¥ +0.0010 \ +0.0005 | =0.0010
H +0.0005 \ +0.0005 | +0.0010
E +0.0010 \ +0.0010 | +0.0010
G +0.0010 \ +0.0010 | +0.0051
J* +0.0020~+0.0059 | +0.0002 | £0.0010
K* +0.0020~+0.0059 | +0.0005 | +0.0010
L* +0.0020~+0.0059 | +0.0010 | +0.0010
M* +0.0020~+0.0059 | +0.003~+0.008 |  =0.0051
N* +0.0032~+0.0071 | +0.003~+0.007 |  +0.0010
U= +0.0032~+0.01 \ +0.005~+0.015 |  =0.0051

* Sides are based on unground insert

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

Ic Tolerance on IC Tolerance on M
J, K, L,M,N | u M,N | u

1/4 +0.0020 |  +0.0032 +0.0032 | +0.0051
3/8 +0.0020 | =0.0032 +0.0032 | +0.0051
172 +0.0032 | +0.0051 +0.0051 | =0.0079
5/8 +0.0040 |  =0.0070 +0.0059 | +0.0106
3/4 +0.0040 | =0.0070 +0.0059 | +0.0106
1 +0.0051 | +0.01 +0.0070 | +0.0150

Tolerance on D Insert Shape (Exceptional case)

IC ‘ Tolerance on IC ‘ Tolerance on M
1/4 | +0.0020 | +0.0043
3/8 | +0.0020 | +0.0043
1/2 \ +0.0032 \ +0.0059
5/8 \ +0.0040 \ +0.0070
3/4 \ +0.0040 \ +0.0070

=
(=]

C’Sink 70° ~90°

=

C’Sink 70° ~ 90°

C

W=

(W=

C’Sink 70° ~ 90°

H

]

C’Sink 70° ~ 90°

J

EE

C’Sink 40° ~ 60°

Q

]

C’Sink 40° ~ 60° C’Sink 40° ~ 60°

U W

C’Sink 40° ~ 60°
T
Special and

asymmetric
types




Turning Insert Code System B

3 3 2 - MP
— 0— 0 — 00—

Cutting Edge Length, Height of Nose “r” Chip Breaker for Turning
Diameter of Inscribed Circle Cutting Edge
e Cutting Edge Length, Diameter of Inscribed Circle Height of Cutting Edge
- 6/

ggﬁgﬁﬂﬁm‘% \i,:s

L

-
Symbol :/",:S Eis s
_ ]

Metric o
03 | 04 | 03 | 06 [ 03 | - [ 02 |12 (5)\ 5/32 Symbol Height oqutting Edge(s)
04 | 05 | 04 | 08 | 04 | 08 | S3 |15(6) ! 3/16 Metric | inch mm | Inch
05 | 06 | 05 [ 09 | 05 [ 09 | 03 |[18(7) | 7/32 01 | 102 159 | 116
- - - - o - 0 - 1 - 1023% 0 | 1125 1.79 | 91128
06 | 07 | 06 | 11 | 06 | 11 | 04 | 2 | 14 e | 12 1.98 | 5/64
08 | 09 | O7 | 13 | 07 | 13 | 05 | 25 | 516 02 | 150) 2.38 | 3/32
- - 1 - | - 108 | - 1 - | - |0315 2 | 175 278 | 7/64
09 | 11 | 09 | 16 | 09 | 16 | 06 | 3 | 38 03 | 2 3.18 | 18
- -l - 1 - 110 - | - | - ]03% T3 | 25 397 | 5/32
1| 13 [ 11 | 19 | 11 | 19 | 07 | 35 | 7/16 04 \ 3 4.76 \ 3/16
e e 2 e | 0472 05 | 35 5.56 | 7/32
12 0015 | 12 | 22 | 12 | 22 | 08 | 4 | 1 06 ‘ 4 6.35 ‘ 174
4 | 17 | 14 | 24 | 14 | 24 | 09 | 45 | 916 07 ‘ 5 794 ‘ 516
16 | 19 | 15 | 27 | 15 | 27 | 10 | 5 | 58 [ ‘ g i ‘ el
ol -l - - 118 - | - | - 106% }; : ; 112;; : 71//126
17 121 | 17 | 30 | 17 | 30 | 11 | 55 | 11/16 : —
19 1 23 | 19 1 33 | 19 | 33 | 13 | 6 | 34 () Symbol for smal size insert
- -l -0 - 120 -1 -1 - |o7s
2 | 27 | 2 | 38 | 2 | 38 [ 15 | 7 | 78 0 Chip Breaker for Turning
= -l - 1 - 1B - 0 -1 - lo094
25 | 31 | 25 | 44 | 25 | 44 | 17 | 8 | 1 '
3_2 : 3_8 : 3_1 : 5_4 : 3; : 5_4 : 2_1 : 10 : 121(;3 Negative Insert Chip Breaker

(oo or s ot 3 B By / % ?
° L2 0‘@ vog/
: VWQ/OO 60

Symbol Nose “r”

Metric Inch Metric Inch

003 04 003 0.0012 . . @ @ . . ‘
005 0.13 0.05 0.002 '

01 02 0.1 0.004 LP MP MM RM MK RK cP
02 05 02 0.008

04 1 04 1/64 Positive Insert Chip Breaker

: : wm @ °

. wﬂ \

16 4 16 1/16 @ @ @
20 5 2.0 5/64

24 6 24 3/32 v M e

28 7 28 7/64 -

32 8 32 1/8 @ ‘

00 - Round insert (Inch)

MO - Round insert (Metric)




B Turning Inserts (Negative)

Dimensions (inch)

‘ N QQ - Size IC RE S LE D1
32 | 38 [1/64~1/32] 18 0381 | 5/32
D‘l 33 3/8 1/64~1/32 | 1/8~3/16 | 0.381 5/32
43 12 1/64~3/64 3/16 0.508 | 13/64
54 5/8 1/32~3/64 1/4 0.635 1/4
. o H
[©] rhombic 80° Negative
Steel  C IEENAEEEEEE XXX X Machining types
3 Stainless steel M 2K £ (XXX N K X
2 Cast iron [ 2K 2 2K s03 L2k, (K Z @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] s 0880 # Interrupted cutting
Hardened steel oz s oS
5 Cermet | Coated Coated Uncoated Cutting Condition
8 powe | oesgrton SZESSESESBESgggo8sssss: mo
o 220000300V O0V0VO0OO0OO0OO0O0VOO OO (ipr) (inc
<< O |ZZ2=2Z2=2222222222200000IT I
VB CNMG 431-VB e o0 0 o ° (] 0.006~0.024 | 0.040~0.200
= 432-\VB © o0 00 0 o °o o 0.008~0.028 | 0.040~0.240
433-VB ° ° oo 0.008~0.020 | 0.040~0.240
CNMG 321-VF [ o 0.003~0.012 | 0.020~0.059
VF 322-VF 0.005~0.006 | 0.020~0.059
431-VF o ° o 0.003~0.012 | 0.020~0.059
BN = 432-VF ° 0.004~0.016 | 0.020~0.059
433-VF 0.004~0.020 | 0.024~0.059
VL CNMG 431-VL o0 ° 0.002~0.010 | 0.004~0.040
- 432-VL ° LI ° ° 0.004~0.014 | 0.008~0.060
(@ 433-VL o 0.004~0.014 | 0.008~0.060
- CNMG 321-LP 0.003~0.012 | 0.012~0.059
£ 322-LP o 0.004~0.012 | 0.012~0.059
£ 431-LP e oo ° 0.004~0.014 | 0.012~0.079
e 432-LP ° ° o 0.004~0.016 | 0.020~0.098
E 433-LP ° ° 0.005~0.028 | 0.031~0.118
8
=
CNMG 321-CP 0.003~0.012 | 0.016~0.118
- 322-CP 0.004~0.012 | 0.016~0.118
£ 331-CP 0.003~0.012 | 0.016~0.118
£ 332-CP 0.004~0.012 | 0.016~0.118
L2 431-CP o o o ° 0.004~0.014 | 0.020~0.138
E 432-CP e o o ° ° 0.005~0.014 | 0.020~0.138
E 433-CP eo e o ° 0.005~0.014 | 0.031~0.138
542-CP o 0o o ° 0.006~0.016 | 0.031~0.177
543-CP o 0o o ° 0.007~0.016 | 0.039~0.177
2 CNMG 431-VC oo [ ° 0.004~0.014 | 0.012~0.079
S 432-VIC o o ° L) 0.006~0.016 | 0.020~0.118
'-E 433-VC o o ° 0.008~0.018 | 0.020~0.118
E
=
=
D
=
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DCBNR/L | B91 PCBNR/L B96 | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L | B91 PCKNR/L B96 | MCLNR/L | B107
DCLNR/L B91 PCLNR/L B97 MCMNN B107
MCRNR/L | B108

5 e Turning



Turning Inserts (Negative) B

o .S Dimensions (inch)

Size IC RE S LE D1

32 3/8 | 1/64~3/64 1/8 0.381 5/32

D‘I 33 3/8 1/64~3/64 | 1/8~3/16 | 0.381 5/32
43 12 | 1/64~1/16 3/16 0.508 13/64
54 5/8 |1/32~1/16 1/4 0.635 1/4
64 | 3/4 [1/32~1/16] 1/4 0.762 | 5/16

CNOC

[©] rhombic 80° Negative
Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— lon-ferrous metat i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;:tg:img
Hardened steel [ 2k 2k ] ( 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
E|  Piowre besignation | S E|E 8|S SRE8SBSLLRB5882L8] n ap
[ 2200888333888 83333883888333|c8| (m (inch)
< oo |Z2=Z2=2=2222222222000 0000 I
CNMG 321-HM 0.005~0.016 | 0.020~0.150
322-HM 0.006~0.016 | 0.031~0.150
431-HM o 0o 0 ° 0.002~0.012 | 0.035~0.197
432-HM o o o ° o 0.004~0.020 | 0.039~0.197
433-HM ° o 0.007~0.020 | 0.039~0.197
643-HM ° 0.005~0.024 | 0.051~0.276
CNMG 321-MP °o o o o 0.004~0.016 | 0.016~0.150
322-MP ° o o ° 0.006~0.016 | 0.020~0.157
323-MP 0.006~0.020 | 0.032~0.165
331-MP 0.004~0.016 | 0.016~0.150
332-MP 0.006~0.016 | 0.020~0.157
333-MP 0.006~0.020 | 0.031~0.165
= 431-MP oo 0 ° L) o 00 °o o 0.004~0.016 | 0.016~0.150
£ 432-MP o 0o o oo 0 00 oo o e 0o o 0.006~0.016 | 0.020~0.157
; 433-MP o o o o o o o o o 0.006~0.020 | 0.032~0.165
g 434-MP ) ° 0.011~0.022 | 0.039~0.197
= 542-MP L) ° ° 0.006~0.020 | 0.020~0.276
543-MP o o ° o o 0.007~0.024 | 0.032~0.276
544-MP o o ° 0.006~0.024 | 0.031~0.276
642-MP ° 0.006~0.024 | 0.020~0.335
643-MP ° 0.004~0.016 | 0.016~0.150
644-MP o o 0.006~0.016 | 0.020~0.157
CNMG 321-VM 0.002~0.012 | 0.036~0.138
322-V\M e o 0.004~0.018 | 0.039~0.138
431-VM o0 o o ° oo o 0.002~0.012 | 0.036~0.197
432-VM e o o o 0 o ° o ° o 0.004~0.020 | 0.039~0.197
=4 433-VM oo ° ° d 0.005~0.024 | 0.051~0.197
= 434-VM o 0.008~0.024 | 0.059~0.217
; 542-VM L] 0.004~0.020 | 0.039~0.264
'% 543-VM 0.005~0.024 | 0.051~0.264
= 642-VM ° 0.005~0.026 | 0.051~0.276
643-VM ° 0.006~0.028 | 0.059~0.276
644-VM 0.007~0.030 | 0.071~0.276
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

DCBNR/L | B91 PCBNR/L | B% | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L | B9t PCKNR/L | B% | MCLNR/L | B107
DCLNR/L BI1 PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 6



B Turning Inserts (Negative)

Dimensions (inch)

C N QQ - Size IC RE S LE D1
32 3/8 1/64~3/64 1/8 0.381 5/32
DW] 33 3/8 1/64~3/64 | 1/8~3/16 | 0.381 5/32
43 12 1/64~3/64 3/16 0.508 | 13/64
54 5/8 11/32~3/64| 1/4 0.635 1/4
+ 80° Negat Rl GRS R
@ Rhombic 80 Negatlve 86 | 1 3/32 3/8 | 1.015 | 23/64
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?‘astiron . o8 0s 208 28 : : @ Continuous cutting
— jon-ferrous metat i
é Heat resistant alloy, Titanium alloy [ ] 808 208 :Efgri[]aplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
5| rowe | vesgnn |ZEZmZcSSssSsScessssseress mo o
[=3 AT M MMMMMIL LD WWOO O ML LD 0 W 0 DM | v~ LD (Ipr) (Inch)
g 5583822228228 L22L8L82RR2RRR_2:
CNMG 431-B25 o o o o o 0.007~0.018 | 0.039~0.197
432-B25 °o 0 o0 0 0 0 ° ° ° ° 0.009~0.024 | 0.059~0.197
= 433-B25 o o o o 0.010~0.024 | 0.079~0.197
- B25 542-B25 o o ° ° 0.010~0.024 | 0.079~0.256
= 543-B25 [ I ° 0.011~0.024 | 0.079~0.256
= /e> ] 544-B25 o o o 0.011~0.024 | 0.079~0.256
= v 641-B25 o o 0.008~0.018 | 0.118~0.315
: 642-B25 o 0o o0 0 o 0.010~0.024 | 0.118~0.315
643-B25 o 0o 0o o o o o o 0.012~0.024 | 0.118~0.315
644-B25 o o 0.009~0.028 | 0.118~0.315
CNMG 432-GR e 0o 0000 0 0 0.008~0.020 | 0.039~0.276
433-GR © o 0 0 0 0 o 0.010~0.020 | 0.051~0.276
434-GR ° 0.010~0.024 | 0.071~0.236
542-GR e 0o 0 0 0 0.008~0.028 | 0.039~0.315
= 543-GR e 0o 0 0 0 e 0o o 0.010~0.028 | 0.051~0.315
% 544-GR R 0.010~0.030 | 0.071~0.315
= 642-GR o 0o 0 ° 0.008~0.028 | 0.067~0.394
o
643-GR o 0o 0 0 0 o o 0.012~0.030 | 0.067~0.394
644-GR e 0o 0 0 0 ° 0.012~0.031 | 0.071~0.394
646-GR o 0o 0 ° 0.014~0.033 | 0.079~0.472
856-GR 0.016~0.039 | 0.091~0.591
866-GR o 0o 0 ° 0.016~0.039 | 0.091~0.591
= CNMG 321-VQ 0.002~0.012 | 0.020~0.138
E 322-VQ 0.003~0.012 | 0.031~0.157
= 332-VQ o 0.002~0.012 | 0.020~0.138
2 333-VQ 0.003-0.012 | 0.031~0.157
= 431-va o 0.002~0.012 | 0.031~0.157
g 432-VQ ° 0.003~0.016 | 0.031~0.157
433-VQ 0.004~0.016 | 0.039~0.157
CNMG 431-MK ° L ) 0.002~0.012 | 0.035~0.157
432-MK ° L ) 0.004~0.020 | 0.039~0.197
- 433-MK ° L ) 0.005~0.024 | 0.051~0.197
EE 434-MK ° 0.006~0.024 | 0.051~0.197
3 542-MK 0.011~0.028 | 0.071~0.276
5 543-MK 0.011~0.028 | 0.078~0.315
E 544-MK 0.011~0.029 | 0.078~0.315
642-MK o 0.013~0.031 | 0.098~0.354
643-MK o 0.014~0.031 | 0.102~0.374
644-MK 0.014~0.031 | 0.102~0.394
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DCBNR/L B91 PCBNR/L B96 MCKNR/L | B107 PCLNR/L | B148 DCLNR/L B125 | PCLNR/L B127 | MCLNR/L | B130
DCKNR/L B91 PCKNR/L B96 MCLNR/L | B107
DCLNR/L BI1 PCLNR/L B97 MCMNN B107
MCRNR/L | B108

7 e Turning
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Turning Inserts (Negative) B

Dimensions (inch)

Size IC RE S LE D1
32 3/8 1/32 1/8 0.381 5/32
D‘I 33 3/8 1/32 1/8~3/16 | 0.381 5/32
43 12 | 1/64~1/16 3/16 0.508 | 13/64
54 | 5/8 [1/32~1/16] 1/4 0.635 1/4
N 64 | 3/4 [1/32~1/16] 1/4 0.762 | 5/16
[©] rhombic 80° Negative
Steel D 3R IEEXEEEEEXS EX Machining types
3 Stainless steel M T8 @ 0T X OTTESY
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
8 powe | ogrton SEESSLNSE8Sgggcssssseess mo o
2 2250|8833 3388883338333333 58| () (inch)
CO|0O0|zZz=z2Z=ZZ=2Z=Z=2Z=ZZ=2Z=Z=2Z4a4a404a40a4d4axTIT
CNMA 332 0.004~0.012 | 0.020~0.118
431 ° o 0.006~0.024 | 0.008~0.197
432 o0 o 0.006~0.025 | 0.008~0.315
433 o o 0.006~0.028 | 0.012~0.315
434 oo 0.008~0.039 | 0.012~0.394
= 542 0.006~0.031 | 0.012~0.394
543 o 0.006~0.031 | 0.012~0.394
= 544 o 0.008~0.039 | 0.012~0.394
] 642 ° 0.006~0.024 | 0.008~0.472
643 o 0.008~0.031 | 0.008~0.472
644 ° o 0.008~0.039 | 0.008~0.472
CNMG 431-RK 0.008~0.019 | 0.051~0.236
432-RK o0 0.008~0.020 | 0.059~0.236
433-RK ° o 0.011~0.021 | 0.071~0.236
434-RK ° 0.011~0.025 | 0.078~0.236
= RK 542-RK ° 0.011~0.028 | 0.071~0.276
£ 543-RK o o 0.011~0.028 | 0.078~0.315
g 544-RK ° 0.011~0.029 | 0.078~0.315
643-RK ° 0.014~0.031 | 0.102~0.374
644-RK ° 0.014~0.031 | 0.102~0.394
CNMG 431-VR 0.008~0.020 | 0.039~0.256
432-\VR 0.010~0.022 | 0.047~0.276
433-VR 0.012~0.024 | 0.059~0.276
434-VR 0.014~0.026 | 0.067~0.276
VR 43.52-VR 0.010~0.022 | 0.047~0.276
2 43.53-VR 0.012~0.024 | 0.059~0.276
'§= 543-VR 0.014~0.028 | 0.078~0.315
] 544-VR 0.014~0.030 | 0.087~0.315
643-VR o o 0.014~0.028 | 0.078~0.394
644-VR o o 0.014~0.030 | 0.087~0.394
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DCBNR/L B91 PCBNR/L B9 | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L B91 PCKNR/L B9% | MCLNR/L | B107
DCLNR/L BI1 PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 8



B Turning Inserts (Negative)

CNOC

Dimensions (inch)

Size IC RE S LE D1
32 3/8 | 1/64~3/64 1/8 0.381 5/32
DW] 33 3/8 | 1/64~3/64 | 1/8~3/16 | 0.381 5/32
43 121 1/64~1/16 3/16 0.508 | 13/64
54 | 5/8 [1/32~1/16] 1/4 0.635 | 1/4
. 64 3/4 11/32~3/32| 1/4 0.762 | 5/16
@ Rhombic 80° Negatlve 86 | 1 3/32 3/8 [ 1.015 | 23/64
Steel L EOEICEICE X XK N %% Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?astiron . o% 0 208 28 : : @ Continuous cutting
— on-Terrous metal i
é Heat resistant alloy, Titanium alloy [ ] 808 208 :ﬁj;i;aplt::tg:img
Hardened steel [ 2k 2K ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
[+ - . - O OO I O LD O O OO O LWLWLWLWOoO O LWwOoLWw O W
£ Pewe | Desgnatn 8B S8SESTEETEERESEEEEEEEE | 00 @
g 5388|2222 222222222RRRR28288 2 P ne
CNMG 321-MM 0.003~0.014 | 0.020~0.197
322-MM o0 ° 0.004~0.016 | 0.020~0.197
323-MM 0.005~0.018 | 0.020~0.197
331-MM 0.003~0.014 | 0.020~0.197
332-MM 0.004~0.016 | 0.020~0.197
333-MM 0.005~0.018 | 0.020~0.197
= 431-MM o o o o o o 0.004~0.016 | 0.020~0.217
432-MM e o o0 0o o o o 0.005~0.018 | 0.020~0.217
433-MM e o 00 o o o 0.006~0.024 | 0.020~0.217
= 434-MM (] 0.008~0.026 | 0.020~0.217
542-MM o o o ° 0.005~0.018 | 0.020~0.276
543-MM LI LI 0.006~0.024 | 0.020~0.276
544-MM o o 0 oo 0.007~0.026 | 0.020~0.276
642-MM o 0o 0 ° 0.005~0.018 | 0.020~0.335
643-MM o 0o o o 0o 0 0.006~0.024 | 0.020~0.335
644-MM e o 0 o 0 0.007~0.026 | 0.020~0.335
CNMG 431-RM LI L 0.004~0.020 | 0.078~0.236
432-RM o 0o 0 0 o o o 0.006~0.022 | 0.078~0.236
433-RM oo 0 0 o o 0.008~0.024 | 0.078~0.236
434-RM e o o 0.010~0.028 | 0.078~0.236
= 542-RM (] ° (] 0.006~0.022 | 0.078~0.315
£ 543-RM o 0o 0 ° 0.008~0.024 | 0.078~0.315
§, 544-RM o (] 0.010~0.028 | 0.078~0.315
= 642-RM o o 0 ° 0.006~0.022 | 0.078~0.394
643-RM o o o ° 0.008~0.024 | 0.078~0.394
644-RM o o 0 ° 0.010~0.028 | 0.078~0.394
866-RM 0.016~0.047 | 0.157~0.551
VP1 CNMG 431-VP1 °o o 0.002~0.006 | 0.004~0.059
i 432-VP1 o0 0.003~0.008 | 0.004~0.059
VP1 CNGG 430.5-VP1 (] 0.001~0.004 | 0.004~0.039
431-VP1 o 0.002~0.006 | 0.004~0.059
0 432-VP1 0.003~0.008 | 0.004~0.059
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DCBNR/L | B91 PCBNR/L B9% | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L | B91 PCKNR/L B9 | MCLNR/L | B107
DCLNR/L B91 PCLNR/L B97 MCMNN B107
MCRNR/L | B108

9 e Turning



Turning Inserts (Negative) B

o .S Dimensions (inch)

Size IC RE S LE D1

43 12 | 1/64~1/16 3/16 0.508 13/64

D‘I 54 5/8 1/32~1/16 1/4 0.635 1/4
64 3/4  11/32~1/16 1/4 0.762 | 5/16

CNOC

[©] rhombic 80° Negative
Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
= n-ferrous mi |
g Heat resis(ianteall(:)LfTith?um alloy [ ] 28 E 2K J 203 :Efgiﬁ;:tg:img
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
8 powe | ogrton SBESSLgSE8sgegosssssecss mo o
[-3 = AN M MMMOMOMIL LD O OO O O L L 0 W 0 DM M| v~ D (Ipr) (Inch)
g S5/88|2SS22222LL22C2CRRRRRRR 2L
. CNMG 431-VP2 (] ® o 0 0 0o o0 0.002~0.012 | 0.004~0.118
432-VP2 e 0o 0 0 0 (AN} 0.004~0.016 | 0.020~0.177
542-VP2 0.005~0.018 | 0.031~0.197
642-VP2 0.005~0.020 | 0.039~0.205
643-VP2 0.006~0.020 | 0.047~0.217
644-VP2 0.007~0.020 | 0.059~0.217
CNMG 431-VP3 o 0 0 0 o 0.002~0.012 | 0.004~0.118
432-VP3 e o 0 0 0o e e o (.004~0.016 | 0.020~0.177
- 433-VP3 °o o ° o o 0.005~0.020 | 0.020~0.197
.E 434-VP3 0.010~0.018 | 0.039~0.157
3 542-VP3 0.006~0.014 | 0.031~0.236
S 543-VP3 0.008~0.016 | 0.039~0.236
E 544-VP3 0.008~0.016 | 0.039~0.236
642-VP3 0.008~0.020 | 0.039~0.276
643-VP3 0.010~0.022 | 0.039~0.315
644-VP3 0.012~0.024 | 0.039~0.315
2 CNGG 431-VP3 o 0.002~0.012 | 0.004~0.018
'E 432-VP3 ° o 0.004~0.016 | 0.020~0.177
g 433-VP3 0.005~0.020 | 0.020~0.197
E
CNMG 431-VP4 [ 0.006~0.014 | 0.039~0.157
VP4 432-VP4 o ° 0.006~0.014 | 0.039~0.157
2 433-VP4 ° 0.008~0.016 | 0.039~0.157
'§a 542-VP4 0.008~0.018 | 0.039~0.256
2 543-VP4 0.010~0.020 | 0.059~0.256
642-VP4 ° 0.006~0.018 | 0.039~0.315
643-VP4 ° 0.008~0.020 | 0.047~0.335
é’ HA CNMG 431-HA ° ° ° ° 0.002~0.008 | 0.031~0.138
= 432-HA ° ° ° ° 0.004~0.016 | 0.031~0.138
:é 433-HA ° 0.005~0.022 | 0.031~0.138
g
VW CNMG 431-VW 0.004~0.012 | 0.020~0.118
432-VW ° 0.006~0.020 | 0.020~0.157
433-VW 0.008~0.020 | 0.031~0.157
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

DCBNR/L | B91 PCBNR/L | B% | MCKNR/L | B107 PCLNR/L | B148 DCLNR/L | B125 | PCLNR/L | B127 | MCLNR/L | B130
DCKNR/L | B9t PCKNR/L | B% | MCLNR/L | B107
DCLNR/L BI1 PCLNR/L B97 | MCMNN B107
MCRNR/L | B108

Turning @ 10



B Turning Inserts (Negative)

Dimensions (inch)

C N QQ - Size IC RE S LE D1
33 3/8 1/64~3/64 | 1/8~3/16 | 0.381 5/32
DW] 43 12 1/64~3/64 3/16 0.508 13/64
53 1/2 |3/64~3/32] 3/16 0.635 | 13/64
54 5/8 13/64~3/32| 1/4 0.635 1/4
« 80° Negati RSl s AL
@ Rhombic 80 Negat“’e 8 | 1 | 1/16-1/8 3/8 | 1.015 | 23/64
Steel ) ez0ezs0ess 888 s XXX Machining types
] Stainless steel M 28 8 2208 ES
é_ Cast iron os 0 08 8 L 2K @ Continuous cutting
= Non-ferrous metal i
é Heatresisct)anteaI;LfTitiﬁum alloy 808 £ : : :Efgrifpltzztgzimg
Hardened steel [ 2K 2k ] [ 2K 3
5 Cermet | Coated Coated Uncoated Cutting Condition
2 5883822228228 L22LL82RRR2RRR_2: i ne
CNMG 432-Lw L o 0.006~0.024 | 0.040~0.200
= LW 433-LW o 0.008~0.028 | 0.040~0.240
>
: [ Wiper ]
E GR CNMM 432-GR 0.008~0.020 | 0.039~0.276
E 433-GR 0.010~0.020 | 0.051~0.276
E .{é>. 643-GR e o 0.012~0.030 | 0.067~0.394
=§ - 644-GR 0.012~0.031 | 0.071~0.394
=
HP CNMM 643-HP 0.012~0.031 | 0.098~0.354
644-HP ° 0.014~0.033 | 0.098~0.354
646-HP o 0.016~0.035 | 0.098~0.354
866-HP 0.016~0.039 | 0.098~0.433
HL CNMM 643-HL o 0.012~0.033 | 0.012~0.394
644-HL o 0.014~0.354 | 0.012~0.394
646-HL 0.016~0.039 | 0.012~0.394
866-HL 0.016~0.043 | 0.098~0.472
CNMM 432-GH ° ° ° 0.012~0.024 | 0.098~0.315
433-GH o o o 0.012~0.028 | 0.098~0.315
533-GH 0.012~0.028 | 0.098~0.315
536-GH 0.012~0.047 | 0.098~0.315
543-GH ° 0.012~0.035 | 0.098~0.315
544-GH 0.012~0.047 | 0.098~0.315
546-GH 0.012~0.059 | 0.098~0.315
642-GH (] 0.012~0.024 | 0.098~0.315
643-GH ° o 0o 0 ° 0.012~0.028 | 0.118~0.315
644-GH ° o 0o 0 ° 0.018~0.035 | 0.118~0.315
646-GH ° ° ° 0.022~0.047 | 0.157~0.354
854-GH 0.020~0.039 | 0.177~0.394
856-GH o 0.022~0.047 | 0.197~0.472
866-GH ° o 0o 0 ° 0.022~0.047 | 0.197~0.472
8612.5-GH 0.026~0.051 | 0.236~0.472
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DCBNR/L B91 PCBNR/L B96 MCKNR/L | B107 PCLNR/L | B148 DCLNR/L B125 | PCLNR/L B127 | MCLNR/L | B130
DCKNR/L B91 PCKNR/L B96 MCLNR/L | B107
DCLNR/L BI1 PCLNR/L B97 MCMNN B107
MCRNR/L | B108

11 e Turning



CNOC

Turning Inserts (Negative) B

Dimensions (inch)

Size IC RE S LE D1
33 3/8 1/64~3/64 | 1/8~3/16 | 0.381 5/32
DWI 43 12 1/64~3/64 3/16 0.508 13/64
53 1/2 13/64~3/32| 3/16 0.635 | 13/64
54 | 5/8 |3/64~3/32| 1/4 0.635 1/4
+ 80° Negat HEE SRR
@ Rhombic 80 Negat“’e 8 | 1 1/16-1/8| 3/8 | 1.015 | 23/64
Steel D 3DEEIEEREEEEEXS XXX Machining types
8 Stainless steel M 28 £ 2203 THES
é_ Cast iron o%0s 08 88 (2K 2 @ Continuous cutting
= Non-ferrous metal .
g Heat resis?anteall(z:fTit:t:}um alloy 808 £, : : :fr;]fgs’;itzztgziing
Hardened steel [ 2k 2k ] [ 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
2 5338382228828 L22LL82RR2RRRLEE i ne
CNMM 643-HG 0.012~0.035 | 0.118~0.394
644-HG ° 0.014~0.037 | 0.118~0.394
646-HG o 0.016~0.039 | 0.118~0.394
866-HG o o o o 0.016~0.047 | 0.138~0.512
868-HG 0.020~0.047 | 0.138~0.512
CNMM 643-VT o o 0.024~0.040 | 0.240~0.520
644-VT o 0.024~0.044 | 0.200~0.400
646-VT o 0.024~0.064 | 0.280~0.520
856-VT 0.030~0.064 | 0.280~0.680
866-VT o 0.030~0.064 | 0.280~0.680
CNMM 644-HV 0.018~0.041 | 0.157~0.433
646-HV 0.020~0.043 | 0.157~0.433
866-HV o 0.020~0.055 | 0.157~0.591
CNMM 643-VH o 0.020~0.036 | 0.200~0.400
VH 644-VH o 0.020~0.044 | 0.200~0.400
646-VH o 0.024~0.048 | 0.240~0.480
- 856-VH 0.028~0.056 | 0.240~0.600
\/ 866-VH o 0.028~0.056 | 0.240~0.600
CNMM 644-HX 0.022~0.043 | 0.177~0.591
646-HX ° 0.024~0.047 | 0.177~0.591
866-HX ° 0.024~0.059 | 0.177~0.709
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DCBNR/L B91 PCBNR/L B96 MCKNR/L | B107 PCLNR/L | B148 DCLNR/L B125 | PCLNR/L B127 | MCLNR/L | B130
DCKNR/L B91 PCKNR/L B96 MCLNR/L | B107
DCLNR/L B91 PCLNR/L B97 MCMNN B107
MCRNR/L | B108

Turning @ 12



B Turning Inserts (Negative)

Dimensions (inch)

D N QQ Size IC RE S LE D1
33 3/8 10.008~1/32| 1/8~3/16 | 0.458 5/32
D1 43 1/2 1/64~3/64 3/16 0.610 13/64
44 1/2 1/64~3/64 1/4 0.610 13/64
/5/Rnombic 55° Negative
Steel L IO EEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
é_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
— jon-ferrous metat i
§ Heat resistant alloy, Titanium alloy [ ] 808 208 :ﬁj;i;aplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
s Cermet | Coated Coated Uncoated Cutting Condition
£ g588lcgggggegecggscpgggggzg ™ | e
DNMG 331-VB 0.002~0.010 | 0.012~0.079
431-VB o o0 o L) 0.004~0.014 | 0.012~0.078
. 432-VB o o o o o o o 0.006~0.018 | 0.020~0.078
433-VB o o ° 0.006~0.018 | 0.020~0.078
441-VB o o0 o o o 0.004~0.014 | 0.012~0.078
442-VB o e 0 0 0 o o o ° 0.006~0.018 | 0.020~0.078
443-VB ° ° 0.008~0.020 | 0.020~0.098
DNMG 330.5-VF 0.002~0.008 | 0.008~0.039
331-VF o o 0.003~0.012 | 0.020~0.059
332-VF 0.004~0.016 | 0.020~0.059
VE 431-VF 0.003~0.012 | 0.020~0.059
. 432-VF 0.004~0.016 | 0.020~0.059
@ 433-VF 0.006~0.020 | 0.024~0.059
- 441-VF ° ° 0.005~0.012 | 0.020~0.059
442-VF ° ° 0.004~0.016 | 0.020~0.059
443-VF 0.006~0.020 | 0.024~0.059
DNMG 332-VL 0.002~0.008 | 0.004~0.040
431-VL o ° 0.002~0.010 | 0.004~0.060
432-VL o o o 0.002~0.012 | 0.008~0.060
433-VL 0.004~0.012 | 0.010~0.060
441-VL o [ 0.002~0.010 | 0.004~0.060
442-VL o o 0o 0 0.002~0.012 | 0.008~0.060
443-VL 0.004~0.012 | 0.010~0.060
DNMG 330.5-LP 0.002~0.012 | 0.010~0.047
331-LP o o 0.002~0.012 | 0.012~0.059
332-LP 0.004~0.016 | 0.012~0.059
= 33.51-LP 0.003~0.012 | 0.012~0.059
E 33.52-LP 0.004~0.016 | 0.012~0.059
-E 431-LP oo 0.004~0.014 | 0.012~0.078
E 432-LP o o 0.004~0.016 | 0.020~0.098
% 433-LP 0.005~0.018 | 0.032~0.118
= 441-Lp oo . 0.004~0.014 | 0.012~0.078
442-LP o o o 0.004~0.016 | 0.020~0.098
443-LP [ 0.005~0.018 | 0.032~0.118
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DDJNR/L B92 PDJNR/L B97 MDJNR/L B108 PDJNR/L B148 DDUNR/L | B125 | PDSNR/L B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L B127
MDQNR/L | B109

13 e Turning



Turning Inserts (Negative) B

. .S Dimensions (inch)

Size IC RE S LE D1

33 3/8 | 1/64~3/64 | 1/8~3/16 | 0.458 5/32

D1 43 12 1/64~1/16 3/16 0.610 13/64
44 1/2 1/64~1/16 1/4 0.610 | 13/64

DN

/0/rnombic 55° Negative
Steel D 3OEXEIEEEEEEX Machining types
3 Stainless steel M s 8 s OT H OTTESE
§. . ?35“”’” - % 0es $0¢8 : : @ Continuous cutting
= n-ferrous mi |
g Heat resis(ianteall(:)LfTith?um alloy [ ] [ 2k 2k ] 203 :Efgiﬁ;:tg:img
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
2 3358822222222 L222222RRRRR 2L i ne
DNMG 331-CP 0.003~0.012 | 0.016~0.118
332-CP 0.004~0.012 | 0.016~0.118
S 33.51-CP 0.003~0.012 | 0.016~0.118
CP 33.52-CP 0.004~0.012 | 0.016~0.118
= ) 431-CP [ [ 0.004~0.014 | 0.020~0.138
‘ 432-CP [ [ [ 0.005~0.014 | 0.020~0.138
= 433-CP ° o o 0.005~0.014 | 0.031~0.138
: 441-CP [ [ 0.004~0.014 | 0.020~0.138
442-CP [ o [ 0.005~0.014 | 0.020~0.138
443-CP [ o [ 0.005~0.014 | 0.031~0.138
- DNMG 431-VC ° 0.004~0.014 | 0.012~0.079
£ 432-\C ° ° ° 0.006~0.016 | 0.020~0.118
= 433-VC o o . 0.006~0.018 | 0.020~0.118
e 441-Ve e o 0.004~0.014 | 0.012~0.079
5 442-\C ° ° ) 0.006~0.016 | 0.020~0.118
E 443-VC ° ° ° 0.006~0.018 | 0.020~0.118
DNMG 331-HM o o 0.002~0.020 | 0.031~0.157
= 332-HM o 0.004~0.020 | 0.039~0.157
'-‘E 431-HM o 0.002~0.012 | 0.035~0.197
E 432-HM [ 0.004~0.020 | 0.039~0.197
'-§ 441-HM ° o [ o 0.002~0.012 | 0.035~0.197
= 442-HM o oo o 0.004~0.020 | 0.039~0.197
443-HM [ 0.007~0.020 | 0.039~0.197
DNMG 331-MP ° ° (] L) 0.004~0.016 | 0.016~0.150
332-MP ° ° o ° 0.006~0.016 | 0.020~0.157
333-MP 0.006~0.020 | 0.032~0.165
33.51-MP 0.004~0.016 | 0.016~0.150
33.52-MP 0.006~0.016 | 0.020~0.157
= 33.53-MP 0.006~0.020 | 0.031~0.165
£ 431-MP o o ° oo o 0.004~0.016 | 0.016~0.157
£ 432-MP oo o o0 e o 0.006~0.018 | 0.020~0.177
g 433-MP ee o o 0.006~0.020 | 0.032~0.197
= 434-MP ° 0.006~0.020 | 0.033~0.197
441-MP o0 ° ° oo e 0o 0 ° 0.004~0.016 | 0.016~0.157
442-MP oo L] o o o o e o 0 0 o 0.006~0.018 | 0.020~0.177
443-MP oo L] oo o o 0.006~0.020 | 0.032~0.197
444-MP [ 0.006~0.022 | 0.033~0.197
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DDJNR/L B92 PDJNR/L B97 MDJNR/L B108 PDJNR/L B148 DDUNR/L | B125 | PDSNR/L B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L B127
MDQNR/L | B109

Turning @ 14



B Turning Inserts (Negative)

DN

. S Dimensions (inch)

Size IC RE S LE D1

33 3/8 1/64~3/64 | 1/8~3/16 | 0.458 5/32

D1 43 1/2 1/64~1/16 3/16 0.610 13/64
44 1/2 1/64~1/16 1/4 0.610 | 13/64

/5/Rnombic 55° Negative
Steel L O AOEIENXEEEEEEX) X Machining types
(] Stainless steel M T8 @ 0T R ELOTETES
= Cast iron [ 2K 2 2K s03 88 (K Z @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] 808 208 8 Interrupted cutting
Hardened steel [ 2K 2k ] [ 2K J
g Cermet | Coated Coated Uncoated Cutting Condition
g|  Pioture besignation | S EE 5 SLSRE8SSLRRB5882L8] fn ap
= 2200888333888 8333338838333c8 (ipr) (inch)
<< O |Z2=Z2=222222222220o00o0000TITI
DNMG 331-VM 0.002~0.012 | 0.035~0.157
332-V\M o ° 0.004~0.020 | 0.039~0.157
333-V\M 0.005~0.020 | 0.051~0.157
= VM 431-VM o o o 0.002~0.012 | 0.035~0.197
- 432-VM ° o o o o 0.004~0.020 | 0.039~0.197
x{f""v 433-VM ° 0.005~0.024 | 0.051~0.197
g = 441-VM L 2] o o ° ° o 0.002~0.012 | 0.035~0.197
442-VM o o o o o o o o 0.004~0.020 | 0.039~0.197
443-VM o o 0.005~0.024 | 0.051~0.197
DNMG 431-B25 ° 0.007~0.018 | 0.039~0.157
2 432-B25 o (] 0.007~0.022 | 0.059~0.157
§ 433-B25 (] 0.010~0.022 | 0.059~0.157
g 441-B25 ° o0 ° ° 0.007~0.022 | 0.059~0.157
= 442-B25 ° °o o ° (] (] 0.007~0.022 | 0.059~0.157
§ 443-B25 o o ° 0.010~0.022 | 0.059~0.157
=
DNMG 432-GR o o [ 0.008~0.020 | 0.039~0.276
433-GR 0.010~0.035 | 0.051~0.276
> 434-GR 0.012~0.030 | 0.071~0.276
£ 442-GR e o0 00 0 0 0.008~0.020 | 0.039~0.276
§’ 443-GR ° o o o 0.010~0.028 | 0.051~0.276
= 444-GR o 0.008~0.030 | 0.071~0.276
DNMG 331-VQ ° o 0.002~0.012 | 0.020~0.138
332-vQ ° 0.003~0.016 | 0.031~0.157
333-vQ 0.004~0.016 | 0.039~0.157
2 33.52-VQ 0.003~0.016 | 0.031~0.157
£ VQ 33.53-VQ 0.004~0.016 | 0.039~0.157
€ $ 431-VQ o oo 0.002~0.012 | 0.031~0.138
E TG 432-VQ o oo 0.003~0.016 | 0.031~0.157
o o) 433-VQ 0.004~0.016 | 0.020~0.165
= 441-VQ o o 0 o 0.002~0.012 | 0.031~0.157
442-VQ o o 0 0.003~0.016 | 0.031~0.157
443-VQ 0.004~0.016 | 0.020~0.165
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DDJNR/L B92 PDJNR/L B97 MDJNR/L B108 PDJNR/L B148 DDUNR/L | B125 | PDSNR/L B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L B127
MDQNR/L | B109

15 e Turning



Turning Inserts (Negative) B

. .S Dimensions (inch)

Size IC RE S LE D1

32 3/8 | 1/64~3/64 | 1/8~3/16 | 0.458 5/32

D1 43 12 1/64~1/16 3/16 0.610 13/64
44 12 | 1/64~1/16 1/4 0.610 | 13/64

DN O

64 3/4 1/32 1/4 0.763 5/16
/0/rnombic 55° Negative
Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— lon-ferrous metat i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :E:;E;ltz:t:;:img
Hardened steel [ 2k 2k ] ( 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
E|  Piowre Designation | S E|Z 8|S SRE8SBSLLRB5882L8] n ap
[ 2200|888 33338885833333888333c8 (ipr) (inch)
<< oo |Z2=Z2=2=2222222222000 0000 I
DNMG 431-MK o o 0.002~0.012 | 0.036~0.197
= MK 432-MK o o 0.004~0.020 | 0.039~0.197
433-MK 0.005~0.024 | 0.051~0.197
- 441-MK o oo 0.002~0.012 | 0.036~0.197
o 442-MK ° o o 0.004~0.020 | 0.039~0.197
443-MK ° o 0.005~0.024 | 0.051~0.197
DNMA 332 0.007~0.018 | 0.031~0.118
431 0.007~0.022 | 0.016~0.157
-E 432 0.010~0.022 | 0.031~0.157
3 433 o 0.010~0.026 | 0.059~0.157
g . am 0.007~0.022 | 0.016~0.157
2 442 ° 0.010~0.022 | 0.031~0.157
443 ° 0.010~0.026 | 0.047~0.157
642 0.012~0.031 | 0.098~0.512
2 RK DNMG 432-RK 0.006~0.020 | 0.059~0.197
= 433-RK ° 0.008~0.024 | 0.071~0.197
= - 442-RK oo 0.006~0.020 | 0.059~0.197
'é 443-RK o 0.008~0.024 | 0.071~0.197
=
=2 DNMG 432-VR 0.010~0.022 | 0.047~0.276
EE VR 433-VR 0.012~0.024 | 0.059~0.276
; 442-VR 0.010~0.022 | 0.047~0.276
'-§ 443-VR 0.012~0.024 | 0.059~0.276
=
DNMG 331-MM o 0.003~0.014 | 0.020~0.197
332-MM oo o 0.004~0.016 | 0.020~0.197
333-MM 0.005~0.018 | 0.020~0.197
33.51-MM 0.003~0.014 | 0.020~0.197
- 33.52-MM 0.004~0.016 | 0.020~0.197
:-E 33.53-MM 0.005~0.018 | 0.020~0.197
3 431-MM ° ° ° 0.004~0.016 | 0.020~0.252
= 432-MM K o0 0.005~0.018 | 0.020~0.252
E 433-MM o 0.006~0.024 | 0.020~0.252
434-MM 0.006~0.024 | 0.020~0.236
441-MM e 0o 0 ° 0.004~0.016 | 0.020~0.252
442-MM o o 0 o o o 0 0.005~0.018 | 0.020~0.252
443-MM o o o o 0.006~0.024 | 0.020~0.252
444-MM 0.007~0.026 | 0.020~0.315
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DDJNR/L B92 PDJNR/L B97 MDJNR/L B108 PDJNR/L B148 DDUNR/L | B125 | PDSNR/L B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L B127
MDQNR/L | B109

Turning @ 16



B Turning Inserts (Negative)

Dimensions (inch)

D N QQ Size IC RE S LE D1
43 12 1/64~1/16 3/16 0.610 13/64
D1 44 12 1/64~1/16 1/4 0.610 13/64
/5/Rnombic 55° Negative
Steel ) o008 ss8 8 s s 3% Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
— jon-ferrous metat i
é Heat resistant alloy, Titanium alloy [ ] 808 208 :ﬁj;i;aplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
S| powe | Desgmin | SEESEcSSESggscosssssersgs mo
o AT M MMMMMIL LW OO O ML LD 0 O 0 DM | v~ LD (Ipr) (|nch)
g 5883228228228 L22L8L82RRR2RRR_2:
DNMG 431-RM L] 0.004~0.020 | 0.078~0.236
432-RM o0 ° ° 0.006~0.022 | 0.078~0.236
- RM 433-RM 0.008~0.024 | 0.078~0.236
_ 434-RM 0.010~0.028 | 0.079~0.236
S @ 441-RM o o 0.004~0.020 | 0.078~0.236
- 442-RM o o 0 o 0.006~0.022 | 0.078~0.236
443-RM 0.008~0.024 | 0.078~0.236
444-RM 0.010~0.028 | 0.079~0.236
DNMG 431-VP1 °o o o 0.002~0.006 | 0.004~0.059
VP1 432-VP1 o0 0.002~0.008 | 0.004~0.059
‘ 441-VP1 °o o 0.002~0.006 | 0.004~0.059
442-VP1 °o o 0.002~0.008 | 0.004~0.059
DNGG 431-VP1 0.003~0.008 | 0.004~0.059
VP1 432-VP1 0.003~0.008 | 0.004~0.059
‘ 441-VP1 0.003~0.008 | 0.004~0.059
442-VP1 0.003~0.008 | 0.004~0.059
2 DNMG 431-VP2 o o [ ] 0.002~0.012 | 0.004~0.118
% BRY/=2) 432-VP2 LRI 0.004~0.016 | 0.020~0.177
=
'-: 441-VP2 ° o o 0 ° 0.002~0.012 | 0.004~0.118
- ‘ 442-VP2 o T 0.004~0.016 | 0.020~0.177
=
E
- DNMG 431-VP3 o 0.002~0.012 | 0.004~0.118
;E 432-VP3 o °o o 0.004~0.018 | 0.020~0.197
VP33 433-VP3 . 0.005~0.020 | 0.020~0.197
:-9 o 441-VP3 o o ®o o 0.002~0.012 | 0.004~0.118
B 442-VP3 ee o 00 e ©0.004~0.018 | 0.020~0.197
g 443-VP3 ° ) 0.005~0.020 | 0.020~0.197
DNGG 431-VP3 o 0.002~0.012 | 0.004~0.118
Ea VP3 432-VP3 0.004~0.018 | 0.020~0.197
= 433-VP3 0.005~0.020 | 0.020~0.197
£ o 441-vP3 ° 0.002~0.012 | 0.004~0.118
% 442-VP3 o 0.004~0.018 | 0.020~0.197
= 443-VP3 0.005~0.020 | 0.020~0.197
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DDJNR/L B92 PDJNR/L B97 MDJNR/L B108 PDJNR/L B148 DDUNR/L | B125 | PDSNR/L B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L B127
MDQNR/L | B109

17 e Turning



Turning Inserts (Negative) B

. .S Dimensions (inch)

Size IC RE S LE D1
43 12 | 1/64~3/64 3/16 0.610 13/64
D1 44 1/2 | 1/64~3/64 1/4 0.610 13/64

DN O

/0/rnombic 55° Negative
Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— lon-ferrous metat i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;ﬂ:img
Hardened steel [ 2k 2k ] ( 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
E Picwre besigratin |5 E8 S SSE5S5o L8828 n ap
[ 2200|8838 33338885833333888333c8 (ipr) (inch)
<< oo |Z2=Z2=2=2222222222000 0000 I
DNMG 432-VP4 0.006~0.014 | 0.039~0.157
=2 VP4 433-VP4 0.008~0.016 | 0.039~0.157
= 442-VP4 ° 0.006~0.014 | 0.039~0.157
o 443-VP4 0.008~0.016 | 0.039~0.157
E DNMG 431-HA o o 0.002~0.012 | 0.031~0.138
:E I_!A 432-HA L] ° 0.004~0.016 | 0.031~0.138
:‘:‘ @ 441-HA [ [ (] 0.002~0.012 | 0.031~0.138
_§ 442-HA L] ° 0.004~0.016 | 0.031~0.138
=
VW DNMG 431-VW 0.004~0.014 | 0.012~0.118
. 432-VW 0.004~0.016 | 0.012~0.118
' 441-VYW 0.004~0.014 | 0.012~0.118
442-V\W 0.004~0.016 | 0.012~0.118
[ Wiper ]
- DNMG 432-LW 0.006~0.020 | 0.028~0.177
£ LW 433-LW 0.008~0.024 | 0.039~0.197
E < 'j.":x 442-LW L] 0.006~0.020 | 0.028~0.177
_g ﬂ 443-LW 0.008~0.024 | 0.039~0.197
é’ [ Wiper ]
DNMX 431R-SR 0.004~0.016 | 0.028~0.177
- 432R-SR 0.005~0.018 | 0.039~0.177
-% SR 441R-SR 0.004~0.016 | 0.028~0.177
= 442R-SR 0.005~0.018 | 0.039~0.177
e ‘ 431L-SR 0.004~0.016 | 0.028~0.177
= 432L-SR 0.005~0.018 | 0.039~0.177
2 [Shaft] 441L-SR 0.004~0.016 | 0.028~0.177
442L-SR 0.005~0.018 | 0.039~0.177
DNMX 431R-SH o 0.006~0.012 | 0.039~0.157
432R-SH 0.006~0.020 | 0.059~0.197
= SH 441R-SH o o 0.006~0.012 | 0.039~0.157
§ i 442R-SH o o 0.006~0.020 | 0.059~0.197
£ % 431L-SH 0.006~0.012 | 0.039~0.157
% [Shat] 432L-SH 0.006~0.020 | 0.059~0.197
= 441L-SH o o 0.006~0.012 | 0.039~0.157
442L-SH o o 0.006~0.020 | 0.059~0.197
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DDJNR/L B92 PDJNR/L B97 MDJNR/L B108 PDJNR/L B148 DDUNR/L | B125 | PDSNR/L B127 | MDUNR/L | B130
PDNNR/L B98 MDNNN B108 PDUNR/L B127
MDQNR/L | B109

Turning @ 18



B Turning Inserts (Negative)

KNCO

Dimensions (inch)

S
s\ || size] IC RE s LE
7 16 | 3/8 | 0.020~0.039 | 316 | 0.630
Wl
. %
M LE
° .
/7 paralielogram 55° Negative
Steel ) o008 ss8 8 s X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron o8 0s 8808 s 8 (K Z @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ 2K J
g Cermet | Coated Coated Uncoated Cutting Condition
E pewe | Desguion SEEZSSSSSS5SSgopsSsssoesy m |
2 2255868383333 888833338333333 58| () (inch)
<< OO0 |Z Z2Z2 2222222222000 0000 T I
= KNUX 160405R11 0o 0 00 ° ° ° 0.008~0.014 | 0.039~0.236
160410R11 °o o oo [ 0.012~0.024 | 0.059~0.236
= 160405L11 e 0 0 0 0 ° 0.008~0.014 | 0.039~0.236
= 160410L11 °o o [ o 0.012~0.024 | 0.059~0.236
= 12 KNUX 160405R12 o 0 ° ° 0.008~0.014 | 0.039~0.236
£ 160410R12 °o o [ o 0.012~0.024 | 0.059~0.236
=]
H 160405L12 0.008~0.014 | 0.039~0.236
= 160410L12 [ 0.012~0.024 | 0.059~0.236
® : Stock item
External Tool Holder Boring Bar
Clamp On Page Clamp On Page
CKJNR/L B105 CKUNR/L B129
CKNNR/L B105
s Dimensions (inch)
Size IC S D1
R N QQ 2 38 18 /32
43 12 3/16 13/64
@ . ol 54 58 1/4 1/4
! 64 3/4 1/4 5/16
84 1 1/4 23/64
) 86 1 3/8 23/64
@ Round Negatwe 106 1.25 3/8 12
Steel - OB 0T OT R EERESE £ 88 Machining types
3 Stainless steel M LK. E.2 0T H B EOTTES
2 Cast iron o8 0 208 s 8 ( 2k 7 @ Continuous cutting
= Non-ferrous metal s & General cutting
= Heat resistant alloy, Titanium alloy [ ] LK £ 3 08 # Interrupted cutting
Hardened steel E 3 [ 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
‘{-U' - - - O O WL O D O O WL O O O L W WWWw o O Ww o W
g Powe | Desemton 8 EsSSsN CNiPEEssa00c0508 o e
= ZZ 0000V VL0V BEE (ipr) (inch)
< OO0 |Z 2222222222220 000000 T I
RNMG 32-B25 0.004~0.035 | 0.036~0.177
B25 43-B25 0.005~0.047 | 0.047~0.189
= ) 54-B25 0.006~0.059 | 0.059~0.295
: @ 64-B25 0.007~0.075 | 0.075~0.299
v 84-B25 0.010~0.098 | 0.098~0.394
86-B25 [ 0.010~0.098 | 0.098~0.394
106-B25 0.012~0.098 | 0.138~0.512
® : Stock item

19 @ Turning



Turning Inserts (Negative) B

[1‘90" Dimensions (inch)
N (7 =) Size IC RE S LE D1
32 3/8 | 1/64~1/32 1/8 3/8 5/32
@ IC 33 3/8 | 1/64~1/32 | 1/8~3/16 | 3/8 5/32
. /| 43 1/2 | 1/64~3/64 3/16 1/2 13/64
S o
RE, E
° .
[0] square 90° Negative
Steel ) 020203 TEEEEEES %% Machining types
3 Stainless steel M 2. s (XXX N K X
2 Castiron (IR g8808 s 8 (K Z @ Continuous cutting
g Non—ferrous meta}l LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 808 ¢s0¢° # Interrupted cutting
Hardened steel [ 2k 2% 20 K ]
S Cermet | Coated Coated Uncoated Cutting Condition
% Picture Designation §%g§§§%§§§§§§g§§§§§§§§gg fn ap
=3 2205688333338 88883338883833 58 (ipr) (inch)
OO0 |Z2Z2=22==2222222222200000 T I
SNMG 431-VB o o 0.006~0.014 | 0.012~0.078
432-VB ° ° ° 0.006~0.016 | 0.022~0.078
SNMG 321-VF 0.003~0.012 | 0.020~0.059
322-VF 0.003~0.012 | 0.020~0.059
431-VF 0.003~0.012 | 0.020~0.059
432-VF ° 0.004~0.016 | 0.020~0.059
433-VF 0.008~0.020 | 0.020~0.059
SNMG 432-VL o 0.004~0.014 | 0.008~0.060
= SNMG 322-LP 0.004~0.012 | 0.012~0.059
-_E 332-LP 0.004~0.012 | 0.012~0.059
£ 431-LP ° ° 0.004~0.014 | 0.012~0.078
e 432-LP (] o 0.004~0.016 | 0.022~0.098
B 433-LP o o 0.005~0.018 | 0.032~0.118
8
=
SNMG 321-CP 0.003~0.012 | 0.016~0.118
= 322-CP 0.004~0.012 | 0.016~0.118
B 331-CP 0.003~0.012 | 0.016~0.118
= 332-CP 0.004~0.012 | 0.016~0.118
= 431-CP o o 0.004~0.014 | 0.020~0.138
-§ 432-CP o o ° 0.005~0.014 | 0.020~0.138
= 433-CP ° ° ° 0.005~0.014 | 0.031~0.138
._g SNMG 432-VC o o 0.006~0.016 | 0.020~0.157
£
s
E
£
=
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DSBNR/L B92 PSBNR/L B99 MSBNR/L | B109 PSSNR/L | B148 DSKNR/L B125 | PSKNR/L B128 | MSKNR/L | B130
DSDNN B93 PSDNN B100 | MSDNN B109
DSKNR/L B93 PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 PSSNR/L B101 | MSRNR/L | B110
MSSNR/L | B111

Turning @ 20



B Turning Inserts (Negative)

[190“ T Dimensions (inch)
(7 =) Size IC RE S LE D1
.‘ 32 3/8 1/64~3/64 1/8 3/8 5/32

33 3/8 | 1/64~3/64 | 1/8~3/16 | 3/8 5/32
43 1/2 | 1/64~116 | 3/16 172 13/64

_ o B4 |34 1o | e | 3 | e
[0] square 90° Negative
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
é_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
— on-Terrous metal i
§ Heat resistant alloy, Titanium alloy [ ] 808 208 :ﬁj;i;aplt::tg:img
Hardened steel [ 2k 2K ] [ XK 3
5 Cermet | Coated Coated Uncoated Cutting Condition
S| eowe | Desgnin | SEESEcSSESSgscesssssercgs mo o
[=3 AT M MMMMMIL LD WWOO O ML LD 0 O 0 DM M|~ LD (Ipr) (|nch)
g 5388|2222 222222222RRRR28882:

SNMG 431-HM o 0.006~0.017 | 0.024~0.165
432-HM ° o o ° ° 0.004~0.020 | 0.039~0.197
433-HM o [ 0.007~0.020 | 0.039~0.197

SNMG 321-MP LI ° 0.004~0.016 | 0.016~0.150
322-MP LI ° 0.006~0.016 | 0.020~0.157
323-MP 0.006~0.020 | 0.031~0.165
331-MP 0.004~0.016 | 0.016~0.150
332-MP 0.006~0.016 | 0.020~0.157
333-MP 0.006~0.020 | 0.031~0.165

= 431-MP LI ° ° o o o 0.004~0.016 | 0.016~0.157
£ 432-MP o o 0 o o 0 ® o o o 0.006~0.018 | 0.020~0.177
£ 433-MP oo o oo oo 0.006~0.020 | 0.032~0.197
g 434-MP oo o 0.007~0.024 | 0.032~0.276
= 542-MP 0.006~0.020 | 0.020~0.276
543-MP 0.007~0.024 | 0.031~0.335
642-MP 0.006~0.020 | 0.020~0.335
643-MP 0.007~0.024 | 0.031~0.335

SNMG 321-VM 0.002~0.012 | 0.035~0.138
322-VM 0.004~0.197 | 0.039~0.138
431-VM ° ° 0.002~0.012 | 0.035~0.197
432-VM ° LI ° o o ° ° 0.004~0.020 | 0.039~0.197

= 433-VM ° ° 0.005~0.024 | 0.051~0.197
= 643-VM 0.010~0.024 | 0.098~0.295
E 644-VM 0.010~0.024 | 0.098~0.295
E
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

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

MSSNR/L | B111
21 eTurning




Turning Inserts (Negative) B

Dimensions (inch)
Size IC RE S LE D1
32 3/8 | 1/64~3/64 1/8 3/8 5/32
D‘l 43 12 1/64~3/64 3/16 12 13/64
54 5/8 | 1/32~1/16 1/4 5/8 1/4
64 3/4 | 1/32~3/32 | 3/16~1/4 | 3/4 5/16

SN OO

- 85 1 1/16~3/32 5/16 1 23/64
@ Square 90° Negatlve 86 | 1 [1/16~3/32| 38 1 23/64
Steel D 3R IEEXEEEEEXS EX Machining types
3 Stainless steel M T8 @ 0T X OTTESY
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non—ferrous metgl LK Z & General cutting
o S treEs Tlesl  remweonm
S Cermet | Coated Coated Uncoated Cutting Condition
Z|  Pioure Desigratin |88 28888 Z8S8oreRss88 208y in ap
2 2250|8833 3388883338333333 58| () (inch)
OO0 00 |Z2=Z2=Z2=2=2=2=2=2222=2200000 00X I
SNMG 322-B25 0.007~0.018 | 0.031~0.138
431-B25 o ° ® o ° 0.007~0.018 | 0.039~0.138
432-B25 °o o o o ®o o ° L] [J 0.009~0.024 | 0.059~0.197
433-B25 ° ° o ° o [ 0.010~0.024 | 0.079~0.197
434-B25 o o L] [J 0.014~0.028 | 0.098~0.197
~ 435-B25 0.016~0.028 | 0.118~0.197
B25 542-B25 L] 0.010~0.024 | 0.059~0.236
S 543-B25 0.010~0.024 | 0.079~0.236
= ,/a 544-B25 o 0.014~0.028 | 0.079~0.236
\/ 642-B25 ceo o 0.010~0.024 | 0.118-0.315
@ 643-B25 °o o o o 0.014~0.028 | 0.118~0.315
644-B25 ° o o ° 0.014~0.028 | 0.157~0.472
854-B25 0.014~0.028 | 0.157~0.472
856-B25 ° ° 0.020~0.039 | 0.197~0.472
866-B25 0.020~0.039 | 0.217~0.472
SNMG 431-GR 0.006~0.018 | 0.003~0.236
432-GR oo 0 0 0 0 0.008~0.020 | 0.039~0.276
433-GR o o 0 0.008~0.020 | 0.039~0.276
542-GR L] 0.010~0.024 | 0.039~0.276
543-GR o 0 00 0.011~0.030 | 0.055~0.276
2 642-GR [J 0.012~0.031 | 0.067~0.354
'§a 643-GR o o 0o o o 0.012~0.031 | 0.067~0.354
= 644-GR e 0o 0 00 ° 0.012~0.032 | 0.075~0.484
646-GR 0.014~0.032 | 0.079~0.492
856-GR o 0.018~0.047 | 0.102~0.551
866-GR o o 0.020~0.047 | 0.102~0.551
SNMG 321-VQ 0.002~0.012 | 0.002~0.138
2 VQ 322-VQ ° 0.003~0.012 | 0.003~0.157
S N 323-vQ 0.004~0.012 | 0.039~0.157
=§ 431-VQ ® o 0.002~0.012 | 0.031~0.157
E 432-VQ [J 0.003~0.016 | 0.031~0.157
._g
§ [ Cermet ]
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

DSBNR/L B92 | PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 | PSSNR/L | B101 | MSRNR/L | B110
MSSNR/L | Bi11

Turning @ 22



B Turning Inserts (Negative)

S N Q Q DN Dimensions (inch)
(7 o) Size IC RE S LE D1
32 3/8 | 1/64~3/64 1/8 3/8 5/32
@ Ic D‘l 43 1/2 | 1/64~5/64 3/16 1/2 13/64
N / 54 5/8 | 1/32~1/16 1/4 5/8 1/4
. B 1w w1 o
@ Square 90° Negative 86 | 1 3/32 3/8 1 23/64
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
— on-Terrous metal i
é Heat resistant alloy, Titanium alloy [ ] 808 208 :Efgri[]aplt::tg:img
Hardened steel [ 2k 2K ] [ XK 3
5 Cermet | Coated Coated Uncoated Cutting Condition
2 8382222222222 222RRRRRRRPRE P ne
SNGG 321R 0.005~0.014 | 0.039~0.118
322R 0.006~0.014 | 0.039~0.118
431R o o 0.006~0.014 | 0.039~0.157
= 432R 0.006~0.014 | 0.039~0.157
433R 0.006~0.014 | 0.039~0.157
321L 0.005~0.014 | 0.039~0.118
o 322L 0.006~0.014 | 0.039~0.118
431L 0.006~0.014 | 0.039~0.157
432L 0.006~0.014 | 0.039~0.157
433L 0.006~0.014 | 0.039~0.157
SNMG 322-MK 0.006~0.018 | 0.031~0.138
431-MK 0.003~0.018 | 0.031~0.157
432-MK o ° 0.004~0.020 | 0.039~0.197
= MK 433-MK ° ° 0.005~0.024 | 0.051~0.197
= 434-MK 0.006~0.025 | 0.059~0.236
£ 542-MK 0.010~0.024 | 0.071~0.236
% 543-MK 0.008~0.028 | 0.071~0.276
= 544-MK 0.009~0.028 | 0.078~0.295
642-MK 0.012~0.030 | 0.091~0.374
643-MK o 0.013~0.031 | 0.098~0.394
644-MK 0.014~0.031 | 0.106~0.394
SNMA 321 0.004~0.018 | 0.020~0.177
322 0.006~0.020 | 0.020~0.177
323 0.008~0.020 | 0.020~0.177
430.5 0.004~0.020 | 0.039~0.177
431 0.006~0.024 | 0.039~0.197
432 ° 0.006~0.028 | 0.039~0.236
433 ° 0.008~0.032 | 0.059~0.236
= 434 0.012~0.039 | 0.078~0.236
;E, 435 0.012~0.028 | 0.098~0.197
3 543 0.008~0.032 | 0.078~0.315
o
544 o 0.010~0.034 | 0.098~0.394
642 0.008~0.032 | 0.078~0.394
643 o 0.008~0.032 | 0.078~0.394
644 [ 0.010~0.034 | 0.098~0.394
646 0.014~0.036 | 0.118~0.394
856 0.016~0.039 | 0.118~0.512
866 0.016~0.039 | 0.118~0.512
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

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

MSSNR/L | B111
23 eTurning




Turning Inserts (Negative) B

Dimensions (inch)
Size IC RE S LE D1
32 3/8 | 1/64~3/64 1/8 3/8 5/32
le 33 3/8 | 1/64~3/64 | 1/8~3/16 3/8 5/32
43 12 1 1/64~1/16 3/16 1/2 13/64

SN OO

54 5/8 |1/32~1/16 1/4 5/8 1/4
. 64 3/4  11/32~1/16 | 3/16~1/4 | 3/4 5/16
0] square 90° Negative R T N
Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— on-Terrous metal i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Ef;i;i;:tg:img
Hardened steel [ 2 2K ] ( 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
| Pictue besignation | S S ZgEcKEgsESSsegsssso0gy fn ap
g 2250|8833 3388883338333333 58| () (inch)
< OO0 00 |Z2=Z2=2=2=2=2=2=2222=2200000 00X I
SNGA 321 0.007~0.020 | 0.020~0.177
322 0.007~0.020 | 0.020~0.177
431 0.006~0.024 | 0.059~0.315
2 432 0.006~0.024 | 0.059~0.315
S Q ’ 433 0.008~0.031 | 0.059~0.315
o v 542 0.008~0.031 | 0.079~0.394
543 0.008~0.035 | 0.079~0.394
642 0.006~0.024 | 0.118~0.472
643 0.008~0.031 | 0.118~0.472
SNMG 431-RK 0.006~0.020 | 0.047~0.236
432-RK o o 0.009~0.021 | 0.059~0.236
- RK 433-RK oo 0.011~0.021 | 0.071~0.236
£ 434-RK ° 0.011~0.021 | 0.078~0.236
g . 543-RK 0.008~0.028 | 0.071~0.276
544-RK 0.009~0.028 | 0.078~0.295
643-RK 0.013~0.031 | 0.098~0.394
644-RK 0.014~0.031 | 0.106~0.394
SNMG 432-VR 0.010~0.022 | 0.047~0.276
> VR 433-VR 0.012~0.024 | 0.059~0.276
'E 434-VR 0.014~0.024 | 0.079~0.276
g ‘ 643-VR o o 0.014~0.028 | 0.078~0.394
644-VR °o o 0.014~0.030 | 0.087~0.394
SNMG 321-MM 0.003~0.014 | 0.020~0.197
322-MM 0.004~0.016 | 0.020~0.197
323-MM 0.005~0.018 | 0.020~0.197
331-MM 0.003~0.014 | 0.020~0.197
332-MM 0.004~0.016 | 0.020~0.197
- 431-MM e o 0 0 ° 0.004~0.016 | 0.020~0.252
£ 432-MM LI L 0.005~0.018 | 0.020~0.252
3 433-MM ° o o0 L) 0.006~0.024 | 0.020~0.252
= 434-MM 0.007~0.026 | 0.020~0.252
E 542-MM 0.005~0.018 | 0.020~0.315
543-MM o 0o o L) 0.006~0.024 | 0.020~0.315
544-MM oo 0.007~0.026 | 0.020~0.315
642-MM o o 0 [ 0.005~0.018 | 0.020~0.374
643-MM o o 0 oo 0.006~0.024 | 0.020~0.374
644-MM oo o 0.007~0.026 | 0.020~0.374
866-MM o 0.008~0.031 | 0.039~0.394
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

DSBNR/L B92 | PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 | PSSNR/L | B101 | MSRNR/L | B110
MSSNR/L | Bi11

Turning @ 24



B Turning Inserts (Negative)

\190“ 1 Dimensions (inch)
N (7 =) Size IC RE S LE D1
43 12| 1/64~1/16 3/16 12 13/64
@ IC D‘l 54 5/8 | 1/32~1/16 1/4 5/8 1/4
N / 64 3/4 | 1/32~3/32 | 3/16~1/4 | 3/4 5/16
~ : 86 1 3/32 3/8 1 23/64
RE LE
° -
[0] square 90° Negative
Steel L O AOEIENXEEEEEEX) X Machining types
(] Stainless steel M T8 @ 0T R ELOTETES
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ XK 3
IS Cermet | Coated Coated Uncoated Cutting Condition
8 powe | osgrton SEESSENSE8SgggIEssssssgs mo o
= 22000000000V VVOOOO OIS S (ipr) (inc
<< OO0 |Z=ZZ=2=2=2=2=222=2=222000 0000 X
SNMG 431-RM 0.004~0.020 | 0.078~0.236
432-RM o 0o 0 °o o 0.006~0.022 | 0.078~0.236
433-RM L] 0.008~0.024 | 0.078~0.236
434-RM 0.010~0.028 | 0.078~0.236
542-RM 0.008~0.024 | 0.008~0.236
543-RM ° (] 0.008~0.024 | 0.078~0.315
544-RM 0.010~0.028 | 0.078~0.315
642-RM (] ° 0.008~0.024 | 0.078~0.394
643-RM o 0o 0 ° 0.010~0.028 | 0.078~0.394
644-RM LI 0.009~0.028 | 0.078~0.394
646-RM 0.012~0.030 | 0.118~0.394
866-RM 0.016~0.047 | 0.157~0.551
g SNMG  431-VP2 oo oo 0.002~0.014 | 0.004~0.118
2 432-VP2 ° o0 0 0 0 ° 0.004~0.018 | 0.020~0.177
= 433-VP2 e oo o0 0.004~0.020 | 0.020~0.197
5
]
=
SNMG 431-VP3 LI ° 0.002~0.012 | 0.004~0.118
432-VP3 e 0o 0 0 0 ° 0.004~0.018 | 0.039~0.197
- 433-VP3 o 0 0 0 0 0.005~0.020 | 0.039~0.197
.E 434-VP3 0.010~0.018 | 0.020~0.157
3 542-VP3 0.006~0.014 | 0.031~0.236
E 543-VP3 0.008~0.016 | 0.039~0.236
E 544-\VP3 0.008~0.016 | 0.039~0.236
642-VP3 0.006~0.014 | 0.031~0.276
643-VP3 0.008~0.016 | 0.039~0.276
644-VP3 0.010~0.018 | 0.039~0.276
= SNGG 431-VP3 0.002~0.012 | 0.016~0.157
E 432-VP3 0.004~0.018 | 0.020~0.157
= ‘ 433-VP3 0.005~0.020 | 0.020~0.157
2
()
=
SNMG 432-VP4 ° 0.006~0.014 | 0.039~0.157
VP4 433-VP4 ° 0.008~0.016 | 0.039~0.157
2 543-VP4 ° 0.008~0.018 | 0.039~0.197
'§a 642-VP4 0.008~0.020 | 0.039~0.354
e 643-VP4 ° 0.009~0.022 | 0.039~0.354
644-VP4 0.010~0.024 | 0.039~0.354
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

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

MSSNR/L | B111
25 eTurning




Turning Inserts (Negative) B

Dimensions (inch)

SN OO

Size| IC RE S LE D1
32 3/8 10.008~1/32] 1/8 3/8 5/32
42 1/2 | 1/64~3/32 1/8 12 13/64

43 1/2 | 1/64~3/32 | 3/16 12 13/64
53 5/8 10.008~1/16| 3/16 5/8 1/4
63 3/4 10.008~1/16| 3/16 3/4

o H 84 1 1/64~3/32 1/4 1 23;64
@ Square 90 Negatlve 86 1 1/64~3/32 3/8 1 23/64
Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
= Cast iron ox8 0 g0 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
§ Picture Designation SS82L 8L R[22 Liass82Lgs8 fn ap
= PR R RS S R85 5 5B noone oo ; i
- 2200000000000V 000VVOOOO OIS S (ipr) (inch)
OO0 00 |Z2=Z2=2==2=2=2=2=2222=2200000 00X I
SNMG 431-HA [J (] 0.004~0.014 | 0.031~0.138
432-HA [J (] 0.004~0.016 | 0.031~0.138
= 433-HA 0.005~0.022 | 0.031~0.138
SNGN 320.5 0.002~0.012 | 0.020~0.157
321 0.004~0.014 | 0.020~0.157
322 0.004~0.016 | 0.039~0.157
421 0.005~0.020 | 0.051~0.197
422 0.006~0.024 | 0.059~0.236
423 0.007~0.024 | 0.067~0.236
430.5 0.004~0.018 | 0.039~0.197
431 0.005~0.020 | 0.051~0.197
> . 432 0.006~0.024 | 0.059~0.236
% 1 433 0.007~0.024 | 0.067~0.236
= 436 0.008~0.026 | 0.079~0.236
o
530.5 0.004~0.020 | 0.020~0.236
532 0.006~0.024 | 0.059~0.315
533 0.007~0.024 | 0.079~0.315
534 0.008~0.026 | 0.098~0.335
630.5 0.004~0.024 | 0.079~0.335
633 0.007~0.028 | 0.098~0.394
634 0.008~0.030 | 0.098~0.394
841 0.012~0.031 | 0.118~0.472
844 0.014~0.039 | 0.157~0.472
- SNUN 432 0.009~0.024 | 0.059~0.197
£ 433 0.010~0.024 | 0.079~0.197
§, 633 0.012~0.039 | 0.118~0.394
e 433TN 0.010~0.024 | 0.079~0.197
E 866TN 0.012~0.047 | 0.118~0.472
8
=
=] SNMX 432R 0.006~0.014 | 0.039~0.157
£
3
£
=
=
()
=
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

DSBNR/L B92 | PSBNR/L B99 | MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L | B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 | PSSNR/L | B101 | MSRNR/L | B110
MSSNR/L | Bi11

Turning @ 26



B Turning Inserts (Negative)

[190“ T Dimensions (inch)
(7 =) Size IC RE S LE D1
.‘ 43 12 1/32~3/64 3/16 12 13/64

@ IC 54 5/8 3/64 1/4 5/8 1/4
N / 64 3/4 | 3/64~3/32 | 3/16~1/4 | 3/4 5/16
. 861 amoctn | a8 |1 o
[0] square 90° Negative
Steel ) ez0ezs0ess 888 s XXX Machining types
] Stainless steel M 28 8 2208 ES
é_ Cast iron os 0 08 8 L 2K @ Continuous cutting
g Heat res,i\fsct)ante;IZLf:i]t(:ﬁLm alloy 808 £ : : :Efgrifpltzztgzimg
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
| ioure Designation | S B E8EL KRB ETEs88 2288 in ap
[=3 AT T (MM MMMMIL LD W OL LWL LWL 0 W 0 DM |~ LD (Ipr) (|nch)
g 8382222222222 2C2RRRRRRRPRE
SNGX 432R 0.039~0.157 | 0.006~0.014
SNMM 432-GR 0.008~0.020 | 0.039~0.276
433-GR oo 0.010~0.026 | 0.051~0.276
2 643-GR (] 0.010~0.026 | 0.051~0.453
'§a 644-GR 0.013~0.033 | 0.071~0.453
=]
-5
SNMM 643-HP 0.012~0.031 | 0.098~0.354
644-HP 0.014~0.033 | 0.098~0.354
646-HP 0.016~0.035 | 0.098~0.354
866-HP 0.016~0.039 | 0.098~0.433
SNMM 643-HL 0.012~0.033 | 0.118~0.394
644-HL 0.014~0.035 | 0.118~0.394
646-HL 0.016~0.039 | 0.118~0.394
866-HL 0.016~0.043 | 0.098~0.472
SNMM 432-GH o0 ° 0.012~0.024 | 0.000~0.001
433-GH ° ° 0.012~0.028 | 0.000~0.001
543-GH (] 0.012~0.028 | 0.098~0.315
643-GH ° o 0o 0 ° 0.012~0.028 | 0.118~0.315
644-GH ° o 0 0 ° 0.018~0.039 | 0.157~0.354
646-GH ° ° o ° 0.022~0.047 | 0.157~0.354
856-GH ° o 0 0 ° 0.022~0.047 | 0.197~0.472
866-GH ° o 0 0 ° 0.022~0.047 | 0.197~0.472
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page

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

MSSNR/L | B111
27 eTurning




SN OO

Turning Inserts (Negative) B

Dimensions (inch)

Size IC RE S LE D1
43 1/2 | 1/32~3/64 3/16 12 13/64
D*l 54 5/8 3/64 1/4 5/8 1/4
64 3/4 | 3/64~3/32 | 3/16~1/4 | 3/4 516
85 1 3/32~1/8 5/16 1 23/64
- 86 1 3/32~1/8 3/8 1 23/64
[0] square 90° Negative
Steel D 3DEEIEEREEEEEXS XXX Machining types
8 Stainless steel M 28 £ 2203 THES
é_ Cast iron o%0s 08 88 (2K 2 @ Continuous cutting
r=4 Non-ferrous metal .
g Heat resis?anteall(z:fTit:t:}um alloy 808 £, : : :I(ri:sﬁ)ltzztgziing
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S 5383222222222 2S22RRRRRRRPRE o ne
SNMM 643-HG [ 0.012~0.035 | 0.118~0.394
644-HG 0.014~0.037 | 0.118~0.394
646-HG 0.016~0.039 | 0.118~0.394
866-HG (] LN 0.016~0.047 | 0.138~0.512
868-HG 0.020~0.047 | 0.138~0.512
SNMM  643-VT ° ° 0.020~0.036 | 0.197~0.394
644-VT (] 0.020~0.043 | 0.197~0.394
646-VT (] 0.024~0.047 | 0.236~0.472
854-VT 0.028~0.055 | 0.236~0.551
856-VT ° (] 0.028~0.055 | 0.236~0.591
866-VT 0.028~0.055 | 0.236~0.591
SNMM 644-HV 0.018~0.041 | 0.157~0.433
646-HV 0.020~0.043 | 0.157~0.433
858-HV ° 0.020~0.055 | 0.157~0.591
868-HV ° (] 0.020~0.055 | 0.157~0.591
SNMM 643-VH 0.020~0.036 | 0.197~0.394
644-VH o 0.020~0.043 | 0.197~0.394
646-VH (] 0.024~0.047 | 0.236~0.472
854-VH 0.028~0.055 | 0.236~0.551
856-VH 0.028~0.055 | 0.236~0.591
865-VH 0.028~0.055 | 0.236~0.591
866-VH (] 0.028~0.055 | 0.236~0.591
644-HX 0.022~0.043 | 0.177~0.591
646-HX 0.024~0.047 | 0.177~0.591
868-HX 0.024~0.059 | 0.177~0.709
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | LeverLock | Page | MultiLock | Page TH Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DSBNR/L B92 PSBNR/L B99 MSBNR/L | B109 PSSNR/L | B148 DSKNR/L | B125 | PSKNR/L B128 | MSKNR/L | B130
DSDNN B93 | PSDNN B100 | MSDNN B109
DSKNR/L | B93 | PSKNR/L | B100 | MSKNR/L | B110
DSSNR/L B93 | PSSNR/L | B101 | MSRNR/L | B110
MSSNR/L | Bif1

Turning @ 28



B Turning Inserts (Negative)

Dimensions (inch)

T N QQ Size IC RE S LE D1
22 1/4 1/64~1/32 | 1/8~3/16 | 0.433 3/32
33 1/2 1/64~3/64 3/16 0.650 5/32
43 1/2 1/64~3/64 3/16 0.866 | 13/64
& Triangular 60° Negative
Steel O AR EEEEEEREERE Machining types
2 Stainless steel M s 8 s 0T H OT T EE
:g‘. . ?astiron - (.20 2K J $02 : : @ Continuous cutting
= n-ferrous m i
§ Heat resisotame alﬁJlfTiteem?um alloy [ ] [ 2k 2K ] 208 :Efgrifplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
15 Cermet | Coated Coated Uncoated Cutting Condition
2 5388|2222 2222222222LP222882% P ne
TNMG 331-VB o o0 o ° o 0.004~0.014 | 0.012~0.059
332-VvB o o0 o ° (] ° 0.006~0.018 | 0.020~0.276
= VB 333-VB ° 0.007~0.018 | 0.031~0.118
é‘ 432-\VB 0.006~0.018 | 0.020~0.098
' 433-VB 0.008~0.020 | 0.039~0.276
TNMG 331-VL °o o o 0.002~0.010 | 0.004~0.039
VL 332-VL o o o o 0.004~0.014 | 0.008~0.059
2 333-VL o 0.006~0.016 | 0.008~0.059
;,‘-' 432-VL 0.004~0.014 | 0.008~0.059
T 433-VL 0.004~0.014 | 0.020~0.078
TNMG 221-VF L) ° 0.002~0.079 | 0.008~0.039
331-VF ° ° o ° (] ° 0.003~0.012 | 0.020~0.059
332-VF ° ° ° ° ° 0.004~0.016 | 0.020~0.059
333-VF 0.006~0.020 | 0.020~0.059
431-VF (] o 0.004~0.016 | 0.020~0.059
432-VF 0.004~0.016 | 0.020~0.059
- TNMG 221-LP 0.003~0.012 | 0.012~0.059
% LP 222-LP 0.004~0.012 | 0.012~0.059
‘s 331-LP o o o 0.004~0.014 | 0.012~0.078
E 332-LP o o 0.004~0.016 | 0.020~0.098
E 333-LP o o 0.005~0.018 | 0.032~0.118
E
TNMG 3.521-CP 0.003~0.010 | 0.016~0.098
- 3.522-CP 0.004~0.010 | 0.016~0.098
% CP 331-CP ° o 0.004~0.014 | 0.020~0.118
= 332-CP [ ° ° 0.005~0.012 | 0.020~0.118
e 333-CP e o . 0.005~0.012 | 0.031~0.118
5 432-CP ° o 0.006~0.014 | 0.031~0.157
E 433-CP o o 0.007~0.014 | 0.039~0.157
@ : Stock item
External Tool Holder Boring Bar
Double Clamp | Page | LeverLock | Page | Wedge Clamp | Page Multi Lock | Page Double Clamp | Page | Lever Lock | Page Multi Lock | Page
DTFNR/L B94 PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L B131
DTGNR/L B94 PTGNR/L B102 | WTJNR/L B103 | MTFNR/L B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L B112

29 e Turning



Turning Inserts (Negative) B

Dimensions (inch)

TN

Size IC RE S LE D1
22 1/4 1/32 1/8~3/16 | 0.433 3/32
33 12 | 1/64~1/16 3/16 0.650 5/32
43 12 | 1/64~1/16 3/16 0.866 | 13/64
54 5/8 3/64 1/4 1.083 1/4
A Triangular 60° Negative
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— lon-ferrous metat i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;ﬂ:img
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
2 5338382228828 L22L2L82RR2RRRLIEE i ne
. TNMG 331-VC L o 0.004~0.014 | 0.012~0.079
332-VC o o 0 o 0.006~0.016 | 0.020~0.118
333-VC o o o 0.006~0.018 | 0.020~0.118
432-VC °o o 0.006~0.016 | 0.020~0.118
433-VC 0.006~0.018 | 0.020~0.118
TNMG 222-HM ° 0.007~0.016 | 0.059~0.118
- 331-HM ° o o o o o 0.002~0.012 | 0.035~0.157
£ 332-HM ® o 0 0o ° 0.004~0.020 | 0.039~0.157
3 333-HM ° 0.005~0.024 | 0.051~0.157
S 431-HM ° 0.006~0.018 | 0.024~0.197
3 432-HM oo 0.007~0.019 | 0.031~0.228
TNMG 222-MP ° 0.006~0.017 | 0.020~0.138
331-MP o 0o 0 °o o e o o ° 0.004~0.016 | 0.016~0.138
332-MP oo 0 ° o ° 0 ° 0.006~0.018 | 0.020~0.157
- 333-MP oo 0 L) o0 ° 0.006~0.020 | 0.032~0.177
-E 334-MP 0.007~0.020 | 0.039~0.177
3 431-MP ° o [ o o 0.004~0.014 | 0.016~0.197
B 432-MP oo ° 0.006~0.018 | 0.020~0.217
E 433-MP ° o [ o 0.006~0.020 | 0.032~0.236
434-MP °o o ° 0.008~0.022 | 0.039~0.236
543-MP 0.011~0.024 | 0.047~0.315
TNMG 222-VM 0.002~0.012 | 0.031~0.157
331-V\M ° o o ° o0 0.002~0.012 | 0.035~0.197
= 332-VM ° ® o 00 ° ° o ° 0.004~0.020 | 0.039~0.197
= 333-V\M o ° o 0.005~0.024 | 0.051~0.197
; 431-VM o o 0.002~0.012 | 0.035~0.260
g 432-YM o o o o 0.004~0.020 | 0.039~0.260
= 433-VM 0.005~0.024 | 0.051~0.260
® : Stock item
External Tool Holder Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page Multi Lock | Page Double Clamp | Page | LeverLock | Page Multi Lock Page
DTFNR/L B94 PTFNR/L B101 WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L B131
DTGNR/L B94 PTGNR/L B102 | WTJNR/L B103 | MTFNR/L B111
PTTNR/L B102 | WTXNR/L B103 | MTGNR/L | B112
MTJNR/L B112

Turning @ 30



B Turning Inserts (Negative)

TN OO

Dimensions (inch)

Size IC RE S LE D1
22 1/4 1/32 1/8~3/16 | 0.433 3/32
32 3/8 10.008~1/16 1/8 0.650 5/32
33 1/2 10.008~1/16| 3/16 0.650 5/32
43 12 1/64~1/16 3/16 0.866 13/64
. 54 5/8 | 1/32~1/16 1/4 1.083 1/4
/o\ Triangular 60° Negative 86 |31 ifo-an2 3| 1799 | oo
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
= n-ferrous m i
é Heat resisotame alﬁJlfTitzn?um alloy [ ] 808 208 :ﬁj;i;aplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
g 5388|2222 222222222RRRR282882: P ne
TNMG 222-B25 0.007~0.016 | 0.059~0.118
331-B25 o ° o [ 0.007~0.018 | 0.079~0.138
332-B25 o ° o ° o ° o 0.007~0.022 | 0.079~0.138
333-B25 [ 0.010~0.022 | 0.079~0.138
334-B25 0.012~0.024 | 0.098~0.118
= 431-B25 ° o o ° 0.007~0.018 | 0.059~0.197
S B25 432-B25 °o o o ° 0.007~0.022 | 0.079~0.197
= 433-B25 L] o o 0.010~0.022 | 0.079~0.197
‘\ 434-B25 o o 0.012~0.024 | 0.079~0.197
= 542-B25 [ 0.007~0.022 | 0.079~0.197
: 543-B25 o o o 0.010~0.022 | 0.118~0.276
544-B25 0.012~0.024 | 0.118~0.276
654-B25 °o o 0.014~0.028 | 0.118~0.354
666-B25 0.016~0.031 | 0.118~0.354
TNMG 322-GR [J [J ° 0.008~0.020 | 0.039~0.276
333-GR o o 0.009~0.021 | 0.047~0.315
432-GR e 0o 0 0 0 0 0.009~0.024 | 0.043~0.307
2 433-GR ® 0 0 0 0 o 0.011~0.031 | 0.047~0.307
'§a 434-GR o o 0.012~0.030 | 0.059~0.307
e 542-GR o 0.012~0.030 | 0.059~0.307
543-GR o o 0 o 0.012~0.030 | 0.059~0.307
544-GR o 0.014~0.039 | 0.063~0.307
666-GR o 0.016~0.039 | 0.079~0.354
TNGG 330.5R-SC |e o 0.001~0.008 | 0.004~0.059
331R-SC ° o 0.002~0.010 | 0.012~0.079
330.5L-SC 0.001~0.008 | 0.004~0.059
331L-SC 0.002~0.010 | 0.012~0.079
- TNMG 221-VQ 0.002~0.012 | 0.020~0.138
£ 331-vaQ e oo 0.002~0.014 | 0.020~0.138
E 332-vaQ e oo 0.003~0.016 | 0.031~0.157
E 333-va 0.004~0.016 | 0.032~0.138
5 431-VQ 0.002~0.014 | 0.020~0.157
E
® : Stock item
External Tool Holder Boring Bar
Double Clamp | Page | LeverLock | Page | Wedge Clamp | Page Multi Lock | Page Double Clamp | Page | Lever Lock | Page Multi Lock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L B131
DTGNR/L B94 | PTGNR/L B102 | WTJNR/L | B103 | MTFNR/L B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L B112

31 e Turning



Turning Inserts (Negative) B

Dimensions (inch)

T N QO Size IC RE S LE D1
22 1/4 1 1/64~1/32 | 1/8~3/16 | 0.433 3/32
33 1/2 10.008~1/16| 3/16 0.650 5/32
43 12 | 1/64~1/16 3/16 0.866 | 13/64
54 5/8 | 1/32~1/16 1/4 1.083 1/4
- 66 3/4 3/32 3/8 1.299 5/16
A Triangular 60° Negative
Steel ) o008 ss 8 s EX Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— on-Terrous metal i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;:tg:img
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
2 S5/88|2ES22222LL22C2CRRRRRRR 2L Pr ne
TNGG 221R 0.002~0.012 | 0.002~0.010
330.5R °o o 0.003~0.012 | 0.020~0.138
331R °o o 0.005~0.012 | 0.039~0.138
332R oo 0.006~0.014 | 0.051~0.138
431R oo 0.005~0.012 | 0.039~0.197
= 432R oo 0.006~0.014 | 0.051~0.197
433R 0.007~0.016 | 0.059~0.197
221L 0.002~0.012 | 0.002~0.010
o 330.5L 0.003~0.012 | 0.020~0.138
331L °o o 0.005~0.012 | 0.039~0.138
332L oo 0.006~0.014 | 0.051~0.138
431L 0.005~0.012 | 0.039~0.197
432L 0.006~0.014 | 0.051~0.197
433L 0.007~0.016 | 0.059~0.197
TNMG 331-MK ° o o 0.002~0.012 | 0.036~0.138
332-MK ° ° 0.004~0.020 | 0.039~0.157
2 MK 333-MK ° ° 0.005~0.024 | 0.047~0.177
= 334-MK 0.005~0.024 | 0.047~0.177
E 431-MK 0.006~0.018 | 0.059~0.197
'§ 432-MK 0.008~0.020 | 0.051~0.217
= 433-MK 0.009~0.020 | 0.055~0.217
434-MK 0.010~0.021 | 0.063~0.236
543-MK 0.010~0.022 | 0.118~0.276
TNMA 222 0.002~0.012 | 0.020~0.118
331 ° o 0.004~0.012 | 0.039~0.157
332 ° o 0.004~0.016 | 0.039~0.157
333 ° 0.004~0.020 | 0.059~0.177
334 o 0.006~0.022 | 0.059~0.177
431 0.004~0.014 | 0.039~0.157
2 432 o 0.006~0.016 | 0.059~0.197
B 433 ° 0.008~0.020 | 0.059~0.197
] 434 o 0.010~0.022 | 0.059~0.197
435 0.012~0.026 | 0.079~0.197
438 0.014~0.028 | 0.079~0.197
542 0.008~0.018 | 0.079~0.276
543 0.010~0.022 | 0.118~0.276
544 0.012~0.026 | 0.118~0.276
666 0.014~0.030 | 0.118~0.354
® : Stock item
External Tool Holder Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page Multi Lock | Page Double Clamp | Page | LeverLock | Page Multi Lock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L B131
DTGNR/L B94 PTGNR/L B102 | WTJNR/L B103 | MTFNR/L B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

Turning @ 32



B Turning Inserts (Negative)

TN OO

@ Triangular 60° Negative

Dimensions (inch)
Size IC RE S LE D1
22 1/4 10.008~1/64| 1/8~3/16 | 0.433 3/32
33 1/2 1/64~1/16 3/16 0.650 5/32
42 12 1/64~1/16 1/8 0.866 | 13/64
43 12 1/64~1/16 3/16 0.866 13/64
54 5/8 | 3/64~3/32 1/4 1.083 1/4

Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
— on-Terrous metal i
é Heat resistant alloy, Titanium alloy [ ] 808 208 :Efgri[]aplt::tg:img
Hardened steel [ 2k 2K ] [ XK 3
5 Cermet | Coated Coated Uncoated Cutting Condition
S| rews | Dsgnim |SEEZSEZSSSssSsscesssssevnsy mo e
[=3 AT M MMMMMIL LD WWOO O ML LD 0 O 0 DM M|~ LD (lpr) (Inch)
g 5388|2222 222222222RRRR282882:
TNGA 2205 0.002~0.012 | 0.008~0.118
221 0.002~0.012 | 0.016~0.118
321 0.004~0.014 | 0.016~0.157
330.5 0.004~0.012 | 0.008~0.157
331 0.004~0.014 | 0.016~0.197
~ N 332 0.005~0.016 | 0.020~0.197
= QL\ 421 0.004~0.014 | 0.020~0.197
= N 430.5 0.002~0.012 | 0.008~0.118
; f— 431 0.004~0.014 | 0.016~0.197
432 0.004~0.016 | 0.020~0.197
433 0.005~0.018 | 0.039~0.217
543 0.005~0.018 | 0.039~0.276
546 0.008~0.022 | 0.079~0.276
TNMG 332-RK [ 0.009~0.021 | 0.059~0.197
RK 333-RK [ ) 0.009~0.021 | 0.071~0.197
2 334-RK (] 0.009~0.021 | 0.071~0.197
'§! 432-RK o 0.009~0.021 | 0.059~0.236
& 433-RK o 0.011~0.021 | 0.071~0.236
434-RK o 0.011~0.021 | 0.008~0.236
TNMG 331-VR 0.008~0.020 | 0.031~0.276
332-VR 0.010~0.022 | 0.047~0.276
> VR 333-VR 0.014~0.026 | 0.067~0.276
;E 334-VR 0.014~0.028 | 0.078~0.394
g 432-\VR 0.014~0.028 | 0.078~0.394
433-VR 0.014~0.028 | 0.078~0.394
434-VR 0.014~0.030 | 0.087~0.394
TNMG 331-MM e 0o 00 LI I ) 0.004~0.016 | 0.020~0.189
332-MM oo 00 LI I ) 0.005~0.018 | 0.020~0.189
=] 333-MM [ I} o 0.007~0.026 | 0.020~0.189
= 334-MM 0.007~0.026 | 0.020~0.189
E 431-MM 0.004~0.016 | 0.020~0.256
g 432-MM ceoo oo 0.005~0.018 | 0.020~0.256
= 433-MM o o o o o 0.006~0.024 | 0.020~0.256
434-MM 0.007~0.026 | 0.020~0.256
® : Stock item
External Tool Holder Boring Bar

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

33 e Turning



Turning Inserts (Negative) B

Dimensions (inch)
Size IC RE S LE D1
33 12 | 1/64~3/64 3/16 0.650 5/32
43 12 | 1/64~1/16 3/16 0.866 | 13/64

TN

A Triangular 60° Negative

Steel L IOEIEIEEEEX 8 Machining types
8 Stainless steel M LK ® 0T R OTTESE
= Cast iron [ 2K 2K XK ; s08 LK (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
§ Picture Designation SS82L 8L RI[22Liass82Lgs8 fn ap
= PR R RS S R85 5 5Bnoono oo : i
[ 220000000 00000000V VOOOO OIS S (ipr) (inch)
< CO|0O0|zZz=2Z=Z=Z=2ZZ=2Z=ZZ2Z=2Z=2Z=2Z4a4a404a40a4aTI
TNMG 331-RM o 0.004~0.020 | 0.078~0.217
332-RM o 0o 0 o 0.006~0.022 | 0.078~0.217
333-RM o 0.008~0.024 | 0.078~0.217
432-RM o o ° 0.004~0.020 | 0.078~0.295
433-RM e 0 0 ° 0.006~0.022 | 0.078~0.295
434-RM 0.010~0.028 | 0.079~0.295
- TNMG 331-VP2 e 0o 0 0 o ° 0.002~0.012 | 0.004~0.118
£ 332-VP2 o000 o0 ° 0.004~0.018 | 0.020~0.197
jé’ 333-VP2 0.005~0.022 | 0.032~0.130
e 431-VP2 ° o 0.002~0.012 | 0.032~0.197
E 432-VP2 ° o 0.004~0.016 | 0.032~0.197
8
=
TNMG 331-VP3 0o 0 0 0 ° 0.002~0.012 | 0.004~0.118
- 332-VP3 e 0o 0 0 0o o 0.004~0.018 | 0.020~0.197
.:E 333-VP3 0.008~0.016 | 0.020~0.138
3 431-VP3 0.008~0.012 | 0.031~0.157
E 432-VP3 0.010~0.014 | 0.031~0.197
E 433-VP3 0.012~0.016 | 0.039~0.197
434-VP3 0.012~0.016 | 0.039~0.197
=2 TNGG 331-VP3 o o 0 ° 0.002~0.012 | 0.004~0.118
'§ 332-VP3 o o 0 o 0.004~0.018 | 0.020~0.197
o
£
=
-1
()
=
VP4 TNMG 332-VP4 [ ° 0.006~0.014 | 0.039~0.157
2 333-VP4 o 0.008~0.016 | 0.039~0.157
S
: A
[
= TNMG 331-HA ° ° ° 0.002~0.012 | 0.031~0.138
£ 332-HA o o [ 0.004~0.016 | 0.031~0.138
:E 333-HA 0.005~0.022 | 0.031~0.138
2 432-HA o 0.004~0.016 | 0.031~0.209
E
-1
[
=
® : Stock item
External Tool Holder Boring Bar

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

Turning @ 34



B Turning Inserts (Negative)

Dimensions (inch)

I N QQ Size IC RE S LE D1
22 1/4 10.008~1/32| 1/8~3/16 | 0.433 3/32
32 3/8 1/64~3/64 1/8 0.650 5/32
33 12 1/64~3/64 3/16 0.650 5/32
43 1/2 | 1/64~1116 3/16 0.866 | 13/64
54 5/8 0.118 1/4 1.083 1/4
. [e] H
&Trlangular 60 Negatlve
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
S rowe | Desgnton SS/28ECKS88Z8sccLssssecgs in a
[ 2200000000000V 000VOOLOOOO OIS S (ipr) (inc
<< Oooooo|Z2=Z2=2=22222222220o00o0000TITI
TNMG 331-VW 0.004~0.014 | 0.012~0.118
S 332-vw 0.004~0.016 | 0.012~0.118
= TNMG 332-LwW 0.006~0.020 | 0.028~0.177
E 333-Lw 0.008~0.024 | 0.039~0.197
(=]
£
=
=
D
= [Wiper]
TNGN 220.5 0.002~0.010 | 0.008~0.098
221 0.004~0.012 | 0.020~0.098
222 0.004~0.012 | 0.031~0.098
320.5 0.002~0.012 | 0.008~0.118
321 0.004~0.012 | 0.020~0.157
=] 322 0.004~0.016 | 0.031~0.157
Y N 331 0.004~0.016 | 0.020~0.157
E ' D 332 0.004~0.016 | 0.039~0.157
2 | — 333 0.004~0.020 | 0.059~0.177
= 431 0.004~0.014 | 0.039~0.157
432 0.006~0.016 | 0.059~0.197
433 0.008~0.020 | 0.059~0.197
434 0.010~0.022 | 0.059~0.197
436 0.012~0.026 | 0.079~0.197
547.5 0.014~0.028 | 0.079~0.197
- TNMX 331R-SR 0.004~0.014 | 0.028~0.138
;g SR 332R-SR 0.005~0.016 | 0.039~0.138
'€ 331L-SR 0.004~0.014 | 0.028~0.138
e 332L-SR 0.005~0.016 | 0.039~0.138
£
E [ Shaft]
- TNMX 331R-SH (] o 0o 0 o ° o 0.006~0.012 | 0.020~0.157
£ SH 332R-SH R ° 0.006~0.018 | 0.039~0.157
3 X 331L-SH e o 0 o 0.006~0.012 | 0.020~0.157
5 332L-SH o o 0 o 0.006~0.018 | 0.039~0.157
E |
@ : Stock item
External Tool Holder Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page | MultiLock | Page Double Clamp | Page | LeverLock | Page | MultiLock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L B131
DTGNR/L B94 PTGNR/L B102 | WTJNR/L B103 | MTFNR/L B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L | B112

35 e Turning



TN

Turning Inserts (Negative) B

Dimensions (inch)

Size IC RE S LE D1
33 1/2 10.008~1/32| 3/16 0.650 5/32
43 12 | 1/64~1/16 3/16 0.866 13/64
54 5/8 | 116~3/32 1/4 1.083 1/4
66 3/4 3/32 3/8 1.299 5/16
. [e] —
&Tnangular 60° Negative
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M s s 0T HE B L OTTEE
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
3 riowre Desigratin |88 28888 Z8S8o R8s 208y in ap
[ 2200000000000V 000VVOOOOOISS (ipr) (inc
< oo |Z2=Z2=2=2222222222000 0000 I
TNMX 330.5R [ 0.004~0.012 | 0.020~0.118
331R o o 0o o0 o o ° 0.005~0.012 | 0.039~0.138
332R e 0o 0 o ° 0.006~0.014 | 0.051~0.134
~ 431R 0.005~0.012 | 0.039~0.197
432R 0.006~0.014 | 0.051~0.197
S 331L e o 0 o 0.005~0.012 | 0.039~0.138
= 332L e o o0 o 0.006~0.014 | 0.051~0.134
TNMM 432-GR 0.009~0.024 | 0.043~0.307
433-GR 0.011~0.031 | 0.047~0.307
434-GR 0.012~0.030 | 0.059~0.307
=
=
=)
3
o
TNMM 332-GH 0.008~0.020 | 0.039~0.276
432-GH 0.010~0.024 | 0.051~0.276
433-GH o 0.008~0.020 | 0.039~0.315
434-GH 0.010~0.024 | 0.051~0.315
GH 544-GH 0.013~0.028 | 0.071~0.315
546-GH 0.014~0.020 | 0.071~0.512
> / 52 666-GH 0.014~0.028 | 0.091~0.512
3 .
= =
® : Stock item
External Tool Holder Boring Bar
Double Clamp | Page | Lever Lock | Page | Wedge Clamp | Page Multi Lock | Page Double Clamp | Page | LeverLock | Page Multi Lock | Page
DTFNR/L B94 | PTFNR/L B101 | WTENN B103 | MTENN B111 DTFNR/L B126 | PTFNR/L B128 | MTFNR/L B131
DTGNR/L B94 | PTGNR/L B102 | WTJNR/L B103 | MTFNR/L B111
PTTNR/L B102 | WTXNR/L | B103 | MTGNR/L | B112
MTJNR/L B112

Turning @ 36



B Turning Inserts (Negative)

S Dimensions (inch)
V N 8 [ Size IC RE S LE D1

N\ " 33 3/8 | 1/64~1/16 3/16 0.654 5/32
S ( @ ] : c| [ |of
N
={ |
LE
. [e] H
~ o~ rhombic 35° Negative
Steel D 3DEENEEEEREEXEX 8 Machining types
2 Stainless steel M s 8 s 0T HE B OSTTH
= Cast iron [ 2K 2 2K s03 k.2 (K Z @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 208 S [ 3K # Interrupted cutting
Hardened steel [ 2K 2K ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
E riouns Dsgraton | S8 28 SLELESBELge g8 ns mo
o =AY T (MM 5 Mp M MM®MIDL OO D DL O O O D~ LD H i
-3 220000300V O0V0VVODO0OO0OO0O0VOOO OIS (ipr) (inch)
OO0 |ZZ==2=2=2222=2=222220o0000 T IX
. VB VNMG 331-VB o 00 o0 0 o [ L 0.004~0.014 | 0.012~0.039
332-VvB o 00 0 0 0 [ o o 0.006~0.018 | 0.020~0.079
333-VB [ [ 0.008~0.018 | 0.032~0.098
VNMG 330.5-VF [ o o 0.002~0.008 | 0.012~0.039
VF 331-VF ® o o [ [ 0.003~0.012 | 0.020~0.059
43% 332-VF oo o o . 0.004~0.016 | 0.020~0.059
T4 333-VF 0.006~0.020 | 0.020~0.059
VL VNMG 331-VL o0 o0 ° ° 0.002~0.008 | 0.004~0.040
332-VL LI ° o (] (] 0.004~0.010 | 0.008~0.059
VQ 333-VL oo 0.006~0.012 | 0.020~0.078
2 VNMG 331-LP o [ 0.004~0.014 | 0.012~0.059
=
2 LP 332-LP o o 0.004~0.016 | 0.020~0.078
s o 333-LP o 0.004~0.018 | 0.032~0.098
£
§
=
=3 VNMG 331-CP [J [J o 0.004~0.014 | 0.020~0.118
:g CP 332-CP [ [ o 0.005~0.012 | 0.020~0.118
2 - 333-CP o o 0.005~0.012 | 0.031~0.118
£
=
£ VNMG 331-VC o o o o (] ° 0.004~0.014 | 0.012~0.079
2 VC 332-VC ° o o ° 0.006~0.016 | 0.020~0.118
2 - 333-VC ° (] 0.006~0.016 | 0.032~0.118
£
3
=
=2 VNMG 331-HM o0 o 0.005~0.016 | 0.031~0.150
E HM 332-HM e oo ° 0.008~0.018 | 0.031~0.177
o
£ _,-""\—._.,, 333-HM [ 0.004~0.024 | 0.039~0.157
3 g
=
2 VNMG 331-MP o o [ L o o o [ 0.004~0.016 | 0.016~0.138
=] MP 332-MP oo o o000 o000 oo 0.006~0.018 | 0.020~0.157
= 6 333-MP o o ° 0.006~0.020 | 0.032~0.177
% 334-MP 0.007~0.020 | 0.039~0.177
=
® : Stock item
External Tool Holder Boring Bar
Double Clamp Page Multi Lock Page Multi Lock Page
DVJNR/L B94 MVJNR/L B112 MVUNR/L B131
DVVNN B95 MVQNR/L B113
MVVNN B113

37 e Turning



Turning Inserts (Negative) B

Dimensions (inch)

VN QO s Size| IC RE s LE D1
N "~ 33 3/8 | 1/64~3/64 3/16 0.654 5/32
( J cf |0l a3 | 12 [1e4-1/32] 316 | 0.872 | 532
AN
E[/ LE
. [e] H
~ o~ rRhombic 35° Negative
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M s s 0T HE B L OTTEE
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
E|  Piowre besignation | S E|Z§SESRE8SBSLLRB5882L8] fn ap
[ 2200000000000V 000VVOOOO OIS S (ipr) (inc
< OO0 00 |Z2=Z2=2=2=2=2=2=2222=2200000 00X I
VNMG 331-VM o L] L] o 0.003~0.018 | 0.020~0.138
VM 332-VM ° o o0 ° L) ° ° 0.004~0.020 | 0.039~0.157
% 333-VM 0.008~0.020 | 0.059~0.157
= 431-VM 0.003~0.018 | 0.039~0.197
432-VM 0.004~0.020 | 0.059~0.197
= VNMG 331-VQ o o 0 o 0.004~0.016 | 0.020~0.138
2 VQ 332-va ® oo 0.005~0.018 | 0.020~0.138
=
= ‘ 333-VQ 0.006~0.018 | 0.032~0.138
(=]
£
= [ Cermet]
=
(5]
=
= VNMG 331-MK ° ° 0.003~0.018 | 0.020~0.118
£ MK 332-MK e oo 0.004~0.020 | 0.039~0.138
o
£ 333-MK ° 0.008~0.020 | 0.059~0.157
-
=
2 VNMG 331-MM o o o o o 0.004~0.016 | 0.020~0.189
£ 332-MM e oo ° 0.005~0.018 | 0.020~0.189
E 333-MM 0.006~0.024 | 0.020~0.157
.g
()
=
= VNMG 331-RM 0.004~0.020 | 0.078~0.197
£ RM 332-RM 0.006~0.022 | 0.078~0.197
e =< 333-RM 0.008~0.024 | 0.078~0.197
e e
-
= VNMG 331-VP3 o o 0 0 0o ® | 0.002~0.012 | 0.004~0.118
-:E VP3 332-VP3 e 0o 0 0 0 ° 0.004~0.018 | 0.020~0.197
; - 333-VP3 0.008~0.016 | 0.020~0.138
2
(5]
=
=2 VNGG 331-VP3 0.002~0.012 | 0.004~0.118
= VP3 332-VP3 0.004~0.018 | 0.020~0.197
o
|
3
-1
()
=
£ VNGG 332-HA L] 0.004~0.016 | 0.031~0.138
- HA
=
® : Stock item
External Tool Holder Boring Bar
Double Clamp Page Multi Lock Page Multi Lock Page
DVJNR/L B94 MVJNR/L B112 MVUNR/L B131
DVVNN B95 MVQNR/L B113
MVVNN B113




B Turning Inserts (Negative)

80° S
] Dimensions (inch)
W N 7]  See| I RE s LE [ D
32 3/8 | 1/64~1/32 1/8 0.256 5/32
le 33 3/8 | 1/64~1/32 3/16 0.256 5/32
43 1/2 | 1/64~1/16 3/16 0.342 5/32
. o] -
/0\ Trigon 80° Negative
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
§|  piowre Designation |2 828 LLRSgBEERSLeRBE88 ey fn -
[=% AT T MM MMMMIL LD WWOO O ML LD 0 O 0 DM | v~ LD i i
-3 2200000000000V 000VOOLOOOO OIS S (ipr) (inch)
OO0 |Z=ZZ=2=2=2=2=222=2=222000 0000 T X
WNMG 431-VB ° o 0.004~0.014 | 0.012~0.059
432-\VB o o o0 0.006~0.018 | 0.020~0.079
433-VB ° [J 0.007~0.018 | 0.032~0.098
WNMG 331-VF (] o 0.003~0.012 | 0.020~0.059
332-VF o 0.004~0.016 | 0.020~0.059
431-VF o (] 0.003~0.012 | 0.020~0.059
432-VF (] 0.004~0.016 | 0.020~0.059
433-VF 0.008~0.020 | 0.020~0.059
WNMG 331-VL 0.002~0.010 | 0.008~0.059
431-VL 0.002~0.010 | 0.004~0.040
432-VL o 0.004~0.014 | 0.008~0.060
WNMG 331-LP 0.003~0.012 | 0.012~0.059
2 332-LP o 0 0.004~0.012 | 0.012~0.059
3 431-LP o o ° 0.004~0.014 | 0.012~0.078
'-E 432-LP °o o ° 0.004~0.016 | 0.020~0.098
E 433-LP ° o 0.005~0.018 | 0.032~0.118
%
(-]
=
WNMG 331-CP 0.003~0.012 | 0.016~0.118
=2 332-CP 0.004~0.012 | 0.016~0.118
S 431-CP °o o 0.004~0.014 | 0.020~0.138
%E 432-CP oo ° 0.005~0.014 | 0.020~0.138
= 433-CP oo ° 0.005~0.014 | 0.031~0.138
§ 434-CP o0 ° 0.006~0.014 | 0.031~0.138
=
> WNMG 431-VC [ 0.006~0.016 | 0.006~0.157
3 432-\IC o 0o 0 ° 0.006~0.018 | 0.006~0.177
'-E 433-VC ° o [J 0.006~0.018 | 0.006~0.177
E
=
=
D
=
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page |Wedge Clamp| Page | Multi Lock | Page TH Page  Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DWLNR/L | B95 | PWLNR/L |B102 | WWLNR/L | B104 | MWLNR/L | B113 PWLNR/L | B149 DWLNR/L |B126 | PWLNR/L |B128 | MWLNR/L | B131

39 e Turning



Turning Inserts (Negative) B

Dimensions (inch)
Size IC RE S LE D1
32 3/8 | 1/64~3/64 1/8 0.256 5/32
33 3/8 | 1/64~3/64 3/16 0.256 5/32
43 1/2 | 1/64~1/16 3/16 0.342 5/32

WNCC

(0 Tigon 80° Negative
Steel ) o008 ss 8 s EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
= n-ferrous mi |
g Heat resis(ianteall(:JL;fTith?um alloy [ ] 28 E 2K J 203 :Efgiﬁ;ﬂ:img
Hardened steel [ 2 2K ] ( 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
g|  Pioture besignaton | S Z 285 SSS8858c 8858828y fn ap
g 2250|8833 3388883338333333 58| () (inch)
< oo |Z2=Z2=2=2222222222000 0000 I
WNMG 331-HM o 0.006~0.017 | 0.017~0.118
= HM 332-HM o o ° 0.004~0.020 | 0.039~0.157
431-HM o 0.006~0.017 | 0.020~0.165
EQ: 432-HM o o 0 o [ o 0.004~0.020 | 0.039~0.197
= Aoy 433-HM o 0.004~0.020 | 0.039~0.197
WNMG 331-MP o o ° ° 0.004~0.016 | 0.016~0.110
332-MP °o o °o o o 0.006~0.018 | 0.020~0.118
- 333-MP 0.006~0.020 | 0.032~0.126
£ MP 431-MP e o 0 ° LI ) L) 0.004~0.016 | 0.016~0.157
3 432-MP o o o LI o o0 o 0o 0 0.006~0.018 | 0.020~0.177
E ‘ 433-MP o o o o o o o 0 o 0.006~0.020 | 0.032~0.197
2 434-MP oo o . 0.007~0.022 | 0.039~0.197
WNMG 330.5-VM o o o 0.002~0.012 | 0.035~0.138
- 331-VM °o o ° ° o 0.004~0.018 | 0.039~0.138
£ VM 332-VM 0.004~0.020 | 0.039~0.157
3 . 333-VM ° ° L) 0.005~0.024 | 0.051~0.157
E @ 431-VM ¢ oo o ee o o 0.002~0.012 | 0.035~0.197
E 432-VM o L] o 0.004~0.020 | 0.039~0.197
433-VM 0.004~0.020 | 0.039~0.197
=2 WNMG 431-B25 ° 0.007~0.018 | 0.039~0.197
'§, B25 432-B25 oo o ° 0.009~0.024 | 0.059~0.197
= s 433-B25 oo 0.010~0.024 | 0.079~0.197
e .\
s %
E
WNMG 431-GR 0.006~0.020 | 0.003~0.236
432-GR ®© 0 0 0 0 0 0 0.008~0.020 | 0.039~0.276
g 433-GR e 0o o0 0 ° o 0.010~0.020 | 0.051~0.276
'§a 434-GR [ 0.010~0.024 | 0.071~0.236
(=}
o
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page Wedge Clamp| Page | Multi Lock | Page TH Page  Double Clamp | Page | Lever Lock | Page | Multi Lock | Page

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

Turning @ 40




B Turning Inserts (Negative)

80° S
] Dimensions (inch)
W N 7]  See| I RE s LE [ D
33 3/8 | 1/64~3/64 3/16 0.256 5/32
le 43 12 | 1/64~1/16 3/16 0.342 5/32
. o] -
/0\ Trigon 80° Negative
Steel L O AOEIENXEEEEEEX) X Machining types
(] Stainless steel M T8 @ 0T R ELOTETES
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
é Non-ferrous metal Y ) & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ XK 3
5 Cermet | Coated Coated Uncoated Cutting Condition
S rowe | Desgnon S8 E8EEgSSggssccgssgsecgs mo o
[=% AT M MMMMMIL LD WWOO O ML LD 0 O 0 DM M|~ LD i i
o 2200000000000V OOO OIS S (ipr) (inch)
<< OO0 |Z=Z=2=2=2=2=222=2=222000 0000 X
. WNMG 331-VQ 0.002~0.012 | 0.020~0.157
VQ 332-VQ [J 0.003~0.012 | 0.032~0.157
333-va 0.004~0.012 | 0.012~0.157
S 431-VQ ® o 0.002~0.012 | 0.020~0.157
432-\VQ ® o0 0.003~0.016 | 0.032~0.157
& [Cermet] 433-VQ 0.004~0.014 | 0.032~0.138
WNMG 332-MK [ ° o 0.003~0.012 | 0.032~0.098
= MK 431-MK ° ° 0.004~0.018 | 0.039~0.118
£ 432-MK o 0.004~0.020 | 0.039~0.138
E 433-MK ° (] 0.004~0.020 | 0.039~0.157
§ 434-MK 0.006~0.020 | 0.047~0.165
=
WNMA 331 0.004~0.012 | 0.020~0.118
332 o 0.004~0.012 | 0.020~0.118
= 333 0.004~0.012 | 0.039~0.118
% 431 (] 0.006~0.024 | 0.039~0.197
= 432 ° 0.006~0.024 | 0.039~0.236
o
433 ° 0.006~0.028 | 0.059~0.236
434 0.006~0.028 | 0.059~0.236
WNMG 332-RK 0.004~0.016 | 0.039~0.138
333-RK 0.009~0.016 | 0.059~0.197
= RK 431-RK o 0.009~0.020 | 0.059~0.236
% 432-RK ° o 0.009~0.021 | 0.059~0.236
= 433-RK ° o 0.011~0.021 | 0.071~0.236
-5
434-RK (] 0.010~0.024 | 0.078~0.236
WNMG 332-VR 0.008~0.016 | 0.039~0.236
431-VR 0.008~0.020 | 0.031~0.276
- VR 432-VR 0.010~0.022 | 0.047~0.276
% 433-VR 0.012~0.024 | 0.059~0.276
E 434-VR 0.016~0.024 | 0.059~0.157
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page |Wedge Clamp| Page | Multi Lock | Page TH Page  Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DWLNR/L | B95 | PWLNR/L |B102 | WWLNR/L | B104 | MWLNR/L | B113 PWLNR/L | B149 DWLNR/L |B126 | PWLNR/L |B128 | MWLNR/L | B131

41 e Turning



Turning Inserts (Negative) B

- Dimensions (inch)
W N 7] Szl 1kt RE s LE | D
32 3/8 | 1/64~3/64 1/8 0.256 5/32
le 33 3/8 | 1/64~3/64 3/16 0.256 5/32
43 172 | 1/64~3/64 3/16 0.342 5/32
64 3/4 3/64 1/4 0.513 5/16
. o -
@ Trigon 80 Negatlve
Steel L D IOEIEIEEEEEEXE) 8 Machining types
8 Stainless steel M LK ® 0T R OTTESE
= Cast iron [ 2K 2K XK ; s08 LK (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
8 powe | ogrton S EESSLNSE8ggEgossssseess mo o
[=% = AN M MMMOMOMIL LD O OO O O L L 0 W 0 MDD | v~ D i i
- 2200000000000V 000VVOOOOOISS (ipr) (inch)
OO0 00 |Z2=Z2=2=2=2=2=2=2222=2200000 00X I
WNMG 331-MM 0.003~0.014 | 0.020~0.157
332-MM o0 ° 0.004~0.016 | 0.020~0.157
= MM 333-MM ° 0.005~0.018 | 0.020~0.157
' 431-MM o 0o 0 o o o 0.004~0.016 | 0.020~0.157
432-MM LI ) ° o 0.005~0.018 | 0.020~0.157
= 433-MM e o 0 o [ 0.006~0.024 | 0.020~0.157
WNMG 331-RM 0.004~0.020 | 0.059~0.118
RM 332-RM (] 0.006~0.022 | 0.059~0.118
E’ 333-RM 0.008~0.024 | 0.059~0.118
B @; 431-RM o o 0.004~0.020 | 0.078~0.157
c : 432-RM °o 0 00 oo 0.006~0.022 | 0.078~0.157
— 433-RM oo o0 ° 0.008~0.024 | 0.078~0.157
= VP2 WNMG 431-VP2 o o o o 0.004~0.018 | 0.020~0.197
= 432-VP2 ° e 0 0 0 0 oo 0.005~0.020 | 0.020~0.197
2 ‘ 433-VP2 ° o 0.002~0.012 | 0.004~0.118
£
=
=
WNMG 332-VP3 0.024~0.015 | 0.016~0.138
= VP3 333-VP3 0.024~0.015 | 0.016~0.138
£ 431-VP3 0000 o 0.004~0.018 | 0.020~0.197
£ 432-VP3 ® o000 o|e o 00050020 0020-~0197
'-g 433-VP3 o oo 0.002~0.012 | 0.004~0.118
= 643-VP3 0.008~0.016 | 0.039~0.197
=2 VP3 WNGG 431-VP3 0.004~0.018 | 0.020~0.197
g
£
3 ‘
=
[
=
VP4 WNMG 431-VP4 o 0.006~0.014 | 0.039~0.157
g’ 432-VP4 [ o 0.006~0.014 | 0.039~0.157
) ‘ 433-VP4 . 0.008~0.016 | 0.039~0.157
e
® : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page Wedge Clamp| Page | Multi Lock | Page TH Page  Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DWLNR/L | B95 | PWLNR/L |B102 | WWLNR/L|B104 | MWLNR/L | B113 PWLNR/L | B149 DWLNR/L |B126 | PWLNR/L |B128 MWLNR/L | B131

Turning @ 42



B Turning Inserts (Negative)

80° S
] Dimensions (inch)
W N 7]  See| I RE s LE [ D
33 3/8 | 1/64~3/64 3/16 0.256 5/32
le 43 1/2 | 1/64~3/64 3/16 0.342 5/32
54 5/8 1/32 1/4 0.428 1/4
° e 64 3/4 3/64 1/4 0.513 5/16
[o] Rhombic 80° Positive
Relief Angle: 7°
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2k 2k 3 [ 2K 3
5 Cermet | Coated Coated Uncoated Cutting Condition
S rowe | Desgnon S8 E8EEgSSggssccgssgsecgs mo
[=% AT M MMMMMIL LD WWOO O ML LD 0 O 0 DM | v~ LD i i
[ 2200000000000V 000VOOLOOOO OIS S (ipr) (inch)
<< Oooooo|Z2=Z2=2=22222222220o00o0000TITI
. WNMG 331-HA L] L] 0.002~0.012 | 0.031~0.098
332-HA ° ° 0.004~0.016 | 0.031~0.098
HA
431-HA o o 0.002~0.012 | 0.031~0.138
S 4 432-HA o o 0.004~0.016 | 0.031~0.138
;‘. : 433-HA 0.005~0.022 | 0.031~0.138
WNMG 331-VW 0.002~0.012 | 0.016~0.118
\{W 332-vw 0.003~0.012 | 0.016~0.138
al 431-VW 0.004~0.012 | 0.020~0.118
k 432-VW 0.006~0.020 | 0.020~0.157
) 433-VW 0.007~0.020 | 0.039~0.157
[Wiper]
- LW WNMG 332-LW 0.006~0.024 | 0.020~0.138
.E ) 333-Lw 0.008~0.028 | 0.031~0.138
3 /‘”‘:k 432-LW 0.006~0.024 | 0.039~0.197
] & 433-LW 0.008~0.028 | 0.039~0.236
-1
g [Wiper]
= WNMX 431R-SR 0.004~0.014 | 0.028~0.118
£ SR 432R-SR 0.005~0.016 | 0.039~0.118
£ 431L-SR 0.004~0.014 | 0.028~0.118
) é 432L-SR 0.005~0.016 | 0.039~0.118
B2 [ Shaft]
=
WNMX 431R-SH 0.006~0.012 | 0.039~0.157
= 432R-SH 0.006~0.020 | 0.059~0.197
§ 431L-SH 0.006~0.012 | 0.039~0.157
E 432L-SH 0.006~0.020 | 0.059~0.197
2
()
=
E’ WNMM 542-B25 L] 0.012~0.031 | 0.118~0.315
'§: 643-B25 0.016~0.035 | 0.157~0.394
e
2
£
3
-1
()
=
@ : Stock item
External Tool Holder KHP Coolant Boring Bar
Double Clamp | Page | Lever Lock | Page |Wedge Clamp| Page | Multi Lock | Page TH Page  Double Clamp | Page | Lever Lock | Page | Multi Lock | Page
DWLNR/L | B95 | PWLNR/L |B102 | WWLNR/L | B104 | MWLNR/L | B113 PWLNR/L | B149 DWLNR/L |B126 | PWLNR/L |B128 MWLNR/L | B131

43 e Turning



Turning Inserts (Positive) B

Dimensions (inch)
Size IC RE S LE D1
21.5| 1/4 10.008~1/32| 3/32 0.254 7/64
325| 3/8 |0.008~1/32| 5/32 0.381 11/64
.43 1/2 1/64~3/64 3/16 0.508 7/32

CC

[o] Rhombic 80° Positive
Relief Angle: 7°
Steel D 3R IEEXEEEEEXS EX Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— on-Terrous metal i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Ef;i;i;:tg:img
Hardened steel [ 2 2K ] [ XK
S Cermet | Coated Coated Uncoated Cutting Condition
S| powe | Dwgnwon SEEgEcgSsgEsccomsssscsess mo o
-3 = AN M MMMOMOMIL LD W OO O O L L 0 W 0 MDD | v~ D (Ipr) (|nCh)
g 5383222222222 2222RRRRRRRPRE
CCMT 21.50.5-FP [ o 0.0004~0.0039| 0.0020~0.0031
. FP 2151-FP (e oo o oo . . 0.0004-0.0039|0.0039~0.0354
32.50.5-FP [ o 0.0004~0.0039/ 0.0020~0.0394
32.51-FP oo o °o o [ 0.0004~0.0039/ 0.0039~0.0394
[Mid steel] 32.52-FP o o o o 0.0016~0.00470.0039~0.0394
CCMT 21.50.5-VF ° ° ° ° 0.002~0.008 | 0.001~0.040
VF 21.51-VF o o o o o 0.004~0.010 | 0.001~0.040
32.50.5-VF ° 0.002~0.006 | 0.003~0.060
% 32.51-VF LI o ° ° 0.002~0.008 | 0.012~0.060
32.52-VF [ [ o o 0.004~0.010 | 0.012~0.060
431-VF o 0.003~0.009 | 0.004~0.080
CCMT 21.50.5-VL 0.002~0.007 | 0.008~0.055
21.51-VL ® 0|0 0|0 0 0 ° e 0o 0 0 o o 0 0.002~0.004 | 0.003~0.036
VL 21.52-VL o o o o 0.002~0.005 | 0.004~0.039
32.51-VL e o 0 o °o o oo [ o o ® o | (0.002~0.004 | 0.004~0.039
° 32.52-VL ° LI o o ° LI ® o (.003~0.006 | 0.004~0.039
431-VL 0.002~0.005 | 0.012~0.059
432-VL 0.003~0.006 | 0.012~0.059
433-VL 0.003~0.006 | 0.012~0.059
CCMT 21.50.5-HMP | e o o o o 0.001~0.005 | 0.004~0.059
- 21.51-HMP o °o o [ o o o 0.002~0.007 | 0.008~0.094
-_E 21.52-HMP [ ° o [ [ o o 0.003~0.009 | 0.016~0.094
ﬁ H/MP 32.50.5-HMP o ° ° 0.003~0.009 | 0.004~0.079
. d} 3251-HMP | K o o . o o 0.003~0.009 | 0.012~0.118
= y 32.52-HMP o oo o o o o 0.004~0.012 | 0.020~0.118
E 431-HMP ° e o0 ° ° 0.004~0.011 | 0.012~0.142
432-HVIP ° o ° ° ° 0.009~0.014 | 0.020~0.142
433-HMP 0.006~0.017 | 0.028~0.142
CCMT 21.505-MP (o o |o o °o o [ e o 0 o o o 0.002~0.005 | 0.008~0.059
21.51-MP ®o 0000 0 0 °o o 00000 0 0 0 ° 0.002~0.006 | 0.012~0.059
= 21.52-MP ° ° ° 0.003~0.006 | 0.020~0.078
:'S MP 32.50.5-MP |o o [ oo [ ® 0 0 0 0 0 0 0.003~0.006 | 0.012~0.078
=§ o 32.51-MP o o0 0|0 0 o oo o 000600000 ° 0.003~0.010 | 0.020~0.098
= 32.52-MP © 0/0 0 0 0 0 o o ®© 0000 0 0 00 ° 0.004~0.012 | 0.020~0.098
-E 431-MP [ [ o oo 0.004~0.012 | 0.020~0.138
= 432-MP [ [ oo oo 0.006~0.014 | 0.031~0.138
433-MP [ o 0.010~0.016 | 0.039~0.138
® : Stock item
External Tool Holder Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

Turning @ 44



B Turning Inserts (Positive)

CCO

Dimensions (inch)

Size IC RE S LE D1
21.5| 1/4 10.008~1/32| 3/32 0.254 7/64
32.5| 3/8 |0.008~1/32| 5/32 0.381 11/64
.43 1/2 1/64~3/64 3/16 0.508 7/32
[o] Rhombic 80° Positive
Relief Angle: 7°
Steel L O AOEIENXEEEEEEX) X Machining types
(] Stainless steel M T8 @ 0T R ELOTETES
= Cast iron [ 2K 2 2K s03 88 (K Z @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] 808 208 8 Interrupted cutting
Hardened steel [ 2k 2K ] [ 2K J
g Cermet | Coated Coated Uncoated Cutting Condition
| Piowre besignation | S EE 5 SCSRE8SSLL8B5882L8] n ap
2 225588338333 8888333383833333 58| () (inch)
Ool00|zZz=2=Z=Z=2Z=2Z=Z=Z=2Z=2Z=2=2ZZa4a4aa40a40aa4aa4a I
CCMT 21.50.5-C25 |o o (] L ° ° ° (] 0.001~0.005 | 0.016~0.079
21.51-C25 o 0ol0 0 o0 00000 00 o 0 ° ° 0.002~0.006 | 0.024~0.091
= 21.52-C25 o o0 o L e o 0 0 ° °o o ° 0.003~0.008 | 0.031~0.091
32.50.5-C25 0.002~0.008 | 0.020~0.098
3251-C25 |o o|e 000000 0 0 ° o ° ° 0.003~0.010 | 0.031~0.118
= 3252-C25 |o o|e o 000000 00 ° 0 ° ° 0.004~0.012 | 0.039~0.118
431-C25 LI o o 0 0 0 o L] o 0.004~0.013 | 0.031~0.118
432-C25 oo o e 00000 0 00 L) ° 0.005~0.014 | 0.047~0.138
433-C25 ° o oo (] 0.006~0.016 | 0.055~0.138
CCMT 21.51-VP1 0.002~0.005 | 0.004~0.059
VP1 32.51-VP1 0.002~0.008 | 0.004~0.059
32.52-VP1 0.003~0.008 | 0.020~0.078
o 431-VP1 0.003~0.008 | 0.008~0.078
432-VP1 0.004~0.010 | 0.020~0.078
433-VP1 0.004~0.012 | 0.032~0.098
CCGT 21.50.2-FS ° o 0.0004~0.00710.0012~0.0630
FS 21.50.5-FS ° ° 0.0008~0.0079 | 0.0016~0.0669
=] : 21.51-FS ° ° 0.0016~0.0083 | 0.0024~0.0709
E @ 32.50.2-FS (] o 0.0004~0.0079 | 0.0016~0.0709
[ 32.50.5-FS (] o 0.0008~0.0091 | 0.0020~0.0787
{High precision] 32.51-FS ° ° 0.0016~0.0091 | 0.0031~0.0787
32.52-FS ° ° 0.0024~0.0098 | 0.0039~0.0866
CCGT 21.50.2MFN-FS 0.0004~0.00710.0012~0.0630
FS 21.50.5MFN-FS 0.0008~0.0079 | 0.0016~0.0669
21.51MFN-FS 0.0016~0.0083 | 0.0024~0.0709
@ 32.50.2MFN-FS 0.0004~0.0079 | 0.0016~0.0709
32.50.5MFN-FS 0.0008~0.0091 | 0.0020~0.0787
[ Utra high precision] 32.51MFN-FS 0.0016~0.0091 | 0.0031~0.0787
32.52MFN-FS 0.0024~.0.0098| 0.0039~0.0866
o MS CCGT 32.50.2-MS ° ° 0.0008~0.0091 | 0.0020~0.0787
E 32.50.5-MS ° ° 0.0012~0.0098 | 0.0028~0.0984
E @ 32.51-MS (] ° 0.0020~0.0098 | 0.0035~0.0984
=
§ [ High precision ]
2 MS CCGT 32.50.2MFN-MS 0.0008~0.0091 | 0.0020~0.0787
g 32.50.5MFN-MS 0.0012~0.0098 | 0.0028~0.0984
E @ 32.51MFN-MS o 0.0020~0.0098 | 0.0035~0.0984
2
— [ Uttra high precision ]
® : Stock item
External Tool Holder Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

45 e Turning



Turning Inserts (Positive) B

Dimensions (inch)

C C QO Size IC RE S LE D1
*1.2 | 9/64 |0.002~1/64| 7/128 0.140 5/64
*1.5 | 11/64 |0.002~1/64| 9/128 0172 3/32
215 1/4 ]0.004~1/64| 3/32 0.254 7/64
325| 3/8 |0.004~1/64] 532 | 0.381 | 11/64
Rhombic 80° POSitive -—-J % TheIC and S are special dimensions.
@ Relief Angle: 7°
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M s8 = 0T X OTTESY
= Castiron (IR g808 s 8 (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| powe | Dwgnwon SEEEEcgSggSsccomsssscsess mo e
-3 = AN M MMMOMOMIL LD W OO O O L L 0 W 0 MDD | v~ D (Ipr) (|nCh)
g S5/88|2SS22222LL22C2CRRRRRRR2E

CCGT 21.50.2-VP1 ° o o 0 o 0.002~0.003 | 0.002~0.039

21.50.5-VP1 ° e 0o 0 0.001~0.004 | 0.003~0.059
VP1 21.51-VP1 ° e 0o 0 ° 0.002~0.005 | 0.004~0.059
= 32.50.2-VP1 ° o o o o 0.001~0.005 | 0.002~0.039
° 32.50.5-VP1 e oo o0 0.002~0.008 | 0.004~0.059
32.51-VP1 ° o o 0 o 0.002~0.006 | 0.003~0.059

[ High precision ]

CCGT 21.50.2MFN-VP1 ° ~0.002 0.002~0.051
21.50.5MFN-VP1 (] (] 0.002~0.003 | 0.002~0.039
21.51MFN-VP1 o 0.002~0.004 | 0.003~0.059

VP1 32.50.2MFN-VP1 . . 0.005~0.005 | 0.004~0.059
32.50.5MFN-VP1 ° ° 0.002~0.006 | 0.003~0.059
32.51MFN-VP1 (] o 0.005~0.008 | 0.004~0.059

[ Uttra high precision ]

*CCET 1.210.13R 0.001~0.002 | 0.004~0.012
1.210.2R 0.001~0.002 | 0.004~0.012
1.210.5R 0.001~0.002 | 0.004~0.012
1.211R 0.001~0.002 | 0.004~0.012
1.510.13R 0.001~0.004 | 0.004~0.020
1.510.2R 0.001~0.004 | 0.004~0.020
1.510.5R 0.001~0.004 | 0.004~0.020
1.511R 0.001~0.004 | 0.004~0.020
1.210.13L 0.001~0.002 | 0.004~0.012
1.210.2L 0.001~0.002 | 0.004~0.012
1.210.5L o0 ° ° 0.001~0.002 | 0.004~0.012
1.211L ° 0.001~0.002 | 0.004~0.012
1.510.13L 0.001~0.004 | 0.004~0.020
1.510.2R 0.001~0.004 | 0.004~0.020
1.510.5L o0 ° ° 0.001~0.004 | 0.004~0.020
1.511L (] o 0.001~0.004 | 0.004~0.020

® : Stock item
External Tool Holder Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

Turning @ 46



B Turning Inserts (Positive)

CCO

5] Rhombic 80° Positive
Relief Angle: 7°

o S
80 ‘._.‘

Dw]
-

Dimensions (inch)

Size| IC RE S LE D1

*1.2 | 9/64 |0.0012~1/64 | 7/128 | 0.140 5/64
*1.5 | 11/64 | 0.0012~1/64 | 9/128 | 0.172 3/32
21.5| 1/4 ]0.0012~0.008| 3/32 | 0.254 7/64
32,5/ 3/8 10.0012~0.008| 5/32 | 0.381 | 11/64

= ThelCand S are special dimensions.

Steel L O AOEIENXEEEEEEX) X Machining types
3 Stainless steel M LK .2 k.2 0T H N OTTEHSE
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] 808 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
8 powe | osgrton S8 ESSENSE8Sgggo8ssssssgs mo
[=3 AT T MM MMMMIL LD WWOO O ML LD 0 O 0 DM | v~ LD (IDI’) (Inch)
g 5388|2222 222222222RRRR28288 2L
CCGT 1.210.1R-KF o ° 0.0004~0.002| 0.004~0.012
1.210.2R-KF ° o 0.0004~0.002| 0.004~0.012
1.210.5R-KF o o 0.0004~0.002| 0.004~0.012
1.211R-KF o ° 0.0004~0.002| 0.004~0.012
1.510.1R-KF o ° 0.0004~0.004| 0.004~0.020
1.510.2R-KF o ° 0.0004~0.004| 0.004~0.020
1.510.5R-KF o o 0.0004~0.004| 0.004~0.020
1.511R-KF o o 0.0004~0.004| 0.004~0.020
21.50.1R-KF ~0.002 | 0.002~0.051
21.50.2R-KF 0.001~0.003 | 0.002~0.059
21.50.5R-KF 0.001~0.004 | 0.002~0.067
32.50.1R-KF 0.001~0.003 | 0.002~0.059
. KF 32.50.2R-KF 0.001~0.004 | 0.002~0.067
32.50.5R-KF 0.002~0.006 | 0.003~0.079
1.210.1L-KF ° ° 0.0004~0.002| 0.004~0.012
(Hgh precison] 1.210.2L-KF o ° 0.0004~0.002| 0.004~0.012
1.210.5L-KF ° ° 0.0004~0.002| 0.004~0.012
1.211L-KF o o 0.0004~0.002| 0.004~0.012
1.510.1L-KF o ° 0.0004~0.004| 0.004~0.020
1.510.2L-KF o o 0.0004~0.004| 0.004~0.020
1.510.5L-KF o o 0.0004~0.004| 0.004~0.020
1.511L-KF o o 0.0004~0.004| 0.004~0.020
21.50.1L-KF ~0.002 0.002~0.051
21.50.2L-KF 0.001~0.003 | 0.002~0.059
21.50.5L-KF 0.001~0.004 | 0.002~0.067
32.50.1L-KF 0.001~0.003 | 0.002~0.059
32.50.2L-KF 0.001~0.004 | 0.002~0.067
32.50.5L-KF 0.002~0.006 | 0.003~0.079
CCET 21.50.13MFR-KF ~0.002 0.002~0.051
21.50.2MFR-KF o 0.001~0.003 | 0.002~0.059
21.50.5MFR-KF ° ° 0.001~0.004 | 0.002~0.067
32.50.13MFR-KF 0.001~0.003 | 0.002~0.059
KF 32.50.2MFR-KF o ° 0.001~0.004 | 0.002~0.067
32.50.5MFR-KF ° 0.002~0.006 | 0.003~0.079
21.50.13MFL-KF ~0.002 0.002~0.051
[ Utra high precision | 21.50.2MFL-KF o 0.001~0.003 | 0.002~0.059
21.50.5MFL-KF ° o 0.001~0.004 | 0.002~0.067
32.50.13MFL-KF 0.001~0.003 | 0.002~0.059
32.50.2MFL-KF o 0.001~0.004 | 0.002~0.067
32.50.5MFL-KF o ° 0.002~0.006 | 0.003~0.079
@ : Stock item
External Tool Holder Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

47 e Turning



Turning Inserts (Positive) B

Dimensions (inch)

C C Q Q Size IC RE S LE D1
21.5| 1/4 10.0012~1/64 | 3/32 0.254 7/64
325| 3/8 |0.0012~1/64| 5/32 | 0.381 11/64
[o] Rhombic 80° Positive S
Relief Angle: 7°
Steel D 3R IEEXEEEEEXS EX Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s ss0¢8 s 8 : : @ Continuous cutting
— on-Terrous metal i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;:tg:img
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| powe | Dgnwon SEEgEcgSggEsccomsssscsress mo e
-3 = AN MM MMOMOMIL LD W OO O O LWL 0 W 0 DM | v~ D (Ipl’) (|nCh)
g S5/88|2ES22222LL22C2CRRRRRRR 2L
CCGT 21.50.1R-KF o L] ~0.002 0.002~0.051
21.50.2R-KF ° 0.001~0.003 | 0.002~0.059
21.50.5R-KF ° ° ° 0.001~0.004 | 0.002~0.067
21.51R-KM ° o 0.002~0.005 | 0.002~0.067
32.50.1R-KF o o 0.001~0.003 | 0.002~0.059
32.50.2R-KF o o 0.001~0.004 | 0.002~0.067
- 32.50.5R-KF o o 0.002~0.006 | 0.003~0.079
KM 32.51R-KM o o 0.002~0.006 | 0.002~0.079
N 21.50.1L-KF ° ° ~0.002 | 0.002~0.051
= 21.50.2L-KF ° 0.001~0.003 | 0.002~0.059
21.50.5L-KF ° ° 0.001~0.004 | 0.002~0.067
S [ High precision] 21.51L-KM (] o 0.002~0.005 | 0.002~0.067
32.50.1L-KF ° ° 0.001~0.003 | 0.002~0.059
32.50.2L-KF ° 0.001~0.004 | 0.002~0.067
32.50.5L-KF ° ° 0.002~0.006 | 0.003~0.079
32.51L-KM o L] 0.002~0.006 | 0.002~0.079
CCET 21.50.13MFR-KM o ~0.002 0.002~0.051
21.50.2MFR-KM o o 0.001~0.003 | 0.002~0.059
21.50.5MFR-KM o o 0.001~0.004 | 0.002~0.067
32.50.13MFR-KM 0.001~0.003 | 0.002~0.059
- 32.50.2MFR-KM o o 0.001~0.004 | 0.002~0.067
£ KM 32.50.5MFR-KM ° ° 0.002~0.006 | 0.003~0.079
= 21.50.13MFL-KM o ~0.002 | 0.002~0.051
:o: ° 21.50.2MFL-KM 0.001~0.003 | 0.002~0.059
S el 21.50.5MFL-KM ° o 0.001~0.004 | 0.002~0.067
2 i 32.50.13MFL-KM D 0.001~0.003 | 0.002~0.059
32.50.2MFL-KM ° 0.001~0.004 | 0.002~0.067
32.50.5MFL-KM ° ° 0.002~0.006 | 0.003~0.079
® : Stock item
External Tool Holder Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

Turning @ 48



B Turning Inserts (Positive)

Dimensions (inch)

‘ P QO Size IC RE S LE D1
r 25 | 516 1/64 3/32 0.254 9/64
@ Ic ﬂ 21.5| 1/4 | 1/64~1/32 3/32 0.317 7/64
32 3/8 | 1/64~1/32 1/8 0.381 11/64
r 11°
. o H RE
[ Rombic 80° Positive -
Relief Angle: 11°
Steel ) o008 ss8 8 s 28 Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron oxo0s 208 %8 ( 2K J @ Continuous cutting
= Non-ferrous metal (X ) & General cutting
= | Heatresistant alloy, Titanium alloy [ ) g$308%s 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ XK 3
g Cermet | Coated Coated Uncoated Cutting Condition
S Picture Designation SSREBLIRSIRSEI2LNS83882rga8 fn ap
= PR, R N S O RN s dmoooe &l w i f
= ZZ2 0688038383833 38333388838833 358 (ipr) (inch)
CO|l00|z2=2=Z=2=2=Z=2=2=2=2=2==2Z4a4aa0a4a4aada T
CPMT 2.51.51-VF 0.002~0.008 | 0.012~0.047
2.51.52-VF 0.004~0.008 | 0.012~0.047
- 321-VF o 0.002~0.008 | 0.012~0.059
322-VF [ o 0.004~0.008 | 0.012~0.059
CPMT 2.51.51-VL 0.001~0.003 | 0.003~0.039
2.51.52-VL 0.001~0.005 | 0.004~0.039
321-VL 0.002~0.004 | 0.004~0.039
322-VL 0.003~0.006 | 0.004~0.039
= CPGT 322-HMP 0.002~0.008 | 0.028~0.079
%
E
)
5
=
2
=
- CPMT 21.51-C25 0.002~0.006 | 0.024~0.091
.é
3
£
=
=
D
=
CPGT 2.5150.5 o 0.002~0.008 | 0.004~0.079
2.51.51 ° ° 0.003~0.008 | 0.012~0.079
2.51.52 0.004~0.010 | 0.020~0.079
320.5 0.002~0.008 | 0.012~0.059
321 o o 0.002~0.010 | 0.020~0.079
322 0.003~0.012 | 0.028~0.098
® : Stock item
Boring Bar
Screw on Page
SCLPR/L B133

49 @ Turning



Turning Inserts (Positive) B

s Dimensions (inch)
Size IC RE S LE D1
21.5| 1/4 10.008~1/32| 3/32 0.305 7/64
q 325| 3/8 |0.008~3/64| 5/32 0.458 | 11/64

DCC

Rhombic 55° Positive
@ Relief Angle: 7°

Steel 4 ezesesssss EX) Machining types
3 Stainless steel M T8 @ 0T X OTTESY
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| eowe | Desgnon | SEEEEcSSESgsscomssssesgs mo
-3 = AN MM MMOMOMIL LD W OO O O LWL 0 W 0 DM | v~ D (Ipr) (|nCh)
g S5/88|2ES22222LL22C2CRRRRRRR 2L
DCMT 21.50.5-FP L] 0.0004~0.0039 | 0.0020~0.0031
21.51-FP [ AN [ I ] ° [ 0.0004~0.0039 | 0.0039~0.0354
. FP 21.52-FP 0.0004~0.0039 | 0.0039~0.0394
- 32.50.5-FP o ° 0.0004~0.0039 | 0.0020~0.0394
* 3251-FP |e oo o] o o o o 0.0004~0.0039 | 0.0039~0.0394
(i steel 32.52-FP oo o0 ° 0.0016~0.0047 | 0.0039~0.0394
DCMT 21.50.5-VF ° ° 0.001~0.004 | 0.002~0.040
VE 21.51-VF o o o o 0.002~0.008 | 0.012~0.047
32.50.5-VF |e ° 0.002~0.006 | 0.003~0.059
"$ 32.51-VF LI ° ° ° 0.002~0.008 | 0.012~0.059
- 32.52-VF LI ° ° 0.004~0.010 | 0.012~0.059
DCMT 21.50.5-VL 0.002~0.004 | 0.003~0.036
21.51-VL o o0 0 o o ° e 0o 00 o o ° 0.002~0.004 | 0.003~0.036
VL 21.52-VL o0 ° ° 0.002~0.005 | 0.004~0.039
32.50.5-VL 0.001~0.004 | 0.003~0.032
32.51-VL o o/0o 000 o0 ° oo 0 00 ° ® | 0.002~0.004 | 0.004~0.039
32.52-VL ® 00 00 0 o ° ° ° [ 0.003~0.006 | 0.004~0.039
32.53-VL 0.003~0.006 | 0.012~0.059
- DCMT 21.50.5-HMP o ° 0.001~0.005 | 0.004~0.059
-E 21.51-HMP o o o ° o o o 0.002~0.007 | 0.008~0.091
= 21.52-HMP o0 ° 0.003~0.009 | 0.016~0.091
2 32.50.5-HMP . . o o 0.002~0.009 | 0.004~0.079
S 32.51-HMP ° o o0 ° ° ° ° 0.003~0.009 | 0.012~0.118
2 32.52-HMP ° o0 ° ° e o 0.004~0.012 | 0.020~0.118
DCMT 21.50.5-MP o 0o o o o0 L] o o 0 [ 0.002~0.005 | 0.005~0.071
- 21.51-MP ® o0 0000 ° ® o 0000 00 0.002~0.006 | 0.012~0.071
£ MP 21.52-MP ®o o 00 ° o ° © o000 00 0.003~0.009 | 0.012~0.071
E 32505-MP (e oo o o o ° eeo0e oo 0.002~0.006 | 0.012~0.078
e 6 3251-MP |o o (o o0 o o ® e 0000000000 0.002~0.008 | 0.020~0.091
E 3252-MP |e oo o 0 o o ¢ ececcccee oo 0.003~0.012 | 0.020~0.091
E 32.53-MP 0.010~0.014 | 0.031~0.118
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACR/L B114 SDJCR/L B168 SDQCR/L B134
SDJCRL B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136




B Turning Inserts (Positive)

Dimensions (inch)

D C Q O Size IC RE S LE D1
21.5| 1/4 10.008~1/32| 3/32 0.305 7/64
ﬂ 325| 3/8 |0.008~1/32| 5/32 0.458 | 11/64
7
(57 Rhombic 55° Positive
Relief Angle: 7°
Steel L O AOEIENXEEEEEEX) X Machining types
(] Stainless steel M T8 @ 0T R ELOTETES
= Cast iron [ 2K 2 2K s03 88 (K Z @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] 808 208 8 Interrupted cutting
Hardened steel [ 2K 2k ] [ 2K J
g Cermet | Coated Coated Uncoated Cutting Condition
E P besigratin |5 28 5L SSE5S5o 08888828 n ap
§ 2200883833388 88333338838333c8 (ipr) (inch)
O |Z2=Z2=2=22222222220o0o0o0000TITI
DCMT 21.50.5-C25 (@ o |o o o o o 0.001~0.006 | 0.012~0.079
= C25 21.51-C25 o o 0 o o o o o o o o o o o 0.002~0.008 | 0.020~0.098
) i 21.52-C25 °o o o o o o 0.002~0.010 | 0.031~0.098
@ 3250.5-C25 (@ oo o| o o . . 0.002-0010 | 0.020~0.08
o 32.51-C25 o o0 e 0o 0 0 0 o o 0 o o o 0.003~0.012 | 0.031~0.118
32.52-C25 [ BN ] o 0o 0 0 0 o o 0 o o o o 0.004~0.012 | 0.039~0.118
DCMT 21.51-VP1 0.002~0.005 | 0.004~0.059
VP1 32.51-VP1 0.002~0.008 | 0.004~0.059
o 32.52-VP1 0.003~0.009 | 0.004~0.059
DCGT 20.50.2-FS o o 0.0004~0.0071 | 0.0012~0.0630
ES 20.50.5-FS o o 0.0008~0.0079 | 0.0016~0.0669
_ 32.50.2-FS ° o 0.0004~0.0079 | 0.0016~0.0709
@ 32.50.5-FS . . 0.0008~0.0091 | 0.0020~0.0787
) ) 32.51-FS o o 0.0016~0.0091 | 0.0031~0.0787
[ High precision ]
32.52-FS o o 0.0024~0.0098 | 0.0039~0.0866
DCGT 20.50.2MFN-FS 0.0004~0.0071 | 0.0012~0.0630
20.50.5MFN-FS 0.0008~0.0079 | 0.0016~0.0669
FS 32,50 2MFN-FS 0.0004~0.0079 | 0.0016~0.0709
@ 32.50.5MFN-FS 0.0008~0.0091 | 0.0020~0.0787
32.51MFN-FS 0.0016~0.0091 | 0.0031~0.0787
[Uttra high precision | 32.52MFN-FS 0.0024~0.0098 | 0.0039~0.0866
- DCGT 32.50.2-MS ° ° 0.0008~0.0091 | 0.0020~0.0787
-E MS 32.50.5-MS o o 0.0012~0.0098 | 0.0028~0.0984
3 @ 32.51-MS o o 0.0020~0.0098 | 0.0035~0.0984
£
S [ High precision ]
=
- DCGT 32.50.2MFN-MS L] ° 0.0008~0.0091 | 0.0020~0.0787
.E MS 32.50.5MFN-MS 0.0012~0.0098 | 0.0028~0.0984
3 32.51MFN-MS ° o 0.0020~0.0098 | 0.0035~0.0984
<>
E [ Uttra high precision |
@ : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACR/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136

51 e Turning



Turning Inserts (Positive) B

s Dimensions (inch)
Size IC RE S LE D1
21.5| 1/4 10.0012~1/64 | 3/32 0.305 7/64
q 325| 3/8 |0.0012~1/64 | 5/32 | 0458 | 11/64

DCC

Rhombic 55° Positive
@ Relief Angle: 7°

Steel 4 ezesesssss EX) Machining types
3 Stainless steel M T8 @ 0T X OTTESY
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| rmowe | besgnn |ZEZmSZ8SSSSSScossssseresy mo o
o = AN M MMMOMOMIL LD W OO O O L L 0 W 0 MDD | v~ D (Ipl’) (InCh)
g 5338382228828 L22L2L82RR2RRRLIEE
DCGT 21.50.2-VP1 L] e o o 0.001~0.002 | 0.002~0.039
. VP1 21.50.5-VP1 o oo e | 0.001~0.004 | 0.003~0.059
21.51-VP1 ° e 0o o 0.002~0.005 | 0.004~0.059
32.50.2-VP1 o ° 0.001~0.005 | 0.002~0.039
[ High precision ] 32.50.5-VP1 ° e o0 ° 0.002~0.006 | 0.003~0.059
32.51-VP1 ° oo o ° 0.002~0.008 | 0.004~0.059
DCGT 21.50.2MFN-VP1 ° 0.002~0.003 | 0.002~0.039
VP1 21.50.5MFN-VP1 ° ° 0.002~0.004 | 0.003~0.059
21.51MFN-VP1 ° 0.002~0.005 | 0.004~0.059
‘ 32.50.2MFN-VP1 ° 0.002~0.005 | 0.002~0.039
[Ultra high precision ] 32.50.5MFN-VP1 o 0.002~0.006 | 0.003~0.059
32.51MFN-VP1 o (] 0.005~0.008 | 0.004~0.059
DCGT 21.50.1R-KF o ° ~0.002 0.002~0.051
21.50.2R-KF ° 0.001~0.003 | 0.002~0.059
21.50.5R-KF ° ° 0.001~0.004 | 0.002~0.059
21.51R-KF o L] 0.002~0.005 | 0.002~0.067
32.50.1R-KF o ° 0.001~0.003 | 0.002~0.059
32.50.2R-KF o ° 0.001~0.004 | 0.002~0.067
KF 32.50.5R-KF ° ° ° 0.002~0.006 | 0.003~0.079
32.51R-KF o L] 0.002~0.006 | 0.002~0.079
‘ 21.50.1L-KF o o ~0.285 0.002~0.051
[High precision ] 21.50.2L-KF o 0.001~0.003 | 0.002~0.059
21.50.5L-KF o 0.001~0.004 | 0.002~0.059
21.51L-KF o ° 0.002~0.005 | 0.002~0.067
32.50.1L-KF o o 0.001~0.003 | 0.002~0.059
32.50.2L-KF o 0.001~0.004 | 0.002~0.067
32.50.5L-KF o ° 0.002~0.006 | 0.003~0.079
32.51L-KF o L] 0.002~0.006 | 0.002~0.079
DCET 21.50.13MFR-KF ° ° ~0.002 | 0.002~0.051
21.50.2MFR-KF ° 0.001~0.003 | 0.002~0.059
21.50.5MFR-KF ° 0.001~0.004 | 0.002~0.067
32.50.13MFR-KF o ° 0.001~0.003 | 0.002~0.059
KF 32.50.2MFR-KF ° 0.001~0.004 | 0.002~0.067
32.50.5MFR-KF ° ° 0.002~0.006 | 0.003~0.079
21.50.13MFL-KF ° ~0.002 0.002~0.051
[Utra high precision ] 21.50.2MFL-KF 0.001~0.003 | 0.002~0.059
21.50.5MFL-KF 0.001~0.004 | 0.002~0.067
32.50.13MFL-KF o ° 0.001~0.003 | 0.002~0.059
32.50.2MFL-KF 0.001~0.004 | 0.002~0.067
32.50.5MFL-KF 0.002~0.006 | 0.003~0.079
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACR/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136




B Turning Inserts (Positive)

Dimensions (inch)

D C Q Q Size | IC RE S LE D1
21.5| 1/4 ]10.0012~1/64 3/32 0.305 7/64
ﬂ 32.5| 3/8 | 0.0012~1/64 5/32 0.458 | 11/64
7
(57 Rhombic 55° Positive
Relief Angle: 7°
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
§_ . ?astiron . o80T 208 28 : : @ Continuous cutting
— jon-ferrous metat i
é Heat resistant alloy, Titanium alloy [ ] 808 208 :Efgrerfplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
2 5358322822822 L8L22L8L82RR2RRR_2: i ne
DCGT 21.50.1R-KM o [ ~0.002 0.002~0.051
21.50.2R-KM ° L] 0.001~0.003 | 0.002~0.059
21.50.5R-KM ° L] 0.001~0.004 | 0.002~0.059
21.51R-KM ° ° 0.002~0.005 | 0.002~0.067
32.50.1R-KM ° ° 0.001~0.003 | 0.002~0.059
32.50.2R-KM ° ° 0.001~0.004 | 0.002~0.067
= 32.50.5R-KM ° L] 0.002~0.006 | 0.003~0.079
KM 32.51R-KM ° ° 0.002~0.006 | 0.002~0.079
= @ 21.50.1L-KM o o ~0.002 | 0.002~0.051
21.50.2L-KM o 0.001~0.003 | 0.002~0.059
( High precision ] 21.50.5L-KM o 0.001~0.004 | 0.002~0.059
21.51L-KM o 0.002~0.005 | 0.002~0.067
32.50.1L-KM o 0.001~0.003 | 0.002~0.059
32.50.2L-KM ° 0.001~0.004 | 0.002~0.067
32.50.5L-KM ° ° 0.002~0.006 | 0.003~0.079
32.51L-KM ° 0.002~0.006 | 0.002~0.079
DCET 21.50.13MFR-KM ~0.002 0.002~0.051
21.50.2MFR-KM ° ° 0.001~0.003 | 0.002~0.059
21.50.5MFR-KM ° ° 0.001~0.004 | 0.002~0.067
32.50.13MFR-KM 0.001~0.003 | 0.002~0.059
= 32.50.2MFR-KM ° ° 0.001~0.004 | 0.002~0.067
£ KM 32.505MFR-KM . . 0.002~0.006 | 0.003~0.079
= Q 21.50.13MFL-KM o ~0.002 | 0.002~0.051
E 21.50.2MFL-KM o 0.001~0.003 | 0.002~0.059
% [ Utra high precision ] 21.50.5MFL-KM o o 0.001~0.004 | 0.002~0.067
= 32.50.13MFL-KM 0.001~0.003 | 0.002~0.059
32.50.2MFL-KM o o 0.001~0.004 | 0.002~0.067
32.50.5MFL-KM ° 0.002~0.006 | 0.003~0.079
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACR/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136

53 e Turning



RCCO

Turning Inserts (Positive)

Dimensions (inch)

Size| IC S D1
8 0.315 1/8 9/64
@ Ic E[ 10 | 0.394 | 1/8~5/32 | 9/64
12 | 0472 3/16 11/67
o . 7 16 | 0.63 1/4 13/64
Round R°® Positive 2 | 061 | VA 2097
Relief Anale: 7° 25 | 0.984 5/16 9/32
elief Angle: 32 | 126 3/8 3/8
Steel L RN ENEEEEXEXX L. Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] 808 203 8 Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| eowe | Desgmon | SEESEcSSESgsscomssssersgs mo
= ZZ06808 8383338388333 38888833 358 (ipr) (inc
< oo |Z2=Z2=2=2222222222000o 0000 I
RCMT 0803M0-VM 0.002~0.012 | 0.031~0.098
= 10T3MO0-VM 0.002~0.014 | 0.036~0.118
1204M0-VM 0.004~0.020 | 0.039~0.138
1606M0-VM 0.005~0.024 | 0.051~0.256
RCMX 1003MO0 ° ° ° ° 0.010~0.020 | 0.059~0.157
> 1204M0 e o o0 o ° ° 0.012~0.024 | 0.098~0.197
-E 1606M0 o o ° o 0.016~0.028 | 0.118~0.276
3 2006M0 ° o 0.019~0.035 | 0.138~0.354
g 2507M0 o o 0.022~0.047 | 0.157~0.472
E 3209M0 o o 0.026~0.059 | 0.197~0.591
® : Stock item
External Tool Holder KHP Coolant
Lever Lock Page Screw on Page TH Page
PRDCN B98 SRDCN B115 SRGCR/L B149
PRGCR/L B99 SRGCR/L B116




B Turning Inserts (Positive)

C 90° Dimensions (inch)
S QO p R m Size IC RE S LE D1
215 1/4 1/64 3/32 1/4 7/64
Ic ﬂ 325| 3/8 1/64~1/32 5/32 3/8 11/64
R , 43 1/2 1/64~3/64 3/16 1/2 7/32
2
o mgm RE
B Square 90° Positive =
Relief Angle: 7°
Steel 4 ez0ezoes s s s s X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron [ 2K 2 2K [ 2K ] 88 (K Z @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] 3208 208 # Interrupted cutting
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
| Piowre besignation | S EE 5 SLSRE8SSLR8B5882L8] m o ap
[ 2200883833388 88333383888333|c8| (m (inch)
<< O |Z2=Z2=2=22222222220o0o0o0000TITI
=e) SCMT 32.51-FP o o 0.0004~0.0039 | 0.0039~0.0394
. 32.52-FP °o 0 ° o ° ° 0.0016~0.0047 | 0.0039~0.0394
[ Mild steel ]
SCMT 32.51-VF [ 0.002~0.008 | 0.012~0.059
SCMT 32.51-VL oo ° ° ° 0.002~0.004 | 0.004~0.039
32.52-VL o o o oo o 0.003~0.006 | 0.004~0.039
= SCMT 32.51-HMP o o o 0.003~0.009 | 0.012~0.118
£ 32.52-HMP ° ° ° 0.004~0.012 | 0.020~0.118
£ 431-HVMIP 0.004~0.011 | 0.012~0.142
=] 432-HMP o [ [ 0.005~0.014 | 0.024~0.142
s
=
-7}
=
= SCMT 32.51-MP o o o o o o o o 0.002~0.010 | 0.012~0.110
;E 32.52-MP o o 0 o o [ [ o 0.004~0.012 | 0.020~0.110
£ 431-MP oo . o o 0.004~0.012 | 0.020~0.110
e 432-MP oo ° o0 0 0 0 ° 0.006~0.014 | 0.032~0.138
= 433-MP 0.010~0.016 | 0.039~0.138
2
=
= SCMT 21.51-C25 o o o 0.003~0.010 | 0.016~0.098
E C25 32.51-C25 o o o o o o 0 o o o o 0.003~0.010 | 0.024~0.118
g . 32.52-C25 o/ o e 00000000 eeo o 0.004~0.012 | 0.039~0.118
e Q 431-C25 o ° 0 ° o oo o o 0.004~0.012 | 0.031~0.150
5 v 432-C25 IR EEEEREX e o o 0.005~0.015 | 0.047~0.150
2
=
® : Stock item
External Tool Holder Boring Bar
Screw on Page Screw on Page
SSBCR/L B116 SSKCR/L B136
SSDCN B116
SSKCR/L B117
SSSCR/L B117

55 e Turning



Turning Inserts (Positive) B

Dimensions (inch)

S P QQ Size IC RE S LE D1
32 3/8 | 1/64~1/32 1/8 3/8 11/64
325, 3/8 |1/64~1/32 5/32 3/8 11/64
42 1/2 | 1/64~3/64 1/8 12 -
. 53 | 5/8 3/64 3/16 5/8
square 90° Positive = 63 | 3/4 |3/64~1/16| 316 | 3/4
@ s ° 84 1 5/64 1/4 1
Relief Angle: 11
Steel L AR EEEEEEX) EX) Machining types
3 Stainless steel M s s 0T HE B L OTTEE
= Castiron ox% 0T s08 s 8 [ 2K Z @ Continuous cutting
; Non-ferrous metgl LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) s30%s 208 # Interrupted cutting
Hardened steel [ 2 2K ] [ XK
S Cermet | Coated Coated Uncoated Cutting Condition
§ Picture Designation SERRERY8RIB22r8BS8882e88 fn ap
= PR R RS S R85 5 5B moono oo f i
= Z2 2000000000000 O0O00VVOOOO OIS (ipr) (inch)
CO|00|ZzZ=z2=2=Z=Z=2Z2=2Z2=Z=2Z2=2Z=Z=ZZ2Z4aa40a4aa40a4aa4axTT
SPMT 32.51-VL 0.002~0.007 | 0.008~0.055
= 32.52-VL 0.003~0.009 | 0.008~0.055
SPMT 321-VF 0.002~0.008 | 0.012~0.059
322-VF 0.004~0.010 | 0.012~0.059
SPMR 321-F 0.002~0.008 | 0.012~0.079
421-F ° ° 0.004~0.010 | 0.020~0.079
SPGR 321-F 0.004~0.010 | 0.012~0.079
421-F 0.006~0.010 | 0.020~0.079
= M SPMR 322-M (] (] 0.004~0.016 | 0.039~0.138
5§ 422-M o L] 0.004~0.016 | 0.059~0.157
; 423-M L] 0.008~0.016 | 0.059~0.157
._g
D
=
= M SPGR 322-M 0.004~0.016 | 0.039~0.138
'§ ) 422-M 0.008~0.016 | 0.059~0.157
o 4
H < >
H &
=
(5]
=
SPUN 421 0.004~0.012 | 0.039~0.197
2 422 0.006~0.016 | 0.039~0.197
S 422SN 0.006~0.016 | 0.039~0.197
E 533 0.008~0.020 | 0.039~0.197
E 633 (] 0.008~0.020 | 0.059~0.276
% 634 0.010~0.024 | 0.079~0.276
= 845 0.012~0.031 | 0.118~0.394
® : Stock item
External Tool Holder Boring Bar
Clamp on Page Clamp on Page Screw on Page
CSDPN B105 CSKPR/L B129 SSKPR/L B136
CSKPR/L B106




B Turning Inserts (Positive)

Dimensions (inch)

S P OO size| IC RE s LE D1
25 | 516 1/64 3/32 5/16 7/64
21.5| 1/4 1/64 3/32 1/4 7/64
32 3/8 10.008~1/32 1/8 3/8 11/64
90° Positi - s 1p Joweeing i |1 |
@ Sql'.lare OOSI Ive 53 5/8 1'/64~5/64 3/16 5/8
Relief Angle: 11 63 | 34 | 1/64-3/32| 316 | 3/4
Steel L O AOEIENXEEEEEEX) X Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
é_ . ?astiron . o8 0s 208 28 : : @ Continuous cutting
— jon-ferrous metat i
§ Heat resistant alloy, Titanium alloy [ ] 808 208 :Efgrifplt::tg:img
Hardened steel [ 2K 2k ] [ 2K J
5 Cermet | Coated Coated Uncoated Cutting Condition
2 5358322228228 L22L8L82RRR2RR_2: i ne
SPGN 2.51.50.5 0.001~0.004 | 0.020~0.079
2.51.52 0.004~0.010 | 0.028~0.118
320.5 0.001~0.004 | 0.020~0.118
321 0.003~0.008 | 0.028~0.138
322 0.004~0.010 | 0.028~0.138
420.5 0.001~0.008 | 0.020~0.118
421 0.003~0.008 | 0.039~0.197
422 o 0.004~0.010 | 0.039~0.197
423 0.006~0.012 | 0.039~0.197
424 0.007~0.013 | 0.039~0.197
. 430.5 0.001~0.008 | 0.020~0.118
431 0.003~0.008 | 0.039~0.197
i 432 0.004~0.010 | 0.039~0.197
= / 433 0.006~0.012 | 0.039~0.197
\/ 434 0.007~0.013 | 0.039~0.197
@ 437.5 0.008~0.024 | 0.079~0.197
4310 0.010~0.028 | 0.118~0.197
531 0.003~0.008 | 0.059~0.276
532 0.004~0.010 | 0.059~0.276
533 0.006~0.012 | 0.059~0.276
534 0.007~0.013 | 0.059~0.276
535 0.008~0.018 | 0.059~0.276
631 0.003~0.008 | 0.059~0.354
632 0.004~0.010 | 0.059~0.354
633 0.006~0.018 | 0.059~0.354
634 0.007~0.024 | 0.059~0.354
636 0.010~0.028 | 0.098~0.354
= SPGA 21.51 0.002~0.010 | 0.020~0.079
é 3227 ° o 0.004~0.010 | 0.028~0.118
E 3221-Z o 0.004~0.010 | 0.028~0.118
% = Note: 08T: cormer C0.8
= 08T-Z: comer R0.8
= SPGT 321R 0.003~0.009 | 0.012~0.118
£ 322R 0.004~0.012 | 0.020~0.118
£ 321L ° 0.003~0.009 | 0.012~0.118
; 322L 0.004~0.012 | 0.020~0.118
E
E
® : Stock item
External Tool Holder Boring Bar
Clamp on Page Clamp on Page Screw on Page
CSDPN B105 CSKPR/L B129 SSKPR/L B136
CSKPR/L B106

57 e Turning



T

B

Turning Inserts (Positive)

Dimensions (inch)

Size| IC | RE | S | LE | D1

52 | 532 [0.008~1/64] 1/16 | 0.271 | 11128

s
. ° ags
C Triangular 60° Positive
Relief Angle: 5°
Steel D 3R IEEXEEEEEXS EX) Machining types
8 Stainless steel M LK ® 0T R OTTESE
= Cast iron [ 2K 2K XK ; s08 LK (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 8 Interrupted cutting
Hardened steel [ 2 2K ] [ XK
S Cermet | Coated Coated Uncoated Cutting Condition
S| Picture Designaion |2 S 2SS SESES I 228888822883 n ap
=3 AT M MMM MILI L) WO O O LO L W M O G O~ 1o © 'h)
= ZZ00000VCVVLVVOLO0OVO0VVOOOO O OIS S (ipr) (inc
< CO|l00|z2=2=2=2=Z=2=2=2Z=2=2Z=2=z=2=2Z4a4a404aa0ad4aad4IcT
TBMT 520.5-VL 0.001~0.002 | 0.002~0.024
TBGT 5205 L] ° ° 0.002~0.008 | 0.004~0.051
521 L] 0.003~0.008 | 0.004~0.051
® : Stock item
Compact Mini
TH Page
STUBR/L B142
STLBR/L B142




B Turning Inserts (Positive)

Dimensions (inch)

TC QQ Size IC RE S LE D1
1.2 | 0.156 0.004 3/32 0271 | 11/128
1.8 | 0.219 | 1/64~1/32 3/32 0.379 | 13/128
21.5| 1/4 10.008~1/32| 3/32 0.433 7/64
o 32.5| 3/8 |0.008~3/64| 5/32 0.65 11/64
@ Triangular 60° Positive 43| 12 | /2 | 316 | 0866 | -
Relief Angle: 7°
Steel L O AOEIENXEEEEEEX) X Machining types
(] Stainless steel M T8 @ 0T R ELOTETES
= Cast iron IO s03 [ ] [ 2K J @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] 808 208 8 Interrupted cutting
Hardened steel [ 3K 2K 7 [ 3K 3
5 Cermet | Coated Coated Uncoated Cutting Condition
S| powe | Dwgnton SEEgEcgSggSsccomssssceess mo e
[=3 AT MM MMMMIL LD WWOO O ML LD 0 O 0 DM | v~ LD (Ipr) (|nch)
g 5833822228228 L22L8L82RRR2RRR_2:
TCMT 21.50.5FP L] L] 0.0004~0.0039 | 0.0020~0.0031
> F_P 21.51-FP ° L] 0.0004~0.0039 | 0.0039~0.0354
[ Mild steel ]
TCMT 21.50.5-VF 0.001~0.005 | 0.002~0.028
VF 21.51-VF ° ° 0.002~0.008 | 0.012~0.047
21.52-VF ° 0.004~0.010 | 0.012~0.047
32.50.5-VF 0.002~0.006 | 0.004~0.051
32.51-VF ° ° 0.002~0.006 | 0.012~0.059
TCMT 1.81.52-VL 0.003~0.008 | 0.004~0.047
VL 21.51-VL L) 0.002~0.006 | 0.004~0.051
21.52-VL ° 0.003~0.008 | 0.004~0.051
A 32.51-VL o 0o o ° o o 0 o ° 0.002~0.006 | 0.012~0.059
32.52-VL LI I ) ° o o ° 0.002~0.006 | 0.012~0.059
TCMT 1.81.51-HMP L] L] 0.002~0.007 | 0.008~0.091
=2 1.81.52-HMP 0.003~0.009 | 0.016~0.091
E 21.50.5-HMP 0.001~0.006 | 0.004~0.059
'-E 21.51-HMP ° o o o o ° o ° 0.002~0.007 | 0.008~0.098
E 21.52-HMP ° ° ° ° 0.004~0.010 | 0.016~0.098
=§ 32.51-HMP ° ° o ° ° ° 0.003~0.009 | 0.012~0.118
= 32.52-HMP °o o ° ° ° 0.004~0.012 | 0.020~0.138
TCMT 1.81.51-MP ° o o 0.002~0.007 | 0.004~0.039
1.81.52-MP o o 0.003~0.008 | 0.004~0.047
21.50.5-MP o o ° o0 0.001~0.005 | 0.008~0.059
= 21.51-MP L) ° L) ° o 0.002~0.006 | 0.008~0.059
g MP 21.52-MP oo . o oo 0.004~0.011 | 0.010~0.078
EE a 32.50.5-MP 0.003~0.010 | 0.008~0.059
E 32.51-MP o o e o o o ®© 06 006 0 0 0 0 o 0.003~0.008 | 0.012~0.098
% 32.52-MP R 000000 oo 0.004~0.012 | 0.020~0.098
= 32.53-MP o 0 ° ° 0.008~0.016 | 0.020~0.098
432-MP 0.008~0.016 | 0.020~0.138
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
STACR/L B117 STACR/L B169 STFCR/L B137
STFCR/L B118
STGCR/L B118
STTCR/L B118
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Turning Inserts (Positive) B

Dimensions (inch)

TC QO Size IC RE S LE D1
1.5 | 3/16 |0.0012~0.008 3/32 0.325 3/32
1.8 [7/32~3/8) 1/64~1/32 |3/32~5/32| 0.379 | 13/128
21.5| 1/4 10.004~1/32| 3/32 0.433 7/64
e 32.5| 3/8 |1/64~1/32 5/32 0.65 11/64
& Triangular 60° Positive
Relief Angle: 7°
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M s8 = 0T X OTTESY
= Cast iron [ 2K 2K XK ; s08 LK (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
g|  Pioture besignaton | S Z 285 SSS8858c 8858828y fn ap
§ 2200888333888 83333883888333|c8| (M (inch)
oo |Z2=Z2=2=2222222222000 0000 I
TCMT 1.81.51-C25 (@ o |e o °o o °o o o o °o o ° 0.002~0.007 | 0.016~0.098
= c2 1.81.52-C25 | o ° ° o o ° [ 0.003~0.010 | 0.031~0.098
S 21.50.5-C25 | o ° o o ° 0.002~0.005 | 0.016~0.079
21.51-C25 o o0 0 °o o °o o o o °o o ° 0.002~0.008 | 0.024~0.098
= 21.52-C25 ® o ° ° o °o o o o °o o o [ 0.003~0.010 | 0.031~0.098
32.51-C25 ® 6 06 0 06 0 0 0 0 o [ ] [ ] L [ ] [ ] 0.003~0.011 | 0.031~0.118
32.52-C25 °o o ° e o 0 00 o o °o o ° o 0.004~0.012 | 0.039~0.118
E VP1 TCMT 32.51-VP1 0.002~0.008 | 0.004~0.059
32.52-VP1 0.003~0.009 | 0.004~0.059
TCGT 21.50.2-FS o o 0.0004~0.0063 | 0.0012~0.0551
FS 21.50.5-FS ° ° 0.0008~0.0071 | 0.0016~0.0591
Q 21.51-FS ° ° 0.0016~0.0075 | 0.0024~0.0630
[ High precision |
TCGT 21.50.2MFN-FS 0.0004~0.0063 | 0.0012~0.0551
FS 21,50 5MFN-FS 0.0008~0.0071 | 0.0016~0.0591
e 21.51MFN-FS 0.0016~0.0075 | 0.0024~0.0630
[ Ultra high precision ]
TCGT 1.81.51-VP1 0.002~0.007 | 0.004~0.039
VP1 32.51-VP1 0.002~0.008 | 0.004~0.059
32.52-VP1 0.003~0.009 | 0.004~0.059
éﬂ;\
TCGT 1.51.50.1R-KF ~0.002 | 0.002~0.051
KFE 1.51.50.2R-KF 0.001~0.003 | 0.002~0.059
1.51.50.5R-KF 0.001~0.004 | 0.002~0.067
1.51.50.1L-KF ~0.002 0.002~0.051
1.51.50.2L-KF 0.001~0.003 | 0.002~0.059
[High precision ] 1.51.50.5L-KF 0.001~0.004 | 0.002~0.067
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
STACR/L B117 STACR/L B169 STFCR/L B137
STFCR/L B118
STGCRL B118
STTCR/L B118




B Turning Inserts (Positive)

TO 0

o

Dimensions (inch)

Size IC RE S LE D1
1.2 | 5/32 0.008 116 0.273 | 11/128
s ; 1.8 | 7/32 1/64 3/32 0.382 7/64
N |+ 2.52| 10/31 1/64 15/128 0.559 5/32
o
. ° ags
C Triangular 60° Positive
Relief Angle: 8°
Steel L EOEICEICE X XK N %% Machining types
2 Stainless steel M s 8 s 0T H BB OTTES
= Cast iron [ 2K 2 2K ® L. 2K .2 (K Z @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] g$308%s 208 # Interrupted cutting
Hardened steel [ 2k 2K ] [ XK 3
5 Cermet | Coated Coated Uncoated Cutting Condition
5| powe | obesgmin |SEZSSc8SSSgssceusssseesy mo
[=% AT M MMMMMIL LD WWOO O ML LD 0 W 0 DM | v~ LD i i
= ZZ2 0688038383833 8333388838833 358 (ipr) (inch)
< CO0|00|=2=2=2=2=2=2=2=2=2=2=2==Za4a4aa4aa4aa4aa4axx
TOEH 1.210.5L 0.002~0.007 | 0.004~0.059
1.81.51L 0.002~0.008 | 0.012~0.098
y 2.521L o 0.002~0.010 | 0.012~0.098
® : Stock item
Dimensions (inch)
I P IC RE S LE D1
7/32 10.008~1/64| 3/32 0.379 [1/128~1/64
1/4 10.008~1/32]| 3/32~1/8 | 0.433 9/64
3/8 1/64~1/32 3/16 0.650 -
. ° ags
C Triangular 60° Positive
Relief Angle: 11°
Steel 49 exesezss s % LK Machining types
3 Stainless steel M s 8 ( E X XXX KX’
2 Cast iron [ 2K 20 2K (2K J 88 (2K Z @ Continuous cutting
= Non-ferrous metal s & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 80880 # Interrupted cutting
Hardened steel [ 2k 2k 2K Ok ¢
.5 Cermet | Coated Coated Uncoated Cutting Condition
‘C-U, - - . O O WL O D O O WL O O O WL W WWw o O Ww o
g Pewe | Do 8RS SNdSZ8HfEEnssnissses 1 o
= Z2206|0 8388388838883 3338388383333|58 (ipr) (inch)
OO0 |Z 2222222222220 000000 T I
TPMT 1.81.50.5-FP o0 ° ° 0.0004~0.0035 | 0.0020~0.0028
1.81.51-FP o o o L o o 0.0004~0.0035 | 0.0031~0.0039
FP 220.5-FP o o 0.0004~0.0039 | 0.0020~0.0031
o A 221-FP o oo o o0 ° ° 0.0004~0.0039 | 0.0039~0.0354
222-FP o0 e o [ 0.0016~0.0039 | 0.0039~0.0394
331-FP ° ° 0.0004~0.0039 | 0.0039~0.0394
[Mid tee] 332-FP ° 0.0016~0.0047 | 0.0039~0.0394
® : Stock item
External Tool Holder Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139
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TP O

Turning Inserts (Positive) B

Dimensions (inch)

IC RE S LE D1
7/32 10.008~1/64| 3/32 0.379 [1/128~1/64
1/4 | 1/64~1/32 | 3/32~1/8 | 0.433 9/64
3/8 | 1/64~3/64 1/8 0.650 -
e 3/8 | 1/64~1/32 3/16 0.650
& Triangular 60° Positive Ve | sz | 36 | 0866
Relief Angle: 11°
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M s s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— on-Terrous metal i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;:tg:img
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| rmowe | besgnn |ZEZ8Sc8SssSSsScossssseresy mo o
-3 = AN MM MMOMOMIL LD W OO O O LWL 0 W 0 DM | v~ D (Ipl’) (Inch)
g S5/88|2ES22222LL22C2CRRRRRRR 2L

TPMT 221-VF o o L] o L] 0.002~0.008 | 0.012~0.059

S VF 222-VF ° ° [ 0.004~0.010 | 0.012~0.059
331-VF 0.002~0.008 | 0.012~0.079
332-VF 0.004~0.010 | 0.012~0.079

TPMT 1.81.51-VL 0.002~0.004 | 0.004~0.036

VL 1.81.52-VL 0.002~0.005 | 0.004~0.039
221-VL o o 0 o ° o o °o o 0.002~0.006 | 0.004~0.051
222-VL 0.003~0.008 | 0.004~0.051
331-VL 0.002~0.008 | 0.012~0.059
332-VL 0.002~0.008 | 0.012~0.059

TPMT 1.81.50.5-MP 0.001~0.006 | 0.004~0.039
2 1.81.51-MP 0.002~0.007 | 0.004~0.039
= MP 220.5-MP 0.001~0.005 | 0.008~0.059
:.E a 221-MP o olo o S e 0o o0 o 0.002~0.008 | 0.008~0.059
E 222-MP [ I ] ° 0.004~0.011 | 0.012~0.078
% 330.5-MP 0.002~0.008 | 0.012~0.098
= 331-MP L 0.003~0.008 | 0.012~0.098

332-MP o o 0.004~0.012 | 0.020~0.098

TPMR 1.81.50.5F 0.002~0.006 | 0.004~0.039

1.81.51F 0.002~0.006 | 0.004~0.039

220.5-F 0.002~0.006 | 0.004~0.059

221-F o o 0 o o 0.002~0.008 | 0.012~0.059

222-F 0.002~0.010 | 0.012~0.059

321-F o o 0 o ° ° o 0.003~0.010 | 0.020~0.079

322-F 0.003~0.010 | 0.020~0.118

= TPGR 220.5-F 0.002~0.006 | 0.004~0.059

: 221-F 0.002~0.008 | 0.012~0.098

) \ 321-F 0.003~0.010 | 0.012~0.098
Cam—

TPMR 221-M 0.004~0.010 | 0.028~0.118
= M 222-M ° ° 0.005~0.012 | 0.039~0.118
= 321-M o ° 0.004~0.010 | 0.039~0.197
£ 322-M eeo oo ° 0.005~0.012 | 0.039~0.197
% . 323-M oo 0.006~0.014 | 0.039~0.197
= 432-M o 0.005~0.012 | 0.059~0.276

® : Stock item
External Tool Holder Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139




B Turning Inserts (Positive)

Dimensions (inch)

TP QO IC RE S LE D1
7/32 | 1/64~1/32 1/8 0.379 -
1/4 1/32 3/32 0.433 -
1/4 10.008~1/32]| 3/32~1/8 | 0.433 9/64
3/8 10.008~1/16 1/8 0.650 -
/p, Tianguer 60° Positive 61 |3 100
Relief Angle: 11° 34| o |1 10
Steel O AR EEEEEEREERE XD Machining types
2 Stainless steel M s 8 s 0T HE B EEOT S
é_ . ?astiron . o8 0s 208 s 8 : : @ Continuous cutting
= n-ferrous mi |
§ Heat resisotame alﬁJlfTiteem?um alloy [ ] 0% 0 :ﬁj;i;aplt::tg:img
Hardened steel oz s oS
g Cermet | Coated Coated Uncoated Cutting Condition
g|  Pioture besignaton | S S 28 S SSR88Sgcop8sssseesy fn ap
2 2255888338333 88883338833333 58| () (inch)
Oo|00|zZz=2=Z=Z=2Z=2Z=Z=Z=2Z=2Z=2Z=2ZZ4a4a4aa0a460a4aa4aIx
= TPGR 222-M 0.005~0.012 | 0.039~0.118
322-M 0.005~0.012 | 0.039~0.197
TPUN 1.81.52 0.004~0.012 | 0.020~0.079
21.52 0.006~0.016 | 0.039~0.118
221 0.004~0.012 | 0.039~0.118
222 0.006~0.016 | 0.039~0.118
=2 321 ° 0.004~0.012 | 0.039~0.197
E 322 o o 0.006~0.016 | 0.039~0.197
%E 322TN 0.006~0.016 | 0.039~0.197
E 323 0.008~0.020 | 0.059~0.197
§ 323TN 0.008~0.020 | 0.059~0.197
= 431 0.004~0.012 | 0.059~0.276
432 o 0.006~0.016 | 0.059~0.276
433 0.008~0.020 | 0.059~0.276
433TN 0.008~0.020 | 0.059~0.276
645 0.012~0.028 | 0.118~0.394
TPGN 1.81.51 0.003~0.008 | 0.028~0.079
220.5 0.002~0.006 | 0.020~0.079
221 [J [J 0.003~0.008 | 0.028~0.118
222 ° ° 0.004~0.010 | 0.039~0.118
320.5 0.002~0.007 | 0.039~0.197
321 ° o ° 0.003~0.008 | 0.039~0.197
=2 322 o ° o 0.004~0.010 | 0.039~0.197
E 3225 0.004~0.010 | 0.039~0.197
'E 323 0.006~0.012 | 0.039~0.197
E 324 0.006~0.012 | 0.039~0.197
§ 331 0.003~0.008 | 0.039~0.197
= 431 ° 0.003~0.008 | 0.059~0.276
432 o 0.004~0.010 | 0.059~0.276
433 ° 0.006~0.012 | 0.059~0.276
437.5 0.012~0.018 | 0.059~0.276
4310 0.012~0.020 | 0.059~0.276
532 0.006~0.010 | 0.118~0.315
542 0.006~0.010 | 0.118~0.315
® : Stock item
External Tool Holder Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139
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Turning Inserts (Positive) B

Dimensions (inch)
IC RE S LE D1
3/16 0.008 3/32 0.325 3/32
7/32 10.008~1/32| 3/32 0.379 0.118
1/4 10.008~1/32 1/8 0.433 9/64
1/4  10.008~1/64| 3/32 0.433 9/64
3/8 1/64~1/32 3/16 0.650 11/64

TP (0

& Triangular 60° Positive
Relief Angle: 11°

Steel 4 ezesesssss EX) Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
é_ . ?astiron = o%0s 208 s 8 : : @ Continuous cutting
— on-Terrous metal i
g Heat resistant alloy, Titanium alloy [ ] 808 203 :Efgiﬁ;ﬂ:img
Hardened steel [ 2 2K ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
S| eowe | Desgnon | SEESEcSSESgsscomssssecgs mo
[=3 AN M MMMOMOMIL LD W OO O O L L 0 W 0 DM D v~ D (Ipl’) (Inch)
g S5/88|2ES22222LL22C2CRRRRRRR 2L
TPGH 1.51505L (e e 0.001~0.005 | 0.002~0.067
1.51.51L o0 0.001~0.006 | 0.003~0.067
230.5L 0.002~0.006 | 0.002~0.079
231L 0.003~0.008 | 0.003~0.118
TPGT 1.51.50.5R 0.002~0.008 | 0.012~0.059
1.51.51R 0.002~0.008 | 0.012~0.059
221.5R 0.002~0.008 | 0.012~0.059
221R o 0.002~0.008 | 0.020~0.079
- 222R 0.003~0.010 | 0.020~0.079
£ 331R LI 0.002~0.008 | 0.028~0.118
= 332R ° 0.002~0.008 | 0.028~0.118
e 151.505L |o o e e 0002~0008  0.012~0.059
= 1.51.51L o 0.002~0.008 | 0.012~0.059
E 221.5L 0.002~0.008 | 0.012~0.059
221L [ ) 0.002~0.008 | 0.020~0.079
222R 0.003~0.010 | 0.020~0.079
331R [ 0.002~0.008 | 0.028~0.118
332R 0.002~0.008 | 0.028~0.118
= TPGX 1.81.50.5L o 0.004~0.008 | 0.012~0.039
= 1.81.51L o 0.004~0.010 | 0.020~0.039
“E 1.81.52L 0.004~0.012 | 0.039~0.039
= 221L ° 0.004~0.010 | 0.020~0.047
E
@ : Stock item
External Tool Holder Boring Bar Compact Mini
Clamp on Page Clamp on Page Screw on Page TH Page
CTFPR/L B106 CTFPR/L B129 STFPR/L B138 STUPR/L B143
CTGPR/L B106 STWPR/L B139




B Turning Inserts (Positive)

Dimensions (inch)

V B QO e ] size] IC RE s LE D1
7 N e 22 1/4 10.008~1/32 1/8 0.436 |7/64~1/9
\ @ ] Ic III 33 3/8 | 1/64~3/64 3/16 0.654 | 11/64
RE ~ 5°
R S
_ 5> Fombic 35° Positive
Relief Angle: 5°
Steel O AR EEEEEEREERE XD Machining types
2 Stainless steel M s 8 s 0T HE B EEOT S
é_ . ?astiron . o8 0s 208 s 8 : : @ Continuous cutting
= n-ferrous mi |
§ Heat resisotame alﬁJlfTiteem?um alloy [ ] 808 8%0° :I(:lfgrerfplt::t::l:?tmg
Hardened steel oz s oS
5 Cermet | Coated Coated Uncoated Cutting Condition
2 5388|2222 222222222RRRR282882: P ne
VBMT 220.5-FP L] 0.0004~0.0039 | 0.0020~0.0031
> EP 221-FP ° L] 0.0004~0.0039 | 0.0039~0.0354
e — 222-FP ° 0.0004~0.0039 | 0.0039~0.0394
331-FP e o0 0 o o ° ° 0.0004~0.0039 | 0.0039~0.0394
(Mid steel 332-FP o o0 oo ° 0.0016~0.0047 | 0.0039~0.0394
VBMT 220.5-VB 0.002~0.006 | 0.008~0.047
221-VB 0.002~0.007 | 0.008~0.047
VB 222-\B 0.003~0.008 | 0.024~0.047
¢ 330.5-VB 0.002~0.008 | 0.002~0.039
331-VB o oo ° 0.002~0.008 | 0.008~0.059
332-VB o o o ° 0.004~0.009 | 0.020~0.059
333-VB ° 0.005~0.010 | 0.031~0.059
VBMT 331-VF o0 ° ° ° ° 0.002~0.008 | 0.012~0.040
VF 332-VF o0 ° 0.004~0.010 | 0.012~0.040
=
VBMT 220.5-VL 0.001~0.008 | 0.008~0.047
221-VL 0.002~0.008 | 0.008~0.047
VL 222-VL 0.003~0.008 | 0.008~0.047
@ 330.5-VL 0.001~0.008 | 0.012~0.059
331-VL ®o o0 00 00 ° e 0o 00 e 0o 0 0.002~0.008 | 0.012~0.059
332-VL e o0 0 o ° L) °o o 0.004~0.008 | 0.012~0.059
333-VL [ 0.004~0.010 | 0.012~0.059
VBMT 221-HMP o 0.001~0.008 | 0.006~0.106
222-HMP ° o 0.002~0.010 | 0.016~0.106
HMP 331-HMP ° 0.003~0.008 | 0.008~0.106
1.—*’&; 332-HMP o L) (] o o o o 0.004~0.011 | 0.020~0.106
333-HMP o 0o o ° ° ° ° 0.004~0.013 | 0.020~0.106
VBMT 220.5-MP ° ° 0.002~0.006 | 0.008~0.059
= 221-MP o 0o o o o 0.002~0.006 | 0.008~0.059
E MP 222-MP ° o0 o 0.004~0.011 | 0.012~0.078
'-: - 330.5-MP 0.002~0.006 | 0.010~0.079
= 331-MP ®o o0 0|0 00 ° L) e 0o 0 00 00 0.002~0.008 | 0.012~0.078
% 332-MP e o000 0 o0 ° o 000000 ° o 0.004~0.010 | 0.020~0.091
= 333-MP o o o o o o o 0.004~0.014 | 0.020~0.091
@ : Stock item
External Tool Holder Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119
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VB

Turning Inserts (Positive) B

Dimensions (inch)

Des [ | size] IC RE s LE [ D1
/ N 94 22 1/4 10.004~1/64 1/8 0.436 | 7/64~1/9
\ @ ] Ic III D1 33 3/8 10.004~1/32| 3/16 0.654 | 11/64
%7 N ‘ A
LE
. ° ags
5 Rhombic 35° Positive
Relief Angle: 5°
Steel L AR EEEEEEX) EX) Machining types
3 Stainless steel M s8 = 0T X OTTESY
= Cast iron [ 2K 2K XK ; s08 LK (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
§ Picture Designation SS82L 8L R[22 iass82Lgs8 fn ap
= PR, R N S S R N8R B ooo o & w i i
s 220000000 00000000 VVOOOO OIS S (ipr) (inch)
oo |Z2=Z2=2=2222222222000o 0000 I
VBMT 331 o o o L] [ 0.003~0.008 | 0.020~0.059
332 [ I} ° [ 0.006~0.010 | 0.028~0.079
2 VBGT 331 0.003~0.008 | 0.020~0.059
E’ 332 0.006~0.010 | 0.028~0.079
2
VBMT 330.5-VP1 ° 0.002~0.008 | 0.006~0.059
331-VP1 0.002~0.008 | 0.007~0.071
VP1 332-VP1 0.002~0.008 | 0.008~0.071
VBGT 220.2-FS L] [ 0.0004~0.0063 | 0.0012~0.0551
220.5-FS o ° 0.0008~0.0071 | 0.0016~0.0591
FS 221-FS ° ° 0.0016~0.0075 | 0.0024~0.0630
- 330.2-FS o ° 0.0004~0.0063 | 0.0016~0.0709
@ 330.5-FS o ° 0.0008~0.0071 | 0.0020~0.0787
[High precison] 331-FS o o 0.0016~0.0075 0.0031~0.0787
VBGT 220.2MFN-FS 0.0004~0.0063 | 0.0012~0.0551
220.5MFN-FS 0.0008~0.0071|0.0016~0.0591
FS 221MFN-FS 0.0016~0.0075 | 0.0024~0.0630
e 330.2MFN-FS 0.0004~0.0063 | 0.0016~0.0709
== 330.5MFN-FS 0.0008-0.0071 | 0.0020~0.0787
[Uira figh precision 331MFN-FS 0.0016~0.0075 0.0031~0.0787
VBGT 220.5-VP1 0.001~0.004 | 0.003~0.059
330.5-VP1 0.002~0.008 | 0.006~0.059
VP1 331-VP1 0.002~0.008 | 0.007~0.071
@ : Stock item
External Tool Holder Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119




B Turning Inserts (Positive)

VB0

Dimensions (inch)

Do | Sizel 1€ | RE | S | LE | D
N\ s 22 | 1/4 | 0~0008 | 1/8 | 0.436 |7/64~1/9
© | B
S S =
. ° ags
5 Rhombic 35° Positive
Relief Angle: 5°
Steel O AR EEEEEEREERE X Machining types
2 Stainless steel M s 8 s 0T HE B EEOT S
2 Cast iron IO s03 88 [ 2K J @ Continuous cutting
é Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] s 0880 # Interrupted cutting
Hardened steel oz s o0
5 Cermet | Coated Coated Uncoated Cutting Condition
| ot besignaton | S S 28 S SSS88SgEopL8sssseesy fn ap
[ 2200000000000V 000VOOLOOOO OIS (ipr) (inc
<< O |Z2=Z2=2=22222222220o00o0000TITI
VBGT 220.1R-KF o ~0.002 0.002~0.051
220.2R-KF ° 0.001~0.003 | 0.002~0.059
. KE 220.5R-KF ° ° 0.001~0.005 | 0.002~0.067
220.1L-KF o o ~0.002 0.002~0.051
‘ 220.2L-KF o 0.001~0.003 | 0.002~0.059
(High precison 220.5L-KF ° 0.001~0.005 | 0.002~0.067
VBGT 22R-KM o o ~0.002 0.002~0.051
= 220R-KM o 0.001~0.003 | 0.002~0.059
S KM 220.5R-KM o ° 0.001~0.005 | 0.002~0.067
[
= 221 -KM ° ° ~0.002 0.002~0.051
(=]
= 6 220L-KM o 0.001~0.003 | 0.002~0.059
2 {High precision] 220.5L-KM o 0.001~0.005 | 0.002~0.067
=
® : Stock item
External Tool Holder Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119

67 e Turning



Turning Inserts (Positive) B

Dimensions (inch)

VC OO

e || size] 1€ RE s LE [ D
N\ 2 15| 3/16 |0.008~1/32] 3/32 0.327 3/32
(@l 1c I.l 22 1/4 10.008~1/64 1/8 0.436 7/64~9/64
RE ‘ ‘ rZ44 7,2 33 3/8 | 1/64~3/64 3/16 0.654 11/64
LE
. ° agn
5 Rhombic 35° Positive
Relief Angle: 7°
Steel D 3R IEEXEEEEEXS EX) Machining types
3 Stainless steel M s8 = 0T X OTTESY
= Castiron (IR g808 s 8 (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 # Interrupted cutting
Hardened steel [ 2k 2k ] ( 2K 3
S Cermet | Coated Coated Uncoated Cutting Condition
§ Picture Designation SS82L 8L RI[22Liass82Lgs8 fn ap
= PR R N S S R N8R s Dmooo o & w F f
s 2200000000000V 000VVOOOOOISS (ipr) (inch)
oo |Z2=Z2=2=2222222222000 0000 I
VCMT 1.51.50.5-FP o L] 0.0004~0.0039 | 0.0020~0.0031
> EP 1.51.51-FP ° ° 0.0004~0.0039 | 0.0039~0.0354
e 1.532-FP ° ° ° 0.0016~0.0394 | 0.0039~0.0394
. 331-FP o ° 0.0004~0.0039 | 0.0039~0.0394
(Mid teel 332-FP oo oo o ° 0.0016~0.0047 | 0.0039~0.0394
VCMT 1.51.50.5-VF 0.002~0.008 | 0.012~0.039
1.51.51-VF ° 0.004~0.010 | 0.012~0.039
VFE 221-VF . 0.001~0.007 | 0.006~0.047
@ 331-VF (] ° o o 0.002~0.008 | 0.006~0.060
VCMT 1.51.50.5-VL [ I ] ° ° 0.001~0.003 | 0.004~0.032
1.51.51-VL ° o o (] 0.002~0.004 | 0.004~0.036
VL 331-VL ° o ° ° 0.002~0.008 | 0.012~0.059
@ 332-VL o o ° ° 0.002~0.008 | 0.012~0.059
333-VL 0.004~0.010 | 0.012~0.059
= VCMT 331-HMP o ° o o o o o 0.002~0.008 | 0.012~0.106
2 HMP 332-HVP ° oo ° o o 0.004~0.014 | 0.020~0.138
E
VCMT 1.51.50.5-MP o o 0.001~0.006 | 0.004~0.039
- 1.51.51-MP L 0.002~0.007 | 0.004~0.039
£ 220.5-MP 0.002~0.007 | 0.008~0.071
= MP 221-MP 0.002~0.007 | 0.008~0.071
e ‘ 331-MP oo eo o o ° o 0.002~0.007 | 0.012~0.078
= 332-MP oo e o oo o 0.004~0.009 | 0.020~0.091
E 333-MP ° 0.004~0.013 | 0.020~0.091
VCMT 331-VP1 0.002~0.008 | 0.007~0.071
VP1 332-VP1 0.002~0.008 | 0.008~0.071
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVJCR/L B170 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140




B Turning Inserts (Positive)

Dimensions (inch)

V( QQ e || size] 1€ RE s E [ D
N\ Fa_ . 22 1/4 10.004~1/64 1/8 0.436 [7/64~9/64
(©l © I.| 12 1 0295 | 0.008~04 | 1/8 | 0.872 | 7/64
\ L7 ; (Metric) . . -
FE P 33 | 38 |0004-1/32] 3/16 | 0.654 | 11/64
. ° g N
5 Rhombic 35° Positive
Relief Angle: 7°
Steel O AR EEEEEEREERE X Machining types
2 Stainless steel M s 8 s 0T HE B EEOT S
2 Cast iron [ 2K 2 2K s03 L2k, (K Z @ Continuous cutting
%‘ Non-ferrous metal LK Z & General cutting
= Heat resistant alloy, Titanium alloy [ ] s 0880 # Interrupted cutting
Hardened steel oz s o0
5 Cermet | Coated Coated Uncoated Cutting Condition
S powe | Desgnton SEESEESSESS3gooRBsSsS2ess m |
[=% AT MM MMMMIL LD WOO O ML LD 0 O 0 DM | v~ LD H i
-3 2200000000000V 000VOOLOOOO OIS (ipr) (inch)
O |Z2=Z2=2=22222222220o00o0000TITI
VCGT 220.2-FS o o 0.0004~0.0063 | 0.0012~0.0551
220.5-FS ° ° 0.0008~0.0071 | 0.0016~0.0591
S FS 221-FS ° ° 0.0016~0.0075 | 0.0024~0.0630
w 330.2-FS o o 0.0004~0.0063 | 0.0016~0.0709
[ High precision ] 330.5-FS o L] 0.0008~0.0071 | 0.0020~0.0787
331-FS o o 0.0016~0.0075 | 0.0031~0.0787
VCGT 220.2MFN-FS 0.0004~0.0063 | 0.0012~0.0551
220.5MFN-FS 0.0008~0.0071|0.0016~0.0591
FS 221MFN-FS 0.0016~0.0075 | 0.0024~0.0630
- 330.2FN-FS 0.0004~0.0063 0.0016~0.0709
[ Uttra high precision | 330.5MFN-FS 0.0008~0.0071|0.0020~0.0787
331MFN-FS 0.0016~0.0075 | 0.0031~0.0787
2 VCGT 110301-MS (] [ 0.0008~0.0091 | 0.0020~0.0787
£ MS 110302-MS . B 0.0012~0.0098 0.0028~0.0984
o
£ -_—— 110304-MS ° ° 0.0020~0.0098 | 0.0035~0.0984
‘§ [ High precision ]
=
VCGT 220.2MFN-MS [ ] [ ] 0.0008~0.0091 | 0.0020~0.0787
.g MS 220.5MFN-MS ° L] 0.0012~0.0098 | 0.0028~0.0984
3 221MFN-MS o o 0.0020~0.0098 | 0.0035~0.0984
4 <S>
= .
= [Ultrahigh precision ]
()
=
VCGT 1203008FN-MS ° ° 0.0008~0.0079 | 0.0020~0.0787
.g MS 120301FN-MS . o 0.0012~0.0102 | 0.0028~0.0984
3 @ 120302FN-MS (] 0.0020~0.0110 0.0035~0.0984
E B 120304FN-MS o [ 0.0024~0.0118 | 0.0039~0.1102
s [ Ultra high precision ]
=
VCGT 220.2-VP1 [ o o o [ 0.001~0.006 | 0.002~0.006
220.5-VP1 ° o o o ° 0.001~0.007 | 0.004~0.039
VP1 221-VP1 e oo o | 0.001~0.007 | 0.006~0.047
‘ 331-VP1 . 0.002~0.008 | 0.007~0.071
[ High precision ] 332-VP1 [ 0.002~0.008 | 0.008~0.071
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVJCR/L B170 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140
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VC OO

Turning Inserts (Positive) B

Dimensions (inch)

w | | size] IC RE s | LE | D
N P 22 | 1/4 |0.0012~0.008] 1/8 | 0.436 |7/64~9/64
(@’ © .| ey 0295 | 0-08 18 | 0872 | 7/64
RE‘ - ‘ pZA5 -
5 Rhombic 35° Positive
Relief Angle: 7°
Steel D 3R IEEXEEEEEXS EX Machining types
8 Stainless steel M LK ® 0T R OTTESE
= Castiron (IR g808 s 8 (K Z @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ) 3208 S 03 8 Interrupted cutting
Hardened steel [ 3k 2K 3 [ 2K 3
g Cermet | Coated Coated Uncoated Cutting Condition
g pictre Designation | S 82882882882 888882288 fn ap
=3 = AT (MMM MMM WO 0 M IO L O DO D M O~ 1o (ipr) (inch)
g SS8322E82E2E2CL22L22PRRRRRR2E
VCGT 220.2MFN-VP1 ° ° 0.001~0.006 | 0.002~0.006
220.5MFN-VP1 ° ° 0.001~0.007 | 0.004~0.039
= VP1 221MFN-VP1 . o 0.001~0.007 | 0.006~0.047
e 1203008FN-VP1 0.001~0.005 | 0.002~0.047
{Utratigh precsion] 120301FN-VP1 0.002~0.005 | 0.003~0.047
120302FN-VP1 0.002~0.006 | 0.003~0.047
120304FN-VP1 0.002~0.008 | 0.004~0.059
VCGX  120300MFR-VP1 ° ° 0.001~0.004 | 0.002~0.020
VP1 120301MFR-VP1 ° 0.001~0.006 | 0.002~0.020
@ 120302MFR-VP1 ° 0.001~0.007 | 0.004~0.039
120304MFR-VP1 0.001~0.008 | 0.005~0.047
[l high precision 120308MFR-VP1 0.002~0.008 | 0.006~0.047
VCGT 220.1R-KF 0.001 ~0.002 | 0.002~0.051
KF 220.2R-KF 0.001~0.003 | 0.002~0.059
220.5R-KF oo 0.001~0.005 | 0.002~0.067
— 220.1LKF 0.001~0.002 | 0.002~0.051
(High precision] 220.2L-KF 0.001~0.003 | 0.002~0.059
220.5L-KF 0.001~0.005 | 0.002~0.067
VCET  220.13MFR-KF ° ° 0.001~0.002 | 0.002~0.051
220.2MFR-KF ° 0.001~0.003 | 0.002~0.059
KF 220.5MFR-KF 0.001~0.005 | 0.002~0.067
‘ 220.13MFL-KF 0.001~0.002 | 0.002~0.051
[ Uttra high precision ] 220.2MFL-KF ° 0.001~0.003 | 0.002~0.059
220.5MFL-KF ° 0.001~0.005 | 0.002~0.067
VCGT 220.1R-KM 0.001~0.002 | 0.002~0.051
220.2R-KM 0.001~0.003 | 0.002~0.059
KM 220.5R-KM ° 0.001~0.005 | 0.002~0.067
‘ 220.1L-KM 0.001~0.002 | 0.002~0.051
(High precson] 220.2L-KM 0.001~0.003 | 0.002~0.059
220.5L-KM 0.001~0.005 | 0.002~0.067
= VCET  220.13MFR-KM ° 0.001~0.002 | 0.002~0.051
}E, KM 220.2MFR-KM ° 0.001~0.003 | 0.002~0.059
= 220.5MFR-KM ° ° 0.001~0.005 | 0.002~0.067
‘2 ‘ 220.13MFL-KM 0.001~0.002 | 0.002~0.051
= [ Uirahigh precision] 220.2MFL-KM 0.001~0.003 | 0.002~0.059
= 220.5MFL-KM ° ° 0.001~0.005 | 0.002~0.067
@ : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVJCR/L B170 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140

Turning @ 70



B Turning Inserts (Positive)

s Dimensions (inch)
Ase[ ] size] 1€ RE s LE D1
N\ Lz 1.5 | 3/16 |0.002~0.008 | 3/32 | 0.327 6/64

[ @) c I (o] 22 | 14 | o00a-1/64 | 1/8 | 0436 | 7/64
RE L \ ‘ 'Il i’ﬂo
) ° ays
5 Rhombic 39° Positive
Relief Angle: 11°
Steel L O ORI EEEEEEX) X Machining types
3 Stainless steel M s 8 s OT ¥ BBOTT
2 Cast iron IO s03 88 [ 2K J @ Continuous cutting
%‘ Non-ferrous metal Y ) & General cutting
= Heat resistant alloy, Titanium alloy [ ] s 0880 # Interrupted cutting
Hardened steel oz s o0
5 Cermet | Coated Coated Uncoated Cutting Condition
E P besigratin |5 |28 5L SSE5S5o 8888828 m o ap
2 2255888833888 88333883888333c8| (inch)
<< Oooooo|Z2=Z2=2=22222222220o00o0000TITI
VPGT 220.2-VP1 ° ° 0.001~0.006 | 0.002~0.006
S VP1 220.5-VP1 . P e | 0.001~0.007 | 0.004~0.039
— 221-VP1 e [ 0.001~0.007 | 0.006~0.047
[High precision ]
VPGT 220.2MFN-VP1 ° ° 0.001~0.006 | 0.002~0.006
VP1 220.5MFN-VP1 ° 0.001~0.007 | 0.004~0.039
e 221MFN-VP1 . . 0.001~0.007 | 0.006~0.047
[ Ultra high precision ]
VPET 151.50.13MFR-KF 0.001~0.002 | 0.002~0.059
1,5150.2MFR-KF 0.001~0.003 | 0.002~0.059
KE 1,5150.5MFR-KF ° ° 0.001~0.005 | 0.002~0.067
1,5150.13MFL-KF ° 0.001~0.002 | 0.002~0.059
- 151 502MFLKF 0.001~0.003 | 0.002~0.059
(Ul figh precision ] 1,51,50.5MFL-KF ° ° 0.001~0.005 | 0.002~0.067
VPET 15150.13MFR-KM 0.001~0.002 | 0.002~0.059
= 1,5150.2MFR-KM 0.001~0.003 | 0.002~0.059
= KM 1,51.50.5MFR-KM ° ° 0.001~0.005 | 0.002~0.067
=
= 15150,13MFL-KM 0.001~0.002 | 0.002~0.059
‘2 - 1,5150.2MFL-KM 0.001~0.003 | 0.002~0.059
=1 [Ultra high precision ]
g 1,51505MFL-KM 0.001~0.005 | 0.002~0.067
=

® : Stock item

Auto Tool
TH Page
SVAPR/L B170
SVJPR/L B171
SVVPN B171
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wB O

Turning Inserts (Positive)

Dimensions (inch)

Size IC RE S LE D1
' 1.2 | 5/32 0.008 116 0.107 | 11/128
@ c ;{ 1.5 | 3/16 0.008~1/64| 3/32 0.128 3/32
\
RE . | 4.
. o =a= LE
@ Trigon 80° Positive T
Relief Angle: 5°
Steel L RN ENEEEEXEXX L. Machining types
3 Stainless steel M 88 s 0T HE B L OTTEE
= Cast iron o%0s s08 L2 ] [ 2K ] @ Continuous cutting
g Non-ferrous metal LK Z & General cutting
= | Heat resistant alloy, Titanium alloy [ ] s30%s 203 8 Interrupted cutting
Hardened steel [ 2 2K ] [ XK
S Cermet | Coated Coated Uncoated Cutting Condition
S| Picture Designaion |2 S 2SS SESES I 228888822883 fn ap
= ZZ06808 0838333838833 338888833 358 (ipr) (inc
< CO|l00|z2=2=2=2=Z=2=2=2Z=2=2Z=2=z=2=2Z4a4a404aa0ad4aad4IcT
WBGT 1.210.5R ~0.002 0.004~0.012
1.51.51R ~0.004 0.004~0.020
1.210.5L °o o ° ° ~0.003 0.004~0.016
= 1.51.50.5L ~0.003 0.004~0.016
1.51.51L ~0.004 0.004~0.020
® : Stock item
Compact Mini
TH Page
SWUBR/L B144

Turning @ 72



B Technical Information for Aluminum

Technical information for aluminum

D AK special chip breaker for aluminum

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

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

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

© Unique and 3-dimensional top face - Longer tool life & excellent surface roughness

@ Tabby pattern & Sharp cutting edge - Distributes cutting load and guarantees longer tool life
© Buffed on top face - Excellent machining, prevents built-up edge, excellent chip flow

D AM special chip breaker for aluminum

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

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

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

© Nose R and 2 step rake angle - Balanced surface finish and toughness & smooth chip evacuation
@ Internal bridge - Preventing welding and chip jam & Smooth chip flow and chip control

© Trigonal knobs on the back
- Effective chip breaking in medium cutting

- Less cutting resistance due to smooth chip flow
- Directing flow of long chip for stable chip evacuation

- Protecting cutting edge with a structure preventing chip jam

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

D AR special chip breaker for aluminum

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

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

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

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

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




Technical Information for Aluminum B

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

Depth of cut, ap (inch)

E A A
8202 3
23 AR -6.0
£ 6562 [ EEEEEEEEE__—_—
3
4921 | :
-14.0
3281 -
1640 | .. SRR, 720
‘ ‘ ‘ »! feed, fn (ipr)
0 0.004 0.008 0.012 0.016 0.020 0.024

CCGT

D Features of HO1 and cutting conditions

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

Recommendation range Grades
HO1 (Uncoated cemented
AR ap =0.004~0.20 inch carbides N10~N20)
fn =0.001~0.020 ipr ND3000 (Diamond coating)
PD1010 (DLC coating)
AM ap =0.012~0.217 inch HO5 (Uncoated cemented
fn =0.002~0.022 ipr carbides N10~N20)
HO1 (Uncoated cemented
AK ap =0.004~0.20 inch carbides N10~N20)
fn =0.001~0.020 ipr ND3000 (Diamond coating)
PD1010 (DLC coating)

* AK : 1st recommended in aluminum and non-ferrous metal cutting

* AM : recommended in medium cutting and light interrupted cutting
1st recommended in Aluminum wheel machining

* AR : recommended when high toughness is required in heavily
interrupted cutting

RCGT

DCGT

VCGT, VBGT

RCGT

RCGT

RCGT

Workpiece Hardness (HB) ke (MPa) vc (sfm) fn (ipr)
Aluminum alloy before heat treatment 50~70 500 ~ 600 3300~8250 0.004~0.024
(forged) after heat treatment 90 ~ 110 700 ~ 900 990~3300 0.004~0.020
Aluminum alloy before heat treatment 70 ~ 80 700 ~ 800 990~3300 0.004~0.024
(cast) after heat treatment 80 ~ 100 800 ~ 950 660~1980 0.004~0.016
Copper alloy - 90 ~ 110 700 820~1980 0.004~0.020
Non-ferrous metal, etc. - 100 1700 490~990 0.004~0.024

Turning @ 74



B Aluminum Inserts (Positive)

Dimensions (inch)

CC Q Q IC RE S LE D1
1/4  10.008~1/32| 3/32 0.254 7/64
3/8 |0.008~1/32| 5/32 0.381 11/64
1/2 10.008~3/64| 3/16 0.508 7/32
[o] Rhombic 80° Positive
Relief Angle: 7°
Steel g o 3 Machining types
8 Stainless steel M
fs:. = ?;Sr:)lijr::netal o . ‘ 3 s . @ Continuous cutting
E Heat resistant alloy, Titanium alloy : I(rijgrertrj:)ltz:tzziing
Hardened steel
Coated Uncoated Cutting Conditions
Picture Designation g g8 8 2 fn ap
8 8 a a 5 8 (ipr) (inch)
= a a a T Ea
CCGT 21.50.5-AK o ° 0.001~0.005 0.002~0.118
21.51-AK ° ° ° 0.001~0.006 0.004~0.118
21.52-AK ° 0.001~0.008 0.004~0.157
32.50.5-AK ° ° 0.001~0.008 0.002~0.118
32.51-AK o o 0.001~0.012 0.004~0.197
AK 32.52-AK . 0.001~0.020 0.004~0.197
S, 430.5-AK ° 0.001~0.012 0.002~0.157
: 431-AK . . 0.001~0.020 0.004~0.197
432-AK L] o 0.002~0.031 0.004~0.217
CCGT 32.50.5-AM ° 0.001~0.010 0.002~0.138
32.51-AM ° 0.001~0.014 0.004~0.205
32.52-AM ° 0.001~0.022 0.004~0.217
AM
CCGT 21.50.5-AR ° 0.001~0.012 0.012~0.157
21.51-AR 0.001~0.014 0.020~0.177
21.52-AR 0.002~0.020 0.020~0.177
32.50.5-AR ° 0.001~0.018 0.012~0.157
32.51-AR ° 0.002~0.020 0.020~0.177
32.52-AR ° 0.002~0.024 0.020~0.236
430.5-AR 0.002~0.020 0.012~0.197
431-AR 0.002~0.024 0.020~0.236
432-AR o o 0.002~0.026 0.020~0.236
433-AR 0.003~0.028 0.020~0.256
@ : Stock item
External Tool Holder Auto Tool Boring Bar Compact Mini
Screw on Page TH Page Screw on Page TH Page
SCACR/L B114 SCACR/L B168 SCLCR/L B132 SCLCR/L B142
SCLCR/L B114 SCLCR/L B168

75 e Turning



Aluminum Inserts (Positive) B

Dimensions (inch)

DC Q Q Size IC RE S LE D1
21.5| 1/4 10.008~1/32] 3/32 0.305 7/64
32.5| 3/8 |0.008~3/64| 5/32 0.458 11/64
/57 Rhombic 55° Positive
Relief Angle: 7°
Steel g o 3 Machining types
8 Stainless steel M
'§. Cast iron @ Continuous cutting
= Non-ferrous metal [ J 8 3 £ 3 E 3 .2 & General cutting
= Heat resws}:z;r:;:r\]lgz, STt\;zr‘num alloy 8 Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation g g8 8 2 fn ap
8 8 a a S ] (ipr) (inch)
= a a a I I
DCGT 21.50.5-AK o o 0.001~0.008 0.002~0.118
21.51-AK ° ° 0.001~0.012 0.004~0.157
21.52-AK ° ° 0.001~0.016 0.004~0.157
32.50.5-AK ° ° ° 0.001~0.012 0.002~0.157
AK 32.51-AK o o o 0.001~0.020 0.004~0.197
. . 32.52-AK ° ° ° 0.001~0.020 0.004~0.197
@ 32.53-AK e o 0.002~0.024 0.006~0.197
DCGT 11T302-AM o 0.001~0.010 0.002~0.138
11T304-AM o 0.001~0.014 0.004~0.205
11T308-AM ° 0.001~0.022 0.004~0.217
AM
DCGT 21.50.5-AR ° 0.001~0.012 0.012~0.157
21.51-AR ° 0.001~0.016 0.020~0.197
21.52-AR ° 0.002~0.020 0.020~0.197
32.50.5-AR 0.001~0.018 0.012~0.236
32.51-AR ° 0.002~0.020 0.020~0.236
32.52-AR ° 0.002~0.024 0.020~0.236
AR 32.53-AR ° 0.003~0.026 0.020~0.256
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SDACR/L B114 SDJCR/L B168 SDQCR/L B134
SDJCR/L B115 SDNCN B169 SDUCR/L B135
SDNCN B115 SDZCR/L B136
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B Aluminum Inserts (Positive)

Dimensions (inch)

R‘ Q Q Size| IC RE S LE D1
06 | 0.237 - 3/32 - 7/64
@ ic ﬂ 08 | 0315 1/8 - 9/94
10 | 0.394 1/8~5/32 - 11/64
12 | 0472 3/16 - 11/64
o agas
round R° Positive
Relief Angle: 7°
Steel g o 3 Machining types
3 Stainless steel M
;'5:_ Cast iron @ Continuous cutting
= Non-ferrous metal [ ) 8 E 3 E 3 s & General cutting
= Heat resistant alloy, Titanium alloy 8 Interrupted cutting
Hardened steel
Coated Uncoated Cutting Conditions
Picture Designation g g8 8 2 fn ap
8 8 a a S 8 (ipn) (inch)
= a a a = I
RCGT 0602M0-AK ° 0.002~0.008 0.020~0.079
0803MO0-AK ° ° 0.002~0.010 0.020~0.098
1003M0-AK ° o 0.004~0.012 0.039~0.118
1204M0-AK ° 0.004~0.014 0.039~0.138
AK
RCGT 0602MO0-AR 0.002~0.008 0.020~0.079
0803MO0-AR 0.002~0.010 0.020~0.098
1003MO0-AR ° ° 0.004~0.012 0.039~0.118
10T3MO-AR 0.004~0.012 0.039~0.118
1204M0-AR 0.004~0.014 0.039~0.138
AR
o
® : Stock item
External Tool Holder KHP Coolant
Lever Lock Page Screw on Page TH Page
PRDCN B98 SRDCN B115 SRGCR/L B149
PRGCR/L B99 SRGCR/L B116
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Aluminum Inserts (Positive) B

\900 Dimensions (inch)
S‘ Q Q Size| IC RE S LE D1
/ 7 325| 83 |0.008~1/32| 5/32 0.375 | 11/64
i b1 43 1/2 | 1/64~1/16 | 3/16 0.5 7/32
/
RE = 7
o ags LE
o) Square 90° Positive
Relief Angle: 7°
Steel L - 3 Machining types
8 Stainless steel M
'§. Cast iron @ Continuous cutting
= Non-ferrous metal [ J 8 3 £ 3 E 3 .2 & General cutting
= Heat resistant alloy, Titanium alloy 8 Interrupted cutting
Hardened steel
Coated Uncoated Cutting Conditions
Picture Designation g g 8 2 fn ap
8 8 a a S 8 (ipn) (inch)
= a a a T T

SCGT 32.50.5-AK 0.001~0.012 0.004~0.157
32.51-AK ° ° ° 0.002~0.016 0.004~0.197
32.52-AK ° 0.001~0.016 0.004~0.197
431-AK ° 0.001~0.020 0.004~0.197
432-AK ° 0.002~0.024 0.004~0.217
434-AK 0.002~0.024 0.004~0.217

AK
L2 e
\'-ﬁ-

SCGT 32.50.5-AR 0.001~0.016 0.020~0.197
32.51-AR ° ° 0.002~0.020 0.020~0.236
32.52-AR 0.002~0.020 0.020~0.256
431-AR o ° 0.002~0.024 0.020~0.256
432-AR 0.002~0.024 0.020~0.276
434-AR 0.002~0.024 0.020~0.276

AR
y o8
® : Stock item
External Tool Holder Boring Bar
Screw on Page Screw on Page
SSBCR/L B116 SSKCR/L B136
SSDCN B116
SSKCR/L B117
SSSCR/L B117
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B Aluminum Inserts (Positive)

Dimensions (inch)

TC Q Q IC RE S LE D1
7/32 | 0.008~1/64 3/32 0.379 | 13/128
1/4 | 0.008~1/32 3/32 0.433 7/64
3/8 ]0.008~6.3/64] 5/32 0.650 11/64
& Triangular 60° Positive
Relief Angle: 7°
Steel g o 3 Machining types
8 Stainless steel M
fs:. Cast iron @ Continuous cutting
S Heat res'\i‘sotz;:te ;rl\(:)uysTrEzﬁLm alloy e * : * * ¥ & Genera cutting.
Hardened'steel # Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation g g8 8 2 fn ap
8 8 a a 5 8 (ipr) (inch)
= o o o x ==
TCGT 1.81.50.5-AK ° 0.000~0.005 0.002~0.118
1.81.51-AK ° 0.001~0.006 0.004~0.157
21.50.5-AK ° ° 0.001~0.008 0.002~0.157
21.51-AK ° ° ° 0.001~0.012 0.004~0.157
21.52-AK ° ° 0.001~0.016 0.004~0.197
32.50.5-AK ° 0.001~0.012 0.002~0.197
32.51-AK ° 0.001~0.016 0.004~0.217
AK 32.52-AK ° ° 0.001~0.020 0.004~0.217
) 32.53-AK ° 0.002~0.024 0.006~0.217
“L 32.54-AK ° ° 0.002~0.031 0.006~0.217
32.56.3-AK 0.002~0.035 0.008~0.276
TCGT 1.81.50.5-AR 0.001~0.007 0.012~0.118
1.81.51-AR ° 0.001~0.010 0.012~0.197
21.50.5-AR 0.001~0.012 0.012~0.157
21.51-AR ° 0.001~0.016 0.012~0.197
21.52-AR 0.002~0.018 0.020~0.236
32.50.5-AR 0.001~0.018 0.012~0.197
32.51-AR ° 0.002~0.020 0.020~0.236
AR 32.52-AR . 0.002~0.024 0.020~0.236
32.53-AR 0.002~0.026 0.020~0.236
Q "‘ 32.54-AR 0.003~0.028 0.020~0.256
=3 32.56.3-AR 0.004~0.039 0.031~0.276
@ : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
STACR/L B117 STACR/L B169 STFCR/L B137
STFCR/L B118
STGCR/L B118
STTCR/L B118
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Aluminum Inserts (Positive)

s Dimensions (inch)

VB Q Q e \ Size| IC RE 3 LE D1
7 N e, 22 1/4 10.008~1/32 1/8 0.436 7/64
g @ J © II' 33 | 3/8 [0.008-3/64] 3/16 | 0654 | 11/64
S —
5 Rhombic 35° Positive
Relief Angle: 5°
Steel g o 3 Machining types
8 Stainless steel M
'§. Cast iron @ Continuous cutting
= Non-ferrous metal [ J 8 3 £ 3 E 3 .2 & General cutting
= Heat resws}:z;r:;:r\]lgz, STt\;zr‘num alloy 8 Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation g g 8 2 fn ap
8 8 a a S ] (ipr) (inch)
= o o o == ==
VBGT 220.5-AK o 0.001~0.006 0.002~0.118
221-AK ° ° 0.001~0.006 0.004~0.157
222-AK ° 0.001~0.007 0.004~0.197
330.5-AK 0.001~0.012 0.002~0.157
331-AK ° ° 0.001~0.016 0.004~0.197
332-AK ° 0.001~0.020 0.004~0.197
333-AK 0.002~0.024 0.004~0.217
AK
VBGT 220.5-AR 0.001~0.014 0.012~0.118
221-AR 0.001~0.018 0.012~0.157
222-AR 0.001~0.020 0.020~0.236
330.5-AR 0.002~0.018 0.012~0.197
331-AR [} 0.002~0.020 0.020~0.236
332-AR [} 0.002~0.024 0.020~0.236
333-AR 0.002~0.028 0.020~0.256
AR
vo
® : Stock item
External Tool Holder Auto Tool KHP Coolant Boring Bar
Screw on Page TH Page TH Page Screw on Page
SVVBN B120 SVJBR/L B170 SVJBR/L B149 SVQBR/L B139
SVABR/L B119 SVUBR/L B140
SVHBR/L B119
SVJBR/L B119




B Aluminum Inserts (Positive)

Dimensions (inch)

S
VC Q Q 35 ‘ size| IC RE s LE D1
7 N\ < 2.5 | 516 ]0.008~1/32 1/8 0.436 [7/64~9/64
' J © I.| 22 | 1/4 [0008~1/32 1/8 | 0436 | 7/64
RE N P24 7 33 3/8 1/64~3/64 3/16 0.654 11/64
i LE ‘ 43.5| 1/2 [1/16~7.5/64 7/32 0.872 7/32
5 Rhombic 35° Positive
Relief Angle: 5°
Steel g o 3 Machining types
8 Stainless steel M
fs:. Cast iron @ Continuous cutting
s Non-ferrous metal [ ) 3 E 2 E E 1 E & General cutting
= Heat resis}:z::;::g,;;zrllium alloy & Interrupted cutting
Coated Uncoated Cutting Conditions
Picture Designation g g g £ fn ap
=} o ) & % § (ipr) (inch)
VCGT 220.2-AK ° 0.001~0.006 0.002~0.118
220.5-AK ° 0.001~0.008 0.002~0.118
221-AK ° ° 0.001~0.010 0.004~0.157
222-AK ° ° 0.001~0.012 0.004~0.197
2.520.5-AK ° 0.001~0.014 0.004~0.197
2.521-AK (] 0.001~0.014 0.004~0.197
AK 2.522-AK 0.002~0.016 0.004~0.197
330.5-AK ° ° 0.001~0.012 0.002~0.197
w 331-AK . . 0.001~0.016 0.004~0.197
332-AK (] ° 0.001~0.020 0.004~0.197
333-AK ° ° 0.001~0.020 0.004~0.197
43.54-AK ° 0.001~0.024 0.004~0.276
43.56.3-AK 0.002~0.028 0.004~0.276
43.57.5-AK ° ° 0.003~0.039 0.004~0.276
VCGT 330.5-AM ° 0.001~0.010 0.002~0.138
331-AM ° 0.001~0.014 0.004~0.205
332-AM ° 0.001~0.022 0.004~0.217
43.55-AM ° 0.005~0.039 0.047~0.276
43.57.5-AM ° 0.006~0.039 0.047~0.295
VCGT 220.2-AR 0.001~0.008 0.004~0.118
220.5-AR (] 0.001~0.010 0.012~0.118
221-AR (] 0.001~0.014 0.012~0.157
222-AR 0.002~0.018 0.020~0.236
2.520.5-AR 0.001~0.016 0.020~0.118
2.521-AR 0.001~0.018 0.020~0.157
AR 2.522-AR 0.002~0.020 0.020~0.197
330.5-AR ° ° 0.001~0.016 0.012~0.197
@ 331-AR 0.002~0.020 0.020~0.236
332-AR ° ° 0.002~0.024 0.020~0.236
333-AR 0.002~0.026 0.020~0.256
43.54-AR 0.004~0.026 0.031~0.256
43.56.3-AR 0.004~0.028 0.031~0.276
43.57.5-AR ° ° 0.005~0.030 0.039~0.276
® : Stock item
External Tool Holder Auto Tool Boring Bar
Screw on Page TH Page Screw on Page
SVJCR/L B120 SVACR/L B169 SVJCR/L B139
SVVCN B120 SVQCR/L B140
SVUCR/L B140
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cBN Inserts B

Dimensions (inch)

CBN Size| IC RE LE D1
33 | 3/8 | 1/64~3/64 | 3/16 |0.650~0.654| 5/32
. 4 1/2 | 1/64~3/64 | 3/16 | 05~0.611 | 13/64
Multi-Corner Type 42 12 | 1/32-3/64 | 1/4 | 05-0.611 | 13/64
(Negative)
Coated Uncoated Available tool holders
. = o S 2883238 = <
Picture Designation g § <8: § .8- § § § § Z Designation Page
5585838888888
2NU-CNGA 431 e o o oo ° DCBNR/L B91
431F ° ° DCLNR/L B91
431T ° o0 MCKNR/L B107
431W ° MCLNR/L B107
431WF o MCMNN B107
432 e e © 0|0 o ° PCBNR/L B96
432F o o PCLNR/L B97
4327 ° oo
432W ) o0 )
CNOO 432WF .
80° @ 433 - Rl
Nega 433F ° °
433T ° °
433W ° °
433WT [
T-2NU-CNGA 431 o
432 ° °
ANU-CNGA 431 °
432 ) )
433 °
2NU-DNGA 431 e o o o o DDJNR/L B92
431F ° ° MDJNR/L B108
431T ° ° MDNNN B108
432 e © o0 o o MDQNR/L B109
432F ° ° MDUNR/L B130
4321 ° oo o PDJNR/L B97
433 ° ° PDNNR/L B98
433F ° ° PDSNR/L B127
DNOQ - 4337 ° ° PDUNR/L B127
(5785 a1 ‘O
442 o o °
ANU-DNGA 431 ° °
432 ° °
433 ° °
442 o
ANU-SNGA 431 [ DSBNR/L  MSBNR/L B92 B109
432 ° ° MSDNN MSKNR/L  B109 B110
SN Op Q MSRNR/L  MSSNR/L  B110 B111
90 v PSBNR/L  PSDNN  B99 B100
Nega PSKNR/L B100
3NU-TNGA 331 ° oo o o ° MTENN MTFNR/L  B111 B111
331T ° MTGNR/L MTJNR/L B112 B112
332 ° ) ° PTFNR/L  PTGNR/L  B101 B102
332F ° PTTNR/L ~ WTENN B102 B103
332T ° WTJINR/L  WTXNR/L B103 B103
333 °
2NU-VNGA 331 e o o o ° ° MVJINR/L B112
331F ° ° MVQNR/L B113
VNOO 3317 o« o MVUNR/L B131
350 ® 332 e o 0 0|0 o o ° MVVNN B113
@Nega 332F ° °
332T [ ° °
T-2NU-VNGA 332 ° °
 T-2NU-COOOAAAAAA designation package unit is 10pcs. @ : Stock item
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B cBN Inserts

Dimensions (inch)

Dimensions (inch)

CB N Size| IC RE 3 LE D1 Size| IC RE S LE D1
1.815] 7/32 1/64 3/32 0.379 7/64 325 3/8 | 1/64~1/32 | 5/32 |0.381~0.458 | 11/64
. 21.5| 1/4 | 0008~1/32 | 3/32 |0.254~0.305| 7/64 33 | 3/8 | 0.008~1/32 | 3/16 |0.650~0.654| 11/64
Multi-Corner Type 22 | 14 | 164-1/32 | 1/8 | 0433 | 7/64
(Positive)
Coated Uncoated Available tool holders
- it 23882388 s8
Picture Designation "Bl _HIE g =2 Designation Page
Z Z Z Z o0 mm&p oM
=== === =--]
2NU-CCGW 21.50.5 o SCACR/L B114
21.50.5T ° SCLCR/L B114
21.51 ° °
21.51F °
21.51T °
CCcOO P=S 21.52 .
80° 32.50.5 °
Posi 32.51 o o oo ° Py
32.51T [J
32.52 o o ° o o °
32.52T °
32.52W [
2NU-DCGW 21.51 ° ° SDACR/L B114
21.52 ° SDJCR/L B115
21.52T o SDNCN B115
32.50.5 ° SDQCR/L B134
DCOO) 32.51 e e eole o SDUCR/L B135
550 o 32.51F o SDZCRIL B136
; 32.51T °
Posi 32.52 e o o o« o
32.52T [
T-2NU-DCGW 32.51 °
32.52 ° °
3NU-TCGW 1.81.51 [J STACR/L B117
TCOO e 1.81.51F . STFCRIL B118
60° & 1.81.51T ° STGCRIL B118
Posi STTCRIL B118
3NU-TPGW 221 o o|e o e | CTFPRL B129
221F °
2217 [J
v 222 ° oo o °
222F °
2227 [
TPOO | ¢ Q 7 | 3NU-TPGN 222 o o CTFPR/L B106
60° 331 ° CTGPR/L B106
Posi 332 °
3NU-TPGB 221 CTFPR/L B106
v 222F CTGPR/L B106
2227
2NU-VBGW 330.5 ° SVABR/L B119
331 o o o0 ° [ SVHBR/L B119
331F ° SVJBR/L B119
VB O@ ) 331T D SVQBRIL B139
@35. e 332 oo o oo SVUBRIL B140
osl 332F °
332T o
T-2NU-VBGW 332 °
2NU-VCGW 331 [J [ SVVCN B120
331F ° SVJCR/L B120
331T ° SVQCR/L B140
vC OO gggF D SVUCR/L B140
35° @ °
o7 S 332T . .
T-2NU-VCGW 331 [J
332 °
¥ T-2NU-LIOOOAAAAAA designation package unit is 10pcs. o : Stock item
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cBN Inserts B

Dimensions (inch)

Dimensions (inch)

C B N size| IC RE S LE DI Size| IC RE s LE D1
22 1/4 1/64~1/32 1/8 0.433 - 33 3/8 1/64~1/32 3/16 |0.650~0.654 | 5/32
T 325| 3/8 | 1/64~1/32 | 5/32 0458 | 11/64 43 | 1/2 | 1/64~1/32 | 3/16 |0.508~0.611  13/64
Regrinding Type
(Negative/Positive)
_ Uncoated Available tool holders
Pictu Designati 823383883388
eture e G 38 ales22ES Designation Page
2 2 2 Z2|\ o0 mm g m
(= === === = ==
CNMA 431 ° DCBNR/L MCKNR/L B91 B107
432 ° ® [DCLNRL MCLNRL B91 B107
CNOO T-CNMA 432 . PCBNRL MCMNN  B96 B107
80° PCLNR/L B97
Nega
DNMA 431 ° DDJNRL MDJNRL B92 B108
432 ° MDNNN  MDQNRL B108 B109
DNOO MDUNRL PDJNRL B130  BO7
55° PDNNR/L PDSNRL B98 B127
Nega PDUNR/L B127
TNMA 331 . MTENN  MTFNRL B111 B111
332 o MTGNRL MTINRL B112 B112
TNOO PTFNRL  PTGNRL ~ B101 B102
60° PTINRL WTENN  B102 B103
Nega WTJNRL WTXNR/L  B103 B103
T-VNMA 331 ° MVJNR/L B112
VNMA 331 ° MVONR/L B113
VN OO 332 . MVUNR/L B131
MVVNN B113
35° G
e Nega
CCMW 3251 ° SCACR/L B114
i SCLCR/L B114
CCc OO =
80°
Posi
DCGW 32,52 ° SDACR/L B114
T-DCGW 32,52 ° SDJCR/L B115
DC OE) - SDNCN B115
Posi
VBMW 331 . SVABR/L B119
332 ° SVHBR/L B119
vBOO) SVJBRIL B119
350 o SVQBRIL B139
87 bosi SVUBR/L B140
T-TPGB 221 CTFPRIL B106
TPGB 221 . CTGPRIL B106
™ OO 222 *
60°
Posi
* T-2NU-OOCOAAAAAA designation package unit is 10pcs. ® : Stock item
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E; PCD Inserts

Dimensions (inch)

Dimensions (inch)

P‘ D Size IC RE S LE D1 Size IC RE S LE D1
215 1/4 0.008~1/64 | 3/32 0.254 7/64 43 12 1/64~1/32 3/16 0.508 13/64
I I‘l 32 3/8 1/64 1/8 0.375 11/64 63 3/4 1/64 3/16 1.299 13/64
nse 325 3/8 0.008~1/32 | 5/32 0.458 11/64 73 | 0.875 | 1/64~1/32 3/16 1.516 13/64
(Negativelpositive) 33 3/8 1/64~1/32 | 3/16 0.654 5/32
PCD Available tool holders
e N
icture Designation § g g Designation Page
o [=) (=]
CNMM 431 ° DCBNR/L ~ DCLNRL  B91 B91
CNOO 432 . MCKNRL ~ MCLNRL ~ B107 B107
g0° MCMNN ~ PCBNRL  B107 B96
Nega PCLNR/L B97
DNMM 431 ° DDJNRL ~ MDJNRL  B92 B108
DNOO) 432 ° MDNNN ~ MDQONRL  B108 B109
550 0 MDUNRL  PDUNRL  B130 B97
Nega PDNNR/L  PDSNRL  B98 B127
PDUNR/L B127
CCMW 431 ° SCACR/L B114
CCcOO CCMT 21.50.5 . SCLCR/L B114
800 21.51 [ ]
Posi 32.51 °
32,52 °
DCMT 21.50.5 ° SDACR/L B114
21.51 ° SDJCRIL B115
DC OQ 32.50.5 ° SDNCN B115
g5 , 32.51 o SDQCRIL B134
osl 32.52 . SDUCR/L B135
DCGT 32.51 ° SDZCRIL B136
TPGW 1.51.51 ° STUPR/L B143
TP OO - ; 1.81.51 . STFPRIL B138
60° -, 221 o
Posi 222 °
VBGW 331 .
VBMT 221 ° SVHBR/L B119
222 ° SVJBRIL B119
VB OO 331 ° SVUBR/L B140
vCc OO 332 o
35° VCMT 331 ° SWCN B120
07 Bosi 332 .
TPGN 221 ° CTFPRIL B129
TP OO
222 °
60°
Posi
SPGN 321 ° CSDPN B105
sSpP OO CSKPRIL B106
90°
Posi
@ : Stock item



External Tool Holder Code System (IS0) B

P

S K N R 16-4 D

1
Clamping Insert shape Holder style Clearance angle Hand Insert size Length of insert Length of
method of insert of insert cutting edge holder

Clamping method of insert

Insert shape

[l e

Top and hole clamping Top and hole clamping Top and hole clamping
Top clamping vithout hle Hole clamping (Mult clamp, pin and clamp) 10 clamping(Pinfock) Screw on Mult\pclamp pin and clamp)
C D M B S W
Holder style

i

= O

XEY:

L R
35
=
\'% W

A\

S T

75 45° 60° ™90 - 75°
9()& 93" .
Clearance angle of insert
;
E B G J K \l\
95° 45° 60° 72.5° 85" Hes ey s 20°
62.5" 75° B C D E
95°
- 250 L0 NURYZRTR
L N R S T Vv Y F N P
e Hand 0 Height of shank
R - 168
No. width Height No. width Height
. 10 0.625 0.625 06 0.375 0.375
12 0.75 0.75 05 0.3125 | 0.3125
ool Sy - | /o H EIE N N B T
/ 24 1.50 1.50 85 1.00 1.25
32 2.00 2.00 86 1.00 1.50
L N R B 08 0.50 0.50 91 1.25 1.50

Length of insert cutting edge

e Length of holder

/ ABR / €DE . @\
M.V @
! LE ‘ ‘ LE ‘ |LE]| LE
@ @ @ Number of 1/8' of inscribed circle F
3:0.375 9:1.125 L
!LE! ! LE ! N 4:05 10:1.250 T
5:0.625 11:1.375
S T @ 6:0.75 12:150
7.0.875 2:0.25
LE ‘ LE ‘ ‘ LE ‘ 8:1.0

A: Qualified back and end 4' long
B: Qualified back and end 4.5' long
C: Qualified back and end 5' long
D: Qualified back and end 6" long
E: Qualified back and end 7' long
F: Qualified back and end 8' long
M: Qualified back and end 4' long
N: Qualified back and end 4.5' long
P: Qualified back and end 5' long

R: Qualified back and end 6' long

S: Qualified back and end 7' long

T: Qualified back and end 8' long

G: Qualified back and end 10" long
H: Qualified back and end 12" long
I: Qualified back and end 2.5" long
J: Qualified back and end 2.75" long
K: Qualified back and end 3.15" long
X: Special
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B Index for External Holders

Double clamp system

Cutting , *J_"w‘ - ’I_U} : \_U
= AN VTN A

Designation DCBNR/L DCKNR/L DCLNR/L DDJNR/L DSBNR/L DSDNN DSKNR/L DSSNR/L DTFNR/L DTGNR/L
Tool cutting edge angle 75° 75° 95° 93° 75° 45° 75° 45° Q0° Q0°
Page BI1 BI1 BI1 B92 B92 B93 B93 B93 B94 B94
Turning ° ° ° ° ° ° °
Copying °
Facing ° ° ° ) °
Chamfering °
Back turning ° °

shape

VAN

Designation DVJNR/L DVVNN DWLNR/L

Tool cutting edge angle 93° 725° 95°
Page B94 B95 B95
Turning ° ° °
Copying ° °
Facing °
Chamfering
Back turning ° o

Lever lock system

Cutting
shape -

Designation PCBNR/L | PCKNR/L | PCLNR/L PDJNR/L | PDNNR/L PRDCN PRGCR/L | PSBNR/L PSDNN PSKNR/L

Tool cutting edge angle 75° 75° 95° 93° 62.5° - - 75° 45° 75°
Page B96 B96 B97 B97 B98 B98 B99 B99 B100 B100
Turning [ [ ° ° ° ° ) ) )
Copying [ ] [ ] [ ] [ ]
Facing o °
Chamfering
Back turning ° °

Cutting
shape

Designation PSSNR/L PTFNR/L PTGNR/L PTTNR/L | PWLNR/L

Tool cutting edge angle 45° 90° 90° 60° 95°
Page B101 B101 B102 B102 B102
Turning ° ° ° °
Copying
Facing ° ° )
Chamfering °
Back turning °
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Index for External Holders B

Wedge clamp system

Cutting -
shape
Designation WTENN
Tool cutting edge angle 60°
Page B103
Turning ° ° ° °
Copying ° ° °
Facing °
Chamfering
Back turning ° ° °

Clamp on system

Cutting - . /A= | Y = L
shape

Designation CKJNR/L | CKNNR/L CSDPN CSKPR/L CTFPR/L CTGPR/L

Tool cutting edge angle 93° 62.5° 45° 75° 90° 90°
Page B105 B105 B105 B106 B106 B106

Turning ° ° ° °
Copying ° )
Facing ° °

Chamfering

Back turning °

Cutting

shape ) J A @ )~ s '

Designation MCKNR/L | MCLNR/L MCMNN MCRNR/L | MDJNR/L MDNNN MSBNR/L MSDNN MSKNR/L
Tool cutting edge angle 75° 95° 50° 75° 93° 62.5° 75° 45° 75°
Page B107 B107 B107 B108 B108 B108 B109 B109 B110

Turning ° ° ° ° ° ° ° °

Copying ° ° °

Facing ° ° °
Chamfering
Back turning ° ° °

Cutting N LIV Ny 4

shape 4 ' - 4 - - - - '

X .8 <
Designation MSRNR/L | MSSNR/L MTENN MTFNR/L | MTGNR/L | MTJNR/L MVJNR/L | MVQNR/L MVVNN MWLNR/L
Tool cutting edge angle 75° 45° 60° 90° 90° 93° 93° 117.5° 72.5° 95°
Page B110 B111 B111 B111 B112 B112 B112 B113 B113 B113

Turning ° ° ° ° ° ° ° ° °

Copying () ° o ° °

Facing ° [ ] [ ] L]
Chamfering
Back turning ° L] L] o




Index for External Holders

Screw on system

4
Cuttin
shapeg - ~ 9
Designation SCACR/L | SCLCR/L SDACR/L SDJCR/L SDNCN SRDCN SSDCN SSKCR/L
Tool cutting edge angle 90° 95° 90° 93° 62.5° - 45° 75°
Page B114 B114 B114 B115 B115 B115 B116 B117
Turning ° ° ° ° ° ° ° ° °
Copying ° ° ° ° °
Facing ° °
Chamfering
Back turning ° °
Cutting t IS
shape -~ p= ~ & RN
o G )
Designation SSSCR/L STACR/L STFCR/L STGCR/L STTCR/L SVABR/L SVHBR/L SVJBR/L SVJCR/L SVVBN
Tool cutting edge angle 45° 90° 0° 90° 60° 90° 107.5° 93° 93° 72.5°
Page B117 B117 B118 B118 B118 B119 B119 B119 B120 B120
Turning [ ] [ ] [ ] [ ] [ [ ] [ ] [ [
Copying [ ] [ ] [ ] [ ] °
Facing ° °
Chamfering
Back turning o o o o
Cutting —N\ =
shape ©
| Y|
Designation SVVCN
Tool cutting edge angle 72.5°
Page B120
Turning o
Copying °
Facing
Chamfering
Back turning




Double clamp system

‘S

Wrench

Wrench 4-@

Screw

Clamp
Insert
Spring

Screw

Shim

Instructions of External Holder Assembly B

Instructions of external holder assembly

Lever lock system

Insert

- ShimPin
Shim

Lever

Screw

Wrench

Wedge clamp system

. Wrench ~ Wrench
Screw Screw
~ Wedge Clamp 1 Clamp
L Ring
"~ Insert "~ Spring
© Shim Pin © Insert
~ Shim ~ Wrench
Screw
© Nut Shim
~ Wrench
Screw on system
Wrench Wrench
Clamp
~ Screw
© Wrench
Screw
Insert
Insert
* Shim Pin " Wrench
" Shim Screw
Shim




B Double Clamp System

DCBNR/L Wi o

WF

©

LF

T 75°
HE H * R type holder
CNLIL
(inch)
i i Appli cable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND [ @ W @ ) @ %
DCBNR/L 12-4B 122 41)2 0.6 3/4 3/4 0.75 R/IL
16-4D 1.22 6 0.79 1 1 0.79 R/L CN[43[] CVH4  CHX0518 SC44V FTKA0410 SPRO714 HW30P
85-4D 129 6 125 11/4 1 1.063 R/IL
16-5D 1.417 6 0.79 1 1 1 R/L
20-5D 1417 6 0.99 11/4 11/4 1925 RIL CNLI[I54[] CVH5  CHX0622 SC54V FTNA0511 SPRO811  HW40L
20-6D 1.574 6 099 11/4 114 125 R/L
24-GE 1574 7 1186 1172 112 15 RIL CNOOe4[] CVH6  CHX0622 SC63V FTNA0511 SPR0811  HWA40L

2 Applicable inserts B5 ~ B12

DCKNR/L = B +

LH

LF

75°
HF H * R type holder
CNOO . !

(inch)

i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench

Designation LH LF WF HF B H HAND [ @ W @ @ %
DCKNR/L 12-4B 0.827 41/2  0.790 3/4 3/4 0750 RL

16-4D 0.827 6 1.063 1 1 0.790 R/L CN[I43] CVH4  CHX0518  SC44V FTKA0410 SPRO714 HW30P
85-4D 0.827 6 1.063 11/4 1 1.063  RL
20-5D 1.024 6 1500 11/4 11/4 1.063 R/IL

24-5D 1.024 6 2 112 1172 1500 RIL CNLIb4] CVH5  CHX0622 SC54V FTNA0511 SPR0O811  HWAOL

2 Applicable inserts B5 ~ B12

DGLNR/L = 2 E |

-
¥ LF '
T T] 95°
HF * R type holder
CN[I[J —t

(inch)

- i Applicable Clamp Clamp Screw Shim  Shim Screw  Spring Wrench

esignation LH LF WF HF B H HAND insert @ @W @ @ @ %
DCLNR/L 12-3B 0.964 4172 1 3/4 3/4  0.750 R/IL

16-3D 0.964 6 1950 1 1 1 RIL CNLI82[] CVH3  CHX0415 SC32V FTKA0307 SPR0O510 HW25P
12-4B 1181  41/2  1.250 3/4 3/4 1 R/IL
16-4D 1.181 6 1.250 1 1 1.250 R/IL

85-4D 1181 6 1500 11/4 1 1.950 RIL CNLI43[] CVH4  CHX0518 SC44V FTKA0410 SPRO714 HW30P
20-4D 1.181 6 1500 11/4 11/4 1.250 R/IL
16-5D 1.417 6 1.250 1 1 1 R/IL

85-5D 1.417 6 1250 11/4 1 1.250 R/L CNLI k4] CVH5  CHX0622 SC54V FTNA0511 SPR0O811  HWAOL
20-5D 1.417 6 1500 11/4 11/4 1.250 R/L
16-6D 1.575 6 1.250 1 1 1 R/IL
85-6D 1.575 6 1250 11/4 1 1.250 R/IL

20-6D 1575 6 1500 11/4 11/4  1.250 RIL CN[I64[] CVH6  CHX0622 SC63V FTNA0S11 SPR0O811  HWAOL
24-6D 1.575 6 2 112 11/2  1.250 R/IL

2 Applicable inserts B5 ~ B12
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Double Clamp System B

DDJNR/L @} - T =

! S
-
93° LH
LF
' T 93°
HF H

* R type hold

DN

(inch)

. . Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench

Designation LH LF WF HF B H HAND i @ W @ ) @ %
DDJNR/L 12-3B 1.181  41/2 1 3/4 3/4 0750 RL
16-3D 1.181 6 1.250 1 1 1 R/IL

85-3D 1181 6 1250 11/4 1 1250 RIL DN[I133[] CVH3  CHX0415 SD32V FTKA0307 SPR0510 HW25P
20-3D 1.181 6 1500 11/4 11/4 1.250 R/L
12-4B 1.378  41/2 1 3/4 3/4  0.750 R/IL
16-4D-4 1.378 6 1.250 1 1 1 R/L

85-4D-4 1378 6 1250 11/4 1 1.250 RIL DN I[44[] CVH4  CHX0518 SD43V FTKA0410 SPRO714 HW30P
20-4D-4 1.378 6 1500 11/4 11/4 1.250 R/IL
12-4B-3 1378 4172 1 3/4 3/4 0750 RL

16-4D-3 1.378 6 1.250 1 1 1 R/L DNCICK3[C] CVH4  CHX0518 SD44V FTKA0410 SPRO714 HW30P
20-4D-3 1.378 6 1500 11/4 11/4 1.250 R/L

2 Applicable inserts B13 ~ B18

-'\} 5/

Hﬂ:;..e;___ LH .
xﬁ _ 75°
HF[ j * R type holder
SNLIC]

(inch)

DSB‘ITIR/L o . |

s

Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench

Designation LH LF WF HF B H  HAND A"i':l':::"e = @W S @ o~
DSBNR/L 12-3B 0984 41/2 0600 3/4 34 075 RL
R TR 1 1 R | SN2l | CVHS  CHIO4TS SS32V FIKAOBD7 SPROSTO  HWReP
12-4B 1260 412 0600 34 34 075 RL
16-4D 1260 6 0790 1 1 1 RIL
85-4D o0 & 079 114 1 125 Rl | SNCIMSL) | CVH4 CHXOST8 SSA4V FIKADATO SPRO7I4  HINSOP
20-4D 1260 6 0990 11/4 11/4 125 RL
16-5D 149 6 0790 1 1 1 RIL
85-5D 149 6 0790 11/4 1 125 RL | SNOII540] | CVH5 CHX0622 SS54V FTNAOST1 SPROSTT HW4OL
20-5D 1496 6 0990 11/4 11/4 125 RL
20:e0 1693 6 090 114 114 125 RL | o i | oie o2z SS6AV FTNAOSTI SPROBTT  HWADL
24-6E 1693 7 118 112 112 15 RL

2 Applicable inserts B20 ~ B28



B Double Clamp System

DSDNN

F N N
{0 e i
‘T;LH
LF <—t>
j 45°
HF H
(inch)
i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND [ @ W @ @ %
DSDNN 12-3B 1.043  41/2  0.375 3/4 3/4  0.750 N SN[J[J32[] | CVH3 CHX0415 SS32V FTKA0307 SPRO510 HW25P
12-4B 1299 41/2 0.375 3/4 3/4  0.750 N
16-4D 1.299 6 0.500 1 1 1 N
85-4D 1.299 6 0500 11/4 1 1 N SNLIC143[] CVH4  CHX0518 SS44V  FTKA0410 SPRO714 HW30P
20-4D 1.299 6 0625 11/4 11/4 1.250 N
16-5D 1.551 6 0.500 1 1 1 N
20-5D 1.496 6 0625 11/4 11/4 1250 N SNI[540] CVH5  CHX0622 SS54V FTNA0511 SPR0811  HW25P
20-6D 1.693 6 0625 11/4 11/4 1.250 N
24-6E 1771 7 0750 11/2 11/2 1500 N SN[e4[] CVH6  CHX0622 SS64V FTNA0511 SPR0811  HWA40L
2 Applicable inserts B20 ~ B28
DSKNR/L < +
= A K
L j 750
HF H
* R type holder
SN
(inch)
i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND insert @ @ @ @ @ %
DSKNR/L 12-3B 0.787 4172 1 3/4 3/4 0.750 R/L SNLICI32[0] CVH3  CHX0415 SS32V  FTKA0307 SPR0510 HW25P
12-4B 0.906 41/2 1 3/4 3/4  0.750 R/IL
16-4D 0.906 6 1.25 1 1 1 R/L SNI[43[] CVH4  CHX0518  SS44V  FTKA0410 SPRO714  HW30P
20-4D 0.906 6 15 11/4  11/4  1.250 R/L
20-5D 1.102 6 1.5 11/4 11/4  1.250 R/IL SNLI[154[] CVH5  CHX0622 SS54V FTNA0511 SPR0811  HWA4O0L
20-6D 1.378 6 15 114  11/4  1.250 R/L
24-6E 1693 7 2 11/2 11/2 1500 RIL SNLICIe4[] CVH6  CHX0622 SC64V FTNA0S11 SPR0O811  HWAOL
2 Applicable inserts B20 ~ B28
B
b TR
LF
3 i 45°
HF * R type holder
SNLIL]
(inch)
i i Applicable Clamp Clamp Screw  Shim  Shim rew Spring Wrench
Designation LH LF WF HF B H HAND [ @ (‘5@ @ ) @ y=
DSSNR/L 12-3B 1.22 41/2  0.600 3/4 3/4 0.750 R/L SN[J[]32[] CVH3  CHX0415 SS32V  FTKA0307 SPR0510 HW25P
12-4B 1378 41/2  0.600 3/4 3/4  0.750 R/IL
16-4D 1.378 6 0.790 1 1 1 R/IL
85-4D 1378 6 0790 11/4 1 1950 RIL SN[J[J43[] CVH4  CHX0518  SS44V  FTKA0410 SPRO714  HW30P
20-4D 1.378 6 099 11/4 11/4 1.250 R/IL
16-5D 1.516 6 0.790 1 1 1 R/IL
20-5D 1516 6 0990 11/4 11/4  1.250 RIL SNI[540] CVH5  CHX0622 SS54V  FTNA0511 SPR0811  HWA40L
20-6D 1.811 6 0990 11/4 11/4 1.250 R/IL
24-6E 1811 7 1186 1172 112 1500 RIL SN[[e4[] CVH6  CHX0622 SS64V FTNA0511 SPR0811  HWA40L

2 Applicable inserts B20 ~ B28
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Double Clamp System B

< B i
K

LH

)

DTFNR/L

LF

' I 90°
TN DD HF . * R type holder

(inch)

. . Applicable Clamp Clamp Screw Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND ji— @ W ) @ %
DTFNR/L 12-3B 0965 41/2 0.600 3/4 3/4  0.750 R/L
16-3D 0.965 6 0.790 1 1 1.000 R/IL TNOICI33] CVH3  CHX0415 ST32V  FTKA0307 SPR0510 HW25P
20-3D 0.965 6 0990 114 11/4 1.250 R/L
16-4D 1.299 6 0.790 1 1 1.000 RL
85-4D 1.299 6 0790 11/4 1 1.250 R/L TNLCI[J43[] CVH4  CHX0518 ST44V  FTKA0410 SPRO714 HW30P
20-4D 1.299 6 0990 11/4 11/4 1250 RL

2 Applicable inserts B29 ~ B36

DTGNR/L
\F = -

©

o/
_:".‘3&\ £ e
g,',ir' rti

HF H 900
TN DD * R type holder
(inch)
. . Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND insert @ W @ y
DTGNR/L 12-3B 0.965 41/2 0.600 3/4 3/4  0.750 RIL
16-3D 0.965 6 0.790 1 1 1.000 R/IL TNCIJCI33[] | CVH3  CHX0415 ST32V FTKA0307 SPRO510  HW25P
20-3D 0.965 6 0990 11/4 11/4 1.250 RIL
16-4D 1.283 6 0.790 1 1 1.000 RL
85-4D 1.283 6 0790 11/4 1 1.250 R/IL TNCI[J43[] CVH4  CHX0518 ST44V  FTKA0410 SPRO714 HW30P
20-4D 1.283 6 0990 114 11/4 1.250 R/L

2 Applicable inserts B29 ~ B36

DVJNR/L . T IEd
o ~
S
LH L
L K -
HF H * R type holder
VNLOIO] L. 1
(inch)
i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND insert @ (@W @ y
DVJNR/L 12-3B 1634 41/2 0.600 3/4 3/4  0.750 R/IL
16-3D 1.634 6 0.790 1 1 1.000 R/IL VN[I[J33[] | CVH3V  CHX0518  SV32V FTNA03508 SPRO714 HW30P
20-3D 1.634 6 0990 11/4 11/4 1.250 RIL

2 Applicable inserts B37 ~ B38
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B Double Clamp System

DVVNN = o
T B -
e bl
t LF
T *] 72.5°
HF H
VNLIO] —t
(inch)
i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND i @ (’5@ @ y
DVVNN 12-3B 1575 41/2 0.375 3/4 3/4 0.750 N
16-3D 1.575 6 0.500 1 1 1.000 N VNLIOI33LI | CVH3V  CHX0518  SV32V FTNA03508 SPRO714  HW30P
20-3D 1.575 6 0625 114 11/4 1.250 N
2 Applicable inserts B37 ~ B38
ﬂb " © E -t
? \
/ii' LF
T 957
* R type holder
WNLI[] —t
(inch)
i i Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Wrench
Designation LH LF WF HF B H HAND [ @ w 9 @ y
DWLNR/L 12-3B 1.024 41/2  0.600 3/4 3/4 0.750 R/L
CVH3  CHX0415 SW32V FTKA0307 SPR0510 HW25P
16-3D 104 6 079 1 1 1o AL | "N
12-4B 1.260 41/2 0.600 3/4 3/4 0.750 R/L
VH4  CHX051 W44V FTKA041 PRO714  HW30P
16-4D 1260 6 0790 1 1 1000 R | WNHH4SH | G CHAOSTE S KADATO - SPRO 0

2 Applicable inserts B39 ~ B43



Lever Lock System B

0 L B
P L —/5
LH
Ram— LF
FT 75°
HF H * R type holder
CNLILI
(inch)
i X Applicable Lever Screw Shim ShimPin  Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND i ) @ EB /\, %
PCBNR/L 12-4B 1.063 41/2 0.600 3/4 3/4  0.750 RIL
16-4D 1 6 0.790 1 1 0.790 R/IL CNLI[1430] Lv4  VHX0821  SC42 SP4 HW30L  LSPS4
85-4D 1.063 6 1250 11/4 1 1.063 RIL
16-5D 1.299 6 0.790 1 1 1.000 RAL
20-5D 1299 6 0990 11/4 11/4 1250 RIL CNLII 5401 V5 VHX0825  SC53 SP5 HW30L  LSPS6
20-6D 1.496 6 0990 11/4 11/4 1.250 R/IL
24-6E 1.49 7 1186 112 112 1500 RIL CNOI[Je4l] LVBN  VHX1027N SC63N SPEN HW40L  LSPS6
24-8E 1.772 7 1186 11/2 11/2 1.500 RIL CNLICI86L]
24-8E-5 1.772 7 1186 11/2  11/2  1.500 RIL CNLI[C1850] WBN VHXI236N SCOAN — SPBN— HIWGOL — LSPSs
32-8G 1.772 10 1.693 2 2 2.000 R/IL CNCI[]86[] LV8N  VHX1236N SC84N  SP8N  HWS50L  LSPS8

2 Applicable inserts B5 ~ B12

\ﬂ WF | 75 © B
” L LH *
LF
75°
HF " * R type holder
CNLILI
(inch)
. . Applicable Lever Screw Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND insert @ /\7 %
PCKNR/L 12-4B 1.063 41/2 0984 3/4 3/4 0787 RL
16-4D 1.063 6 1.260 1 1 0.984 R/IL CN[J[J430[] Lv4  VHX0821  SC42 SP4 HW30L  LSPS4
85-4D 1.181 6 1500 11/4 1 1.260 R/L
20-5D 1.023 6 1500 11/4 11/4 1.260 R/IL
24-5E 0.984 7 2000 112 112 1500 RIL CN[[ 5401 V5 VHX0825  SC53 SP5 HW30L ~ HW30L

2 Applicable inserts B5 ~ B12



B Lever Lock System

PCLNR/L

WF

l ’y @] © o
95° ‘ s
LH F
? 95°
HF H
CN D |:| * R type holder
(inch)
i i Applicable Lever Screw Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND [i— @ EB /\, %
PCLNR/L 10-3A 0.787 4 1.000 5/8 5/8  0.625 R/L
12-3B 0.866 41/2 1.000 3/4 3/4  0.750 R/L CNO 320] V3 VHX0617  SC32 SP3 HW25L  LSPS3
16-3D 0.866 6 1.250 1 1 1.000 R/L
10-4A 1.102 4 1.000 5/8 5/8  0.625 R/IL
12-4B 1102 41/2  1.000 3/4 3/4  0.750 R/L
16-4D 1.102 6 1.250 1 1 1.000 R/L CNLCJI430] V4 VHX0821  SC42 SP4 HW30L  LSPS4
85-4D 1.102 6 1.250 11/4 1 1.250 R/L
20-4D 1.102 6 1500 11/4 11/4 1.250 R/L
16-5D 1.299 6 1.250 1 1 1.000 R/L
20-5D 1.299 6 1500 11/4 114 1250 RIL CNOI[ 541 V5 VHX0825  SC53 SP5 HW30L  LSPS5
16-6D 1.496 6 1.250 1 1 1.000 R/IL
85-6D 1.496 6 1250 11/4 1 1.250 R/L
20-6D 1.496 6 1500 11/4 11/4  1.250 R/L CNLIJe4[] LVBN  VHX1027N  SC63N SPGN HW40L  LSPS6
24-6D 1.496 6 2000 112 11/2 1.500 R/L
24-6E 1.496 7 2000 11/2 11/2 1500 R/L
K 1772 ! 2000 12 11/2. 1.500  RL CNLJCI86L] | LV8N VHX1236N SC84N  SP8N  HW50L  LSPS8
32-8G 1.772 10 2.500 2 2 2.000 R/IL
24-8E-5 1.772 7 2000 112 11/2 1.500 R/L
32-8G-5 1772 10 2500 2 2 2,000 RIL CN[JI850] LVBN  VHX1236N SC84N SP8N HW50L  LSPS8
2 Applicable inserts B5 ~ B12
PDJINR/L B
0/®
</‘ 93°
LH
LF
| F 93°
DN D |:| * R type holder
(inch)
i i Applicable Lever Sc Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND insert ) <S> EB /\ %
PDJNR/L 10-3A 0.984 4 0.875 5/8 5/8  0.625 R/L
12-3B 0984 412 1 3/4 3/4 0.75 R/L DN 33[] V3 VHX0617 SD317 SP4  HW30L  LSPS4
16-3D 1.181 6 1.25 1 1 1 R/L
12-4B-4 1.378  41/2 1 3/4 3/4 0.75 R/L
16-4D-4 0984 6 12 1 ! ! L | DNOIC44r] | s woos2t 42 sPe HWBOL  LSPSA
85-4D-4 1.378 6 125 11/4 1 1.25 R/L
20-4D-4 1.378 6 15 114 114 125 R/L
12-4B-3 1.378  41/2 1 3/4 3/4 0.75 R/L
16-4D-3 1.378 6 1.25 1 1 1 R/IL DN[I[143[] V4 VHX0821  SD42 SP4 HW30L  LSPS4
20-4D-3 1.378 6 1.5 114 11/4 125 R/L

2 Applicable inserts B13 ~ B18
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Lever Lock System

PDNNR/L

K-

LF

1 62.5°
HF H * R type holder
DN[I]
(inch)
i . Applicable Lever Screw Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH WF HF B H HAND ji— ) EB /\, %
PDNNR/L 12-4B-4 1.457 0.320 3/4 3/4 0750 RL
16-4D-4 1.457 0.500 1 1 1.000 R/L
V4B VHX0821 D42 P4 HW.
86-4D-4 1.457 6 0500 1172 1 1.500 R/IL DL 440 08 . : S0L Lopsa
20-4D-4 1.457 6 0625 11/4 11/4 1.250 R/IL
16-4D-3 1.457 6 0.500 1 1 1.000 R/IL
V4 VHX0821  SD42 SP4 HW30L  LSPS4
86-4D-3 1457 6 0500 112 1 150 AL | DN-H4H
2 Applicable inserts B13 ~ B18
:D: wr | @i 5
LH - -
LF
HF W H
RCMX
(inch)
i . Applicable Lever Sc Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND — Q ﬁ %
PRDCN 12-10D 0.866 6 0.375 3/4 3/4 0.750 N
LR1 VHX0514 R1
16-10D 0.945 6 0.689 ] ] 1.000 N RCMX1003M0 0 05 SR10 SP3 HW20L  LSPS3
16-12D 0.945 6 0.500 1 1 1.000 N
12-12C 0.945 5 0.630 3/4 3/4  0.750 N RCMX1204MO | LR12  VHX0617  SR12 SP3 HW25L  LSPS3
85-12E 0.945 7 0728 11/4 1 1.250 N
16-16E 1.181 7 0.807 1 1 1.000 N
85-16E 1.181 7 0708 11/4 1 1.250 N RCMX1606M0 | LR16  VHX0621  SR16 SP4- HW25L  LSPS4
20-16E 1.378 7 0945 11/4 11/4 1.250 N
20-20E 1.500 7 1.024 11/4 11/4 1.250 N RCMX2006M0 | LR20  VHX0823 SR20 SP20 HW30L  LSPS5
24-25E 1.653 7 1250 11/2 1172 1.500 N
24-25H 1653 12 1250 1172 1172 1500 N RCMX2507M0 | LR25 VHX1030  SR25 SP6N  HWA40L  LSPS6
32-32H 2.047 12 1.500 2 2 2.000 N RCMX3209M0 | LR32 VHX1236 SR32 SP8N  HW50L  LSPS8

2 Applicable inserts B54, B77



B Lever Lock System

PRGCR/L

LF

HF

* R type holder

RCMX
(inch)
i i Applicable Lever Screw Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND insert @ /\, %
PRGCR/L 12-10B - 4172 1 3/4 3/4 0750 RL
16-10D : 6 125 1 1 1,000 RIL RCMX1003M0 LR10  VHX0514  SR10 SP3 HW20L  LSPS3
12-12B - 4172 1 3/4 3/4  0.750 RIL
16-12D - 6 1.25 1 1 1.000 R/L | RCMX1204MO | [R12 VHX0617 SR12 ~ SP3  HW25L  LSPS3
85-12D - 6 125 11/4 1 1.250 RIL
L6180 . 6 1.25 ! ! 1.000 AL RCMX1606M0 LR16  VHX0621  SR16 SP4 HW25L  LSPS4
85-16D - 6 125  11/4 1 1.250 R/L
20-20D = 6 1.5 11/4 11/4  1.250 R/L RCMX2006M0 LR20  VHX0823  SR20 SP5-1 HW30L  LSPS5
24-25D - 6 2 11/2 11/2  1.500 R/L RCMX2507M0 LR25  VHX1030  SR25 SP6N HW40L  LSPS6
2 Applicable inserts B54, B77
lﬁ WF /%7@ B
</;5° -~ 2
LH e
LF
[ ?f l 75°
HF H
* R type holder
SNOO !
(inch)
. i 1 " - - Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
esignation B H HAND insert & ) @ @ P %
PSBNR/L 10-3A 0.827 4 0.500 5/8 5/8  0.625 RIL
12-38 0906 4172 0600 34 34 0.750 RIL SNLI[J540] LV3  VHX0617  SS32 SP3 HW25L  LSPS3
12-4B 1.102  41/2  0.600 3/4 3/4 0750 RL
16-4D 1.102 6 0.790 1 1 1.000 RL
85-4D 1102 6 0790 11/ 1 1950 RIL SNLIC540] V4 VHX0821  SS42 SP4 HW30L  LSPS4
20-4D 1.102 6 0990 11/4 11/4 1.250 R/IL
16-5D 1.378 6 0.790 1 1 1.000 RL
20-5D 1378 6 0990 11/ 114 1250 RIL SNCI[Je4l] V5 VHX0825  SS53 SP5 HW30L  LSPS5
20-6D 1.575 6 09% 11/ 11/ 1.250 AL SNCI[Ie4l] LVBN  VHX1027N  SS63N SP6N HW40L  LSPS6
24-6E 1.575 7 1186 11/2  11/2 1.500 R/IL
24-8E 2.000 7 1186 11/2  11/2  1.500 RIL SN[I[I85[]
24-8E-6 2.000 7 1186 11/2 112 1500 RL SNOJ[I86[] VAN V123N SSBAN PN HWSOL  LSPSS
32-8E 2.000 7 1.382 2 2 2.000 R/L SNLI[I850]
32-8E-6 2.000 7 1.382 2 2 2.000 R/IL SN[JI86l]

2 Applicable inserts B20 ~ B28

929 @ Turning



Lever Lock System B

LF

H{ §3§ ] 45°

SN
(inch)
i . Applicable Lever Screw Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND insert : @ /\7 %
PSDNN 10-3A 0.906 4 0.313 5/8 5/8 0.625 N SNLICI320][] LV3  VHX0617  SS32 SP3 HW25L  LSPS3
12-4B 1.181  41/2 0.375 3/4 3/4 0.750 N
16-4D 1181 6 0500 ! ! 1.000 N SNOIO43000] V4 VHX0821  SS42 SP4 HW30L  LSPS4
85-4D 1.181 6 0500 11/4 1 1.250 N
20-4D 1.575 6 0625 114 11/4 1.250 N
16-5D 1.575 6 0.500 1 1 1.000 N
20-5D 1575 6 0625 11/4 11/4 1250 N SNOII5400[] V5  VHX0825  SS53 SP5 HW30L  LSPS5
85-6D 1.575 6 0.500 11/4 1 1.250 N
20-6D 1.575 6 0625 11/4 11/4 1250 N SNLILI64L]L] | LVBN  VHX1027N SS63N  SPBN  HWA4OL  LSPS6
24-6E 1.575 7 0750 11/2 11/2 1.500 N
24-8E 1.969 ! 0750 11/2_ 112 1.500 N SNCICI850]C] | LV8N VHX1236N SS84N  SP8N  HWS0L  LSPS8
32-8E 1.969 7 1.000 2 2 2.000 N
24-8E-6 1.969 7 0750 112 11/2 1500 N
32-8E-6 1.969 7 1,000 2 2 2000 N SNCJCI86[IC] | LVBN  VHX1236N SS84N  SP8N  HW50L  LSPS8
2 Applicable inserts B20 ~ B28
PSKNR/L T | *
© 0
LH
LF
P 75°
HF H
SN |:| D * R type holder
(inch)
i . Applicable Lever Scre Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND — ) @ @ ﬁ %
PSKNR/L 10-3A 0.669 4 0.750 5/8 5/8 0.625 R/IL
12-38 0787 4172  1.000 34 34 0.750 RIL SNLICI820][] V3 VHX0617  SS32 SP3 HW25L  LSPS3
12-4B 1.024 41/2 1.000 3/4 3/4 0.750 R/L
16-4D 1.024 6 1.250 1 1 1.000 R/L SNOIO43000] V4 VHX0821  SS42 SP4 HW30L  LSPS4
20-4D 1.024 6 1500 11/4 11/4 1.250 R/L
16-5D 1.260 6 1.250 1 1 1.000 R/IL
20-5D 1.260 6 1500 11/4 11/4 1250 RIL SNCICI54[]0] V5 VHX0825  SS53 SP5 HW30L  LSPS5
20-6D 1.417 6 1500 11/4 11/4 1.250 R/L
24-6E 1575 7 2000 1172 1172 1500 RIL SNCICI64[ ][] | LVEN VHX1027N SS63N  SP6N  HWA4OL  LSPS6
24-8E 1.732 7 2000 112 11/2 1.500 R/IL SNOJO8s[]
24-8E-6 1.732 7 2000 112 11/2 1500 R/IL SNLJCI86[IL] | LVBN  VHX1236N SS84N  SP8N  HW50L  LSPS8
32-8E-6 1.476 7 2.000 2 2 2.000 R/L SNOIOI86I[]

2 Applicable inserts B20 ~ B28

Turning @ 100



B Lever Lock System

PSSNR/L B +
WF © ©
= 5 b
LH
LF
< . ‘T 450
HF H * R type holder
SN
(inch)
. . Applicable Lever Scre Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND insert @ /\7 %
PSSNR/L 10-3A 0.984 4 0.750 5/8 5/8  0.625 R/IL SN[I[I32[] V3  VHX0617  SS32 SP3 HW25L  LSPS3
12-4B 1.181  41/2 1.000 3/4 3/4  0.750 R/IL
16-4D 1.417 6 1.250 1 1 1.000 RIL
85-4D 1417 6 1250 114 1 1250 RL | ONOUMS | e veoszr ss2 o SPe HASOL LSPSE
20-4D 1.575 6 1500 11/4 11/4 1.250 R/IL
16-5D 1.417 6 1.250 1 1 1.000 R/IL
N 4 LV! VHX082 P HW30L  LSP:
20-5D 1.772 6 1500 11/4 11/4 1.250 R/L SNLLBals o 0825 5553 $P9 30 5P
20-6D 1.772 6 1500 11/4 11/4 1.250 R/IL
24-6F 1.772 8 2000 112 11/2 1.500 R/IL SNIOe4l] V6N  VHX1027N SS63N  SPEN  HWAOL  LSPS6
24-6E 1.772 7 2000 112 11/2 1.500 R/L
24-8E 1.969 7 2,000 11/2 11/2 1500 R/IL SN[JI85]
LVBN  VHX1236N SS84N SP8N HW50L  LSPS8
24-8E-6 1.969 7 2,000 11/2 11/2 1.500 R/IL SNLICI86l]
2 Applicable inserts B20 ~ B28
I © B 4
Val S
LH
LF
B i
HF H
* R type holder
TNOIO
(inch)
. . Applicable Lever Scre Shim ShimPin ~ Wrench  Shim Pin Punch
Designation LH LF WF HF B H HAND — @ ﬁ, %
PTFNR/L 10-3A 0.787 4 0.750 5/8 5/8  0.625 RIL
12-3B 0.787 41/2  1.000 3/4 3/4  0.750 R/IL TNOICI33C] V3 VHX0617 ST317 SP3 HW25L  LSPS3
16-3D 0.787 6 1.250 1 1 1.000 RIL
16-4D 0.984 6 1.250 1 1 1.000 R/IL
TN 43 V4 VHX0821  ST42 SP4 HW30L  LSPS4
20-4D 0.984 6 1500 11/4 11/4 1.250 R/L st
20-5D 1.339 6 1500 11/4 11/4 1.250 R/IL
N 54 V5 VHX0825  ST53 SP5 HW30L  LSPS5
24-5E 1.339 7 2,000 11/2 11/2 1500 RIL et

2 Applicable inserts B29 ~ B36

101 @ Turning



Lever Lock System B

WF © 8
O < |O
/‘90c
LH
LF
90°
e F * R type holder
TN
(inch)
Applicable Lever Screw Shim ShimPin  Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND ji— ) @ /\, %
PTGNR/L 08-2K 0.630 3 3/20 0.625 1/2 1/2 0.500 RIL
10-2A 0.709 4 0.750 5/8 58 0625 RIL
TN 21. V2 VHX B - - HW20L
12-2B 0.748 41/2 0.100 3/4 3/4  0.750 RIL e 0509 0
16-2D 0.787 6 1.250 1 1 1.000 R/L
10-3A 0.787 4 0.750 5/8 5/8  0.625 RIL
12-3B 0.787 41/2 1.000 3/4 3/4 0750 RIL
TN LV. VHX0617  ST317 P HW25L  LSP
16-3D 0.787 6 1.200 1 1 1.000 RIL s s 0 S8 5P3 o $PS3
20-3D 0.787 6 1500 11/4 11/4 1.250 R/L
16-4D 1.102 6 1.250 1 1 1.000 R/L
TN 4 V4 VHX0821  ST42 SP4 HW30L  LSPS4
20-4D 1.102 6 1500 11/4 11/4 1.250 R/L st
20-5D 1.299 6 1500 11/4 11/4 1.250 RIL
LV! VHX082 ! P HW30L  LSP
24-5E 1200 7 2000 112 112 1500 RL | Moo | Wo o WK080 SRS SR HWAL LSS

9 Applicable inserts B29 ~ B36

PTTNR/L j o] @ :
=

i 60°
TN DD HF H * R type holder

(inch)

i . Applicable Lever Scre Shim ShimPin ~ Wrench Shim Pin Punch
Designation LH LF WF HF B H HAND insert @ /&, %
PTTNR/L 10-3A 0.984 4 0.511 5/8 5/8  0.625 R/IL
12-3B 0.984 41/2 0.669 3/4 3/4 0750 R TNLICI83[] V3 VHX0617 ST317 SP3 HwW25L  LSPS3
16-3D 1.26 6 0.866 1 1 1.000 RL
16-4D 1.26 6 0.866 1 1 1.000 R/L TNCIOJ430] Lv4  VHX0821  ST42 SP4 HW30L  LSPS4

2 Applicable inserts B29 ~ B36

PWLNR/L . . *

B B
3£ B4 !
95 95°‘/A
LH LH
na—— LF “_’ LF l
HFTi H HF i H[ 950
* R type holder
Fig. 1 Fig. 2
(inch)
. . Applicable Lever Screw Shim  ShimPin  Wrench Shim Pin Punch )
Designation LH LF WF HF B H HAND insert ) @ W % Fig.
PWLNR/L 10-3A 0.787 4 0.750 5/8 5/8  0.625 RIL
12-3B 0.787 41/2  1.000 3/4 3/4  0.750 RIL WNLII33[) | V3 VHX0617 SW317  SP3 HW25L  LSPS3 | 1
16-3D 0.787 6 1.250 1 1 1.000 R/IL
12-4B 1.024 41/2 1.000 3/4 3/4  0.750 RIL
WN 4 V4 VHX0821 W42 P4 HW30L  LSPS4
16-4D 1024 6 1250 1 1 1000 RL Hast 0821 SWaz P4 HWSOL LSPSA 1 2

9 Applicable inserts B39 ~ B43

Turning @ 102



B Wedge Clamp System

WTENN -

LF

R Lo
TN

(inch)

. . Applicable Wedge Clamp  Screw  StopperRing  Shim  Shim Pin Nut Wrench
Designation LH LF WF HF B H HAND insert % M @ M @) o~
WTENN 12-3C 1.417 5 0375  3/4 3/4  0.750 N SP3M-1
TN 33 CMHER6 MHX0626 ER04  ST32M ———— N0407 HW30L
16-3D 1.417 6 0.500 1 1 1.000 N s SP3M
16-4D 1.654 6 0.500 1 1 1.000 N
MH6R1 MHX0626 ER04 T43M  SP4AM N HW30L
20-4E 1654 7 0625 114 114 1250 N | "N ASL) [ CHHORT NHXOGE ERO4 - STASM - SPaM  NOSOB HWS0

2 Applicable inserts B29 ~ B36

WTJNR/L

LF

_ 930
HF H * R type holder

(inch)

i i Applicable Wedge Clamp ~ Screw  StopperRing  Shim  Shim Pin Nut Wrench
Designation LH LF WF HF B H HAND insert % W @ M @ o~
WTJNR/L 12-3B 1299 41/2 1.000 3/4 3/4 0750 RL SP3M-1
16-3D 1.299 6 1.250 1 1 1.000 R/L TNCICI33[] | CMHBR6 MHX0626 ER04  ST32M P3N N0407  HW30L
20-3D 1.299 6 1500 11/4 11/4 1250 RL
;g::g ::gg; 2 ::523(5)3 1 _: 1 : /4 ::ggg Zt TNCICJ43[] | CMHBR1 MHX0626 ER04  ST43M  SPAM  N0508  HW30L

2 Applicable inserts B29 ~ B36

B 4 l

WTXNR/L
5

LF

105°
HF H
* R type holder
TN
(inch)
i i Applicable Wedge Clamp ~ Screw  StopperRing  Shim  Shim Pin Nut Wrench
Designation LH LF WF HF B H HAND insert % M @ M @ /\
WTXNR/L 12-3B 1181 41/2 1.000 3/4 3/4 0750 RL SP3M-1

16-3D 1.299 6 1.250 1 1 1.000 R/L TNLCICI33[] | CMHBR6 MHX0626 ER04  ST32M PIM NO0407  HW30L

20-3D 1.299 6 1500 11/4 11/4 1250 RL

2 Applicable inserts B29 ~ B36

103 e Turning



Wedge Clamp System B

LH

LF
95°
WN |:| D HF H * R type holder
(inch)
. . Applicable Wedge Clamp  Screw  StopperRing  Shim  Shim Pin Nut Wrench
Designation LH LF WF HF B H HAND ji— % M @ M @ Ve

WWLNR/L 12-4B 1.260 41/2 1.000 3/4 3/4 0750 RIL CMH6R/L3 SP2M

16-4D 1209 6 1250 1 1 1000 RL | WNCITJ430) | OMHGR2 MHXOB3D CROS SWA3M .~ NOSOB it

20-4F 1.299 8 1500 11/4 11/4 1250 R/L CMH6R2

9 Applicable inserts B39 ~ B43

Turning @ 104



B Clamp on System

WF @ B
- S
= 1y
LF
_ 930
KN D D HE H * R type holder
(inch)
Applicable Clamp  Clamp Screw Spring Shim  Pin + Spring Shim Screw  Wrench
Designation LH LF WF HF B H HAND insert @ @ @ @ @@ @ /§
CKJNR 12-3B 1.260 4172 1120 3/4 3/4  0.750 R
16-3D 1.260 6 1.250 1 1 1.000 R
85-3D 1.260 6 1.250 11/4 1 1.250 R PNO515 HW20L
85-3E 1.260 7 1250 11/ ] 1250 R KN[J[J1604JJR| CTHBR1 CHX0625 SR3  SK33C SR4 SHX0310 HWAOL
20-3D 1.260 6 1500 11/4 11/4 1.250 R
24-3E 1.260 7 2.000 112 11/2 1.500 R
CKJNL 12-3B 1.260 41/2 1.000 3/4 3/4  0.750 L
16-3D 1260 6 1250 1 1 1.000 L PNO515 HW20L
20-3D 1260 6 1500 11/4 11/4 1250 L KNCI[J1604JCJL | CTH6L1 CHX0625 SR3  SK33CL SR4 SHX0310 HWA4OL
24-3E 1.260 7 2.000 112 11/2 1.500 L
2) Applicable inserts B19
CKNNR/L ) T B
625° - N e
LH
LF

T 62.5°
KN D D HF A * R type holder

(inch)
Applicable Clamp  Clamp Screw  Spring Shim  Pin+Spring Shim Screw ~ Wrench

Designation LH LF WF HF B H  HAND insert @ @ @ @9@ @ /*

CKNNR  16-3D 1457 6 050 1 1 1000 R — W20
KN THER1 CHX062 R K HX031
20-3D 1457 6 0660 114 11/ 1250 R |- 1G4LIIRCTHORT CHA0B25 SRS SK3IC Tgpy™ SKOSTO gy
CKNNL  16-3D 1457 6 050 1 1 1000 L — 2oL
CTH6L
20-3D 1457 5 0660 11/4 11/4 1250 L KNCIO160400L 1 CHX0625 SR3  SK33CL R4 SHX0310 HWAOL

2 Applicable inserts B19

—

L

CSDPN ﬁ wel %0, ]

LF

N lgft H‘ 45°
SPOIR N I

(inch)

. . Applicable Clamp Clamp Screw Shim Shim Pin C-Ring Wrench

Designation LH LF WF HF B H HAND insert @ @ @ /&
CSDPN 10-3A 1.181 4 0.313  5/8 5/8 0.625 N SPLIR32[] CH53R1  CHO515C  SS32C SP3C CRO3C ~ Hw2sL
16-4D 1.378 6 0.500 1 1 1.000 N SP[JR42[] CHBRS ~ CHX0622C  SS42C SP3C CR0O4C  HW30L

2 Applicable inserts B56 ~ B57

105 @ Turning



Clamp on System

L LT : :
\\' LH .
75°
i . * R type holder
SPLIR
(inch)
Applicable Clamp Clamp Screw  Shim Shim Pin C-Ring Wrench
Designation W LF WF W B K hap PPLCH gD D 2 7
CSKPR/L 16-4D 1.260 6 1.250 1 1 0.750 RL SPIR42[] CHBR5  CHX0622C  SS42C SP3C CR04C  HW30L
2 Applicable inserts B56 ~ B57
P ° }
; LH
; LF
i 90°
HF * R type holder
TPLIR
(inch)
Applicable Clamp Clamp Screw  Shim Shim Pin C-Ring Wrench
Designation LH LF WF HF B H HAND insert @ @ @ /\
CTFPR/L 12-4B 1.260 41/2 1.000 3/4 3/4 0750 RL
16-4D 1.260 6 1250 1 1 1000 RL TPLIR32[] CHBR5 ~ CHX0622C  ST32C SP3C CRO4C  Hw30L
2 Applicable inserts B61 ~ B64
h WF © B
-
__ gon‘ju—«
LF
- 90°
HE * R type holder
TPLIR
(inch)
Applicable Clamp Clamp Screw  Shim Shim Pin C-Ring Wrench
Designation W LF WF W B H Hanp | APPICH 5> D 2 7
CTGPR/L 08-2K 0.787 3 3/20 0.625 1/2 1/2 0500 RL
10-2K 0.787 31/8 0.750 5/8 58 0.625 R/L TPIR22[] CH53R1  CHX0515C CRO3C ~ HW25L
12-2B 0.787 41/2 0.750 3/4 3/4 0625 RL
12-3B 0.984 41/2 1.000 3/4 3/4 0750 RL
16-3D 0.984 6 1250 1 1 1000 RL TPLIR32[] CHBR5 ~ CHX0622C  ST32C SP3C CRO4C  HwW30L
16-4D 1.260 6 1.250 1 1 1.000 RL
20-4D 1.260 6 1500 11/4 11/4 1250 RL TPLIR43[] CH83R1 CHX0823C  ST43C SP4C CR05C HW40L

2 Applicable inserts B61 ~ B64

Turning @ 106



B Multi Lock System

5@ 1 g
LH 4
LF
. 75°
A * R type holder
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND ji— @ > @ I
MCKNR/L 12-4B 1.250 41/2 1.000 3/4 3/4  0.750 R/L W31 8L
16-4D 1.250 6 1.250 1 1 1.000 R/L CNCJCJR42[] CDHBN ~ DHA1/4-25  SC43D SP4D HW23' oL
20-4D 1.250 6 1400 11/4 11/4 1.250 R/L )
2 Applicable inserts B5 ~ B12
WF \‘ B
ﬁ 81
1/ LH
LF
- 95°
HF H
* R type holder
CNUI[I
(inch)
i i Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND [ @ @)\\@\\ @ @ ﬁ’
MCLNR/L 10-3A 1.000 4 0.875 5/8 5/8  0.625 R/L w2361
12-3B 1.000 41/2 1.000 3/4 3/4  0.750 R/L CNI[I32[] CDH7N  DHA10-32-19  SC32D SP3DS W1 9.8L
16-3C 1.000 5 1.250 1 1 1.000 R/L )
12-4B 1250 41/2 1.000  3/4 3/4 0750 RL
16-4D 1.250 6 1.250 1 1 1.000 RL HW31.8L
85-4D 1250 6 1250 112 1 250 RL | CNIMSL) | CDHGN - DHAA425  SCASD  SPD yyogg
20-4D 1.250 6 1500 11/4 11/4 1.250 R/L
16-5D 1.299 6 1.250 1 1 1.000 R/L HW39.7L
20-5D 1.299 6 1500 11/4 11/4 1.250 R/IL CNCI[I54] CDH8N  DHA5/16-32  SC53D SP5D W3t .8L
24-5E 1.299 7 2000 112 11/2 1.500 R/L '
16-6D 1.102 6 1.250 1 1 1.000 R/L HW39.7L
20-6D 1.102 6 1500 11/4 11/4 1.250 R/L CN[e4[] CDH8N  DHA5/16-32  SC63D SP6D HW35.7L
24-6E 1.102 7 2000 11/2 11/2 1500 R/L )
26-8E 1102 7 2000 112 112 1500 RL | CNCI8s0 | COHGN3 DHA¥B35  SCBD  SPeD  Lnooi
2 Applicable inserts B5 ~ B12
MCMNN 3 B
2 )
LH <_t> -
B
li ] 50°
HF H
CNLI[I
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND [ — @ @\\ﬁ\‘\ @/ @ ﬁ’
MCMNN 12-4B 1.250 41/2 0.375 3/4 3/4  0.750 N W31 8L
16-4D 1.250 6 0.500 1 1 1.000 N CN[I[143[] CDHBN DHA1/4-25 SC43D SP4D HW23. oL
20-4D 1.250 6 0625 11/4 11/4 1.250 N )
16-5D 1.500 6 0.500 1 1 1.000 N HW39.7L
20-5D 1500 6 0625 11/4 11/4 1250 N | ONEIIS4L) | COHON DHAS/16-82 - SCS3D  SPSD 5y g
20-6D 1.500 6 0625 11/4 11/4 1.250 N HW39.7L
24-6E 1728 7 0750 112 112 1500 N | CNIG4L) | COHBN  DHAS/IE-52  SD6SD  SP6D gy

2 Applicable inserts B5 ~ B12

107 @ Turning



Multi Lock System B

0 & | by
. LI < [g
e ¥ 5t ‘ gv
|t
LF
. 75°
HF H * R type holder
CNLI[J
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND j— @ @/ @ /§
MCRNR/L 12-4B 1250 41/2  0.751 3/4 3/4 0750 R/L HW39.7L
CDH8N1  DHA5/16-32 SC43D SP4D
16-4D 125 6 1251 1 1 100 AL | ONTH HW23 8L
16-5D 1299 6 1251 1 1 1000 RL HW39.7L
DHBN1  DHA5/16-32 D P5D '
20-5D 1.299 6 1500 11/4 11/4 1.250 R/L CONLILI540] Corg 5/16:3 5653 55 HW31.8L
20-6D 1.514 6 1501 114 11/4 1.250 R/L HW39.7L
24-6E 1514 7 2.001 1172 112 1500 RIL CNOJOe4l] CDH8N1  DHA5/16-32 SC63D SP6D HW35.7L
2 Applicable inserts B5 ~ B12
L—ﬁ WF B
ol lO
—/‘J(J\Q;:\-“. 93°</‘ LH '
\_’ - 930
HF H * R type holder
DNLI[]
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @ /§
MDJNR/L 12-3B 1250 41/2 1.000 3/4 3/4  0.750 R/L HW31.8L
CDH6N DHA1/4-19 SD32D SP3D
16-3D 1250 6 1250 1 1 1000 L | DNIESS HI19.8L
12-4B-3 1420 41/2  1.000 3/4 3/4  0.750 R/L
16-4D-3 1420 6 1250 1 1 1000 RL | DNCJT430] | COHGN  DHAIA25  SD4ID  spap  [iols:
20-4D-3 1.420 6 1500 11/4 11/4 1.250 R/L
12-4B-4 1420 41/2 1.000 3/4 3/4  0.750 R/L
16-4D-4 1420 6 1250 1 1 1000 RL | DNCJIT44T] | COHGN  DHAIA-25  SD4ID  sPaDL  [yoid
20-4D-4 1.420 6 1500 11/4 11/4 1.250 R/L

%) Applicable inserts B13 ~ B18

MDNNN e WFL :

LH

LF

T H 62.5°
DNLI[]

(inch)

ignati Applicable Clamp  ClampScrew  Shim  ShimPin  Wrench

pestgnaton H s W HF B H HAND insert (%d @)\\\‘\\\ S=> ) »
MDNNN 16 4p-3 1614 6 0500 1 11000 N | DNCJJ43(] | CDHSN  DHAS/16-32  SD43D  SP4D :wgggt
16-4D-4 1614 6 0500 1 11000 N DNCIJ440] | CDH8N  DHAS/6-32  SD43D  SP4DL :wgggk

2 Applicable inserts B13 ~ B18
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B Multi Lock System

MDQNR/L

» B

107.5°

LF

107.5°
HF A * R type holder
DNOI[]
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND ji— @ @\\\@\m @ Jﬁ
MDQNR/L 16-4D-4 1.614 6 1.250 1 1 0750 RL HW31.8L
20-4D-4 1614 6 1500 114 114 1000 RL | DCND4C) | COHGNDHATA2S DD SPAD yppg
16-4D-3 1.614 6 1.250 1 1 0.750  R/L HW31.8L
DHEN DHA1/4- '
20-4D-3 1.614 6 1500 11/4 11/4 1000 RL DNCJ4s] corie 1425 SDASD SPADL g g
2 Applicable inserts B13 ~ B18
MSBNR/L P - )
) ‘ ~/[e
‘i’ LF
[7 75°
HF H
* R type holder
SNLIOJ
(inch)
i i Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @\\‘\\\ @ Vs
MSBNR/L 12-4B 1250 41/2 0.669 3/4 3/4 0750 RL HW39.7L
16-4D 1.250 6 0.866 1 1 1000 RIL SNLCI[J430] CDH8N1  DHA5/16-32  SS43D SP4D HW23 8L
16-5D 1.378 6 0.866 1 1 1.000 RL HW39.7L
20-5D 1378 6 0866 114 114 1gs0 RL | ON- o | OO DRGIGER S0 S0 g
20-6D 1.500 6 1063 11/4 114 1250 RL HW39.7L
24-6E 1500 7 1378 112 112 1500 RIL SNCI[e4l] CDH8N  DHA5/16-32  SS63D SP6D HW35.7L
%) Applicable inserts B20 ~ B28
MSDNN -
- ¢ B
AN (o
LH N
e N
lﬁ 45°
HF H
SN
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND ji— @ @ @ ’/%
MSDNN  10-3A 1.102 4 0313  5/8 5/8  0.625 N HW19.8L
12-38B 1102 412 0375 34 34 0.750 N SNJCI320] CDH7N  DHA10-32-19  SS32D SP3DS HW23.8L
12-4B 1250 41/2 0375 3/4 3/4  0.750 N
16-4D 1250 6 0500 1 1 1000 N | SNOJJ430) | CDHBNI DHAS/1632 SS43D  SPaD (o>l
85-4D 1.250 6 0.500 11/4 1 1.250 N '
16-5D 1.378 6 0.500 1 1 1.000 N
85-5D 1.378 6 0.500 11/4 1 1.250 N HW39.7L
20-5D 1378 6 0625 11/4 11/4 1250 N SNCI[540] CDH8N  DHA5/16-32  SS53D SP5D HW31 8L
24-5E 1.378 7 0750 11/2 11/2 1500 N
20-6D 1.728 6 0625 11/4 11/4 1.250 N HW39.7L
24-6E 1728 7 0750 1172 112 1500 N SNCI[Je4l] CDH8N  DHA5/16-32  SS63D SP6ED HW35.7L

2 Applicable inserts B20 ~ B28
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Multi Lock System B

WF
LH
LF 4
75°
HF * R type holder
SNCIC]
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND j— @ @/ @ /§
MSKNR/L 10-3A 1.102 4 0.875 5/8 5/8 0625 R/L HW19.8L
COH7N  DHA10-3219  SS32D  SP3DS
12-38 1102 412 1000 34 34 o750 RL | OV HW23.8L
12-4D 1250 6 1000 3/4  3/4 0750 RL
16-4D 1250 6 1250 1 1 1000 RL | SNCIJ4307] | COHNT DHAS/16-32  SS430  SP4D ﬂwgggt
85-4D 1250 6 1250 11/4 1 1250 RL
16-5D 1378 6 1250 1 1 1000 RL HW39.7L
20-5D 1.378 6 1250 11/4 11/4 1250 RL SNLILISALT | COHBN  DHAS6-32  SS53D SPSDyyyyqy g
20-6D 1.500 6 1250 11/4 11/4 1250 RL HW39.7L
24-6E 500 7 2000 112 112 1so  mL | SNOTB4 | COHBN  DHAS/GS2 S SPED e
24-8E 1500 7 2000 11/2 11/2 1500 RL | SNCJCI8S[] | CDHSN3 DHA3/8-35  SS84D  SPSD ﬂwgg%
2 Applicable inserts B20 ~ B28
WF B
Qj? L (&2
= H -
LF
_ 750
HF H * R type holder
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H  HAND b ot @ = &5
MSRNR/AL 10-3A 1.102 4 0.738 5/8 5/8 0625 R/L HW19.8L
COH7N  DHA10-32-19  SS32D  SP3DS
12-38 1102 412 0878 34 34 0750 AL | NSl HW23.8L
12-4B 1250 412 0878 3/4  3/4 0750 RL HW39.7L
o= T T 1o L | SNOI4a0) | corent D632 sSSP  usid
16-5D 1378 6 1100 1 1 1000 RL W39 7L
COHBN  DHAS/16-32  SS530  SPSD
20-5D 1378 6 1350 114 114 1250 RL | OV HW31.8L
85-6D 1500 6 1068 114 1 1250 RL
20-6D 1500 6 1318 11/4 11/4 1250 RL | SNCICI64C] | COHBN  DHAS/6:32  SS630  SPED ﬂwgggt
24-6E 150 7 1818 112 112 1500 RL
24-8E 1500 7 1762 112 11/2 1500 RL | SNCICI850] | CDHSN3  DHA3/8-35  SS84D  SP8D ﬂwgg%

2 Applicable inserts B20 ~ B28



B Multi Lock System

MSSNR/L

A B
:ﬁ " &
AT
LF
T 45°
HF H
* R type holder
SNCIC]
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND ji— @ @\\@m @/ @ ﬁ
MSSNR/L 10-3A 1102 4 0516 58 58 0625 RL HW19.8L
12-38 1102 412 0641 34 ¥4 o750 RL | ONIHS2 | CDHIN DHAIOSZT9 S50 SIS ypnp
12-4B 1250 4172 0662 3/4  3/4 0750 RL HW39.7L
16-4D 1950 6 0912 1 1 1.000 RIL SN[I[143[] CDH8N1  DHA5/16-32 5S43D SP4D HW23.8L
16-5D 1378 6 0828 1 1 1000 RL HW39.7L
20-5D 1378 6 1078 114 11/ 1250 RL | ONLS4L] | COHBNT  DHAS16-82  SSS3D  SPSD g g
20-6D 1500 6 0992 11/4 11/4 1250 RL HW39.7L
24.6E 1500 7 1492 112 1/2 1500 RL | ON-/LG4L) | COHBNT DHAS/16-82 SSGD  SPOD 507
2 Applicable inserts B20 ~ B28
MTENN ]
b Ceni®) 0
60° R
LH ‘ e
D LF x (@~
T l 60°
HF H
(inch)
i i Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @)\\\‘\\\ @ &/ﬁ\
MTENN  12-3B 1250 4172 0375 3/4  3/4 0750 N HW23.8L
Lo R0 5 000 1 00 N TNCIT830] | CDW/N DHATO32-19  STa2D  spap  ads:
16-4D 1378 6 0500 1 11000 N TNCICI430] | CDHONT  DHAS/16-32  ST43D  SP4D mgggt
20-5D 1378 6 0625 114 11/4 1250 N TNCICI540] | CDHSN1  DHAS/16-32  ST53D  SPSD mg%t
24-6E 1500 7 0750 112 11/2 1500 N TNCICI65C] | COHBN  DHAS/6-32  ST63D  SPeDL ngggt
2 Applicable inserts B29 ~ B36
MTFNR/L o] B
90°
(-t
o . 4
90°
HF H * R type holder
TNLIL]
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @)\\\‘\\\ @ /%
MTFNR/L 10-3A 1250 4 0875 58 58 0625 RL s
12-3B 1250 41/2 1000 34 34 0750 RL | TNCJJS3(] | COH/N DHAIO-3219 ST32D  spap  [\éss-
16-3D 1250 6 1250 1 1 1000 RL '
16-4D 1250 6 1250 1 1 1000 RL L
20-4D 1250 6 1500 11/4 11/4 1250 RL | TNCJ43(] | COHBNI DHAS/G:32  ST4sD  spap WSl
24-4E 1250 7 2000 1172 112 1500 RL '
20-5D 1378 6 1500 11/4 11/4 1250 RL HW39.7L
24-5E 1378 7 2000 112 112 1500 RL | [TNLJLS4L) | CDHGNT DHAS/1E-32 - STS3D  SPSD  pyag g
24-6E 1500 7 2000 112 11/2 1500 RL | TNCJCI650] | CDHSN DHAS/16-32  ST63D  SPBDL ngggt

2) Applicable inserts B29 ~ B36
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Multi Lock System B

WF @ B
- JO
. j
.~ 90° LH
P ‘ LF
%:-ﬂ- X X, < -
“ T 900
TN D D HF H * R type holder
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @ /§
MTGNRLL 10-3A 1250 4 0875 58 58 0625 RL s
12-38B 1250 41/2 1000 3/4  3/4 0750 RL | TNCJI330] | CDH7N DHA10-3219  ST32D  SP3D 3.8
HW19.8L
16-3D 1250 6 1250 1 1 1000 RL
16-4D 1250 6 1250 1 1 1000 RL HW39.7L
20-4D 1250 6 1500 114 114 1250 RL | TNLJLMLI | CDHGNT  DHAS/1G-32  STASD — SPAD  pypsg)
20-5D 1378 6 1500 11/4 11/4 1250 RL HW39.7L
24-5E 1378 7 2000 11/2 1172 1500 RL | "NLS4L) | COHBNT - DHAS/16-82 - ST&3D  SPSD g g
24-6E 1500 7 2000 112 112 1500 RL | TNOTes] | CDH8N DHAS/M6:32  ST63D  SPBDL  noort

9 Applicable inserts B29 ~ B36

Lﬂ"ﬁ% - :
93° ‘/‘ LH
LF
T 93°
y
* R type holder
TNLIC]
(inch)
. . Appli cable Clamp Clamp Srew Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @)\\@\\ @ /§
MTJNRL 12-3B 1250 41/2 1000 3/4  3/4 0750 RL HW23.8L
L I oo L | TNOCSSL | CDHN DHAIOG219 sTRD  SaD  [WESS
16-4D 1250 6 1250 1 1 1000 RL HW39.7L
20-4D 1250 6 1500 114 114 1250 RL | TNJLM3LI | CDHGNT DHAS/IE-32 - STASD - SPAD  pypmg)
20-5D 1378 6 1500 11/4 11/4 1250 RL HW39.7L
24-5E 1378 7 2000 112 112 1250 RL | TNCLS4L) | COHBNT  DHAS/16-82 - STESD P pyyq g
24-6E 1500 7 2000 11/2 11/2 1500 RL | TNCJJ650] | CDH8N DHAS/16-32  ST63D  SPGDL :wgggt

2 Applicable inserts B29 ~ B36

B
WF
Lzzé 5 =G
J—— 7
%3 LH U
T 93°
HF H
* R type holder
VNLIL]
(inch)
i . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND insert @ @)\\\‘\\\ @ /\,
MVJNR/L 12-3B 1732 412 1000 34  3/4 0750 RL
16-3D 1791 6 1250 1 1 1000 RL | VNOCS30D | COHBN2 DHAS/16-32 V32D SP3D :mggt
20-3D 2185 6 1500 11/4 11/4 1250 RL
16-4D 2205 6 1250 1 1 1000 RL
20-4D 2165 6 1500 11/4 11/4 1250 RL | VNO4eTD | COHBN2 DHAS/I6:32  Sva3D D ool
24-4E 2559 7 2000 112 112 1500 RL

9 Applicable inserts B37 ~ B38
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B Multi Lock System

MVQNR/L

LF

T 117.5°
HF H * R type holder
VN[
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND [i— @ @\\ﬁ\“ = @ ﬁ’
MVQNR/L 12-3B 1.467 41/2 1.000 3/4 3/4 0.750 R/L
16-3D 1467 6 1250 1 1 1000 RL | VNCJJS3C) | CDHBN2 DHAS/fi632 svap  spap ool
20-3D 1.467 6 1500 11/4 11/4 1500 R/L
2 Applicable inserts B37 ~ B38
MVVNN l
G INE) B
72.5°
LH ‘
LF
ﬁ 72.5°
HF H
VNLI[]
(inch)
. . Applicable Clamp Clamp Srew Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND [i— @ @)\\\‘\m = @ /%
MVVNN  12-3B 1728 412 1000 3/4 34 0750 N HW39.7L
DHBN2  DHA5/16-32 V32D P3D '
16-3D 1728 6 1250 1 1 1000 N | VUNHESsH | cows 61632 V82D SPD g
2 Applicable inserts B37 ~ B38
o ;
WF
o Eﬁ = !
e Ao v
tH LF -
E 95°
HF H
* R type holder
WNLI[]
(inch)
. . Applicable Clamp Clamp Srew Shim Shim Pin Wrench
Designation LH LF WF HF B H HAND i— @ @)\\\\\\ @ /%
MWLNR/L 12-3B 1250 41/2 1.000 3/4 3/4 0.750 R/L
16-3D 1250 6 1250 1 11000 RL | WNCII33T) | COHMN  DHAIO3219 swaeD  sPaD  [widd
20-3D 1.250 6 1500 11/4 11/4 1.250 R/L
12-4B 1250 41/2 1.000 3/4 3/4 0.750 R/L
16-4D 1250 6 1250 1 11000 RL | WNCITM3C) | OGN DHAIA-21  swasD  spap  [potd
20-4D 1.250 6 1500 11/4 11/4 1.250 R/L

2 Applicable inserts B39 ~ B43
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Screw on System

SCACR/L

L1 ] [e] B
o/ -2
LF
90°
HF " * R type holder
ccuT
(inch)
i . Applicable Screw Shim Shim rew Wrench
Designation LH LF WF HF B H HAND j— @ @\\\\\\ y
SCACR/L 06-2J 0394 11/2 0.375 3/8 3/8  0.375 R/IL CC[IT21.5[] FTKA02565 - - TWO7P
08-3K 0.623 3 3/20 0.520 172 1/2  0.500 R/L CC[IT32.5[] FTGA03508 TW15P
2 Applicable inserts B44 ~ B48, B75
SCLCR/L WF B ,
G @ | ® -
=4 QB 95°
‘V = LF l
R
= 95°
HE H * R type holder
ccur
(inch)
i . Appli cable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND insert @ @\‘\\\\\ %
SCLCR/L 05-2I 0394 21/2 0375 .5/16 .5/16 0.313 R/IL
06-2J 03% 234 0500 8 38 0375 RL | CC2rStl) | FTA0ES mwore
08-3K 0.630 3 3/20 0.625 12 12 0.500 R/L
10-3A 0.630 4 0.875 5/8 5/8  0.625 R/IL
12-3¢ 0630 5 1000 34 34 o750 RL | CONTeRst | FTGADSSS TWisP
16-3D 0.787 6 1.250 1 1 1.000 R/L
12-4B 0984 41/2 1.000 3/4 3/4  0.750 R/L
16-4D 1024 6 1250 ] 1 1,000 RIL ccT43 FTGAO411F SC42S SHXNOG10F ~ TW15P, HWA40L
2 Applicable inserts B44 ~ B48, B75
WF B
® J
4 Ny
90°
LF
90°
DCDT HE H * R type holder
(inch)
i . Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND insert W @ ®‘\\\\ %
SDACR/LL 08-3K 0.787 3 3/20 0.520 12 12 0.500 R/L bCOT32500 FTGA03508 - - TW15P
10-3A 0.945 4 0.645 5/8 5/8  0.625 R/IL ’ FTGA03512 SD32S SHXNO509F  TW15P, HW35L

%) Applicable inserts B50 ~ B53, B77
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B Screw on System

WF B
©)
—j93“
LH
LF
93°
DCOIT " : R type holder
(inch)
e 9 Applicable Screw Shim Shim Srew Wrench
esignation LH LF WF HF B H HAND insert m = @‘\\\\\ %
SDJCR/L 06-2J 0591 23/4 0.500 3/8 3/8 0.375 R
08-2K 0.591 3 3/20 0.625 1/2 1/2  0.500 R
10-2A 0709 4 0750 58 58 0625 R | DCHIT215L] | FTKA02565 : : wore
12-2B 0.787 41/2 1.000 3/4 3/4 0.750 R
08-3K 0591 3 3/20 0.625 1/2 1/2 0.500 R
10-3A 0.945 4 0.750 5/8 5/8 0.625 R
12-38 0945 41/2 1.000 34 34 0.750 R DC[JT32.5(] FTGA03512 SD32S SHXNO509F ~ TW15P, HW35L
16-3D 1.142 6 1.250 1 1 1.000 R

2 Applicable inserts B50 ~ B53, B76

SDNCN -
" :
.
62.5°
LF
HF %( H
DCLIT
(inch)
i i Applicable Screw Shim Shim Srew Wrench
Designation LH LF WF HF B H HAND ji— @ \@/, @\‘\\\\\ %
SDNCN 06-2J 0.787 23/4 0.185 3/8 3/8 0.375 N
08-2K 0866 318 0250 1/2 12 0500 N | DCLIT21.5L) | FTKAD2665 : ) TWorp
08-3A 0.866 4 0.250 1/2 1/2 0.500 N DC[]T32.5[ ] FTGA03508 - - TW15P
10-3A 1.181 4 0.313 5/8 5/8 0.625 N
12-38 1181 117 035 34 34 0750 N DCLIT32.50] | FTGA03512  SD32S  SHXNOS09F  TW15P, HW35L
12-3D 1.181 6 0492 34 34 0984 N DCLIT32.50] | FTGA03512  SD32S  SHXNOS09F  TW25P, HW35L

2 Applicable inserts B50 ~ B53, B76

-
RCLIT ; F :

LF

(inch)

e 9 Appli cable Screw Shim Shim Sw Wrench
esignation LH LF WF HF B H HAND [~ @ %\
SRDCN 06-06J 0.394 23/4 0.200 3/8 3/8  0.375 N
08-06K 0472 31/8 0.236 1/2 1/2  0.500 N
10-06A 0472 4 0315 58 58 0625 N | HCLIT21.5MO | FTKAO2565 ) : worp
16-06D 0.787 6 0.500 1 1 0.984 N
10-08A 0.63 4 0.315 5/8 5/8  0.630 N
12-08B 0.787 41/2  0.375 3/4 3/4  0.787 N RC[T2.52M0 | FTNA0307 - - TWO9P
16-08D 0.787 6 0.500 1 1 0.984 N
10-10A 0.984 4 0.315 5/8 5/8  0.630 N TWisP
12-10B 0.984 41/2 0.375 3/4 34  0.787 N RCLIT32MO | FTKA03511A SR10S SHXNO509F HW35L
16-10D 0.984 6 0.500 1 1 0.984 N
12-12B 1102 41/2  0.375 3/4 3/4  0.787 N TW15P
16-12D 1702 6 0500 1 1 0.084 N RCLIT43MO0 FTGA03512 SR12S SHXNO509F HW35L

%) Applicable inserts B54, B77
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Screw on System

SRGCR/L

WF

@ v
X <_U -
LF
* R type holder
HF H
RCLIT
(inch)
Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND insert @ @\\\\\\ %
SRGCR/L 06-06J - 23/4 0.500 3/8 3/8  0.375 R/IL
08-06K o 37/8 0.625 172 1/2  0.500 R/IL RCLIT21.5M0 | FTKA02565 TWOo7P
10-06A - 4 0.750 5/8 5/8  0.625 R/L
10-08A = 4 0.750 5/8 5/8  0.630 RIL
12-08B - 41/2  1.000 3/4 3/4  0.787 R/IL RCLIT2.52M0 FTNA0307 TWO9P
16-08D = 6 1.250 1 1 0.984 R/L
10-10A - 4 0.750 5/8 5/8  0.630 R/IL
12-10B - 412 1000 34 34 0787 RL | RCOIT32Mo |FTKAO3STIA  SR10S  SHANOSOOF Wl
16-10D - 6 1.250 1 1 0.984 R/IL
12-12B - 41/2  1.000 3/4 3/4  0.787 R/L TW15P
FTGA03512 R12 HXN F
16-12D - 6 1.250 1 1 0984 RIL RCLT43MO G035 S12s SHANOS0 HW35L
2 Applicable inserts B54, B77
SSBCR/L ! B
75° - ©
LF
75°
HF H
* R type holder
scuT
(inch)
Appli cable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND insert @ @\‘\\\\\ %
SSBCR/L 08-3K 0.630 37/8 0.450 172 1/2  0.500 R/L SCOT3250] FTGA03508 - TW15P
10-3A 0.551 4 0.500 5/8 5/8  0.625 R/L ’ FTGA03512 SS32S SHXNO509F  TW15P, HW35L
12-4B 0.984 41/2 0.600 3/4 3/4  0.750 R/IL SCLIT43[] FTGAO411F SS42S SHXNOG1OF ~ TW15P, HWA40L
2 Applicable inserts B55, B78
SSDCN T |
15 ~ &
LF
¢ B *
HF H
SCUT
(inch)
Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND — @ @“‘\ %
SSDCN 08-3K 0.610 3 3/20 0.250 12 12 0.500 N SCOT3250] FTGA03508 - - TW15P
10-3A 0.610 4 0.313 5/8 5/8  0.625 N ’ FTGA03512 §S328 SHXNO5S09F  TW15P, HW35L

%) Applicable inserts B55, B78
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B Screw on System

SSKCR/L WF *
#® S
LH
LF
75°
HF * R type holder
scuT
(inch)
. . Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND ji— @ @ %
SSKCR/L 10-3A 0.512 4 0.750 5/8 5/8  0.625 R/IL SCIT32.50] FTGA03512 55328 SHXNO509F ~ TW15P, HW35L
2 Applicable inserts B55, B78
SSSCRI/L o *
_ IR\ ©,
/\ % &
v LF
| 45°
HF * R type holder
SCLIT
(inch)
. . Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND — W > @ %
SSSCR/L 10-3A 0.669 4 0.670 5/8 5/8 0.625 R/L SCLIT32.50] FTGA03512 SS32S SHXNO509F  TW15P, HW35L
12-4B 0945 41/2 0.827 3/4 3/4 0.750 R/L SCLIT43[] FTGAO411F SS42S SHXNOG10F ~ TW15P, HW40L
16-4D 1.102 6 1.024 1 1 0.984 R/IL SCIT43[] FTGAO411F §8428 SHXNOG10F ~ TW15P, HW40L
2 Applicable inserts B55, B78
WF V@;\
-
)
o )
LF
90°
HF * R type holder
TCUT
(inch)
. . Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND a— W @\\\\\ %
STACR/L 06-1.8J 0472 23/4 0.375 3/8 3/8  0.375 RIL TCLIT1.81.5[] | FTKA02206 - - TW06P
08-2K 0.551 3 3/20 0.500 1/2 1/2  0.500 R/IL TCLT21.50] FTKA02565 Two7pP

2 Applicable inserts B59 ~ B60, B79
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Screw on System B

WF | 90° *
(’ ®
LH ‘
LF
90°
HF * R type holder
(inch)
i . Applicable Screw Shim Shim Sw Wrench
Designation LH LF WF HF B H HAND insert @ @\\\\\ %
STFCR/L 06-1.8J 0.394 23/4 0.500 3/8 3/8  0.375 R/IL TCIT1.81.5] FTKA02206 TWO6P
08-2K 0.551 3 3/20 0.625 1/2 1/2  0.500 R/L
TCT21. FTKA02565 TWo7P
10-2A 0.551 4 0.750 5/8 5/8  0.625 R/IL CLT21.50]
10-3A 0.748 4 0.750 5/8 5/8  0.625 R/IL
12-38 0748 412 1,000 3 34 0.750 AL TCIT32.50] FTGA03512 ST32S SHXNO509F ~ TW15P, HW35L
16-3D 0.992 6 1.250 1 1 1.000 R/IL TCIT32.50] FTGA03512 ST32S SHXNOS09F  TW15P, HW35L
2 Applicable inserts B59 ~ B60, B79
WF
© -
_ e
. \ LH
: LF
Ce— 90°
HF * R type holder
TCUIT
(inch)
i . Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND — @ ®‘\\\\ %
STGCR/L 05-1.8I 0433 21/2 0370 5116 .5/16 0.313 R/IL
81. FTKA022 TWO6P
06-1.8J 0.433 23/4 0.500 3/8 3/8  0.375 R/IL TCLIT1 8150 KAD2206 0
08-2K 0.551 3 3/20 0.625 172 172 0.500 R/L
TCIT21. FTKA02565 TWo7P
10-2A 0.630 4 0.750 5/8 5/8  0.625 R/L CLT21.50]
10-3A 0.827 4 0.750 5/8 5/8  0.625 R/IL
12-3B 0827 41/2 1000 34 34 0750 RL | TCOTaR2s | FIGAOST2  ST325  SHANOSOF o
16-3D 0.827 6 1.250 1 1 1.000 R/IL
23 Applicable inserts B59 ~ B60, B79
STTCR/L B
®
@
60° -
LH
LF
I — 60°
HF * R type holder
TCUT
(inch)
i . Appli cable Screw Shim Shim rew Wrench
Designation LH LF WF HF B H HAND insert @ @‘\\\\\ %
STTCR/L 10-2A 0.551 4 0.500 5/8 5/8  0.625 R/IL TCT21.50] FTKA02565 TWO7P
10-3A 0.748 4 0.500 5/8 5/8  0.625 R/IL TW15P
. FTGA03512 132! HXNO509F '
12-38 0748 412 0670 34 34 0750 RL | CooeSl | FGAOSIZ BT SHNOSOSE e

%) Applicable inserts B59 ~ B60, B79
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B Screw on System

SVABR/L

i -

v

LF

90°
HF * R type holder
VBLIT
(inch)
i i Applicable Screw Shim Shim Srew Wrench
Designation LH LF WF HF B H HAND insert @ = @‘\\\\\ y’
SVABR/L 10-3A 1.102 4 0.630 5/8 5/8  0.625 R/L
VBLIT. FTGA03512 SV32S SHXNOS09F  TW15P, HW35L
12-3B 1102 4172 0755 34 34 0750 RL HTest] ’
2 Applicable inserts B65 ~ B67, B80
Lﬂ i % |
- K <
,,__-05 —— 1075° §_
—_— LF
107.5°
HF * R type holder
VBLIT
(inch)
. . Applicable Screw Shim Shim Srew Wrench
Designation LH LF WF HF B H HAND insert @ = @\\\\\ %
SVHBR/L 16-3D 1.240 6 1.250 1 1 1.000 R/L
20-3D 1.240 6 1250 11/ 114 1250 RIL VBLIT33[] FTGA03512 SV32S SHXNOS09F ~ TW15P, HW35L
2 Applicable inserts B65 ~ B67, B80
WF
L[d ©
;m 9%
— e n ;
93°
HF * R type holder
VBT
(inch)
i i Applicable Screw Shim Shim Sw Wrench
Designation LH LF WF HF B H HAND insert @ = @\\\\\ %
SVJBR/L 08-2K 1.063 3 3/20 0.625 1/2 1/2 0.500 R/L
10-2A 1.063 4 0.750 5/8 5/8  0.625 R/L VB[IT21.5[] FTKA02565 TWO7P
12-2B 1.063 41/2 1.000 3/4 3/4  0.750 R/IL
10-3A 1.417 4 0.750 5/8 5/8  0.625 R/L
VBLIT33 FTGA03512 SV328 SHXNOS09F ~ TW15P, HW35L
12-3B 1.614 41/2 1.000 3/4 3/4  0.750 R/L 7330
16-3D 1.614 6 1.250 1 1 1.000 R/L
20-3D 2.165 6 1250 11/4 11/4 1.250 R/L VBLIT33[] FTGA03512 SV32S SHXNOS09F  TW15P, HW35L
85-3D 2.165 6 1575 11/4 1 1.299 R/L

%) Applicable inserts B65 ~ B67, B80
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Screw on System

SVJCR/L

—l

93°
LH

LF

93°
HF " * R type holder
VCIT
(inch)
Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND insert @ = @\\\\\ %
SVJCR/L 08-2K 0.984 3320 0.625 1/2 1/2  0.500 RIL
10-2A 0.984 4 0.750 5/8 5/8  0.625 R/L velT22]] FTKA02565 TWo7P
12-2B 0.984 41/2 1.000 3/4 3/4  0.750 RIL
08-2.5K 1.260 3 3/20 0.625 1/2 1/2 0500 RL
10-2.5A 1.260 4 0.750 5/8 58 0.625 RIL vclT2.520] FTKA0307 TWO9P
12-2.5B 1260 41/2 1.000 3/4 3/4 0750 R/L
10-3A 1.575 4 0.750 5/8 5/8  0.625 RIL
12-3B 1575 41/2 1.000 3/4 3/4 0.750 R/IL VCLIT33[[] FTGA03512 SV32S SHXNO5S09F  TW15P, HW35L
16-3D 1.575 6 1.250 1 1 1.000 R/L
9 Applicable inserts B68 ~ B70, B81
S WFL 5
- = .\-,_:‘"1 - | 725 LF
- 72.5°
HF H
VBT
(inch)
Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND — @ = @\\\\\ %
SVVBN 08-2K 0.106 3 3/20 0.250 1/2 1/2  0.500 N
10-2A 0.106 4 0.313 5/8 5/8  0.625 N VBLIT21.50] FTKA02565 TWo7P
12-2B 0.130 41/2 0.375 3/4 3/4  0.750 N
10-3A 0.106 4 0.313 5/8 5/8  0.625 N
12-3B 0126 41/2 0.375 3/4 3/4  0.750 N
16-3D 0126 6 0,500 1 1 1.000 N VB[IT33[] FTGA03512 SV32S SHXNO509F  TW15P, HW35L
85-3D 0.126 6 0.500 11/4 1 1.250 N
2 Applicable inserts B65 ~ B67, B80
SVVC P |
725°
o :
\‘:4 72.5°
HF H
VCOIT
(inch)
Applicable Screw Shim Shim Screw Wrench
Designation LH LF WF HF B H HAND insert @ = @\\\\\ %
SVVCN 08-2K 0.098 3 3/20 0.250 1/2 1/2  0.500 N
10-2A 0.126 4 0.313 5/8 5/8  0.625 N VC[IT21.50] FTKA02565 TWo7P
12-2B 0.098 41/2 0.375 3/4 3/4  0.750 N
08-2.5K 0.126 3 3/20 0.250 1/2 1/2  0.500 N
10-2.5A 0.126 4 0.313 5/8 5/8  0.625 N VCLIT2.51.50] FTNA0307 TWO9P
12-2.5B 0.098 41/2 0.375 3/4 3/4  0.750 N
10-3A 0.126 4 0.313 5/8 5/8  0.625 N
12-3B 0126  41/2  0.375 3/4 3/4  0.750 N VCLIT33[] FTGA03512 SV32S SHXNO509F  TW15P, HW35L
16-3D 0.126 6 0.500 1 1 1.000 N

%) Applicable inserts B68 ~ B70, B81
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B Boring Bar Code System (IS0)

S 24 U-M C L NR 4 O

Type of bar Bar Bar Method of Insert Lead angle of  Relief angle Hand of Length of Manufacturing
diameter length mounting Insert shape boring bar of insert bar cutting edge option
0 Type of bar 9 Bar length 0 Method of mounting insert
A : Soild steel with coolant hole
B : Soild steel with anti-vibration ~ length(L) (inch)
C : Carbide bar with fixed steel head F 3
D : Soild steel bar with anti-vibration device and coolant hole G 35 ] )
E : Carbide bar with fixed steel head and coolant hole © H 4 Top clamping Top and hole clamping
G : Carbide bar with fixed steel head and anti-vibration device J 45 C D
and coolant hole \f{ K 5.0
H : Solid heavy metal with coolant = = L 55
J : Solid heavy metal with coolant M 6
S : Soild steel bar N 6.5
X : Special bar LF g 67705
- Top and hole clamping Hole clamping
R 8.0
S 10.0 M P
R T 12.0
e Bar diameter U 140
- v 16.0
w 18.0
Y 20.0 S
\ 03:0.1875  16:1.000 =) X Special length crew on
IC 7~ I\ 04:0.2500  20:1.250 S
05:0.3125  24:1.500
\ 06:0.3700  28:1.750
?g 82223 gg gggg 0 Lead angle of boring bar e Relief angle of insert
T— 12:0.7500  40: 2.500 - -
95° 90° 1
e Insert shape B
- L F |
5°
93° 75° ‘
[c] b /B 7 E % c
u K 7
S o
95°
O o : ;
52°
> ey P
6 Hand of bar J W ps

|

9 Length of cutting edge

@ Manufacturing option

Manufacturing
option
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Index for Boring Bars B

Double clamp system

NN

N\

Cutting Voo | e ~ |~ [ —
Designation DCLNR/L DDUNR/L DSKNR/L DTFNR/L DWLNR/L
Tool cutting edge angle 95° 93° 75° 90° 95°
Page B125 B125 B125 B126 B126
Copying °
Facing ° °
Back turning °
Turning o o o o [

Lever lock system

AR

N\

Cutting E—— == -5 o
= 1 -
™ D=1y 2
)
Designation PCLNR/L PDSNR/L PDUNR/L PSKNR/L PTFNR/L PWLNR/L
Tool cutting edge angle 95° 62.5° 93° 75° 90° 95°
Page B127 B127 B127 B128 B128 B128
Copying 4 °
Facing ° °
Back turning ° ° °
Turning ° ° ° ° ° °

Clamp on system

Cutting - — w o =~

Designation CKUNR/L CSKPR/L CTFPR/L
Tool cutting edge angle 93° 75° 90°

Page B129 B129 B129

Copying

Facing

Back turning o

Turning ° ° °

Cutting

W

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

Screw on system

Cutting w 777 -
Designation SCLCR/L SCLPR/L SDQCR/L SDUCR/L SDZCR/L SSKCR/L SSKPR/L STFCR/L
Tool cutting edge angle 95° 95° 107.5° 93° 93° 75° 75° 90°
Page B132 B133 B134 B135 B136 B136 B136 B137
Copying °
Facing ° °
Back turning °
Turning ° ° °
Cutting @ - _ _
shape e > = oL
N
Designation STFPR/L STWPR/L SVJCR/L SVQBR/L SVQCR/L SVUBR/L SVUCR/L SWLCR/L
Tool cutting edge angle 90° 60° 52° 107.5° 107.5° 93° 93° 95°
Page B138 B139 B139 B139 B140 B140 B140 B141
Copying ° ° ° ° ° °
Facing
Back turning ° ° ° ° °
Turning ° ° ° ° ° ° [} °

Cutting & ,,,,,,,,,,, o
shape T = > : -~ L
Designation SCLCR/L STUBR/L STLBR/L STUPR/L SWUBR/L
Tool cutting edge angle 95° 93° 95° 93° 93°
Page B142 B142 B142 B143 B144
Copying
Facing ° [} °
Back turning °
Turning ° ° ° ° °

Carbide shank boring bar

Designation SCLCR/L | SCLPR/L | SDQCR/L | SDUCR/L | STFCR/L

i ]
Tool cutting edge angle 95° 95° 107.5° 93° 90° @ ﬁ--- g
Page B132 B133 B134 B135 B137 Shape

)
:F
1
| F

Designation STFPR/L | STUBR/L | STUPR/L | SWUBR/L -
Tool cutting edge angle 90° 93° 93° 93° - Designation SL
Page B138 B142 B143 B144 - Page B144
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Instructions of Boring Bar Assembly B

Instructions of boring bar assembly

Double clamp system

Wrench

Screw

Clamp

Insert

Screw

Shim

Spring

Nozzle

Lever lock system

Wrench

Insert

Lever

Screw

Clamp on system i

Clamp

Screw

Insert

- — .
Wrench —<|' ?

Multi lock system

Wrench ——

Clamp
Screw
Insert
Shim Pin
Shim

Screw on system

Wrench %E\F

Screw

Insert

Carbide shank boring bar

« Excellent cutting performance even in internal machining with
chattering

« Available for various workpieces such as steel, stainless steel,
cast iron, etc.

« Improved tool life and surface roughness

) Features

High quality shank

Smooth chip evacuanon '.i
bl

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

D Comparison of chipping

Specifications Steel boring bar

Carbide boring bar

« AISI 4140

* vc(sfm) = 656
« ap(inch) = 0.016
« fn(ipr) = 0.006
« Cutting depth: 5D

Rmax Rz

Ra Rmax Rz Ra

467 368

0.62 3.07 2.76 053
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B Double Clamp System

DCLN R / |_ DCOMMS  DOONAS  DOONAS N&\l
952 A XN ) (:h (;h -~
B e v & P =
- ig.1 Fig.2 Fig.3
LT ) 95°
I .
CNOIC] %\h i R type holder
(inch)
o . T @ r i " TS T Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Nozzle ~ Wrench .
esignation - insert @ @Q @ @ @ %\ ig.
A16R/L-DCLNR/L-3 12 1063 8 0.640 0.921 1 R/L CNI33[] CVH3  CHX0415 SC32V FTKA0307 SPRO510 CNOG05 HW25P | 1
A16R/L-DCLNR/L-4 12 1102 8 0.640 0.921 1 R/L 1
A20S-DCLNR/L-4 147 1.063 10 0.765 1.171 11/4 R/L CNLJ[J43[] CVH4  CHX0518 SC42V FTKA0410 SPRO714 CNOG05 HW30P 3
A24T-DCLNR/L-4 1.76 1181 12 0.890 1.382 11/4 R/L
A32U-DCLNR/L-5 24 1575 14 1.281 1.882 2 R/L CNOI[54[] CVH5 CHX0622 SC54V FTNAO511 SPRO811 CNO60O5 HW40L | 3
2 Applicable inserts B5 ~ B12
D D U N R / L DCONMS ~ DCON-MS — DCON-MS w
oSNy i
Wr @ \il @:‘) &aj [ [ —
OHN H H H
L Fig.1 Fig.2 Fig.3 %
[ ‘ 93°
I | * R type holder
DN
(inch)
i . Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Nozzle  Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ W W @ @ y Fig.
A24T-DDUNR/L-4-4 2 0984 12 1125 1382 11/2 R/L
CVH4 CHX0518 SD43V FTKA0410 SPRO714 CNOG05 HW30P
A32U-DDUNR/L-4-4 | 24 1181 14 1281 1882 2  RL | D44 8
A24T-DDUNR/L-4-3 2 0984 12 1125 1382 11/2 R/L
DN[I4: CVH4 CHX0518 SD44V FTKA0410 SPRO714 CNOG605 HW30P
A32U-DDUNR/L-4-3 24 1181 14 1.281 1.882 2 R/L s 8
2 Applicable inserts B13 ~ B18
D S KN R / L DCON-MS ~ DCON-MS  DCON-MS N
u ‘ R (5) N -
75 A AN JanyR
W g @:’) 1 =
OHN H H H
& Fig.1 Fig.2 Fig.3 A
L] I 75°
| * R type holder
SNCI) =
(inch)
i . Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Nozzle  Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ W W @ @ y Fig.
A16R/L-DSKNR/L-3 12 1063 8 0.640 0.921 1 R/L | SNJ[J0903[J] | CVH3 CHX0415 SS32V FTKA0307 SPR0510 CNO605 HW25P | 1
A16R/L-DSKNR/L-4 12 1102 8 0.640 0.921 1 R/L 1
A20S-DSKNR/L-4 147 1102 10 0.765 1171 11/4 R/L | SNCJ[J1204JJ | CVH4 CHX0518 SS42V FTKA0410 SPRO714 CNOG605 HW30P 3
A24T-DSKNR/L-4 1.76 1102 12 0.890 1.382 11/2 R/L

2 Applicable inserts B20 ~ B28
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Double Clamp System B

DTFNR/L

DON-MS DON-MS DON-MS &I N
* -

Fig.1 Fig.2 Fig.3

90°
5% |
TND D Q‘\ ‘E * R type holder
(inch)
. . Applicable Clamp Clamp Screw  Shim  Shim Screw  Spring Nozzle  Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ M W @ @ y Fig.
A16R-DTFNR/L-3 12 1.063 8 0640 0961 ! AL TNICI33] CVH3  CHX0415 ST32V FTKA0307 SPR0O510 CNOGB05 HW25P !
A20S-DTFNR/L-3 147 1.063 10 0.765 1211 11/4 RL 3
A24T-DTFNR/L-4 176 1299 12 0890 1.382 1172 R/IL

VH4  CHX051 144\ FTKA0410 SPRO714 CN HW30P
A32U-DTFNR/L-4 24 1299 14 1281 1882 2 RL | |No48H | OV CHKOSTE S KADH0 SPRO714 CNOGOS  HWSOP | 3

9 Applicable inserts B29 ~ B36

DWLNR/L

DON-MS DON-MS DON-MS W
‘ i

H ‘

F Fig.1 Fig.2 Fig.3

95°

* R type holder

WNLIL]

(inch)

Clamp Clamp Screw  Shim  Shim Screw Spring Nozzle Wrench

Designation DMIN OHN LF WF H DCON-MS HAND A”;g‘;?,:"‘* L P & & |
A16R-DWLNR/L-3 12 0748 8 0640 0921 1  RL 1
A20S-DWLNR/L-3 147 0767 10 0765 1A71 114 RL | WNOJS | CWH3 CHXO415 SWS2Y FTKAOSOT SPROSTO CNOGOS HW2sP |
A24T-DWLNR/L-3 176 0984 12 0890 1382 1172 RL
A16R-DWLNR/L-4 12 0787 8 0640 0921 1  RL 1
A20S-DWLNR/L-4 147 0945 10 0765 1171 114  RL |\ o | cms orXos1s SWa2u FIKAOAT0 SPROTIA CNOGOS HW3OP
A24T-DWLNR/L-4 176 0984 12 0890 1382 1172 RL 3

A32U-DWLNR/L-4 24 1260 14 1.281 1.882 2 R/L
2 Applicable inserts B39 ~ B43

Features of Double Clamp (Boring bar)

Longer tool life and excellent surface finish can be
achieved with the adjustable Coolant Nozzle
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B Lever Lock System

PCLNR/L

DMIN

DCON-MS

DCON-

MS DCON-MS

®

+

Fig.2

Fig.3

Fig.1
CN D |:| * R type holder
(inch)
i i Appli cable Lever Screw Shim Shim Pin  Shim Pin Punch ~ Wrench
Designation DMIN OHN LF WF H DCON-MS HAND insert & @‘ﬂ\\ @/ @ % /\ Fig.
S10R-PCLNR/L-3 0770 1102 8 0.406 0586 58 RL »
$12S-PCLNR/L-3 0930 1.260 10 0500 0671 3/4  RL | CNO330 | LV3C  VHX0509B HW20L
S16R-PCLNR/L-3 1200 1.417 8 0640 0921 1 RIL 3
S16R-PCLNR/L-4 1200 1575 8 0640 0921 1 RIL
S25R-PCLNR/L-4 1200 1575 8 0640 0921 1 RL LV4A - VHXOBTIA HW2sL
S20S-PCLNR/L-4 1470 1969 10 0765 Q171 114 RL | \uery | WA VHXOB2T SCAB  SP4 LSPS4  HWAL |
S32R-PCLNR/L-4 2400 2205 8 1.281 1.382 2 RIL V4 VHX0B21  SC43B  SP4 - HW30L
S24T-PCLNR/L-4 1760 2165 12 0890 1.382 11/2 RIL
$32U-PCLNR/L-4 2400 2205 14 1281 1882 2  RL LA VHX0B2T - SCAZ -S4 LSPSAHISOL
S32U-PCLNR/L-6 2400 2480 14 1281 1.882 2 RL | CNJJ64] | V6  VAX1027  SC63  SP6  LSPS6  HWAOL | 3
A16R-PCLNR/L-4 1200 1575 8 0640 0961 1 RIL V4A  VHXOBT3A - - - HW25L | 1
A20S-PCLNR/L-4 1470 1969 10 0.765 1211 11/ RL | CNOC430]
A24T-PCLNR/L-4 1760 2362 12 0890 1.882 11/2 RL W4 VIXOB2T  SCAZB S LS4 HWSOL | 3
2 Applicable inserts B5 ~ B12
PD SN R / L DMIN DCON-MS ~ DCONAMS — DCON-MS & X
62.5° @ e — (-\ -\ (-\ - >
wr| YO Q“?) Q“.‘) 6“‘) [
L]
LF ) ) ‘ )
Fig.1 Fig.1 Fig.3
ZA E— 62 5°
S :
DN[I[] e — * Rtype holder
(inch)
Applicable Lever Screw Shim Shim Pin  Shim Pin Punch ~ Wrench
Designation DMIN OHN LF WF H DCON-MS HAND pi'r"sen & » <= @ % o~ |Fa
S20S-PDSNR/L-4-4 | 1.705 1772 10 1.000 1171 11/4 RL
S24T-PDSNR/L-4-4 | 2000 1693 12 1125 1320 11/2 RL | DNJM44L | LB VHX0821  SD42 SP4 - LSPS4 HWGOL
S20S-PDSNR/L-4-3 | 1.705 1.772 10 1.000 1171 11/4 RL
S24T-PDSNR/L-4-3 | 2000 1693 12 1125 1382 112 RL | ONDEMSL | WA VHXOBT - SD42 - SP4 LSPS4  HWSOL |3
A20S-PDSNR/L-4-4 | 1.705 1772 10 1.000 1.211 11/4 R/L | DNCJJ440] | LV4B  VHX0821  SD42  SP4  [SPS4  HW3OL
A20S-PDSNR/L-4-3 | 1.705 1.772 10 1.000 1.211 11/4 RL | DNLI430) | V4  VHX0821  SD42  SP4  LSPS4  HWAOL
2 Applicable inserts B13 ~ B18
P D U N R / L DMIN DCON-MS ~ DCON-MS ~ DCON-MS W
o ~ AR NAR (‘@
WF O© 4‘ Q‘L‘) @‘-‘)
= vl
Fig.1 Fig.1 Fig.3
, 2
= 93°
DN D D ) S E— - R type holder
(inch)
" Lever Shim Pin  Shim Pin Punch ~ Wrench
Designation DMIN OHN LF WF H DCON-MS HAND A"i"n':;‘:‘_:"e & » Xy |
S12S-PDUNR/L3 0930 1.181 10 0562 0671 3/4 RL V3N VHX0512B - - HW20L | 2
S16R-PDUNR/L3 1200 1378 8 0750 0921 1 RL | DNOJI330) | LV3aDN  VHX0512B - - - Hw2oL |
$20S-PDUNR/L3 1470 1575 10 1.000 1171 11/ RL V3 VHX0B17  SD317  SP3  LSPS3  HW25L
S20S-PDUNR/L4-4 1705 1.969 10 1.000 1.171 11/4 RL
S24T-PDUNR/L4-4 2000 1.969 12 1.125 1.382 11/2 R/L | DNOJM440] | V4B  VHX0821  SD42  SP4  LSPS4  HW30L | 3
$32U-PDUNR/L4-4 2400 2480 14 1.325 1.882 2 RIL
$20S-PDUNR/L4-3 1705 1.969 10 1.000 1.171 11/4 RL
S24T-PDUNR/L4-3 | 2000 1969 12 1125 1382 1d/2 RL | DNHLMSL | L4 VHKOB21 - SD42 Sp4 - LSPS4  HWSOL | 3
A20S-PDUNR/L4-4 1705 1969 10 1.000 1211 11/4 RL | DNCJ1440] | V4B VHX0821  SD42  SP4  LSPS4  HW3OL | 3
A20S-PDUNR/L4-3 1705 1.969 10 1.000 1.211 11/4 R/L | DNCJ1430 | V4  VHX0821  SD42  SP4  LSPS4  HW30L | 3

%) Applicable inserts B13 ~ B18
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Lever Lock System B

PS KN R/L DMIN DCON-MS DCON-MS ~ DCON-MS :\ E § ; § § §

=

Fig.1 Fig.2 Fig.3
7 — 75°
— ;
ﬂ- type holder
SN[
(inch)
i i Appli cable Lever Shim Shim Pin  Shim Pin Punch ~ Wrench )
Designation DMIN OHN LF WF H DCON-MS HAND insert & @ % /\7 Fig.
S16T-PSKNR/L4 1.200 1.654 12 0.640 0.921 1 R/L LV4A - - HW30L
S20U-PSKNR/L4 1470 1772 14 0765 1171 11/4 R/L SN[I[143[] 3
S$24V-PSKNR/L4 1.760 1969 16 0.890 1.382 11/2 R/L LA VhiXog2t - 55428 Sp4 L5Ps4 HIV3OL
A16T-PSKNR/L4 1.200 1.654 12 0.640 0.961 1 R/L SNOea0] LV4A VHX0613A - - HW25L | 1
A20U-PSKNR/L4 1470 1969 14 0.765 1211 11/4 R/L Lv4 VHX0821  SS42B SP4 LSPS4 HW30L | 3

2 Applicable inserts B20 ~ B28

P I FN R/L DMIN DCON-MS DCON-MS ~ DCON-MS i E § § § § §

g — i

Fig.1 Fig.2 Fig.3

AT ] 90°
ii“ ) * R type holder
TNLIL
(inch)
. . Applicable Lever Shim Shim Pin  Shim Pin Punch ~ Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ % ﬁ Fig.
S10R-PTFNR/L2 0770 1102 8 0.406 0586 5/8 R/IL 5
S$12S-PTFNR/L2 0930 1299 10 0.500 0.671  3/4 R/L TNOIO320] V2 VHX0509B - - - HW25L
S16T-PTFNR/L2 1200 1.417 12 0.640 0.921 1 R/IL 3
S16T-PTFNR/L3N 1200 1654 12 0.640 0.921 1 R/IL V3B VHX0512B - - - HW20L
S20R-PTFNR/L3N 1470 1969 14 0765 1171 11/4 RIL 3
S24S-PTNFR3N 1760 2165 16 0890 1382 1172 RL | TnCss | L VWXOBITSTSIB SRS LSPS3 o HWESL
A16T-PTFNR/L3N 1200 1575 12 0.640 0.961 1 R/IL Lv3 VHX0617 - - - HW25L | 1
A20R-PTFNR/L3N 1470 1969 14 0.765 1.211 11/4 R/L V3 VHX0617  ST317B SP3 LSPS3 HW25L | 3
S$16S-PTFNR/L3N 1200 1575 16 0.640 0.921 1 R/IL V3B VHX0512B - - - HW20L
S20R-PTFNR/L3N 1470 1969 14 0765 1.171 11/4 R/L TNOO33O 3
S24S-PTNFR/L3N | 1.760 2165 16 0890 1382 1172 RL W3N- VXOGT/N . STITZN — SPal - LSPS3 - HW2aL
2 Applicable inserts B29 ~ B36
PWLN R / L DMIN DCON-MS ~ DCON-MS — DCON-MS w
N I e B —— ) C\ )
N . ' WF[ O\© Q“_’) 6‘5 =~ 4 3
i L L .
L LF ‘ - e OR=
4 T Fig.1 Fig.2 Fig.3 b
ﬁ 95 o
* R type holder
WNLIL]
(inch)
. . Appli cable Lever Screw Shim Shim Pin  Shim Pin Punch ~ Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert & &3 @ % “/\ Fig.
S16R-PWLNR/L3 0.787 0984 12 0.433 0.551 1 R/L WNLII33] V3B VHX0512B - - - HW20L | 2
S$12S-PWLNR/L3 0930 1574 10 0.500 0.671  3/4 R/IL 2
S16T-PWLNR/L3 1200 1575 12 0640 0921 1 RL | whirser | DoB VWKOSTZE ’ ’ 2oL s
S20U-PWLNR/L3 1470 1772 14 0765 1.171 11/4 RIL Lv3 VHX0617  SW317  SP3 LSPS3 HW25L
S16T-PWLNR/L4 1200 1772 12 0.640 0.921 1 R/IL WNCID430] LV4A  VHX0613A - - - HW25L 3
S20U-PWLNR/L4 1470 1969 14 0.765 1171 11/4 R/L Lv4 VHX0821 SW42 SP4 LSPS3 HW30L

%) Applicable inserts B39 ~ B43
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B Clamp on System

CKUNR/L
ju A
5 &
OHN
LF
I ) 930
KN D D H : [ ) * R type holder
(inch)
i i Appli cable Clamp  Clamp Screw  Spring Shim  Pin+Spring Shim Screw Wrench
Designation DMIN OHN LF WF H DCON-MS HAND insert @ @ @ &@ @ /@
S20S-CKUNR3 1.705 2756 10 1.000 1171 11/4 R PNO515
$24T-CKUNR3 2000 2362 12 1125 1382 112 R | KNOCGsCL | CTHG CHXO625 SRS SKascL —_— sHiaio [yith
S$32U-CKUNR3 2500 2165 14 1377 1.693 2 R Sé
S$20S-CKUNL3 1705 2756 10 1.000 1171 11/4 L
PN0515 HWA40L
S24T-CKUNL3 2000 2362 12 1125 1382 1172 L KNCJJ33[JR | CTHERI CHX0625  SR3 SK33C ——— SHX0310 HW20L
$32U-CKUNL3 2500 2165 14 1377 1603 2 L Srd
2) Applicable inserts B19 ~Use left handed insert for right handed holder
CSKPR/L -
- - \(\\_‘ _\
/ N oAl 4
@7 {WFI é [odm ] 6‘)
OHN ‘ H
: LF
\/ _ Q 75°
— EP—‘ | * R type holder
(inch)
i i Applicable Clamp Clamp Screw C-ring Wrench
Designation DMIN OHN LF WF H  DCON-MS HAND [ @ @ /%
S10R-CSKPR3 0.770 1.181 8 0.406 0.586 5/8 R/L SPOICIR320] CH4R1C CHX0414C CR02C HW25L
S$12S-CSKPR3 0930 1.417 10 0.500 0.671 3/4 R/IL CH5R5C CHX0519C CRO3C HW30L
S12S-CSKPR4 0930 1.102 10 0.500 0.671 3/4 R/IL SPOCR420] CHBR5 CHOB16 OROAC HW30L
S16R-CSKPR4 1.260 1.575 12 0.670 0.905 1 R/IL
2 Applicable inserts B56 ~ B57
CTFPR/L SR\
R0
% s 3
LF
= s ) 90°
|:| D ¥ 1= B * R type holder
TP
(inch)
i i Appli cable Clamp Clamp Screw C-ring Shim Shim Pin Wrench
Designation DMIN OHN LF WF H  DCON-MS HAND i— @ @ @ P
S08M-CTFPR/L2 0.600 1.024 6 0.312 0.461 12 R/L
S10R-CTFPR/L2 0.770 1.575 8 0.406 0.586 5/8 R/IL TPL[22[] CH4R1C  CHX0414C  CR02C HW25L
S$12S-CTFPR/L2 0930 1575 10 0.500 0.671 3/4 R/IL
S10R-CTFPR/L3 0.770 1.575 8 0.406 0.586 5/8 R/IL CHSRSC  CHXO519C  CRO3C
S$12S-CTFPR/L3 0930 1.575 10 0.500 0.671 3/4 R/IL
S16R-CTFPR/L3 1.200 1.575 8 0.640 0.921 1 R/L TPLII320] HW30L
S20S-CTFPR/L3 1470 1772 10 0765 1171 11/4 R/L CHBR5 ~ CHX0622C  CR04AC STa0C 30
S24T-CTFPR/L3 1.760 2362 12 0890 1.382 11/2 R/IL
S24T-CTFPR/L4 0760 2362 12 0890 1.382 11/2 R/IL TPLI143[] CHB83R1  CHO823C  CRO5C ST43C SP4C HW40L

%) Applicable inserts B61 ~ B64

129 @ Turning



Multi Lock System B

MCLNR/L

DMIN

DCON-MS DCON-MS

DCON-MS

W

O\
&y o= &, —
OHN ‘ H ‘ ‘ ‘
LF ) ) )
Fig.1 Fig.2 Fig.3
I 950
CNDD E Nﬁ * R type holder
(inch)
. . Appli cable Clamp Clamp Screw Shim Shim Pin Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND — @ @ <> @ /\ Fig.
S$12S-MCLNR/L3 0930 1417 10 0500 0671  3/4 RIL HW19.8L | 2
N 2 CDH7N  DHA10/32- o
S16R-MCLNR/L3 1200 1417 8 0640 0921 1 mL | OV 03219 SPD3 hwaasL | 5
S16R-MCLNR/L4 1200 1417 8 0640 0.921 1 RIL SP4DS
$20S-MCLNR/L4 1705 1969 10 0765 1171 11/4 RL | CNCIT43C] | CDHGN  DHAT/A-21 WS18L | 4
SC43D SP4D HW23.8L
S24T-MCLNR/L4 2.000 2.362 12 0.890 1.382 11/2 RL
A16R-MCLNR/L4 1200 1575 8  0.640 0.921 1 RIL - SPADS  Hw3ieL | 1
N4 DHBN  DHA1/4-21 o=
A20S-MCLNR/L4 1705 1969 10 0765 1171 11/4 RL CNCIL4sH CDHg / SC43D SP4D HW238L | 3
2 Applicable inserts B5 ~ B12
MDUNR / |_ DCONMS  DCONMS  DCONMS N @
7D C\ 70
A| |
Eppt
Fig.1 Fig.2 Fig.3
93°
DND D * R type holder
(inch)
i i Appli cable Clamp Clamp Screw Shim Shim Pin Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ @ @ /A Fig.
S$20S-MDUNR/L4-3 1705 1969 10 0765 1171 11/4 RL
S24T-MDUNR/L4-3 | 2000 2362 12 0890 1382 11/2 RL | DNC4all | COHGN  DWAIA-21  spaad  spp [oi8- |
A20S-MDUNR/L4-3 1705 1.969 10 0765 1171 11/4 RL
9 Applicable inserts B13 ~ B18
M S KN R/L DMIN DCON-MS DCON-MS DCON-MS N
70 C\ (ﬂ@ &
) |
O © =
J L L] P
Fig. 1 Fig. 2 Fig. 3
75°
S DD * R type holder
N
(inch)
i i Appli cable Clamp Clamp Screw Shim Shim Pin Wrench
Designation DMIN OHN LF WF H DCON-MS HAND — @ @ @ /A Fig.
S16R-MSKNR/L4 1200 1.417 8  0.640 0.921 1 RIL - SP4DS
$20S-MSKNR/L4 1705 1960 10 0765 1471 114 RL | SNCI4a0 | COHAN DHASNG28 .= oo il I
S24T-MSKNR/L4 2.000 2362 12 0890 1.382 1172 RL
A16R-MSKNR/L4 1200 1575 8  0.640 0.921 1 RIL SP4DS 1
A20S-MSKNR/L4 1705 1969 10 0765 1171 11/4 RL | SNCIJ430] | CDHNT  DHAS/16-28 HW39.7L
543D SP4D HW238L | 3
A24T-MSKNR/L4 2.000 2362 12 0890 1.382 11/2 RL

%) Applicable inserts B20 ~ B28
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B Multi Lock System

M TFN R / L DCONAS  DOONAMS  DCONAS w
90 AR ARY =~
WFl © Q“_‘)
OHN H ‘ H ‘ ‘ H
LF : S
Fig.1 Fig. 2 Fig.3
90°
* R type holder
TNOI
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND e @ @ @ /, Fig.
S16R-MTFNR/L3 1.200 1.417 8 0.640 0.921 1 R/L CDH7N1  DHA10-32-19 SP3D3 HW23.8L
S20S-MTFNR/L3 1705 1969 10 0.765 1171 11/4 R/L TNLCICI33[] 3
CDH7N1  DHA10-32-19 ST32D SP3D HW19.8L
S24T-MTFNR/L3 2.000 2362 12 0.890 1382 1172 R/L
A16R-MTFNR/L3 1.200 1.575 8 0.640 0.921 1 R/L TNOO3300 CDH7N1  DHA10-32-19 SP3D3 HW23.8L | 1
A20S-MTFNR/L3 1.705 1.969 10 0.765 1.171 11/4 R/L CDH7N1  DHA10-32-19 ST32D SP3D HW19.8L | 3
2 Applicable inserts B29 ~ B36
MVU N R / L DMIN DCON-MS ~ DCON-MS — DCON-MS W
AR ARY
&
L S L
LF
Fig. 1 Fig. 2 Fig. 3
i ] 93°
I * R type holder
VNI
(inch)
. . Applicable Clamp Clamp Screw Shim Shim Pin Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ @ @ /\ Fig.
S$20S-MVUNR/L3 1705 1969 10 0.765 1171 11/4 R/L
S24T-MVUNR/L3 2000 2362 12 0.890 1.382 11/2 R/L VNOIO3300 ODHEN2  DHAS/16-28 SV32D o HW39.7L 3
A20S-MVUNR/L3 1705 1969 10 0765 1171 11/4 R/L HW19.8L
A24T-MVUNR/L3 2000 2362 12 0.890 1.382 11/2 R/L
2 Applicable inserts B37 ~ B38
MWL N R/L DMIN DCON-MS DCON-MS DCON-MS @M
| TR DO
N WE é} Y ¥
) & OHN
j - LF L] L
S e Fig. 1 Fig. 2 Fig.3
. 95°
* R type holder
WNLILC]
(inch)
. . Appli cable Clamp Clamp Screw Shim Shim Pin Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert @ @ @ @ /\ Fig.
S16R-MWLNR/L3 1.200 1.417 8 0.640 0.921 1 R/L SP3D3
S20S-MWLNR/L3 1705 1960 10 0765 1171 114 RAL | WNOTs(l | CONN  DRAIOG2T9 T el s
S24T-MWLNR/L3 2.000 2362 12 0890 1.382 11/2 R/L '
S16R-MWLNR/L4 1.200 1.417 8 0.640 0.921 1 R/L SP4DS
$20S-MWLNR/L4 1705 1969 10 0765 1171 11/4 RL | WNCIC430) | CDHGN  DHAV/4-21 HWST8L | o
SW43D SP4D HW23.8L
S24T-MWLNR/L4 2000 2362 12 0.890 1.382 11/2 R/L
A16R-MWLNR/L3 1.200 1.575 8 0.640 0.921 1 R/L SP3D3 Hw31.8L | 1
WN CDH7N DHA10/32-19 —
A20S-MWLNR/L3 1705 1969 10 0765 1171 11/4 RL st SWD s HWigsL | 3
A16R-MWLNR/L4 1.200 1.575 8 0.640 0.921 1 R/L - SP4DS HW31.8L | 1
DHEN DHA1/4-21 —
A20S-MWLNR/LA | 1705 1969 10 0765 1171 114 RL | N4 | C0H6 ! SWisD D HW238L [ 3

2 Applicable inserts B39 ~ B43
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Screw on System B

SCLCR/ L DM"{“ . Dc—Ms DC—MS DCON-VS
A, g L D)6 \p

W [@ ‘
OHN H
LF b ‘
Fig.1 Fig. 2 Fig. 3
ccT i —
| — * R type holder
D Steel shank type .
. . Appli cable Screw Shim Shim Screw Wrench .
Designation DMIN  OHN LF WF H DCON-MS HAND insert W @ @ y Fig.
S05K-SCLCR/L2 0415 0551 5 0219 0273 516 RL FTKAO2555 o7
S06K-SCLCR/L2 0480 0551 5 0250 0336 38  RL
S06M-SCLCR/L2 0480 0551 6 0250 0336 3/8  RL | CCLIT2150] 2
S08M-SCLCR/L2 0600 0984 6 0312 0461 12  RL FTKA02565 ] : worp
S10R-SCLCR/L2 0770 1260 8 0406 0586 58  RL
SO08M-SCLCR/L3 0600 0984 6 0312 0461 12  RL
S10R-SCLCR/L3 0.770  1.280 8 0.406 0586  5/8 RIL cCOTa250] FTGA03508 i ) TW15P 2
$12S-SCLCR/L3 0030 149 10 0500 0671 34  RL :
S16R-SCLCR/L3 1200 1772 8 0640 0924 1 RIL FTGA03510 WisP | 3
S16R-SCLCR/L4 1200 1772 8 0640 0921 1 RIL FTGAO411F : ; TWisP
$20S-SCLCR/L4 1470 1969 10 0765 1471 11/4 RL | CCOIT430] 3
S24T-SCLCR/L4 1760 2362 12 0890 1382 112 RL FIGAOATIF SC425 SHXNOGTOF  HWWAOL TWT5P
AO5F-SCLCR/L2 0415 0551 3 0219 0293 516  RL FTKAO2555 : : TWo7P
AO6H-SCLCR/L2 0480 0551 4 0250 035 3/8  RL | ccCIT21s0] 1
A08K-SCLCR/L2 0600 0984 5 0312 0480 12  RL FIKAG2565 ) : wore
A08K-SCLCR/L3 0600 0984 5 0312 0480 12 RL
A10M-SCLCR/L3 0770 1280 6 0406 0605 58  RL | .o | FIGAO3S0S : : s |
A12Q-SCLCR/L3 0030 149 7 0500 0711 34  RL :
A16R-SCLCR/L3 1200 1772 8 0640 0961 1 RIL FTGAO3510 ; - TWisP
A16R-SCLCR/L4 1200 1772 8 0640 0961 1 T N— I T ; ; wWisP | 1
A20S-SCLCR/L4 1470 1969 10 0765 1211 11/ RL FIGAO4TTF  SCA2S  SHANOGIOF HWAOLTWISP| 3
D Carbide shank type -
L Applicable KED G )
Designation DMIN OHN LF WF H DCON-MS HAND insert @ y Fig.
C025G-SCLCR/L1.2 | 0197 - 35 098 015 532 RL
CO3H-SCLCR/L12 | 0260 - 4 012 o168 316 AL | 020 FINAD1633 TwosP 1
CO4H-SCLCR/L1.5 0293 - 4 0156 023 1/4 RL
CO45H-SCLCR/L1.5 | 0313 - 4 0158 0252 932 RL | CCHTI FINAO238 TWoeP
CO5K-SCLCR/L2 0415 - 5 0219 0273 516  RL FKAG2555 WorP
CO6K-SCLCR/L2 0480 - 5 0250 033 38  RL
C06M-SCLCR/L2 0480 - 6 0250 033 38  RL | CCOIT2.450]
C08M-SCLCR/L-2 0551 - 6 0312 0461 172  RL FIKAD2565 wore
C080Q-SCLCR/L2 0551 - 7 0312 0461 12  RL
C08M-SCLCR/L3 0590 - 6 0312 0461 172  RL ,
C08Q-SCLCR/L3 0590 - 7 0312 0461 12  RL
C10R-SCLCR/L3 0770 - 8 0406 0586 58  RL
C10S-SCLCR/L3 0770 - 10 0406 0586 58  RL | CCHTe2SU FIGA03508 TwisP
C12R-SCLCR/L3 0930 - 8 0500 0671 34  RL
C12S-SCLCR/L3 0030 - 10 0500 0671 34  RL
C16T-SCLCR/L4 1200 - 12 0640 0921 1 RIL | CoLIT4ar] FTGAOATTF TWisP
E04H-SCLCR/L1.5 0321 - 4 0156 023 /4  RL
E045K-SCLCR/L1.5 | 0315 - 5 0458 0252 9732 RL | cc-TSTH FINA238 TWoGP 1
E05K-SCLCR/L2 0415 - 5 0219 0273 516  RL FKAG2555 WorP
E06K-SCLCR/L2 0480 - 5 0250 0336 38  RL
E06M-SCLCR/L2 0480 - 6 0250 033 38  RL | CCIT2.450]
E08M-SCLCR/L2 0551 - 6 0312 0461 12  RL FIKA2565 worp
E08Q-SCLCR/L2 0551 - 7 0312 0461 12  RL
E08M-SCLCR/L3 0590 - 6 0132 0461 12  RL ,
E08Q-SCLCR/L3 0590 - 7 0132 0461 12  RL
E10R-SCLCR/L3 0770 - 8 0406 0586 58  RL
E10S-SCLCR/L3 0770 - 10 0406 0586 58  RL | CCHTe2SU FIGAO3508 Twisp
E12R-SCLCR/L3 0930 - 8 0500 0671 34  RL
E12S-SCLCR/L3 0930 - 10 0500 0671 34  RL
E16T-SCLCR/L4 1200 - 12 0640 0921 1 RIL | Corlmas] FIGAO4T1F TWisP

%) Applicable inserts B44 ~ B48, B75
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B Screw on System

SCLPR/L DM”;‘ ~ DC—MS DC—MS DCON-MS
. W E F \,

LF ! '

H

~

4 Fig. 1 Fig.2 Fig.3
A —— 950
C P DT ﬁ?;= * R type holder
 Steel shank type .
N ' Applicable S TG )
Designation DMIN  OHN LF WF H  DCON-MS HAND insert @ y Fig.
S06M-SCLPR/L2.5 0480 - 6 0250 03% 38 RL | oo FTNAO305 TWoop )
S08M-SCLPR/L2.5 0600 0591 6 0312 0461 1/2 RL >t FTNAO307 Twogp
S10N-SCLPR/L3 0770 0591 65 0406 0586 58  RL
S10R-SCLPR/L3 0770 0591 8 0406 0586 58  RL 2
S12N-SCLPR/L3 0930 0787 65 050 0671 34 AL | O A8 e |
$12S-SCLPR/L3 093 0787 10 0500 0671 3/4  RL 3
AOGH-SCLPR/L2.5 0480 - 4 0250 0365 38 RL | oo FTNAO305 TWooP 1
AO8K-SCLPR/L2.5 0600 0787 5 0312 048 12 RL ot FTNAO307 TWoop
A10M-SCLPR/L3 0770 0591 6 0406 0605 58  RL 1
A120-SCLPR/L3 0930 0787 7 0500 0711 a4 mL | OO FINAD408 e 3
D Carbide shank type .
. . Applicable Screw Wrench .
Designation DMIN  OHN LF WF H DCON-MS HAND i @ y’ Fig.
C60K-SCLPR/L2.5 0480 0571 5 0250 0336 3/8 RL
CO6M-SCLPR/L2.5 0480 0571 6 0250 03% 38 AL | . FINAD305 TSP
CO8M-SCLPR/L2.5 0590 0579 6 0312 0461 12  RL =t . oo
C08Q-SCLPR/L2.5 0590 0579 7 0312 0461 12  RL
CO8M-SCLPR/L3 0500 0567 6 0312 0461 12 RL ,
C08Q-SCLPR/L3 0500 0567 7 0312 0461 12 RL
C10R-SCLPR/L3 0770 0882 8 0406 0586 58  RL
C10S-SCLPR/L3 0770 0882 10 0406 058 58 RL | O 1°2U FINAD408 TwisP
C12R-SCLPR/L3 0930 0886 8 0500 0471 34  RL
C12S-SCLPR/L3 0930 088 10 0500 0471 3/4 RL
E06K-SCLPR/L2.5 0480 0571 5 0250 0336 3/8 RL
EO6M-SCLPR/L2.5 0480 0571 6 0250 0336 3/8 RL — oo
E08M-SCLPR/L2.5 059 0579 6 0312 0461 12 AL | ..
E08Q-SCLPR/L2.5 0500 0579 7 0312 0461 12 RL <l
EO8M-SCLPR/L3 0590 0567 6 0312 0461 12  RL
E08Q-SCLPR/L3 0590 0567 7 0312 0461 12  RL FINADA07 TWooP 2
E10R-SCLPR/L3 0770 0882 8 0406 0586 58  RL
E10S-SCLPR/L3 0770 0882 10 0406 0586 58  RL
PLIT32 FTNA(
E12R-SCLPR/L3 0930 0886 8 0500 0471 34 RL | O el 0408 e
E12S-SCLPR/L3 0930 0886 10 0500 0471 34 RL

2 Applicable inserts B49
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Screw on System B

SDQCR/L

DMIN

DCON-MS ~ DCON-MS

DCON-MS

S

RS A A
w [©f g:\ @ @ L g T
OHN H ‘ H H
F I |
Fig. 1 Fig. 2 Fig. 3
| Y/ —— 1 07 . 5 o
DC DT h= * Rtype holder
9 Steel shank type -
N Applicable KEED i )
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
S06M-SDQCR/L2 0.600 0.787 6 0.375 0.336 3/8 RIL FTKA02555 TWo7P
S08M-SDQCR/L2 0.730  0.866 6 0.437  0.461 1/2 RIL DCLIT21.50] 2
FTKA02565
S10R-SDQCR/L2 0.850 1.063 8 0.500 0.586 5/8 RIL oz
S10R-SDQCR/L3 0.850  1.260 8 0.500 0.586 5/8 RIL FT6A03508 Wisp 5
$12S-SDQCR/L3 0.980 1.260 10 0.562 0.671 3/4 RIL DCLIT32.50]
S16R-SDQCR/L3 1.300 1.260 8 0.640  0.921 1 RIL FTGA03510 TW15P 3
A06H-SDQCR/L2 0.600 0.787 4 0.375 0.355 3/8 RIL DCOIT21.50] FTKA02555 TWO7P 1
AO08K-SDQCR/L2 0.730 0.866 5 0.437  0.480 1/2 RIL ’ FTKA02565 TWo7P 1
A10M-SDQCR/L3 0.850  1.063 6 0.500  0.605 5/8 RIL
FTGAO:
A12Q-SDQCR/L3 0.980 1.260 7 0.562 0.711 3/4 R/L DCLIT32.5[] GA03508 TwisP 1
A16R-SDQCR/L3 1.300 1.260 8 0.640 0.961 1 R/L FTGA03510 TW15P 1
© Carbide shank type .
i . Applicable Screw Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert W y Fig.
C05K-SDQCR/L2 0.393 - 5 0219 0273  5/16 R/IL
CO6K-SDQCR/L2 0.600 0.551 5 0.375 0.336 3/8 RIL beIT2.45000 FIKAD2555 Twore
C08M-SDQCR/L2 0.730  0.551 6 0.437  0.461 1/2 RIL ’ — —
C10R-SDQCR/L2 0.850 - 8 0.500 0.586 5/8 RIL 2
C10R-SDQCR/L3 0.850  0.839 8 0.500 0.586 5/8 RIL
C12R-SDQCR/L3 0.980 0.945 8 0.562 0.671 3/4 R/L | bcIT32.5010] FTGA03508 TW15P
C12S-SDQCR/L3 0.980 0.945 10 0.562 0.671 3/4 RIL
E05K-SDQCR/L2 0.393 - 5 0219 0273 5/16 RIL
FTKAO2: TWo7P
E06K-SDQCR/L2 0.600 0.551 5 0.375 0.336 3/8 RIL bCLIT2.45000] 025% 0
E08M-SDQCR/L2 0.730  0.551 6 0.437  0.461 12 RIL ' — —
E10R-SDQCR/L2 0.850 - 8 0.500 0.586 5/8 RIL 2
E10R-SDQCR/L3 0.850 0.839 8 0.500 0.586 5/8 RIL
E12R-SDQCR/L3 0.980 0.945 8 0.562 0.671 3/4 R/L | bcOT32.5010] FTGA03508 TW15P
E12S-SDQCR/L3 0.980 0.945 10 0.562 0.671 3/4 RIL

9 Applicable inserts B50 ~ B53, B76
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B Screw on System

SDUCR/L OMIN ) DCON-MS DCON-MS ~ DCON-MS W
e e =

H
LF | k |

Fig. 1 Fig.2 Fig.3
__ /-_ 930
B 1.__ * Rtype holder
D Steel shank type e
Designation DMIN OHN LF  WF  H DCON-MS HAND A"i':l':;ﬂ"e ;:wﬁ vj;: Fig.
S06M-SDUCR/L2 0600 - 6 0375 033% 38 RL FIKAG2555 Wo7P 2
S08M-SDUCR/L2 0730 0866 6 0437 0461 172 RL | DCOIm21s0] - o ,
S10R-SDUCR/L2 0850 1063 8 0500 058 58  RL
S10R-SDUCR/L3 0850 1063 8 0500 058 58  RL S e ,
$12S-SDUCR/L3 0980 0575 10 0562 0671 34 RL | o
S16R-SDUCR/L3 1300 1811 8 0640 0921 1 RIL ' I e 5
S20S-SDUCR/L3 1470 1969 10 0765 1171 114 RL
AO6H-SDUCR/L2 0.600 - 6 0.375 0.355 3/8 R/IL FTKA02555 TWO7P 1
A08K-SDUCR/L2 0730 0866 5 0437 048 172 RL | DCOIT2150]
A10M-SDUCR/L2 0850 1063 6 0500 0605 58  RL FIKA02365 fwore !
A120-SDUCR/L3 0980 1378 7 0562 0711 %4 RL | oo FTGA03508 TWisP 1
A16R-SDUCR/L3 1300 1811 8 0640 0961 1 RIL ' FTGA03510 TWi5P
D Carbide shank type et
Designation DMIN OHN LF  WF  H DCONMS HANp | APplicable g& vj;: Fig.
C06K-SDUCR/L2 0600 0386 5 0375 033 38 RL
C06M-SDUCR/L2 0600 0386 6 0375 033% 38 RL FIKA025% Twore
C08M-SDUCR/L2 0730 043 6 043 0461 12 RL |
C08Q-SDUCR/L2 0730 0433 7 0437 0461 12 RL ' — o
C10R-SDUCR/L2 0850 - 8 0500 058 58 RL
C10S-SDUCR/L2 0850 - 10 0500 058 58  RL 2
C10R-SDUCR/L3 0850 - 8 0500 0586 58 RL
C10S-SDUCR/L3 0850 - 10 0500 058 58 RL S e
C12R-SDUCR/L3 0980 - 8 0562 0671 34 RL | DCOIT32.50]
C12S-SDUCR/L3 0980 - 10 0562 0671 34 RL
C16T-SDUCR/L3 1300 - 12 0640 0921 1 RIL FTGA03510 TWi5P
E06K-SDUCR/L2 0600 038 5 0350 033 38 RL
E06M-SDUCR/L2 0600 038 6 0375 033% 38 RL FIKAD9%S rwore
E08M-SDUCR/L2 0730 0433 6 043 061 12 RL |
E08Q-SDUCR/L2 0730 0433 7 0437 0461 172 RL ' - o
E10R-SDUCR/L2 0850 - 8 0500 0586 58 RL
E10S-SDUCR/L2 0850 - 10 0500 058 58 RL 2
E10R-SDUCR/L3 0850 - 8 0500 0586 58 RL
E10S-SDUCR/L3 0850 - 10 0500 058 58 RL S e
E12R-SDUCR/L3 0980 - 8 0562 0671 34 RL | DCOIT3250]
E12S-SDUCR/L3 0980 - 10 0562 0671 34 RL
E16T-SDUCR/L3 1300 - 12 0640 0921 1 RIL FTGA03510 TWisp

2 Applicable inserts B50 ~ B53, B76
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Screw on System B

SDZCR/L - B

S 808 -
L Fig. 1 o Fig.2‘ Fig.3

= 3
J * Rtype holder
V1T 7
DCLIT
(inch)
. . Appl icable Screw Shim Shim Srew Wrench .
Designation DMIN  OHN LF WF H  DCON-MS HAND insert @ @)\\“ % Fig.
S10R-SDZCR/L2 0850 0787 8 0500 0586 58  RL
S$12S-SDZCR/L2 0980 0984 10 0562 0671 34  RL | DCTRSLL | FIKAOSES - ) wore | 2
S16R-SDZCR/L3 1200 1481 8 0640 0921 1 RIL FIGAOBST0 - ; TWi5p
$20S-SDZCR/L3 1470 1535 10 0765 1471 11/4 RL 3
S24T-SDZCR/L3 1760 1850 12 0890 1382 112 RL | DolTaasc) | |10A0%612 SD325 - SHXNOSOSF  TWISR HIWSSL
A16R-SDZCR/L3 1200 1181 8 0640 0961 1 RIL FIGAOBST0 - ; wWish | 1
A20S-SDZCR/L3 1470 153 10 0765 1211 11/4 RL FIGAOB512  SD32S  SHXNOBOOF  TWAiSP HW35L | 3

9 Applicable inserts B50 ~ B53, B76

SSKC R/ L DM‘VN ) DC—Ms DC—MS DeoNMS w
G ———— |

y
LF
Fig. 1 Fig. 2 Fig. 3
I R 75°
- i-di= * Rtype holder
SCLIT
(inch)
. . Appli cable Screw Shim Shim St:w Wrench .
Designation DMIN OHN LF  WF  H DCON-MS HAND e & & S~ |Fe
S08M-SSKCR/L3 0600 1024 6 0312 0461 12  RL FTGAO3507 - : TWi5P
S10R-SSKCR/L3 0770 1260 8 0406 0945 58  RL | SCOT3250 2
$12S-SSKCR/L3 0930 1339 10 0500 0671 34 RL FIGAD3508 - ) TWISP
S16R-SSKCR/L4 1200 1417 8 0640 0921 1 I N— - I ; IE
$20S-SSKCR/L4 1470 1693 10 0765 1171 11/4 RL FTGAOATIF  SS425  SHXNOGTOF  TW15P HWAGL
AO8K-SSKCR/L3 0600 1024 5 0312 0480 172  RL FTGA03507 § TWisp
A10M-SSKCR/L3 0770 1260 6 0406 0605 58  RL | SCCIT3250]
A12Q-SSKCR/L3 0960 1339 7 0500 0711 34  RL FIGA03508 - : TwisP 1 1
A16R-SSKCR/L4 1200 1417 8 0640 0961 1 RL | cormasy | IGAOATIE ; TWisp
A20S-SSKCR/L4 1470 1693 10 0765 1211 11/4 RL FTGAOATIF  S3425  SPXNOBTOF  TWISP HWAOL | 3

2 Applicable inserts B55, B78

SSKPR/L o
e —— -

4 . - ‘
= Y OHN . H
\\“"’__1_' Z Fig. 1 Fig. 2 Fig. 3
~  — — 75°
- i‘= * R type holder
SPLIT
(inch)
i i ' Applicable Screw Wrench .
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
S08M-SSKPR/L3 0.600 0.709 6 0.312  0.461 12 R/IL
S10N-SSKPR/L3 0.770  1.181 6.5 0.406  0.586 5/8 RIL
S10R-SSKPR/L3 0.770  1.260 8 0.406  0.586 5/8 R/IL SPT32[] FTNAO307 TWO9P 2
S12N-SSKPR/L3 0.930 1.280 6.5 0.500 0.671 3/4 RIL
$12S-SSKPR/L3 0.930 1.378 10 0.500 0.671 3/4 RIL
AO8K-SSKPR/L3 0.600 0.827 5 0.312  0.480 1/2 R/L
A10M-SSKPR/L3 0.770 1.181 6 0.408  0.605 5/8 RIL SPLIT32[] FTNA0307 TWO9P 1
A12Q-SSKPR/L3 0.930  1.260 7 0.500 0.711 3/4 R/L
2 Applicable inserts B56 ~ B57 +Use left handed insert for right handed holder

Turning @ 136



B Screw on System

DMIN DCON-MS ~ DCON-MS ~ DCON-MS §§§\§§§§§
y Lo

E ‘ A A
wﬂ@ ):‘ QBV @ '~
| | -
OHN H H H
. [
Fig. 1 Fig.2 Fig.3
) A — 900
i 7 _ * R type holder
 Steel shank type .
. . Appli cable Screw Shim Shim Srew Wrench .
Designation DMIN  OHN LF WF H  DCON-MS HAND insert W @\\\\\ % Fig.
SOB6M-STFCR/L1.8 | 0480 0906 6 0500 0336 38  RL
SOBM-STFCR/L1.8 | 0600 1102 6 0312 0461 12  RL | |C-reidbl | FIKAD2206 - ' TWoP | 2
S08M-STFCR/L2 0600 1181 6 0312 0461 12 AL
S10R-STFCR/L2 0770 1378 8 0406 0586 58  RL | TCOT2s0 | FIKAGZSGS - i woe | 2
$12S-STFCR/L2 0930 1417 10 0500 0671 34  RL
S12S-STFCR/L3 0930 1575 10 0500 0671 34  RL 2
S16R-STFCR/L3 1200 1929 8 0640 0921 1 RL | (Coreest | FIGAOSSIO - ] WP 17y
S20S-STFCR/L3 1470 1969 10 0765 1471 114 BL
T e ra 12 Owe i3 1us L | TCOTSRSO | FTGAISI2 ST SHOOSE TWISRHWASL| 3
AOGH-STFCR/L1.8 0480 0906 4 0250 0355 38 AL
AOBK-STFCR/L1.8 0600 1102 5 0312 0480 12 RL | ToOTi81s0] | FIKAOZ206 - i woeP | 1
AOBK-STFCR/L2 0000 1181 5 0312 0480 12 AL
A10M-STFCR/L2 0770 1378 6 0406 0605 58  RL
A12Q-STFCR/L2 0930 1.417 7 0500 0711  3/4 RIL TCLIT21.50] | FIKAD2565 ’ ’ Tworp !
A16R-STFCR/L3 1200 1929 8 0640 0961 1 RL | | FAGOE0 - i Wik | 1
A20S-STFCR/L3 1470 1969 10 0765 1211 114 RL : FIGAO3512  ST325  SHXNOSOSF TWISP,HWE5L| 3
© Carbide shank type
i i Applicable Screw Wrench .
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
CO5K-STFCR/L1.8 0415 - 5 0219 0273 516 RL
COBK-STFCR/L1.8 0480 0551 5 0250 0336 38 AL | oo 81sd FIKAD2206 TIWo6P
CO6K-STFCR/L2 0480 0492 5 0250 0336 38 AL - o
CO8M-STFCR/L2 0600 - 6 0312 0461 12 RL
C10R-STFCR/L2 0770 - 8 0406 0586 58  RL | ToOT215000]
C12R-STFCR/L2 0930 0906 8 0500 0671 34  RL FIKAO2565 WP 2
C12S-STFCR/L2 0930 0906 10 0500 0671 34  RL
C12R-STFCR/L3 0930 - 8 0500 0671 34 AL
C12S-STFCR/L3 0930 - 10 0500 0671 4  RL | rooreestd FIGA03510 Twise
EO5K-STFCR/L1.8 0415 - 5 0219 0273 516 RL
E06K-STFCR/L1.8 0480 0551 5 0250 0336 38 RL | Co &S FIKAD2206 o8P
E06K-STFCR/L2 0480 0492 5 0250 0336 38 AL
E08M-STFCR/L2 0600 - 6 0312 0461 12 RL FIKAD2555 Tworp
E10R-STFCR/L2 0770 - 8 0406 0586 58  RL | ToOT21500]
E12R-STFCR/L2 0930 0906 8 0500 0671 34  RL FIKA02565 TWoP 2
E12S-STFCR/L2 0930 0906 10 0500 0671 34  RL
E12R-STFCR/L3 0930 - 8 0500 0671 34 RL
TCLIT32.
E12S-STFCR/L3 090 - 10 o050 o611 g4 AL | oo Fonose e

2 Applicable inserts B59 ~ B60, B79
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Screw on System

STFPR/L

DMIN

- H§

DCON-MS ~ DCON-MS

DCON-MS

H

Fig. 1 Fig.2 Fig.3
[T 90 o
TPLIT '-E * Rtype holder
O Steel shank type .
N ' Applicable KEED i )
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
S06M-STFPR/L2 0.480 - 6 0.250 0.336 3/8 R/L FTNA0306 TWO09P 2
S08M-STFPR/L2 0.600 0.394 6 0.312  0.461 1/2 R/L TPOT220]
S10N-STFPR/L2 0.770 0474 6.5 0.406 0.586 5/8 R/L FTNA0307 TWO9P 2
S10R-STFPR/L2 0.770 0.474 8 0.406 0.586 5/8 R/L
S12N-STFPR/L3 0.930 0.551 6.5 0.500 0.671 3/4 R/L
$12S-STFPR/L3 0930 0551 10 0500 0671 14 RL | e FINADA08 TwisP 2
AO06H-STFPR/L2 0.480 - 4 0.250 0.355 3/8 R/L FTNA0O306 TWO9P 1
AO08K-STFPR/L2 0.600 0.394 5 0.312 0.480 1/2 R/L TPT22[]
A10M-STFPR/L2 0.770 0.474 6 0.406 0.605 5/8 R/L FINAGSO7 TWosP !
A12Q-STFPR/L3 0.930 0.551 7 0.500 0.711 3/4 R/L TPLIT33] FTNA0408 TW15P 1
© Carbide shank type
. . Applicable Screw Wrench .
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
CO5K-STFPR/L1.5 0.393 0.539 5 0.219 0.273 5/16 R/L |[TPIT1.51.50] FTNA02205 TWO06P
CO6K-STFPR/L2 0.480 0.551 5 0.25 0.336 3/8 R/L
C06M-STFPR/L2 0.480 0.551 6 0.25 0.336 3/8 R/L FINAGS05 TWosP
C08M-STFPR/L2 0.590 - 6 0.312  0.461 1/2 R/L
C08Q-STFPR/L2 0.590 - 7 0.312  0.461 1/2 R/L TPCT2200]
C10R-STFPR/L2 0.850 - 8 0.5 0.586 5/8 R/L FINAG307 TWogp »
C10S-STFPR/L2 0.850 - 10 0.5 0.586 5/8 R/L
C12R-STFPR/L2 0.930 - 8 0.5 0.671 3/4 R/IL
C12S-STFPR/L2 0.930 - 10 0.5 0.671 3/4 R/L
C12R-STFPR/L3 0.930 - 8 0.5 0.671 3/4 R/L
C12S-STFPR/L3 0.930 - 10 0.5 0.671 3/4 R/L TPOIT33IC] FTNA0408 TW15P
C16T-STFPR/L3 1.300 0.925 12 0.64 0.921 1 R/L
E05K-STFPR/L1.5 0.393 0.539 5 0219 0.273  5/16 R/L | TPCIT1.51.5000] FTNA02205 TWO6P
EO06K-STFPR/L2 0.480 0.551 5 0.25 0.336 3/8 R/L
EO6M-STFPR/L2 0.480 0.551 6 0.25 0.336 3/8 R/L FINAGS05 TWosP
EO8M-STFPR/L2 0.590 - 6 0.312  0.461 1/2 R/L
E08Q-STFPR/L2 0.590 - 7 0.312  0.461 1/2 R/L TPCT2200]
E10R-STFPR/L2 0.850 - 8 0.5 0.586 5/8 R/L ETNADSO7 TWogP 5
E10S-STFPR/L2 0.850 - 10 0.5 0.586 5/8 R/L
E12R-STFPR/L2 0.930 - 8 0.5 0.671 3/4 R/IL
E12S-STFPR/L2 0.930 - 10 0.5 0.671 3/4 R/L
E12R-STFPR/L3 0.930 - 8 0.5 0.671 3/4 R/L
E12S-STFPR/L3 0.930 - 10 0.5 0.671 3/4 R/L TPLIT33I] FTNA0408 TW15P
E16T-STFPR/L3 1.300 0.925 12 0.64 0.921 1 R/L

9 Applicable inserts B61 ~ B64

+Use left handed insert for right handed holder
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B Screw on System

STWPR / L DMIN DCON-MS ~ DCON-MS ~ DCON-MS gé;iis
Y —/—1 B A AN —
) 4 ! WF@ @ @ K
( — LY L
) W [ |
e - Fig. 1 Fig. 2 Fig.3
S 50°
* R type holder
TPO
(inch)
N ' Applicable S TG )
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
S06M-STWPR/L2 0.480 0.905 6 0.250 0.336 3/8 R/L TPGH21.5[] FTNA0305 TWO09P
S08M-STWPR/L2 0.600 1.181 6 0.312  0.461 1/2 R/L 5
S10R-STWPR/L2 0770 1378 8 0406 058 58  RL gfﬂ?ggg FTNAO306 TWoop
S12R-STWPR/L2 0930 1.575 8 0.492 0.748 3/4 R/L
2 Applicable inserts B61 ~ B64
SVJ c R/L DCON-MS DCON-MS ~ DCON-MS
52°
N 1 (’\ (’\
e
Wﬁ: —— QB/ @
OHN H ‘ H H
LF bt 1
Fig. 1 Fig. 2 Fig.3
= ,,j,ﬁ 52°
A * R type holder
vcool
(inch)
i i Applicable Screw Wrench .
Designation DMIN  OHN LF WF H DCON-MS HAND insert @ y Fig.
S8M-SVJCR/L1.5 0.600 1.024 6 0.079 0.461 1/2 R/L
VCMT1. FTNA0204 TW06P
S100-SVJCRIL15 | 0770 1417 7 0079 0586 58  RL | o oHH 020 0 2
2) Applicable inserts B65 ~ B70, B81
SVQB R / L DMIN DCON-MS ~ DCON-MS ~ DCON-MS W
107.5° (’-\ (’.\
—— D B
e DR
F [ |
Fig. 1 Fig. 2 Fig.3
R e 107.5°
| — * Riype holder
VBT -
(inch)
i i Applicable Screw Shim Shim Screw Wrench .
Designation DMIN OHN LF WF H DCON-MS HAND insert W @ % Fig.
S$20S-SVQBR/L3 1.705 0.331 10 1.000 1.171 11/4 R/L
S24T-SVQBR/L3 2000 0370 12 1125 1382 112 RL | VBOTaDl | FIGAOS12  Svaes  SHKwsosF [P | 3
A20S-SVQBR/L3 1.705 0.331 10 1.000 1.211 11/4 R/L

2 Applicable inserts B65 ~ B67, B80
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Screw on System

SVQCR/L

DMIN

DCON-MS ~ DCON-MS

DCON-MS

A A
WF[ © @ @
. 0 B L omn H ‘ H H
B LF 1 I 1
v Fig.1 Fig. 2 Fig. 3
— 108"
=J— * R type holder
VC DT 1 [ 7
(inch)
Applicable Screw Shim Shim Screw Wrench
Designation DMIN OHN LF  WF H  DCON-MS HAND "i':l ot > — 5 I~ |Fu.
S10R-SVQCR/L2 0.850 1.378 8 0.500 0.586 5/8 R/L 5
$12S-SVQCR/L2 0.980 1.496 10 0.562 0.671 3/4 R/L VC[JT22(] FTKA02565 TWO7P
S16R-SVQCR/L2 1.300 1.654 8 0.640 0.921 1 R/L 3
$12S-SVQCR/L2.5 0980 1.654 10 0.562 0.671 3/4 R/IL 2
S16R-SVQCR/L25 | 1300 1772 8 0640 0921 1  RL | 'CoT28 | FIKAOO7 W1y
S16R-SVQCR/L3 1.300 1.960 8 0.640 0.921 1 R/L FTGA03510 TW15P
S$20S-SVQCR/L3 1.705 2.205 10 1.000 1171 11/4 R/L VCLIT33[] TW15P 3
FTGA03512 V32 HXN F
S24T-SVQCR/L3 2000 2520 12 1425 1382 112 AL GADSSTZ VSRS SHXNOSOSF g
2) Applicable inserts B65 ~ B67, B81
SVUBR/L W
. \ A A
B p YY) R |
S S
LF ' '
Fig. 1 Fig. 2 Fig. 3
I — 93°
VB DT _  — * Rype holder
(inch)
Appli cable Screw Shim Shim Screw Wrench
Designation DMIN OHN LF WF H DCON-MS HAND insert @ = @‘\\\\\ % Fig.
S$20S-SVUBR/L3 1.705 1.929 10 1.000 1.171 11/4 R/L
S24T-SVUBR/L3 2000 2205 12 1125 1382 112 RL | VBOTA | FIGADIST2 SV SHNNOSOSF [ | 3
A20S-SVUBR/L3 1.705 1.929 10 1.000 1.211 11/4 R/L
9 Applicable inserts B65 ~ B67, B80
SVU c R/L DCON-MS DCON-MS DCON-MS W
. ﬁ | A A
93 S e | |
WH @ @ AE
OHN H ‘ H H
. LF to |
. Fig. 1 Fig. 2 Fig. 3
I — 93°
FrF—————F
J—— * Rtype holder
VCLIT
(inch)
Appli cable Screw Shim Shim Screw Wrench
Designation DMIN OHN LF WF H DCON-MS HAND insert W = @‘\\\\\ % Fig.
S10R-SVUCR/L2 0.850 1.181 8 0.500 0.586 5/8 R/L 5
S$12S-SVUCR/L2 0.980 1.299 10 0.562 0.671 3/5 R/L vclT22[] FTKA02565 TWO7P
S$16T-SVUCR/L2 1.300 1.496 12 0.640 0.921 1 R/L 3
S$12S-SVUCR/L2.5 0980 1.378 10 0.562 0.671 3/4 R/L VCIT2.520] FTKAS07 TWooP 2
S16R-SVUCR/L2.5 1300 1.575 8 0.640 0.921 1 R/L ' 3
S16R-SVUCR/L3 1.300 1.969 8 0.640 0.921 1 R/L FTGA03510 TW15P
S$20S-SVUCR/L3 1.705 2.205 10 1.000 1.171 11/4 R/L VCIT33[] TW15P 3
FTGA03512 V32 HXN F
S24T-SVUCR/L3 2000 2520 12 1125 1382 112 RL GADSSTZ 51325 SHXNOSOSE e

2 Applicable inserts B65 ~ B67, B81
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B Screw on System

SWLC R/ L DM‘i\l 3 DC—MS DC—MS DCON-VS @m
B v LS 00 *

WF (@ ‘
OHN H
' | |
Fig. 1 Fig. 2 Fig. 3
/‘— 950
u — * R type holder
wcaT
(inch)
- Screw Wrench
. . Applicable .
Designation DMIN OHN LF WF H DCON-MS HAND — @ y Fig.
S16R-SWLCR/L4 1.200 1.811 8 0.640 0.921 1 R/L
WCLIT4 FTGA0411F TW15P
S20S-SWLCR/L4 1470 2008 10 0765 1171 114  RL cLmst 8
A16R-SWLCR/L4 1.200 1.811 8 0.640 0.921 1 R/IL 1
WCLIT43 FTGA0411F TW15P —
A20S-SWLCR/L4 1.470 2.008 10 0.765 1.171 11/4 R/IL st 3
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Compact Mini B

DCON-MS

SCLCR/L

95°
* Rtype holder
CCET
(inch)
- Screw Wrench
. . y Applicable
Designation DMIN OHN LF WF H DCON-MS HAND frer @ y
S06H-SCLCR/L1202 0.219 0.984 4 0.098 0.336 3/8 R/IL
ET1.21 FTNA01633 TWO6P
S06H-SCLCR/L1203 0.250 0.984 4 0.118 0.336 3/8 R/IL ce -0
S06J-SCLCR/L1504 0.293 1.181 45 0.138 0.336 3/8 R/IL
S06J-SCLCR/L1505 0.313 1.181 45 0.157 0.336 3/8 R/IL CoET.51LH] FINA238 TWosP

9 Applicable inserts B44 ~ B48, B75 + Use left handed insert for right handed holder
+ Itis not an ISO type holder, and the last two digits of the model number
are not related to the tool specifications.

STUBR/L e NN

_ ==——11
)

i ‘ 930
TBD D ) 1@ * Rtype holder

D Steel shank type -
- Screw Wrench
. . Applicable
Designation DMIN OHN LF WF H DCON-MS HAND insert @ y
S05K-STUBR/L1.2 0415  1.181 5 0219  0.273 5/16 RIL
B 1.21JR/L FTNA0204 TWO06P
AOSF-STUBR/L1.2 0415 1181 3 0219 0293 516  RL Hhat 020 06
D Carbide shank type -
- Screw Wrench
. . Applicable
Designation DMIN OHN LF WF H DCON-MS HAND insert @ y
CO5K-STUBR/L1.2 0.393 - 5 0219  0.273 5/16 RIL
TBLIT1.21 FTNA0204 TWO06P
CO6K-STUBR/L1.2 0.480 - 5 0.250  0.336 3/8 RIL - =
E05K-STUBR/L1.2 0.393 - 5 0219  0.273 519 RIL
E06K-STUBR/L1.2 0480 - 5 0250 033% 38 AL TBLT 21 FINA204 TWoeP
2 Applicable inserts B58 +Use left handed insert for right handed holder

STLB R/L DMIN DCON-MS w
N 2, = : )

T8O
D Steel shank type

Yo
9

95°

* Rype holder

(inch)

Applicable Screw Wrench

insert W y
S06H-STLBR/L1.2 0.315 0.472 4 0.150 0.197 3/8 R/L TB[1.21 FTNA0204 TWO06P
%) Applicable inserts B58 +Use left handed insert for right handed holder

Designation DMIN OHN LF WF H DCON-MS HAND
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B Compact Mini

STUPR/L S cus gue o NN

) A— = DD o

Fig. 1 Fig.2 Fig.3
. 93°
TPD D ﬂl * R type holder
© Steel shank type e
Designation DMIN OHN LF  WF  H  DCON-MS HAND el § vj;‘ Fig.
S05K-STUPR/L1.5 0415 0709 5 0219 0273 516 RL | | Lo - )
AO5F-STUPR/L1.5 0415 0709 3 0219 0293 516  RL o
D Carbide shank type
Designation DMIN OHN LF  WF  H  DCON-MS HAND KD § vj;j Fig.
CO5K-STUPR/L1.5 0415 - 5 0219 0273 516 RL | TPLIT15150 FINA02205 TWOGP
CO6K-STUPR/L2 0480 - 5 0250 033% 38 AL - oo
CO6M-STUPR/L2 0480 - 6 0250 0336 38  RL
C08M-STUPR/L2 0600 - 6 0312 0461 12  RL
C08Q-STUPR/L2 0600 - 7 0312 0461 12 BL S
C10R-STUPR/L2 0850 - 8 0500 058 58  RL - - ,
C10S-STUPR/L2 0850 - 10 0500 0586 58 AL
C12R-STUPR/L2 0930 - 8§ 0500 0671 34 RL
C12S-STUPR/L2 0930 - 10 0500 0671 3/4  RL
C12R-STUPR/L3 0930 - 8 0500 0671 34  RL
C12S-STUPR/L3 0930 - 10 0500 0671 34  RL TPIT330] FINAO408 Wisp
C16T-STUPR/L3 1300 - 12 0640 0921 1 RIL
EO5K-STUPR/L1.5 0415 - 5 0219 0273 516 RL | TPLIT15150 FINA02205 TWOGP
EO6K-STUPR/L2 0480 - 5 0250 033% 38  RL - -
EO6M-STUPR/L2 0480 - 6 0250 033% 38  RL
E08M-STUPR/L2 0600 - 6 0312 0461 12  RL
E08Q-STUPR/L2 0600 - 7 0312 0461 12 RL S
E10R-STUPR/L2 0850 - 8 0500 0586 58  RL - - )
E10S-STUPR/L2 0850 - 10 0500 0586 58 AL
E12R-STUPR/L2 0930 - 8 0500 0671 34  RL
E12S-STUPR/L2 0930 - 10 0500 0671 34  RL
E12R-STUPR/L3 0930 - 8 0500 0671 34  RL
E12S-STUPR/L3 0930 - 10 0500 0671 34  RL TPLIT33] FINAO408 Wisp
E16T-STUPR/L3 1300 - 12 0640 0921 1 RIL
2 Applicable inserts B61 ~ B64 « Use left handed insert for right handed holder
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Compact Mini

SWUBR/L

DMIN

DCON-MS ~ DCON-MS ~ DCON-MS

n “ ) D)
93 [ S N _ -
wel [&) QB/ @ T
OHN " ‘ " y @)
LF bl
Fig. 1 Fig.2 Fig.3
I
i 7 93°
WB DT ‘ * Rtype holder
 Steel shank type -
N ) Applicable SE (ET )
Designation DMIN OHN LF WF H DCON-MS HAND insert @ y Fig.
S03H-SWUBR/L1.2 0.260 - 4 0.126 0177 3/16 R/L WBGT1.21 IR FTNA0203 TWO6P
S05K-SWUBR/L1.2 0415  1.181 5 0.219  0.273 5/16 R/IL ' FTNA02033
S05K-SWUBR/L1.5 0.415 0.709 5 0.219 0.273 5/16 R/L WBGT1.51.5[JR/L FTNA02205 TWO6P 2
AO05F-SWUBR/L1.2 0.415 1.181 3] 0.219 0.273 5/16 R/L WBGT1.21JR/L FTNA0203 TWO6P
AO5F-SWUBR/L1.5 0.415 0.630 3 0.219 0.273 5/16 R/L WBGT1.51.5[JR/L FTNA02205 TWO6P
D Carbide shank type
S i Applicable Serew rench '
Designation DMIN OHN LF WF H DCON-MS HAND insert W y Fig.
CO3H-SWUBR/L1.2 0.260 - 4 0.126 0.173 3/16 R/L FINAG203 TWOBP |
CO04H-SWUBR/L1.2 0.321 - 4 0.156 0.213 1/4 R/L WB[T1.21[]
CO5K-SWUBR/L1.2 0.415 - 5 0.219 0.273 5/16 R/L FTNA02033 TWO6P ’
CO5K-SWUBR/L1.5 0.415 - 5) 0.219 0.273 5/16 R/L WB[]T1.51.5[] FTNA02205 TWO6P
E04H-SWUBR/L1.2 0.321 - 4 0.156 0.213 1/4 R/L WBOT.210 FTNA0203 TWO6P 1
EO5K-SWUBR/L1.2 0.415 - 5 0.219 0.273 5/16 R/L ' FTNA02033 TWO6P »
EQO5K-SWUBR/L1.5 0.415 - 5 0219  0.273 5/16 R/IL WB[T1.51.5[] FTNA02205 TWO6P

2 Applicable inserts B72

+ Use left handed insert for right handed holder

SL (Sleeve)

a, b
. DCON-MS s
I f
OAH DCON-WS t =t T‘ ——————————— —
Fig.1
a, b ¢
- DCON-MS it
T R f
G :
‘ LF
Fig. 2
(mm)
. . Screw Wrench
Designation DCON-MS a b c DCON-WS OAH LF @ /ﬁ., Fig.

SL1603 16 5 - - 3 14 100 M3 HW15L
SL1604 16 5 6 - 4 14 100 M4 HW20L 1
SL1605 16 5 8 - 5 14 100 M4 HW20L
SL1606 16 5 6 6 6 14 100 M4 HW20L 5
SL1607 16 5 6 8 7 14 100 M4 HW20L
SL2008 20 5 10 10 8 18 100 M4 HW20L 5
SL2010 20 5 10 10 10 18 100 M5 HW20L

m This is metric size. We can also provide in inch type

% Fine tolerance and surface roughness
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Technical Information for KHP Coolant

KORLQY high pressure coolant

KHP Coolant

IS0 TURNING HOLDER Clamping screw ‘
» 300% increased productivity on Inconel machining compared |

to low pressure coolant system oI v
- Cooling, tool life, and chip control are improved by the high Koo Oil seal

volume coolant multi-directional injection system N . /

Water clamp N> ¢ _/‘
(HPCR-H)
..~

Water clamp plug
(KHA0505-NYLOCK)

n

1/8’ BSPP Adaptor @ f

(HPA3/8UNF1/8PF) !

% Adaptor and high pressure hose are sold separately.

D Features

- The optimal distance between the insert and the jet orifice and the ideal place of the jet orifice [ Max 300 bar ]
- Minimized coolant pressure loss due to streamlined design of internal path
- Easy to clamp an insert with the sliding clamp system ey (| PRl | DT
pressure pressure
4&% 50
) 70
60 300
50
The original position The position of Optimal position and Oval direct spray 70
of water clamp placing insert distance of spraying

Water clamp with a hole Water clamp with three holes

Injection through
three holes on
the rake surface
Spray to the upper
surface of insert
Spray to the bottom Injection on the
surface of insert bottom surface
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D How to use the water clamp

Technical Information for KHP Coolant B

) L " 2
. TN e b
. ' e
' \>»
Unscrew the clamping Move the water clamp to the Put an insert to the tip and seat Move the water clamp back
screw edge of the holderscrew the clamping screw to its original position
D Application range D Grade Line-up
HRSA (Inconel) | HRSA (Titanium) HRSA (Inconel)
= 0157 3 = 0197 E E 38
£ VP4 < Lt 2 2
& o118 g 0157 = 5 262
) = f5) <53
3 2 o118 g g
;5 0.079 = VP2 = = 197
= S 0079 Z E|
0.039 0.039 r — S
~ _VP1
0.004 0.008 0.012 0.016 0.004 0.008 0.012 0.016 0.020 [ ] ] ]
Feed, fn (ipr) Feed, fn (ipr) Continuous Light Heavy interrupted
cutting interrupted cutting
D How to clamp the KHP

3 types of installation systems makes clamping easy
< The banjo type hose provides wider area for machining than other types

Blank
HPB1/8PF

. | — =

Banjo screw
HPZ1/8PF

Blank
HPB1/8PF

Copper washer %
HPW1/8PF |

Banjo screw
HPZ1/8PF

Banjo screw
HPZ1/8PF

adaptor
HPA3/8UNF1/8PF

. -

adaptor
HPA3/8UNF1/8PF

Copper washer
HPW1/8PF

adaptor
HPA3/8UNF1/8PF

Copper washer
HPW1/8PF

% Blank including a fixed oil seal provides easy clamping
% Banjo screws provide easy clamping and clamping a holder to the turning machine with various types of blanks

Copper washer

Straight to straight (S-S)

Straight to banjo (S-B)

Copper washer
HPW1/8PF

Straight to banjo (B-B)

Copper washer
HPW1/8PF

Blank

HPW1/8PF HPB1/8PF

Screw the clamping screw

HRSA (Titanium)

E Z ®
Light Heavy interrupted
interrupted cutting

[Pic.1]

[Pic.2]

[Pic.3]
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B Technical Information for KHP Coolant

D Components of KHP coolant

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

Designation Shape I::gsfh prEé%Ere Blank | Adaptor sBcar:jv?: \?vggﬁz: Pic.
HPH3/8UNF-200-SET s s 7.87 inch - _ _ 1
HPH3/8UNF-250-SET CR———CS | 9.84inch
HPH3/8UNF1/8PF-200-SET s B 7.87 inch
HPH3/8UNF1/8PF-250-SET = =0 | gppen | 0| 0| TR TR R ?
HPH1/8PF-200-SET B B 7.87 inch
HPH1/8PF-250-SET O ——— 9.84 inch _ 2| o ’

D KHP coolant parts
Division Designation Shape
G1/8(PF1/8) UNF3/8

Adaptor HPA3/8UNF1/8PF ="

G1/8(PF1/8)

fi=

Banjo screw HPZ1/8PF

A7
Blank HPB1/8PF W - %@
G1/8(PF1/8)

Copper washer HPW1/8PF

Interneral ©0.394

2 KHP coolant high pressure hose

High pressure hose shape Length S B
UNF3/8 UNF3/8 7.87 inch
Straight to straight
(HPH3/8UNF) S ér —_——————— % S . UNF3/8
9.84 inch
UNF3/8 Internal @10 7.87 inch
Straight to banjo
(HPH3/8UNF1/8PF) S e B . UNF3/8 Internal 00.394
9.84 inch
Banjo to banjo Internal @10 Internal @10 7.87inch
(HPH1/8PF) B @7 - . @ B o5t et - Internal 00.394
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KHP Coolant
PCLNR/L T B
95° - &
LH " ~ow
T 95°
HFE H * R type holder
CNLILI
(inch)
Designation LH LF WF HF B H HAND Applicable insert
PCLNR/L 16-4D-KHP 1.34 5 1.26 1 1 1 RIL
20-4E-KHP 1.34 5 1.57 1.25 1.25 125 RIL CNLasH
Lever Screw Shim Ship pin Shim Pin Punch Clamp Clamping screw 0il seal Plug Wrench
Part S
& © [ S & F -
PCLNR/L 16-4D-KHP KHA0404- HW20L
20-4E-KHP LVAN VHX0820N SC42N SPAN LSPS4 HPCR/L-H MHB0415 HPO7S NYLOCK HW30L
2 Applicable inserts B5 ~ B12
PDJNR/L
}s‘/‘j" WF ® °
lm@'w
el LF
93°
" " * R type holder
DNLI]
(inch)
Designation LH LF WF HF B H HAND Applicable insert
PDJNR/L  16-3D-KHP 1.65 5 1.27 1 1 1 RIL DNLICI33[]
16-4D-3-KHP 1.65 5 1.27 1 1 1 R/L DNLI[J43[]
16-4D-4-KHP 1.65 5 1.27 1 1 1 R/L DNLI[J44[]
Lever Screw Shim Ship pin  Shim Pin Punch  Clamp Clamping screw il seal Plug Wrench
Part
B 0D < &9 o e
PDJNR/L 16-3D-KHP LV3AN  VHX0617N  SD32N SP3 LSPS3  HPCR/L-H MHB0415  HPO7S  KHAO404-NYLOCK  HW20L, HW25L, HW30L
16-4D-3-KHP LVABN  VHX0821N  SD43N SPAN LSPS4  HPCRA-H MHB0415 HPO7S  KHA0404-NYLOCK HW20L, HW30L
16-4D-4-KHP LVABN  VHX0821N ~ SD42N SPAN LSPS4  HPCRA-H MHB0415  HPO7S  KHAO404-NYLOCK HW20L, HW30L
9 Applicable inserts B13 ~ B18
SSNR/ @ i« : :
M LH ‘ - ©
LF 5
. 4 5 o
HF H * Rype holder
SNLIL] S
(inch)
Designation LH LF WF HF B H HAND Applicable insert
PSSNR/L  16-4D-KHP 1.4 5 1.35 1 1 1 RIL SNOJ[1430]
Lever Screw Shim Ship pin  Shim Pin Punch Clamp Clamping screw  Oil seal Plug Wrench
Part
& B < & ¢ o~
PSSNR/L  16-4D-KHP LV4N VHX0821 SS42N SPAN LSPS4  HPCR/L-3H MHB0415  HPO7S ~ KHAO404-NYLOCK  HW20L, HW30L

%) Applicable inserts B20 ~ B28
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B KHP Coolant

PWLNR/L

95°
LH

LF

-—

— 9 5 o
r : * R type holder
WNLIC]
(inch)
Designation LH LF WF HF B H HAND Applicable insert
PWLNR/L 16-4D-KHP 1.3 5 1.27 1 1 1 R/L
WN 4.
20-4E-KHP 1.3 5 1.55 1.25 1.25 1.25 R/L s
Lever Screw Shim Ship pin Shim Pin Punch Clamp Clamping screw 0Oil seal Plug Wrench
Part ) D
& B < & e
PWLNR/L 16-4D-KHP KHAQ404- HW20L
20-4E-KHP LV4N VHX0820N SW42N SP4AN LSPS4 HPCR/L-H ~ MHB0415 HPO7S NYLOCK HW30L
2 Applicable inserts B39 ~ B46
WF B
>
LH ‘ - A
LF
_ & F
* R type holder
HF H
RCGT -
(inch)
Designation LH LF WF HF B H HAND Applicable insert
SRGCR/L 16-4D-KHP - 5 1.24 1 1 1 R/L RCGT43M0
Screw Shim Shim Screw Clamp Clamping screw 0il seal Wrench
Part
o P T, & 57
SRGCR/L 16-4D-KHP FTGA03512 SR12S SHXNO509F HPCR/L-3H MHB0415 HPO7S HW15P, HW30L, HW35L
2 Applicable inserts B54, B77
O
o 93°
LH
== :
93°
HF H * Rtype holder
vBLI[]
(inch)
Designation LH LF WF HF B H HAND Applicable insert
SVJBR/L 16-3D-KHP 1.83 5 1.28 1 1 1 R/L VB[[J33[]
Screw Shim Shim Screw Clamp Clamping screw 0il seal Wrench
Part
® = » & & ST~
SVJBR/L 16-3D-KHP FTGA03512 SV328 SHXNO509F HPCR/L-H MHB0415 HPO7S HW15P, HW30L, HW35L

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

Auto tools (KHP)

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

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

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

D Structure of holder

Injection on
thenoseR |

Injection on the main Quick adaptor
cutting edge (HPAQ5/16UNF)

Quick hose
(HPHZ5/16UNF3/8UNF-500)

. ~.
Plug 1 =¥
(KHA5/16UNF-NYLOCK) N

Quick clamping
system of adapter
and hose o

% Quick adapter and quick hose are sold separately

Plug 2
(KHA5/16UNF-NYLOCK)

D Parts
. : Q clamping | S clamping
Shape Configuration Length dimensions | dimensions
HPHZ5/16UNF3/8UNF-500 UNE3/8
Quick to A i R
straight = " a B° M S | 19.7inch UNF5/16
HPAQ5/16UNF
Quick adaptor 1\; 0.7 inch UNF5/16
UNF5/16 /
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B Technical information for Auto Tools (KHP)

D Features
— Injection nozzle

2 pointed injection - Optimal coolant nozzle size
with different angles - Exact injection point of the major
cutting edge and nose R

| @ 1 - Improved chip control due to height
. difference of injection

[ Max 300 bar ]

The minimum | The maximum

Workpiece
pressure pressure

100
120
110 300
100 )
120 i

9 Parts

Division Designation Shape

G1/8(PF1/8) UNF3/8

L3

Adaptor HPA3/8UNF1/8PF

Blank HPB1/8PF ﬁ H@@
G1/8(PF1/8)

x~“\wu\|!===
ick adaptor HPAQ5/16UNF i
Qui P B el N
UNF5/16 QuIcK
D High pressure hose
Q clamping S clamping
LI longth dimensions dimensions
Quick to straight UNF3/8
uick to straig Vo ) )
(HPHZ5/16UNF3/8UNF-500) Q B @ S 19.7 inch UNF5/16
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Auto Tools (KHP)

SCLCR/L

3-UNF5/16"X0.7
o

)
] 5
&
-
LF
5 ; 95°
HF () H * R type holder
ccaT t
(inch)
Applicable Screw Plug Wrench
Designation LH LF WF HF B H  HAND insert @ y
SCLCR/L 08-X3A-KHP 0.827 41/2 0.500 0.500 12 12 R/IL ccT32.50] FTKA0410 KHA0404-NYLOCK TW15P
2 Applicable inserts B44 ~ B48, B75
SDJCR/L oz B
‘
93° N L ey
5 Il
o : ] o
S— 93
AR @ N g * Riype holder
DCOT
(inch)
Applicable Screw Plug Wrench
Designation LH LF WF HF B H HAND insert @ y
SDJCR/L 08-X2A-KHP 0.827 41/2 0.500 0.500 12 12 R/L DC[]T21.5[] FTKA02565 KHA0404-NYLOCK TWo7P
08-X3A-KHP 1.173  41/2 0.551 0.500 12 1/2 R/L DCLIT32.50] FTKA0408 KHA0404-NYLOCK TW15P
%) Applicable inserts B50 ~ B53, B76
SVJCR/L pcun
U] —
WF @) 25 ~ Ll e
93° e\ *
LH
LF
‘ = 93°
HF ( ) : i * Rtype holder
vCU]
(inch)
Applicahle Screw Plug Wrench
Designation LH LF WF HF B H HAND insert @ y
SVJCR/L 08-X2A-KHP 1.024 41/2 0.500 0.500 1/2 12 R/L VCLT22[] FTKA02565 KHA0404-NYLOCK TWOo7P
08-X12A-KHP 1.024 41/2 0.500 0.500 12 12 R/L | VCJ[1203[J] | FTKA02565 KHA0404-NYLOCK TWo7P

%) Applicable inserts B68 ~ B70, B81
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B Technical Information for Save Turn

Economical small insert with powerful cutting performance

Save Turn

- Strongly recommended turning insert for machining smaller diameter than #3.937 inch
- Small but powerful and economical insert which performs the same like standard-sized inserts under
the depth of cut of 0.118 inch

2 Features

Comparison of insert sizes

0.500 inch

0.187 inch I

[ Standard type |

i 0.187 inch |

[Save Turn]

» Optimized size of the same performance like the standard type

D Features of chip breaker

Comparison of cutting performance

A
[Save Turn]
The same
cutting
performance
[ Standard type ]
v

——J—Lf Depth of cut,ap = 0.118 inch

» Performs the same like standard type inserts under
the depth of cut of 0.118 inch

D Application area of chip breaker

Insert shape

Cutting edge

Features

« For finishing steel

« Efficient chip breaking and low cutting resistance
« Various application available at low depth of cut
» Recommended depth of cut: 0.020~0.098 inch

« For medium cutting of steel
« 4dots for improved chip control in medium
cutting to finishing
« Stable chip evacuation at high depth of cut
« Stable tool life due to lower cutting loads at high feed
» Recommended depth of cut: 0.020~0.157 inch

g ) g}
5 o g ol —
g o157 3 0157
2 5
;% 0.118 ;% 0.118
0.079 0079
0.039 0.039

0.004 0.008 0.012 0.016 0.004 0.008 0.012 0.016

feed, fn (ipr) feed, fn (ipr)

+ For medium cutting of stainless steel
« Limits plastic deformation caused by heat

« Stable tool life thanks to the balanced cutting
performance and toughness

« Stable chip flow at high speeds and feeds
» Recommended depth of cut: 0.020~0.197 inch

VQ : Depth of cut, ap = 0.020~0.098 inch / feed, fn = 0.002~0.012 ipr
MP : Depth of cut, ap = 0.020~0.157 inch / feed, fn = 0.006~0.016 ipr
MM : Depth of cut, ap = 0.020~0.197 inch / feed, fn = 0.004~0.016 ipr
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Save Turn Inserts B

9 Insert
Coated Dimensions (inch) Cutting condition
§ Inserts Designation LPRI2L88 ap fn Configuration
= SSB3555 IC RE S LE D1 HAND H .
OOOO0OOD (inch) (ipr)
2222220
CNMG-VQ CNMG 332-Va ° 0.375 1/32 3/16 0.381 1/8 0.020~0.098 | 0.003~0.012
: 333-va 0.375 3/64 3/16 0.381 1/8 0.020~0.098 | 0.004~0.012
CNMG-MP CNMG 331-MP 0.375 1/64 3/16 0.381 1/8 0.020~0.157 | 0.004~0.016 o S
§ 332-MP 0.375 1/32 3/16 0.381 1/8 0.020~0.157 | 0.006~0.016 .
o ‘ 333-MP 0.375 3/64 3/16 0.381 1/8 0.020~0.157 | 0.006~0.018
CNMG-MM CNMG 331-MM 0.375 1/64 3/16 0.381 1/8 0.020~0.197 | 0.003~0.012
332-MM 0.375 1/32 3/16 0.381 1/8 0.020~0.197 | 0.004~0.016
i 333-MM 0.375 3/64 3/16 0.381 1/8 0.020~0.197 | 0.005~0.018
G DNMG 33.52-VQ 0.375 1/32 7/32 0.458 1/8 0.020~0.098 | 0.003~0.012
DNM I VR 33.53-VQ 0.375 3/64 7/32 0.458 1/8 0.020~0.098 | 0.004~0.012
DNMG 33.51-MP 0.375 1/64 7/32 0.458 1/8 0.020~0.157 | 0.004~0.016
g DNMG-MP 33.52-MP 0375 1/32 7/32 0458 1/8 0.020~0.157 | 0.006~0.016
A ‘ 33.53-MP 0.375 3/64 7/32 0.458 1/8 0.020~0.157 | 0.006~0.018
DNMG 33.51-MM 0.375 1/64 7/32 0.458 1/8 0.020~0.197 | 0.003~0.012
33.52-MM 0.375 1/32 7/32 0.458 1/8 0.020~0.197 | 0.004~0.016
33.53-MM 0.375 3/64 7/32 0.458 1/8 0.020~0.197 | 0.005~0.018
SNMG-VQ SNMG 332-VQ o 0.375 1/32 3/16 0.375 1/8 0.020~0.098 | 0.003~0.012
e 333-VQ 0.375 3/64 3/16 0.375 1/8 0.020~0.098 | 0.004~0.012
SNMG-MP SNMG 331-MP 0.375 1/64 3/16 0.375 1/8 0.020~0.157 | 0.004~0.016 O
% 332-MP 0.375 1/32 3/16 0.375 1/8 0.020~0.157 | 0.006~0.016 © N\ —
IC D1
n 334-MP 0.375 1/16 3/16 0.375 1/8 0.020~0.157 | 0.006~0.018 Y 7
Re /T E 7
SNMG-MM |[SNMG 331-MM 0375 1/64 3/16 0375 1/8 0.020~0.197 | 0.003~0.012
) 332-MM 0.375 1/32 3/16 0.375 1/8 0.020~0.197 | 0.004~0.016
333-MM 0.375 3/64 3/16 0.375 1/8 0.020~0.197 | 0.005~0.018
WNMG-VQ WNMG 331-VQ 0.375 1/64 3/16 0.256 1/8 0.012~0.078 | 0.002~0.012
y 332-VQ 0.375 1/32 3/16 0.256 1/8 0.020~0.078 | 0.003~0.012
é 333-va 0.375 3/64 3/16 0.256 1/8 0.020~0.078 | 0.004~0.012
WNMG-MP WNMG 331-MP [(e e e o 0.375 1/64 3/16 0.256 1/8 0.020~0.138 | 0.004~0.016
[-+]
s 332-MP (e e e o0 o 0.375 1/32 3/16 0.256 1/8 0.020~0.138 | 0.006~0.016
= é 333-MP 0.375 3/64 3/16 0.256 1/8 0.020~0.138 | 0.006~0.018
WNMG-MM WNMG 331-MM 0.375 1/64 3/16 0.256 1/8 0.020~0.157 | 0.003~0.012
\ 332-MM e o 00375 1/32 3/16 0.256 1/8 0.020~0.157 | 0.004~0.016
A 333-MM ° 0.375 3/64 3/16 0.256 1/8 0.020~0.157 | 0.005~0.018
@ : Stock item
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B Save Turn Holders

PCLNR/L

WF
@©

-
LF
95°
|:| D HF H * Rtype holder
CN
(inch)
Designation m i o 5 B . T Applicable Shim ShimPin ~ Wrench  Shim Pin Punch
insert EB 7 %
PCLNR/L 10-3A-3N 0787 4 0787 0625 58 58 RL
12-3B-3N 1.000 41/2 1.000 0.787 3/4 3/4  RL | CNOO33L VHX0617N SC32N  SP3  HW25L  LSPS3
16-3D-3N 1.063 6 1.250 1.000 1 1 RIL
2 Applicable inserts B154
PCBNR/L Sy B
s o
75° -
LH
LF
75°
CN |:| D HFE H * R type holder
(inch)
D o m i o 5 B . T Applicable Shim ShimPin ~ Wrench  Shim Pin Punch
9 insert EB 7 %
PCBNR/L 12-3B-3N 1.063 41/2 0669 0787 3/4 3/4 RL
16-3D-3N 1142 6 0.866 1.000 1 1 RIL CNI33] VHX0617N  SC32N SP3 HW25L  LSPS3
2 Applicable inserts B154
PDJNR/L ) :
©
- w
LF
W 93°
DN |:| D HF H * Rtype holder
(inch)
= Shim ShimPin ~ Wrench  Shim Pin Punch
. . Applicable
Designation LH LF WF HF B H HAND —— @ EB /\ %
PDJNRL 12-3B-3.5N 1.000 41/2 1000 0787 3/4 3/4 RL
16-3D-35N 1181 6 1260 1.000 1 1 RIL DNCI133.5000] VHX0617N  SD32N SP3 HW25L  LSPS3

2 Applicable inserts B154
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Save Turn Holders B

PDNNR/L 2
<o S B
©
63° - y
LH
LF
Rus] 63°
DNCIC HF H * Rtype holder
(inch)
Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation LH LF WF HF B H  HAND insert @ P a %
PDNNR/L 12-3B-3.5N 1181 41/2 1000 0787 3/4 3/4 RL
. LV3AN
16-3D-3.5N 1181 6 1260 1.000 1 1 RIL DN[JJ33.50] VHX0617N  SD32N SP3 HW25L  LSPS3
2 Applicable inserts B154
PDONR/L T B
©
107.5° -
LH
LF
107.5°
DN DD W H;l H [ * R type holder
(inch)
Applicable Lever Shim ShimPin ~ Wrench  Shim Pin Punch
Designation LH LF WF HF B H HAND i— & fa ’/\ %
PDQNR/L 12-3B-3.5N 1181 41/2 1000 0787 3/4 3/4 RL
. LV3AN  VHX
16-3D-3.5N 1181 6 1260 1.000 1 1 RIL DNLII33.500] 3 0617N  SD32N SP3 HW25L  LSPS3
2 Applicable inserts B154
PSBNR/L B :
</75: - 9
LH
LF
; 75°
SNEH:] W HF H * R type holder
(inch)
. Applicable Lever Screw Shim ShimPin  Wrench  Shim Pin Punch
Designation LH LF WF HF B H HAND nee & @ /\ %
PSBNR/L 12-3B-3N 1.000 41/2 0669 0787 3/4 3/4 RL
LV3AN  VHX0617N 2N
16-3D-3N 1,000 6 0.866 1.000 1 1 RIL SNLII33L] 3 06 SS3 SP3 HW25L  LSPS3

2 Applicable inserts B154
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B Save Turn Holders

PSDNN

i

HF

LF

45°

SNLIC]
(inch)
. . Applicable Shim ShimPin ~ Wrench  Shim Pin Punch
Designation LH LF WF HF B H HAND i EB /\ %
PSDNN 12-3B-3N 1.000 4172 0669 0787 3/4 34 N
16-3D-3N 1.000 6 0.866 1.000 1 1 N SNCICI33] SS32N SP3 HW25L  LSPS3

2 Applicable inserts B154

PSKNR/L WF *
I o
LF
: F 75°
SN |:| D ’7% HE * R type holder
(inch)
. . Applicable Shim ShimPin ~ Wrench  Shim Pin Punch
Designation LH LF WF HF B H HAND —— EB “/\ %
PSKNR/L 12-3B-3N 1.000 41/2 0669 0787 3/4 3/4 RL
16-3D-3N 1,000 6 0,866 1.000 1 1 RIL SNLII33LIC] SS32N SP3 HW25L  LSPS3

2 Applicable inserts B154

PSSNR/L & *
O
T 4s <32
LH
LF
ﬁﬁ; 45°
SNDD ’—Q% HF * R type holder
(inch)
. . Applicable Shim ShimPin ~ Wrench  Shim Pin Punch
Designation LH LF WF HF B H HAND —— EB “/\ %
PSSNR/L 12-3B-3N 1.000 41/2 0669 0.787 3/4 3/4 R/IL
s3]
16-3D-3N 1000 6 086 1000 1 1 RL | N8 SSSN SRS HWZSL - LSPS3

2 Applicable inserts B154
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Save Turn Holders/Boring Bars

PWLNR/L

LF

95°
* R type holder
WNLICI “F[ i
(inch)
- Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation IW LF WF HF B H Hanp| Applicable ) D
PWLNR/L 10-3A 0.787 4 0.750 0.625 5/8 5/8 R/L
12-3B 0.787 41/2 1.000 0750 3/4 3/4 R/L WNLCICI33JC] | LV3AN  VHX0B17N  SS32N SP3 HW25L  LSPS3
16-3D 0.787 6 1.250 1.000 1 1 R/L
9 Applicable inserts B154
DCON-MS
PCLNR/L
AN e -
\ &% \/\/Fl ’
OHN H
LF
- * Rtype holder
CNOO &
(inch)
i i Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation DMIN OHN LF WF H DCON-MS HAND i & \”\\\ @ /\ %
S$20Q-PCLNR/L-3-3N 1.000 1969 7 0512 0709 11/4 R/IL V3B VHX0512B - - HW20L -
S25R-PCLNR/L-3-3N 1260 1969 8 0.669 0.906 1 R/L | CNOII33CI] V3B VHX0512B  SC32N  SP3 HW20L  LSPS3
§32S-PCLNR/L-3-3N 1575 1969 10 0.866 1.181 2 R/IL V3N VHX0617N  SC32N  SP3  HW25L  LSPS3
2 Applicable inserts B154
PDUNR/L
950~ o ‘
aloe
OHN H
LF
93°
A T
Y * Rtype holder
DNOIC o — w
(inch)
i i Applicable Lever Shim ShimPin ~ Wrench  Shim Pin Punch
Designation DMIN OHN LF WF H  DCON-MS HAND insert & fa a %
S$32S-PDUNR/L-3-3.5N 1.575 1.181 8 0866 1.181 1 R/L
DN . LV3AN  VHX0617N  SD32N SP3 HW25L  LSPS3
S40T-PDUNR/L-3-3.5N 1969 1969 12 1063 14%6 212 RL | > oot

2 Applicable inserts B154
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B Save Turn Boring Bars

PDZNR/L

DCON-MS

T D)
S ®
°193°
N
OHN
LF
93°
%—//A i * Rtype holder
DN[I[] = I i
(inch)
. . Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation DMIN OHN LF WF H DCON-MS HAND insert @ V a %
S$32S-PDZNR/L-3-3.5N 1.575 1.181 8 0.866 1.181 1 R/L
. LV3AN  VHX0617N  SD32N SP3 HW25L  LSPS3
S40T-PDZNR/L-3-35N 1969 1969 12 1063 1496 212 RL O o8
2 Applicable inserts B154
oMIN DCON-MS
YN, 7= ey
/ WFI @© P
H
OHN
LF
o
= ‘ :‘ -Rtyme7hiier
SNOIC] il
(inch)
. . Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation DMIN OHN LF WF H DCON-MS HAND insert & < EB “/\ %
S25R-PSKNR/L-3-3N 1.260 1.260 8 0.669 0.906 1 R/L SNOO33000 V3B VHX0512B - - HW20L -
S$32S-PSKNR/L-3-3N 1575 1260 10 0.866 1.181 2 R/L LV3N  VHX0617N  SS32N - HW25L  LSPS3
2 Applicable inserts B154
PWLNR/L o NV
1
al T
95°
WN |:| D * R type holder
(inch)
. . Applicable Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation DMIN OHN LF WF H DCON-MS HAND insert <P @ “/\ %
S$12S-PWLNR/L3 0930 1574 10 0.500 0.671 3/4 R/L V3B VHXO512B _ B B
S16T-PWLNR/L3 1200 1575 12 0.640 0.921 1 R/L | WNOII33
S20U-PWLNR/L3 1470 1772 14 0765 1.171 11/4 R/L V3B VHX0617B  SW317 SP3 HW25L  LSPS3

2 Applicable inserts B154
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Technical Information for Auto Tools B
Excellent for precision machining

Auto Tools

- High precision machining of small parts and complex forms, etc.
- High quality products through stable machining
- Exclusive insert for automatic lathes

D Type
1SO Blade Multi utility MGT MSB tools
e
) Application @Parting @ Back turning @ Grooving © Threading
example

B o ——

@Parting @ Back turning @ Grooving @@ External © Threading
turning

D Index
Specification @ Parting and Grooving @ Back turning

Holder SXGNR/L SXGNR/L SBHR/L SBHR/L MGEHR/L KGEHR/L SXGNR/L SXGNR/L SBHR/L

Insert SG SC SBG SBC MGMN KGMN SB SGB SBB
Holder size 0.39~0.79inch 0.39~0.79inch 0.39~0.63inch 0.39~0.63inch 0.39~0.63inch 0.39~0.63inch 0.39~0.79inch 0.39~0.79inch 0.39~0.63inch

Insert

shape

Cutting width| 0.04~0.12inch 0.04~0.12inch 0.03~0.08inch 0.03~0.08inch 0.06~0.10inch 0.06~0.10inch 0.08~0.16inch 0.08~0.12inch 0.13inch
DMAX @0.71 @0.71 20.63 20.63 @1.26 @1.26 Tmax 0.32 Tmax 0.34 Tmax 0.32
Page B180 B180 B177 B177 C50 C31 B180 B180 B177

Specification © Threading Specification O External turning and Copy machining @ External turning and Facing

Holder SXGNR/L SBHR/L Holder SDJCR/L SDNCN SVJBR/L SVJCR/L SCACR/L SCLCR/L STACR/L
Insert ST SBT Insert DCT DCLIT VBT veoT ccor ccoT TCOT
Holder size | 0.39~0.79inch | 0.39~0.63inch Holder size | 0.32~0.63inch | 0.32~0.63inch | 0.39~0.63inch | 0.39~0.63inch | 0.32~0.63inch | 0.32~0.63inch | 0.32~0.39inch

Insert Insert '
shape shape
Pitch ranges Pitch ranges
Feature 0.02~0.06 / 0.01~0.06 / Feature Offset “0” Offset “0”
0.06~0.12 0.04~0.08
Page B180 B177 Page B115 B115 B119 B120 B168 B168 \ B169
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B Technical Information for Auto Tools (ISO)

Auto tools (ISO)

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

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

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

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

D Code system (ISO type)

1 03 01 M F

) ! ! ! ! )
Insert shape Tolerance Cutting edge length, Nose radius Condition of cutting edge Chip breaker
diameter of F: Sharpe
inscribed circle E: Honed
T: Land
S: Honed land
Relief angle Cross section type Height of Tolerance of nose R Hand
cutting edge M: Minus R: Right
L: Left
N: Neutral

2 VP1/MS/FS chip breaker

« Exclusive chip breaker for hard-to-cut materials such as titanium alloy, Inconel, stainless steel, etc.
« Minimized cutting heat by reducing contact area between chips and rake surface with the use of high positive blade

» Hard cutting edge for medium cutting « Good surface finish for medium cutting - For finishing (for surface roughness)
- Optimal width of chip breaker by each depth « Preventing welding in titanium machining - 18t recommended chip breaker for chip control
of cuts realizes wide workpiece machining - Increasing chip evacuation in high feed - Better surface roughness, surface finish and
machining chip control

« Protecting cutting edge due to structure for
good chip evacuation

2D KF/KM chip breaker, ground type for grooving

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

« For finishing « For medium cutting to finishing

» Low cutting loads with sharp cutting edges « Better chip flow due to wide chip pockets

« Longer tool life due to lower chip evacuation « Longer tool life and better cutting action due
resistance at high speed to improved chip evacuation

« Excellent surface roughness - Excellent surface roughness

161 @ Turning



Auto Tools (IS0) B

D Applicable insert
Coated Uncoated Dimensions (inch)
Picture Designation S8 gw Configuration
2% 55 -~ HE RE S LE AN D1 HAND
ERRE 2
1.210.1R-KF ° ° 0138 0001 0055 0142 7 0075 R
1.210.2R-KF ° ° 0138 0004 0055 0138 7 0075 R
1.210.5R-KF ° ° 0138 0008 0055 0138 7 0075 R
1.211R-KF ° ° 0138 0016 0055 0138 7 0075 R
1.510.1R-KF ° ° 0169 0001 007 0173 7 0091 R
1.510.2R-KF ° ° 0169 0004 007 0173 7 0091 R
1.510.5R-KF ° ° 0169 0008 007 0169 7 0091 R
1.511R-KF ° ° 0169 0016 007 0169 7 0091 R
21.50.1R-KF 001 0001 0004 0.01 7 0004 R
21.50.2R-KF 14 1/256  3/32 0252 7 7/64 R
21.50.5R-KF 14 1128  3/32 0244 7 7/64 R
32.50.1R-KF 0015 0001 0006 0015 7 0007 R
32.50.2R-KF 3/8 1/256 5/32 0378 7 11/64 R
CCCI-KF 32.50.5R-KF 38 1128 532 0362 7 11/64 R
1.210.1L-KF ° ° 0138 0001 0055 0142 7 0075 L
1.210.2L-KF ° ° 0138 0004 0055 0138 7 0075 L
Finishing 1.210.5L-KF ° ° 0138 0008 0055 0138 7 0075 L
(Figh precision) 1.211L-KF ° ° 0.138 0016 0055 0138 7 0075 L
1.510.1L-KF ° ° 0169 0001 007 0173 7 0091 L
1.510.2L-KF ° ° 0169 0004 007 0173 7 0091 L
1.510.5L-KF ° ° 0169 0008 007 0169 7 0091 L
1.511L-KF ° ° 0169 0016 007 0169 7 0091 L
21.50.1L-KF 001 0001 0004 0.01 7 0004 L
21.50.2L-KF 14 1/256  3/32 0252 7 764 L
21.50.5L-KF 14 1128 3/32 0244 7 764 L
32.50.1L-KF 0015 0001 0006 0015 7 0007 L
32.50.2L-KF 3/8 1/25 5/32 0378 7  11/64 L
32.50.5L-KF 38 11128 5/32 0362 7  11/64 L
21.50.13MFR-KF 14 <1/512 3/32 026 7 7/64 R
21.50.2MFR-KF ° 1/4  <1/256 3/32 0252 7 7/64 R
21.50.5MFR-KF ° ° 14 <1128 3/32 0244 7 7/64 R
32.50.13MFR-KF 38 <1/512 532 038 7 11/64 R
CCGT-KF 32.50.2MFR-KF ° ) 3/8 <1/256 5/32 0.378 7 11/64 R
32.50.5MFR-KF ° 38 <1128 532 0362 7 11/64 R
21.5.13MFL-KF 14 <1/512 3/32 026 7 764 L
21.50.2MFL-KF ° 1/4  <1/256 3/32 0252 7 764 L
Finshing 21.50.5MFL-KF ° ° 14 <1128 3/32 0244 7 764 L
(Ulra igh precision) |~ 39 50,1 3MFL-KF 38 <1/512 5/32 038 7  11/64 L
32.50.2MFL-KF ° 3/8 <1/256 5/32 0378 7  11/64 L
32.50.5MFL-KF ° ° 38 <1128 532 0362 7  11/64 L
21.50.1R-KM ° ° 001 0001 0004 0.01 7 0004 R
21.50.2R-KM 001 00002 0004 0.01 7 0004 R
21.50.5R-KM ° ° 001 00003 0.004 0.01 7 0004 R
21.51R-KM ° ° 001 0016 0004 0.01 7 0004 R
32.50.1R-KM ° ° 0015 0001 0006 0015 7 0007 R
32.50.2R-KM ° 0015 00002 0006 0015 7 0007 R
CCGT-KM | 32.50.5R-KM ° ° 0015 00003 0006 0014 7 0007 R
32.51R-KM ° ° 0015 0016 0006 0014 7 0007 R
° 21.50.1L-KM ° ° 001 0001 0004 0.01 7 0004 L
21.50.2L-KM ° ° 001 00002 0004 0.01 7 0004 L
Meﬂgwgpegggnf;mg 21.50.5L-KM ° ° 001 00003 0004 0.01 7 0004 L
21.51L-KM ° ° 001 0016 0004 0.01 7 0004 L
32.50.1L-KM ° 0015 0001 0006 0015 7 0007 L
32.50.2L-KM ° 0015 00002 0006 0015 7 0007 L
32.50.5L-KM ° ° 0015 00003 0006 0014 7 0007 L
32.51L-KM ° ° 0015 0016 0006 0014 7 0007 L
@ : Stock item
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B Auto Tools (IS0)

D Applicable insert
Coated Uncoated Dimensions (inch)
Picture Designation S8 gw Configuration

PR BB = Ic RE S LE AN D1 HAND
O O O O o
o o oo I

21.50.13MFR-KM ° ° 174  <1/512 3/32 026 7 7/64

21.50.2MFR-KM ° ° 1/4  <1/256 3/32 0252 7 7/64

21.50.5MFR-KM ° ° 14 <1128 3/32 0244 7 7/64

CCET-KM | 32.50.13MFR-KM ° ° 3/8 <1/512 5/32 0386 7  11/64
32.50.2MFR-KM ° ° 3/8 <1/256 5/32 0378 7  11/64
32.50.5MFR-KM ° ° 3/8 <1/128 5/32 0362 7  11/64
21.50.13MFL-KM ° ° 1/4  <1/512 3/32 026 7 7/64

Medium to finishing | 21.50.2MFL-KM ° ° 1/4  <1/256 3/32 0252 7 7/64

(Utrahighprecison) | 4 50,5MFL-KM ° ° 14 <1128 3/32 0244 7 7/64
32.50.13MFL-KM ° ° 3/8 <1/512 5/32 0386 7  11/64
32.50.2MFL-KM ° ° 3/8 <1/256 5/32 0378 7  11/64
32.50.5MFL-KM ° ° 3/8 <1/128 5/32 0362 7  11/64
21.50.2-FS ° ° 1/4 <0004 3/32 0248 7 7/64

CCGT-FS | 21.50.5-FS ° ° 1/4 <0.008 3/32 0244 7 7/64
21.51-FS ° ° 14  <1/64 3/32 0236 7 7/64
32.50.2-FS ° ° 3/8 <0004 5/32 0386 7  11/64

Frishing 32.50.5-FS ° ° 3/8 <0008 5/32 0378 7  11/64

Hohpecsor) | 32-51-FS ° ° 38 <1/64 5/32 0362 7  11/64
32.52-FS ° ° 38 <1/32 5/32 0346 7  11/64
21.50.2MFN-FS 1/4 <0004 3/32 0248 7 7/64

CCGT-FS | 21.50.5MFN-FS 1/4 <0008 3/32 0244 7 7/64
21.51MFN-FS 14 <1/64 3/32 0236 7 7/64
32.50.2MFN-FS 3/8 <0004 5/32 0386 7  11/64

Fristing 32.50.5MFN-FS 3/8 <0008 5/32 0378 7  11/64

Unnaigh precsor) | 32.51MFN-FS 38 <1/64 5/32 0362 7  11/64
32.52MFN-FS 3/8 <1/32 5/32 0346 7  11/64

CCGT-MS | 32.50.2-MS ° ° 3/8 <0004 5/32 0386 7  11/64
32.50.5-MS ° ° 3/8 <0008 5/32 0378 7  11/64
32.51-MS ° ° 3)8 <1/64 5/32 0362 7  11/64

Medium cutting

(High precision)

CCGT-MS | 32.50.2MFN-MS ° ° 3/8 <0004 532 0386 7 1164 N
32.50.5MFN-MS ° ° 3/8 <0008 532 0378 7 11664 N
32.51MFN-MS ° ° 3/8 <1/64 532 0362 7 1164 N

Medium cutting

(Uttra high precision)

CCGT-vP1 | 21.50.2-VP1 e o 0 0 o /4 1/256  3/32 0.6 7 7/64 N
21.50.5-VP1 o o 0 o 1/4 11128  3/32 0252 7 7/64 N

. 21.51-VP1 e o 0 0 o 174 1/64  3/32 0244 7 7/64 N
32.50.2-VP1 e © © o © | 38 1/25 532 0386 7 11/64 N

Finishing 32.50.5-VP1 o o 0 o 3/8 1128 5/32 0378 7  11/64 N

(Highprecision) | 39 51-VP1 e o 0 0 © | 38 1/64 532 0362 7  11/64 N

CCGT-VP1 | 21.50.2MFN-VP1 ° 1/4  <1/256 3/32 0.6 7 7/64 N
21.50.5MFN-VP1 ° ° 1/4 <1128 3/32 0252 7 7/64 N

. 21.51MFN-VP1 ° 174 <1/64 3/32 0244 7 7/64 N
32.50.2MFN-VP1 ° ° 3/8 <1/256 5/32 0386 7 11/64 N

Finishing 32.50.5MFN-VP1 ° ° 3/8 <1/128 5/32 0378 7  11/64 N

WUtrahigh precision) |39 51 MFN-VP1 ° ° 3/8 <1/64 532 0362 7 1164 N
21.50.1R-KF ° ° 025 0001 0094 0307 7 0004 R
21.50.2R-KF ° 025 0004 0094 0307 7 0004 R
21.50.5R-KF ° ° 025 0008 0094 0307 7 0004 R
21.51R-KF ° ° 025 0016 0094 0307 7 0004 R
32.50.1R-KF ° ° 0375 0001 0156 0457 7 0007 R
32.50.2R-KF ° ° 0375 0004 0156 0457 7 0007 R

DCGT-KF "33 50, 5R-KF e oo 0375 0008 0156 0457 7 0007 R
32.51R-KF ° ° 0375 0016 0156 0457 7 0007 R

Fring 21.50.1L-KF ° ° 025 0001 0094 0307 7 0004 L

tighprecsor) | 21.50.2L-KF ° 025 0004 0094 0307 7 0004 L
21.50.5L-KF ° 025 0008 0094 0307 7 0004 L
21.51L-KF ° ° 025 0016 0094 0307 7 0004 L
32.50.1L-KF ° ° 0375 0001 0156 0457 7 0007 L
32.50.2L-KF ° 0375 0004 0156 0457 7 0007 L
32.50.5L-KF ° ° 0375 0008 0156 0457 7 0007 L
32.51L-KF ° ° 0375 0016 0156 0457 7 0007 L
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Auto Tools (IS0) B

D Applicable insert
Coated Uncoated Dimensions (inch)
Picture Designation S 88w Configuration
2% 55 -~ HE RE S LE AN D1 HAND
ERRE 2
21.50.13MFR-KF ° ° 1/4  <1/512 3/32 0307 7  7/64
21.50.2MFR-KF ° 1/4  <1/256 3/32 0307 7  7/64
21.50.5MFR-KF ° 1/4 <1128 3/32 0307 7  7/64
32.50.13MFR-KF ° ° 38 <1/512 5/32 0457 7  11/64
DCET-KF I35 50.2MFR-KF o 38 <1/256 532 0457 7 11/64
32.50.5MFR-KF ° ° 38 <1128 5/32 0457 7  11/64
Finiting 21.50.13MFL-KF ° 14 <1/512 3/32 0307 7  7/64
(Utrahigh precision) | 21.50,2MFL-KF 1/4  <1/256 3/32 0307 7  7/64
21.50.5MFL-KF 1/4 <1128 3/32 0307 7  7/64
32.50.13MFL-KF ° ° 38 <1/512 532 0457 7  11/64
32.50.2MFL-KF 3/8  <1/256 5/32 0457 7  11/64
32.50.5MFL-KF 38 <1128 532 0457 7  11/64
21.50.1R-KM ° ° 001 0001 0004 0012 7 0004
21.50.2R-KM ° ° 1/4  1/256 3/32 0307 7  7/64
21.50.5R-KM ° ° 1/4 1128 3/32 0307 7  7/64
21.51R-KM ° 001 0016 0004 0012 7 0004
32.50.1R-KM ° ° 0015 0001 0006 0018 7 0007
32.50.2R-KM ° ° 3/8  1/256 5/32 0457 7  11/64
DCGT-KM | 32,50.5R-KM ° ° 3/8  1/128 5/32 0457 7  11/64
o 32.51R-KM ° ° 0015 0016 0006 0018 7  0.007
% | 21.50.1L-KM ° ° 001 0001 0004 0012 7 0004
Medm o fiond | 21,50.2L-KM D V4 1256 332 0307 7  17/64
21.50.5L-KM ° 1/4 1128  3/32 0307 7  7/64
21.51L-KM ° 001 0016 0004 0012 7 0004
32.50.1L-KM ° 0006 0001 0006 0018 7 0007
32.50.2L-KM ° 3/8  1/256 5/32 0457 7  11/64
32.50.5L-KM ° ° 3/8 11128 5/32 0457 7  11/64
32.51L-KM ° 0006 0016 0006 0018 7 0007
21.50.13MFR-KM 1/4  <1/512 3/32 0307 7  7/64
21.50.2MFR-KM ° ° 1/4  <1/256 3/32 0307 7  7/64 S,
21.50.5MFR-KM ° ° 1/4  <1/128 3/32 0307 7  7/64 -
32.50.13MFR-KM ° ° 38 <1/512 5/32 0457 7  11/64 o]
DCGT-KM | 32.50.2MFR-KM ° ° 3/8 <1/256 5/32 0457 7  11/64 y
° 32.50.5MFR-KM ° ° 38 <1128 532 0457 7  11/64 AN
% | 21.50.13MFL-KM ° 1/4  <1/512 3/32 0307 7  7/64
Moo inennd | 21.50.2MFL-KM D V4 <1/256 332 0307 7  7/64
21.50.5MFL-KM ° ° 1/4  <1/128 3/32 0307 7  7/64
32.50.13MFL-KM ° ° 38 <1/512 5/32 0457 7  11/64
32.50.2MFL-KM ° ° 38 <1/256 5/32 0457 7  11/64
32.50.5MFL-KM ° 3/8 <1/128 532 0457 7  11/64
21.50.2-FS ° ° 1/4 0004 3/32 0299 7  7/64
DCGT-FS | 21.50.5-FS ° ° 1/4 0008 332 0295 7  7/64
&) 32.50.2-FS ° ° 3/8 0004 532 0457 7  11/64
g 32.50.5-FS ° ° 3/8 0008 5/32 0449 7  11/64
b | 32.51-FS ° ° 38 1/64 532 0441 7 11/64
32.52-FS ° ° 38 1/32 5/32 0433 7  11/64
21.50.2MFN-FS 1/4 <0004 3/32 0299 7  7/64
DCGT-ES | 21.50.5MFN-FS 1/4 <0008 3/32 0295 7  7/64
- 32.50.2MFN-FS 3/8 <0004 5/32 0457 7  11/64
@ 32.50.5MFN-FS 3/8 <0008 532 0449 7  11/64
Finishing 32.51MFN-FS 38 <1/64 532 0441 7 11/64
(Uahigh precson) | 39 5IMFN-FS 38  <1/32 5/32 0433 7  11/64
DCGT-MS | 32.50.2-MS ° ° 3/8 0004 532 0449 7  11/64 N
32.50.5-MS ° ° 3/8 0008 532 0441 7  11/64 N
o 32.51-MS ° ° 38 1/64 532 0433 7  11/64 N
Medium cutting
(High precision)
DCGT-MS | 32:50.2MFN-MS ° ° 3/8 <0004 532 0449 7  11/64 N
32.50.5MFN-MS 3/8 <0008 532 0441 7  11/64 N
o 32.51MFN-MS ° ° 38  <1/64 532 0433 7  11/64 N
Medium cutting
(Uttra high precision)
@ : Stock item
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B Auto Tools (IS0)

D Applicable insert
Coated Uncoated Dimensions (inch)
Picture Designation S 8¢ge e Configuration
PR BB = Ic RE s LE AN D1 HAND
SRR 2
21.50.2-VP1 o 0o 0 o 14 1/256  3/32 0307 7 7/64
DCGT-VP1 | 21.50.5-VP1 ° e o o | 14 1128 332 0307 7 7/64
- 21.51-VP1 e o 0 o 14 1/64 332 0307 7 7/64
Finighing 32.50.2-VP1 ° ° 3/8  1/256 5/32 0457 7  11/64
(High precision) 32.50.5'VP1 e o o [ ] 3/8 1/1 28 5/32 0457 7 1 1/64
32.51-VP1 e o o e | 38 1/64 532 0457 7  11/64
21.50.2MFN-VP1 ° 1/4  <1/256 3/32 0307 7 7/64
DCGT-VP1 | 21.50.5MFN-VP1 ° ° 14 <1128 3/32 0307 7 7/64
‘ 21.51MFN-VP1 ° 14 <1/64 332 0307 7 7/64
Fnishing 32.50.2MFN-VP1 ° 3/8 <1/256 5/32 0457 7  11/64
Utrahigh precison) | 32.50.5MFN-VP1 ° 3/8 <1/128 532 0457 7  11/64
32.51MFN-VP1 ° ° 3/8 <1/64 532 0457 7  11/64
1.51.50.1R-KF 0187 0001 0094 0321 7  0.094
TCGT-KF | 1,51.50.2R-KF 0.187 0.004 0094 0315 7 0.094
1.51.50.5R-KF 0187 0008 0094 0303 7  0.094
A 1.51.50.1L-KF 0187 0001 0094 0321 7  0.094
Frising 1.51.50.2L-KF 0187 0004 0094 0315 7  0.094
tighprecsoy | 1-51.50.5L-KF 0.187 0008 0.094 0303 7  0.094
TCGT-FS | 21.50.2-FS ° ° 1/4 0004 3/32 0366 7 7/64
21.50.5-FS ° ° 1/4 0008 3/32 0358 7 7/64
é 21.51-FS ° ° 174  1/64  3/32 0339 7 7/64
Finishing
(High precision)
TCGT-ES | 21.50.2MFN-FS 1/4 <0004 3/32 0366 7 7/64 N
21.50.5MFN-FS 1/4 <0008 3/32 0358 7 7/64 N
é 21.51MFN-FS 174 <1/64 3/32 0339 7 7/64 N
Finishing
(Uttra high precision)
220.1R-KF ° 001 0001 0094 0307 5 0004 R
220.2R-KF ° 001 0004 0094 0307 5 0004 R
VBGT-KF 220.5R-KF ° 001 0008 0094 0307 5 0004 R
‘ 220.1L-KF ° 0015 0001 0156 0457 5 0007 L
Finishing 220.2L-KF ° 0015 0004 0156 0457 5 0007 L
Honprecision) "0 5L-KF ° 0015 0008 0156 0457 5 0007 L
220.1R-KM ° ° 001 0001 0094 0307 5 0004 R
VBGT-KM | 220.2R-KM ° 001 0004 0094 0307 5 0004 R
G 220.5R-KM ° ° 001 0008 0094 0307 5 0004 R
Medium o fnishing | 220-1L-KM ° ° 0015 0001 0156 0457 5 0007 L - ‘i‘
(High precision) 220.2L-KM ) 0.015 0.004 0.156 0.457 5 0.007 L 1 R
220.5L-KM ° 0015 0008 0.156 0457 5 0007 L '\©,’ c
220.2 -FS ° ° 1/4 0004 1/8 0425 5 7/64 N ﬁRE e AN
VBGT.FS | 2205-FS ° ° 1/4 0008 1/8 0417 5 7/64 N
o 221 -FS ° ° 14 1/64  1/8 0449 5 7/64 N
@ 330.2 -FS ° ° 3/8 0004 3/16 0642 5 11/64 N
Finishing 330.5 -FS ° ° 3/8 0008 316 0634 5 11/64 N
Hohprecson) | 331 _Fg ° ° 38 1/64 316 0618 5  11/64 N
220.2MFN-FS 1/4 <0004 1/8 0425 5 7/64 N
VBGT-FS | 220.5MFN-FS 1/4 <0008 1/8 0417 5 7/64 N
w 221MFN-FS 14  <1/64 1/8 0449 5 7/64 N
Finishing 330.2MFN-FS 3/8 <0004 316 0642 5 11/64 N
Utrahigh precision) | 330.5MFN-FS 3/8 <0.008 3/16 0.634 5 11/64 N
331MFN-FS 38 <1/64 3/16 0618 5  11/64 N
220.1R-KM 001 0001 0125 0017 7 0004 R
VCGT-KF | 220.2R-KM 001 0004 0125 0017 7 0004 R Az
‘ 220.5R-KM 001 0008 0125 0017 7 0004 R f @ 1 c o]
Fhnishing 220.1L-KM 001 0001 0125 0017 7 0004 L | = ;
tghprecison) | 220.2L-KM 001 0004 0125 0017 7 0004 L e AN
220.5L-KM 001 0008 0125 0017 7 0004 L
® : Stock item

165 @ Turning



Auto Tools (IS0) B

D Applicable insert
Coated Uncoated Dimensions (inch)
Picture Designation S8 gw Configuration
Do R o = Ic RE S LE AN Di  HAND
O O O O o
o oo o j
220.13MFR-KF ° ° 14  <1/512  1/8 0433 7 7/64 R
VCET-KF | 220.2MFR-KF ° 1/4  <1/256 1/8 0433 7  7/64 R
<8 | 220.5MFR-KF 14 <1128 1/8 0433 7  7/64 R
Frishing 220.13MFL-KF 1/4  <1/512  1/8 0433 7 7/64 L
(Uttra high precision) 220.2MFL-KF ® 14  <1/256 1/8 0.433 7 7/64 L
220.5MFL-KF ° 14 <1128 1/8 0433 7 7/64 L
21.50.1R-KM 001 0001 0005 0017 7 0004 R
VCGT-KM | 220.2R-KM 1/4  1/256  1/8 0433 7 7/64 R
_ 220.5R-KM 14 1128 1/8 0433 7 7/64 R
6 21.50.1L-KM 001 0001 0005 0017 7 0004 L
Medium to finishing | 220.2L-KM 1/4 1/256 1/8 0.433 7 7/64 L
(Figh precision) 220.5L-KM 1/4 1128  1/8 0433 7 7/64 L
220.13MFR-KM ° 14 <1/512  1/8 0433 7 7/64 R
VCET-KM 7220 2MFR-KM ° 1/4  <1/256 1/8 0433 7  7/64 R
6 220.5MFR-KM ° ° 14 <1128 1/8 0433 7 7/64 R
Medum o fishing | 220-13MFL-KM 14 <1/512  1/8 0433 7 7/64 L
(Uttra high precision) 220.2MFL-KM 1/4 < 1/256 1/8 0.433 7 7/64 L
220.5MFL-KM ° ° 14 <1128 1/8 0433 7 7/64 L
220.2-FS ° ° 1/4 0004 1/8 0425 7 7/64 N
VCGT-FS | 2205-FS ° ° 1/4 0008 1/8 0417 7 764 N
—-— & |221-FS ° ° 174 1/65  1/8 0449 7 7/64 N
Frishing 330.2-FS ° ° 3/8 0004 316 0642 7 7/64 N
tHignpreciso) | 330.5-FS ° ° 3/8 0008 316 0634 7  11/64 N
331-FS ° ° 3/8  1/65 3/16 0618 7  11/64 N
220.2MFN-FS 1/4 <0004 1/8 0425 7 7/64 N
VCGT-FS | 220.5MFN-FS 1/4 <0008 1/8 0417 7 7/64 N s
. 221MFN-FS 14 <1/65 1/8 0449 7 7/64 N A3 -
S | 330.2MFN-FS 3/8 <0004 3/16 0642 7  11/64 N @, ‘c ||i o
Finishing 330.5MFN-FS 38 <0008 3/16 0634 7 11/64 N | = 7.
(Uvahigh precsion) "33 1 MFN-FS 38 <1/65 316 0618 7  11/64 N e AN
VCGT-MS | 220.2-MS ° ° 1/4 0004 1/8 0425 7 7/64 N
220.5-MS ° ° 1/4 0008 1/8 0417 7 7/64 N
@ 221-MS ° ° 14 164 1/8 0449 7 7/64 N
Medium cutting
(High precision)
220.2MFN-MS ° ° 1/4 <0004 1/8 0425 7 7/64 N
VCGT-MS 220.5MFN-MS ° ° 1/4 <0008 1/8 0417 7 7/64 N
@ 221MFN-MS ° ° 14 <1/64 1/8 0449 7 7/64 N
Medium cutting
(Ultra high precision)
220.2-VP1 e © @ o © | 1/4 1/256 1/8 0433 7 7/64 N
VCGT-VP1 220.5-VP1 e © 0 o © | 1/4 1128 1/8 0433 7 7/64 N
-y 221-vp1 o o o o o | 14 164 /8 0433 7 764 N
Finishing
(High precision)
220.2MFN-VP1 ° ° /4 <1/256 1/8 0433 7 7/64 N
VCGT-VP1 220.5MFN-VP1 ° ° 14 <1128 1/8 0433 7 7/64 N
@ | 21vFN-vP1 o o V4 <164 158 0433 7 764 N
Finishing
(Ultra high precision)
1203008FN-MS ° ° 0295 <0003 0.118 0433 7 7/64 N
VCGT-MS 120301FN-MS ° ° 0295 <1/256 0.118 0433 7 7/64 N
o 120302FN-MS ° 0295 <1/128 0.118 0433 7 7/64 N
Medium cutng | 120304FN-MS ° ° 0295 <1/64 0118 0433 7 7/64 N
(Ultra high precision)
120300MFR-VP1 ° ° 0295 <00 1/8 0433 7 7/64 R
VCGX-VP1 | 120301MFR-VP1 e o 0295 <1/256 1/8 0433 7  7/64 R
@ 120302MFR-VP1 ° ° 0295 <1/128 1/8 0433 7 7/64 R
Finishing 120304MFR-VP1 ° ° 0295 <1/64 1/8 0433 7 7/64 R
(Utra high precision) | 120308MFR-VP1 ° ° 0295 <1/32 1/8 0433 7 7/64 R
Chamfer type
@ : Stock item
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B Auto Tools (IS0)

D Applicable insert
Coated Uncoated Dimensions (inch)
Picture Designation S8 gw Configuration
R % % & = IC RE S LE AN D1 HAND
O 0O O| &
a o o o =5
1.51.50.2R-KF ° ° 0.187 0.004 0.094 0315 11 0.091 R
1.51.50.5R-KF [ ° 0.187 0.008 0.094 0315 11 0.091 R
220.1R-KF ° ° 025 0.001 0125 0433 11 0.11 R
220.2R-KF ° ° 025 0.004 0125 0433 11 0.11 R
VPGT-KFE | 220.5R-KF ° ° 025 0.008 0.125 0433 11 0.11 R
‘ 1.51.50.2L-KF ° ° 0.187 0.004 0.094 0315 11 0.091 L
- 1.51.50.5L-KF ° ° 0.187 0.008 0.094 0315 11 0.091 L
s | 220.1L-KF o o 025 0001 0125 0433 11 011 L
220.2L-KF ) ° 025 0.004 0125 0433 11 0.11 L
220.5L-KF ) ° 025 0.008 0.125 0433 11 0.11 L
1.51.50.13MFR-KF 316 <1/512 3/32 0315 11 6/64 R
1.51.50.2MFR-KF 3/16  <1/256 3/32 0315 11 6/64 R
1.51.50.5MFR-KF ) ° 316 <1/128 3/32 0315 11 6/64 R
VPGT-KF | 1.51.50.13MFL-KF ° 3116 <1/512 3/32 0315 11 6/64 L
‘ 1.51.50.2MFL-KF 316 <1/256 3/32 0315 11 664 L
Finishing 1.51.50.5MFL-KF ° ° 316 <1/128 3/32 0315 11 6/64 L
(Ultra high precision)
1.51.50.2R-KM ° ° 0.187 0.004 0.094 0315 11 0.091 R
1.51.50.5R-KM ° ° 0.187 0.008 0.094 0315 11 0.091 R
220.1R-KM [ ° 0.25 0.001 0.125 0.433 11 0.11 R s
220.2R-KM ° ° 025 0.004 0125 0433 11 0.1 R A%
220.5R-KM ° ° 025 0.008 0.125 0433 11 0.1 R \©1 c @)ﬂ
VPGT-KM | 1.51.50.2L-KM [ [ 0187 0.004 0.094 0315 11 0.091 L RE
6 1.51.50.5L-KM ° ° 0.187 0.008 0.094 0315 11 0.091 L u‘ AN
Medium to frishing 220.1L-KM ° ° 025 0.001 0125 0433 11 0.11 L
tHigh precisor) | 220.2L-KM ° ° 025 0004 0125 0433 11 0.11 L
220.5L-KM ° ° 025 0.008 0125 0433 11 0.11 L
1.51.50.13MFR-KM 316 <1/512  1/8 0315 11 7/64 R
1.51.50.2MFR-KM 316 <1/256 1/8 0315 11 7/64 R
1.51.50.5MFR-KM ° ° 316 <1128 1/8 0315 11 7/64 R
VPGT-KM | 1.51.50.13MFL-KM 316 <1/512  1/8 0315 11 7/64 L
6 1.51.50.2MFL-KM 316 <1/256 1/8 0315 11 7/64 L
) o 1.51.50.5MFL-KM 316 <1128 1/8 0315 11 7/64 L
Medium to finishing
(Uttra high precision)
220.2-VP1 ° ° 1/4 1/256 1/8 0433 11 7/64 N
220.5-VP1 ° ° 1/4 1/128 1/8 0433 11 7/64 N
VPGT-VP1 | 221-VP1 [} 1/4 1/64 1/8 0.433 1 7/64 N
Medium cutting
(High precision)
220.2MFN-VP1 ° ° 14  <1/256 1/8 0433 11 7/64 N
220.5MFN-VP1 ° 14 <1128 1/8 0433 11 7/64 N
VPGT-VP1 | 221MFN-VP1 [ ° 14  <1/64 1/8 0433 11 7/64 N
(Uttra high precision)
® : Stock item
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Auto Tools (ISO) Holder

SCACR/L

0.078 {

WF|

= |1
8 WF )

930H 3 Only SCACR/L1010-X09A is
LF designed as above picture.
90°
HF H
* R type holder
ccuT
(inch)
. Screw Wrench
. . Applicable
Designation LH LF WF HF B H HAND i— @ y
SCACR/L 05-X2A 0.394 41/2 0.313 0.313 5/16 5116 R/IL
. FTKA02565 TWo7P
06-X2A 0.394 41/2 0.375 0.375 3/8 3/8 R/IL CeLT21.50
06-X3A 0.512 41/2 0.500 0.500 3/8 3/8 RIL
08-X3A 0.630 41/2 0.500 0.500 1/2 1/2 RIL CCLIT32.50] FTKA0410 TW15P
10-X3A 0.630 41/2 0.625 0.625 5/8 5/8 R/IL
2 Applicable inserts B44 ~B48, B75, B162~B163
SCLCR/L : +
V\/F[ B D :I; ®
-
,/ 95° -
)|
LH % Only SCLCR/L1010-X09A is
LF designed as above picture.
95°
HF H * R type holder
ccur
(inch)
q Screw Wrench
. . Applicable
Designation LH LF WF HF B H HAND e @ y
SCLCR/L 05-X2A 0.394 41/2 0.313 0.313 5/16 5/16 R/IL
06-X2A 0.39%4 41/2 0.375 0.375 3/8 3/8 R/IL CotT21.50] FIKA02565 Twore
06-X3A 0.512 41/2 0.500 0.500 3/8 3/8 R/IL
08-X3A 0.630 41/2 0.500 0.500 1/2 1/2 R/IL cclT32.50] FTKA0410 TW15pP
10-X3A 0.630 41/2 0.625 0.625 5/8 5/8 R/IL
2 Applicable inserts B44 ~B48, B75, B162~B163
SDJCR/L
93° a <= @) w
% Only SDJCR/LOB08-XO7A, ‘
@ tr 1010-X11A, 1212-X11A are |~ |
Ci designed as above picture.
\_( I l]_ﬂ 930
HF H * R type holder
DCLIT —
(inch)
A Screw Wrench
. . Applicable
Designation LH LF WF HF B H HAND insert @ y
SDJCR/L 05-X2A 0.709 4172 0.375 0.313 516 516 RIL
DCLIT21.5 FTKA02565 TWOo7P
06-X2A 0.590 41/2 0.375 0.375 3/8 3/8 RIL - -
06-X3A 0.709 41/2 0.550 0.500 3/8 3/8 RIL
08-X3A 0.709 41/2 0.550 0.500 1/2 1/2 R/IL DCLIT32.501] FTKA0410 TW15P
10-X3A 0.866 41/2 0.625 0.625 5/8 5/8 R/IL

%) Applicable inserts B50 ~B53, B76, B163~B165

Turning @ 168



B Auto Tools (IS0) Holder

SDNCN <
WF ¢ =
s
LA % Only SDNCN1010-X11Ais
LF designed as above picture.

62.5°
HF ]_u H
DCLIT
(inch)
i i Applicable Screw Wrench
Designation LH LF WF HF B H HAND insert @ y
SDNCN  05-X2A - 41/2 0.125 0.313 5/16 5/16 N
06-X2A © 412 0158 0375 38 38 N DeLIT21.50] FIKAD2565 fwore
06-X3A - 41/2 0.276 0.375 3/8 3/8 N
08-X3A - 41/2 0.250 0.500 1/2 12 N DC[T32.5[] FTKA0410 TW15P
10-X3A - 41/2 0.313 0.625 5/8 5/8 N
2 Applicable inserts B50 ~B53, B76, B163~B165
STACR/L TG P
N —I
LH
() ,
90°
HFI H * Riype holder
TCLIT —
(inch)
i i Applicable Screw Wrench
Designation LH LF WF HF B H HAND insert @ y
STACR/L 05-X1.5A 0.472 41/2 0.313 0.313 5/16 5/16 R/L
. FTNAO2
06-X1.5A 0.472 41/2 0.375 0.375 3/8 3/8 R/L TCLITS1.500 0206 TWosP

2 Applicable inserts B165

SVACR/L

—— ® - L]
90°
verd ol i

|

* R type holder
(inch)
Applicable Screw Wrench
Designation LH LF WF HF B H HAND insert @ y
SVACR/L 05-X12A 1.024 41/2 0.313 0.313 5/16 5/16 R/L
06-X12A 1.024 41/2 0.375 0.375 3/8 3/8 R/IL VGO T1203010] FTKAO2565 TWorP
08-X12A 1.024 41/2 0.472 0.472 1/2 1/2 R/L
10-X12A 1.024 41/2 0.630 0.630 5/8 5/8 R/IL
SVACR/L 05-X12C 1.024 41/2 0.313 0.313 5/16 5/16 R/L
06-X12C 1.024 41/2 0.375 0.375 3/8 3/8 R/IL Ve X12030000 FTKAG2565 TWo7P
08-X12C 1.024 41/2 0.472 0.472 1/2 1/2 R/L
10-X12C 1.024 41/2 0.630 0.630 5/8 5/8 R/IL

2 Applicable inserts B68 ~B70, B81, B166
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Auto Tools (ISO) Holder B

SVAPR/L

WF

,/ 90° @\ %
LH
e .
90°
D HF H * Rype holder
VPLIT
(inch)
- Screw Wrench
Designation W LF  WF  HF B H  HAND el & §=
SVAPR/L 05-X2A 0.866 41/2 0.313 0.313 5/16 5/16 R/L
06-X2A 0.866 41/2 0.375 0.375 3/8 3/8 R/L VPOIT22000] FTKA02565 WorP
08-X2A 0.866 41/2 0.472 0.472 1/2 1/2 R/L
10-X2A 0.945 41/2 0.630 0.630 5/8 5/8 R/L
9 Applicable inserts B71, B167
SVJBR/L . :
e =
93
LH
o ® ‘
93°
0 HFI q * Rtype holder
VBLIT — —1
(inch)
- Screw Wrench
Designation W LF WF W B H  HAND st L & §=
SVJBR/L 06-X2A 0.866 41/2 0.375 0.375 3/8 3/8 R/L
08-X2A 0.866 41/2 0.500 0.500 1/2 1/2 R/L VBLIT22[] FTKA02565 TWo7P
10-X2A 0.945 41/2 0.625 0.625 5/8 5/8 R/L
2 Applicable inserts B65~B67, B80, B165
SVJCR/L o |
93° @\ %
LH
93°
CDD ‘—( HF HI * Rtype holder
V
(inch)
- Screw Wrench
Designation W LF  WF  HF B H  HAND e & §=
SVJCR/L 06-X2A 0.866 41/2 0.375 0.375 3/8 3/8 R/L
08-X2A 0.866 41/2 0.500 0.500 1/2 1/2 R/L vcT22(]] FTKA02565 TWo7P
10-X2A 0.945 41/2 0.625 0.625 5/8 5/8 R/L
05-X12A 1.024 41/2 0.313 0.313 5/16 5/16 R/L
06-X12A 1.024 41/2 0.375 0.375 3/8 3/8 R/L VCOIT1203000] FTKAG2565 TWO7P
08-X12A 1.024 41/2 0.472 0.472 1/2 1/2 R/L
10-X12A 1.024 41/2 0.630 0.630 5/8 5/8 R/L
SVJCR/L 05-X12C 1.024 41/2 0.313 0.313 5/16 5/16 R/L
06-X12C 1.024 41/2 0.375 0.375 3/8 3/8 R/L VCOIX120301] FTKA02565 TWorP
08-X12C 1.024 41/2 0.472 0.472 1/2 1/2 R/L
10-X12C 1.024 41/2 0.630 0.630 5/8 5/8 R/L

%) Applicable inserts B68 ~ B70, B165 ~ B166
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B Auto Tools (IS0) Holder

SVJPR/L

WF © B
‘/‘93° e\ %
LH
LF
93°
\—( HF H * R type holder
VPUIT
(inch)
: Screw Wrench
Designation LW LF  WF  HF B H  HAND et & =
SVJPR/L 05-X2A 0866 412 0313 0375 38 516  RL
06-X2A 0866 412 0375 0375 38 38  RL PR . o
08-X2A 0866 412 0472 0472 12 12  RL
10-X2A 0945 41/2 0630 0630 58 58  RL
2 Applicable inserts B71, B167
SVVPN i
‘/72.9 : -
LH
- LF \
72.5°
HF H
VPLIT
(inch)
f Screw Wrench
Designation LW LF  WF HF B H  HAND el & =
SVVPN  05-X2A 0945 412 0157 0315 38 516 N
06-X2A 0945 412 0197 0375 38 38 N P N o
08-X2A 0945 412 0236 0472 12 1R N
10-X2A 1102 412 0313 0630 58 58 N

2 Applicable inserts B71, B167
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Technical information for Auto Tools (KHP) B

Auto tools (KHP)

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

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

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

D Structure of holder

Injection on
thenoseR |

Injection on the main Quick adaptor
cutting edge (HPAQ5/16UNF)

Quick hose
(HPHZ5/16UNF3/8UNF-500)

. ~.
Plug 1 =¥
(KHA5/16UNF-NYLOCK) N

Quick clamping
system of adapter
and hose o

% Quick adapter and quick hose are sold separately

Plug 2
(KHA5/16UNF-NYLOCK)

D Parts
. : Q clamping | S clamping
Shape Configuration Length dimensions | dimensions
HPHZ5/16UNF3/8UNF-500 UNE3/8
Quick to A i R
straight = " a B° M S | 19.7inch UNF5/16
HPAQ5/16UNF
Quick adaptor 1\; 0.7 inch UNF5/16
UNF5/16 /
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B Technical information for Auto Tools (KHP)

D Features
— Injection nozzle

2 pointed injection - Optimal coolant nozzle size
with different angles - Exact injection point of the major
cutting edge and nose R

| @ 1 - Improved chip control due to height
. difference of injection

[ Max 300 bar ]

The minimum | The maximum

Workpiece
pressure pressure

100
120
110 300
100 )
120 i

9 Parts

Division Designation Shape

G1/8(PF1/8) UNF3/8

L3

Adaptor HPA3/8UNF1/8PF

Blank HPB1/8PF ﬁ H@@
G1/8(PF1/8)

x~“\wu\|!===
ick adaptor HPAQ5/16UNF i
Qui P B el N
UNF5/16 QuIcK
D High pressure hose
Q clamping S clamping
LI longth dimensions dimensions
Quick to straight UNF3/8
uick to straig Vo ) )
(HPHZ5/16UNF3/8UNF-500) Q B @ S 19.7 inch UNF5/16
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Auto Tools (KHP)

SCLCR/L

3-UNF5/16"X0.7
o

)
] 5
&
-
LF
5 ; 95°
HF () H * R type holder
ccaT t
(inch)
Applicable Screw Plug Wrench
Designation LH LF WF HF B H  HAND insert @ y
SCLCR/L 08-X3A-KHP 0.827 41/2 0.500 0.500 12 12 R/IL ccT32.50] FTKA0410 KHA0404-NYLOCK TW15P
2 Applicable inserts B44 ~ B48, B75
SDJCR/L oz B
‘
93° N L ey
5 Il
o : ] o
S— 93
AR @ N g * Riype holder
DCOT
(inch)
Applicable Screw Plug Wrench
Designation LH LF WF HF B H HAND insert @ y
SDJCR/L 08-X2A-KHP 0.827 41/2 0.500 0.500 12 12 R/L DC[]T21.5[] FTKA02565 KHA0404-NYLOCK TWo7P
08-X3A-KHP 1.173  41/2 0.551 0.500 12 1/2 R/L DCLIT32.50] FTKA0408 KHA0404-NYLOCK TW15P
%) Applicable inserts B50 ~ B53, B76
SVJCR/L pcun
U] —
WF @) 25 ~ Ll e
93° e\ *
LH
LF
‘ = 93°
HF ( ) : i * Rtype holder
vCU]
(inch)
Applicahle Screw Plug Wrench
Designation LH LF WF HF B H HAND insert @ y
SVJCR/L 08-X2A-KHP 1.024 41/2 0.500 0.500 1/2 12 R/L VCLT22[] FTKA02565 KHA0404-NYLOCK TWOo7P
08-X12A-KHP 1.024 41/2 0.500 0.500 12 12 R/L | VCJ[1203[J] | FTKA02565 KHA0404-NYLOCK TWo7P

%) Applicable inserts B68 ~ B70, B81
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B Technical Information for Auto Tools (Blade)

Auto tools (Blade)

- Blade insert for automatic lathes

- For external machining of precise small parts

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

« Exclusive holder for close cutting action to the sub spindle

D Code system
e Insert
? i t ' '
Small blade Back turning Hand Length of insert Nose radius
R:Right L: Left

SB G R 25 20

! ! ! ! !
Small blade Grooving Hand Length of insert Width of
R:Right L: Left cutting edge

SB T R 25 60 N - 010

! ! ' ! ! ! !
Small blade  Threading Hand Length of insert Angle of Hand of thread Nose radius
R: Right L: Left thread R: Right L: Left
N: Neutral
SB C R 25 20 16 - N
! ! ! ! ? ! !
Small blade Cut off / Parting Hand Length of insert Width of Max. Hand of thread
R: Right L: Left cutting edge machining R: Right L: Left
diameter N: None

e Holder

SB H R 10 10 - K25 - X

' ! ! ! ' t t
Small blade Holder Hand Height of shank Width of shank Length of insert Sub spindle
R: Right L: Left
D Types of blade insert

{ Possible to apply various types of blade inserts to one holder ]

g & &

SBB : For back turning SBG : For grooving SBT : For threading SBC : For cut off/Parting
- Approach angle: 59° « Width: 0.02~0.1 inch « \/ profile: 60° « Cutting width: 0.028~0.079 inch
- Max. cutting depth: 0.157 inch + Nose R: 0.002 inch « Pitch: 0.008~0.04 inch « DMax.: 0.63 inch
« Nose R: 0.002, 0.004, 0.008 inch « Nose R: 0.002 inch « Nose R: 0.002 inch
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Auto Tools (Blade) Inserts B

D Applicable insert
15 Coated Dimensions (inch)
E Picture Designation PC8110/PC5300 Configuration _Fee(_i
_g PDX CDX APMX CW RE KRINS INSL AN HAND direction
< LIR L
SBBR/L 25005 e oo o - - 6 - 0002 59 0984 6 RL
25010 e oo o - - 6 - 0004 59 0984 6 AL .
= SBBR/L 25020 e e/ o - - 6 - 0008 59 098 6 RL F
, APMX [T KRINS
INSL
SBGR/L 2505 o oo o - 0053005300200002 - 0984 6 RL
2510 e oo - 0.1080.108 0039 0.002 - 0984 6 RL . H_H_|
SBGRIL 2515 e o o - 0147014800590002 - 0984 6 RL
, 2520 o oo | - 0147014800790002 - 0984 6 RL| i — UHJ
2525 e oo - 0147 0.148 0098 0002 - 0984 6 RL :
i N
SBTR/L 2560-N-005 |® o e (0063 - - - 0002 - 0984 95 RL
2560-N-010 @ e |e @ (0063 - - - 0004 - 0984 95 RL W
~) SBTRIL 2560-R-005 |® o e e 0024 - - - 0002 - 0984 95 RL w
- , 2560-R-010 | ® o | e [0024 - - - 0004 - 0984 95 RL| 'w - H_MJ
£ 2560-L-005 o| ef0024 - - - 0002 - 0984 95 RL : -
= 2560-L-010 0024 - - - 0004 - 098 95 RL ﬁ %
SBCR/L 250708-N |e |e e| - - - 00280002 0 0984 6 RL
251012-N |e e|e | - - - 00390002 0 0984 6 RL
251512-N |o o e - - - 00590002 0 0984 6 RL
252016-N |e e|e e| - - - 00790002 0 0984 6 RL
250708-R |e | e - - - 00280002 15 0984 6 RL
251012-R |e e|e e - - - 00390002 15 0984 6 RL
251512-R |e | e - - - 00590002 15 0984 6 RL
252016-R |o o e - - - 00790002 15 0984 6 RL
"3 SBCRIL
g
£ , 250708-L o - - - 00280002 15 0984 6 RL
a 251012-L |o o - - - 00390002 15 0984 6 RL
251512-L |o o e - - - 00590002 15 0984 6 RL
252016-L |eo o - - - 00790002 15 0984 6 RL
251012-T e o - - - 00390002 0 0984 6 RL
251512-T |e eo|e | - - - 00590002 0 0984 6 RL
252016-T |e e|e e| - - - 00790002 0 0984 6 RL

® : Stock item
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B Auto Tools (Blade)

SBHR/L

WF

LF

SBBR SBGR D e \@ H[
SBTR SBCR t
(inch)
i . Applicable Screw Wrench
Designation CDX LF WF HF B H HAND i @ y
SBHR/L 06-K25 0.295 5 0.375 0.375 3/8 3/8 R/IL
08-K25 0.295 5 0.5 0.5 1/2 1/2 R/L SBLIR/L25 FTKA0409S TWO09P
10-K25 0.295 5 0.625 0.625 5/8 5/8 R/L
2 Applicable inserts B176
- CDX
SBHR/L-X (sub spindle) =
WF B
-
SBBR SBGR W NO !
SBTR SBCR
(inch)
i ) Applicable Screw Wrench
Designation CDX LF WF HF B H HAND i @ y
SBHR/L  06-K25-X 0.295 5 0.375 0.375 3/8 3/8 R/L
08-K25-X 0295 5 05 05 12 12  RL SBURL2S | FIKAOAOTS Twosp

2 Applicable inserts B176
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Auto Tools (Multi utility) B

Auto tools (Multi utility)

- Multifunctional insert for automatic lathes

- For external machining of precise small parts

- 5 types - SB (for back turning), SG (for grooving), ST (for threading), SC (for parting off), SGB (for grooving and back turning)
- Convenient use of one holder to all inserts

- Offset "0" to all ISO type holders

D Code system

S G R 06 06 10 (15 - 10) - RO5
T r T T r r r

Small Application Hand Height of  Cutting depth Pitch of thread Nose radius
Auto Tool B: Back tuming R: Right cutting edge insert
G: Grooving L: Left
C: Parting off Width of Initial cutting width of
T: Threading cutting edge back turning insert
GB: Grooving and back turning
@ Grooving

D Application example

@ Parting off © Back turning O Threading

D Types of multifunctional insert

4( Possible to apply various types of blade inserts to one holder (Ex: All designations of 06 size inserts can be applied to one 06 size holder) )7

g

SGB : Grooving and
back turning

SG : Grooving

ST: Threading SB : Back turning SC: Parting off

D Recommended cutting conditions

Turning Grooving Parting off Back turning
Workpiece Cutting speed, Feed, Cutting speed, Feed, Cutting speed, Feed, Cutting speed, Feed,
ve (sfm) fn (ipr) ve (sfm) fn (ipr) ve (sfm) fn (ipr) ve (sfm) fn (ipr)
Carbon steel 160~490 0.0004~0.0098 160~490 0.0008~0.0031 160~490 0.0004~0.0031 160~490 0.0004~0.0098
Free cutting steel 100~490 0.0008~0.0098 100~490 0.0008~0.0031 100~490 0.0004~0.0031 100~490 0.0004~0.0098
M Stainless steel 160~400 0.0008~0.0079 160~400 0.0008~0.0020 160~400 0.0008~0.0020 160~400 0.0008~0.0079
Non-ferrous metal 230~660 0.0012~0.0098 230~660 0.0012~0.0039 230~660 0.0012~0.0039 230~660 0.0012~0.0118
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B Auto Tools (Multi utility)

D Applicable insert
5 Coated Dimensions (inch)
S Picture Designation PC9030 Configuration . Fee(_l
e SSC CDX CUTDIA CW RE BW S INSL AN direction
< R L
SBR/L 060520-10-R00 20 0217 0079 0 0315 023 0866 10
060520-10-R05 20 0217 0.079 0.002 0315 0.236 0866 10
060520-10-R10 20 0217 0079 0.004 0315 0.236 0866 10
060630-20-R00 30 0256 0118 0 0315 023 0945 10
=] SBRL 060630-20-R05 30 0.256 0.118 0.002 0315 0.236 0945 10 |
® 060630-20-R10 30 0.256 0.118 0.004 0315 0.236 0945 10 =
b 080630-20-R00 30 0.256 0118 0 0315 023 0906 10 ]
080630-20-R05 30 0256 0.118 0.002 0315 0236 0.906 10 Illll‘ s H
080630-20-R10 30 0.256 0.118 0.004 0315 0.23 0906 10 ol
080840-20-R00 40 0335 0157 0 0315 0335 1.063 10 A
080840-20-R05 40 033% 0.157 0.002 0315 0.335 1.063 10
080840-20-R10 40 0335 - 0157 0004 0315 0.335 1.063 10
SCR/L  060610-R00 10 0433 0039 0 0315 0945 8
060610-R05 | ® 10 0433 0039 0.002 0315 0945 8
060610-R10 | o 10 0433 0.039 0.004 0315 0945 8
060615-R00 15 0433 0059 0 0315 0945 8
060615-R05 | ® 15 0433 0059 0.002 0315 0945 8
060615-R10 | o 15 0433 0.059 0.004 0315 0945 8
060620-R00 20 0433 0079 0 0315 0945 8
060620-R05 | o 20 0433 0,079 0.002 0.315 0945 8 s
SCRIL 060620-R10 | o 20 0433 0079 0.004 0315 0945 8 'WCW
= 081015-R00 15 0709 0059 0 0315 122 8 o \—r:/ @ N\
= @ 081015-R05 15 0709 0059 0.002 0315 122 8 - Cumia
k 081015-R10 15 0709 0.059 0.004 0315 122 8 =
081020-R00 20 0709 0079 0 0315 122 8 D:HSL
081020-R05 20 0709 0079 0.002 0315 122 8 N
081020-R10 | e 20 0709 0.079 0.004 0315 122 8
081025-R00 2 0709 0098 0 0315 122 8
081025-R05 | e 2 0709 0098 0.002 0315 122 8
081025-R10 | e 2 0709 0.098 0.004 0315 122 8
081030-R00 30 0709 0118 0 0315 122 8
081030-R05 30 0709 0118 0.002 0315 122 8
081030-R10 30 0709 0.118 0.004 0.315 122 8
@ : Stock item
5 Coated Dimensions (inch)
g Picture Designation PC9030 CUT- Configuration ! Feet.l
S SSC CDX )" CW RE BW S INSL AN HAND direction
< R L
SGR/L 060610-R00 0.394 0433 0039 0 0315 0236 0945 8 RL
060610-R05 | e  [0.394 0.433 0.039 0.002 0315 0.236 0.945 8 RL
060610-R10 |e  [0.394 0.433 0.039 0.004 0315 0.236 0.945 8 RL
060615-R00 0.591 0433 0059 0 0315 0236 0945 8 RL
060615-R05 | e  |0.591 0.433 0.059 0.002 0315 0.236 0.945 8 RL
060615-R10 | e  |0.591 0.433 0.059 0.004 0315 0.236 0.945 8 RL
060620-R00 0.787 0433 0079 0 0315 0236 0945 8 RL
060620-R05 | e (0767 0.433 0.079 0.002 0315 0.236 0945 8 RL
060620-R10 0.787 0.433 0.079 0.004 0315 0.236 0.945 8 RL » O ~ =I=
= 081015-R00 0.591 0709 0.059 0 0315 0315 1220 8 RL =
= 081015-R05 0591 - 0709 0059 0002 0315 0315 1220 8 RLL iy N
081015-R10 0.591 0.709 0.059 0.004 0315 0315 1.220 8 RL DB sr
081020-R00 0.787 0709 0079 0 0315 0315 1.220 8 RL 4 . U
081020-R05 |e (0787 0.709 0.079 0.002 0315 0315 1.220 8 RL AN
081020-R10 0.787 0.709 0.079 0.004 0315 0315 1.220 8 RL
081025-R00 0.984 0709 0098 0 0315 0315 1.220 8 RL
081025-R05 0.984 0.709 0.098 0.002 0315 0315 1.220 8 RL
081025-R10 0.984 0.709 0.098 0.004 0315 0315 1.220 8 RL
081030-R00 1.181 0709 0118 0 031 03151220 8 RL
081030-R05 1.181 0.709 0.118 0.002 0315 0315 1.220 8 RL
081030-R10 1181 0.709 0.118 0.004 0315 0315 1.220 8 RL
o : Stock item
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Auto Tools (Multi utility) B

D Applicable insert
= Coated Dimensions (inch)
S Picture Designation PC9030 CUT- Configuration . Fee('l
= SSC CDX CW RE BW S INSL AN HAND direction
2 DIA
< R L
SGBR/L 0604520-R00 0787 0009 - 0079 0 0315 0236 0866 8 RL
0604520-R05 0.787 0009 - 0079 0.002 0.315 0.236 0866 8 RL
0604520-R10 0787 0009 - 0.079 0.004 0.315 0.236 0.866 8 RIL
_ 0604525-R00 0984 0009 - 0098 0 0315 0236 0866 8 RL
0604525-R05 0.984 0009 - 0098 0.002 0.315 0.236 0866 8 RL oox
SGBR/L 0604525-R10 0.984 0009 - 0098 0.004 0.315 0.236 0866 8 RL o
> a 0605530-R00 11810010 - 0118 5 0310 0.236 0940 8 RL BW‘]' RE
= 0605530-R05 11810010 - 0118 0.002 0.315 0.236 0.945 8 RL e
= 0605530-R10 11810010 - 0118 0004 0.315 0236 0945 & L ﬁ
0805525-R00 0984 0011 - 0098 0 03150315 0945 8 RL DB S[ I
S 0805525-R05 0984 0.011 - 0098 0002 0.315 0.315 0.945 8 RL M
0805525-R10 0984 0.011 - 0098 0.004 0.315 0.315 0.945 8 RL
0806530-R00 11810012 - 0118 4 0315 0315 1.020 8 RL
0806530-R05 1181 0012 - 0118 0002 0.315 0.315 1.024 8 AL
0806530-R10 1181 0012 - 0118 0004 0.315 0.315 1.024 8 AL
STR/L 06073215 0591 0011 - 0126 0002 0.315 0.315 0.984 8 RL
06073230 1181 0011 - 0126 0007 0.315 0.315 0984 8 RL
08103215 0591 0016 - 0126 0.002 0.315 0315 1220 8 RL .
STR/L 08103230 11810016 - 0126 0007 0.315 0315 1220 8 RL &
= g o[ ® @ RE
-E CDX
o INSL
= |
: -
AN
@ : Stock item
WF @ B
® ;
HF * H
SBR, SGBR
! HBH
SCR, STR, SGR e
(inch)
i i Applicable Screw Wrench
Designation LF WF HF B H HAND — @ y’
SXGNR/L 06-X6A 41/2 0.375 0.375 3/8 3/8 RIL
08-X6A 4172 0.472 0.500 1/2 1/2 RIL SLRILOS A 008 1P
10-X6A 4172 0.625 0.625 5/8 5/8 RIL
12-X6A 41/2 0.750 0.750 3/4 3/4 RIL
08-X8A 41/2 0.500 0.500 112 1/2 RIL
10-X8A 4172 0.625 0.625 5/8 5/8 RIL SCIR/L08 FTNA 0411 TW 15P
12-X8A 41/2 0.750 0.750 3/4 3/4 RIL
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B Technical Information for Auto Tools (KGT/MGT)

Auto tools (KGT/MGT)

- Grooving insert for automatic lathes

- Exclusive holder for automatic lathes

- Economic double sided insert

- Strong clamping system secures stable machining and precision.

- A wide selection of chip breakers according to various cutting conditions such as low/high feed,
continuous/interrupted machining, etc.

D Code system
e Insert

! ! ! ! ! !

System code Tolerance Hand Width of cutting edge Corner nose Chip breaker
KG SYSTEM M: Pressed class N: Neutral 0.079~0.315 inch radius of insert L/R/T/C
(KORLOY grooving) G: Ground class R: Right 0.008 inch LP/RP
MG SYSTEM L: Left 0.012 inch
(Multi grooving) | - Internal 0.016 inch
e Holder

3
! ! ! ! ! ! !

System code Application Holder type Hand Shank size Cutting width  Max. cutting
KG SYSTEM E: External H: Horizontal type R: Right Height 1 inch, width 1 inch 0.079~0.315 inch diameter
(KORLOY grooving) machining V: Vertical type L: Left (For internal machining: 0.315~1.417 inch
MG SYSTEM | : Internal U: Undercut type Min. machining diameter)

(Multi grooving) machining

D Chip breaker line-up
- KGT Type

- Sharp cutting edge - Reinforced cutting edge « For high feed machining
« For small diameter parts - For interrupted cutting

KGMR/L-LP
- Sharp cutting edge « Stronger chip control - Sharp cutting edge - For low feed machining
« For turning and grooving - Small diameter component - Right/Left handed

KGMR/L-RP
- Strong cutting edge - For high feed machining - Improved chip control « Copying « Relief
« For interrupted cutting « Right/Left handed « Castiron - Alloy steel « Carbon steel « Stainless

- MGT Type
MGM(G)N-M

- Easier chip control by narrowing chip width « Specially designed chip breaker allows
with the use of chip breaker on rake surface center narrower chips to promote better chip flow with

+ Smooth chip flow by small dots in external machining the use of center dots
- Available for both external machining and grooving + Exclusive chip breaker for grooving
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Auto Tools (KGT) Inserts B

D KGT applicable insert
§ Coated Dimensions (inch)
E Picture Deslanation SRR 8S8 Configuration
s . HHBBS DS SSC CW RE BW INSL AN HAND g
2 22282
KGMN 200-02-L e o e e o 20 0079 1128 0067 0787 7 N
KGMN-L 300-02-L e e e e e 30 0118 148 0091 0787 7 N
KGMNR KGMN 200-02-R e o e e o 20 0019 1128 0067 0787 7 N .
E;’:E ) 300-02-R o o e e o 30 0118 1128 0091 0.787 7 N Cgm::[[j
2 ? RE
(=] INSL
==
o 0-E
= KGMN 200-02-T e o e e o 20 0019 1128 0067 0787 7 N
=8 KGMN-T 300-02-T e e e e o 30 0118 1428 0091 0787 7 N
‘E'a / 300-04-T e o e e o 30 0118 164 009 0787 7 N
£
(=]
<
(1]
o KGMR 200-6D-LP . o [ o009 w128 0067 0787 7 R e
] KGMR-LP 200-15D-LP o o 2 0079 1128 0067 0787 7 R o] )
o8 300-6D-LP ° ° 30 0118 1128 0091 0787 7 R == .
INSL
Ex 300-15D-LP ° ° 30 0118 1128 0091 0787 7 R
=)
=5 QT:, Q AN
-~ KGMR 200-6D-RP ° ° 20 0079 1128 0067 0787 7 R - Ny
£ i} KGMR-RP 200-15D-RP ° ° 20 0079 1128 0067 0787 7 R - —T
o8 > 300-6D-RP o ° 30 0118 1/128 0091 0787 7 R S
= P 300-15D-RP . o 30 0118 1128 0091 0787 7 R 15
S S
“g N,
KGML 200-6D-LP 20 0079 1128 0.067 0.787 7 L
g = KGML-LP 200-15D-LP 20 0079 1128 0067 0787 7 L
E’E 300-6D-LP 30 0118 1128 0091 0787 7 L
== ’ 300-15D-LP 30 0118 1128 0091 0787 7 L .
=2 o 7
RE
KGML 200-6D-RP 20 0079 1128 0067 0787 7 L e
£ =) KGML-RP 200-15D-RP 20 0079 1128 0067 0787 7 L Q
gg : 300-6D-RP 30 0118 1428 0091 0787 7 L &
EC P 300-15D-RP 30 0118 1128 0091 0787 7 L
£3
KRMN 200-C o o ° 20 0079 364 0067 0787 5 N y
KRMN-C 300-C ° o ° 30 0118 114 0087 0787 7 N

\

@__D
RE

INSL
D A

@ : Stock item
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B Auto Tools (KGT) Holder

KGEHR/L-D0O0A

Compact type

Grooving, turning, parting off

B

LH

LF

CUTDIA

[ |
"I I] H * Rtype holder
KGGN KGMN KGMR/L > i
KRGN KRMN HeH
(inch)
Dimensions (inch) Applicable SN e
Designation ! $
? LF WF HF B H HBH  HAND insert 7
KGEHR/L 06-2-D20A 5 0383 38 3/8 38 0079 RL KGMN200-C1-]
08-2-D25A 5 0508 172 12 12 0079 RL KGMR/L200--7]
10-2-D32A 5 0633 58 5/8 5/8 - RIL KRMN200-C
ETNA0412 TW15L
08-3-D25A 5 0508 172 12 12 0079  RL KGMN300-1-]
KGMR/L300--]
10-3-D32A 5 0633 58 5/8 5/8 - RIL KRMN300-C
2 Applicable inserts B182
KGEH R/L_DOOB Grooving, turning, parting off
High rigidity type W \ B] e
i LH gl
/ LF - ) >
___ _CuDA
!
I e I] H] * R type holder
KGGN KGMN  KGMRIL ul ,
KRGN KRMN f e
(inch)
Dimensions (inch) Applicable Screw Wrench
Designation b Sl
? LF WF HF B H HBH  HAND insert 7
KGEHR/L 06-2-D30B 5 0383 38 3/8 38 0260 RL
08-2-D25B 5 0508 172 1/2 12 0138  RL K*éGMMR“/‘fg&-)DD-DD
08-2-D30B 5 0508 172 1/2 12 0138  RL KRMN200-C
10-2-D32B 5 0633 58 5/8 5/8 - RIL MHAO512 HWAOL
08-3-D25B 5 0508 172 1/2 12 0138  RL KGMN300-0-00
08-3-D32B 5 0508 172 12 12 0138  RL KGMR/L300--C]
10-3-D32B 5 0633 58 5/8 5/8 - RIL KRMN300-C

2 Applicable inserts B182
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Auto Tools (MGT Plus / MGT) Inserts / Holder B

D MGT Plus/MGT applicable inserts

5 Coated Uncoated Dimensions (inch)

k) Picture Designation NNRRDDB-NDO®D < Configuration
= g PR NBeRB%~oB SSC CW RE BW INSL AN HAND g

= [SRSRIRSRIRTRIPI RS PP

< Z2ZZZZ2Z0o00aTC®

= PGMN 200-02-MM o o [ ) 0.079 1/128 0.063 0.630

PGMN-MM ;[]]::D:j

PGMN 150-015-GM| o o ceoe 0059 3512 0.047 0630 o
PGMN-GM 20002GM| ®© o oo 0079 1128 0063 0630 CW;[]]::D:]
250-02-GM | o o coe 250 1128 0728 0728 - e
= [N PRMN 200-RM o o ceoe 0079 3/64 0063 0.630 o
a. INSL
2
5 o —
S
[~
MGMN 150-G s coe 15 005 0006 0047 0630 7 N N
MGMN-G 200-G cooe oo 20 0079 0008 0047 0630 7 N cvgm::[g
: 250-G oo oo 25 0098 0008 0079 0728 7 N e -
R
=) MGMN 200-M eoe o LI 20 0079 0008 0047 0630 7 N aw
== MGMN-M 250-M coo oo 25 0093 0008 0079 0728 7 N ow 1]
&; INSL
£
= Q AN
<
S
® : Stock item

MGEHR

WF B

LF

/ ) * R type holder
SR |
PGMN PRMN MGMN 4

HBH
(inch)
- Screw Wrench
. . Applicable
Designation LF WF HF B H HBH HAND insert @ /\
2 PGMN150-[1-[]
MGEHR 06-X15A 45 0.508 12 12 12 0.079 R MGMN150-G ETNA0412 TW15L
PGMN200-[J-[]
_ PRMN200-[]
08-X20A 45 0.510 1/2 1/2 1/2 0.079 R MGMN200-M ETNA0412 TW15L
MGMN200-G
08-X25A 45 0.512 12 12 12 0.079 R Pa’guﬁgngD ETNAOT —_—
10-X25A 45 0.637 5/8 5/8 5/8 0.079 R MGMN250-G
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B Technical Information for Auto Tools (MSB Plus)

MSB Plus

The premium solid boring tool

- Applicable for various cutting types : Boring, grooving, threading, and face grooving etc.
- Suitable for high precision cutting due to internal coolant and precise strong clamping system

D Code system
e Insert

(€) -
r r r r r r

MSB plus Handed Shank dia. Min. Max. Coolant
R:Right handed ~ 4: 4.0mm machining dia. ~ machining C: High
L: Left handed 5:5.0mm 10: 1.0mm depth pressure
6:6.0mm 22:2.2mm 10: 10mm coolant
Use 7:7.0mm 30: 3.0mm 22:22mm
BC: Borin 42:4.2mm 30: 30mm
BCB: Bori?]g (chip breaker) 59:5.9mm 42:42mm
59: 59mm

BCF: Boring (chip former)

CBLF: Boring & profiling (chip breaker)
CL: Boring & profiling

FG: Face grooving internal

FP: Face grooving external

FGR: Round face grooving internal
GS: Square grooving

PP: Pre-part off

e Holder

(-4)
r r r r r r r

MSB plus Use Shank type Coolant Bore size (1) Shank size Bore size (2)
Holder R: MSB plus N: Neck type C: Coolant 4: 4.0mm 22: ¢22.0mm 4: 04.0mm
round shank holder  R: Round type 5: 05.0mm 5: (05.0mm
S: Shrink holder 6: 06.0mm 6: 06.0mm
7:07.0mm 7:07.0mm
O Features

Rake design

Improved clamping system « Better precision by rake side of the insert

« With its easy to clamp structure, strong clamping
is fulfilled with a single screw

Stop pin

« Precise position control while clamping an insert

Enhanced coolant system

« Cooling the cutting edge and removing chips
through the coolant hole

185 @ Turning
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Radius / Width
R0O15: 0.15mm
R100: 1.00mm
R150: 1.50mm
WO015: 0.15mm
W100: 1.00mm
W150: 1.50mm

!

No. of flat side
2F: 2 flat sides
4F: 4 flat sides




D Application range
> Boring

» Grooving

» Threading

Technical Information for Auto Tools (MSB Plus) B

Boring (chip breaker)

Boring & Profiling (CL) Boring & Profiling
(CBLF chip breaker)

™
®

Square grooving Face grooving internal

Round face grooving Pre-part off
internal

Threading

Boring (chip former)

™
®

Face grooving external

Turning @ 186



B Auto Tools (MSB Plus)

Boring

DMIN

For internal cutting

WFS =1 DCONMS
; S J

APMX

I
o S Jr pcoNvs
RE

WF

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF  APMX  WFS wB a° ge OHX LF
MBCR/L  410L04-R005 4 0.05 0.48 0.10 0.96 0.71 16.4 8 880  25.75
410L04-R010 4 0.10 0.48 0.10 0.96 0.71 17.0 8 880 2575
410L06-R005 10 6 0.05 0.48 0.15 0.96 0.71 16.4 8 880 2575
410L06-R010 6 0.10 0.48 0.15 0.96 0.81 17.0 8 880 2575
MBCR  415L04-R005 15 4 0.05 074 0.15 2.74 1.15 16.0 8 1150  28.50
MBCR/L  415L09-R010 15 9 0.10 0.74 0.15 1.45 1.22 16.0 8 1150 2850
417L06-R005 6 0.05 0.62 0.20 1.43 1.02 16.0 8 1150 2850
417L06-R010 6 0.10 0.77 0.20 1.58 1.18 16.0 8 1150 2850
417L09-R005 7 9 0.05 0.62 0.20 1.43 1.04 16.0 8 1150  28.50
417L09-R010 9 0.10 0.82 0.20 1.63 1.30 16.0 8 1150 2850
419L06-R005 6 0.05 0.72 0.20 1.62 1.20 16.0 8 1150  28.50
419L09-R005 19 9 0.05 0.72 0.20 1.62 1.20 16.0 8 1150 2850
4221.06-R005 6 0.05 0.88 0.20 1.88 1.55 17.7 8 1150 2850
4221.06-R010 6 0.10 0.93 0.20 1.93 1.55 17.7 8 1150  28.50
4221.09-R005 22 9 0.05 0.88 0.20 1.88 1.55 17.7 8 1150  28.50 40
4221.09-R010 9 0.05 0.1 0.20 2.06 1.76 17.7 8 1150  28.50
422114-R010 14 0.10 1.04 0.20 2.04 1.76 17.7 8 1820  35.20
MBER  422L14-R010 2.2 14 0.10 1.04 0.20 2.04 1.76 17.7 8 1820  35.20
MBCR/L  4271.10-R005 10 0.10 0.05 0.20 2.47 2.06 175 8 1150 2850
427110-R015 10 0.15 1.19 0.20 2.41 2.06 17.5 8 1150 2850
427115-R015 21 15 0.15 1.23 0.20 2.48 2.06 17.5 8 1820 3520
427115-R015 15 0.15 1.23 0.20 2.48 2.06 17.5 8 1820  35.20
MBCR/L 427L16-R005 27 16 0.05 1.22 0.20 2.47 2.06 17.5 8 1820 3520
MBER  427L16-R005 27 16 0.05 1.22 0.20 2.47 2.06 17.5 8 1820 3520
MBCR  430L10-R005 10 0.05 1.33 0.20 2.70 2.25 175 8 1150  28.70
MBCR/L  430L16-R005 16 0.05 1.33 0.20 2.70 2.25 17.5 8 1820 3520
430L20-R015 30 20 0.15 1.36 0.20 2.70 2.36 17.5 8 2280  39.80
430L26-R005 26 0.05 1.33 0.20 2.70 2.25 17.5 8 2870 4570

187 @ Turning



Auto Tools (MSB Plus) B

Boring

DMIN

For internal cutting

WFS A lDpcoNms
, wi LD 1

ws] HEAEVD It -— -

WF

{!° -
APMX %: A wB }
«i» DCON-MS

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WB a’ g° OHX LF
MBCR/L  432L10-R005 10 0.05 1.43 0.20 2.90 2.45 17.5 8 11.50 28.50
432L10-R015 10 0.15 1.44 0.20 2.90 2.50 17.5 8 11.50 28.50
432L16-R005 16 0.05 1.43 0.20 2.90 2.45 17.5 8 18.20 35.20
MBER 432L16-R005 16 0.05 1.43 0.20 2.90 2.45 17.5 8 18.20 35.20
MBCR/L 432L16-R015 16 0.15 1.44 0.20 2.87 2.50 17.5 8 18.20 35.20
MBER 432L16-R015 3.2 16 0.15 1.44 0.20 2.87 2.50 17.5 8 18.20 35.20
MBCR/L 432L20-R005 20 0.05 1.43 0.20 2.90 2.45 17.5 8 22.80 39.80
MBER 4321L.20-R005 20 0.05 1.43 0.20 2.90 2.45 17.5 8 22.80 39.80
MBCR/L 432L20-R015 20 0.15 1.40 0.20 2.87 2.45 17.5 8 22.80 39.80
MBER 4321.20-R015 20 0.15 1.40 0.20 2.87 2.45 17.5 8 22.80 39.80
4321.23-R010 23 0.10 1.43 0.20 2.90 2.45 17.5 8 22.80 45.70
MBCR 437L10-R005 10 0.05 1.78 0.20 3.48 3.05 17.5 8 11.50 28.50
MBCR/L 437L10-R015 10 0.15 1.74 0.20 3.44 3.05 17.5 8 11.50 28.50
437L15-R015 15 0.15 1.74 0.20 3.44 3.05 17.5 8 18.20 35.20
MBER 437L15-R015 3.7 15 0.15 1.74 0.20 3.44 3.05 17.5 8 18.20 35.20
MBCR/L 437L20-R015 20 0.15 1.74 0.20 3.44 3.05 17.5 8 22.80 39.80
MBER 437L20-R015 20 0.15 1.74 0.20 3.44 3.05 17.5 8 22.80 39.80
MBCR 4371.26-R005 26 0.05 1.78 0.20 3.48 3.05 17.5 8 28.70 45.70 40
4421.10-R003 10 0.03 1.98 0.30 3.98 313 19.0 8 11.50 28.50
4421.10-R005 10 0.05 1.95 0.30 3.95 3.45 21.0 8 11.50 28.50
MBCR/L 442L10-R015 10 0.15 1.93 0.30 3.93 3.13 19.0 8 11.50 28.50
4421.16-R005 16 0.05 1.95 0.30 3.95 3.45 21.0 8 18.20 35.20
MBER 4421.16-R005 16 0.05 1.95 0.30 3.95 3.45 21.0 8 18.20 35.20
MBCR 4421.15-R003 15 0.03 1.98 0.30 3.98 313 19.0 8 18.20 35.20
MBCR/L 442L16-R015 16 0.15 1.93 0.30 3.93 313 19.0 8 18.20 35.20
MBER 4421.16-R015 16 0.15 1.93 0.30 3.93 3.13 19.0 8 18.20 35.20
MBCR/L  442L21-R005 42 21 0.05 1.95 0.30 3.95 3.45 21.0 8 22.80 39.80
MBER 4421.21-R005 21 0.05 1.95 0.30 3.95 3.45 21.0 8 22.80 39.80
MBCR/L 442L.21-R015 21 0.15 1.93 0.30 3.93 3.13 19.0 8 22.80 39.80
MBER 4421.21-R015 21 0.15 1.98 0.30 3.98 313 19.0 8 24.70 41.70
MBCR 4421.25-R003 25 0.03 1.98 0.30 3.98 313 19.0 8 28.70 45.70
MBCR/L  442126-R005 26 0.05 1.95 0.30 3.95 3.45 21.0 8 28.70 45.70
4421.26-R015 26 0.15 1.93 0.30 3.93 3.13 19.0 8 28.70 45.70
MBCR 4421.30-R005 30 0.05 1.95 0.30 3.95 3.45 21.0 8 33.70 50.70
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B Auto Tools (MSB Plus)

Boring

APMX

B

DMIN

WFS

i

For internal cutting

ws] HAB T l-——— «i» DCON-MS
WF W L —
OHX ‘
Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WB a’ g° OHX LF
MBCR 552L10-R005 10 0.05 2.43 0.50 493 424 19.0 8 12.15 35.00
MBCR/L 552L10-R020 10 0.20 2.44 0.50 494 4.04 21.0 8 12.15 35.00
MBCR 552L15-R003 15 0.03 2.44 0.50 494 424 21.0 8 18.15 41.00
MBCR/L 552L16-R020 16 0.20 2.44 0.50 4.94 4.04 21.0 8 18.15 41.00
MBCR 5521L.20-R005 20 0.05 2.43 0.50 493 424 21.0 8 23.15 46.00
5521.20-R020 20 0.20 2.44 0.50 494 4.04 21.0 8 23.15 46.00
MBCR/L 552L21-R020 52 21 0.20 2.44 0.50 4.94 4.04 21.0 8 23.15 46.00 50
MBER 5521L21-R020 21 0.20 244 0.50 4.94 4.04 21.0 8 23.15 46.00
MBCR/L 552L26-R020 26 0.20 244 0.50 4,94 4.04 21.0 8 28.15 51.00
MBER 5521L.26-R020 26 0.20 2.44 0.50 4.94 4.04 21.0 8 28.15 51.00
MBCR 552L.30-R005 30 0.05 2.42 0.50 492 424 21.0 8 32.15 55.00
MBCR/L  5521.30-R020 30 0.20 2.44 0.50 4.94 4.04 21.0 8 3215 5500
5521L.35-R020 35 0.20 2.44 0.50 4.94 4.04 21.0 8 37.15 60.00
662L16-R020 16 0.20 2.93 0.50 5.93 473 22.0 8 18.30 42.00
MBCR 662L20-R005 20 0.05 2.93 0.50 5.93 473 22.0 8 23.30 47.00
MBCR/L 662L21-R020 21 0.20 293 0.50 5.93 473 22.0 8 23.30 47.00
662L26-R020 26 0.20 2.93 0.50 593 473 22.0 8 28.30 52.00
MBCR 662L30-R005 30 0.05 2.93 0.50 5.93 473 22.0 8 32.30 56.00
MBCR/L 662L30-R020 6.2 30 0.20 293 0.50 593 473 22.0 8 32.30 56.00 6.0
MBER 662L30-R020 30 0.20 2.93 0.50 5.93 473 22.0 8 32.30 56.00
MBCR/L 662L35-R020 35 0.20 2.93 0.50 5.93 473 22.0 8 37.30 61.00
MBER 662L35-R020 35 0.20 293 0.50 593 473 22.0 8 37.30 61.00
MBCR/L 662L40-R020 40 0.20 293 0.50 5.93 473 22.0 8 42.30 66.00
MBCR 772L15-R010 15 0.10 3.44 0.50 6.94 5.74 22.0 8 16.40 41.00
MBCR/L 772L15-R020 15 0.20 3.44 0.50 6.94 5.74 22.0 8 16.40 41.00
772L.25-R020 25 0.20 3.44 0.50 6.94 5.74 22.0 8 26.40 51.00
MBCR 772L.30-R020 30 0.20 3.44 0.50 6.94 5.74 22.0 8 31.40 56.00
MBCR/L  772L35-R020 79 35 0.20 3.44 0.50 6.94 5.74 22.0 8 36.40 61.00 70
772L40-R020 40 0.20 3.44 0.50 6.94 5.74 22.0 8 41.40 66.00 '
MBER 772L40-R020 40 0.20 3.44 0.50 6.94 5.74 22.0 8 41.40 66.00
MBCR/L 772L45-R020 45 0.20 3.44 0.50 6.94 5.74 22.0 8 46.40 71.00
MBER 772L45-R020 45 0.20 3.44 0.50 6.94 5.74 22.0 8 46.40 71.00
MBCR/L 772L50-R020 50 0.20 3.44 0.50 6.94 5.74 22.0 8 51.40 76.00
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Auto Tools (MSB Plus) B

Boring HPC

APMX

B

DMIN

% HPC: High pressure coolant

|

t

-—|--

LU

OHX

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WB a’ g° OHX LF

MBCR 430L20C-R015 3.0 20 0.15 1.36 0.20 2.70 2.36 17.5 8 22.80 39.80
432L10C-R015 10 0.15 1.44 0.20 2.90 2.50 17.5 8 11.50 28.50
4321L20C-R015 32 20 0.15 1.40 0.20 2.87 2.45 17.5 8 22.80 39.80
440L10C-R020 4.0 10 0.20 1.90 0.25 3.74 3.35 17.5 8 11.50 28.50 4.0
4421L.10C-R015 10 0.15 1.93 0.30 3.93 3.13 19.0 8 11.50 28.50
4421.10C-R020 42 10 0.20 1.98 0.30 3.98 313 19.0 8 1150  28.50
4421.21C-R015 21 0.15 1.93 0.30 3.93 3.13 19.0 8 22.80 39.80
552L10C-R020 10 0.20 2.44 0.50 4.94 4.04 21.0 8 12.15 35.00
552L15C-R020 15 0.20 2.44 0.50 4.94 4.24 21.0 8 18.15 41.00
5521L.21C-R020 5.2 21 0.20 2.44 0.50 494 4.04 21.0 8 23.15 46.00 5.0
552L.30C-R020 30 0.20 2.44 0.50 494 4.04 21.0 8 32.15 55.00
552L.35C-R020 35 0.20 2.44 0.50 4.94 4.04 21.0 8 37.15 60.00
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B Auto Tools (MSB Plus)

Boring chip breaker HPC

DMIN

LF

¥ HPC: High pressure coolant

For internal cutting

ﬂ» DCON-MS

— ¢ A wB
WFS
L (B
'
APMX
RE

Dimensions (mm)

Designation DMIN DCON-MS
LU RE WF APMX  WFS WB a’ B° OHX LF
MBCBR  442120C-R015 42 20 0.15 1.95 0.30 3.95 3.13 21 8 2280  39.80 40
552L15C-R020 15 0.20 2.44 0.50 4.94 4.04 21 8 1815  41.00
552L25C-R020 >2 25 0.20 2.44 0.50 494 4.04 21 8 2815  51.00 50
662L30C-R020 6.2 30 0.20 2.93 0.50 5.93 4.73 22 8 3230 56.00 6.0

Boring chip former HPC

DMIN

¥ HPC: High pressure coolant

APMX

] it DT ————

RE

Designation

Dimensions (mm)

LU RE WF APMX WFS

WB

a° Bo

OHX

LF

DCON-MS

MBCFR  442L10C-R015

4.2

10 0.15 1.85 0.05 3.85

3.35

75 6

11.50

28.50

4.0
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Auto Tools (MSB Plus) B

Boring & Profiling (CBLF) HPC

@ ‘ —f—f—f—f—%%f—f—f—f For internal cutting

WS EE$7,77%:7777—7————f—f%DCON-MS
WF \
]
HX
RE ©

APMX

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WB a’ g° OHX LF
MCBLFR/L 442L10C-R015 10 0.15 1.90 0.70 3.90 3.10 47 3 11.50 28.50
4421.16C-R015 4.2 16 0.15 1.90 0.70 3.90 3.10 47 3 1820 3520 4.0
4421.21C-R015 21 0.15 1.90 0.70 3.90 3.10 47 3 22.80 39.80
552L16C-R020 16 0.20 2.40 0.95 4.90 3.80 49 3 18.15 41.00
5521L25C-R020 >2 25 0.20 2.40 0.95 4.90 3.80 49 3 2815  51.00 50
662L16C-R020 16 0.20 2.78 1.75 5.80 3.90 49 3 18.30  42.00
662L21C-R020 6.2 21 0.20 2.78 1.75 5.80 3.90 49 3 2330  47.00 6.0
662L30C-R020 30 0.20 2.78 1.75 5.80 3.90 49 3 3230  56.00

Boring & Profiling (CL) HPC  HPO: i prossure cootn

DMIN ‘ ‘ LF I:

‘ 777777777 %77 77777 For internal cutting
\J

8 A
wB r-
\ |
S [
WFS A — ,;777777773 DCON-MS
IWF % N

AP

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WB a’ B° OHX LF
MCLR 4421.10C-R0O15 42 10 0.15 1.90 0.70 3.90 3.10 47 3 11.50 28.50 20
4421.21C-R015 ' 21 0.15 1.90 0.70 3.90 3.10 47 ) 18.20 35.20 '
5521L25C-R020 52 25 0.20 2.40 0.95 4.90 3.80 49 3 28.15 51.00 5.0

Turning @ 192



B Auto Tools (MSB Plus)

Boring & Profiling (CL)

DMIN

,Bfli_

f&( o« WFS WF& 1 #}fﬁ} ————————— + DCON-AS
APVIX ]‘i y L__

RE OHX

Dimensions (mm)
Designation DMIN DCON-MS
LU RE WF APMX WFS WB a’ g° OHX LF

MCLR 442110-R010 10 0.10 1.90 0.70 3.90 3.10 47 3 11.50 28.50

MCLR/L 442L10-R015 19 10 0.15 1.90 0.70 3.90 3.10 47 3 11.50 28.50 10
4421L16-R015 ' 16 0.15 1.90 0.70 3.90 3.10 47 3 18.20 35.20 '
4421.21-R015 21 0.15 1.90 0.70 3.90 3.10 47 3 22.80 39.80

MCLR 552L07-R007 7 0.07 2.40 0.95 4.90 3.75 49 3 18.20 35.20

MCLR/L 552L16-R020 5.2 16 0.20 2.40 0.95 4.90 3.80 49 3 18.15 41.00 5.0
552L25-R020 25 0.20 2.40 0.95 4.90 3.80 49 3 28.15 51.00

MCLR 662L16-R010 16 0.10 2.78 1.75 5.78 3.90 49 3 18.30 42.00

MCLR/L 662L16-R020 62 16 020 278 175 578 390 49 3 1830 42,00 60
662L21-R020 ' 21 0.20 2.78 1.75 5.78 3.90 49 3 23.30 47.00 '
662L30-R020 30 0.20 2.78 1.75 5.78 3.90 49 3 32.30 56.00

% HPC: High pressure coolant

Square grooving HPC

DMIN LF ) (j

‘ ) . e For internal cutting
@ = } /

|
[}
WFS - "H” o= e DCON-MS
wel - J

RE

Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS WB OHX LF

MGSR  442L10C-W100 100 0.80 10 190 010 390 290 1150 2850
442L15C-W100 | 42 1.00 0.80 15 190 010 390 290 1820 3520 40
442120C-W100 100 0.80 20 190 010 390 290 2280  39.80
552L10C-W100 1.00 1.00 10 240 010 490 370 1215 3500
552L15C-W100 100 1.00 15 240 010 490 370 1845  41.00
552L15C-W150 | > 150 1.00 15 240 010 490 370 1845  41.00 50
5521.20C-W150 150 1.00 20 240 010 490 370 2315  46.00
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Auto Tools (MSB Plus) B

Square grooving

DMIN

<8

®

WFS

wr]

RE

€DX !
cw

Ly
OHX

For internal cutting

Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS wB OHX LF
MGSR 430L16-W070 3.0 0.70 0.62 16 1.40 0.10 2.70 1.75 11.50 39.80
440L10-W100 4.0 1.00 1.00 10 1.90 0.00 3.90 2.50 18.20 35.20
MGSR/L 442L10-W079 0.79 0.80 10 1.96 0.10 3.96 2.90 11.50 28.50
4421.10-W100 1.00 0.80 10 1.90 0.10 3.90 2.90 11.50 28.50
MGSR 4421.10-W150 1.50 0.80 10 1.90 0.10 2.90 2.90 18.20 35.20 40
MGSR/L  442L15-W079 42 0.79 0.80 15 1.96 0.10 3.96 2.90 18.20 35.20
442115-W100 1.00 0.80 15 1.90 0.10 3.90 2.90 18.20 35.20
4421.20-W100 1.00 0.80 15 20.00 0.10 3.90 2.90 22.80 39.80
4421.25-W079 079 0.80 25 1.96 0.10 3.96 2.90 28.70 4570
MGSL 552L06-W070 0.70 1.00 6 2.40 0.10 4.90 3.70 12.15 32.00
MGSR/L 552L10-W100 1.00 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
MGSR 552L10-W179 1.79 1.35 10 2.40 0.10 4.90 3.70 12.15 35.00
552L10-W150 1.50 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
552L10-W200 2.00 1.00 10 2.40 0.10 4.90 3.70 12.15 35.00
MGSR/L 552L15-W100 5 1.00 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00 50
552L15-W150 1.50 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00 '
MGSR  552L15-W200 2.00 1.00 15 2.40 0.10 4.90 3.70 18.15 41.00
MGSR/L 552L20-W100 1.00 1.00 20 2.40 0.10 4.90 3.70 23.15 46.00
552L.20-W150 1.50 1.00 20 2.40 0.10 4.90 3.70 2315 46.00
MGSR  552L20-W200 2.00 1.00 20 2.40 0.10 4.90 3.70 2315 46.00
552L.21-W050 0.50 1.00 21 2.40 0.10 4.90 3.70 2315 46.00
652L10-W160 5.2 1.60 1.80 10 2.20 0.10 5.20 2.90 12.30 36.00
662L06-W150 1.50 1.80 0.40 0.10 3.40 1.70 12.30 40.00
662L09-W080 0.80 1.80 9 2.96 0.10 5.96 4.00 11.30 35.00
662L10-W079 0.79 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR/L  662L10-W100 1.00 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR  662L10-W117 1.17 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR/L  662L10-W150 6.2 1.50 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00 6.0
MGSR 662L10-W157 1.57 1.80 10 2.90 0.10 5.94 4.00 12.30 36.00
662L10-W198 1.98 1.80 10 2.90 0.10 5.94 4.00 12.30 36.00
MGSR/L  662L10-W200 2.00 1.80 10 2.90 0.10 5.90 4.00 12.30 36.00
MGSR  662L15-W079 0.79 1.80 15 2.90 0.10 5.94 4.00 18.30 42.00
MGSR/L  662L15-W100 1.00 1.80 15 2.90 0.10 5.90 4.00 18.30 42.00
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B Auto Tools (MSB Plus)

Square grooving

DMIN

e |

®

WFS

For internal cutting

wr | !
RE oox L, _
cw
LU
OHX
Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS WB OHX LF
MBGR 662L15-W117 117 1.80 15 2.96 0.10 5.96 4.00 18.30 42.00
MGSR/L  662L15-W150 1.50 1.80 15 2.90 0.10 5.90 4.00 18.30 42.00
MGSR 662L15-W157 1.57 1.80 15 2.96 0.10 5.96 4.00 18.30 42.00
662L15-W198 1.98 1.80 15 2.96 0.10 5.96 4.00 18.30 42.00
MGSR/L  662L15-W200 2.00 1.80 15 2.90 0.10 5.90 4.00 18.30 42.00
662L.20-W100 1.00 1.80 20 2.90 0.10 5.90 4.00 23.30 47.00
662L20-W150 1.50 1.80 20 2.90 0.10 5.90 4.00 23.30 47.00
662L.20-W200 2.00 1.80 20 2.90 0.10 5.90 4.00 23.30 47.00
MGSR 662L25-W079 0.79 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00
662L25-W100 1.00 1.80 25 2.90 0.10 5.90 3.10 28.30 56.00
662L25-W117 62 117 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00 60
662L25-W157 ’ 1.57 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00 )
662L25-W198 1.98 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00
662L.25-W200 2.00 1.80 25 2.90 0.10 5.90 3.20 28.30 56.00
662L25-W350 3.50 1.80 25 2.96 0.10 5.96 4.00 28.30 52.00
MGSR/L  662L30-W100 1.00 1.80 30 2.90 0.10 5.90 4.00 32.30 56.00
662L30-W150 1.50 1.80 30 2.90 0.10 5.90 4.00 32.30 56.00
662L30-W200 2.00 1.80 30 2.90 0.10 5.90 4.00 32.30 56.00
MGSR 662L35-W079 0.79 1.80 35 2.96 0.10 5.96 4.00 37.30 61.00
662L35-W117 117 1.80 35 2.96 0.10 5.96 4.00 37.30 61.00
662L35-W150 1.50 1.80 35 2.96 0.10 5.90 3.95 37.30 59.85
662L35-W157 1.57 1.80 85 2.96 0.10 5.96 4.00 37.30 61.00
772L15-W250 2.50 2.50 15 3.40 0.10 6.90 410 18.30 42.00
772L10-W079 0.79 2.50 10 3.46 0.10 6.96 4.10 11.40 36.00
MGSR/L  772L10-W100 1.00 2.50 10 3.40 0.10 6.90 4.10 11.40 36.00
772L10-W150 1.50 2.50 10 3.40 0.10 6.90 4.10 11.40 36.00
772L10-W200 2.00 2.50 10 3.40 0.10 6.90 4.10 11.40 36.00
MGSR 772L10-W600 6.00 2.50 10 3.20 0.10 6.90 410 11.40 36.00
772L15-W079 0.79 2.50 15 3.46 0.10 6.96 410 16.40 41,00
772L15-W100 1.00 2.50 15 3.40 0.10 6.90 410 16.40 41,00
772L15-W117 117 2.50 15 3.46 0.10 6.96 410 16.40 41.00
MGSR/L  772L15-W150 1.50 2.50 15 3.40 0.10 6.90 4.10 16.40 41.00
MGSR 772L15-W157 1.57 2.50 15 3.46 0.10 6.96 4.10 16.40 41.00
772L15-W198 1.98 2.50 15 3.46 0.10 6.90 4.10 16.40 41.00
MGSR/L  772L15-W200 7.2 2.00 2.50 15 3.40 0.10 6.90 4.10 16.40 41.00 7.0
MGSR 772L16-W150 1.50 2.50 16 3.40 0.10 6.90 410 17.40 42.00
772L.20-W079 0.79 2.50 20 3.46 0.10 6.96 410 26.40 51.00
772L.20-W117 117 2.50 20 3.46 0.10 6.96 410 26.40 51.00
772L20-W157 1.57 2.50 20 3.46 0.10 6.96 4.10 26.40 51.00
772L20-W198 1.98 2.50 20 3.46 0.10 6.96 4.10 26.40 51.00
772L20-W150 1.50 2.50 20 3.40 0.10 6.90 4.10 26.40 46.00
772L25-W100 1.00 2.50 25 3.40 0.10 6.90 4.10 26.40 51.00
MGSR/L  772L25-W150 1.50 2.50 25 3.40 0.10 6.90 410 26.40 51.00
772L.25-W200 2.00 2.50 25 3.40 0.10 6.90 410 26.40 51.00
MGSR 772L35-W100 1.00 2.50 35 3.40 0.10 6.90 410 36.40 61.00
MGSR/L  772L35-W150 1.50 2.50 35 3.40 0.10 6.90 4.10 36.40 61.00
772L35-W200 2.00 2.50 35 3.40 0.10 6.90 4.10 36.40 61.00
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Auto Tools (MSB Plus) B

Pre-part off

DMIN

For internal cutting

WFS WFT N N
t CDX L _
cw
LU
OHX
Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS WB OHX LF
MPPR/L  552L15-W100 1.00 0.70 15 2.44 0.30 4.94 3.88 18.15 41.00
552L20-W100 1.00 0.70 20 2.44 0.30 4.94 3.88 23.15 46.00

MPPR 552L20C-W100 5.2 1.00 0.70 20 2.44 0.30 4.94 3.88 23.15 46.00 5.0
MPPR/L  552L25-W100 1.00 0.70 25 2.44 0.30 4.94 3.88 28.15 51.00
MPPR 552L.30-W100 1.00 0.70 30 2.44 0.30 4.94 3.88 3215 55.00

Round face grooving internal HPC

DMIN

% HPC: High pressure coolant

= |

CDX

WFS WFmi:’i

RE

|
t
[

‘IIh“i @

For internal cutting

Dimensions (mm)

Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS WB OHX LF
MFGRR/L 662L15C-R050 1.00 2.00 15 2.80 0.50 5.80 5.55 18.30 42.00
662L15C-R080 1.60 3.00 15 2.80 0.80 5.80 5.45 18.30 42.00
662L15C-R100 6.2 2.00 4.00 15 2.80 1.00 5.80 5.45 18.30 42.00 6.0
662L15C-R125 2.50 5.00 15 2.80 1.25 5.80 5.45 18.30 42.00
662L15C-R150 3.00 6.00 15 2.80 1.50 5.80 5.45 18.30 42.00
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B Auto Tools (MSB Plus)

Face grooving HPC

% HPC: High pressure coolant

Min.

Dia. I

For internal cutting

=
CDX
WB [ —
WFS 717‘ f—fﬂ‘—f—f—f—f—} DCON-MS
wr o] |
L_
REx2 v
OHX
Dimensions (mm)
Designation DMIN DCON-MS
CW=0.025 CDX LU WF RE WFS WB OHX LF
MFGR/L 680L15C-W100 1.00 2.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W117 1.17 2.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W150 1.50 3.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W157 1.57 3.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W198 80 1.98 4.00 15 2.80 0.15 5.80 5.55 18.30 42.00 60
680L15C-W200 ' 2.00 4.00 15 2.80 0.10 5.80 5.55 18.30 42.00 '
680L15C-W239 2.39 5.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W250 2.50 5.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W300 3.00 6.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W318 3.18 6.00 15 2.80 0.15 5.80 5.55 18.30 42.00
Face grooving H Pc % HPC: High pressure coolant
Min.
bore
DMIN LF ) Dia. m
‘ _r— % For internal cuttin
= g
LU
REx2 CDX
wB -
wel o I~ }
WFS ee——e———————= DCON-MS
W !
| E—
OHX
Dimensions (mm)
Designation DMIN DCON-MS
CW=+0.025 CDX LU WF RE WFS WB OHX LF
MFPR/L 680L15C-W100 1.00 2.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W117 1.17 2.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W150 1.50 3.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W157 1.57 3.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W198 8.0 1.98 4.00 15 2.80 0.15 5.80 5.55 18.30 42.00 60
680L15C-W200 ' 2.00 4.00 15 2.80 0.10 5.80 5.55 18.30 42.00 '
680L15C-W239 2.39 5.00 15 2.80 0.15 5.80 5.55 18.30 42.00
680L15C-W250 2.50 5.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W300 3.00 6.00 15 2.80 0.10 5.80 5.55 18.30 42.00
680L15C-W318 3.18 6.00 15 2.80 0.15 5.80 5.55 18.30 42.00

197 @ Turning



Auto Tools (MSB Plus) B

DMIN LF For internal cutting

Helix -»4\'
WFS WJ i/‘w\ D‘ ] I DCON-MS

Threading

T
I
- 1 DCON-MS
|
el @E# |
Internal !
60° I L__

W -
Exenal | Partial profile 60°

Thread Pitch Dimensions (mm)
———— DCON-MS | DMIN Designation

Standard (mm) (tpi) LU WFS WF L1 HA OHX LF FHA
M1-M2x0.25 0.73 0.25 - MTHR  407L02P60-0.25 25 0.65 1.95 0.14 029 13.00 29.80 4.9
M1.6-M3x0.35 122 | 035 = 412L04P60-0.35 | 40 110 195 018 029 1300 2980 338
M2x0.4 40 1.57 0.40 - 416L05P60-0.4 5.0 1.45 1.95 0.20 041 13.00 29.80 4.2
M2.2-M2.5x0.45 1.71 0.45 = 417L06P60-0.45 6.0 1.54 1.95 0.22 046 13.00 29.80 4.0
320 |05~1.0 48~24 MTHR/L 429L16F60 160 290 090 090 - 1840 3540 35
40 420 |0.5~1.0| 48~24 439L16F60 16.0 3.89 1.90 0.90 - 18.40 3540 3.5
) 6.20 05~15| 48~16 MTHR 659L06A60 6.0 589 290 090 - 850 3620 35
60 6.20 |0.5~1.5 48~16 MTHR/L 659L16A60 160 589 290 090 - 1850 4220 35

55
’—\/_\E{e;a\ Partial profile 55°

Pitch Dimensions (mm)
DCON-MS DMIN Designation
(mm) (tpi) LU WFS WF L1 HA  OHX LF FHA
40 3.2 0.5~1.0 | 48~24 |MTHR/L 429L16F55 16 290  0.90 0.75 1840 35.40 35 49
' 42 05~1.0 | 48~24 439L16F55 16 2.90 1.90 0.75 1840 35.40 815 3.8
6.0 6.2 0.5~15 | 48~16 659L16A55 16 5.89 2.90 090 1850 42.20 35 4.2
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B Auto Tools (MSB Plus)

MHRSC (shrink tool holder)

LF

Coolant holes
= |
BD| DCON-WS| s ==——-F : —————————— 4‘7— DCON-MS
= |
Hx2 L
e e
Section A-A @ T

L Dimensions (mm) Screw Wrench

Designation DCON-WS T onH 8D " 'F @N
MHRSC  4-10-4F 10 19.7 13.3 8.8 65
4-12-4F 12 19.7 13.8 10.8 70
4-16-4F 4.0 16 217 16.0 14.8 75
4-20-4F 20 23.7 20.0 18.8 84
4-22-4F 22 24.7 22.0 20.0 110
5-16-4F 16 21.7 16.0 14.8 75

5-20-4F 50 20 237 20.0 188 81 MTS10-15X2 MTL15/MTLX15

6-12-4F 12 19.7 13.8 10.8 70
6-16-4F 16 1.7 16.0 14.8 75
6-20-4F 60 20 237 20.0 18.8 84
6-22-4F 22 24.7 22.0 20.0 110
7-16-4F 16 21.7 16.0 14.8 75
7-20-4F o 20 23.7 20.0 18.8 84
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Auto Tools (MSB Plus) B

MHRRC (Round holder)

Coolant holes

DCON-MS

LF

\
DCON-WS | == g i#***************‘{77DCON-MS

Hx2

Section A-A

CON-WS Dimensions (mm) Screw Wrench
Designation DCON-W: )
DCON-MS H LF &
MHRRC  4-20-4F 40 20.00 18.8 83.5
4-22-4F ' 22.00 20.0 110.0
5-20-4F 50 20.00 18.8 83.5
5-22-4F ’ 22.00 20.0 110.0 MTDBT15 MTF15
6-20-4F 60 20.00 18.8 83.5
6-22-4F ' 22.00 20.0 110.0
7-25-4F 7.0 25.00 20.0 110.0
MHRRC (pouble-sided round holder)
LF
Coolant holes Hx2 Coolant holes
1 I ] .
DCON-WS 4147 : T S E— o 1
DCON-MS
W | DCON-MS_
@ DCON-MS | (- () {— ——————— —_— ﬂt@fﬁ
Section A-A Al
CONAWS Dimensions (mm) Screw Wrench
Designation DCON-W: D
DCON-MS H LF &
MHRRC  4-075-5-4F 19.05 17.8 83.5
4-20-5-4F 20.00 18.8 83.5
————— 40~50
4-22-5-4F 22.00 20.0 110.0
— MTDBT15 MTF15
4-25-5-4F 25.00 23.0 110.0
6-20-7-4F 20.00 18.8 83.5
— 1 60~70
6-25-7-4F 25.00 23.0 110.0
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B Auto Tools (MSB Plus)

MHRNC-4F (Round shank holder)

Coolant holes

LF

DCON-WS. Hitypex2
= e H
13.5
Al
« &S +H——— {%f DCON-MS
Section A-A T
L Dimensions (mm) Screw Wrench
Designation DCON-WS s oAH » 'F @N
MHRNC  4-20-4F 20 22 18.8 835
4-22-4F 22 24 20.0 110.0
4-23-4F 4.0 23 25 21.0 110.0
4-25-4F 25 27 23.0 110.0
4-28-4F 28 30 26.0 110.0
5-20-4F 20 22 18.8 83.5
5-22-4F 22 24 20.0 110.0
5-23-4F 5.0 23 25 21.0 110.0
9-25-4F 25 27 230 100 MTDT{5 MTKT15
5-28-4F 28 30 26.0 110.0 or or
6-20-4F 20 22 188 835 DB MTFS
6-22-4F 22 24 20.0 110.0
6-23-4F 6.0 23 25 21.0 110.0
6-25-4F 25 27 23.0 110.0
6-28-4F 28 30 26.0 110.0
7-22-4F 22 24 20.0 110.0
7-23-4F 23 25 21.0 110.0
7-25-4F 70 25 27 23.0 110.0
7-28-4F 28 30 26.0 110.0
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Auto Tools (MSB Plus) B

MHRNC-2F (Round shank holder)

Coolant Holes

LF

DCON-WS H
- C
OAH “ J [ L ————— |
% f
135 ?
A
H
@ fffffff —1—————B———DCON»MS
A
Section A-A T
CON-WS Dimensions (mm) Screw Wrench
Designation DCON-W: )

DCON-MS OAH H LF &
MHRNC 4-10-2F 10.00 14.0 8.8 65.0
4-12-2F 40 12.00 16.0 10.8 70.0
4-16-2F ' 16.00 17.6 14.8 75.0
4-20-2F 20.00 22.0 18.8 84.0
5-10-2F 10.00 14.0 8.8 65.0

-12- 12. 16. 10. 4
5-12-2F 50 00 6.0 0.8 70.0 MIDT15 MTKT15
5-16-2F 16.00 18.6 14.8 75.0 or or

5-20-2F 2000 220 18.8 84.0 MTDBTTS MTF15
6-12-2F 12.00 16.0 10.8 70.0
6-16-2F 6.0 16.00 18.6 14.8 75.0
6-20-2F 20.00 22.0 18.8 84.0
7-16-2F 70 16.00 18.6 14.8 75.0
7-20-2F ' 20.00 22.0 18.8 84.0
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B Technical Information for Auto Tools (MSB Tool)

Auto tools (MSB tool)

- High hardness grade guarantees longer tool life
- Various kinds of machining (Fitting, valve, medical parts, automobile component,

and semiconductor) are available
- Various types of MSB tools (Boring, grooving, threading)

D Code system

! ! ! ! ! ! !
Type Application Hand Shank dia. Max. aspect ratio Cutting edge
M: Micro B :Boring R: Right 03:3.0 10:10.0 1: Single ended
BC : Copying L: Left 04:4.0 15:15.0 None: Double ended
BB : Back boring 06:6.0 20:20.0
BF : Chamfering 08:8.0 25:25.0
G :Square grooving 10:10.0 35:35.0
GR : Round grooving . .
GF : Face grooving Machining size
T :Threading Boring No Code
Copying Width of groove
' 60° 55
Threading ﬁ
F 0.25~1.0 | 72~24
o 05~15 | 48~16
AG 0.5~3.0 48~8
D MSB tool code system
Type Application Designation
01 Boring MBR/LOO s %
02 ) Copying MBCR/LOO ¥ ¥
Boring
03 Back Boring MBBR/LOO %t %
04 Chamfering MBFR/LOO # #
05 Square Grooning MGR/LOO sk s—[J[]
06 Grooving Round Grooving MGRR/LOO» -]
07 Face Grooving MGFR/LOO00-][]
. 60° MTR/LOO % %—©60
08 Threading Partial
55° MTR/LOO % % —<55
D Details
O Shank Dia.
v Max. depth of boring
g Width of groove
Mark
0.25~1.0 72~24
<o Pitch / tpi A 0.5~1.5 48~16
AG 0.5~3.0 48~8

m This is metric size. We can also provide in inch type

203 @ Turning



Technical Information for Auto Tools (MSB Tool) B

O Grades
Grades Coating Application and features
Itra fine grain T nsur rior wear resistance an hn

712M Carbide Uta. (?g al supst ate e. sures superior wear resistance al d toughness

Application: Cast iron, aluminum and non-ferrous metals machining

" . TiN coated ultra fine grain substrate ensures longer tool life
PC30M TiN tin o ) ) ) -
€30 coating Application: Stainless steel, heat-resistant alloy alloy and hard-to-cut material machining

D Machining types

D Types

Boring

Boring
Min. dia. of machining: @0.13

Copying Back Boring Chamfering

Min. dia. of machining: @0.20 Min. dia. of machining: @0.13 Min. dia. of machining: @0.20

=) _

=

>

©

©

‘s R - -
Square Grooving Round Grooving Face Grooving
Min. dia. of machining: @0.13 Min. dia. of machining: ©0.13 Min. dia. of machining: ©0.27

=)

£ 1 )

3 -

T

= B —

(=

Threading
Min. dia. of machining: ¥0.13
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B Auto Tools (MSB Tool)

Boring

cox DCON-MST
LU
REO0.2 LF
£7 = DCON-MS I
! LF
(mm)
Twin edge Single edge Overall length Detailed cutting edge
L Coated | Uncoated o Coated |Uncoated| PSON- | DEN | LU LF
Designation Designation CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended

MBR 0310 ° MBR 0310-1 10 40 35

0315 ° 0315-1 30 32 15 50 45 05 14

0410 ° 0410-1 10 40 35

0415 ° 0415-1 4.0 42 15 50 45 0.6 1.9

0420 ° 0420-1 20 60 50

0610 ° 0610-1 10 45 40

0615 o 0615-1 6.0 6.2 15 55 45 0.75 29

0620 o 0620-1 20 65 50

0810 o 0810-1 10 50 45

0820 ° 0820-1 8.0 8.2 20 70 60 0.8 39

0830 0830-1 30 80 70

1015 1015-1 15 60 60

1025 1025-1 10.0 10.2 25 80 70 1.0 49

1035 ° 1035-1 35 100 80
(X This is metric size. We can also provide in inch type ® : Stock item
Copying

WF #F = Hﬁ Il=

DCON-MS

LF

F ,,,,,,, =
1

DCON—MSi

LF

(mm)

Twin edge Single edge Overall length Detailed cutting edge
o Coated | Uncoated o Coated |Uncoated| DS | DCN | LU LF
Designation Designation CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MBCR 0410 ° MBCR 0410-1 10 40 35
0415 o 0415-1 4.0 4.2 15 50 45 1.0 1.9
0420 o 0420-1 20 60 50
0610 ° 0610-1 10 45 40
0615 ° 0615-1 6.0 6.2 15 55 45 1.3 2.9
0620 o 0620-1 20 60 50
® : Stock item

m This is metric size. We can also provide in inch type
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Auto Tools (MSB Tool) B

Back Boring

o ——— 4
?cw o DX DCON-MSF g
0.2
LU
LF
E S F=————— 9—-—-—-—-—-—- IL DCON Msl
L |
| . |
(mm)
Twin edge Single edge Overall length Detailed cutting edge
o Coated | Uncoated o Coated |Uncoated| PSON- | DCN | LU LF
Designation Designation CcwW CDX WF
PC30M | Z12Mm PC30M | Z12Mm Double ended | Single ended
MBBR 0310 o MBBR 0310-1 10 40 35
0315 ° 0315-1 30 32 15 50 45 15 08 14
0410 ° 0410-1 10 40 35
0415 (] 0415-1 40 42 15 50 45 2.0 1.3 1.9
0420 ° 0420-1 20 60 50
0610 o 0610-1 10 45 40
0615 o 0615-1 6.0 6.2 15 55 45 2.0 1.9 29
0620 o 0620-1 20 65 50
m This is metric size. We can also provide in inch type ® : Stock item
Chamfering
WFJWJU/X"*’* ———— — By
% w Ccbx DCON—MST Q
ol W
LF
6 =N = DCON—MSi
‘ \ RE0.2
| LF
(mm)
Twin edge Single edge Overall length Detailed cutting edge
o Coated | Uncoated o Coated |Uncoated| DSON" | DCN | LU LF
Designation Designation (R} CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MBFR 0410 o MBFR 0410-1 10 40 35
0415 o 0415-1 4.0 42 15 50 45 0.8 1.0 1.9
0420 o 0420-1 20 60 50
0610 o 0610-1 10 45 40
0615 o 0615-1 6.0 6.2 15 55 45 14 1.2 29
0620 o 0620-1 20 65 50
® : Stock item

m This is metric size. We can also provide in inch type
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B Auto Tools (MSB Tool)

Square Grooving

™~ —
wﬂL S—_— 1
T ow eox DCON—MST
LU
LF
ﬁxq —————— 2+ ————————-— i» DCON-MS I
1 |
| : |
‘ ‘ (mm)
Twin edge Single edge Overall length Detailed cutting edge
L Coated | Uncoated o Coated |Uncoated| PSON- | DEN | LU LF
Designation Designation cw CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MGR 0310-1.0 MGR 0310-1.0-1 10 40 35 10
0315-1.0 ° 0315-1.0-1 30 32 15 50 45 ' 08 14
0310-1.5 ° 0310-1.5-1 10 40 35 15
0315-1.5 ° 0315-1.5-1 15 50 45
0410-1.0 ° 0410-1.0-1 10 40 35 10
0420-1.0 0420-1.0-1 20 60 50 '
0410-1.5 0410-1.5-1 10 40 35
0420-1.5 0420-1.5-1 40 42 20 60 50 15 14 19
0410-2.0 ° 0410-2.0-1 10 40 35 20
0420-2.0 0420-2.0-1 20 60 50 '
0610-1.0 ° 0610-1.0-1 10 45 40 10
0620-1.0 ° 0620-1.0-1 20 65 50 '
0610-1.5 ° 0610-1.5-1 10 45 40 15 18
0620-1.5 ° 0620-1.5-1 60 62 20 65 50 29
0610-2.0 ° 0610-2.0-1 10 45 40 20
0620-2.0 ° 0620-2.0-1 20 65 50
0610-2.5 ° 0610-2.5-1 10 45 40 25 20
0620-2.5 ° 0620-2.5-1 20 65 50
0820-1.5 ° 0820-1.5-1 1.5 95
0820-2.0 * 0820-2.0-1 80 | 82 20 70 60 20 . 39
0820-2.5 ° 0820-2.5-1 25 35
0820-3.0 ° 0820-3.0-1 3.0
1025-1.5 ° 1025-1.5-1 15 25
1025-2.0 ° 1025-2.0-1 2.0 '
1025-2.5 ° 1025-2.5-1 100 102 2 80 70 25 49
1025-3.0 ° 1025-3.0-1 3.0 33
® : Stock item

m This is metric size. We can also provide in inch type
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Auto Tools (MSB Tool)

Round Grooving

' - i
WF ‘{ — —— :‘} 77777777 ;’ﬁr
? ow CDX DCON—MST
LU
LF
‘Exﬂ ****** 1— = i‘ DCON: MSI
‘ \ RE 0.2 ' -‘
(mm)
Twin edge Single edge Overall length Detailed cutting edge
o Coated | Uncoated o Coated |Uncoated| PSON- | DCN | LU LF
Designation Designation CcwW CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MGRR 0310-0.8 . MGRR 0310-0.8-1 10 40 35
0315-0.8 . 0315-0.8-1 30 ] 32 5 50 g5 | 08 08 14
0410-1.0 ° 0410-1.0-1 10 40 35
0420-1.0 . 0420-1.0-1 40142 g w0 s | M0 1019
0610-1.0 ° 0610-1.0-1 10 45 40 10
0620-1.0 [ 0620-1.0-1 20 65 50 '
0610-1.5 [ 0610-1.5-1 10 45 40
0620-1.5 . 0620-1.5-1 60 1 62 o0 [ 65 so | 'S | 20 28
0610-2.0 [ 0610-2.0-1 10 45 40 20
0620-2.0 ® 0620-2.0-1 20 65 50 )
0820-1.0 ) 0820-1.0-1 1.0
0820-1.5 [ 0820-1.5-1 8.0 8.2 20 70 60 1.5 2.3 39
0820-2.0 0820-2.0-1 2.0
1025-1.0 ) 1025-1.0-1 1.0
1025-1.5 [ 1025-1.5-1 10.0 10.2 25 80 70 1.5 2.8 49
1025-2.0 [ 1025-2.0-1 2.0
m This is metric size. We can also provide in inch type ® : Stock item
Face Grooving P — -
W
? DCON-MST
. CDX
LF
]
- —————— | ocowass |
LF ‘
(mm)
Twin edge Single edge Overall length Detailed cutting edge
L Coated | Uncoated L Coated | Uncoated| DCON-MS DCN LF
Designation Designation CwW CDX WF
PC30M | Z12M PC30M | Z12M Double ended | Single ended
MGFR 0400-1.0 0 MGFR 0400-1.0-1 10 | 15
0400-1.5 . 0400-1.5-1 40 60 50 B 195 20 18
0600-1.0 ° 0600-1.0-1 1.0 1.5
0600-1.5 [ 0600-1.5-1 6.0 8.5 50 45 1.5 2.0 29
0600-2.0 [ 0600-2.0-1 2.0 2.5
0800-1.0 ° 0800-1.0-1 1.0 1.5
0800-1.5 [ 0800-1.5-1 1.5 2.0
0800-2.0 [ 0800-2.0-1 2.0 2.5
0800-2.5 . 0800-2.5-1 80 104 70 60 55 30 3°
0800-3.0 ° 0800-3.0-1 3.0 3.5
0800-3.5-1 35 4.0
1000-2.0 ° 1000-2.0-1 2.0 2.5
1000-2.5 [ 1000-2.5-1 2.5 3.0
1000-3.0 [ 1000-3.0-1 3.0 3.5
1000-35 . 1000-3.5-1 100 124 80 0 35 a0 *°
1000-4.0 [ 1000-4.0-1 4.0 4.5
1000-4.5 [ 1000-4.5-1 45 5.0
® : Stock item

m This is metric size. We can also provide in inch type
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B Auto Tools (MSB Tool)

Threading

]
- - q—-—-—-—-—- IF DcoN-MsI

\Y
Ziv) “‘\ RE0.2 ‘
LF

>
(mm)
Twin edge Single edge Threading Detailed cutting edge
L Coated | Uncoated L Coated | Uncoated [DCON-MS|  DCN Pitch ,
Designation Designation cw . 0 WF CDX cw
PC30M | Z12M PC30M | Z12M / tpi
MTR  0315-F60 MTR 0315-F60-1 3.0 3.3 1.45
12 105~1.0 . 12 0.6
0415-F60 ° 0415-F60-1 4.0 43 60 1.95
0615-A60 ° 0615-A60-1 6.0 6.2 20 |05~15 2.90 22 1.0
0315-F55 ° 0315-F55-1 3.0 3.3 1.45
12 | 48~24 . 12 0.6
0415-F55 ° 0415-F55-1 4.0 43 55 1.95
0615-A55 ° 0615-A55-1 6.0 6.2 20 | 28~16 2.90 22 1.0
m This is metric size. We can also provide in inch type ® : Stock item

SL (Sleeve)

a, b
| DCON-MS ,
OAH - DCON-WS I = :t%‘r ——————————— ; ——————————— —
Fig. 1
a, b ¢
- DCON-MS IR A
B .
OAH @ DCON-WS I —-—-—- ‘T ————————— —t —
‘ LF
Fig. 2
(mm)
. . Screw Wrench
Designation DCON-MS a b c DCON-WS OAH LF Fig.
7
SL1603 16 5 - - 3 14 100 M3 HW15L
SL1604 16 5 6 - 4 14 100 M4 HW20L 1
SL1605 16 5 8 - 5 14 100 M4 HW20L
SL1606 16 5 6 6 6 14 100 M4 HW20L 5
SL1607 16 5 6 8 7 14 100 M4 HW20L
SL2008 20 5 10 10 8 18 100 M4 HW20L 5
SL2010 20 5 10 10 10 18 100 M5 HW20L
m This is metric size. We can also provide in inch type * Fine tolerance and surface roughness
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Technical Information for Bearing Solutions B

Bearing Solutions

D Code system

¢ Insert % For machining raceways and bearing shields

ABC EC6000AHL - BS USER
! ! ! !

Manufacture of Designation of Machining Customer
bearing bearing type of insert

e Holder

S R C P R 25 25 B - M 16 B - D32

! ! ! ! !
Clamping Holder style Hand Width of Length of Minimum
method shank Holder diameter for
machining
Insert shape Relief angle Height of Additional information Length of
shank of holder cutting edge
(B: Bearing)
Application

B: Internal machining
E: External machining
F: Face machining
RW: Raceway

BS: Bearing Shield
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B Bearing Solutions

D Applicable insert

H Cermet Dimensions (mm)
.S Picture Designation . Configuration
—% CN2500 RE 0 CDX IC S
<<
MC0906 0.6 12 1.8 9.525 3.18
MC0910 1 12 2.4 9.525 3.18
MC1206 0.6 18 1.8 127 4.76
= MC1210 1 18 2.4 12.7 4.76
MC1212 1.2 18 2.2 12.7 4.76
MC1215 1.5 18 3 12.7 4.76
_ MC1220 2 18 38 127 476 %
. c ‘ﬁ‘ MC1225 2.5 18 3.8 12.7 4.76 o L 6°
MC1525 25 18 4 15875 556 s re| !
MC1530 3 18 47 15.875 5.56 il
] MC1540 4 20 4.7 15.875 5.56 L
MC1206-BR 0.6 18 1.8 12.7 4.76 o
[ MC1210-BR 1 18 24 12.7 4.76
MC1212-BR 1.2 18 2.2 12.7 4.76
MC1215-BR 1.5 18 3 12.7 476
. S MC1220-BR 2 18 3.2 127 4.76
=== MC1230-BR 3 18 3.7 127 4.76
MC1235-BR 3.5 18 3.9 127 4.76
@ : Stock item
5 Cermet Dimensions (mm)
.§ Picture Designation Configuration
_& CN2500 RE IC S
<
RPGT0802MO0 - 8 2.38
RPGT1203MO0 - 12 3.18
RPGT1604M0 - 16 4.76
RPGT2004MO0 - 20 4.76
_ SPGR120440L 4 12.7 4.76
SPGH090330L 3 9.525 3.18
- Z{Dw
%U 1°
® : Stock item
D Special order-form
Designation ‘ CN2500 ‘ RE ‘ 0 ‘ CDX ‘ IC ‘ S Configuration

CDX
j‘ 167

RE‘

I

MC...
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Bearing Solutions B

CMSNF type i
ﬁw : .t

LH
LF
* R type holder

MC120][] MC12[][]-BR HFT H
MC15[ ][]
(mm)
. . Applicable Clamp Clamp Screw Shim Shim Screw ~ Wrench
Designation LH LF WF HF B H HAND il M @ o
CMSNR/L 2020B-L12F 33 140 21 20 20 20 RL | mci2000
CHGRAL1B  BHA0G20  SX42CB  SS0308  HW50L
2023B-L12F 33 140 24 20 23 20 RL | MCi2O-BR
2525B-L15F 33 140 26 25 25 25 R/L | MC15000 CHBR/AL1B  BHA0B20  SX52CB  SS0408  HW50L

m This is metric size. We can also provide in inch type

c M SN EEE B type 2D W machining Dia. %

LA LF
4—;
. * Rype holder

MC1201C] MC1200-BR y '
(mm)

e ) Applicable Clamp Clamp Screw Shim Shim Screw ~ Wrench

esignation DMIN LH LF WF HF B H HAND — M @ /%

CMSNR/L 2020B-L12B-D28 28 33 140 21 20 20 20 R/L CHER/L1B  BHA0B20 ~ SX42CB  SS0308  HW50L
2525B-L12B-D28 28 33 140 26 25 25 25 RIL | mc12000 CHER/L1B  BHA0B20  SX42CB  SS0308  HW50L
1620B-L12B-D20 20 32 140 18 16 20 16 R/L | MC120-BR CHER/L1B  BHA0620 - - HW50L
2023B-L12B-D28 28 33 140 24 20 23 20 R/L CHER/L1B  BHA0B20  SX42CB  SS0308  HW50L

m This is metric size. We can also provide in inch type

SRGPE type

B
g £ ¥

LF

I * R type holder
HF ? H
RPGT

(mm)

- i Applicable Screw Shim Shim Scew Wrench

esignation LH LF WF HF B H HAND insert @w y

SRGPR/L 2020B-L12E 20 140 25 20 20 20 R/L RPGT1203M0 FTKA0410 SR1203S SHXNOBO9F TW15P
2020B-L16E 20 140 25 20 20 20 R/L RPGT1604M0 FTNA0513 SR16T3S  SHXNO712F TW20P
2525B-L20E 30 140 32 25 25 25 R/L RPGT2004M0 FTNA0513 SR20T3S  SHXNO712F TW20P

m This is metric size. We can also provide in inch type
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B Bearing Solutions

SRGP...F type

v
LH
LF
* R type holder
RPGT1203M0 . ﬁ/ ;
RPGT1604MO0
RPGT2004M0
(mm)
i i Applicable Screw Shim Shim rew Wrench
Designation LH LF WF HF B H HAND insert @W ?
SRGPR/L 2020B-L12F 20 140 25 20 20 20 R/L RPGT1203M0 FTKA0410 SR1203S  SHXNOG09F TW15P
2020B-L16F 20 140 25 20 20 20 R/L RPGT1604M0 FTNA0513 SR16T3S  SHXNO712F TW20P
2525B-L20F 30 140 32 25 25 25 R/L RPGT2004M0 FTNA0513 SR20T3S ~ SHXNO712F TW20P
m This is metric size. We can also provide in inch type
s Rc PI am B type @D Min. machining Dia. %
Pk — -
; \ 1=
) WF 5 B S ©)
H ///J
LF
* R type holder
RPGT0802MO ﬂﬂ "
RPGT1203M0
RPGT1604M0
(mm)
A Screw Wrench
. . Applicable Y
Designation DMIN LH LF WF HF B H HAND i @a\*" y
SRCPR/L 2020B-L08B-D12 12 25 140 21.5 15.5 20 20 R/L RPGT0802MO FTKAO305 TWO09P
1919B-L12B-D15 15 25 140 21 16 19 19 R/L RPGT1203M0 FTNA0408 TW15P
2020B-L12B-D20 20 25 140 22 15.5 20 20 R/L RPGT1203M0 FTNA0408 TW15P
2525B-L16B-D32 32 30 140 27 20 25 25 R/L RPGT1604MO FTKA0510 TW20P
m This is metric size. We can also provide in inch type
cs KP. . B type @D Min. machining Dia %
-
B H&e
LF
* R type holder
H
SPGR120440L "
(mm)
A Clamp Clamp Screw Wrench
. . Applicable
Designation DMIN LH LF WF HF B H HAND P M P
CSKPR/L 2022B-L12B-D30 30 37 140 27 20 22 20 R/IL SPGR120440R/L CH5R1 CHX0510 HW30L

m This is metric size. We can also provide in inch type
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Bearing Solutions B

SS KPI [ ¥ | B type @D Min. machining Dia.
/ - ~
AN < B
g .6
LH
LF
* Rtype holder
H
SPGHO090330L HFT@
(mm)
ignati Applicable SEGS Wrench
Designation DMIN LH LF WF HF B H HAND i @\W“‘" y

SSKPR/L 2020B-L09B-D12 12 20 140 217 19 20 20 RIL
2020B-L09B-D13 13 20 140 217 19 20 20 R/L | SPGHO90330R/L FTNA0307 TWO9P
2020B-L09B-D20 20 20 140 217 19 20 20 RIL

m This is metric size. We can also provide in inch type

CKFN...RW type

.

KORIC HF[ )

LF

* Rtype holder

(mm)

- i Applicable Clamp Clamp Screw  Shim  Shim Screw  Wrench

esignation LH LF WF HF B H HAND i @W @ I

CKFNR/L 2020B-L22RW - 140 12.5 20 20 20 R/L KORIC2204R/L CHGN1B ~ BHA0620  ST42CB  SS0408  HW50L
2022B-L27RW - 140 13 20 22 20 R/L KORIC2704R/L CHBR/L1B  BHA0820  ST52CB  SS0408  HWGOL
2025B-L33RW - 140 16 20 25 20 R/L KORIC3306R/L | CH8R/L1B  BHA0820 ST62CB  SS0408  HWGOL
2533B-L44RW = 140 21 25 33 25 R/L KORIC4408R/L | CH8R/L1B  BHA0820  ST82CB  SS0408  HWGOL

m This is metric size. We can also provide in inch type

CKGN RW D Min. machining Dia v
. type 8 - 77
0B + F T
™ i L 222
* R type holder
KORIC HF H
(mm)
Designation ST 1 - e 5 . T Ap_plicable Clamp Clamp Screw ~ Shim  Shim Screw  Wrench
insert @W @ 7
CKGNR/L 2022B-L22RW-D23 23 - 140 30 20 22 20 R/IL KORIC2204R/L | CHER/L3B  BHA0620  ST42CB  SS0408  HWS50L
2022B-L27RW-D29 29 o 140 34 20 22 20 R/L KORIC2704R/L | CHER/L7B  BHA0620  ST52CB  SS0408  HWS50L
2025B-L33RW-D38 38 - 140 33 20 25 20 R/IL KORIC3306R/L | CHBR/L5B  BHA0620  ST62CB  SS0408  HWS50L
2528B-L38RW-D50 50 - 140 46 25 28 25 R/IL KORIC3806R/L | CH8R/L2B  BHA0820  ST72CB  SS0408  HW6O0L
2528B-L44RW-D52 52 - 140 50 25 28 25 R/IL KORIC4408R/L | CH8R/L2B  BHA0820 ST82CB  SS0408  HW6OL

m This is metric size. We can also provide in inch type
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B Bearing Solutions

CSGN...RW type 2 %%
V - * Rtype holder
SNG N HFT@‘ H

©
=

(mm)

- Clamp Clamp Screw Wrench
. . Applicable
Designation DMIN LH LF WF HF B H HAND insert ”0; @W /N
CSGNR/L 2020B-L09RW-D17 17 - 140 22 20 20 20 R/L SNGNO9O3WR/L CH5R1 CHX0510 HW30L
2020B-L09RW-D22 22 - 140 22 20 20 20 R/L SNGNO9O3WR/L CH5R1 CHX0510 HW30L
m This is metric size. We can also provide in inch type
CSBN...BS type
WF B
Hia) 1
LF
* R type holder
SNGN HFT .

(mm)

- . Applicable Clamp Clamp Screw Shim  Shim Screw  Wrench

esignation LH LF WF HF B H HAND insert @W @ /%

CSBNR/L 2023B-L12BS - 140 21 20 23 20 R/IL SNGN1204SR/L CHEN1B BHA0620  SS42CB  SS0308  HW50L
2525B-L15BS = 140 23 25 25 25 R/L SNGN1504SR/L CHGN1B BHA0G20  SS52CB  SS0408  HWS50L

m This is metric size. We can also provide in inch type

cs KN (TT! Bs t e 2D Win. machining Dia
yp ) @

LF

* Rtype holder
SNGN HF H

(mm)
i i Appli cable Clamp Clamp Screw Shim  Shim Screw  Wrench
Designation DMIN LH LF  WF HF B H HAND i ﬁ07 W W o~
CSKNR/L 1622B-L09BS-D14 14 - 140 16 16 22 16 R/L | SNGNO9O3SR/L | CHER/L2B  BHA0620 - - HW50L
2022B-L12BS-D26 25 = 140 27 20 22 20 R/L | SNGN1204SR/L | CHER/L1B ~ BHA0620  SS42CB SS0308  HW50L
2525B-L15BS-D35 35 - 140 31 25 25 25 R/L | SNGN1504SR/L | CHERA3B  BHA0620  SS52CB  SS0408  HW50L

m This is metric size. We can also provide in inch type
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Bearing Solutions B

CTGNBS type

@D Min. machining Dia.

72

’ v

LF

* R type holder

(mm)

i i Applicable Clamp Clamp Screw Shim  Shim Screw  Wrench
Designation DMIN LH LF WF HF B H HAND Insert M W /%
CTGNR/L 2021B-K22BS-D25 25 - 140 30 20 21 20 R/L TNGN2204SR/L CHBR/L7B  BHA0G20  ST42CB  SS0408  HW50L

m This is metric size. We can also provide in inch type
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B Special Order Form for Bearing Inserts

Machining race-way

2 KORIC... R/L type
A A IC S RE h h2 a’
‘ e KORIC 2204R/L 127 | 476
a 2704R/L 15875 | 4.76
i N n ’ Detaii-A N7 3306R/L 1905 | 60
il ‘ 3806R/L 22225 | 60
RType L Type 4408R/L %4 | 80
2 SNGN... WR/L type
IC S RE h1 h2 a’
SNGN O0903WR/L | 9525 | 318
1504WR/L | 15875 | 4.76
1905WR/L | 1905 | 556

Machining for bearing shield

D KORIC... R/L type

IC S L1 hi h2 | RE1 | RE2
@7\ X 2 SNGN  0903SR/L 9.525 | 3.18
i 1204SR/L 127 | 476
o 15.875 | 4.76
A s 5 é«& 1504SR/L
R Type Detail-A
E s :
A
] o ,
LType Detail—A
D TNGN...SR/L type
IC S) L1 L2 h1 h2 | RE1 | RE2
L2
e i& TNGN  02204SR/L 12.7 | 476
N _ (EI
BN
Detail—A <>
L2
%&“ I
A P Pa
7 ]
S &
c < & Detail-A
L Type
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Cartridge Code System (1SO) B

S T F C R12 C A-16

Clamping Insert Holder Relief angle
system shape style of insert

Hand

Height of Cartridge
cutting edge code

Type of Length of
cartridge cutting edge

o Clamping system

e Hand 8

B

Top Clampmg Hole Clampmg Screw on

9 Insert shape

D A\

C S T

=

Holder style
@ |

e Height of cutting edge

. e i

==

<

W T

G

o Relief angle of insert

]

HF

i

0 Cartrige code

]

C (Cartridge)

e Type of cartridge

-

A (1S05611)

0 Length of cutting edge

- {3

e

LE
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B Index for Cartridges

Cutting Shape Turning | Copying Facing |Chamfering| Applicable inserts Page
10CA-09 SPLIR0903C1L]
CSKPR/L 12CA-12 i SPORIZ0B] | 20
10CA-11 TPCIRT103C]C]
CTTPR/L 12CA-16 o TPORiecTD |
=
2
2
2 10CA-11 TPJR1103[][]
g CTWPR/L 12CA-16 ¢ TPCRIGITT | O
E
o
10CA-11 TPJR1103[1(]
CTFPR/L 12CA-16 b d TPLIR160301] B220
10CA-11 TP[JR1103[][]
CTSPR/L 12CA-16 b TPLIR1603C]0] B221
10CA-09 SCLITO9T3[I[]
SSKCR/L 12CA-12 e scomiat | P2
10CA-09 SCLT09T3[ 1]
SSSCRIL 1o0A 1o J ® | soomeosn | B2
&
]
2 10CA-11 TCLIT11020](]
§ STFCR/L 12CA-16 . ¢ ToOmeTan | o2
5
(7]
10CA-11 TCLIT11020](]
STTCR/L 19CA-16 ° o TerTieTs) | o2
10CA-11 TCLIT11020](]
STWCR/L 12CA-16 L TCOT16T3I[] B224
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Clamp on System B

CSKPR/L

Q@]} ol AP OP =
ASP
8° LF >
MHA
MHD
il z)
©
* R type holder
(mm)
Designation DMIN H W LF WF HF ASP @ B° MHD MHH MHA SR
CSKPR/L 10CA-09 40 15 1 50 14 10 8 6 0 20 5 20 SPJR0903[IL]
12CA-12 50 20 15 55 20 12 8 6 0 20 20 SP[JR1203[1[]
2 Applicable holders B56 ~ B57 *abase Insert: r=0.4(1=11)r=0.8(=16)  Dmin=@D Min. machining Dia.
Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts \ Q&\@\ @)\\\w §Z ﬁ
CSKPR/L 10CA-09 AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L
12CA-12 AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
m This is metric size. We can also provide in inch type
CTFPR/L o
| Hohl L/
>
ASP
LF N
MHA
MHD
TPLIR D @ ;
* R type holder
(mm)
Designation DMN H W LF WF HF ASP @ B° MHD MHH MHA el
CTFPR/L 10CA-11 40 15 1 50 14 10 8 6 0 20 5 20 TPLIR110301C
12CA-16 50 20 15 55 20 12 8 6 0 20 6 20 TPLIR1603[1[]
@ Applicable holders B62 ~ B63 *abaselnsert:r=0.8  Dmin = @D Min. machining Dia.
Clamp Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts > < )
CTFPR/L 10CA-11 CAO5R AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 CAOBR AZ0508F KHA0412 RHA0625 WA0602 TW30L HW20L

m This is metric size. We can also provide in inch type
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B Clamp on System

CTSPR/L

w
A
MHA
TPLCIR "
* R type holder
(mm)
Designation DMIN H W LF WF HF ASP @ B° MHD MHH MHA A"i"n';ce‘::"e
CTSPRL 10CA-11 0 15 11 4 14 10 8 4 0 2 5 20 TPCIR11030100
12CA-16 50 20 15 47 20 12 8 5 0 2 6 20 TPCIR1603C1]

%) Applicable holders B62 ~ B63

*abase Insert: r=0.4(1=11)r=0.8(=16)

Dmin=@D Min. machining Dia.

Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
CTSPR/L 10CA-11 AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 CAOBR AZ0508F KHA0412 RHA0625 WA0602 TW30L HW20L
m This is metric size. We can also provide in inch type
CTTPR/L
DMIN
\— Ol w /
>
ASP ‘
LF N o
MHA
MHD
ﬁ% B )
©
* Rtype holder
(mm)
Designation DMIN H W LF WF HF ASP Q@ B° MHD MHH MHA e
CTTPR/L 10CA-11 40 15 1 50 9 10 8 5 0 20 5 20 TPLIR110301C]
12CA-16 50 20 15 55 20 12 8 5 0 20 6 20 TPLIR1603(1[]
_@ Applicable holders B62 ~ B63 *abaselnsert:r=0.8  Dmin = @D Min. machining Dia.
Clamp Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts ‘\ &\&%\ @ w © AN P
CTTPR/L 10CA-11 AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 AZ0508F KHA0412 RHA0625 WA0602 TW30L HW20L

m This is metric size. We can also provide in inch type
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Clamp on System/Screw on System B

CTWPR/L

- MHH

DMIN /

N
MHA
H
* R type holder
(mm)
Designation DMIN H W LF WF HF ASP @ B° MHD MHH MHA SR
CTWPR/L 10CA-11 40 15 1 44 14 10 8 5 0 20 5 20 TPUIR11030JJ
12CA-16 50 20 15 47 20 12 8 5 0 20 6 20 TPLIR1603[][]
-:)) Applicable holders B62 ~ B63 *abaselnsert:r=0.8  Dmin = @D Min. machining Dia.
Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts <
& P & A 7
CTWPR/L 10CA-11 AZ0508F KHA0408 RHA0620 WA0602 TW25L HW20L
12CA-16 AZ0508F KHA0412 RHA0625 WA0602 TW30L HW20L

m This is metric size. We can also provide in inch type

SSKCR/L

MHH

/\
' : ASP |,
V LF >
MHA
MHD
/
scOT | <D )~
* R type holder
(mm)
Designation DMIN H W LF WF HF ASP Q@ B° MHD MHH MHA el
SSKCR/L 10CA-09 40 15 11 50 14 10 8 0 -4 20 5 20 SCLITo9T3[I[]
12CA-12 50 20 15 55 20 12 8 0 -4 20 6 20 SCIT12040][]
@ Applicable holders B55 *abaselnsert:r=0.8  Dmin = @D Min. machining Dia.
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts < )
@ o w b S
SSKCR/L 10CA-09 FTGA03508 AZ0508F KHA0408 RHA0620 WA0602 TW15P HW20L
12CA-12 FTGAO411F AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L

m This is metric size. We can also provide in inch type
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B Screw on System

SSSCR/L

DMIN,/|
WF 453/\ @ \— Ol w /
_.J{}/éﬁé_ B ASP |
N, - 8° . LF
£ \/ D MHA
ser 2 welele
* R type holder
(mm)
Designation DMN H W LF WF HF ASP G B° MHD MHH MHA R
SSSCR/L 10CA-09 40 15 11 44 14 10 8 -5 0 20 5 20 SCLIT09T3LILJ
12CA-12 50 20 15 47 20 12 8 -5 0 20 6 20 SCLIT1204][]
-@ Applicable holders B55 *abaselnsert:r=0.8  Dmin = @D Min. machining Dia.
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
M) S
Parts @)\\\W §7 ﬁ
SSSCR/L 10CA-09 FTGA03508 AZ0508F KHA0408 RHA0G20 WA0602 TW 15P HW20L
12CA-12 FTGAO411F AZ0508F KHA0412 RHA0625 WA0602 TW 15P HW20L
m This is metric size. We can also provide in inch type
STFCR/L
\— Ol w /
)
ASP ‘
LF
MHA
‘ MHD
TCOIT | “ @ .
* Rtype holder
(mm)
Designation DMN H W LF WF HF ASP Q@ B° MHD MHH MHA e
STFCR/L 10CA-11 40 15 1 50 14 10 8 0 -3 20 5 20 TCOT11020[
12CA-16 50 20 15 55 20 12 8 0 =3 20 6 20 TCOT16T3LIL]
2 Applicable holders B59 ~ B60 *abase Insert :r=0.4( =11)r=0.8(=16)  Dmin=@D Min. machining Dia.
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
M © )
Parts @)\\\\\_\m y P
STFCR/L 10CA-11 FTKA02565 AZ0508F KHA0408 RHA0620 WA0602 TW 15P HW20L
12CA-16 FTKA03508 AZ0508F KHAO412 RHA0625 WA0602 TW 15P HW20L

m This is metric size. We can also provide in inch type
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Screw on System B

STTCR/L

/
|
MHA
TCLIT
* R type holder
(mm)
Designation DMIN H W LF WF HF ASP @ B° MHD MHH MHA SR
STTCR/L 10CA-11 40 15 11 50 9 10 8 -5 0 20 5 20 TCLIT110201[]
12CA-16 50 20 15 47 20 12 8 -3 0 20 6 20 TCOT16T3
2 Applicable holders B59 ~ B60 *abase Insert: r=0.4(1=11)r=0.8(=16)  Dmin=@D Min. machining Dia. ® : Stock item
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts <
& &> & & 57 7
STTCR/L 10CA-11 FTKA02565 AZ0508F KHA0408 RHA0G20 WA0602 TW Q7P HW20L
12CA-16 FTKA03508 AZ0508F KHA0412 RHA0G25 WA0602 TW 15P HW20L

m This is metric size. We can also provide in inch type

STWCR/L

omn,|
\ i
@ WF| 60 /A ® \— O} w /
ASP
8 . LF ~ .
\/ D MHA
I 1
4TI P )
©
* R type holder
(mm)
Designation DMN H W LF WF HF ASP @ B° MHD MHH MHA el
STWCR/L 10CA-11 40 15 11 44 14 10 8 0 -4 20 5 20 ScUTo9T3IL]
12CA-16 50 20 15 47 20 12 8 -5 0 20 6 20 SCT12040][]
2 Applicable holders B55 *abase Insert:r=0.4(=11)r=0.8(=16)  Dmin=@D Min. machining Dia.
Screw Axial Adjust Screw Radial Adjust Screw Mounting Screw Washer Wrench Wrench
Parts e <
& P & > e
STWCR/L 10CA-11 FTKA02565 AZ0508F KHA0408 RHA0620 WA0602 TW15P HW20L
12CA-16 FTKA03508 AZ0508F KHA0412 RHA0G25 WA0602 TW 15P HW20L

m This is metric size. We can also provide in inch type

Turning @ 224



MULTI FUNCTIONAL
TOOLS

Korloy Multi-functional tools can be used for machining in grooving, parting-off, facing
and forming applications. Its design ensures superior machinability and productivity.
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c9 Technical Information for Saw Man
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C56  Technical Information for KGT/MGT Cartridges
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C61 MGT for Aluminum Wheel




TB/TB-M

C64  Technical Information for TB/TB-M
C68  TB/TB-M Insert

Cc71 TB/TB-M Holder
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C74 Hexa Blade Insert/Holder

Grooving Tools
C75 Grooving Tools
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C81 Special Order Form for V-Pulley Inserts
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C Application Example

D For external machining

8

D For internal machining

\

KNRP

KNB

Widh:0.118~0.315 || Wit 0.18-0.315 Widh: 0020-0.177 Widh: 0030-0.248 Widh: 0.070-0.157 Widh: 0.118-0315 | | Width 0.079-0.315 || Wi 0.079-0.315
DK 0.10-0.130 || €DK 0.110-0.107 DK 0039-0.256 CDX: 0039-0.256 DX 0079-0.197 Dk 0351 DK 03151417 || CDK0.315-1.102
v Z g ¥ Z <
KRMN PRMN 41 KNG DC KGGN ’
&  ARE 4Bl AN 45~
KNGP KGMN ’
KRGN MRMN TB-M DB , MGGN
7 7
KNR KGMR/L MGMN
MRGN ,

\

=
[2]
=
x

KRGN

\
\

KRMN

\

=
)
[}
z

=
=]
=
=

P

Width: 0.030~0.158

Width: 0.043~0.315

CDX: 0.051~0.181

NFTG

o0

NFTT

2 e Multi functional tool

(DX: 0.083~0.354

P

GW

&

Width: 0.049~0.110
CDX: 0.059~0.090

MGIVR/L

RGoRL | wooRL

Widh: 0.059~0.315 | | With: 0.059~0.315 Width: 0.118~0.315 | | Width 0.118~0315

ODK:0.157~0.335 | | CDK:0.157~0.394 CDX:0138~0.335 | | CDX: 0.138~0.256

ridE4Br 4V,
PGMN

KGMI g KRMN PRMN

’ PRMN ? ’

KGMN ' KRGN MRMN

’ MRMN

KRMN ’

’ MGGN

KGGN v



D For face grooving

D For parting off

KGEHR/L MGEHR/L

Width: 0.079~0.197
(DX: 0.315~0.984

Width: 0.079~0.197
(DX: 0.315~1.102

Width: 0.079~0.236
CDX: 1.378~4.921

Application Example C

KGEVR/L MGEVR/L MGEVR/L
Wi 0.059-0.315 Wi 0.059-0.315 With: 0.059-0.315
COX: 0.118-0.315 DX 0.118~0.354 CDX:0.118~0.354
KGMN PGMN MGMN
KGGN PRMN MGGN
KRMN MRMN
KRGN MRGN
FGHH/FGVH [l MGFHRIL, MGFVRIL [ll KGFHRIL, KGFVRIL
Width: 0.118-0.197 Wit 0.118-0.157 Wit 0.118-0.236
COX: 0.472-0.984 CDX: 0.394-0.590 CDX: 0.394-0.984
FGD PGMN KGMN
FGM PRMN KRMN
FMM MGMN KGGN
MFMN KRGN

KSPB SPB-(S)

Width: 0.079~0.236 Width: 0.079~0.315
(DX: 1.378~4.921 CDX: 1.023~4.724

;

KGTB

4

KGMR/L

o

MGMR/L

r Ak 2k

KSP

v

KGGN-S-R

Multi functional tool e 3



C Technical Information for Saw Man-X

A solution for parting and deep grooving

Saw Man-X

- Stability in machining when deep grooving by applying strong three-way V-Rail clamping system
- Improved clamping precision and convenience replacing "of" and "with" using the exclusive wrench

D Code system
* Insert (Basic)

' '
KORLOY Saw Man-X Cutting width
Parting 200 :0.079 inch

300:0.118 inch
400 :0.157 inch

¢ Insert (Lead angle type)

' *
KORLOY Saw Man-X Cutting width
Parting 200 :0.079 inch

300:0.118 inch
400:0.157 inch

100
'

e Shank

KSPHA
!

KORLOY Saw Man-X Cutting edge width
Parting Holder 062: 5/8 inch
075: 3/4 inch
° Blade 100: 1inch

' '
Nose r Chip breaker
020 :1/128 inch N : Steel, Cast iron
030 : 3/256 inch S : Stainless steel,
Heat resistant alloy

' ' '

Hand Lead angle Chip breaker
R : Right-handed 4D : 4° N : Steel, Cast iron
L : Left-handed 6D : 6° S : Stainless steel,

Heat resistant alloy

' '

Cutting width Hand
2:0.079inch R : Right-handed
3:0.118inch L : Left-handed
4:0.157 inch

KORLOY Saw Man-X Blade height
Parting Blade 100: 1inch
125:1% inch
D Features

?

Cutting width 0Oil hole
2:0.079 inch None : Without il hole
3:0.118inch KHP : High pressure coolant
4:0.157 inch

2-channel High-pressure Internal
Coolant Spraying

- Enhances cooling efficiency through direct
coolant spraying to the cutting edge

- Longer tool life in HRSA cutting

("Exclusive blades and blocks are required for high-pressure coolant)

« Three-way V-Rail - More stable clamping system
« Superior chip breaker - Better chip control
« Exclusive wrench - More convenient clamping system

« 2 channel spraying through high pressure coolant
- More efficient cooling

Three-way V-Rail
- Tightly clapmed insert in the tip seat

- Increased stability by minimized vibration during the machining

- Available for stable high speed, high feed and high depth of cut machining

Exclusive wrench
- The exclusive wrench having the principle of CAM for the Saw Man-X
- More convenient clamping system

Turn the wrench to
30°~40° degrees.

N

(@ Rotate the wrench to

V-Rail-2 & &

4

the initial position 4 N

Insert the

Remove the
wrench. @

wrench.

insertin.

4 (® Mutti functional tool



D Chip breaker features

Technical Information for Saw Man-X C

Type

Shape

Cutting edge

Features

N Chip breaker

« 1st recommended in steel and cast iron cutting
+ Negative land cutting edge
« For interrupted and high feed cutting

S Chip breaker

« st recommended in Stainless steel and HRSA cutting
« Sharp cutting edge
« For high speed and continuous cutting

N Chip breaker
(Lead angle type)

« Optimal for pipe and round bar cutting
« Negative land cutting edge applying lead angle
+ Minimized burr and size of PIP

D Cutting width and cutting depth by tools

©: 1*' recommendation

O: 2" recommendation

Cutting width (inch) L
0.079 0.157 0.236 0315 No. of Machining
Tools edg.;es Features
0.197 0.394 0.787 2.362 External | Internal | Facing | Parting
Cutting depth maximum (inch)
0.079 _ 0.236 | + Various lead angles
Saw Man-X v P ——— 110 « Minimizing burr
0.070 _ 0.157 + Precision type
Hexa Blade # —0197 ‘ 6 | © + High cost efficent autting
0.049 _ 0.236 « Precision type
8 4 — 0.256 3 © + Optimal for automated machining
0,059 I ——————— 0 315 + For vrious kinds of cutting
KGT / #1.102 | 2 1o | OO +For general cutng range
K Notch 0. 030— 0.248 + Precision type
otc 7 P 0.256 2 © * Strong clamping system
D Applicable insert
Coated Dimensions (inch)
Picture Designation 882 Configuration
S @ %| SSC CW PSRL PSRR RE BW INSL HAND
[SIN SR &)
a oo
KSP  200-020-N e o o 20 0019 - - 1128 0433 N
300-020-N e o o 30 0118 - - 1/128 0098 0472 N
400-025-N |e e | 40 0157 - - 5512 0130 0492 N ow] | E
500-025-N oo 5 0197 - - 5512 0169 0531 N RE INSL
600-035-N ° o 60 023 - - 7/512 0209 0571 N
KSP  200-020-S e o 20 0079 - - 1/128 0063 0433 N
300-020-S e o 30 0118 - - 1/128 0098 0472 N -
400-025-S e o 40 0157 - - 5512 0130 0492 N
500-025-S e o 5 0197 - - 5512 0169 0531 N
600-035-S o 60 0236 - - 7/512 0209 0571 N
KSP  200R-6D-N e o o 20 0079 - 6 1/128 0063 0433 R R
200L-6D-N 20 0079 - 6  1/128 0063 0433 L o] | Eni
300R-6D-N e e e 30 0118 - 6  1/128 0098 0472 R
300L-6D-N 30 0.118 - 6 1128 0.098 0.472 L PS“RR INSL
400R-4D-N |e e | 40 0157 - 4 5512 0130 0492 R ‘
400L-4D-N 40 0157 - 4 5512 0130 0492 L
15°
@ : Stock item

Multi functional tool G 5



C Saw Man-X

KSPBA (Biade)

LF

CUTDIA

KSP
(inch)
Cutting width Mirench
Designation (W) CUTDIA H WF WB HF LF HAND /
KSPBA 100-2 0.078 1.969 1 0.071 1/16 0.827 4.331 N
125-2 0.078 2.047 11/4 0.071 1/16 0.984 5.906 N
100-3 0.118 2.835 1 0.106 3/32 0.827 4.331 N CWo8
125-3 0.118 4.724 11/4 0.106 3/32 0.984 5.906 N
100-4 0.157 2.835 1 0.142 1/8 0.827 4.331 N
125-4 0.157 4.724 11/4 0.142 1/8 0.984 5.906 N
100-5 0.197 3.150 1 0.177 5/32 0.827 4.331 N
125-5 0.197 4.724 11/4 0177 5/32 0.984 5.906 N W10
100-6 0.236 4.724 1 0.220 13/64 0.827 4.331 N
125-6 0.236 4.724 11/4 0.220 13/64 0.984 5.906 N
2 Applicable inserts C5
SMBBA (Biock)
— WTHPRM I
O H
KSPBUIOOO HBH B AL
SPBOIOO(-S) onw
KGTBOOIILI(S)
(inch)
Screw Wrench
Designation H B HTPRM OAL OAH HBH OAW WTHPRM 6@ /\
SMBBA 0610 5/8 5/8 1.024 3 1.496 0.472 0.181 0.157
0710 3/4 3/4 1.024 33/8 1.693 0.354 1.496 0.209
0712 3/4 3/4 1.260 4 1.969 0.512 1.496 0.209
BHA062 HW50L
1010 1 29/32 1.024 43/8 1.693 0.157 1.654 0.209 620 50
1012 1 29/32 1.260 43/8 1.969 0.315 1.654 0.209
1212 11/4 1 3/16 1.260 43/8 2.126 0.197 1.890 0.209

2 Applicable inserts C5

6 e Multi functional tool



Saw Man-X C

KSPHA (shank-Self grip)

| Bl

) 4
LH
LF
CUTDIA * Rtype holder
H HF H
KSP
(inch)
q E Wrench
Designation c““'('}:%v‘;‘"dt“ CUTDIA  LH LF WF HF B H HAND
KSPHA 062R/L-2 0.078 1.811 1.220 4 0.637 5/8 5/8 5/8 RIL
075R/L-2 0.078 1.889 1.260 43/4 0.795 3/4 3/4 3/4 R/IL
100R/L-2 0.078 1.968 1.309 6 1.012 1 1 1 RIL
062R/L-3 0.118 2.047 1.339 4 0.637 5/8 5/8 5/8 R/IL CWo8
075R/L-3 0.118 2.126 1.378 43/4 0.795 3/4 3/4 3/4 RIL
100R/L-3 0.118 2.205 1.417 6 1.012 1 1 1 R/IL
075R/L-4 0.157 2.519 1.575 43/4 0.798 3/4 3/4 3/4 RIL
100R/L-4 0.157 2.598 1.614 6 1.016 1 1 1 R/IL
075R/L-5 0.197 2913 1.772 43/4 0.798 3/4 3/4 3/4 RIL
100R/L-5 0.197 2.992 1.811 6 1.016 1 1 1 R/IL Cw10
100R/L-6 0.236 2.991 1.811 6 1.016 1 1 1 RIL
9 Applicable inserts C5
KSEHR/L (shank-Screw clamping) =
WF B
4
LH
F * Rtype holder
G 5 ©
HF H
KSP
(inch)
Screw Wrench
T Cutting width
D t =
esignation W) H=(HF) LH LF WF CDX B HAND @W /
KSEHR/L 12-2-T12 0.078 0.75 1.102 5 0.795 0.472 0.75 RIL
16-2-T12 0.078 1 1.102 6 0.992 0.472 1 R/L
12-2-T20 0.078 0.75 1.417 5 0.795 0.787 0.75 RIL
16-2-T20 0.078 1 1.417 6 0.992 0.787 1 RIL
12-3-T12 0.118 0.75 1.102 5 0.797 0.472 0.75 RIL MrAGST2 HIaoL
16-3-T12 0.118 1 1.102 6 0.994 0.472 1 R/L
12-3-T25 0.118 0.75 1.614 5 0.797 0.984 0.75 RIL
16-3-T25 0.118 1 1.614 6 0.994 0.984 1 R/L
12-4-T15 0.157 0.75 1.417 5 0.803 0.59 0.75 RIL
16-4-T15 0.157 1 1.417 6 1 0.59 1 R/L
12-4-T25 0.157 0.75 1.614 5 0.803 0.984 0.75 RIL
16-4-T25 0.157 1 1.614 6 1 0.984 1 R/L BHACGT HISOL
16-5-T25 0.197 1 1.614 6 1.004 0.984 1 RIL
16-6-T25 0.236 1 1.614 6 1.004 0.984 1 R/L

D Applicable inserts C5
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C Saw Man-X

KSPBA-KHP (Blade)

High pressure coolant

CUTDIA

Recommended
pressure: 70 bar

KSP 150°
(inch)
Cu tting width Wrench  Copper washer Sealing plate Sealing screw
Designation LF HF S
g (W) CUTDIA H WF WB HAND /
KSPBA 100-3-KHP 0.118 2.835 1 0.106 3/32 4.331 0.827 N -
Ccwos HPW1/8PF D15- CBSA4-5
100-4-KHP 0.157 2.835 1 0.142 1/8 4.331 0.827 N V4.5-T1.5
2 Applicable inserts C5
Recommended
SM B BA- KH P (BIOCk) pressure: 70 bar
High pressure coolant Lﬂl
WTHPRM
OAH HTPRM
H (@ D) (@ D)
HBH 8 G 1/8°
KSPBOOOO-KHP oAw oAL
(inch)
Screw Wrench 0-ring
Designation H B HTPRM OAL OAH HBH OAW WTHPRM @W p @
SMBBA 0710-KHP 3/4 3/4 1.024 3.386 1.693 0.354 1.575 0.197
BHA0812 HWG0L NPA14
1010-KHP 1 1 1.024 3.386 1.713 0.157 1.772 0.197

2 Applicable inserts C5

8 e Multi functional tool



Technical Information for Saw Man C sawMan ® C

For deep hole grooving/parting off

Saw Man

- Possible to machine a wide range of workpieces such as steel, cast iron, stainless steel, etc.
- Extended tool life due to low resistance rake angle

« Minimized burr due to minimal nose R

- Various lead angle available

- Narrow chip curl due to dots on rake surface of insert

D Code system
¢ |nsert

SP 300 R
! 1 !

Saw Man Cutting width Hand
Parting 200 : 0.079 inch R : Right handed
300:0.118 inch L : Left handed
400 : 0.157 inch
e Shank
Saw Man Cutting edge width Hand Cutting width
Parting Holder 062 : 5/8 inch R : Right-handed 2:0.079 inch
075 : 3/4 inch L : Left-handed 3:0.118 inch
100 : 1 inch 4:0.157 inch
e Blade

SPBA 125 3
1 ! 1

Saw Man Blade height Cutting width
Parting Blade 100 : 1 inch 2:0.079 inch
12511 1/4 inch 3:0.118 inch
4:0.157 inch

© Recommended cutting conditions

Cutting Speed (vc = sfm) Feed (fn =ipr)
Workpiece CVD PVD Uncoated Cutting width (inch)
NC3120 = NC3030 = NC5330 = PC8110 | PC5300 & ST30A 2 3 4 5 6

SMUIC | 260~590 260~590 260~590 0.001~0.006 | 0.001~0.008 | 0.003~0.012 | 0.004~0.016 | 0.005~0.020
scm 230~490 | 230~490 | 230~490 230~490 0.001~0.006 | 0.001~0.008 | 0.003~0.012 | 0.004~0.016 | 0.005~0.020
GC/GCD 160~330 160~330 | 0.002~0.005 | 0.004~0.010 | 0.004~0.012 | 0.004~0.014 | 0.004~0.016
STS 160~390 | 160~390 | 200~460 0.001~0.004 | 0.001~0.006 | 0.003~0.010 | 0.004~0.014 | 0.005~0.016
o s metal 660~1480 | 0.002~0.004 | 0.002~0.008 | 0.002~0.012 | 0.002~0.012 | 0.002~0.014

Multi functional tool e 9



C Saw Man CgawMan )*

D Applicable insert
H Coated Uncoated Dimensions (inch)
s . A ocowoYowwo oo , ;
% Picture Designation % % % % % % § g % % é . o o e TE O Configuration
< 22222000000
SP 160 16 0.063 0.006 0.051 0.307 N
180 18 0.071 0006 0.055 0.366 N
200 ° ° e 0o o 20 0.087 0.008 0.069 0.366 N
200R ° ° 20 0.087 0.008 0.069 0.366 R
200L ° 20 0.087 0.008 0.069 0.366 L
300 o o o ° o o oo 30 0.122 0.008 0.100 0.445 N
300R o o 30 0.122 0.008 0.100 0.445 R ow ow}
300L ° 30 0122 0.008 0.100 0.445 L RE .
= 400 e o o o e o o 40 0161 0.01 0136 0.445 N
= (// 400R ° ° 40 0161 001 0136 0.445 R
400L o 40 0.161 0.01 0136 0.445 L
500 o o oo 50 0201 0012 0171 0449 N ]
500R 50 0201 0.012 0171 0.449 R
500L 50 0201 0.012 0171 0.449 L
600 o o o 60 0252 0.014 0219 0.449 N
600R 60 0252 0.014 0219 0.449 R
600L 60 0252 0.014 0219 0.449 L
800 80 0315 0.016 0.283 0.554 N
200 920 0378 0.018 0.331 0.554 N
@ : Stock item

10 e Multi functional tool



Saw Man CgawMan )* C

SPBA/SPBA-S (Biade)

TR I T \:% e t
< > WF . CUTDIA
(ell) =
Fig. 1 Fig. 2
SP
(inch)
N Applicable LIEIED .
Designation CUTDIA H WF WB HF LF HAND e— ( / Fig.
SPBA 100-2 1.969 1 0.075 1/16 0.827 43/8 N SP200, 200R/L
125-2 2.047 11/4 0.075 1/16 0.984 6 N SP200, 200R/L
100-3 2.835 1 0.108 3/32 0.827 43/8 N SP300, 300R/L
125-3 4724 11/4 0.108 3/32 0.984 6 N SP300, 300R/L
100-4 2.835 1 0.144 1/8 0.827 43/8 N SP400, 400R/L SWs0L 1
125-4 4724 11/4 0.144 1/8 0.984 6 N SP400, 400R/L
100-5 3.150 1 0.179 5/32 0.827 43/8 N SP500, 500R/L
125-5 4.724 11/4 0.179 5/32 0.984 6 N SP500, 500R/L
100-6 4724 1 0.228 13/64 0.827 43/8 N SP600, 600R/L
125-6 4724 11/4 0.228 13/64 0.984 6 N SP600, 600R/L
SPBA-S 100-S-2 1.969 1 0.075 116 0.827 43/8 N SP200, 200R/L
125-S-2 2.047 11/4 0.075 1/16 0.984 6 N SP200, 200R/L
100-S-3 2.835 1 0.108 3/32 0.827 43/8 N SP300, 300R/L
125-S-3 4.724 11/4 0.108 3/32 0.984 6 N SP300, 300R/L
100-S-4 2.835 1 0.144 1/8 0.827 43/8 N SP400, 400R/L
125-S-4 4.724 11/4 0.144 1/8 0.984 6 N SP400, 400R/L
100-S-5 3.150 1 0.179 5/32 0.827 438 N SP500, 500R/L (ngggtil )
125-5-5 4724 114 0179 532 0984 6 N SP500, 500R/L o)
100-S-6 4724 1 0.228 13/64 0.827 43/8 N SP600, 600R/L
125-S-6 4.724 11/4 0.228 13/64 0.984 6 N SP600, 600R/L
125-S-8 4724 1.25 0.291 0.268 0.984 6 N SP800
207-S-8 4724 2.07 0.346 0.268 1.772 7.48 N SP900
125-S-9 4724 1.25 0.291 0.315 0.984 6 N SP800
207-S-9 4.724 2.07 0.346 0.315 1.772 7.48 N SP900
9 Applicable inserts C10
SMBBA (Biock)
— WTHPRM |
H
KSPBOIOIOO . . onL
SPBDDD('S) QAW
KGTBOOIOIOI(S)
(inch)
Screw Wrench
Designation H B HTPRM OAL OAH HBH 0AW WTHPRM 6@ /\
SMBBA 610 5/8 5/8 1.024 3 1.496 0.472 0.181 0.157
710 3/4 3/4 1.024 33/8 1.693 0.354 1.496 0.209
712 3/4 3/4 1.260 4 1.969 0.512 1.496 0.209
1010 1 29/32 1.024 43/8 1.693 0.157 1.654 0.209 BHA0620 HW50L
1012 1 29/32 1.260 43/8 1.969 0315 1.654 0.209
1212 11/4 13/16 1.260 43/8 2.126 0.197 1.890 0.209
40207 1.575 1.614 2.07 5118 3.189 0.866 2.3 0.315

2 Applicable inserts C10
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C Saw Man Cgawen,0°®

SPHA/SPHA-S (Holden

= 1 B I |
CUTDIA : L LF CUTDIA i tH L - Rtype holder
N .
HFI s ,/JF HI HFJ N ,/JF Hl
SP Fig. 1 Fig.2
(inch)
Designation CUTDIA  LH LF WF HF B H  HAND A’;I’]’::::'e o trenen - Fig.
SPHA  062R-3 1260 0937 4 0637 58 58 58 R SP300, 300R/L
075R-3 1575 1024 434 0762 34 34 34 R SP300, 300R/IL
100R-3 1969 1220 6 1012 1 1 1 R SP300, 300RIL
075R-4 1969 1220 434 0766 34 34 34 R SP400, 400RIL | SWSOL : 1
100R-4 2362 1417 6 1016 1 1 1 R SP400, 400RIL
075R-5 2362 1417 434 0770 ¥4 ¥4 34 R SP500, 500R/L
100R-5 2756 1614 6 1020 1 1 1 R SP500, 500RIL
SPHA-S 062R-S-3 1260 0937 4 0637 58 58 58 R SP300, 300R/L
075R-S-3 1575 1024 434 0726 34 34 34 R SP300, 300R/L
100R-S-3 1969 1220 6 1012 1 1 1 R SP300, 300RIL s
075R-S-4 1960 1220 434 0766 34 34 34 R SP400, 400R/L (Separatly | 2
100R-S-4 2362 1417 6 1016 1 1 1 R SP400, 400RIL ordered)
075R-S-5 2362 1417 434 0770 ¥4 ¥4 34 R SP500, 500RIL
100R-S-5 2756 1614 6 1020 1 1 1 R SP500, 500RIL

9 Applicable inserts C10
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Technical Information for Fine Tools C

Six kinds of inserts can be used in one holder for various operations

Fine Tools

- Strong clamping system and specially designed insert are suitable for small diameter machining

- Six kinds of inserts can be clamped in one holder for various operations
- Guaranteed long tool life due to good toughness substrate with new TiAIN
- High accuracy ground insert ensures high precision machining

D Code system
e Insert

NFT
’

New Fine Tool

e Shank

NFTIHA
?

! '

G : Grooving Minimum diameter Cutting width
T : Forming

F : Threading

?
Hand

R : Right-handed
L : Left-handed

t ! !
New Fine Tool Minimum diameter Shank diameter Shank type Overhang(LH/DMIN)
Internal Holder S : Steel, C : Carbide
© Recommended cutting conditions
Grad Cutting Conditions
Workpiece (P(r:: 33) Min. machining Dia. (DMIN)
25/16 Q7/16 035/64 25/8
Carbon steel o ve (sfm) 230~390 230~390 230~390 230~390
fn (ipr) 0.0004~0.0016 0.0004~0.0020 0.0008~0.0020 0.0008~0.0024
Alloy steel o ve (sfm) 230~390 230~390 230~390 230~390
y fn (ipr) 0.0004~0.0008 0.0004~0.0016 0.0008~0.0016 0.0008~0.0020
Cast iron o ve (sfm) 200~330 200~330 200~330 200~330
n (ipr) 0.0004~0.0020 0.0004~0.0020 0.0008~0.0020 0.0008~0.0020
Non-ferrous allo o ve (sfm) 330~590 330~590 330~590 330~590
y fn (ipr) 0.0008~0.0024 0.0008~0.0024 0.0008~0.0024 0.0008~0.0024
Note - In case of chattering, reduce the cutting speed and feed
- To find the optimal cutting conditions, advise to gradually increase from the lowest cutting condition of the above recommendation
- In case of the unilateral grooving depth over 0.004 inch, work to the step feed rate
D Clamping system
Screw Insert Holder - Available R/L type insert with one holder
R Type L Type
Shank (Cemented carbide or Steel)
Grooving Y = i Q
w "™ Forming " + éw
-t st I O \J
™ Threading Overhang (3D, 4D, 5D)
i
RType L Type
Stable clamping according to the o "~

tripod structure No-Spin-System design for strong clamping

Multi functional tool e 13



C Fine Tools

9D Insert
s Coated Dimensions (inch)
§ Picture Designation PC5300 DCON Configuration
§ o, SSC DMIN CDX CW RE WF INSL “fe" HAND
NFTG 08075R/L [J 516 5/16 0.051 0.030 0.124 0.189 0.305 0.232 RL
08085R/L [J 516 5/16 0.051 0.033 0.124 0.189 0.305 0.232 R/L
08095R/L ° 5/16 5/16 0.051 0.037 0.124 0.189 0.305 0.232 RL
08121R/L ° 516 5/16 0.051 0.048 0.124 0.189 0.305 0.232 R/L
08141R/L [ 5/16 5/16 0.051 0.056 0.124 0.189 0.305 0.232 RL
08152R/L ° 516 5/16 0.051 0.060 0.124 0.189 0.305 0.232 R/L
08171R/L ° 516 5/16 0.051 0.067 0.124 0.189 0.305 0.232 RL
08202R/L [ 516 516 0.051 0.080 - 0.124 0.189 0.305 0.232 R/L
11075R/L ° 716 7/16 0.071 0.030 1/128 0.154 0.264 0.421 0.315 RL
11085R/L ° 716 716 0.071 0.033 1/128 0.154 0.264 0.421 0.315 R/L
11095R/L [ 716 7/16 0.071 0.037 1/128 0.154 0.264 0.421 0.315 RL
11121R/L ) 716 716 0102 0.048 1/128 0.154 0.264 0.421 0.315 R/L
11141R/L ° 716 716 0102 0.056 1/128 0.154 0.264 0.421 0.315 RL
11152R/L ° 716 716 0102 0.060 1/128 0.154 0.264 0.421 0.315 R/L
11171R/L ° 716 716 0102 0.067 1/128 0.154 0.264 0.421 0.315 RL
11202R/L ° 716 716 0102 0.080 1/128 0.154 0.264 0.421 0.315 R/L
11202R/L-02| ® 716 7/16 0.102 0.080 1/128 0.154 0.264 0.421 0.315 RIL _ DCON-MS
= 11252R/L ° 716 716 0102 0.099 1/128 0.154 0.264 0.421 0.315 R/L T oS -
= 11302R/L ° 716 7/16 0102 0119 1/128 0.154 0.264 0.421 0.315 RL >/
= 14075R/L ° 35/64 35/64 0.071 0.030 0.191 0.354 0.531 0.354 R/L )
14085R/L ) 35/64 35/64 0.071 0.033 0.191 0.354 0.531 0.354 RL = INSLI - jiR
14095R/L [ 35/64 35/64 0.071 0.037 0.191 0.354 0.531 0.354 R/L — /WF o
14121R/L [ 35/64 35/64 0.169 0.048 0.191 0.354 0.531 0.354 RL - o
14141R/L ) 35/64 35/64 0.169 0.056 0.191 0.354 0.531 0.354 R/L =
14152R/L [J 35/64 35/64 0.169 0.060 0.191 0.354 0.531 0.354 RL
14171R/L [ 35/64 35/64 0.169 0.067 0.191 0.354 0.531 0.354 R/L
14202R/L ) 35/64 35/64 0.169 0.080 0.191 0.354 0.531 0.354 RL
14252R/L [J 35/64 35/64 0.169 0.099 0.191 0.354 0.531 0.354 R/L
14302R/L [ 35/64 35/64 0.169 0.119 0.191 0.354 0.531 0.354 RL
16075R/L ° 58 5/8 0.071 0.030 0.189 0.402 0.618 0.433 R/L
16085R/L [ 58 5/8 0.071 0.033 0.189 0.402 0.618 0.433 RL
16095R/L ° 58  5/8 0.071 0.037 0.189 0.402 0.618 0.433 R/L
16121R/L ° 5/8  5/8 0.181 0.048 0.189 0.402 0.618 0.433 RL
16141R/L [J 58 5/8 0.181 0.056 0.189 0.402 0.618 0.433 R/L
16171R/L ° 5/8  5/8 0.181 0.067 0.189 0.402 0.618 0.433 RL
16202R/L ° 5/8  5/8 0.181 0.080 0.189 0.402 0.618 0.433 R/L
16252R/L [J 58 5/8 0.181 0.099 0.189 0.402 0.618 0.433 RL
16302R/L ° 58  5/8 0.181 0.119 0.189 0.402 0.618 0.433 R/L
16352R/L ° 5/8  5/8 0.181 0.139 0.189 0.402 0.618 0.433 RL
16402R/L ° 5/8  5/8 0.181 0.158 0.189 0.402 0.618 0.433 R/L
H Coated Dimensions (inch)
§ Picture Designation PC5300 DCON Configuration
5 -1 SSC DMIN PDX PDY LF WF INSL  “je"  HAND
NFTT 0805MR/L ° 516 516 0.039 0.189 0124 0.189 0305 0.236 R/L
0810MR/L ° 516  5/16 0.039 0.189 0124 0.189 0.305 0.236 R/L
0815MR/L [ 516  5/16 0.047 0.189 0.124 0.189 0.305 0.236 R/L
1110MR/L ° 716  7/16 0.047 0264 0154 0.264 0421 0315 R/L
1115MR/L ° 716  7/16  0.047 0264 0154 0.264 0421 0315 R/L
1120MR/L ° 716 7/16 0.047 0.264 0.154 0264 0421 0315 RL _ DCON-MS
1125MR/L [ 716 7/16  0.047 0.264 0.154 0264 0421 0315 RL s
= 1410MR/L 35/64 35/64 0.047 0354 0.191 0354 0531 0354 RL
= 1415MR/L [J 35/64 35/64 0.047 0354 0.191 0354 0531 0354 RL
g 1420MR/L 35/64 35/64 0.047 0.354 0.191 0354 0531 0354 RL o7
1425MR/L [ 35/64 35/64 0.047 0.354 0.191 0354 0531 0354 RL ~
1610MR/L 5/8 5/8 0.047 0.402 0189 0402 0618 0433 R/L
1615MR/L ° 5/8 5/8 0.047 0.402 0189 0402 0618 0433 RL
1620MR/L ° 5/8 5/8 0.047 0.402 0189 0.402 0618 0433 R/L
1625MR/L [ 5/8 58 0.047 0.402 0189 0402 0618 0433 RL
1630MR/L 5/8 5/8 0.059 0.402 0189 0402 0618 0433 R/L
1635MR/L 5/8 5/8 0.063 0.402 0189 0402 0618 0433 R/L
1640MR/L [ 5/8 58 0.071 0.402 0189 0402 0618 0433 R/L

14 (& Mutti functional tool
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Fine Tools C

D Applicable inserts
S Coated Dimensions (inch)
8 Picture Designation PC5300 DCON Configuration
_% A SSC DMIN CDX CWwW RE LF WF INSL _MS HAND
<
NFTF 08082R/L [ 516 5/16 0.051 0.032 0.016 0.124 0.189 0.031 0.236 R/L

08122R/L [ 516 5/16 0.051 0.048 0.024 0.124 0.189 0.031 0.236 R/L

08182R/L [ 516 5/16 0.051 0.072 0.036 0.124 0.189 0.031 0.236 R/L

11082R/L [ 716 7/16 0.102 0.032 0.016 0.154 0.264 0.421 0.315 R/L

11122R/L 7116 716 0.102 0.048 0.024 0.154 0.264 0.421 0315 RL

DCON-MS

11182R/L | e | 746 7/46 0102 0.072 0036 0.154 0264 0421 0315 RL 1 .
11202R/L | ® | 746 7746 0102 0.080 0040 0.154 0264 0.421 0315 RIL
= 11302R/L | e | 746 7/46 0102 0.119 0059 0.154 0264 0421 0315 RL |/
14122R/L | ® | 35/64 35/64 0169 0.048 0024 0191 0354 0531 0354 RIL -
= 14182R/L | ® | 3564 35/64 069 0.072 0036 0.191 0354 0531 0354 RL |\ AZ7/
14202R/L | ® | 35/64 35/64 0169 0080 0040 0191 0354 0531 0354 RL | S| _~ o]
14222R/L | ® | 35/64 35/64 0169 0.087 0044 0191 0354 0531 0354 RIL ] o]
14302R/L | ® | 35/64 35/64 0169 0119 0059 0191 0354 0531 0354 RIL
16182R/L | ® 58 58 0181 0072 0036 0189 0402 0618 0433 RL
16222R/L | ® 58 58 0181 0087 0044 0189 0402 0618 0433 RL
16302R/L | ® 58 58 0181 0119 0059 0189 0402 0618 0433 RL
16402R/L | ® 58 58 0181 0158 0079 0189 0402 0618 0433 RL
@ : Stock item
NFTIHA - For NFTIH14 type
vth :> —J[—— ‘ Q ————————— %}» L DCON-MS
@ o
LH
' LF
S
NFTF I "
NFTT
NFTG
(inch)
Applicable inserts SoTEw Wrench
. . - NFTG : Groovin
Designation COX DMIN LH LF WF H o DCONNS HAND | NTG:Guorng P y
NFTF : Forming
NFTIHA  3125C-2 00394 516 0528 2559 0189 0471 1/ N
3150C-2 00394 516 0591 275 0189 0394  1/2 N
NFTGO8 T TR/
3150C-3 00394 516 0906 3150 0189 0394  1/2 N
31508-3 00394 516 0906 3150 0189 0394 12 N mmggggggt PTKAO2508 — TWOBP
3150C-4 00394 516 12200 3453 0189 0421 172 N
3150C-5 00394 516 1535 3947 0189 0394  1/2 N
4330C-2 00906  7/16 0650 3150 0264 0276 516 N
4350C-2 00906  7/16 1024 2953 0264 0433 12 N
NFTG11 TR
4350C-3 00906  7/16 1260 3740 0264 0433 1/2 N
43508-3 00906  7/16 1260 3740 0264 0433 112 N mm:ggggt PTKAOSSTO  TW1SP
4350C-4 00006 7746 1732 4331 0264 0461 172 N
4350C-5 00006  7/16 2126 4724 0264 0433 112 N
5550C-0 01575 3564 0787 2953 0354 0433 12 N
5562C-0 01575 3564 0787 2953 0354 0501 58 N
5550C-1 01575 3564 1330 3937 0354 0433 12 N
5562C-1 01575 3564 1339 3937 0354 0501 58 N mgrﬁlggggt .
5550C-2 01575 35064 1772 4331 0354 0433 172 N | N
5562C-2 01575 3564 1772 4331 0354 0501 58 N
5550C-3 01575 3564 2638 5118 0354 0433 1/2 N
5562C-3 01575 3564 2520 5118 0354 0501 0472 N
6350C-3 01693 58 1850 5118 0402 0461 172 N
6350S-3 01693 58 1850 5118 0402 0433 172 N
6350C-4 0.1693 5/8 2.480 5.118 0.402 0.461 1/2 N NFTG16JCIR/L
6350C-5 01693 58 3110 5906 0402 0433 172 N | NFTTI6CICCRAL | PTKAOST2  TW20P
6362C-3 01693 58 1890 5118 0402 0591 58 N | NFTFI6CCICRL
6362C-4 01693 58 2520 5118 0402 0501 58 N
6362C-5 01693 58 3150 5906 0402 0591 58 N

2 Applicable inserts C14 ~ C15
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C Technical Information for K-Notch

The solution for high-precision grooving

K-Notch
KORLOY Grooving Tool

- KORLOY clamping system offers high rigidity for high precision machining
- High-quality cutting edge ensuring long tool life and excellent machinability
- Provides various cutting edge widths for a wide range of selection

D Code system
¢ Insert
1 1 ! ! 1 1 1
K-Notch Insert type Additional Insert size Unit Insert Hand
B : Blank information 2,34 M : Metric width L : Left-handed
G : Grooving P : Positive None : Inch 125:0.125inch R : Right-handed
R : Full Radius None : Flat
T : Threading
¢ Holder
1 1 ! ! 1 !
K-Notch Clamping Hand Shank size Insert length Holder length
position L : Left-handed (Height x Width) 2,3,4 B: 4.5 inch
S: Side R : Right-handed 06:0.3751inch 12:0.75inch C: 5.0 inch
08:0.5inch  16: 1 inch D: 6.0 inch
10:0.625 inch 20:1.25inch V:3.5inch
None: 2.5 inch

D Features of holder
Clamp

« Rigid binding force relative to the clamping force
< User-oriented convenient shape

Clamped view

Bolt
Insert clamping
« Provides excellent clamping stability
due to the 3-face Clamp
(bottom, side, and rear face) binding
3-face clamping @ _——
Relief angle
« The relief angle of a flank surface
when clamping an insert: 3°
9M
5

16 e Multi functional tool




Technical Information for K-Notch C

D Features of insert

High-quality edge preparation Mirror-like rake surface
« Cutting edges in uniform quality < Improved resistance to welding and chipping

« Long tool life « Improved surface finish of workpieces

[ Edge preparation | [K-Notch] [ Competitor | [K-Notch]

2 Recommended feed per insert type

Type KNG KNGP KNR KNRP KNB
Insert \
shape
— "\ A
- P P D @ P
I\ I\ I I\ I\
Application General grooving General grooving Turning profiling Turning profiling Blank
st -
Recommended L PK M,N,S PK M.N,S
workpiece ond MN,S PK MN.S PK )
0.004 ~ 0.011 0.003 ~ 0.010 0.004 ~ 0.011 0.003-0.010 -
P 0.004 ~ 0.010 0.003 ~ 0.010 0.004 ~ 0.010 0.003 - 0.010 -
'“,‘Z':;ed 0.004 ~ 0.011 0.003 ~ 0.010 0.004 ~ 0.011 0.003 - 0.010 -
EUES) 0.001 ~ 0.012 0.001 ~ 0.012 0.001 ~ 0.012 0.001 - 0.012 -
0.002 ~ 0.006 0.002 ~ 0.006 0.002 ~ 0.006 0.002 - 0.006 -

© Recommended cutting speed per grade

Recommended cutting speed, vc (sfm)
Workpiece Grade
164 328 656 984 1969
[ [ [
Steel PC5300 [262 656 | |
| I o
J \ ‘
Alloy steel PC5300 [197 525 | }
1 —
PC5300 262 427 |
M | Stainless steel ! 1
PC8110 262 525 | ‘
| | .\
1 { ‘
Cast iron PC5300 [295 656 | }
!
Non-ferrous J (-
i PC5300 525 D) 1969
- i )
Heat-resistant PC8110 747513 ‘
alloy ‘

Multi functional tool e 17



C K-Notch

D Applicable inserts
5 Coated (Uncoated Dimensions (inch)
.5 Picture Designation == Configuration
s @5 o | SSC CDX CW RE BW INSL S AN  HAND
< EE 2
KNG 2M 150R 20 011 0059 00075 0059 0513 0219 10 R
200R 20 011 0079 00075 0079 0513 0219 10 R
250R 20 011 0098 00075 0098 0513 0219 10 R o
300R 20 011 0118 00075 0118 0513 0219 10 R 5
3M 150R | e 30 011 0059 00075 0059 0894 0344 10 R oL o
v 200R | e 30 011 0079 00075 0079 0894 0344 10 R T
250R |o o 30 015 0098 00075 0098 0.894 0344 10 R Il .
300R (e o 30 015 0118 00075 0118 0894 0344 10 R 1 i
400R | e 30 015 01557 00075 0.157 0.894 0344 10 R
4M 500R 40 025 0197 00079 0197 1128 0453 10 R
600R 40 025 0236 00079 0236 1.128 0453 10 R
KNGP 2M 150R 20 011 0059 00075 0059 0513 0219 10 R
200R 20 011 0079 00075 0079 0513 0219 10 R
250R 20 011 0098 00075 0098 0513 0219 10 R o
300R 20 011 0118 00075 0118 0513 0219 10 R <
= 3M 150R | e 30 011 0059 00075 0059 0.894 0344 10 R Cmﬁm
= \? 200R (e o 30 011 0079 00075 0079 0894 0344 10 R st
g 250R (e o 30 015 0098 00075 0098 0894 0344 10 R o @
300R |e 30 015 0118 00075 0118 0.894 0344 10 R ’
400R |e 30 015 0157 00075 0157 0894 0344 10 R
4M 500R 40 025 0197 00079 0197 1128 0453 10 R
600R 40 025 0236 00079 0236 1.128 0453 10 R
KNB 2R 20 - 0150 - 0150 0513 0219 10 R
3R 30 - 0195 - 0116 089 0344 10 R
4R 40 - 0285 - 0255 1.128 0453 10 R
) BW
? e INSL
ERN
+ AN
® : Stock item
© Applicable inserts (Threading)
g Coated Dimensions (inch)
E Picture Designation g2 Pitch (External) Configuration
s B % SSC PDX RE S INSL BW AN HAND -
< aa mm tpi
KNT 2R 20 0.075 0.004 0219 0513 0151 135 R | 070~3.00 8~36
3R 30 0.098 0.007 0344 0.894 0195 135 R | 1.25~400 6~20
4R 40 0128 0007 0453 1128 0255 135 R | 1.25-625  4~20 w ]

°
3
(=2
=
%
=
-
=
T
&

Il

E,
INSL
s
AN

Internal
60°

Partial Profiling 60°

18 e Multi functional tool
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K-Notch C

D Applicable inserts
5 Coated Dimensions (inch)
E Picture Designation g2 Configuration
3 @ m| SSC CDX CW RE S BW INSL AN  HAND
& g
KNG 2031R 20 005 0031 00035 0219 0151 0513 10 R
2041R 20 005 0041 00035 0219 0151 0513 10 R
2047R 20 005 0047 00035 0219 0151 0513 10 R
2058R 20 005 0058 00075 0219 0151 0513 10 R
2062R 20 011 0062 00075 0219 0151 0513 10 R
2094R 20 011 0094 00075 0219 0151 0513 10 R
2125R 20 011 0125 00075 0219 0151 0513 10 R
3047R 30 0075 0047 00075 0344 0195 0894 10 R
3062R |e e| 30 0094 0062 00075 0344 0195 0894 10 R
3072R 30 0094 0072 00075 0344 0195 0894 10 R
3078R | e 30 0094 0078 00075 0344 0195 0894 10 R e
3088R 30 0094 0088 00075 0344 0195 0894 10 R I ]
3094R 30 015 0094 00075 0344 0195 0894 10 R o -
3097R | e 30 015 0091 00125 0344 0195 0894 10 R ,
3105R 30 015 0105 00075 0344 0195 0894 10 R m J@
3110R 30 015 0110 00125 0344 0195 0894 10 R A
3122R 30 015 0122 00075 0344 0195 0894 10 R
3125R |e e| 30 015 0125 00075 0344 0195 0894 10 R
3142R 30 015 0142 00125 0344 0195 0894 10 R
3156R 30 015 0156 00075 0344 0195 0894 10 R
3178R 30 015 0178 00075 0344 0195 0894 10 R
3185R 30 015 0185 00225 0344 0195 0894 10 R
3189R e 30 015 0189 00225 0344 0195 0894 10 R
4125R 40 015 0125 00075 0453 0255 1128 10 R
4189R 40 025 0189 00225 0453 0255 1128 10 R
4213R 40 025 0213 00075 0453 0255 1128 10 R
4219R 40 025 0219 00225 0453 0255 1128 10 R
4250R 40 025 0250 00225 0453 0255 1128 10 R
KNGP 2031R 20 005 0031 00035 0219 0151 0513 10 R
2062R 20 011 0062 00075 0219 0151 0513 10 R .
2125R 20 011 0125 00075 0219 0151 0513 10 R 3
= 3088R 30 0094 0088 00075 0344 0195 0894 10 R CJEM
s 3125R |e e| 30 015 0125 00075 0344 0195 0894 10 R
2 3156R 30 015 0156 00075 0344 0195 0894 10 R ] @
3189R 30 015 0189 00225 0344 0195 0894 10 R I\'J "
4189R 40 025 0189 00225 0453 0255 1128 10 R
4250R 40 025 0250 00225 0453 0255 1128 10 R
KNR 2031R 20 011 0062 0031 0219 0151 0513 10 R
2047R 20 011 0094 0047 0219 0151 0513 10 R 5[
5 3031R |e 30 0094 0062 0031 0344 0195 0894 10 R @Fﬁ@
5 3047R e 30 015 0094 0047 0344 0195 0894 10 R re -
E 3062R e 30 015 0125 00625 0344 0195 0894 10 R N
2 3078R 30 015 0156 0078 0344 0195 0894 10 R Im | N
3094R 30 015 0188 0094 0344 0195 0894 10 R '
4125R 40 025 0250 0125 0453 0255 1128 10 R
KNRP 2031R 20 011 0062 0031 0219 0151 0513 10 R
= 2047R 20 011 0094 0047 0219 0151 0513 10 R e
g 3031R |e 30 0094 0062 0031 0344 0195 0894 10 R » ]
= 3047R  |e e| 30 015 0094 0047 0344 0195 0894 10 R re .
S 3062R |e e 30 015 0125 00625 0344 0195 089 10 R ]
g 3078R e 30 015 0156 0078 0344 0195 0894 10 R Iﬂ i
= 3094R e 30 015 018 0094 0344 0195 0894 10 R
4125R 40 025 0250 0125 0453 0255 1128 10 R

® : Stock item
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C K-Notch

KNSR

CDX

For grooving, Profiling machining

WF

93°
LH

Bl

LF

__gN 93°
WZ S ig HI * R type holder
HF
KNG KNGP KNT
KNR KNRP KNB
(inch)
i i Applicable Clamp Screw Wrench
Designation CDX LH LF WF B H HF HAND inserts !g/ @W ﬁ
KNSR 062 0.110 0.75 25 0.562 0.375 0.375 0.375 R
082v 0110  0.75 35 0.75 05 05 05 R KNG2[]
KNGP2(]
103B 0.150 0.75 45 0.875 0.625 0.625 0.625 R KNR2[J CM74  MHB3010  HW25L
KNB2R
122B 0.110 0.75 4.5 1 0.75 0.75 0.75 R KNT2R
162C 0.110 0.75 5 1.25 1 1 1 R
123B 0.150 1.25 45 1 0.75 0.75 0.75 R KNG3[J
163C 0150 125 5 125 1 1 1 R | s
5 KNRP3[] CM72LP  MHAQ0512 HW40L
163D 0.150 1.25 6 1.25 1 1 1 KNB3R
203D 0.150 1.25 6 1.5 1.25 1.25 1.25 R KNT3R
KNG4[J
164D 0.250 1.38 6 1.25 1 1 1 R KNGPA[]
KNR4[] CM72LP  MHA0512  HWA40L
KNB4R
204D 0.250 1.38 5 15 1.25 1.25 1.25 R KNT4R

9 Applicable inserts C18 ~ C19
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Technical Information for KGT C

Multi-functional machining with strong clamping system and new technology

KGT

« Double-sided inserts of KGT reduces machining cost

- Strong clamping system ensures stable and accurate machining

- New grade and new technology provide superior tool life

- Various tooling solutions of the KGT improve productivity

- Cutting edges on the front and side faces of the KGT enable multi-functional grooving, achieving high productivity
« Three-dimensional chip breaker ensures excellent chip control in various applications

- The KGT inserts with various chip breakers are available for wide application range

- Special cutting edges are available for quotation

D Code system
e Insert

KG M N 300 - 04 - T
! ! ! ! ! !

KORLOY Grooving Tolerance Hand Width of Nose R Chip breaker
M : Pressed class N : Neutral cutting 04 :1/64 inch Flat:L,TL, T,R, B, A
G : Ground class R : Right edge Lead angle : LP, RP
L:Left 300:0.118 inch
I: Internal
e Holder

KG E H R/L 16 - 3 T20
! ! ! ! ! ! !

KORLOY Grooving  Working style Holder style Hand Shank height, Width of insert Max. depth
E : External Process  H : Horizontal R : Right-handed Shank ‘f‘"dth cutting gdge of GUt'
I : Internal Process V : Vertical L : Left-handed 16: 1 inch 3:0.118 inch T20:0.787 inch
F : Facing Process U : Under cut

) Features

Front View - Strong clamping = Higher machining reliability

- Self-centering = Higher accuracy

« Preventing dropout = Improvement of processing stability

- Prevention of micro-vibration —=» Enhancement of surface roughness

£y

Multi functional tool e 21



C Technical Information for KGT

e Recommended insert ©: 1*recommendation O 2" recommendation
Recommended Recommended cutting
) workpiece External Internal Facing
Type Chip breaker B el = o =)
type E 2 2 2 5| E 2 2 % | E 2 |specal
2 = = S = 3 ] > = 3 =
S 5 5 § 8|8 5 § & ¢ §
S Ba F N & F © & F
L
f ‘ o0 © o o 0
TL
/ ‘ olo ©/ 0 O O o o © O
KGMN T
? S o oo © O © o o © ©
R -
? i © 0 o © O 0 0
B
’ ﬂ o |o © ©
A
KGGN ’ § © © 0 O o
R
/ \ ©olo © o o o
T
KGMI ~ © 0|0 © O
LP
/ ‘ ©| o o
KGMR/L
RP
’ ‘ © (@) ©
C
KRMN ? g © 0 0 © © o o
A -
’ ‘ () © O O O
KRGN
i O |0 ) © © o O
KRMI ~ © 0|0 © O
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Technical Information for KGT C

) Features of chip breaker ©: 1recommendation  O: 2™recommendation
Light grooving

[Recommended range ]

= A
A ) £ 0020
« For grooving and parting 5
- Concave cutting edge £ 0016
- Concave rake surface 0012
. - 0.010
- Low hardness workpiece 0.009
. . 0.008 0.007 0.008 o | m
- Small diameter part cutting : 0005 0006

0.004 U D
0.002

0.002 0.002 0.02 0002 0.002 0.002

Recommended cutting .
External Internal Facing 0079 0118 0157 0197 0236 0315

Flirek £ X X

J’;j j Z j Special
j'_\ Y J Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

© | O O O ©‘O‘ ‘ ‘

)

115/ Turning and grooving in Low feed

[Recommended range ]

E A
h - ) £ 0020
« For grooving, cutting and parting g
- Concave cutting edge £ 0016
- Concave bump 0.012 0.011
B : 0010 V'
« For HRSA cutting 0.009 j
. 0.008 0.007 . .0.007 i m
« Good chip control
0.004 ] - - -
0.002 0.003 0.003
Recommended cutting 0.001 0.002  0.002
0 >
External Internal Facing 0079 0118 0157 0197 0236 0315

Cutting width, CW (inch)

t H i e - j .
b Special
Ji i Ll %r ‘g A j Z.
t B W Q N j—&; | L ’ J/ Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

© | 0 | O o | O o | O o‘o‘ ‘ ‘@

)

Turning and grooving

[ Recommended range ]

= A
B . ) £ 0020
« For grooving, cutting and parting 5
- Straight cutting edge £ 0016
» Concave bump 0012 0011 0.012 0.012
» For various workpiece cuttin 0.009 _l ﬂ
. p g 0.008 0.007 0.008 [ | ﬂ
« Good chip control : ‘ J J ‘ _I
0.004 ||+ - .-
0004 0004 0005
0.002 0.003
Recommended cutting . 0.002  0.002
External Internal Facing 0079 0118 0157 0197 023 0315

Cutting width, CW (inch)

( Special
J *J = %r ‘g y j Z.
Ji* Bw W Q N j—&; TA ’ J/ Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

© | O | 0o o | O O | © @‘O‘O‘

)
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C Technical Information for KGT

2 Features of Chlp breaker ©: 1"'recommendation  O: 2" recommendation
ﬂ Rough grooving

[Recommended range ]

0.004  0.004 0.004 0.004 0.004

= A
« For grooving and parting “; 0020 0016 v.o18
- Straight cutting edge £ 0016 0014 7
« Hard cutting edge 00t 0010 0.012 ~|
« High hardness workpiece ﬁ H
« For high feed cutting 0.0 | 0.007 J U J U J
0.004 ﬂ

0.002

0.002

Recommended cutting
0
External Internal Facing 0079 0118 0157 0197 0236 0315

; Cutting width, CW (inch)
t i — =T - j i
2l é& ' , j /. j Special
t Bw Q N ﬁg j—E j&é ’ J Recommended workpiece

Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

© | O (@] O @‘o‘@‘ ‘

)

B Blank for precision grooving

[Recommended range ]

E.‘_ A
£ 002
. Forgroownq B ot
- Straight cutting edge
- Special shape 0.012
- Good surface finish of workpiece 0.008 oo 0007 %%
0005 0005 0008 O E] j
] j D D 0004 0005

0.004 U N |
0,002 0.003 0.003 0.003

0.002

Recommended cutting .
External Internal Facing 0079 0118 0157 0197 0236 0315

i . Cutting width, CW (inch)
t : = [~ j ;
b Special
JWL i I g N Sqr ‘E A j .
t B w Q N j—E | L ’ J/ Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

© © o | o |

)

“ Aluminum grooving

[Recommended range ]

E A

£ 002

- For grooving, parting and turning E 0016

- Straight cutting edge '

. i i 0012
Aluminum workpiece 0009 0.009 0009
+ Good surface finish of workpiece 0.008 | 0.007 0.007 0.007 ‘ﬁ ‘ﬁ ‘ﬁ
0.004 | = - - J J J
[| ] ﬂ 0.004 0.004 0.004

0002 |-0.003--0.003-0.003

Recommended cutting .
External Internal Facing 0079 0118 0157 0197 0236 0315

i . Cutting width, CW (inch)
, | = g 5 J :
¢ Special
JWL I g N *E A j .
t B w Q N j—E [t ’ J/ Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

© o ©0 0] ‘ ‘ ‘@‘

)
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Technical Information for KGT C

2 Features of Chlp breaker ©: 1"'recommendation ~ O: 2" recommendation
m Copying and relief in Medium feed

[Recommended range ]

= A
) ) £ 0020
« For copying and relief 5
+ Round cutting edge £ 0016
« Bump on rake surface 0012
: : 0.010
« For HRSA cutting 0.009
ooo7 0008 =" ™
- ; 0.008
+ Good surface finish of workpiece 0005 0006
0.004 ] D ]
0.002 0002 0002 0002 0002 0.002 0.002
Recommended cutting : ’ : : : :

0
External Internal Facing 0079 0118 0157 0197 0236 0315

i ing wi (inch)
L + i | . = j j j _ Cutting width, CW
JSIZ L/\/ '<g ! y /] |Special
Ji* Bw - Qu N ﬁg j—&; TA ’ J/ Recommended workpiece

Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

o | O o | O o‘o‘ ‘ ‘@

)

n Copying and relief

[Recommended range ]

= A
£ 0020
« For copying and relief E 0016
- Round cutting edge ' ootz 0013
» Bump on rake surface 0.012 0010 0011 001 _l H
- Good surface finish of workpiece oo | %% 1) | | ‘ﬂ e
0004 |- ‘ J J J J 0.006

0004 0005 0.005

0,002 0.003

0.002

Recommended cutting
0
External Internal Facing 0079 0118 0157 0197 0236 0315

; Cutting width, CW (inch)
4 ; | J—‘ j .
H b Special
Ji i Ll %r ‘g A j Z.
t B W Q N j—&; | L ’ J/ Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

o | O o | O ©‘O‘O‘ ‘

)

“ Aluminum grooving

[ Recommended range ]

E A

£ 002

. Forcopylng and relief & oot

+ Round cutting edge

« Aluminum workpiece 0.012 0.010" 0,010 0,070
- Good surface finish of workpiece 000s|-008 _ 0008 0.008 ‘ﬂ | ‘ﬂ
0.004 |- 1 i J J J
D 0.004 0.004 0.004

0.002 |-0.0030.0030.003

Recommended cutting 0
External Internal Facing 0079 0118 0157 0197 0236 0315

: Cutting width, CW (inch)
3 ; | f j .
( Special
JEL i J *J = %r ‘g A j Z.
t B W Q N j—&; T ’ / Recommended workpiece
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning -I_

o | © o | O ‘@‘

)
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C Technical Information for KGT

) Features of chip breaker
Light Parting

« For Parting

- Lead angle cutting edge
- Concave rake surface
« Low hardness workpiece

- Small diameter part cutting

Recommended cutting

External Internal Facing
, = =m=al )] e
F ' / Special
Pl e E A )
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning
©)
m Rough Parting
« For Parting
- Lead angle cutting edge
- Hard cutting edge
- High hardness workpiece
« Good for high feed cutting
Recommended cutting
External Internal Facing
, W= B )™
e é& ' / a Special
Rl e e CETE A ),
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning
©)

26 e Multi functional tool

©: 1'recommendation  O: 2" recommendation

[Recommended range ]
0.020

Feed, fn (ipr)

0.016

0.012 0,010
0.008

)

0.008 | 0,006
0.004

0.002
0 0.001  0.001 0.001

0079 0118 0157 0197 0236 0315
Cutting width, CW (inch)

Recommended workpiece
P om EETNT s
o o [ |

[Recommended range ]
0.020

Feed, fn (ipr)

0.016
0.012

0.012 0.010 H
0.008

0.008 ] ‘ J

oont D 0.004

0.004
0.002 |- 0.003

0079 0118 0157 0197 0236 0315
Cutting width, CW (inch)

Recommended workpiece
P v EETNT s
o | [of |




Technical Information for KGT C

D Recommended cutting conditions

) Grade Chip breaker
Workpiece . .
CVD PVD Grooving Turning
Brinll 8§ 82 88 8
. rin o Mm | O
o an:t(g:gie AlS| S0 ha(rﬁ II%SS § § § § § § L TL T R C CM TL T C CM
Ve (sfm) fn (ipr) fn(ipr)
689525 - |328]361 | - |0.006]0005 0.006 0.010 0.008 0.006]0.007 0.008]0.010]0009
25251/? 1025 25 125 | 755 558 | - | 459|459 - |0.004|0.004 0.004 0.007  0.006 0.005|0.007  0.006 | 0.008 | 0.007
787 623 | - | 591|558 | - | 0,002 0.003 0003 0.004 0.004 0.004]0.006]0.005 0.006 0005
656 450 | - | 312|328 - | 0006|0005 0.006 0.010 0.008 0.006]0.007 0.008 00100009
Csatr;’;" (iggSf/f 1035 C35 160 | 689|525 - | 427 427 - |0.004 0.004 0.004|0.007 0.006| 0.005 |0.007 | 0.006 | 0.008 | 0.007
722155 | - | 591|525 - 00020003 0003 0.004 0.004 0.004]0.006]0.005 0.006 | 0.005
591|427 | - 1295|295 - |0.0060.005 0006 0.010 0.008 0.006 | 0.007 | 0.008 | 0.010 | 0.009
Eggof/f 1055 055 229 | 656|492| - |427 394 - [0.004]0.004] 0.004  0.007 0.0060.005 0.007 | 0.006 | 0.008 | 0.007
689 | 525 | - |558|492| - |0.0020.003 0003 0.004 0.004 0.004|0.0060.005 0.006 | 0.005
492 361 - |197 230 - | 0005|0004 0.005 0.008 0.007 0.006]0.007 0.007 | 0.009 | 0008
Non-hardened| 4140 42CrMo4 180 |525 394| - |328/328 - |0.004 0.004) 0.004 0.006 0.005 0.004]0.006  0.006 | 0.007 | 0.006
'-03:2:03’ 558 | 427 | - | 459|427 - 0002 0.003 0003 0.004 0.003 0.003|0.005|0.004 0.005 | 0.004
ol Hordened 279 197 | - 131|164 | - |0.005 | 0.004 0005 0.008 0.007 0.006 |0.007 | 0.007  0.009 | 0.008
and tempered. 414 - 350 |205]230| - |213]197| - |0.004]0.004]0.004 | 0.006 | 0.005 | 0.004 | 0.006 | 0.006 | 0.007 | 0.006
328262 - 1295|230 - 00020003 0003 0.004 0.003 0.003]0.005]0.004 0.005 0004
361 262 | - | 164|180 - |0.005| 0004 0.005 0.008 0.007 0.006|0.007  0.007 | 0.009 | 0.008
_ Annealed D2 - 200 |394|205| - |262|246| - |0.004]0.0040.004 | 0.006 | 0.005 | 0.004 | 0.006 | 0.006 | 0.007 | 0.006
""g*t‘ a'l"’y 4271328| - 394312 - |0.002 0.003 0.0030.004 0.003|0.003|0.005| 0.004  0.005 0.004
fgff/o Hardoned 295 213 | - | 131|131 - |0.005 | 0.004 0005 0.008 0.007 0.006 |0.007 | 0.007  0.009 | 0.008
i H13 | X40CrMoV5-1 352 |328|230| - 213 197 - |0.004]0.004| 0.004  0.006 0.005] 0.004  0.006 | 0.006 | 0.007 | 0.006
361 262 | - | 295|262 - | 0002|0003 0.003 0.004 0.003 0.003]0.005 0.004 00050004
279 - | - 1197|164 | 0,005 0.004 | 0.005|0.008 | 0.007 | 0.006 | 0.007 | 0.007 | 0.009 | 0.008
304 X5CNi18-9  |160~180| - |295| - | - | 262|230 0.004 | 0.004 | 0.004 | 0.006 | 0.005 | 0.004 | 0.006 | 0.006 | 0.007 | 0.006
. - 328 - | - [328]295]0002]0003]0.003 0,004 0003 0.003]0.005] 0.004 ] 0.005] 0004
M Austenite series
279 - | - 1197|164 0,005 0.004 | 0.005]0.008 | 0.007 | 0.006 | 0.007 | 0.007 | 0.009 | 0.008
316 | X5CrNiMo17-12-2 |160~180| - |295| - | - | 262|230 0.004 | 0.004 | 0.004 | 0.006 | 0.005 | 0.004 | 0.006 | 0.006 | 0.007 | 0.006
- 328 - | - 3282950002 0.003]0.003 0.004 0.003 0.003]0.005 0.004 0.005]0.004
_ 344 492 - 262 - | - [ - [o005 0008 0007 - [0.007 0.007 00090008
"‘;‘t"gﬁgtsr']'e No25B 150 <212 | - |361/525| - |38| - | - | - 0004|0006 0.005| - |0.006 0.06 0.007 0.006
Gray cast - 304558 - 394 - | - | - [0003 0004 0003 - |0.005 0004 0.005]0004
iron ightonsle | Mo ”50 oqp | 2903 - 22 - | - | - 000500080007 - 00070007 0009 0008
swength | Nos0B 220 o7 | - |25 427 - |38 - | - | - 0004 00060005 - |0006 0006|0007 0.006
- [328la59] - 394 - | - | - [0003 0004 0003 - |0.005 0004 0.005] 0004
213312 - |230] - | - | - [0006]0010 0008 - |0007]0008 0.010]0.009
Ferritic | 65-45-12 500-7 170~241| - |230|328| - (279 - | - | - |0004]0.007] 0006 - |0.007]0.006 0.008 | 0.007
- |62/ 361] - [328] - | - | - [0.003 0004 0004 - |0.006 0.005 0.006 0005
_ 180279 - |230] - | - | - |0006]0010 0008 - |0007]0008 0.010]0.009
cg:ﬂ'rfn Pearlitic | 80-55-06 600-3 192~269| - |197|205| - (279 - | - | - 0004 0007|0006 - |0.007)0.006 0.008|0.007
- o303 - |38 - | - | - [0003 0004 0004 - |0.006 0.005 00060005
180279 - |230] - | - | - |0006]0010 0008 - |0007]0008 0.010]0.009
martensitic |100-70-03 700-2 229~302| - 197 295| - |279] - | - | - [0.004]0.007 0006 - |0.007]0.006 0.008|0.007
- (2300328 - [38] - | - | - [0003 0004 0004 - |0.006]0.005] 0.006]0005
98| - | - looo4 0004 - [0.005 0.004]0006 0.005 0.006]0.006
- - 200 | - | -] -] - 131 -] - [o0003/ 0003 - |0.004]0.003 0005 0.004]0.006]0.005
nconel oo Teal - | - 0002|0002 - 0003 0002|0004 0.004 ] 0.005 | 0.004
oo Tes | - | - 00040004 - 0005 00040006 0.005] 00060006
- - 3% | - | -] -]- 9| -] - 00030003 - | 00040003 0005 0.004]0.0060.005
ST - | - 0002|0002 - 0003 00020004 0,004 0.005 | 0.004
ST -] - To004]0005 - 0.007 | 0.006]0.007 | 0.007 | 0.008 | 0.008
- - 3400 | - | - | - - 4] - | - 0004|0004 - [00050.004]0.006 0.006 0007 0.006
L ST Trer] -] - To003]0.003 - 0003 0.003]0.005] 0,004 0.006 | 0004
Titanium alloy
131 - | - 0004|0005 - 0007 0006]0.007 0.007 0.008]0008
- - 950 | - | -] -] -[14] - | - [0004/0004] - |0.005]0.004]0.006 0006 |0.007 | 0.006
- - Tz - | - 00030003 - 0003 0.003]0.005 0.004 ] 0.006 ] 0.004
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C KGT

D Applicable inserts
g Coated Uncoated Dimensions (inch)
5:3 Picture Designation Q8L B8 S Configuration
= NBBSBS _ | SSC CW RE BW INSL AN HAND
< SS2SEEER:
KGMN 20002-L (e ¢ o o o 20 0079 1428 0067 0787 7 N
KGMN-L
. 30002-L e e o o o 30 0118 1/128 0091 0787 7 N
z 400-02-L |o o e o o 40 0157 1/428 0130 0787 7 N
50003-L e ¢ o o 50 0197 3/256 0161 0984 7 N
600-03-L . 60 0236 3/256 0200 0984 7 N
KGMN 300-02-TL 30 0118 1428 0091 0787 7 N
1| KGMN-TL 300-04-TL 30 0118 164 0091 0787 7 N
400-04-TL 40 0157 1/64 0130 0787 7 N
= 500-04-TL 50 0197 1/64 0161 0984 7 N
2 500-08-TL 50 0197 1/32 0161 0984 7 N
600-08-TL 60 023 1/32 0200 0984 7 N
KGMN 150-015-T | e o 15 0059 3/512 0047 063 7 N
200-02-T (o o o o o o 20 0079 1428 0067 0787 7 N
250-02-T |o o o 25 0098 1/128 0079 0787 7 N B
300-02T (¢ o o o o o 30 0118 1/128 0091 0787 7 N CED]::D:]
KGMN-T 300-04T |© © o o o o 30 0118 1/64 0091 0787 7 N -
P 400-04-T | o o o o o 40 0157 1/64 0130 0787 7 N DA“
400-08-T (¢ o o o o o 4 0157 1/32 0130 0787 7 N
S 500-04-T (o © o o o o 50 0197 1/64 0.161 0984 7 N
500-08-T (e o o o o o 50 0197 1/32 0161 0984 7 N
600-04-T (o © o o o o 60 0236 1/64 0200 0984 7 N
600-08-T (o o o o o 60 0236 1/32 0200 0984 7 N
800-08-T (¢ o o o 80 0315 1/32 0240 1181 7 N
KGMN 150-015-R | e o 15 0059 3/512 0047 063 7 N
> 20002-R (e ¢ o o o 20 0079 1428 0067 0787 7 N
=] KGMN-R
H : 300-02-R |e o IO 30 0118 1/128 0.091 0787 7 N
4 - 400-03-R (e ¢ o o o 40 0157 3/256 0130 0787 7 N
g’ 500-03-R . o 50 0197 3/256 0161 0984 7 N
= 600-03-R . . 60 0236 3/256 0200 0984 7 N
800-04-R . o 80 0315 1/64 0240 1181 7 N
5 A KGGN 200S-02-A 20 0079 1428 0067 0787 7 N »
£ 300S-02-A 30 0118 1/128 0091 0787 7 N CQE::DZI
§ 400S-04-A 40 0157 1/64 0130 0787 7 N s
£ ’ 500S-04-A 50 0197 1/64 0161 0984 7 N Q A@
= 600S-04-A 60 0236 1/64 0200 0984 7 N
i KGGN 200S-02-R 20 0079 1/128 0067 0760 7 N
| KGGN-R 300S-02-R . 30 0118 1/128 0091 0785 7 N o e
£ ’ 400S-02-R o 40 0157 3/256 0130 0785 7 N e
£ 5008-02-R . 50 0197 3/256 0161 0982 7 N E
.E 600S-02-R o 60 0236 3/256 0200 0982 7 N ﬂ A
800S-04-R o 80 0315 1/64 0240 1178 7 N
- KGGN 200-02-A . 20 0079 1/128 0067 0787 7 N o
g <eenA 300-02-A . 30 0118 1128 oogt orer 7 N | 1]
= 400-04-A . 40 0157 1/64 0130 0787 7 N
'§ f 500-04-A . 50 0197 1/64 0161 0984 7 N Q a
= 600-04-A . 60 0236 1/64 0200 0984 7 N
® : Stock item
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KGT C

D Applicable inserts
g Coated Uncoated Dimensions (inch)
E Picture Designation KeLe8sSs Configuration
_g SR8 38 &~ oSSC CW PSIRR PSIRL RE BW INSL AN HAND
< 22228888
KGGN 265-015-B 30 0104 - - 3512 0.091 0.787 7 N
300-020-B 30 0118 - - 17128 0.091 0.787 7 N
300-040-B 30 0118 - - 1/64 0.091 0.787 7 N
315-015-B 30 0124 - - 3/512 0.091 0.787 7 N
400-040-B 40 0157 - - 1/64 0.130 0.787 7 N
KGGN-B 400-080-B 40 0157 - - 1/32 0130 0787 7 N
: 415-015-B 40 0163 - - 3/512 0.130 0.787 7 N
= 478-055-B 50 0.188 - - 11/512 0161 0.984 7 N
= 500-080-B 50 0197 - - 1/32 0.161 0984 7 N . Vg[]]%:ﬂ
515-015-B 50 0203 - - 3/512 0.161 0.984 7 N RE e
600-080-B 60 023 - - 1/32 0200 0984 7 N @
600-120-B 60 0236 - - 3/64 0.200 0.984 7 N ﬂ b
800-080-B 80 0315 - - 1/32 0240 1.181 7 N
800-120-B 80 0315 - - 3/64 0240 1.181 7 N
KGGN 200-02-R 20 0079 - - 1/128 0.067 0.787 7 N
E, KGGN-R 300-02-R 30 0118 - - 1/128 0.091 0.787 7 N
E 400-03-R 40 0157 - - 3/256 0.130 0.787 7 N
E’ 500-03-R 50 0197 - - 3/256 0.161 0.984 7 N
E 600-03-R 60 0236 - - 3/256 0.200 0.984 7 N
= 800-04-R 80 0315 - - 1/64 0240 1.181 7 N
5 KGMI 200-02-T ° 20 0079 - - 1128 0.067 0.787 7 N »
g 300-04-T ° 30 0118 - - 1/64 0091 0787 7 N cwglj::D:]
_é, 400-04-T . 4 0157 - - 1/64 0130 0787 7 N . oL
S
P
KGMR 200-6D-LP ° ° 20 0079 - 6 1/128 0.067 0.787 7 R
200-8D-LP 20 0079 - 8 17128 0.067 0.787 7 R
) KGMR-LP 200-15D-LP ° ° 20 0079 - 15 1/128 0.067 0.787 7 R CWRE BY
'E. , 300-6D-LP o o 30 0118 - 6 1/128 0.091 0.787 7 R o -
-"g', A 300-15D-LP (] ° 30 0118 - 15 1/128 0.091 0.787 7 R
= 400-4D-LP o o 40 0157 - 4 3/256 0.130 0.787 7 R @ Ay
400-15D-LP 40 0157 - 15 3/256 0.130 0.787 7 R
500-4D-LP 50 0197 - 4 3/256 0.161 0.984 7 R
KGMR 200-6D-RP ° ° 20 0079 - 6 1/128 0.067 0.787 7 R
200-8D-RP 20 0079 - 8 1/128 0.067 0.787 7 R
=1 KGMR-RP 200-15D-RP ° ° 20 0079 - 15 1/128 0.067 0.787 7 R CW“E BW:I:Q
§_ 300-6D-RP ° ° 30 0118 - 6 1/128 0.091 0.787 7 R e
) 300-15D-RP| o . 30 0118 - 15 17128 0091 0787 7 R
= 400-4D-RP o o 40 0157 - 4 3/256 0.130 0.787 7 R @ AN
400-15D-RP ° ° 40 0.1557 - 15 3/256 0.130 0.787 7 R
500-4D-RP 50 0197 - 4 3/256 0.161 0.984 7 R
« You can grind the chip breaker, 'B' as any shape you want. If you want any special shape of chip breaker, please contact your distributor. @ : Stock item
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C KGT

D Applicable inserts
g Coated Uncoated Dimensions (inch)
E Picture Designation ERL888 Configuration
s N® @233 ISSC CW PSRR PSRL RE BW INSL AN HAD
< SESE8RER2:
KGML 200-6D-LP 20 0079 6 - 1428 0067 0.787 7 L
N KGML-LP 200-15D-LP 20 0079 15 - 1428 0067 0.787 7 L
= 300-6D-LP 30 0118 6 - 14128 0091 0.787 7 L
: / 300-15D-LP 30 0118 15 - 1/128 0.091 0.787 7 L
400-4D-LP 40 0157 4 - 1128 0130 0787 7 L I
400-15D-LP 40 0157 15 - 11280130 0787 7 L | . —1J
KGML 200-6D-RP 20 0079 6 - 14128 0067 0787 7 L -
N (GML-RP 200-15D-RP 20 0079 15 - 14128 0.067 0.787 7 L B s
= 2 300-6D-RP 30 0118 6 - 14128 0091 0787 7 L
- / 300-15D-RP 30 0118 15 - 14128 0.091 0787 7 L
: 400-4D-RP 4 0157 4 - 1128 0130 0.787 7 L
400-15D-RP 40 0157 15 - 11128 0130 0.787 7 L
KRMN 200-C e e o0 o0 20 0079 - - 3/64 0067 0787 5 N
¥ (RMN-C 300-C ee oo 30 0118 - - 144 0087 0787 7 N CW1 BW:ED
= 400-C e e o0 o0 40 0157 - - 564 0126 0787 7 N ; M
- ? 500-C e e oo e 50 0197 - - 3/32 0157 0984 7 N .
; 600-C co o o0 60 023 - - 1/8 01970984 7 N i
800-C ee e o 80 0315 - - 532 02361181 7 N
. KRGN 300-A e |30 0118 - - 146 0091 0787 7 N
= KRGN-A 400-A . 40 0157 - - 5/64 0130 0787 7 N
/ 500-A o |50 0197 - - 332 01610984 7 N
600-A e |60 0286 - - 1/8 02000984 7 N o
s 800-A 80 0315 - - 532 0240 0181 7 N C;]: —D
KRGN 300-CM 30 0118 - - 114 0087 0787 7 N ﬁ
= 400-CM 40 0157 - - 564 0126 0787 7 N QAN
S 500-CM 50 0197 - - 332 0157 0984 7 N
KRMI 200-C 20 0079 - - 3/64 0067 0787 7 N
. 300-C 30 018 - - 114 0087 0787 7 N cng]:BW:DD
= 400-C 40 0157 - - 5G4 0126 0787 7 N st
na—

® : Stock item
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KG EH R / |_ For grooving, turning, parting off, and relief machining

CDX
/ :

WF

11
LH

s {\ * R type holder
KRGN — "
(inch)
. . Appli Screw Wrench
Designation COX LH LF WF HF HBH B H HAND "i"n':;?_:"e >~
KGEHR/L 10-1.5-T14 0551 1299 4 0638 58 - 58 58  RL
12-15-T14 0551 1299 5 0795 34 - 34 34  RL | KGMN150-0-0J | MHAO512  HwaoL
16-1.5-T14 0551 1299 6 0795 1 - 1 1 RIL
08-2-T08 0315 1299 4 048 12 - 172 12 PRL
10-2-T08 0315 1299 4 0633 58 - 58 58  RL
12-2-T08 0315 1299 5 0758 34 - 34 34 RL
16-2-T08 0315 1299 6 1008 1 - 1 1 RL | (aMN200-00-01
10-2-T12 0472 1299 4 0633 58 - 58 58  RL | KGMRL200-C)-J
12-2-T12 0472 1299 5 0758 34 - 34 34  RL | KRMN200-C MHAS12 - Hiva0L
16-2-T12 0472 1417 6 1008 1 - 1 1 RL | KGGN200-C3-CJ
10-2-T17 0669 1496 4 0633 58 - 58 58  RL
12-2-T17 0669 149 5 0758 34 - 34 34 RL
16-2-T17 0669 1496 6 1008 1 - 1 1 RIL
10-2.5-T17 0669 149 4 0642 58 - 58 58  RL
12-25-T17 0669 149 5 0642 34 - 34 34  RL | KGMN250-CJ-C] | MHAO512  HwdoL
16-2.5-T17 0669 1496 6 0642 1 - 1 1 RIL
10-3-T10 0394 1299 4 0641 58 - 58 58  RL
12-3-T10 0304 1299 5 0766 34 - 34 34 RL
16-3-T10 0304 1299 6 1016 1 - 1 1 RIL
20-3-T10 0304 1299 63/4 1276 114 -  11/4 114 RL
10-3-T13 0512 1.299 4 0641 58 - 5/8 5/8  RIL | KGMN300-[J-C]
12-3-T13 0512 1299 5 0766 34 - 34 34 RL | KGMRL300-L-J
16-3-T13 0512 1299 6 1016 1 - 1 1 L | KAMNS00-C MAADST - HIA0L
KGEN300-(1-01
10-3-T20 0787 1614 4 064 58 - 58 58  RL | KRGN300-J
12-3-T20 0787 1614 5 0766 34 - 34 34 RL
16-3-T20 0787 1614 6 1016 1 - 1 1 RIL
20-3-T20 0787 1614 634 1266 114 - 114 114 PRL
16-3-T25 0984 1811 6 1016 1 - 1 1 RIL
10-4-T10 0304 1299 4 064 58 - 58 58  RL
12-4-T10 0394 1299 5 0766 34 - 34 34 RL
16-4-T10 0394 1299 6 1016 1 - 1 1 RIL
20-4-T10 0304 1299 634 1276 114 -  11/4 114 PRL
10-4-T15 0591 1417 4 064 58 - 58 58  RL
12-4-T15 0591  1.417 5 0.766  3/4 - 3/4 3/4  RIL | KGMN400-[J-C]
16-4-T15 0591 1417 6 1016 1 - 1 1 pL | KGMR/L400-D-OI
10-4-T20 0787 1614 4 0641 58 - 58 58 RL | aMN400-C BHADGTE - HHS0L
KGGN400-(1-01
12-4-T20 0787 1614 5 0766 34 - 34 34 RL | KRGNA0O-[]
16-4-T20 0787 1614 6 1016 1 - 1 1 RIL
20-4-T20 0787 1614 634 1266 114 -  11/4 114 PRL
10-4-T25 0984 1811 4 0641 58 - 58 58  RL
12-4-T25 0984 1811 5 0766 34 - 34 34 RL
16-4-T25 0984 1811 6 1016 1 - 1 1 RIL

2 Applicable inserts C28 ~ C30
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C KGT

KGEHR/L

For grooving, turning, parting off, and relief machining

| I |
CDX I N
WF / B = |_I—>
I 4
LH
LF
5\ ) * R type holder
KGGN  KGMN HFT H|
KGMR/L KRMN o
e [ TmeH
KRGN
(inch)
- Screw Wrench
. . Applicable
Designation CDX LH LF WF HF HBH B H HAND insert @W f
KGEHR/L 12-5-T12 0472 1457 5 0770  3/4 - 34 34 RL
16-5-T12 0472 1457 6 1020 1 - 1 1 RIL
12-5-T15 0591 1575 5 0807 3/ - 34 34 RL
16-5-T15 0591 1575 6 1004 1 - 1 1 RIL | KGMN500-C1-00 BHAOG16  HWS50L
KRMN500-C
20-5-T15 0591 1575 634 1250 114 - 114 14 RL | el
12-5-T20 0787 1614 5 0770  3/4 = 3 34 RL | KRGN500-C7
16-5-T20 0787 1622 6 1020 1 - 1 1 RIL
20-5-T20 0787 1614 634 1270 114 - 11/4 114 RL
BHAOG20  HWSOL
16-5-T32 1260 2087 6 1020 1 0276 1 1 RIL
12-6-T12 0472 1457 5 1770  3/4 = 34 34 RL
16-6-T12 0472 1457 6 1020 1 - 1 1 RIL
16-6-T15 0591 1575 6  1.004 1 2 1 1 RIL
KGMN600-[1-[] BHAOG16  HW50L
20-6-T15 0591 1575 63/4 1280 114 - 114 11/4 RL | KRMNG0O-C
12-6-T20 0787 1614 5 0770  3/4 = 34 34  RL | KGGN60O-[1-[]
16-6-T20 0787 1614 6 1020 1 - 1 1 Rl | KRGNG0O-CJ
20-6-T20 0787 1614 634 1270 114 - 11/4 114 BRL
BHAOG20  HWSOL
16-6-T32 1260 2087 6 1020 1 0276 1 1 RIL
16-8-T16 0630 1811 6 1020 1 2 1 1 RIL
20-8-T16 0630 1575 634 1299 114 - 114 114 RL | peven oo BHAOG16  HWS0L
16-8-T25 0984 1811 6 1039 1 2 1 1 RL | KRMNS0O-C
20-8-T25 0934 1811 634 1289 114 - 114 11/4 RL | KGGN800-[I-[J
16-8-T36 1417 2283 6 1039 1 0276 1 1 pL | KRGN80O-UJ BHAOG20  HW50L
20-8-T36 1417 2283 634 1289 114 - 114 114 RL

2 Applicable inserts C28 ~ C30
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KGEHR/L-DO0O0A (auto Tool)

For grooving, turning, parting off machining

-

]

LF

CUTDIA

, * R type holder
-I%
KGMN  KGGN ‘!i . “ H[
KRMN KRGN > % |
KGMR/L D
(inch)
- Screw Wrench
Designation CUDIA L4 LF WF HF  HBH B H Hawp| APPloale » o~
KGEHR/L 06-2-D20A 0787 0748 5 0383 38 0079 38 38 RL | 00 o
08-2-D25A 0934 0748 5 0508 12 0079 12 12  RL | KGMRIL200-[-[1
09-2-D25A 0.984 0.748 5 0559 59 - 5/9 5/9 RL | KRMN200-C
10-2-D32A 1260 0984 5 0633 58 - 58 58  RL | KGGN200-L-UJ —
08-3-D25A 0984 0748 5 0508 1/2 0079 12 /2 RL | KEGMN300-LJ-0J
KGMR/L300-1-[]
KRMN300-C
10-3-D32A 1260 0984 5 0633 58 . 58 58 RL | KaGN300-LJ-CJ

D Applicable inserts C28 ~ C30

KGEHR/L-DO0O0B (auto Tool)

For grooving, turning, parting off machining

WF

LH

LF

CUTDIA

T * R type holder
!
KGMN KGGN ’i e ﬂ “l
KRMN KRGN Vh z —
KGMR/L HeH
(inch)
- Screw Wrench
. . Applicable X
Designation CUTDIA LH LF WF HF  HBH B H  HAND i D -~
KGEHR/L 06-2-D30B 1181 1165 5510 0401 3/8 026 3/8 38 RL
08-2-D25B 0894 1067 5510 0492 1/2 0138 12 12 RL | KGMN200-[1-CJ
KGMR/L200-[1-[]
08-2-D30B 1181 1165 5510 0480 12 0138 172 12 RL | oiNg00-C
10-2-D25B 0984 1067 5510 0638  5/8 2 5/8 58  RL | KGGN200-O-0J
10-2-D32B 1181 1205 5510 0638  5/8 - 58 58  RL MHAOS512  HWA40L
HEH 984 1.067 551 4 12 01 112 112 L
08-3-D25B 0.98 067 5510 0.488 /2 0.138 / / R/ KGMN300-L0-L]
08-3-D32B 1181 1205 5510 0488 12 0138 172 12 RL | KGMR/L300-01-07
10-3-D25B 0984 1061 5510 0646  5/8 - 58 58  RL | KRMN300-C
KGGN300-[1-
10-3-D32B 1181 1067 5510 0646  5/8 - 58 58  RL o

2 Applicable inserts C28 ~ C30
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KG EH R / L_TOO For grooving, turning, face grooving machining

DAXIN CDX

LF

KGMN  KRMN “T% ]
KGGN  KRGN

* R type holder

(inch)

Applicable Screw Wrench
Designation COX LH LF WF HF HBH B H DAXIN HAND L &
KGEHR/L 10-3-T00 0189 1220 4 0646 58 - 58 58 3150 RL | KGMN300-[-CJ
KRMN300-C
12-3-T00 0180 1220 5 0808 34 - 34 B4 BI50 RL | oot | NHASTZ HWAOL
16-3-T00 0189 1220 6 1016 1 - 1 1 3150 RL | KRGN300-OI
10-4-T00 0189 1220 4 0641 58 - 58 58 3150 RL | KGMN40O-O-O
KRMN400-C
12-4-T00 0180 1220 5 0766 34 - 34 B4 3150 RL | oot BHAOB16  HW5O0L
16-4-T00 0189 1220 6 1016 1 - 1 1 3150 RL | KRGN40O-C]
12-6-T00 023 1417 5 0770 34 - 34 34 3150 RL 'égmgggcmm
KGGNG00-L L] BHAOB16  HWSOL
16-6-T00 0236 1437 6 1020 1 - 1 13150 RL | yronsoo.)

2 Applicable inserts C28 ~ C30
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KG EVR / L_TOO For grooving, turning, face grooving machining
DAXIN <_I

/ o’ . WE s

CDX

* R type holder
KGMN KRMN
KRGN KGGN HF H
(inch)
- Screw Wrench
. . Applicable .
Designation CDX LH LF WF HF B H DAXIN HAND insert ﬁ
KGEVR/L 12-1.5-T00 0118 0709 5 0925  3/4 34 34 4724  RL
16-1.5-T00 0118 0709 6 1122 1 1 1 4724  RIL | KGMN150-1-C] MHAO512  HW40L
20-1.5-T00 0118 0866 63/4 1398 11/4 11/4 114 4724 RL
12-2-T00 0118 0699 5 0925  3/4 34 34 4724 RL | «gMN200-C1-01
16-2-T00 0118 0699 6 1122 1 1 1 4724  RIL | KRMN200-C MHAOS512  HW40L
20-2-T00 0118 0856 634 1398 11/4 11/4 11/4 4724 RL | KGGN200-O-C-0J
12-2.5-T00 0157 0709 5 0965 3/4 34 34 3150 RL
16-2.5-T00 0157 0709 6  1.161 1 1 1 3150  RIL | KGMN250-C1C] MHAO512  HW40L
20-2.5-T00 0157 0856 63/4 1437 114 11/4 114 3150 RL
12-3-T00 0189 0709 5 0947  3/4 34 34 3150 RL | KGMN300-0I-OJ
KRMN300-C
16-3-T00 0189 0709 6 1197 1 1 1 3150 RL | eeNs00-Co-0 MHAO512  HW40L
20-3-T00 0189 0866 63/4 1457 11/4 11/4 11/4 3150 R/L | KRGN300-O
12-4-T00 0189 0772 5 0947 34 34 34 3150 RL | KGMN400-DI-OJ
KRMN400-C
16-4-T00 0189 0772 6 1197 1 1 1 3150 RL | eena00-Co-0 BHAOG16  HW50L
20-4-T00 0189 0866 63/4 1457 11/4 11/4 11/4 3150 RIL | KRGN400-OJ
12-5-T00 0236 0787 5 1161  3/4 3/4 34 2362 RL | KGMN500-C1-CJ
KRMN500-C
16-5-T00 023 0787 6 1240 1 1 1 2362 RL | eeveno o BHAOB16  HWS0L
20-5-T00 0236 0945 63/4 1516 11/4 11/4 11/4 2362 RL | KRGN500-0J
12-6-T00 023 0866 5  1.043 34 3/4 34 2362 RL | KGMNG0O-CI-CJ
KRMNG00-C
16-6-T00 023 0866 6 1256 1 1 1 3150 RL | (eenen0-Coc] BHAOB16  HW50L
20-6-T00 0236 0866 63/4 1516 11/4 11/4 11/4 2362 RL | KRGN600-OJ
16-8-T00 0315 0945 6 1.319 1 1 1 1969 RL ﬁgmgggcﬂﬂ
KGENB0O- - BHAOB16  HWS0L
20-8-T00 0315 0945 634 1516 114 114 114 199 RL | KRGN80O-T

2 Applicable inserts C28 ~ C30
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C KGT

KG EU R / L For relief machining
WF B >
45° CDX

LH
LF
0\ 45°
KRMN HFT ; * R type holder
KRGN
(inch)
. Screw Wrench
. . Applicable
Designation CDX DMIN LF WF HF B H HAND insert W f
KGEUR/L 10-3 0110 1575 0748  5/8 5/8 5/8 RIL
12-3 0110 1575 5 0906  3/4 3/4 3/4 RL | KRMN300-C
16-3 0110 1575 6 1102 1 1 1 RL | KRGN300-LJ MHAOST2 - HWAOL
20-3 0110 1575 63/4 1378 11/4 114 114  RL
10-4 0110 1575 4 0748  5/8 5/8 5/8 RIL
12-4 0110 1575 5 0906  3/4 3/4 3/4 RL | KRMN400-C
16-4 0110 1575 6 1102 1 1 1 RIL | KRGN40O-J BHAOG16  HWSOL
20-4 0130 1969 634 1378 11/4 11/4 114  RL
12-5 0130  1.969 5 0925 3/ 3/4 3/4 RL | cis00.C
16-5 0130 1969 6 112 1 1 1 RIL S00- BHAOGT6  HWS50L
KRGN500-L]
20-5 0130 1969 634 1398 114 11/4 114  RL
12-6 0130  1.969 5 0925 3/ 3/4 3/4 RL | 00
16-6 0130  1.969 6 1122 1 1 1 RIL - BHAOG16  HWSOL
KRGN600-[]
20-6 0130 1969 63/4 1398 11/4 11/4 11/4 RL
16-8 0130  2.559 6 1122 1 1 1 RL | KRMN80O-C
20-8 0130 2559 634 1398 11/4 11/4 11/4  RL | KRGN80O-[J BHAOGTG  HIWSOL
9 Applicable inserts C28 ~ C30
KG | U R / L For relief machining
—q DCON-MS w
|
_ Fu—
% 2
# 45°
H .
KRMN | R type holder
KRGN
(inch)
- Screw Wrench
. . u Applicable
Designation CDX DMIN OHN LF WF H DCON-MS HAND insert @M //\
KGIURL 13-12-3 0138 1378 1772 6 0512 0.709 3/4 RL | a0
13-12-4 0138 1378 1.772 6 0512 0.709 3/4 RIL KRGN300_'D MHAO512  HWAOL
15-16-3 0138 1575  1.969 8 0610  0.906 1 RIL
19-20-3 0138 1969 2559 10 0748 1181 11/4 RL | oo
15-16-4 0138 1575 1969 8 0610 0906 1 L | ecn 400-5 MHAO512  HWAOL
19-20-4 0138 1969 2559 10 0748 1181 11/4 RIL
15-16-5 0138 1575 1969 8 0610  0.906 1 RL | KRMN500-C
MH
19-20-5 0138 1969 2559 10 0748 1181 11/4 RL | KRGN500-CJ AOST2 - HIWA0L
15-16-6 0138 1575  1.969 8 0610  0.906 1 RL | KRMNG0O-C
19-20-6 0138 1969 2550 10 0748 1181 114  RL | KRGNG0O-CI MHAOSTZ  HWW40L
15-16-8 0138 1575  1.969 8 0610 0906 1 RL | KRMN80O-C
MHA0512 HW40L
19-20-8 0138 1969 2559 10 0748 1181 11/4 RL | KRGN80O-[J 05 0

2 Applicable inserts C28 ~ C30
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KGIVR/ L For face grooving machining

* R type holder
—7 H
KGMI KGMN
KGGN KRMI
KRMN
(inch)
- Screw Wrench
. . 1 Applicable .
Designation CDX DMIN  OHN LF WF H DCON-MS HAND et o~
KGIVRL 07-10-1.5 0157 0787  1.378 5 0472 0591 5/8 RIL MHBO410 L
09-12-1.5 0236 0984  1.772 6 0.610  0.709 3/4 RL | KGMN150-03-031 MHBO410
12-16-1.5 0276 126 1772 8 0748  0.906 1 RIL MHAO512  HWA40L
09-10-2 0256 0894  1.378 5 0551 0.591 5/8 RIL VHBOAO  HWAOL
09-12-2 0256 0984 1.772 6 0610 0709  3/4 RIL Egm:ggchT
12-16-2 0276 126 1772 8 0.748  0.906 1 RIL MHBO512  HWA40L
09-10-2.5 0256 0984  1.378 5 0551  0.591 5/8 RIL
MHBO410  HW30L
09-12-2.5 0256 0984  1.772 6 0610  0.709 3/4 RL | KGMN250-03-01
12-16-2.5 0276 126  1.772 8 0748  0.906 1 RIL MHAO512  HWAOL
09-12-3 0.256 0984 1772 6 0610  0.09 3/4 RIL MHBOA10  HW30L
12-16-3 0276 126 1772 8 0.748  0.906 1 RIL ﬁgmgggfq MHAO512  HWA40L
15-20-3 0295 1575 2165 10 0.886  1.181 11/4 RIL BHAOG16  HW50L
09-12-4 0256 0984  1.772 6 0610 0709 3/4 RIL MHBO410  HW30L
12-16-4 0276 126 1772 8 0748 0906 1 RL | KT stz el
15-20-4 0295 1575  2.165 10 0886  1.181 11/4 RIL BHAOG16  HW5OL
12-16-5 0295 126 1772 8 0768  0.906 1 RL | KGMN500-CI-0J MHAOS512  HW40L
KRMN500-C
KGGN500-[1-R
15-20-5 0335 1575 2165 10 0925  1.181 11/4 RL | KGGN500-[1-A BHAOG16  HW50L
12-16-6 0295 126 1772 8 0768  0.906 1 RL | KGMN600-CI-C1 MHAO512  HWA40L
KRMNG00-C
KGGNB00-[1-R
15-20-6 0335 1575 2165 10 0925  1.181 11/4 RL | KGGNG0O-C-A BHAOG16  HW50L
15-20-8 0335 1575 2165 10 0925  1.181 11/4 RL | KGMN80O-CI-0] BHAOG16  HW50L
KRMN800-C
17-24-8 0335 1772 2756 12 1043 1457 112 RL | KGGN800-L-R BHAOG16  HWS0L
2 Applicable inserts C28 ~ C30 « I case of using external insert instead of internal insert, please check the available insert for each item.
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C KGT
KG FVR / L For face grooving machining

DAXIN
DAXX B
WF
1)l =
LH

LF

* R type holder
KGMN KRMN HF 2 H
KGGN KRGN

(inch)

. Screw Wrench
. . Applicable
Designation CDX DAXIN DAXX LF WF HF B H  HAND plcat &
KGFVRL 16-3- 13/19-T10 | 0394 1338 1968 6 1417 1 1 1 RL | KGMN300-CI-CI
KRMN300-C
17/23-T15 | 0590 1732 2362 6 1614 1 1 1 RL | ey | ueost2 oL
21/33-T15 | 0590 212 3346 6 1614 1 1 1 RL | KRGN300-OJ
16-4- 12/19-T15 | 0590 1260 1968 6 1614 1 1 1 RL
16/23-T15 | 0590 1653 2362 6 1614 1 1 1Rl | a0
20/33-T15 | 0590 2047 3346 6 1614 1 1 1 RL )
KRMN400-C BHAOG16  HWS0L
17/27-120 | 0787 1732 2756 6 1807 1 1 1 RL | KGGN400-O-01
23/47-T20 | 0787 2362 4724 6 1807 1 1 1 po | KRGN4OO-LI
44/78-T20 | 0787 4409 7874 6 1807 1 1 1 AL
16-5- 19/31-T20 | 0787 1968 3149 6 1811 1 1 1 RL
27/43-T20 0787 2756  4.331 6 1811 1 1 1 RL | KGMN500-[I-[]
39/59-T20 | 0787 3937 5905 6 181 1 1 1 po | KBMNSOO-C BHAOG16  HWS0L
KGGN500-C1-1]
55/78-T20 | 0787 5512 7874 6 181 1 1 1 RL | KRGN500-0
78-T20 0787 7874 6 1811 1 1 1 RL
16-6- 18/33-T20 | 0787 1889 3346 6 1811 1 1 TR amne00
28/59-T20 0.787 2.874 5.905 6 1.811 1 1 1 RL | KRMNG0O-C
BHA0616 HW50L
54/98-T20 | 0787 5433 9842 6 181 1 1 1 RL | KGGNGOO-(I-CJ
98-T20 0787 9842 6 1811 1 1 1 po | KRGNGOO-LJ

2 Applicable inserts C28 ~ C30
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ket C
KG FH R / L For face grooving machining

DAXIN = R

DAXX  WF
CDX
LH

LF

| * R type holder
KGMN KRMN e ﬂ H
KGGN KRGN

(inch)

- Screw Wrench
. . Applicable .
Designation CDX DAXIN DAXX LH LF WF HF B H HAND insert ﬁ
KGFHR/L 12-3- 13/19-T10 0.394 1338 1.968 1.299 0.807 3/4 3/4 3/4 R/L
17/27-T15 0590 1.732 2756 1.417 0.807 3/4 3/4 3/4 R/IL
KGMN300-J-0J

25/39-T15 0.590 2520 3.937 1.417
16-3- 13/19-T10 0394 1339 1.969 1.299
17/27-T15 0591 1732 275 1.417
25/39-T15 0.591 2520 3.937 1.417
12-4 13/19-T16 0.630 1.338 1.968 1.575
16/27-T16 0630 1.653 2.756 1.575
24/47-116 0.630 2441 4724 1575
44/78-T16 0.630 4.409 7.874 1.575
16-4- 13/19-T20 0.787 1.338 1968 1.614
15/23-T10 0394 1575 2362 1.299
17/27-120 0.787 1732 2756 1.535
23/47-120 0.787 2362 4.724 1.535
33/36-T20 0.787 3307 3.622 1535
44/78-120 0.787 4.409 7.874 1.535
78-T20 0787 7874 ~ 1614
16-5- 19/31-T15 0.591 1.968 3.149 1.496
19/31-T25 0.984 1968 3.149 1.732
27/43-T15 0.591 2756 4.331 1.496
27/43-125 0984 2756 4.331 1.732
39/59-T25 0.984 3.937 5905 1.732
55/78-T25 0.984 5512 7874 1.732
74/86-T10 0.394 7.480 8.661 1.457

0.807 34 3/4 3/4 RL | KRMN300-C

1.004 1 1 1 R/L | KGGN300-LJ-LJ
KRGN300-]

MHAD512  HWA40L

1004 1 1 1 RL
004 1 1 1 AL
0807 34 34 34 AL
0807 34 34 34 AL
0807 34 34 34 AL
0807 34 34 34 AL
1008 1 1 1 RL |KGMN40O-C1-C]
008 1 1 1 RL Egheﬂmggém BHAOG16  HWS0L
1016 1 1 1 RL |KRGN40O-OI
016 1 1 1 RL
1008 1 1 1 RL
06 1 1 1 AL
008 1 1 1 RL
008 1 1 1 AL
1008 1 1 1 AL

1.008 1 1 1 RIL

KGMN500-[3-0J
1.008 1 1 1 RL | KRMN500-C
1.008 1 1 1 R/L | KGGNS00-LJ-L]
KRGN500-]

BHAO616 HW50L

1.008 1 1 1 RIL
1.008 1 1 1 RIL

Do O o000 0O ool o000 o000 ool oo ool ool o o o

78-T25 0984 7874 o« 1732 1.008 1 1 1 RIL
16-6- 66/74-T10 0.394 6639 7.480 1457 6 1008 1 1 1 RL | KGMN60O-[I-[]
KRMNG00-C
KGGN60O-[1-[] BHA0616 HW50L

74/86-T10 | 0394 7480 8661 1457 6 1008 1 1 1 PRL |KRGN60O-LJ

2 Applicable inserts C28 ~ C30
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C Technical Information for KGT Parting off Blades

KGT Blades for Parting off

- Parting application with the use of existing KGT inserts
- Economical machining with a double sided insert

- Specially designed slot for strong and stable clamping
- Easy insert change with the use of an exclusive wrench

D Code system

? ! ! ?
KGTB system Shank height Cutting width S: Single pocket

D How to clamp insert

= =

@ = @ Rotation: Release
@ = @ Rotation: Conclusion

@ Insert the pin of wrench into @ Clamp the insert on its seat after turning the @ Finish clamp by removing the wrench after
the hole of blade. handle to 45°~160° for loosening the seat. moving it back to its original state.

KGTBA

CUTDA wr CUTDIA

Fig.1 Fig.2

_

T _©Tk T WB
N y LF ‘Wﬁ LF \
— CUTDIA
KGMN WE ____ CutDA
, / O
KGGN i Wz LA
<HFH ) HF[ 9 H \ ' A
e o s —_—
Fig.3 Fig.4
(inch)
PR @D oD . ; Wrench .
Designation LF WF WB HF H HAND CUTDIA®  CUTDIA® Applicable insert = Fig.
KGTBA  100-1.5-S 6 0051 332 0827 1 N - 1024 | KGII150-0-01 4
125-1.5 6 0051 33 0984 114 N - 1024 | KGLI1150-C-(] i
100-2-S 6 0075 332 0827 1 N 1.969 153 | KEJI2000 0, 4
125-2 6 0075 332 0984 114 N 1.969 1535 | KRCZ00CEC 1
100-3-S 6 0106 332 0827 1 N 3.937 153 | REIOS00C 00 | cwios | 4
125-3 6 0106 332 0984 114 N 3937 153 | KGJIS00 -, (Sezaraz'y 2
ordere —
100-4-S 6 0142 18 0827 1 N 3.937 153 | KEIA00 4
125-4 6 0142 18 094 114 N 3.937 1535 | KRCA00CEC), 2
125-5 6 0177 532 0984 114 N 4724 1920 | KEL00CEC, 2
125-6 6 0220 1364 0984 114 N 4724 1920 | KEIE00HD 2
125-8-S" 6 02800 14 0984 114 N 3.150 233 | KALLBOOL Ty | hwsol | 3
2 Applicable inserts C28 ~ C30 O Screw clamping @1 corneruse @2 corner use 1 corner insert
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Technical Information for MGT Plus /MGT C

Universal tools for grooving / Parting off / Turning

MGT Plus/MGT

- High chipping resistance and fracture resistance
- Excellent chip control

- Additional edge treatment for its consistency

- Applicable for various MGT holders

D Code system

°
5
[72]
D
=

PG M N 300 - 04 - MM

* ! t ! ? !
+ MGT Plus Grooving Tolerance Hand Width of Nose R Chip breaker
- MGT Grooving M : Pressed class N : Neutral cutting edge 04 :1/64 inch MM / GM

200 :0.079inch
300:0.118inch

¢ Insert (Round) 400 : 0.157 inch

PR M N 300 RM

- MGT Plus Grooving Round Tolerance Hand Width of Chip breaker
* MGT Grooving Round M : Pressed class N: Neutral cutting edge RM

200 :0.079inch
300:0.118inch

* Shank (External) 400:0.157inch
! ! ' ! ! ! '
+ MGT Grooving Use Holder type Hand Shank height, Width of insert Max. depth
E : External H : Horizontal R : Right-handed Shank width cutting edge of cut
V: Vertical L : Left-handed 16: 1 inch 3:0.118inch T10:0.394 inch
U : Under cut

¢ Shank (Internal)

? ? ? ? ? ? *
- MGT Grooving Use Holder type Hand Min. cutting dia. Shank dia. Width of insert
I : Internal V : Vertical R : Right-handed 16 : 11inch 12:0.75 inch cutting edge
U : Under cut L : Left-handed 3:0.118lnch

* Shank (Facing)

16 4 4 | 78 - T05

’ i ’ ! ’ ’
+ MGT Grooving Use Holder type Shank height, Min. cutting dia. Max. depth
F:Facing  H:Horizontal Shank width 44:1.732inch of cut
V: Vertical 16: 1inch T05: 0.197 inch
Hand Width of insert Max. cutting dia.
R : Right-handed cutting edge 78:3.071inch
L : Left-handed 4:0.157 inch

Multi functional tool e 41



C Technical Information for MGT Plus /MGT

D Features of Chip breaker
[0 Multi Medium

« For grooving, parting and turning
« Bumps on the rake surface

- Straight cutting edge

« Various workpieces

Recommended cutting

External Internal Facing
t i — e el j .
F ' / Special
Pl e E B A Y
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning
@) o O o} o) o) ¢}
m Groove Medium
« For grooving and parting
- Straight cutting edge
- Bumps on the rake surface
« Various workpieces
« High depth of cut machining
« For Hard-to-cut material Cutting
Recommended cutting
External Internal Facing
F ' / Special
e E A )
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning
(@) © o e}
[0 Relief Medium
- For copying and relief cutting
+ Round cutting edge
- Bumps on the rake surface
- Excellent surface finish
Recommended cutting
External Internal Facing
t i —I | el g j .
F ' / Special
e (e B EA Y
Grooving | Parting | Turning | Copying | Relief | Grooving | Turning | Copying | Relief | Grooving | Turning
o) © © (@) ©)

42 ((® Mutti functional tool

Feed, fn (ipr)

Feed, fn (ipr)

Feed, fn (ipr)

©: 1'recommendation  O: 2" recommendation

[Recommended range ]

A
0.020
0016
0012 0.01
0008 0oog 0009 0009 =
0.008 | 606
0.004 -
0.003
0.002
0.002 = 0.002
0 0.001  0.001 0.001
0079 0118 0157 0197 0236 0315
Cutting width, CW (inch)
Recommended workpiece

©lojo] o

[Recommended range ]

A
0.020
0016
0012 R 1
0.009  0.009 m m —]
0.008 0.007 ™ flon 1 ‘ J
0.004 J J 0.004
0002 0.003  0.003
’ 0.002 0.002 0.002
0079 0118 0157 0197 0236 0315
Cutting width, CW (inch)
Recommended workpiece
© /o0 /o] o
\ [Recommended range ]
0.020
0016 0,014
0.012  0.012
0012 001 0.01 1
0008 M ]
0.008
N
- ] 0.006
0.004 0.004 = 0.004
0.002 0.002 0.002 0.002
0079 0118 0157 0197 0236 0315
Cutting width, CW (inch)
Recommended workpiece
© oo o




D Cutting range

Feed, fn(ipr)

Feed, fn(ipr)

Grooving

A
0.012
0.008 \
0.004
\ GM
0.002
MM
0
[ E Z 2
Continuous Light Heavy
cutting interrupted interrupted
cutting cutting
Profile
4
0.012
0.008
0.004
RM
0.002
0
[ E J 8
Continuous Light Heavy
cutting interrupted interrupted
cutting cutting

Technical Information for MGT Plus /MGT C

Feed, fn(ipr)

0.012

0.008

0.004

0.002

Turning

[ E J
Continuous Light
cutting interrupted
cutting

.7

Heavy
interrupted
cutting
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C Technical Information for MGT Plus /MGT

D Recommended cutting conditions Cutting width (inch) = Based on 0.118

i Grade Chip breaker
Workpiece . .
CvD PVD Grooving Turning
[{e] [{r] (r) (=] (=]
Workpiece Brinel | & 8 2 2 MM GM  RM | MM RM
IS0 matsrial AISI IS0 ha(rﬁg.;ss g 8 8 8 8
vc (sfm) fn(ipr) fn(ipr)
591 | 459 | 361 | 361 | 361 | 0008 | 0009 | 001 | 0008 | 001
C=0.25% 1025 C25 125 | 902 | 705 | 558 | 558 | 558 | 0.005  0.006 | 0006 | 0.006 A 0.08
1214 951 | 755 | 755 | 755 | 0.001 | 0002 | 0002 | 0005 & 0006
558 | 427 | 328 | 328 | 328 | 0008 | 0009 | 001 | 0008 | 001
C:{:;" C=0.35% 1035 €35 160 | 837 | 656 | 509 | 509 | 509 | 0.005 | 0.006 @ 0.006 | 0.006 | 0.008
1115 | 886 | 689 | 689 | 689 | 0.001 | 0002 | 0002 | 0005 A 0006
42 | 394 | 295 | 295 | 295 | 0008 | 0.009 | 001 | 0008 | 0.01
C = 0.45% 1045 C45 170 | 771 | 607 | 476 | 476 476 | 0005 0006 | 0006 | 0.006 A 0.08
1050 | 820 | 656 | 656 | 656 | 0.001 | 0002 | 0002 | 0005 & 0006
427 | 308 | 262 | 262 | 262 | 0008 | 0009 | 001 | 0007 | 0009
e 4140 42CrMod 180 | 640 | 509 | 304 | 394 394 | 0.005 0006 | 0006 | 0.006 A 0.07
Lowalloy |~ hardened 853 | 689 | 525 | 525 | 525 | 0001 | 0002 & 0002 | 0.004 | 0005
steel . . . . .
o - 262 | 197 | 164 | 164 | 164 | 0008 | 0009 | 001 | 0007 | 0.009
and 4145 ; 350 | 377 | 295 | 246 | 246 | 246 | 0.005 | 0.006 | 0.006 | 0.006 | 0.007
tempered 492 | 394 | 328 | 328 | 328 | 0.001 0.002 | 0002 | 0004 | 0.005
328 | 262 | 197 | 197 | 197 | 0008 | 0009 | 0008 | 0007 | 0.009
_ Annealed D2 ; 200 | 492 394 | 205 295 @ 295 | 0005 | 0006 | 0005 | 0006 & 0.07
""g't‘ a'l'°y 656 | 525 | 394 | 394 | 394 | 0001 | 0002 0001 | 0.004 | 0005
stee 262 | 197 | 164 | 164 | 164 | 0008 | 0009 | 0008 | 0007 | 0.009
<5% Hardened
bl H13 X40CrMoV5-1 350 | 304 312 | 246 246 | 246 | 0005 | 0006 | 0005 | 0006 A 0.07
525 | 427 | 328 | 328 | 328 | 0001 | 0002 | 0001 | 0004 | 0.005
~ 38| - | 22 262 | 0006 | 0006 | 0007 | 0007 | 0009
304 X5CNi18-9 | 160~180 | - | 476 | - | 377 | 377 | 0004 | 0004 & 0005 | 0006 | 0.007
- Austonite seri C 1623 | - | 492 | 492 | 0001 | 0001 | 0003 | 0004 | 0005
ustenite series ~ 138 | - | 262 | 262 | 0006 | 0.006 | 0007 | 0007 | 0.009
316 X5CNiMo17-12-2 | 160~180 | - | 476 | - | 377 | 377 | 0004 | 0004 | 0005 | 0006 A 0.007
© 623 | - | 492 492 | 0001 | 0001 | 0003 | 0004 | 0.005
_ S T8 - | o001 | o001 | ool | 0007 | 0009
L‘;‘t"gﬁgtsﬁ'e No25B 150 <12 | - - - 1492 | - | 0007 | 0007 | 0006 | 0006 @ 0.007
Gray cast | - 66 - | 0004 0004 | 0002 | 0004 0005
iron U . g ||~ | - e - oot | oot | o0 | 0007 | 0009
Sgtrength e 20 Sy | - | - | - |40 - | 0007 0007 0006 | 0006 0007
| - 1's8 | - | 0004 | 0004 | 0002 | 0004 | 0.005
S T - | o001 | 001 | 0ot | o008 | 001
Ferritic 65-45-12 500-7 170~241| - | - | - |34 - | 0007 | 0007 & 0006 | 0006 0008
| - 49 - | 0004 0004 | 0002 | 0005 = 0.006
_ S T1es . - | o001 | 001 | 0ot | o008 | 001
c'::ff'r'fn Pearliic | 80-55-06 600-3 192-269 | - | - | - | 262 | - | 0007 | 0007 0006 | 0006 0008
| - 131 - | 0004 | 0004 | 0002 | 0005 0006
- T1e4 | - | 0008 | 0009 | 0008 | 0008 | 0.01
Martensitic | 100-70-03 700-2 229-302| - | - | - | 262 - | 0005 | 0.006 & 0005 | 0006  0.008
| - 13t - | 0001 | 0002 | 0001 | 0005 @ 0.006
] 76 | - | 0004 0004 | 0005 | 0005 0006
; ; 200 | - 115 - | 0002 0002 | 0004 | 0004 0.006
o ] - T1e4 | - | 0001 | 0001 | 0003 | 0004 | 0005
Inconel
o T e | - | 0004 0004 | 0005 | 0005 & 0.006
; ; ggg - | - 7115 - | 0002 0002 | 0004 | 0004 0.006
- - T1e4 | - | 0001 | 0001 | 0003 | 0004 | 0005
| - 7497 - | 0004 | 0004 | 0007 | 0007 | 0.008
- ; 3400 | - | - | - | 262 - | 0002 0002 @ 0005 | 0006  0.007
Ttanium alloy 0 | - 138 - | 0001 | 0001 | 0003 | 0004 0006
S ] - T | - | 0004 0004 | 0007 | 0007 0008
; ; 950 - | - 148 - | 0002 0002 | 0005 | 0006 0.007
| - T197r - | 0001 | 0001 | 0003 | 0004 0006
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D MGT Plus/MGT applicable inserts

Technical Information for MGT Plus /MGT C

Application

Grooving - Turning

=)
=
E
13
2
=3
=)
I
=
2
S
-5

Coated Dimensions (inch)
Picture Designation g § % § § — - Be o T R, Geometry
PGMN 200-02-MM e 0o 0 0 o 20 0.079 0.008 0.063 0.63 7 N
PGMN-MM 300-04-MM e o 0 0 o 30 0118 0.016 0.093 0.827 7 N . B —
400-04-MM e o 0 0 o 40 0157 0016 013 0.827 7 N ERE -
500-08-MM o o o o 50 0197 0.031 0.161 1.024 7 N N
600-08-MM o o e o 60 0.236 0.031 0.197 1.024 7 N D
800-08-MM o o e o 380 0315 0031 0236 122 7 N
PGMN 150-015-GM |(e o o o o 15 0.059 0.006 0.047 0.63 7 N »
PGMN-GM 200-02-GM (o e o e o 20 0079 0008 0063 063 7 N QZIJZZD:I
250-02-GM e 0o 0 0 0o 25 0.098 0.008 0.079 0.728 7 N S
30003-GM |o o o o o 30 0118 0012 0093 087 7 N | w@
400-03-GM e 0o 0 0 0o 40 0157 0012 013 0.827 7 N
PRMN 200-RM e 0o 0 0 o 20 0.079 0.039 0.063 0.63 7 N
PRMN-RM 300-RM e e 0 0 0 3N 0.118 0.059 0.093 0.827 7 N cw;:]]:w:@
400-RM e 0o 0 0 o 40 0157 0079 013 0.827 7 N fE ‘ -
~ 500-RM L) o o 50 0197 0.098 0.161 1.024 7 N Q N
600-RM L) 60 0236 0.118 0.197 1.024 7 N
800-RM o o 80 0315 0.157 0236 1.22 7 N

® : Stock item
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C Technical Information for MGT

D Geometry of chip breaker

« Specially designed chip breaker allows a

smoother chip flow versus conventional
flat-top geometries through the use of a
central chip breaker

« Specially placed convex dots assists with

chip control in external machining, for a
smoother chip flow

« Chip breaker designed for turning &

grooving applications

« Specially designed high positive

geometry, ideal for machining
aluminum

The chip breaker's super buffed, high

rake angle allows optimal chip flow of
aluminum

MGMN-L

7 |

Sharp cutting edge
Low cutting resistance
For auto CNC machine
For small diameter

W « Specially designed chip breaker

e

D Parting off (MGMN/ MGMR/L)

allows narrower chips to
promote better chip flow

« Specifically designed for
grooving applications

« Sharply designed cutting edge.

« Recommended in machining low
carbon steel and stainless steel

« Specially designed chip breaker
allows narrower chips to promote
better chip flow.

« Able to machine Feed rates and
small diameter cutting

« Strong cutting edge
« For high feed rate machining

Full radius geometry for
applications that require profiling

« Available for relief machining

MGMR-PT B

7

Stronger cutting edge with a
negative land for tougher
applications

Able to machine at high feed
rate and bar stock

Chip breaker design helps
narrows chips for better flow

MGMN-T [

' 4

For turning & grooving
Reduced chip width & smooth
chip control by dot designed on
the top corner

« Specially designed chip breaker

allows narrower chips to
promote better chip flow

« Chip breaker specially designed
for face grooving

« Smooth chip flow

« Prevent built-up edge face
grooving

Cutting Speed (vc = sfm) Feed (fn =ipr)
Workpiece CVD PVD Uncoated Cutting width (inch)
NC3120 | NC3030 | NCM325 | NC5330 | PC8110 | PC5300 | PC6510 | ST30A | 0.079 0.118 0.157 0.197 0.236
SMOICIC | 260~590 260~590 260~590 0.001~0.006| 0.001~0.008 | 0.003~0.012| 0.004~0.016 | 0.005~0.020
SCM 230~490 | 230~490 | 230~490 | 230~490 230~490 0.001~0.006| 0.001~0.008 | 0.003~0.012| 0.004~0.016 | 0.005~0.020
GC/GCD 160~330 160~330 | 160~330 |0.002~0.005|0.004~0.0100.004~0.012|0.004~0.014 0.004~0.016
STS 160~390 | 160~390 | 160~390 | 200~460 0.001~0.004| 0.001~0.006 | 0.003~0.010| 0.004~0.014 0.005~0.016
"°“'(L‘Erég:§e'r‘)‘°‘a' 660~1480 | 0.002~0.004| 0.002~0.008| 0.002~0.012| 0.002~0.012  0.002~0.014
9 Facing (FGD / FGM / FMM / MFMN / MGMN)
Cutting Speed (vc = sfm) Feed (fn = ipr)
Workpiece CVD PVD Uncoated Cutting width (inch)
NC6310 | NC3030 | NC5330 | NC3120 | PC215K | PC8110/PC5300 Ho1 0.118 0.157 0.197
SMCICC 330~530 | 330~530 0.002~0.004 | 0.002~0.005 | 0.002~0.006
SCM 160~430 | 160~430 | 160~430 656~2625 | 0.002~0.004 | 0.002~0.005 | 0.002~0.006
GC/GCD 390~490 390~490 390~490 0.002~0.004 | 0.002~0.005 | 0.002~0.006
STS 200~490 200~490 0.002~0.004 | 0.002~0.005 | 0.002~0.006
"°“EI"‘|",’E‘;;';J)‘°‘*" 0.002~0.006 | 0.003~0.006 | 0.003~0.006
D Grooving, Turning (MGMN / MRMN)
Cutting Speed (vc = sfm) Feed (fn = ipr)
Workpiece CVD PVD Cermet Uncoated Cutting width (inch)
NC3120 | NG3030 | NC5330 | PG215K  PC5300 | CN2500 = ST30A = ST20 |0.020~0.0390.039~0.079 | 0.079~0.118 | 0.118~0.157 | 0.157~0.197 | 0.236~0.315
SMCICIC | 260~660 260~660 260~590 | 260~390 260~390 [0.001~0.003/0.002~0.004/0.002~0.004 0.002~0.0050.002~0.006 0.002~0.006
SCM 260~590 | 260~590 | 260~590 260~530 | 260~390 | 260~390 | 260~390 [0.001~0.003 0.002~0.0030.002~0.0030.002~0.004 0.002~0.005 0.002~0.006
GC/GCD 200~430 200~430 0.001~0.0030.002~0.0030.002~0.0030.002~0.004/0.002~0.004/0.002~0.005
STS 200~330 | 200~330 200~330 0.001~0.0030.002~0.0040.002~0.004 0.002~0.005 0.002~0.005 0.002~0.006
""“‘Uf\*l’,'é‘;:;e'r')‘eta' 490~980 490~1310 0.002~0.005/0.002~0.006/0.002~0.006 0.003~0.006 0.003~0.006 0.004~0.008
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MGT C

D Applicable insert
5 Coated Uncoated Dimensions (inch)
S| Picture Designation SIBILSER Configuration
= NS R82%5S/ .~ | SSC CW RE BW INSL AN HAND
3 £2828288PRR 8
MFMN 300 . 30 0118 1428 0079 0709 7 N
= MFMN Cﬂ;g%:@
= = INSL
p——
G
300-02-M 30 0118 1428 0.093 0827 7 N
300-04-M 30 0118 1/64 0093 0827 7 N
300-08-M 30 0118 1/32 0093 0827 7 N
400-02-M 40 0157 1428 0.130 0827 7 N
> 400-04-M 40 0157 1/26 0.130 0827 7 N »
=} MGGN-M 400-08-M 40 0157 1/32 0130 0827 7 N o] [T
= e 500-02-M 50 0197 14128 0.161 1024 7 N e/
§’ y 500-04-M 50 0197 1/64 0161 1024 7 N E
8 500-08-M 50 0197 1/32 0161 1024 7 N B ay
< 600-02-M 60 0236 1/128 0197 1.024 7 N
600-04-M 60 0236 1/64 0197 1024 7 N
600-08-M 60 0236 1/32 0197 1024 7 N
MGMN 150-G ° e o 15 0.059 0006 0047 0630 7 N
200-G e o0 o o 20 0079 14128 0.063 0630 7 N o
MGMN-G 250-G ° e o 25 0.098 1/128 0079 0728 7 N cw;D]::[Cl
£ 300-G e0o0e o o 30 0118 1/64 0093 0827 7 N he -
’ 400-G e o e o 40 0157 1/64 013 0827 7 N
500-G 50 0197 1/32 0161 1024 7 N B A@
600-G 60 0236 1/32 0197 1024 7 N
MGMN 200-M eeee e o o | 20 0079 1/128 0047 0630 7 N
250-M e e e oo 25 0098 14128 0079 0728 7 N
300-02-M ° 30 0118 1428 0093 0827 7 N
> 300-M eo00000 00 o | 30 0118 1/64 0093 0827 7 N »
= MGMN-M 350-03-M 40 0138 3/256 0.130 0827 7 N CW;D]::D
e s 400-02-M 40 0157 1428 0.130 0827 7 N Re
g 400-M eeeeeoeo e o 40 015 1/64 0130 087 7 N =
8 500-04-M ° 50 0197 1/64 0.161 1024 7 N Q @
< 500-M oo o0 ° 50 0197 1/32 0.161 1024 7 N
600-M TEEX 60 0236 1/32 0197 1024 7 N
800-M oo 80 0315 1/32 0236 1220 7 N
MGMN 200-02-L 20 0079 14128 0.063 0630 7 L
200-04-L 20 0079 1/64 0067 0787 7 L
250-02-L 25 0099 14128 0789 0729 7 L
300-02-L ° 30 0118 14128 0.093 0827 7 L
300-04-L 30 0118 1/64 0091 0787 7 L o
MGMN-L 400-02-L ° 40 0157 1428 0.130 0827 7 L cng::D
400-04-L 40 0157 1/64 0130 0787 7 L i -
500-03-L 50 0197 3/256 0.161 1.024 7 L ]
500-04-L ° 50 0197 1/64 0.161 1024 7 L Q A@

® : Stock item
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C MGT

D Applicable insert
5 Coated Uncoated Dimensions (inch)
S| Picture Designation SISI2888 Configuration
= PN R85 S|~ SSC CW RE BW INSL AN HAND
g SS2822822R2 2
MGMN 150-015-R 15 0059 3/512 0048 0630 7 R
200-02-R 20 0079 1/128 0063 0630 7 R
200-04-R 20 0079 1/64 0067 087 7 R
250-02-R 25 0099 1/128 0789 0729 7 R
300-02-R . . 30 0118 1428 0093 0827 7 R
300-04-R 30 0118 1/64 0091 0787 7 R
= 400-02-R . o 40 0157 17128 0130 0827 7 R B
MGMN-R 400-04-R 40 0157 1/64 0130 0787 7 R CWR;D]::D
500-04-R . . 50 0197 1/64 0161 1024 7 R e
= 500-08-R 50 0197 1/64 0.161 1024 7 R
S 600-04-R 60 0237 1/64 0197 1024 7 R B "
600-08-R 60 0237 1/32 0197 1024 7 R
MGMN 150-015-T 15 0059 3/512 0048 0630 7 N
200-T 20 0079 1/128 0063 0630 7 N
300-T . . 30 0118 1/64 0093 0827 7 N
. 400-T . . 40 0157 1/64 0130 087 7 N . o
MGMN-T 500-04-T 50 0197 164 0161 1024 7 N CWF}EjD]::G
500-T . 50 0197 1/32 0161 1024 7 N st
= ’ 600-08-T 60 0237 1/32 0197 1024 7 N B @
= AN
MGGN 300-02-A 30 0118 1/128 0093 0827 7 N
300-04-A 30 018 1/64 0093 0827 7 N
300-08-A 30 0118 1/32 0093 087 7 N
400-02-A 40 0157 1128 0130 0827 7 N y
400-04-A 40 0157 164 0130 087 7 N
=y MGGN-A 400-08-A 40 0157 1/32 0130 087 7 N CWF};I:D
= 500-02-A 50 0197 1128 0161 1024 7 N e
! 500-04-A 50 0197 1/64 0161 1024 7 N ﬁ
500-08-A 50 0197 1/32 0161 1024 7 N

48 e Multi functional tool
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MGT C

D Applicable insert
H Coated Ut Dimensions (inch)
g . . q omwo o ‘l.r_> [ -] i i
E Picture Designation % § % g § g § % A s G G0 BE TEL [ ST T Configuration
< Z222224aacalTXI
MGMR 300-6D-PS 30 0118 - 6 1/1280827 0098 7 R
300-8D-PS 30 0118 - 5 1412808270098 7 R
MGMR-PS 300-15D-PS 3 0118 - 15 1/1280.827 0098 7 R
400-4D-PS 40 0157 - 4 3/256 08270130 7 R
500-4D-PS 50 0197 - 4 3/2561.024 0161 7 R .
BW
: P‘S\RR INSL )
MGML 300-6D-PS 30 0118 6 - 1/1280827 0098 7 L B
300-8D-PS 30 0118 5 - 1/128 0827 0098 7 L Q
MGML-PS 300-15D-PS 30 0118 15 - 1/128 0827 0098 7 L .
400-4D-PS 40 0157 4 - 3/2560827 0130 7 L
500-4D-PS 50 0197 4 - 3/256 1.024 0161 7 L
MGMR 200-6D-PT o 20 0079 - 6 1/128 06300063 7 R
300-6D-PT 30 0118 - 6 1712808270093 7 R
MGMR-PT 300-8D-PT | o 30 0118 - 8 1/1280827 0093 7 R
300-15D-PT 30 0118 - 15 1/1280827 0093 7 R
400-4D-PT 40 0157 - 4 3/2560827 0130 7 R
500-4D-PT 50 0.197 4 3/2561.024 0161 7 R e ow
< E‘P::Q
= PSIRR NSL
£ MGML 200-6D-PT 20 0079 6 - 1/128 0630 0063 7 L
e 300-6D-PT o 30 0118 6 - 1/128 0827 0093 7 L Q
MGML-PT 300-8D-PT 30 0118 8 - 1/1280827 0093 7 L m
300-15D-PT 30 0118 15 - 1/128 0827 0093 7 L
400-4D-PT 40 0157 4 - 3/2560827 0130 7 L
500-4D-PT 50 0197 4 - 3/256 1.024 0161 7 L
MRGN 300-A 30 0118 - - 1/6. 08270191 7 N
400-A o |40 0157 - - b5/64 08270191 7 N
500-A 50 0197 - - 3/32 10240230 7 N N
600-A e |60 0236 - - 1/8 10240229 12 N o —
MRGN-A 800-A e |80 0315 - - 583212200257 12 N ;]]:
INSL
D
7 0 -
MRMN 200-M ceo o o 20 0079 - - 3/64 06300138 7 N
300-M eoo0e o o 30 0118 - - 1/16. 08270191 7 N
400-M X o 40 0157 - - 564 08270191 7 N
> 500-M o o 50 0197 - - 3/32 10240230 7 N .
= 600-M P 60 023 - - 1/8. 10240229 7 N y —
=1 MRMN-M 800-M oo 80 0315 - - 53212200257 7 N ;j:
= ) ' e
=
2

® : Stock item
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C MGT Plus /MGT

M G EH R / L For grooving, turning, parting off, relief, profiling machining

CDX

] !

LH

‘ . * R type holder
PGMN MGMN  MGMR Tb “FLéj Hl
PRMN MGGN MRMN
MRGN
(inch)
. Screw Wrench
Designation COX LH LF WF HF HBH B H  HAND A"i';':::"e >
MGEHR/L 10-1.5 057 1437 4 0635 58 - 58 58 RL
1215 057 1437 5 0760 34 - 34 34 RL ,\PAGMM 50-L1-1] LTX0514  TW20L
GMN150-G
16-1.5 057 1437 6 1010 1 - 1 1 RIL
08-2 057 1260 4 0510 1/2 - 12 12 RL | PGMN200-[J-[]
10-2 057 1437 4 0635 58 - 58 58 RL ;%""M'\"\IZZO(?O% sty oL
12-2 057 1437 5 0760 3/4 - 34 34 RL | yeooow
16-2 057 1437 6 1010 1 - 1 1 RL | MGMR200-C1-C10]
10-2.5 065 1.535 4 0.637  5/8 - 5/8 5/8 RIL PGMN250-[7-[7
12-25 065 1535 5 0762 34 - 3/4 34 RL | MGMN250-G MHAOS12  HW4OL
16-2.5 065 1535 6 1.012 1 - 1 1 RIL MGMN250-M
10-3 072 1634 4 0639 58 - 58 58 RL
12-3 070 1634 5 0764 34 - 34 34 RL | pomeooc "
12-3-T03 039 163 5 0764 34 - 34 34  RL | MGMN300-M/T
16-3 070 1634 6 1014 1 - 1 1 RL | MGGN300-LJ-M
16-3-T03 039 1634 6 1014 1 - 1 1 RIL MRMN300-M
20-3 070 1634 63/4 1264 114 - 114 11/4 RL mgmggg:ggﬁ?
20-3-T03 039 1634 634 1264 11/4 - 114 11/4 RL
12-4 070 1634 5 0766 34 - 3/4 34 RL | PGMN400-[I-CJ
12-4-T03 039 1634 5 0766 3/4 - 3/4 34  RL | PRMN40O-[]
16-4 070 163 6 1016 1 - 1 1 RIL mgg’:‘;‘gg%"gm
16-4-T03 039 163 6 1016 1 - 1 1 RL | mRMhoos
20-4 070 1634 634 1266 114 - 114 114 RL | MGMR400-CII-C10
20-4-T03 039 1831 634 1266 11/4 - 114 11/4 RL | MGMN400-OI-LR
12-5 090 1831 5 0770 34 - 3/4 34 RL | PGMN500-[1-C]
12-5-T05 059 1594 5 0770 3/4 - 3/4 34  RL | PRMNS00-CJ
16-5 090 181 6 1020 1 - 1 1 RIL mgg"yggg"m’g "
16-5-T05 059 1831 6 1020 1 - 1 1 RL | MRMNSoOM
20-5 090 1.831 634 1270 11/4 = 11/4 11/4 RL MGMR500-C 1 -]
20-5-T05 059 1831 63/4 1270 11/4 - 114 11/4 RL | MGMN500-CJ-LR | BHAOG16  HWSOL
12-6 090 1831 5 0774 34 - 34 34 RL
12-6-T05 059 1.831 5 0774 34 - 34 34  RL | PGMNG00-CJ-01
16-6 090 1831 6 1024 1 - 1 1 RIL m‘"\'ﬂ'\"\lﬁé’&ﬂ
16-6-T05 059 1831 6 1024 1 - 1 1 RL | MEGNB00-CIo-M
20-6 090 1831 634 1274 114 - 114 11/4 RL | MRVNGOO-M
20-6-T05 059 1831 63/4 1274 11/4 - 114 11/4 RL
16-8 110 2028 6 1043 1 2 1 1 RL | peMN800-C1-00
16-8-T05 059 2028 6 1043 1 - 1 1 RL | PRMNS0O-LI
20-8 110 2028 63/4 1293 11/4 - 114 11/4 RL | MRMN800-M
20-8-T05 059 2028 634 1203 11/4 - 114 11/4 RL | MGMN80O-M
16-6A 090 1831 6 1024 1 - 1 1 RIL
16-6A-T05 059 1831 6 1024 1 - 1 1 RIL
20-6A 090 1831 634 1274 114 - 114 114 RL | “RCN60O-A
20-6A-T05 059 1831 634 1293 114 - 114 114 RL
16-8A 110 2028 6 1043 1 2 1 1 RIL
16-8A-T05 059 2028 6 1043 1 - 1 1 RIL
20-8A 110 2028 634 1293 114 - 114 114 RL | VRCN8OO-A
20-8A-T05 059 2028 63/4 1293 11/4 - 114 11/4 RL

2 Applicable inserts C45 ~ C49
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MGT Plus /MGT C

MGEUR/L

For relief, profiling machining

WF

45°

LF

45°
PRMN MRMN g . . * R type holder
MRGN
(inch)
- Screw Wrench
. . Applicable .
Designation CDX LH LF WF HF B H HAND insert » f’
MGEUR/L M12-3 0.11 1.555 5 0.967 3/4 3/4 3/4 R/IL
M16-3 0.11 1.555 6 1.217 1 1 1 R/IL I\PIIF;NI\I/I'\:\IS\;%%?A
M20-3 0.11 1.555 63/4 1.467 11/3 11/3 11/3 R/IL
Mi12-4 0.1 1.555 5 0.967 3/4 3/4 3/4 R/IL
M16-4 011 155 6 1217 1 1 1R | e
M20-4 0.11 1.555 6 3/4 1.467 11/4 11/4 11/4 R/IL
M12-5 0.15 1.575 5 1.026 3/4 3/4 3/4 R/IL
M16-5 0.15 1.614 6 1.276 1 1 1 R/IL “Pnil\ll\ln'\:\;%%ﬁ
M20-5 0.15 1.575 63/4 1.526 11/4 11/4 11/4 R/IL BHAOG16 HW50L
M12-6 0.15 1.575 5 1.222 3/4 3/4 3/4 R/IL PRMIN600-C]
M16-6 0.15 1.575 6 1.276 1 1 1 R/IL MRVNGOO-M
M20-6 0.15 1.575 63/4 1.526 11/4 11/4 11/4 R/IL
M16-8 0.19 1.555 6 1.354 1 1 1 R/IL PRMN800-[]
M20-8 0.19 1.772 6 3/4 1.604 11/4 11/4 11/4 R/IL MRMN800-M
M16-6A 0.15 1.575 6 1.276 1 1 1 R/IL
M20-6A 0.15 1.575 6 3/4 1.526 11/4 11/4 11/4 R/IL MRGNG00-A
M16-8A 0.19 1.772 6 1.354 1 1 1 R/L
M20-8A 0.19 1.772 6 3/4 1.604 11/4 11/4 11/4 R/IL MRGN800-A

9 Applicable inserts C45 ~ C49
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C MGT Plus /MGT

MGEVR/L

DAXIN

For grooving, turning, profiling machining

R A= i 4-1
CDX
LH
LF
* R type holder
PGMN MGMN  MGGN ?‘j—’&” TP )
PRMN MRMN MRGN
(inch)
. Screw Wrench
. . Applicable
Designation CDX LH LF WF HF HBH B H DAXIN HAND sort &
MGEVRL 12-1.5 011 1102 5 0868 34 - 34 3/4 3346 RL
PGMN150-CFJ
16-1.5 011 1102 6 1118 1 - 1 13346 RL | e LIX0514  TW20L
20-1.5 011 1102 63/4 1368 114 - 11/4 11/4 3346 RL
12-2 013 1102 5 0888 34 - 3/4 34 2559 RL | PGMN200-C-C
PRMN200-LJ
16-2 013 1102 6 1138 1 - 1 12559 RL | oot
20-2 013 1102 634 138 11/4 - 11/4 11/4 2559 RL | MGMN200-G
12-2.5 015 1102 5 0907 34 - 34 34 2559 RL | pevingso-0-0)
16-2.5 015 1102 6 1157 1 - 1 1 2559 RL | MGMN250-M
20-2.5 015 1102 634 1407 114 - 114 114 2559 RL | MEGMN250-G
12-3 021 1102 5 0967 34 - 3/4 34 2953 R/ | PGMN300-CI-C]
PRMN300-J
MGMN300-M/T
16-3 021 1102 6 1217 1 - 1 12953 RL | pesie ou
MRMN300-M
20-3 021 1102 634 1467 11/4 - 114 114 2953 RL | MeMN300-LC-UR
12-4 021 1102 5 0967 34 - 34 34 275 RL | PGMN400-CI-C]
PRMN400-[]
MGMN400-M/T
16-4 021 1102 6 1217 1 = 1 12756 RL | yeevso0 t10M
MRMN400-M
20-4 021 1102 634 1467 11/4 - 114 114 2756 RL | MGMNACO-LIC-LR
12-5 027 1181 5 1026 34 - 34 3/4 2953 RL | PGMN500-L-0) BHAOG16  HWS0L
PRMN500-[]
MGMNS500-M/T
16-5 027 1201 6 1276 1 - 1 12953 RL | peeieo oo
MRMN500-M
20-5 027 1181 634 1526 114 - 114 114 2953 RL | MaMN500-CIC-UR
12-6 027 1201 5 1222 34 - 3/4 34 2756 RL | PGMNG60O-[1-[]
PRMNG00-LJ
16-6 027 1181 6 1276 1 = 1 1 275 RL | MGMN600-M
MGGNBO0O-[11-M
20-6 027 1201 634 1526 11/4 - 11/4 11/4 275 RL | MRMN60O-M
y i PGMN800-[J-J
16-8 035 1220 6 1354 1 1 11960 R | oD
MRMNS00-M
20-8 035 1220 63/4 1604 114 - 114 114 1969 RL | }aMNG00-M
16-6A 027 1181 6 1276 1 - 1 1 275 RL
MRGNG00-A
20-6A 027 1181 63/4 1526 114 - 11/4 11/4 275 RL
16-8A 035 1181 6 1354 1 = 1 1 1772 RL
MRGN800-A
20-8A 035 1181 63/4 1604 114 - 11/4 11/4 1772 RL

9 Applicable inserts C45 ~ C49

52 (& Multi functional tool



MGT Plus /MGT C
MGIUR/ I_ For relief, profiling machining

. - Elf ————————————————————————— 4‘ DCON-MS 3

e A R E— - -

45° CDX %
OHN
OHX %
LF

45°

,f,f,fl ,,,,,,,,,,,,,,,,,,,,, ‘9[ H{ * R type holder
I 1

PRMN MRMN
MRGN
(inch)
- Screw Wrench
. . ¥ Applicable .
Designation CDX DMIN  OHN LF WF H  DCON-MS HAND s o~
MGIURL 23-12-3 013 1716 1772 6 0512 0670 3/4 RIL
26-16-3 013 158 1772 8 0610  0.920 1 g | PRMNS00-LJ
i : : : MRMN300-M
32-20-3 0.13 2 2.559 10 0748 1170  11/4 RIL
MHAOS512  HW40L
23-12-4 013 1716 1.772 6 0512 0670 3/4 RIL
PRMN400-[]
26-16-4 013 158 1772 8 0610  0.920 1 RL | \RiN4oO-M
32-20-4 0.13 2 2.559 10 0748 1170  11/4 RIL
26-16-5 013 158 1772 8 0610  1.920 1 RL | PRVMN500-C] BHAOG16
32-20-5 0.13 2 1.772 8 0748 1170  11/4 RL | MRMN500-M BHA0620
26-16-6 013 158 2559 10 0748  1.920 1 RL | PRVMNGOO-[] BHAOG16
32-20-6 0.13 2 2.559 10 0748 1170 11/4 RL | MRMNG0O-M BHA0620
26-16-8 0.13 15/8 1.772 8 0.610 0.920 1 R/L PRMNS800-[] BHAOB16 HW5OL
32-20-8 0.25 2 2.559 10 0748 1170  11/4 RIL | MRMN800-M BHA0620
26-16-6A 025 158 1772 8 0610  0.920 1 RL BHAOG16
MRGN600-A BHAOR20
32-20-6A 0.13 2 2.559 10 0748 1170 11/4 RIL
26-16-8A 0.25 15/8 1.772 8 0.728 0.920 1 R/L BHAO616
MRGN800-A BHAOGD
32-20-8A 0.25 2 2.559 10 0866 1170 11/4 RIL 0620

2 Applicable inserts C45 ~ C49
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C MGT Plus /MGT

MGIVR/L

For grooving, turning, profiling machining

- DCON-MS

CDX

LF

* R type holder
I N
PGMN MGMN  MRMN e i) |
PRMN MGGN MRGN o
(inch)
- Screw Wrench
. . ¥ Applicable
Designation CDX DMIN OHN LF WF H  DCON-MS HAND (T @W o~
MGIVRL 12-10-1.5 015 34 1378 5 0445 0545 5/8 RIL MHBO310  HW25L
PGMN150--[]
16-12-1.5 0.15 1 1772 6 0516 0670 3/4 RIL
MGMN150-G MHAO512  HWAOL
18-16-1.5 015 114 1772 8 0638 0920 1 RIL
12-10-2 019 34 1378 4920 0470 0590 5/8 RIL PGMN200-[ (] MHBO310  HW25L
PRMN200-[+-[J
16-12-2 0.19 1 1772 6 0550 0.708 3/4 RIL MGMN200-G
MGMN200-M MHAO512  HW40L
18-16-2 019 11/4 1772 8 0677 0920 1 RIL MRMN200-M
12-10-2.5 023 34 1378 5 0482 0545 5/8 RIL PEMN250-13-0] MHBO310  HW25L
16-12-2.5 0.23 1 1772 6 059 0670 3/4 RIL MGMN250-G
MGMN250-M MHAOS512  HWA40L
18-16-2.5 023 114 1772 8 0717 0920 1 RIL
16-12-3 0.23 1 1772 6 0641 0708 3/4 RIL PGMN300-(+()
PRMN300-+-J
MGMN300-M/G/T
20-16-3 025 11/4 1772 8 0744 0920 1 RIL MEEN300.CT1-M MHAOS512  HW40L
MRMN300-M
24-20-3 025 1172 2559 9842 0846 1170 11/4 RIL MGMN300-C101-L/R
16-12-4 0.25 1 1772 6 0614 0670 3/4 RIL PGMN400-(+[)
PRMN400-[+-[J
MGMN400-M/G/T
20-16-4 025 11/4 1772 8 0744 0920 1 RIL MEENAOO-CT1-M MHAOS512  HW40L
MRMN400-M
24-20-4 025 11/2 2559 9842 0846 1170 11/4 RIL MGMNA00-C 10 1-L/R
PGMN500--[]
20-16-5 031 114 1772 8 0764 0920 1 RIL PRMN500-[1-[] BHA0616
MGMNS500-M/G/T
MGGN500-11-M FWSOL
24-20-5 031 112 2559 10 0846 1170 11/4 RIL MRMN500-M BHA0620
MGMN500-[17-L/R
T PGMNG0O- [ +[ ]
20-16-6 031 114 1772 8 0764 0920 1 RIL PRVINGOO-C.C BHA0616
MGMN600-MG HW50L
MGGN600-T1-M
24-20-6 031 112 2559 10 0846 1170 11/4 RIL MRVINGOO-M BHA0620
24-20-8 039 112 2559 10 0921 1170 11/4 RIL Egmggggg
el BHA0620  HWS50L
29-24-8 039 11316 2756 12 1071 1380 1172 RIL MRMNB800-M
MGMNB800-M
20-16-6A 031 114 1772 8 0764 0920 1 RIL BHA0616
MRGNB00-A - Hws0L
24-20-6A 031 11/2 2559 10 0846 1170 11/4 RIL BHA0620
24-20-8A 039 112 2559 10 0921 1170 11/4 RIL
MRGN800-A BHAOB20  HW50L
29-24-8A 039 11316 2756 12 1071 1380  11/2 RIL

9 Applicable inserts C45 ~ C49
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MGT Plus /MGT C

MGFH R / L For face grooving machining

DAXIN T M 1
4 DAXX WF B
CDX "t
[H
LF

Ao * R type holder
PGMN  MFMN {“ HF[ ﬁ !
PRMN MGMN
(inch)
. Screw Wrench
. . Applicable .
Designation CDX DAXIN DAXX LF WF HF B H  HAND g o~
MGFHR/L 16-3- 09/13-T03 0393 0945 1378 6 1008 1 1 1 RIL
11/15-T03 0393 1142 1575 6 1008 1 1 1 RIL
13/19-T03 0393 1339 199 6 1008 1 1 1 RL | PGMN300-C-C]
PRMN300-[]
17/27-T03 0393 1732 275 6 1008 1 1 1 RL | MFMN300
25/38-T03 0393 2520 3898 6 1008 1 1 1 RIL BHAOG16  HWS50L
16-4- 16/24-T15 0591 1653 2480 6  1.008 1 1 1 RIL
: PGMN400- -]
24/47-T05 0591 2441 4724 6 1008 1 1 1 RL | NGO
MGMN400-M/T
44/78-105 0591 4409 7874 6 1008 1 1 1 RL | GMNA0O-CI-LAR

2 Applicable inserts C45 ~ C49

M G FVR / L For face grooving machining

DAXIN
OAXX e \.[J B
cox}
|LH|
LF

* R type holder
PGMN MFMN % " ﬁ : g
PRMN MGMN '
(inch)
- Screw Wrench
. . Applicable X
Designation CDX DAXIN DAXX LF WF HF B H  HAND R ot o~
MGFVR/L 16-3- 09/13-T03 | 0393 0945 1378 6 1417 1 1 1 RIL
11/15-T03 | 0393 1142 1575 6 1417 1 1 1 AL | paMNG00-ooC
13/19-T03 | 0393 1339 1969 6 1417 1 1 1 RL | PRMN300-OJ MHAOS12  HWA4OL
17/27-T03 | 0393 0732 2755 6 1417 1 1 1 RL | MFMN300
25/38-T03 | 0393 2519 3897 6 1417 1 1 1 RIL
16-4- 17/25-T03 | 0393 1732 2362 6 1614 1 1 1 RL | PGMN400-C-OJ
PRMN400-[]
23/47-T05 | 0590 2362 4724 6 1614 1 1 1 RL | iGMNAOOMT BHAOG16  HW5O0L
44/78-T05 0590 4.409 7.874 6 1.614 1 1 1 R/IL MGMN400--L/R

9 Applicable inserts C45 ~ C49
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C Technical Information for KGT/MGT Cartridges

KGT/MGT cartridges

) Features

- Compatible and economical due to divided cartridge & Stable Assembly thanks to double screw & clamp
exclusive holder system from existing single body system
- Interchangeable cartridge ﬁ
- Various assembly depends on working style . '
- Reduce cutting tool costs by over 30% 3
- Setting with upper clamp & side screw A
- Strong & stable setting force
- Simultaneous assembly of insert & cartridge
- Easy assembly & tool exchange

- Stable assembly system
- Simple & superior setting force

D Code system
e Holder

KC H R/L 25 25
! ! ! ! !

System code Holder style Hand Shank height Shank width
KC: KGT-Cartridge System H : Horizontal
MC: MGT-Cartridge System V : Vertical
Horizontal type Vertical type
V ‘
MCHR MCHL MCVR MCVL
Available -External process: KCER/MCER  -External process: KCEL/MCEL -External process: KCEL/MCEL  -External process: KCER/MCER
cartridge -Facing process: KCFL/MCFL «Facing process: KCFR/MCFR «Facing process: KCFR/MCFR «Facing process: KCFL/MCFL

e Cartridge

KC F R/L 3 24/35 T16
! ! ! ! ! !

System code Working style Hand Cutting width Min. Cutting depth
KC : KGT-Cartridge System E : External Process cutting dia. maximum
MC : MGT-Cartridge System F : Facing Process Max. cutting dia.
External process Facing process

KCER / MCER KCEL / MCEL KCFR / MCFR KCFL / MCFL
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KGT/MGT Cartridges C

MCHR/L Holder)

KCER/L MCER/L MGMN

For grooving, turning, parting off, relief, profiling machining

CDX

WF

LF

KCFR/L MCFR/ MFMN
* R type holder
(inch)
Applicable Clamp Clamp Screw  Hinge Screw Clamping Screw  Wrench
Designation LF WF HF B H HBH HAND Cartridge M f'
MCHR/L 2020 5236 0815 0787 0.787 0.787 0472 RL KCER/L KCFRIL
2525 5236 1.012 0984 0.984 0984 0276 RL MCER/L CXHBN DHA0818F  RHAO613  FHGA0618 HW40L
3232 6.024 1287 1260 1.260 1.260 - RIL MCFRIL
2 Applicable inserts C58 ~ C59
For face grooving, turning machinin
MCVR/L Holder) grooving, g g
DAXIN
DAXX WE 8
CDXI
LF
HF g H
7 |
KCER/L MCERIL .
KCFR/L MCFRI/L
* R type holder
(inch)
. . Applicable Clamp Clamp Screw  Hinge Screw Clamping Screw  Wrench
Designation LF WF HF B H HBH HAND Cartridge f'
MCVR/L 2020 5906 1.469 0787 0.787 0.787 0472 RL KCER/L
2525 5906 1.693 0984 0984 00984 0276 RL KCFR/L CXHBN DHAO818F  RHA0613  FHGA0618 HW40L
3232 6.693 1.969 1.260 1.260 1.260 - R/IL MCER/L MCFR/L

2 Applicable inserts C58 ~ C59
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C KGT/MGT Cartridges

KCER / L (Cartrid g e) For grooving, turning, parting off, relief, profilingmachining
CDX
‘—.‘ 4-4->
e o]
LF
- * R type holder
HF
KGMN  KGMR/L
KGGN KRMN
(inch)
Applicable insert
Designation CDX LF WF WB HF HAND pplicable inse Holder
Width | Designation
KCERL 3-T16 0.630 1.752 0.250 0.235 1.017 RIL 3 KGMN
4-T16 0.630 1.752 0.250 0.235 1.017 RIL 4 KGMR/L MCVR/L
5-T20 0.787 1.909 0.250 0.231 1.017 R/L 5 KGGN MCHR/L
6-T20 0.787 1.909 0.250 0.229 1.017 RIL 6 KRMN
2 Applicable inserts C28 ~ C30
KCFR/L (Cartridge) For face grooving, turning machining

DAXIN ‘

oAex WFLDJgﬁLF " l =-H

* R type holder

KGMN
KGMI
(inch)
Applicable insert
Designation CDX  DAXIN  DAXX LF WF WB HF HAND Holder
Width | Designation
KCFR/L 3- 34/50-T16 0630 1339 1969 1752 0250 0315  1.017 RIL 3
44/70-T16 0630 1732 275 1752 0250 0315  1.017 RIL 3
64/99-T16 0630 2519 3898 1752 0250 0315 1017  RL | 3 'é‘;m' MOVRIL
4- 44/60-T16 0630 1339 2362 1752 0250 0314  1.017 RIL 4 KGGN MCHR/L
60/120-T16 0630 2362 4724 1752 0250 0314 1017 RIL 4
112/200-T16 0630 4409 7874 1752 0250 0314  1.017 RIL 4

2 Applicable inserts C28 ~ C30
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KGT/MGT Cartridges C

. For grooving, turning, parting off, relief, profiling machinin
MCER/L (cartridge) grooving, g, parting ofl, refiet, profiling g
CDX ‘ h
l <-‘->
WFI WBI
LF
o * R type holder
HF
PGMN MGMN MGMR
PRMN MGGN  MRMN
(inch)
Applicable insert
Designation CDX LF WF WB HF HAND Holder
Width | Designation
MCER/L 3-T16 0.630 1.752 0.250 0.236 1.017 RIL 3 PGMN PRMN
4-T16 0.630 1752 0.250 0.235 1017 RIL 4 MGMN MCVRIL
MGMR/L
5-T20 0.787 1.909 0.250 0.231 1017 RIL 5 MGGN MCHRL
6-T20 0.787 1.909 0.250 0.229 1.017 RIL 6 MRMN
2 Applicable inserts C45 ~ C49
; For face grooving, turning machinin
MCFR/L (cartridge) grooving, g g
oox
DAXIN l <¢
DAXX WFL@ WBI
- LF El
- * R type holder
N
PGMN MFNM
PRMN MGMN
(inch)
Applicable insert
Designation CDX  DAXIN  DAXX LF WF WB HF HAND Holder
Width | Designation
MCFR/L 3- 24/35-T16 0630 0944 1378 1752 0250 0315  1.017 RIL 3
29/40-T16 0630 1142 1575 1752 0250 0315  1.017 RIL 3
34/50-T16 0630 1339 1969 1752 0250 0315  1.017 RIL 3 MFMN300
44/70-T16 0630 1732 2756 1752 0250 0315  1.017 RIL 3 MCVRIL
64/99-T16 0630 2519 3898 1752 0250 0315  1.017 RIL 3 MCHR/L
4- 44/60-T16 0630 1339 2362 1752 0250 0314  1.017 RIL 4 | PGMNAO-[-[]
60/120-T16 0630 2362 4724 1752 0250 0314  1.017 RIL 4 | PRMN400-CJ
112/200-T16 0630  4.409 7.874 1.752 0.250 0.314 1.017 RIL 4 | MGMN400

2 Applicable inserts C45 ~ C49
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C Technical Information for MGT Aluminum Wheel

MGT for aluminum wheel

) Features

- Optimally designed inserts for aluminum wheel machining

- Longer tool life when matched with the best grade for application

- Unique clamping mechanism places a strong clamp over the insert
- Avariety of insert types for multi application functions

D Code system
e Insert

System code Tolerance Hand
MR : Multi Grooving Round shape G: Ground N : Neutral

MV : Multi Grooving V shape
¢ Holder

?

Cutting edge width
0.236 inch, 0.315 inch

?

Chip breaker
A/AM /AP /A5

System code  Application  Holder type Hand Shank size
MG : Multi Grooving ~ E : External H:Horizontal R :Right-handed Height : 1 inch
machining V : Vertical L : Left-handed Width : 1 inch
| - Internal U : Undercut (For internal machining:
machining X : Special Minimum diameter)

D Various insert types

Cutting width  Chip breaker

0.236 inch
0.315inch

A/AM/AP /A5

Insert type

MR : Round
MV :V

MRGN type : Full “Round” geometry

MRGN-A (For general) MRGN-AS5 (For copying) MRGN-AM (Medium finishing)

MRGN-AP (PCD)

MVGN-A (For fine finishing)

High rake angle, Sharp cutting edge For ductile cast iron

Reinforced clamping force

Improved chip control

High rake and relief angle

D New clamping system

Insert centering 15t powerful clamping

Before tightening After tightening

* Reinforcing the clamping force due to radius designed on the top & bottom side of
insert and convex “DOT” on the top of insert
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Improved safety and good positioning of insert
‘ even under eccentrical cutting load
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MGT for Aluminum Wheel C

D Applicable insert
H Coated | Uncoated Dimensions (inch)
S Picture Designation Configuration
B DP150| G10 | SSC cw RE BW INSL AN  HAND
<
MVGN 8N-A-R1.2 80 0315 364 0315 1.181 7 N
8N-A-R1.6 80 0315 1/16. 0315 1.181 7 N

MVGN R LD

7 =

MRGN 6N-A [ 60 0.236 1/8. 0.283 1.024 12 N
= 6N-AM 60 0.236 1/8. 0.283 1.024 12 N
T MRGN-A 6N-AP 60 0.236 1/8. 0.283 1.024 12 N o
) 6N-A5 ° 60 0236 1/8. 0283 1024 17 N cw;j]::[[)
8N-A 80 0315 5/32 0315 1.181 12 N i "
. 8N-AM 80 0315 5/32 0315 1.181 12 N
8N-AP 80 0315 5/32 0315 1.181 12 N ﬁ N
8N-A5 ° 80 0315 5/32 0315 1.181 17 N
® : Stock item
MGEHR/L
WF B
1 AT
| LH
LF
el * R type holder
jw HF H
MRGN
(inch)
q Screw Wrench
. . Applicable -
Designation CDX LH LF WF HF HBH B H HAND insert f’
MGEHR/L 16N-6A 093 1.758 6 1.006 1 1 1 1 RIL
20N-6A 1.06 2.039 6 1281 11/4 114 11/4 11/4 RIL MRGNGN-A/AP/AM
16N-8A 093  2.039 6 1.006 1 1 1 1 RIL
20N-8A 1.06  1.969 6 1281 11/44 114 11/4 11/4 R/L MRGNSN-A/AP/AM BHAOG20 HW50L
16N-6A5 093 1.758 6 1.006 1 1 1 1 RIL MRGNEN-AS
20N-6A5 1.06  1.969 6 1281 11/4 114 11/4 11/4 RIL
16N-8A5 093  1.969 6 1.006 1 1 1 1 RIL
20N-8A5 1.06 1.969 6 1.281 11/4 11/4 11/4 11/4 R/L MRGNBN-AS

2 Applicable inserts C61
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C MGT for Aluminum Wheel

MGEHR/L-15

o
=}
<

-
WF CJ/ 8
15° LH .
LF
\ * R type holder
—0
HF H
MRGN
HBH
(inch)
- Screw Wrench
. . Applicable
Designation CDX LH LF WF HF HBH B H HAND insert W f
MGEHR/L 16N-6A-15 079  1.969 6 1.268 1 0.276 1 1 R/L
20N-6A-15 0.98 1.969 6 1543 11/4 0315 114 11/4 R/IL MRGNGN-A/AP/AM
16N-8A-15 079 2165 6 1.268 1 0.276 1 1 R/L
20N-8A-15 098 2.165 6 1543 11/4 0315 114 11/4 R/L MRGNBN-AVAP/AM BHAOG20 HW50L
16N-6A5-15 079  2.165 6 1.268 1 0.276 1 1 R/L MRGNEN-A5
20N-6A5-15 0.98 2.165 6 1543 11/4 0315 114 11/4 R/IL
16N-8A5-15 079 2362 6 1.268 1 0.276 1 1 R/L MRGNSN-A5
20N-8A5-15 098 2362 6 1543 11/4 0315 114 11/4 R/IL

2 Applicable inserts C61

MGIUR/L-MR

- DCON-MS

45°
* R type holder
-
I
MRGN
(inch)
A Screw Wrench
. . u Applicable
Designation CDX DMIN OHN LF WF H DCON-MS HAND et W /\
MGIUR/L 4420-8A-MR 0.315 243/64 2.56 7 1.023 1.181 11/4 R/IL MRGN8N-A/AM/AP BHAO20 HW50L
4420-8A5-MR 0.315 243/64 2.56 7 1.023 1.181 11/4 R/IL MRGN8N-A5
2 Applicable inserts C61
e
WFT /L‘ 77777 - DCON-MS
45° CDX
OHN
OHX
LF p
) 45
] @j—f 777777777777777777777 i H[ * R type holder
I 1
MRGN
(inch)
e Screw Wrench
. . u Applicable
Designation CDX DMIN OHN LF WF H DCON-MS HAND [hsert W /\
MGIXR/L 4632-8A-MR 0.303 23/4 3.150 14 1.188 1.811 2 R/L MRGN8N-A/AM/AP BHAB20 HW50L
4632-8A5-MR 0.303 23/4 3.150 14 1.188 1.811 2 R/L MRGN8N-A5

2 Applicable inserts C61
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MGT for Aluminum Wheel C

MGEXR/L

CDX
LH

LF

* R type holder
HF I H
MVGN
(inch)
- Screw Wrench
. . Applicable
Designation CDX DMIN OHN LF WF H B HAND insert f’
MGEXR/L 16N-8A-5V 0.98 1.919 1.142 6 1.142 1 1 R/L MVGN8N-A-R1.2
BHA0620 HW50L
16N-8A-22.5V 1.06 1.679 1.378 6 1.378 1 1 R/IL MVGNSN-A-R1.6

2 Applicable inserts C61

MGIUR/L-MV

-—ZA % ———————————— - DCON-MS
WF -t

e

R 45°

/ \ @***i*:m} H "ope ol
NS
L\\D#

MVGN
(inch)
- Screw Wrench
" . 1 Applicable X
Designation CDX DMIN OHN LF WF H DCON-MS HAND — /\
MVGNSN-A-R1.2
MGIUR/L 4420-8A-MV 0.315 243/64 2.560 7 1.023 1.181 11/4 R/L MVGNSN-A-R1 6 BHA0620 HW50L
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C Technical Information for TB/TB-M

Economical 3-corner insert for high precision grooving

TB/TB-M

- Economical 3-corner insert for grooving

- Various cutting edge size ranging from 0.02~0.177 inch

« High accuracy ground insert ensures high precision machining
- Stable chip control optimized for automated grooving process

D Code system
e Insert

Triangle Blade Inscribed circle  Cutting edge width Hand Nose R Chip breaker
3:3/8 inch 0.02~0.177 inch N : Neutral 0.000~0.016 inch None
4:1/2inch R : Right M
« Holder 5:5/8 inch L:Left

Triangle Blade Holder Inscribed circle Hand Inscribed circle
06~16 R : Right-handed 3:3/8inch
L : Left-handed 4:1/2inch
5:5/8 inch
o TB/TB-M
Specification TB3000R/L, TB400OR/L TB4000R-M TB5000N-000-M
TB3125R/L ~ TB3430R/L
Designation (Inscribed circle of 0.375 inch) TB4150R-M ~TB4450R-M TB5050N-000-M ~TB5318-020-M
TB4125R/L ~ TB4430R/L (Inscribed circle of 0.5 inch) (Inscribed circle of 0.625 inch)
(Inscribed circle of 0.5 inch)
3 /.v.\
Insert shape
Chip breaker Ground chip breaker Pressed chip breaker Pressed chip breaker
Hand Right/Left-handed Right-handed Neutral
Cutting edge TB3000: 0.049~0.169 inch ) .
7] ~ ~
§ Width(CW) TB4000: 0.049~1 177 inch 0.059~0.177 inch 0.02~0.125 inch
5 Depth of cut TB3000: ~0.138 inch . )
£ ~ ~
(CDX) TB4000: ~0.197 inch 0.197 inch 0.256 inch
Shape O X X
Cutting edge width O O
Chip breaker
shape //ﬁ/f .
Application range P P, M, K P, M, K
Grade CN2500, PC5300 CN2500, PC5300 PC5300
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Technical Information for TB/TB-M C

D TB-M chip breaker

- Minimized cutting force at high speed and high feed — Smooth chip evacuation outside each groove
- High precision cutting performance — Exceptional surface finish and accurate dimensions
- Excellent chip flow and cutting results — Ideal for automated and unmanned productionw

TB5-M chip breaker

- Lowered back area: reduced load of chip evacuation due to minimizing chip friction

- Beveled protruding dot : made regular sized chip curls good chip flow out of the
groove by reducing the chip width minimized load for chip
evacuation in high depth of cut

 Land: prevented chipping and increased stability in interrupted machining

« Use: for grooving with T-max 0.256 inch below, parting and interrupted machining

TB5050N-M TB5140N-M TB5196N-M TB5247N-M TB5300N-M

DS japatiol ~ TB5120N-M ~ TB5178N-M ~ TB5239N-M ~ TB5287N-M ~ TB5318N-M

Shape ‘ . g
- & 4 & 14

Cutting edge

width (CW) 0.02~0.047 inch 0.055~0.07 inch 0.077~0.094 inch 0.097~0.113 inch 0.118~0.125 inch

TB4-M Chip breaker

« Second protruding dot: stable chip curl control

« Main protruding dot : making regular sized chip curl good chip flow out of the
groove by reducing the chip width good chip control in
turning and chamfering

- Sharp cutting edge : increased machinability

« Use: for grooving with T-max 0.177 inch below and turning

Designation TB4150R-M ~TB4185R-M TB4200R-M ~TB4228R-M TB4300R-M ~TB4350R-M TB4400R-M ~TB4450R-M

A
2

4

Cutting edge

width (CW) 0.059~0.73 inch 0.079~0.11 inch 0.118~0.138 inch 0.157~0.177 inch
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C Technical Information for TB/TB-M

D) Guide for TB

(inch)

TB

TB3 / TB4

TB5-M

Recommended machining method

Cuttin
edgeg Depth of cut CDX Recommended
: feed rate

width (ipr)
CW) | 1B3/TB4 TB4A-M | TB5-M
0.020 0.098 = - °
0.031 0.063 - - °
0.039 0.138 0.002 - - °
0.041 0.079 (0.001~0.004) - - °
0.047 - 0.079 - - °
0.049 0.079 0.079 ° — °
0.055 0.079 0.256 ° — °
0.057 0.079 - ° - _
0.058 - - 0.256 - - °
0.059 0.138 0.138 0.256 ° ° °
0.062 0.256 - - °

0.004
0.067 - - 0.256 - - °
0.069 0.138 0.138 - (0.001~0.006) ° . -
0.070 - - 0.256 - - °
0.073 0.138 0.138 - ° ° —
0.077 - - 0.256 - — °
0.079 0.138 0.138 0.256 ° ° °
0.085 0.138 0.138 - ° ° —
0.087 0.256 - 0.256 - — °
0.091 0.138 0.138 0.256 ° ° °
0.094 - - 0.256 - - °
0.097 - - 0.256 - - °
0.098 0.157 0.157 0.256 0 081.(1%5008) o ° °
0.104 0.157 0.157 0.256 ' ' ° ° °
0.106 - - 0.256 - - °
0.110 0.157 0.157 - ° ° -
0.113 - - 0.256 - - °
0.118 0.157 0.157 0.256 o ° °
0.124 0.256 - - °
0.125 - 0.256 - — °
0.130 0.157 - ° - _

0.006
0.138 0197 0.197 o o -
0.157 0.197 0.197 (0.002~0.008) ° . -
0.169 0.197 0.197 ° ° -
0177 0.197 0.197 ° ° —

® : Stock item
2 Recommended cutting conditions 2 Recommended cutting range
CN2500 (Cermet) PC5300 (Coated) E m ‘
Workpiece < ‘
Min Recommended Max. Min Recommended Max. g CN2500
SMCICIC 328 524 721 262 459 656 ‘% 492 [
SCM 328 492 656 262 426 590
22| T BAEapn
M STS - - - 131 262 492
GC, GCD - - - 262 426 590 0 el
Recommended cutting speed, vc (sfm) . 3 #
Continuous Low interrupted  High interrupted
cutting cutting cutting
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Technical Information for TB/TB-M C

D TB5-M machining range

« There is a limit to cutting diameters of TB5-M when depth of cuts are over 0.197 inch
(e.9. When cutting with a TB5200N-020-M insert at the depth of 0.244 inch, 02.362 DMAX is available)

* N.L = No limit
Dmax s Dmax - s CDX
N N
CW=0.025 CDX yd
Do mi—— | T o !
¥
]|
(inch)
DMAX
Designation cw RE CDX

T<0.118 T<0.138 T<0.157 T<0.177 T<0.197 T<0.217 T<0.236 T<0.252 T<0.256

TB 5050N- 000-M | 0.020 0 0.039 - - - - - R _ R )

004-M | 0.020 | 0.002 | 0.098 - - - - - - - - -

5080N- 000-M | 0.031 0 0.063 - - - - - - - - -

5100N- 006-M | 0.039 | 0.002 | 0.138 - - - - - - - - -

5104N- 000-M | 0.041 0 0.079 - - - - - - - - -

5120N- 000-M | 0.047 0 0.079 - - - - - - - - -
5140N- 000-M | 0.055 0 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5147N- 000-M | 0.058 0 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5150N- 010-M | 0.059 | 0.004 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
015-M | 0.059 | 0.006 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5157N- 015-M | 0.062 | 0.006 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5170N- 010-M | 0.067 | 0.004 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5178N- 018-M | 0.070 | 0.007 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5196N- 015-M | 0.077 | 0.006 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5200N- 020-M | 0.079 | 1/128 | 0.256 N.L N.L N.L N.L N.L 011811 06.693 02362  01.575
5222N- 015-M | 0.087 | 0.006 | 0.256 N.L N.L N.L N.L N.L 011811 06.693 02362  01.575
5230N- 020-M | 0.091 1128 | 0.256 N.L N.L N.L N.L N.L 011811 06.693 02362  01.575
5239N- 015-M | 0.094 | 0.006 | 0.256 N.L N.L N.L N.L N.L 011.811  06.693 02362  01.575
5247N- 020-M | 0.097 | 1/128 | 0.256 N.L N.L N.L N.L N.L 011811 06.693 02362  01.575
5250N- 020-M | 0.098 | 1/128 | 0.256 N.L N.L N.L N.L N.L P11.811  06.693  02.362  01.575
5270N- 010-M | 0.106 | 0.004 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5287N- 020-M | 0.113 | 1/128 | 0.256 N.L N.L N.L N.L N.L 011.811  06.693  02.362  01.575
5300N- 000-M | 0.118 0 0.256 N.L N.L N.L N.L N.L P11.811 06693 02362  01.575
5300N- 020-M | 0.118 | 1/128 | 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
040-Mm | 0.118 1/64 0.256 N.L N.L N.L N.L N.L 011.811 06693 02362  01.575
5315N- 015-M | 0.124 | 0.006 | 0.256 N.L N.L N.L N.L N.L 011.811 06693  02.362  01.575
5318N- 020-M | 0.125 | 1/128 | 0.256 N.L N.L N.L N.L N.L P11.811 06693 02362  01.575

Multi functional tool e 67



C TB/TB-M Insert

O TB insert
Cermet|Coated Dimensions (inch)
Picture Designation § § Configuration
o i SSC IC CDX cw RE BW AN HAND
o | a

B 3125R 30 3/8 0.059 0049 1/128 3/16 5 R
(ggzgd) 3145R 30 3/8 0059 0057 1128 316 5 R
3175R 30 3/8 0.098 0.069 1/128 3/16 5 R
3185R 30 3/8 0.098 0.073 1/128 3/16 5 R
3200R o 30 3/8 0.098 0.079 1/128 3/16 5 R
3230R 30 3/8 0138 0.091 0012 3/16 5 R
3280R 30 3/8 0138 0110 0012 3/16 5 R
3330R 30 3/8 0138 0130 0012 3/16 5 R
3430R 30 3/8 0138 0169 1/64 3/16 5 R
4125R ° ° 40 1/2 0079 0.049 1/128 3/16 5 R
4145R ° ° 40 1/2 0079 0.057 1/128 3/16 5 R
= 4150R ° ° 40 1/2 0138 0.059 1/128 3/16 5 R
4175R ° ° 40 1/2 0138 0.069 1/128 3/16 5 R
4185R ° ° 40 1/2 0138 0.073 1/128 3/16 5 R
4200R ° ° 40 1/2 0138 0.079 1/128 3/16 5 R
4215R ° ° 40 1/2 0138 0.058 1/128 3/16 5 R
4230R ° ° 40 1/2 0138 0.091 1/128 3/16 5 R
4250R ° o 40 12 0157 0.098 0.012 3/16 5 R
4265R 40 12 0157 0.104 0.012 3/16 5 R
4280R 40 12 0157 0110 0.012 3/16 5 R
4300R o 40 12 0157 0118 0.012 3/16 5 R
4330R 40 12 0157 0130 0.012 3/16 5 R

4350R 40 12 0197 0138 0.012 3/16 5 R ox

4400R o 40 12 0197 0157 1/64  3/16 5 R Z

4430R 40 12 0197 0169 1/64  3/16 5 R
4450R ° 40 1/2 0197 0177 1/64  3/16 5 R
B 3125L 30 3/8 0.059 0.049 1/128 3/16 5 L
E]L:nftd-ed) 3145L ° 30 3/8 0059 0057 1128 316 5 L
3175L 30 3/8 0.098 0.069 1/128 3/16 5 L
3185L 30 3/8 0.098 0.073 1/128 3/16 5 L
3200L 30 3/8 0.098 0.079 1/128 3/16 5 L
3230L 30 3/8 0.138 0.091 0.012 3/16 5 L
3280L 30 3/8 0.138 0110 0.012 3/16 5 L
3330L 30 3/8 0.138 0130 0.012 3/16 5 L
3430L 30 3/8 0.138 0169 1/64  3/16 5 L
4125L 40 12 0079 0.049 1/128 3/16 5 L
4145L 40 12 0079 0.057 1/128 3/16 5 L
5 4150L 40 12 0138 0.059 1/128 3/16 5 L
4175L 40 12 0138 0.069 1/128 3/16 5 L
4185L 40 12 0138 0.073 1/128 3/16 5 L
4200L ° 40 12 0138 0.079 1/128 3/16 5 L
4215L 40 12 0138 0.058 1/128 3/16 5 L
4230L 40 12 0138 0.091 1/128 3/16 5 L
4250L 40 12 0157 0.098 0.012 3/16 5 L
4265L 40 12 0157 0.104 0.012 3/16 5 L
4280L 40 12 0157 0110 0.012 3/16 5 L
4300L ° 40 12 0157 0118 0.012 3/16 5 L
4330L 40 12 0157 0130 0.012 3/16 5 L
4350L 40 12 0197 0138 0.012 3/16 5 L
4400L 40 12 0197 0157 1/64  3/16 5 L
4430L 40 12 0197 0169 1/64  3/16 5 L
4450L 40 12 0197 0177 1/64  3/16 5 L
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TB/TB-M Insert C

D TB insert
Cermet| Coated Dimensions (inch)
Picture Designation § § Configuration
S | i |ssC IC  CDX CW RE BW AN HAND
(&) o
B 4150R-M o | o 40 1/2 0138 0059 1/128 316 5 R
(thggted) 4175R-M ° | o 40 12 0138 0069 1128 3/16 5 R
4185R-M ° | o 40 12 0138 0073 1128 3/16 5 R
4200R-M o | o 40 12 0138 0079 1128 3/16 5 R
4215R-M o | o | 40 1/2 0138 0085 1128 3/16 5 R o1
4230R-M o | o 40 12 0138 0091 1128 316 5 R
’/" 4250R-M o | o 40 1/2 0157 0098 0012 316 5 R
4265R-M . 40 1/2 0157 0104 0012 316 5 R
4280R-M . 40 1/2 0157 0110 0012 316 5 R
4300R-M . 40 1/2 0157 0118 0012 316 5 R
4330R-M ° 40 1/2 0157 0130 0012 316 5 R
4350R-M o | o 40 1/2 0197 0138 0012 316 5 R
4400R-M ° 40 1/2 0197 0157 1/64 316 5 R
4430R-M 40 1/2 0197 0169 1/64 316 5 R
4450R-M . 40 120197 0177 1/64 316 5 R
B 5050N-000-M ° 50 5/8 0.039 002 0000 0177 7 N
(Neutra)  5050N-004-M ° 50 5/ 0.098 002 0002 0177 7 N
5080N-000-M ° 50 5/ 0.063 0031 0000 0177 7 N
5100N-006-M ° 50 58 0138 0039 0002 0177 7 N
5104N-000-M 50 58 0079 0041 0000 0177 7 N
5120N-000-M ° 50 58 0079 0047 0000 0177 7 N
5140N-000-M ° 50 5/ 0256 0055 0000 0177 7 N
5147N-000-M ° 50 5/ 0256 0058 0000 0177 7 N
5150N-010-M ° 50 58 0256 0059 0004 0177 7 N
5150N-015-M ° 50 5/ 0256 0059 0006 0177 7 N
5157N-015-M ° 50 5/ 0256 0062 0006 0177 7 N o
5170N-010-M 50 5/8 0256 0067 0004 0177 7 N e
5178N-018-M 50 5/ 0256 0070 0007 0177 7 N
5196N-015-M 50 5/ 0256 0077 0006 0177 7 N
5200N-020-M 50 58 0256 0079 1128 0177 7 N
5222N-015-M ° 50 5/8 0256 0087 0006 0177 7 N
5230N-020-M 50 58 0256 0091 1128 0177 7 N
5239N-015-M ° 50 5/ 0256 0094 0006 0177 7 N
5247N-020-M ° 50 5/ 0256 0097 1128 0177 7 N
5250N-020-M ° 50 5/8 0256 0098 1128 0177 7 N
5270N-010-M ° 50 5/ 0256 0106 0004 0177 7 N
5287N-020-M 50 5/8 0256 0113 1128 0177 7 N
5300N-000-M 50 5/8 0256 0118 0000 0177 7 N
5300N-020-M 50 5/8 0256 0118 1128 0177 7 N
5300N-040-M 50 5/8 0256 0118 1/64 0177 7 N
5315N-015-M 50 5/8 0256 0.124 0006 0177 7 N
5318N-020-M ° 50 58 0256 0125 1128 0177 7 N

® : Stock item
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C TB/TB-M Insert

D TB insert
Cermet | Coated Dimensions (inch)
Picture Designation uc_, § Configuration
Q| B |ssC I CDX CW RE BW AN HAND
(&) o
B 5050N-004-P 50 58 0039 002 0002 0177 7 N
(Neutra)  5100N-010-P 50 58 0138 0039 0004 0177 7 N
5150N-010-P 50 58 0256 0059 0004 0177 7 N
020-P 50 58 025 005 14128 0177 7 N
5200N-010-P 50 58 0256 0079 0004 0177 7 N
020-P 50 58 0256 0079 1428 0177 7 N
5239N-015-P 50 58 0256 0094 006 0177 7 N
5250N-020-P 50 58 0256 0098 14128 0177 7 N
5300N-020-P 50 58 025 0091 14128 0177 7 N
B 5100N-6DR-P e | 50 58 0138 0039 0002 0177 7 N
i 15DR-P e | 50 58 0138 0039 0002 0177 7 N
handed)  5150N-6DR-P e | 50 58 025 005 0002 0177 7 N
15DR-P e | 50 58 025 005 0002 0177 7 N
5200N-6DR-P e | 50 58 0256 0079 0004 0177 7 N o o)
15DR-P 50 5/ 0256 0079 0004 0177 7 N =
B 5100N-6DL-P 50 58 0138 0039 0002 0177 7 N
Moutral 15DL-P 50 58 0138 0039 0002 0177 7 N
handed)  5150N-6DL-P 50 58 025 005 0002 0177 7 N
15DL-P 50 58 0256 0059 0002 0177 7 N
5200N-6DL-P 50 58 0256 0079 0004 0177 7 N
15DL-P 50 58 025 0079 0004 0177 7 N
TB 5157N-079-P 50 58 025 0062 0031 0177 7 N
g‘(ma" 5200N-100-P 50 5/8 0256 0079 0039 0177 7 N
shapg)  5239N-120-P 50 58 0256 0094 0047 0177 7 N
5300N-150-P 50 58 0256 0118 0059 0177 7 N

® : Stock item
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TB/TB-M Holder C

TBH

= B 4
3 LF
=l * R type holder
HF N H
TB3000R/L
TB4000R-M LH
Fig. 1
WFL B l WFI [ 5 l
| L — LF
m __ 41
LA ER 5 PO E
HBH
TB5000N-TJI-M & = 7 =
LH LH
Fig. 2 Fig. 3
(inch)
) ) Applicable Clamp  Clamp Screw Screw Wrench .
Designation HF B H LH LF  WF HBH HAND [ g‘ @N e Fig.
TBH 12R/L-3-23 3/4 3/4 3/4  1.004 5 0.947 - R/L | TB3125~3230R/L
12R/L-3-33 3/4 3/4 3/4  1.004 5 0.947 © R/L | TB3280~3330R/L
12R/L-3-43 3/4 3/4 3/4  1.004 5 0.947 - R/L | TB3430R/L
16R-3-23 1 1 1 1.004 6 1.197 = R/L | TB3125~3230R/L
16R-3-33 1 1 1 1.004 6 1.197 - R/L | TB3280~3330R/L
16R-3-43 1 1 1 1.004 6 1.197 = R/L | TB3430R/L
CS6R1 DHA0617 - HW30L 1
12R/L-4-23 3/4 3/4 3/4  1.004 5 0.947 - R/L | TB4125~4230R/L
12R/L-4-33 3/4 3/4 3/4  1.004 5 0.947 = R/L | TB4250~4330R/L
12R/L-4-45 3/4 3/4 3/4  1.004 5 0.947 - R/L | TB4350~4450R/L
16R/L-4-23 1 1 1 1.004 6 1.197 = R/L | TB4125~4230R/L
16R/L-4-33 1 1 1 1.004 6 1.197 - R/L | TB4250~4330R/L
16R/L-4-45 1 1 1 1.004 6 1.197 = R/L | TB4350~4450R/L
TBH 06R/L-5 3/8 3/8 3/8 0984 5 0.307 0591 RL
FTNAOS12 ~ Tw20L 2
08R/L-5 172 172 172 0.984 5 0.386 0512 R/L
10R/L-5 5/8 5/8 5/8 1.024 5 0.543 0.354 R/L | TB5050~5318N
12R/L-5 34 34 34 1024 5 0701 0197 RL CSBRT  DHAOGT7 FTNAO516 :Vvﬁgt 3
16R/L-5 1 1 1 - 6 0.898 - R/IL

2 Applicable inserts C68 ~ C70
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C Technical Information for Hexa Blade

Grooving and parting tool with precision 6 corners

Hexa Blade

- Grooving and Parting tool with high economical 6 corners
- Increased reliability and stability in cutting due to high qualified cutting edge

D Code system
e |Insert

! ! ! ! ! !
Hexa Blade Inscribed circle Hand Cutting width Nose R Chip breaker
diameter N : Neutral 200:0.079inch 020:1/128inch M
27:1.063 inch
¢ Holder

Hexa Blade Application Holder type Hand shank size Inscribed circle Insert size
E : External H : Horizontal R : Right-handed 16: 1inch diameter 2:BW=0.106inch
machining L : Left-handed 27:1.063inch 3: BW=0.1461inch

4: BW=0.185inch

'D Features *IC = Inscribed circle diameter

« Dot-typed chip breaker general cutting for various workpieces
« Good chip control preventing long chip and chip curling
« Stable cutting even in high feed cutting due to strengthened cutting edge structure

» Wide clamping area
- More stable clamping system

- Strengthen anti-vibration during
machining
- Reliable tool life

« Precision insert + Strong cutting edge
- Superior quality in dimensions - Increased high feed cutting
- Excellent corner dimension deviation performance

management

- Equally stable performance

« Neutral hand
- Convenient use with neutral hand

« 6 cornered insert
- High cost efficiency from multi-corners
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Technical Information for Hexa Blade C

D Recommended cutting conditions

Workpiece Specific Brinell Grade c/B
. . AlsI IS0 cfl:::::g hardness PC5300 M (ir?(':)h)
1SO Workpiece materials (N/mm?) (HB) ve (sm) o)
360 0.006
C =0.25~0.55% 1035 C35 1600 150 427 0.005
Unalloyed 492 0.004
steel 262 0.006
C = 0.55~0.80% T c45 1700 170 328 0.005
394 0.004
262 0.006
Non-hardened 4140 43CrMo4 1700 180 328 0.005 <0.197
Low alloy 394 0.004
steel 164 0.006
"'atr:n'i"ed ‘:“"d 4145 - 2050 350 197 0.005
pere 230 0.004
. 197 0.006
High alloy Annealed D2 - 1950 200 246 0.005
steel 295 0.004
197 0.004
304 X5CrNi18-9 2000 180 262 0.003
328 0.002
M Austenite series 197 0.004 <0.197
316 X5CrNiMo17-12-2 2000 180 262 0.003
328 0.002

D Product using guide

Cutting depth maximum and max. workpiece dia. (inch)

Cutting depth maximum Max. workpiece dia. . .
(CDX) () Using guide
0.197 <1.181
0.193 <1.338
0.189 <1.496 Cutting depth maximum (CDX)
0.185 <1.653
0.181 <1.811
0.177 <2.283
0.173 <2.440
0.169 <2.598
0.165 <2.755
0.161 <2913
0.157 <3.503
0.154 < 3.661
0.150 <3.818
0.146 <3.976
0.142 <4133
0.138 <4.291
0.134 <4.842
0.130 <5.000
0.126 <5.157 (1) Hexa Blade enables to cut with maximum 0.197inch depth of cut. In this case, the maximum workpiece
0.122 <5.314 cutting diameter is 1.181 inch.
0.118 <5.787 (@ In Hexa Blade cutting with 0.079inch depth of cut, the size of workpiece cutting diameter doesn’t matter. If
0.114 <5.944 cutting with more than 0.079inch depth of cut, the applicable workpiece cutting diameter could be different
0.110 <6.102 depending on depth of cut.
0.106 <6.259 (@ If workpiece cutting diameter is bigger than 2.559inch, the maximum depth of cut is 0.169inch. In case of
0.102 <6.417 cutting with deeper than 0.169inch, there could be cutting troubles because the holder touches workpieces.
g:ggi 2 ;:2;2 @ !f dspg: of cut iiﬁ cIJD.1 38 titr?ch,t thebr;waxi)mum Wot:(pisclz cu:tinghdiameti:) is 4.291 inch. If it is bigger than 4.291
0.091 <7874 inch, there could be cutting troubles because the holder touches workpieces.
0.087 <7.874
0.083 <7.874
0.079 o % Cutting depth maximum and max. workpiece dia. on the chart could be different up to cutting environment.

Multi functional tool e 73



C Hexa Blade Insert / Holder

D Applicable inserts
k5 Coated Dimensions (inch)
E Picture Designation S Configuration
E 8 SSC IC CDX cw RE BW AN  HAND
< g
HB  27N178-018-M ° 20 1.063 0197 0.07 0.007 0.106 5 N
27N185-015-M ° 20 1.063 0.197 0.073 0.006 0.106 5 N
27N196-015-M ° 20 1.063 0197 0.077 0.006 0.106 5 N
27N200-020-M ° 20 1063 0197 0079 0008 0106 5 N oW -
27N200-040-M ° 20 1.063 0.197 0079 0016 0.106 5 N
= 27N270-010-M ° 30 1.063 0197 0.106 0.004 0.146 5 N
27N287-020-M ° 30 1.063 0197 0.113 0.008 0.146 5 N
27N300-000-M (] 30 1.063 0197 0.118 0 0.146 5 N
27N300-020-M [ 30 1.063 0197 0.118 0.008 0.146 5 N
27N300-040-M ° 30 1.063 0197 0.118 0.016 0.146 5 N
27N374-020-M (] 40 1.063 0197 0.147 0.008 0.185 5 N
27N398-020-M ° 40 1.063 0197 0.157 0.008 0.185 5 N
27N400-040-M (] 40 1.063 0197 0.157 0.016 0.185 5 N

® : Stock item

HBEHR/L HT

v 1 |« A E
5 -

Fig. 1 Fig. 2

%
A ©

(inch)

Screw Wrench
Designation H B LF HF WF HBH LH HAND @W P Fig.
HBEHR/L 1616-27-2 5/8 5/8 4 5/8 0.586 0.354 1.063 R/IL 2
2020-27-2 3/4 3/4 5 3/4 0.566 0.197 1.063 R/IL 2
2525-27-2 1 1 6 1 0.546 - 1.063 R/L 1
1616-27-3 5/8 5/8 4 5/8 0.711 0.354 1.063 R/IL 2
2020-27-3 3/4 3/4 5 3/4 0.691 0.197 1.063 R/IL PTMA0512D  TW15P 2
2525-27-3 1 1 6 1 0.671 - 1.063 RIL 1
1616-27-4 5/8 5/8 4 5/8 0.961 0.354 1.063 R/IL 2
2020-27-4 3/4 3/4 5 3/4 0.941 0.197 1.063 RIL 2
2525-27-4 1 1 6 1 0.921 - 1.063 R/L 1
Cutting depth maximum and max. workpiece dia. (inch)
Cutting depth maximum (CDX) 0.197 0.177 0.157 0.138 0.118 0.098 0.079
Max. workpiece dia.(Dmax) <1.181 <2.283 <3.503 <4.291 <5.787 <7.874 =
D Applicable inserts C74 % Please refer to the Page C74 for the cutting depth maximum and max. workpiece dia. (inch)
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Grooving Tools C

For face grooving, turning machining

I
DAXIN R
DAXX WFI ‘ B

CDX ‘
LH

LF

' * R type holder
HFI H

FGD FGM FMM

N Applicable Wrench
Designation CDX DAXIN DAXX LF WE  HF B H  HAND "i';se " o~
FGHH  12R-3- 09/11 0472 0984 1181 5 0774 34 34 4 R
1113 0472 1181 1378 5 0774 34 34 34 R FMM300R-03
13/18 0472 1378  1.89 5 0774 34 34 4 R
18/23 0866 189 2362 5 0774 34 34 34 R
23/29 0866 2362 2953 5 0774 34 34 34 R FGD300R-03
29/39 0866 2953 3937 5 0774 34 34 34 R FGM300R-03
39/55 0866 3937 5512 5 0774 34 34 34 R
16R-3- 09/11 0472 0984 1181 6 1024 1 1 1 R
1113 0472 1181 1378 6 1024 1 1 1 R FMMS300R-03
13/18 0472 1378  1.89 6 1024 1 1 1 R
18/23 0866 189 2362 6 1024 1 1 1 R
23/29 0866 2362 2953 6 1024 1 1 1 R FGD300R-03
29/39 0866 2953 3937 6 1024 1 1 1 R FGM300R-03
39/55 0866 3937 5512 6 1024 1 1 1 R
12R-4- 09/11 0472 0984 1181 5 0774 34 34 34 R
1113 0472 1181 1378 5 0774 34 34 34 R FMMA400R-04
13118 0472 1378  1.89 5 0774 34 34 4 R
18/23 0984 189 2362 5 0774 34 34 34 R
23/29 0984 2362 2953 5 0774 34 34 34 R FGD40OR-04
29/39 0984 2953 3937 5 0774 34 34 4 R FGMA400R-04
39/55 0984 3937 5512 5 0774 34 34 4 R
16R-4- 09/11 0472 0984 1181 6 1024 1 1 1 R T
1113 0472 1181 1378 6 1024 1 1 1 R FMM400R-04
13/18 0472 1378  1.89 6 1024 1 1 1 R
18/23 0984 189 2362 6 1024 1 1 1 R
23/29 0984 2362 2953 6 1024 1 1 1 R FGD40OR-04
29/39 0984 2953 3937 6 1024 1 1 1 R FGMAOOR-04
39/55 0984 3937 5512 6 1024 1 1 1 R
12R-5- 09/11 0472 0984 1181 5 0774 34 34 34 R
11113 0472 181 1378 5 0774 34 34 34 R I
13/15 0787 138 1575 5 0774 34 34 34 R
15/18 0787 1575  1.89 5 0774 34 34 34 R
18/23 0984 189 2362 5 0774 34 34 34 R
23/29 0984 2362 2953 5 0774 34 34 34 R FGD500R-04
29/39 0984 2953 3937 5 0774 34 34 4 R FGM500R-04
39/55 0984 3937 5512 5 0774 34 34 34 R
16R-5- 09/11 0472 0984 1181 6 1024 1 1 1 R
11113 0472 1181 1378 6 1024 1 1 1 R 500704
13/15 0787 1378 1575 6 1024 1 1 1 R
15/18 0787 1575 1890 6 1024 1 1 1 R
18/23 0984 1890 2362 6 1024 1 1 1 R
23/29 0984 2362 2953 6 1024 1 1 1 R FGD500R-04
29/39 0984 2953 3937 6 1024 1 1 1 R FGM500R-04
39/55 0984 3937 5512 6 1024 1 1 1 R

9 Applicable inserts C77
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C Grooving Tools

FGHH

4

FGD FGM FMM

DAXIN
DAXX

For face grooving, turning machining

CDX J

LH

LF

B

* R type holder

(inch)

N Applicable Sorew Wrench
Designation CDX DAXIN DAXX LF WF HF B H HAND insert W ﬁ
FGVH 12R-3- 09/11 0472 0984 1.181 5 0.774 3/4 3/4 3/4 R
11/13 0472 1.181 1.378 5 0.774 3/4 3/4 3/4 R FMM300R-03
13/18 0472 1378 1.890 5 0.774 3/4 3/4 3/4 R
18/23 0866 1.890 2.362 5 0.774 3/4 3/4 3/4 R
23/29 0.866 2.362 2953 5 0.774 3/4 3/4 3/4 R FGD300R-03
29/39 0.866 2953  3.937 5 0.774 3/4 3/4 3/4 R FGM300R-03
39/55 0.866  3.937 5512 5 0.774 3/4 3/4 3/4 R
16R-3- 09/11 0472 0984  1.181 6 1.024 1 1 1 R
11/13 0.472  1.181 1.378 6 1.024 1 1 1 R FMM300R-03
13/18 0472 1378 1.890 6 1.024 1 1 1 R
18/23 0.866 1.890  2.362 6 1.024 1 1 1 R
23/29 0.866 2.362 2953 6 1.024 1 1 1 R FGD300R-03
29/39 0866 2953  3.937 6 1.024 1 1 1 R FGM300R-03
39/55 0866 3937 5512 6 1.024 1 1 1 R
12R-4- 09/11 0472 0984 1.181 5 0.774 3/4 3/4 3/4 R
11/13 0472 1.181 1.378 5 0.774 3/4 3/4 3/4 R FMM400R-04
13/18 0472 1378 1.890 5 0.774 3/4 3/4 3/4 R
18/23 0984 1890 2362 5 0.774 3/4 3/4 3/4 R
23/29 0984 2362 2953 5 0.774 3/4 3/4 3/4 R FGD400R-04
29/39 0984 2953 3937 5 0.774 3/4 3/4 3/4 R FGM400R-04
39/55 0984 3937 5512 5 0.774 3/4 3/4 3/4 R
16R-4- 09/11 0472 0984  1.181 6 1.024 1 1 1 R BHAOG16 HWS0L
1113 0.472 1181 1.378 6 1.024 1 1 1 R FMM400R-04
13/18 0472 1378 1.890 6 1.024 1 1 1 R
18/23 0984 1890 2362 6 1.024 1 1 1 R
23/29 0984 2362 2953 6 1.024 1 1 1 R FGD400R-04
29/39 0984 2953 3937 6 1.024 1 1 1 R FGM400R-04
39/55 0984 3937 5512 6 1.024 1 1 1 R
12R-5- 09/11 0472 0984 1.181 5 0.774 3/4 3/4 3/4 R
11/13 0472 1.181 1.378 5 0.774 3/4 3/4 3/4 R FMMB00R-04
13/15 0.787 1378 1575 5 0.774 3/4 3/4 3/4 R
15/18 0.787 1575 1.890 5 0.774 3/4 3/4 3/4 R
18/23 0984 1.890 2362 5 0.774 3/4 3/4 3/4 R
23/29 0984 2362 2953 5 0.774 3/4 3/4 3/4 R FGD500R-04
29/39 0984 2953 3937 5 0.774 3/4 3/4 3/4 R FGM500R-04
39/55 0984 3937 5512 5 0.774 3/4 3/4 3/4 R
16R-5- 09/11 0472 0984 1.181 6 1.024 1 1 1 R
11/13 0472 1.181 1.378 6 1.024 1 1 1 R EMM500R-04
13/15 0.787 1378 1575 6 1.024 1 1 1 R
15/18 0.787 1575 1.890 6 1.024 1 1 1 R
18/23 0984 1890 2362 6 1.024 1 1 1 R
23/29 0984 2362 2953 6 1.024 1 1 1 R FGD500R-04
29/39 0984 2953 3937 6 1.024 1 1 1 R FGM500R-04
39/55 0984 3937 5512 6 1.024 1 1 1 R

9 Applicable inserts C77
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Grooving Tools C

D Applicable inserts
H Coated Uncoated Dimensions (inch)
S| Picture Designation SIBILSER Configuration Page
= R8BS - |SSC CW RE BW INSL AN HAND
2. OCOO0OO0OO00L0DOLOO| ©
==2=222o0a 00 T
FGD 300R-03 o 30 0118 3/256 0.079 0.590 N 37
FGD 400R-04 o 40 0157 1/64 0.118 0590 N 38
/ 500R-04 o 50 0197 1/64 0.157 0590 N
FGM  300R-03 30 0118 3/256 0.079 0.590 N o c37
= FGM 400R-04 . 40 0157 1/64 0118 0590 N of [T/ |c38
S / 500R-04 50 0197 1/64 0.157 0.590 N =/ s
|7 9
FMM  300R-03 . 30 0.118 3/256 0079 0590 N =2
400R-04 40 0157 1/64 0.118 0590 N 38
500R-04 50 0197 1/64 0.157 0.590 N
@ : Stock item
92°
vl o ‘(‘ = = = — ——J— DCON-MS
OHN
LF * R type holder
DMIN
//>
B %ﬁ_‘[ = = = - —
IG
(inch)
- Screw Wrench
Designation DMIN WF OHN LF H  DCON-MS  HAND A"i'::;?_:"e g &
IGH 214R 14 6.6 25 2 3.9 7 R
216R 16 7.6 30 3 3.96 7 R 1G125~280 FTKA02565  TWO7P
220R 20 96 40 4 4.424 7 R
2 Applicable inserts C77
D Applicable inserts
g Coated |Uncoated Dimensions (inch)
S| Picture Designation |2 & & < Configuration
= N ®m - o S| SSC CDX cw S IC INSL D1 HAND
2- O O OO ™ =
=22 T Cwnw
IG 125R [ ] 20 15 1.25 3.18 6.35 9 2.8 R INSL
145R o 20 15 145 318 635 9 2.8 R o
A S 175R o] 20 15 175 318 635 9 2.8 R oox @ ow of
3 200R e 20 23 2 318 635 9 28 R
230R o 20 23 23 318 635 9 2.8 R
S
280R e 20 23 28 318 635 9 2.8 R Dj:l
® : Stock item
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C Grooving Tools

D B H For deep and wide grooving

CDX

1 N
WFi @ B
LH
F * R type holder
HF H
DB DC a °°
(inch)
. . Appli cable Clamp Clamp Screw Screw Locator Wrench
Designation CDX LH LF  WF HF B H  HAND insert W ﬁ
DBH 320R 139 40 150 208 20 20 20 R | DB300  DB400 HW30L
HSR1  MHAO512  MHBO41 LD34
325R 139 40 150 208 25 25 25 R | pc3oo  Dcaoo | o 05 0410 s HW40L
520R 139 40 150 208 20 20 20 R | DB50O HW30L
DB CGHSR2 ~ MHAOS512  MHBO410  LD56
525R 139 40 150 208 25 25 25 R | DC500 600 Hw4OL
720R 139 40 15 208 20 20 20 R | DB700 DBSOO | CGHSR3 MHADS12 MHBO4TO D78 yeC
2 Applicable inserts C78
D Applicable inserts
g Coated |Uncoated Dimensions (inch)
S| Picture Designation 28 Configuration
= N5 S _ o SSCcw RE BW INSL AN  HAND
2‘ OO O o
=2 2T O
DB 300 40 3 0.2 25 20 5 N I ow
W
400 0 4 02 25 2 5 N ’ F;I{:BE
500 60 5 0.2 35 20 5 N %
600 60 6 0.2 35 20 5 N
700 80 7 0.2 55 20 5 N l
800 80 8 0.2 55 20 5 N o
S DC 300 40 3 0.2 25 20 5 N - B
400 40 4 025 25 20 5 N CWiT
500 50 5 03 35 20 5 N | e |
AN

78 e Multi functional tool
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Grooving Tools C

G FI P For internal grooving z
WFT@ = = — - — 4‘), DCON-MS

LF

|

.

* R type holder
|
\ L d I [ i
DMIN
(inch)
. . Applicable Clamp C-ring Screw Pin Wrench
Designation DMIN WF OHN LF H DCON-MS HAND insert @ @ & /\
GFIP  316R/L 20 n 17 10 15 16 AL CH5R2 ~ CR04 CHX0513 PNO310 HW25L
320R/L 26 13 22 150 18 20 RIL GW110~300R/LBF3
325R/L 32 17 22 200 23 25 RIL '
RS %0 27 52 300 37 40 AL CHER2 ~ CR0O5 CHX0616 PNO310 HW30L
525R/L 32 17 22 200 23 25 RIL GW315~500R/L BF5
540R/L 50 27 32 300 37 40 RIL '
840R/L 50 27 32 300 37 40 RIL GW600~800R/L,BF8 | CS8R1 - DHA0820 PNO314 HWA40L

D Applicable inserts C79

D Applicable inserts
-.% . L Uncoated Dimensions (inch)
8 Picture Designation Configuration
E ST30A | SSC cw BW INSL AN HAND
BF -3 . 30 3.1 3.1 16.4 1 N
P -5 50 5.1 5.1 224 11 N [ el
-8 80 8.1 8.1 274 1 N ™ ‘7
r—
Ui
g Uncoated Dimensions (inch)
% Picture Designation iT30II-\ ssc CDX oW RE INSL N T Configuration
GW 110R/L e o] 30 21 1.1 0.2 16 1 RIL
130R/L e o| 30 23 13 0.2 16 1 RIL
160R/L e e| 30 26 16 0.2 16 1 RIL
185R/L e eo| 30 29 1.85 0.2 16 1 RIL ol ]
_ 215R/L e o| 30 3.2 2.15 0.2 16 1 RIL e/ UL:CDX L n-~l
265R/L o o 30 37 2,65 0.2 16 1 RIL
S 300R/L e eo| 30 4 3 0.2 16 1 RIL ‘%
315R/L e e| 50 42 3.15 03 22 1 RIL Dﬂ
415R/L e o| 50 5.2 415 03 22 1 RIL A
500R/L 50 6 5 03 22 1 RIL
600R/L 80 7 6 03 27 1 RIL
800R/L 80 9 8 03 27 1 RIL

® : Stock item
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C Special Order Form for MGT

Code system Configuration
Mfgﬂi 0. 5R 30D EX) MFGN4-0.5R-30D -
®20 @ ® @
@ Multi @ Forming (3 Grinding §
@ Feed Direction ® Clamp part : 4mm ® Nose Radius : 0.5 ROS 30

@ Degree : 30°

Ex) MFGN4-0.5R-L50D-R30D o
MFGN4 - 0.5R-L50D-R 30D 59:30
® 2 @ 6 © (4 ,

(D Refer to No. 1 (@ Nose Radius : 0.5 @ Left -

@ Degree : 50° ® Right ©® Degree > 30° 50°

MFGN4 - 2.0 - R 020 250 - L 105 335 EX) MFGN4-2.0-R020250-L105335 oo 25.0°
@ @ © ® 66 6 0 20 /

(D Refer to No. 1 (2 Width of cutting edge : 2.0mm @ Right T
@ Nose Radius : 0.20  © Degree : 25.0° ® Left {RW 05
@ Nose Radius : 1.05 Degree : 35.5° - 35.5°

Ex) MFGN5-4.0RF

MFGNS5 - 4.0R E R40 —/:/
SOOI =
@ Refer to No. 1 (2 Radius : 4.0 @3 Front(Concave)
Ex) MFGN5-4.0RB
MFGN5 - 4.0R E R4.0 —‘:/
o 20 T
(D Refer to No. 1 (2 Radius : 4.0 (3 Back(Concave) (/’
EX) MFGN5-4.0-R005-L030 RO.05
MFGNS5 - 4.0 - R 005 - L 030 7:
@ @ @@ © 6 40 ,
(D Refer to No. 1 (2 Width of cutting edge : 4.0mm @ Right -
@ Nose Radius : 0.05 ® Left ® Nose Radius : 0.30 {RO 30
MFG N5 - 40 - 005 R Ex) MFGN5-4.0-0.05R /
@ 2 o 10 —
@ Refer to No. 1
(@ Width of cutting edge: 4.0mm R0.05 TYF/

(3 Nose Radius : 0.05

n o

MFG B § - 40 - 5D - E 002 L 15 Ex) MFGR5-4.0-5D-R002-L115 R0.02 . )
® @@ @ 6 6 0 @ , '
@ Refer to No. 1 @ Right @ Clamp part: 5mm 0
@ Width of cutting edge : 4.0mm ® Lead angle :5° ©® Right ——
@ Nose Radius : 0.02 Left © Nose Radius : 1.15 Jlase
Ex) MFGL5-4.0-15D-1.5R 19
MFGL5-4.0-15D - 1.5R /
® 206 @ 6 © o =
@ Refer to No. 1 @ Left @ Clamp part: 5mm J:/
@ Width of cutting edge : 4.0mm (© Lead angle : 15° ® Right Nose Radius : 1.5 Ri5 TYP/ /
MFG B § - 4.1 0 - 25D - R01 2 - LOOO Ex) MFGR5-4.10-25D-R012-L000 &\ ,
® @@ o ® ® @ " T
(D Refer to No. 1 @ Right @ Clamp part: 5mm
@ Width of cutting edge : 4.1mm  © Degree : 25° ©® Right Nose Radius : 1.2 R0.0 25° /

(@ Left Nose Radius : 0.0

m This is metric size. We can also provide in inch type
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Special Order Form for V-Pulley Inserts C

D Code system
KP 27 064 - R0.425 N3
! ! ! ! !
KORLOY PULLEY oD w RE No. of flutes
e
— —_— — » Special types are available for quotation
015.875 6.4 0.425 3

Insert for machining of pulley

Specifications Standard designation Specifications Standard designation

(2]
|
216.133

©13.955

R0.48
KP27064-R0.35-N3 A 7619777 3 KP270476-R0.43-N3
(Former: DF356-3B) : A (Former: DF356-3SR)
4.76.

El
KP27064-R0.35-N4
(Former: DF356-4B)
6.4
Q

40°

KP27064-R0.35-N4-A
(Former: DF356-4X)

RO30 T
| -
0\ KP27064-R0.375-N5
N AR (Former: DF356-58) UF320
R037‘: I Lese

| VF13M522

53
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THREADING

Korloy threading tools are available for machining various shapes of thread at various
pitches while ensuring high quality performances




Technical information for
THREADING

Threading Code System
D3 Threading Holder Code System
D3 Threading Insert Code system

Technical Information for Threading
D4 Technical Information for Threading
D10 Threading Inserts with Chip Breaker

Thread Inserts

D11 Partial profile 60°

D11  Partial profile 60° (M chip breaker)
D11 Partial profile 60° (U chip breaker)
D12 Partial profile 55°

D12  Partial profile 55° (M chip breaker)
D12  Partial profile 55° (U chip breaker)
D13 IS0 Metric

D14 IS0 Metric(M chip breaker)

D14 IS0 Metric (U chip breaker)

D15 IS0 Metric

D16 IS0 Metric(M chip breaker)

D16 IS0 Metric (U chip breaker)

D17 American UN(UN, UNC, UNF, UNEF, UNS)
D19 Whitworth (BSW, BSF, BSP, BSB)
D20  Whitworth (M chip breaker)

D20  Whitworth(U chip breaker)

D21 Whitworth (BSW, BSF, BSP, BSB)
D22  Whitworth(M chip breaker)

D22  Whitworth(U chip breaker)

D23  British Standard Pipe Thread (BSPT)
D23  National Pipe Thread (NPT)

2025» 2026
KORLOY TURNING TOOLS

D24  National Pipe Threads-Dryseal (NPTF)
D24  Round DIN405(RD)

D25 Trapez DIN103(TR)

D25  American ACME(ACME)

D26  Stub ACME (STACME)

D27  UNJ(Unified Constant Thread)

D29  American Buttress (ABUT)

D29  British Buttress (BBUT)

D30  Metric Buttress (SAGE)

D30 API

D31 APl Buttress Casing (BUT)

D31 APl Round Casing & Tubing(APIRD)
D31  Extreme Line Casing (EL)

External Holders
D32 ER(LH
D32  ER(LH-C

Internal Holders
D33 IR(LH
D33 IR(L)H-C

Vertical Type Holders
D34 VTH



D Threading Code System

Threading holder code system

H 031 (N) - 11 (C)

Holder type Hand of insert Name Height of shank Shim Insert size Clamping system
0 Holder type o Height of shank G Insert size (inch)
- 03L |UNIE -
E : For External i 031:0.31
| : For Internal 1‘ 0375:0.375
‘. 050: 0.50 1:d=1/4
AN L 0625: 0.625 16 de3/8
Hand of insert 075:0.75 0=
9 q 100: 1.00 22:d=1/2
R - :0 125:1.25 o7 d=5/8
) & 150: 1.50 '
R: Right handed Refor o th fication f 200: 2.00
. * Refer to the specification for T
L: Left handed shank diameter information 250:2.50
e Name 9 Shim 0 Clmaping system
- Q) - - (C)

H: Holder

No code: Shim required
N: No shim required

No code: Screw on system
C: Clamp on system

Threading insert code system

H 16

1.5 IS0

Holder type Hand of insert Name Insert size (inch) Pitch Type
o Insert type o Insert size (inch) G Type

E : External thread
| : Internal thread

9 Hand of insert

R: Right handed
L: Left handed

e Chip breaker
-

M: With Chip Breaker

11:1C=1/4
16:1C=3/8
22:1C=1/2
27 :1C=5/8
v
shape
<ER/R> <ERM/IRM >
e Pitch
:
Full profile Partial profile
mm tpi mm tpi
A 05~15 48~16
AG 05~3.0 48~8
0.35~6.0 72~3 G 1.75~30 14~8

N 35-5.0 7~-5

Q 55~60 45-~4

« Partial profile 60°

« Partial Profile 55°

« ISO Metric (Full Profile)

« American UN (Full Profile) UN, UNC, UNF, UNEF
= Whitworth (Full Profile) BSW, BSF, BSP

- British Standard Pipe thread (Full Profile) BSPT
« National Pipe Thread (Full Profile) NPT

« National Pipe Threads-Dryseal (Full Profile) NPTF
* Round DIN 405

« Trapez DIN 103

+ American ACME

« Stub ACME

« UNJ

« American Buttress

« British Buttress

« Metric Buttress-Sagengewinde

« API

« API Buttress Casing

« APl Round Casing & Tubing

« EL-Extreme Line Casing

3 Q Threading




D Special features

External thread
A thread on the external surface of
a cylinder screw or cone

Depth of thread
The distance between the crest and root

4,—» External thread

Technical Information for Threading D

Major diameter
The largest diameter of a screw thread

< Pitch diameter
On a straight thread, the diameter of an
imaginary cylinder, the surface of which cuts
the thread forms where the width of the
thread and groove are equal

Thread Angle
\ Minor diameter

7 Helix <— The smallest diameter of a screw thread
Angle

measured from normal to the axis

Pitch Root

The distance between the corresponding
points on adjacent thread forms measured
parallel to the axis. This distance can be
defined in millimeters or by the tpi (threads per
inch), which is the reciprocal of the pitch

Taper thread

Helix angle

For a straight thread, where the lead of the
thread and the pitch diameter circle
circumference form a right angled triangle,

the helix angle is the angle opposite of the lead

| Straight thread
A thread formed on a cone

A thread formed on a cylinder
Internal thread
A thread on the internal surface of a cylinder or cone

Left handed thread | Right handed thread

(o % LYy

A thread which, when viewed axially, A thread which, when viewed axially,
winds in a counter clockwise and winds in a clockwise and receding
receding direction. All left handed direction. Threads are always right
threads are designated LH handed unless they are specified

The helix angle(p)

Helix angle() 3

e —

TU X Pitch diamiter(DC)

Lead()

For a straight thread, where the lead of the thread
and the pitch diameter circle circumference form a
right angled triangle, the helix angle is the angle
opposite of the lead

D Machining a multi-start thread
« A thread in which the lead is an integral multiple, greater than one, of the pitch. A multi-start thread
permits a more rapid advance without a coarser (larger) thread form

Third start machined (Final, 3 starts thread)

N

Second start machined

First start machined

.

3

Pitch Lead

& =

Pitch

D Insert profile style

Partial profile Full profile Full profile for fine pitches Semifull

The Semi profile insert will form
a complete thread including crest
radius but without topping the
outer diameter mainly used for
trapezoidal profiles

The full profile insert will form a
complete thread profile including

The full profile for Fine Pitches
will form a complete thread the
topping of the outer diameter
is generated by second tooth

The V partial profile insert cuts
without topping the outer diameter
of the thread. The same insert the crest. For every thread pitch
can be used for a range of and standard, a separate insert
different thread pitches which is required

have a common thread angle

Threading (B) 4



D Thread turning method

Technical Information for Threading

Thread Inserts & tool holder Rotation Feed direction Helix method Drawing no.
i EX RH Counter clockwise Towards chuck Regular
Right handed external -
EX LH Clockwise From chuck Reversed
i i INRH Counter clockwise Towards chuck Regular
Right handed internal -

INLH Clockwise From chuck Reversed
EX LH Clockwise Towards chuck Regular

Left handed external -
EXRH Counter clockwise From chuck Reversed 6
. IN LH Clockwise Towards chuck Regular

Left handed internal -
IN RH Counter clockwise From chuck Reversed B

External RH thread External LH thread
— p— —
)
<=
Internal RH thread Internal LH thread
)
I ®
- =
D Calculating the helix angle (8)
5 (Helix angle diagram)
P
Pitch P* Pitch P*
mm)] [tpi]

e The helix angle is calculated by
the ollowing formula:

B = tan’ M
nxDC

{3: Helix angle (°)

P: Pitch (mm)

N: No. of starts

D: Pitch diameter (mm)

Lead=PxN

* The helix angle can also be
found from the diagram below

o [
Feed towards 5 12
the chuck ° % 11
T | Special
% b 10 Toolholders
Standard 5 3 9
8 helix angle 2 B - 8
L N
A HEY TS g :
8 o 6
kel -
\ 15 S%‘\m i § % 5
Standard toolholder I s g
pocket angle M s I 4
i B :
S E g
g EFY )
0 eter [mm]  —
j=2
Feed towards = 1 200
the tailstock § 5
g A" | ™
Reversed 2 3 = 4 ™
—# helix angle E’ g N
= = 5 ]
] [E 3 0 X
Nig o g 2 = 7
Standard toolholder anér?e s 8 8
pocket angle = ']—: ] N
(o3
N ' 3 3 ) N
The dimension H1 (cutting o § 10+ Special Toolholders
. . D o
edge height) remains e E % PR S N
constant with every insert/ T 12 ‘ ‘ ‘ ‘ ‘
= =2

shim combination

W w
3

NN
o

= NFEZ© N o
<

=rooR

o

W WA RO ONOIZEN o
bl

225
R=—1°

5 Q Threading




Technical Information for Threading D

D Thread infeed method

Infeed Application
] - When the pitch is smaller than 16 tpi Radial inft.eed is the §imp|est and qui(?kest method
Radial « For material with short chios The feed is perpendicular to the turning axis, and both
/A\ infeed . p ] flanks of the insert perform the cutting operation
) + For work with hardened material Radial infeed is recommended in 3 cases
- When the thread pitch is greater than 16 tpi. Using
Flank infeed the radial method,the effective cutting edge length is
- too large, resulting in chatter. for TRAPEZ and ACME. Flank infeed is recommended in the following cases
(modified) ) , :
-3 \ The radial method results in three\ cutting edges,
making chip flow very difficult
- This ".“e”‘.(’d divides the load equally 9” both flanks, Use of the alternate flank method is recommended
Alternate resulting in equal wear along the cutting edges . . i .
. . X ) especially in large pitches and for materials with
flank infeed Alternate flank infeed requires more complicated lond chios
'Y programming, and is not available on all lathes g chip
D Shim
&
£ :; Insert IC 9.525 (3/8) 12.7(1/2) 15.875 (5/8)
@ = size L 16 22 27
B =
s @
g ; Holder ER(LH IR(LH ER(LH IR(LH ER(LH IR(LH
=
@ ATE (External) ATI (Through) 2 Ordering code ATE16 ATI16 ATE22 ATI22 ATE27 ATI27
% Standard shim has Resultant Helix Angle 1.5°
D Application grade
Grade Features Available insert type
« For chip breaker type only
« Stable machining on a wide application due to fine-grained carbide substrate with balanced heat ERM/IRM
PC5300 Universal grade resistance and toughness (Insert with chip breaker)

« Excellent wear resistance and oxidation resistance due to AiTN coating film Outstanding
performance on high speed machining

« Atough sub-micron substrate with TIAIN coating provides good fracture toughness and excellent

Specialized grade for ER/IR

wear resistance
PC3030T threading inserts ) ) (Ground insert)
« QOutstanding performance on STS and hard to cut materials
Specialized grade for ) ) ) - ) ) E/IR
PC9070T Strong wear resistance in stainless machining thanks to multilayer PVD coatings (Ground insert)

threading inserts

D Application range

Workpiece . A PP #
.~ PesBO
Carbon steel, alloy steel, cast steel © pesmor
PC5300 |
M Stainless steel PC3030T |
PC9070T |
. pcss0
costetee - Pc3esoT
. pcss0
Aluminum, copper
- PesosoT




Technical Information for Threading

D Recommended cutting speed as per workpiece (vc)

Workpiece Hardness brinell ve (sfm)
(HB) PC3030T PC9070T PC5300
Low carbon (C=0.1-0.25 %) 125 380~630 360~620
Carbon steel Medium carbon (C=0.25-0.55 %) 150 330~580 330~540
High carbon (C=0.55-0.85 %) 170 300~510 290~510
Non-hardened 180 330~600 330~590
Low alloy steel Hardened 275 250~460 250~460
Hardened 350 230~450 230~440
i Annealed 200 260~400 260~390
High alloy steel
Hardened 325 170~330 160~330
Low alloy 200 230~430 230~430
Cast steel -
High alloy 225 200~400 200~390
Stainless steel Non-hardened 200 230~430 230~490 230~430
ferritic Hardened 330 170~310 200~410 160~310
Stainless steel Austenitic 180 260~400 290~520 260~390
austenitic Super austenitic 200 100~330 130~390 100~330
Stainless steel Non-hardened 200 300~400 290~490 290~390
cast ferritic Hardened 330 220~360 210~390 210~360
M Stainless steel Austenitic 200 280~360 280~390 280~360
cast austenitic Hardened 330 200~330 190~360 200~330
Annealed (Iron based) 200 150~200 150~190
High Aged (Iron based) 280 100~170 100~160
temperature -
alloy Annealed (Nickel or Cobalt based) 250 70~100 65~160
Aged (Nickel or Cobalt based) 350 50~80 50~80
L 99.5% pure Titanium 400Rm 460~560 460~560
Titanium alloy —
Titanium alloy 1050Rm 170~230 160~230
Extra hard steel Hardened & tempered 55HRC 150~200 150~190
Malleable Ferritic (short chips) 130 230~400 190~390
cast iron Pearlitic (long chips) 230 230~400 190~390
) Low tensile strength 180 230~430 190~430
Gray cast iron - -
High tensile strength 260 200~330 200~330
i Ferritic 160 410~530 410~520
Nodular SG iron —
Pearlitic 260 300~400 290~390
Aluminum alloy Non-aging 60 330~830 330~820
wrought Aged 100 260~600 260~590
Cast 75 660~1300 660~1310
Aluminum alloy Cast & aged 90 660~920 660~920
Cast Si 13-22% 130 200~500 200~590
Copper and Brass 90 260~400 260~690
copper alloy Bronze and non-leaded copper 100 260~400 260~690
) Calculation of n [RPM]
ve x1000 T xDCxn l / ‘g n: Revolution per minute [min-1]
vC= ve: Cutting speed [m/min]
T xDC 1000 i i
DC: Workpiece diameter [mm]
VC
© Number of passes
B mm 0.50 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00 3.50 4.00 4.50 5.00 5.50 6.00 8.00
itc|
tpi 48 32 24 20 16 14 12 10 8 7 6 5.5 5 45 4 3
No. of passes 4~6 4~7 4~8 5~9 6~10 7~12 7~12 8~14 9~16 | 10~18 | 11~18 | 11~19 | 12~20 | 12~20 | 12~20 | 15~24

% One cutting depth is calculated by total cutting depth divided into machining times

ex) ER16-1.5IS0, hmin 0.92: If 10 times machining, one cutting depth is 0.092 (0.92/10)

7 Q Threading



D Step by step thread turning

MO x25

Feed direction towards the chuck was
chosen Therefore an external right
handed insert and an external right
handed holder will be used

n Choose the tool holder

WF B

LH
- OAL

« Chosen tool holder: ERH 25-16

Insert size Pitch Dimensions (inch)
Ic RH (Right handed) | H=HF B WF OAL LH
3/8 ERH25-16 0.625 | 0.625 | 0.625 5.0 1.02
ﬂ Choose the correct shim
Resultant helix angle 1.5°
Ic 9.525
Insert size
L 16
Ordering code ATE16

Determine the number of passes

* Carbide grade chosen: PC3030T e Cutting speed: 140 m/min

Technical Information for Threading D

Application

* Thread: External right handed ISO metric M40x2.5
« Material: 4140 (25 HRC)

Insert size Pitch Ordering code Shim
- . Tool holder
IC mm RH (Right Handed) | RH (Right Handed)
3/8 25 ER16-2.51SO ATE16 ERHLI[-16
n Determine
Pitch TP Pitch TPI
(mm] 5 4 3 =2 toil 5 =r
Special |/ | 5
121 T00lholders 225
1 2.5
10 /
9 / 3
8 / 35
W 15
/ 4
S/ s 6
NV = 7
oot %
217 14
1 24
0 B=0"
50 100 150 200

* From the table, using a pitch of 2.5 mm (10 tpi) and a workpiece diameter of
40 mm (1.57"), we find the helix angle to be 1.5°

n Choose the carbide grade and cutting speed

» Carbide grade chosen: PC3030T e Cutting speed: 140 m/min

. ve (sfm)
Workpiece HB

PC3030T

Non-hardened 180 330~600

Low alloy

steel Hardened 275 250~460
Hardened 350 230~450

Thread type IS0 M40 x 2.5 External right handed

mm 1.50 1.75 2.00 2.50 3.00 3.50 4.00
Pitch
TPI 16 14 12 10 8 7 6
No.of passes 6~10 | 7~12 | 7~12 | 8~14 | 9~16 | 10~18 | 11~18

Towards the chuck
ER16-2.5IS0, PC3030T

1. Feed direction
2. Insert and grade

3. Tool holder ERH25-16
4. Helix angle 1.5°

5. Shim ATE16

6. Cutting speed 140 m/min
7. Number of passes 10

Threading Q 8



D Technical Information

for Threading

) Cutting condition depending on

. = ZZ
Material type % %
Coolant Coolant type z%;
Material dimension 5 ID
Workpiece L
Diameter and length . @
Dt and kg %2% Holder cross section area “ ‘
Material hardness HrC HB Holder overhang m
vernan
Holders
External or internal m Through coolant option
application Profile shape _\[\f\_/]\_/—\_ Shank type: Carbide, alloy Dvy)
Surface finish V/7 Carbide implant grade - M -
A N ~—A\N
Machine stability Profile shape: Pitch and depth @)
N
Insert A
Machine | Max. RPM Nose radius RE A©A
A\
Clamping system stability Chip breaker style @

) Cutting condition depending on

Problem Possible cause Solution
Cutting speed too high Reduce cutting speed/use coated insert
Increased Depth of cut too low/too many passes > Increase the depth of cut per pass
flank wear Unsuitable carbide grade > Use a coated carbide grade
Insufficient cooling > Increase coolant flow rate
N——
U“:t‘_’e“ Incorrect helix angle Choose the correct shim
cutting
edge wear Wrong infeed method Use the alternating flank infeed method
Depth of cut too large Decrease depth of cut/ increase number of passes
. Insufficient cooling Increase coolant flow rate
' Extreme plastic ) ) X
deformation Cutting speed too high Reduce cutting speed
Unsuitable carbide grade > Use a tougher carbide
Nose radius too small Use an insert with a larger radius, if possible
Depth of cut too large Decrease depth of cut/ increase number of passes.
. Extreme plastic deformation Use a tougher carbide
' Cutting edge - : -
breakage Insufficient cooling Increase flow rate and/ or correct flow direction
Unsuitable carbide grade > Use a tougher carbide
Instability Check stability of the system
C Built-up Incorrect cutting speed Change the cutting speed
edge Unsuitable carbide grade Use a coated carbide
The tool is not at the workpiece axis height > Change tool height
'_I'hread profile Insert is not machining the thread crest > Measure the workpiece diameter
is too shallow
Worn insert Change the cutting edge sooner
Too low cutting speed Increase cutting speed
Poor su_rlace Wrong shim Choose correct shim
quality
> Use the alternate flank or radial infeed method

Flank infeed method is not appropriate

9 Q Threading



Threading Inserts with Chip Breaker D

Threading inserts with chip breaker

- Economical insert
- Good toughness and high accuracy as ground type inserts
- Exclusive insert design improves chip control
- New grade for general application of various kinds of workpieces

D Features
Type Ground insert Insert with a chip breaker
C/B code None None U
Designation ER16-1.51SO ERM16-1.51S0 ERM16-1.51S0-U
Machining External Internal External Internal External Internal
Insert
Shape
Chip Shape @\@
S
Class PM,KN,S P, M, K P,M, K
Application G-Class M- Class M- Class
« Groove-shaped chip breaker with superior chip « Unique 3 dimensional chip breaker improves « Groove-shaped chip breaker with superior chip
evacuation lowers cutting load machinability with good chip control evacuation lowers cutting load
« Enables high precision machining « Excellent cutting edge treatment technology « Reduces machining pass by 10~30%
Features + Applicable for machining of various shapes of ensures high precision sharp cutting edge « Excellent cutting edge treatment achieves high

threads
« Applicable for machining of various workpieces

precision sharp cutting edge

Threading Q 10



D Thread Inserts

Partial profile 60°

= . Pitch Dimensions (inch)
2 | Designation | 9| Designation |2 Configuration
= Right |2 3 (Left) 88 TPI Ic L RE PDY PDX
[-" -9 [-" -9
ER 11-A60 |e o [EL 11-A60 |e 0.5~1.5 48~16 1/4  0.433 0.002 0.03 0.04 PDX
16-A60 |o o 16-A60 |e| | 05-15 48~16 | 3/8 0630 0011 005 007 | ™4 || re JEET
= 16-G60 | e 16-G60 | e 1.75~30 14~8 3/8 0.630 0.011 0.05 0.07 f
8 16-AG60 | | o 16-AG60 | o 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07
s 22-N60 (o | o 22-N60 | e 3.5~5.0 7~5 1/2  0.866 0021 007 010 | “|
27-060 |[eo | @ 27-060 |e 55~6.0 4.5~4 5/8 1.063 0.021 0.07 0.10 External
IC
IR 11-A60 |eo|e|IL 11-A60 |e® e | 05~15 48~16 1/4 0433 0.002 0.03 0.04 PDX
16-A60 | o 16-A60 | e 0.5~1.5 48~16 3/8 0630 0.002 0.03 0.04 RE [ el
] 16-G60 | e 16-G60 | o 1.75~30 14~8 3/8 0.630 0.006 0.05 0.07 —
3 16-AG60 |o o 16-AG60 | @ 0.5~3.0 48~8 3/8 0630 0.002 0.05 0.07
= 22-N60 (o | o 22-N60 | e 3.5~5.0 7~5 1/2 0.866 0.012 0.08 0.10 oyt
27-060 |o o 27-060 55~6.0 4.5~4 5/8 1.063 0.012 0.07 0.11 External
IC
2 Applicable holders D32, D33 o :Stock item
- - o -
Partial profile 60°(M chip breaker)
Pitch Dimensions (inch)
& Designation § g | Designation § Configuration
= (Right) & B (Left) R TP I ic L RE PDY PDX
(L RNE) o
[-¥ ey -% o
ERM 16-A60 | e 0.5~15  48~16 3/8 0.630 0.002 0.05 0.07
16-G60 | o 1.75~3.0 14~8 3/8 0630 0.011 0.05 0.07 qp Ml
g 16-AG60 | o 0.5~3.0 43~8 3/8 0.630 0.003 0.05 0.07
ﬁ 22-N60 | o 3.5~5.0 7~5 1/2 0.866 0.021 0.07 0.10
External
IRM 11-A60 | o 0.5~15  48~16 1/4 0433 0.003 0.03 0.04
16-A60 | o 0.5~1.5  48~16 3/8 0.630 0.003 0.03 0.04 Mo
= 16-G60 | e 1.75~3.0 14~8 3/8 0.630 0.005 0.05 0.07
g 16-AG60 | ® 0.5~3.0 43~8 3/8 0.630 0.003 0.05 0.07
= 22-N60 | ® 3.5~5.0 7~5 1/2 0.866 0.012 0.07 0.10
External
2 Applicable holders D32, D33 o : Stock item
- - o .
Partial profile 60°(U chip breaker)
Pitch Dimensions (inch)
2 Designation 'g_; g | Designation 'g_; Configuration
2 (Right) |8B e B TP TPl I L RE PDY PDX
[- " y-9 (-9
ERM 16-AG60-U 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07
60° Internal
§
&
3
External
IRM 16-AG60-U 0.5~3.0 43~8 3/8 0.630 0.003 0.05 0.07
& Internal
E
8
=

%) Applicable holders D32, D33

11 Q Threading
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Thread Inserts D

Partial profile 55°

[l =l Pitch Dimensions (inch)
8 | Designation | 2| Designation |Q | Configuration
Al Rig) |83 (Left) S8 ™ TPI Ic L RE PDY PDX
[-T N -N -V -N
ER 11-A55 o EL 11-A55 0.5~1.5 48~16 1/4  0.433 0.002 0.03 0.04 PDX
16-A55 (] 16-A55 ° 0.5~1.5 48~16 3/8 0630 0.002 003 0.04/| 77 ’i g5 Intomal
| 16-G55 |e 16-G55 1.75~3.0 14~8 3/8 0.630 0.008 0.05 0.07 f
& 16-AG55 |e 16-AG55 | @ 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07 5
o] 22-N55 |e 22-N55 3.5~5.0 7~5 12 0866 0017 007 010 | “| JTK I/
27-055 27-055 55~6.0 4.5~4 5/8 1.063 0.024 0.08 0.11 External
IC
IR 11-A55 ° IL 11-A55 ° 0.5~1.5 48~16 1/4  0.433 0.002 0.03 0.04 PDX
16-A55 |e 16-A55 05~15 48~16 | 3/8 0630 0020 002 0.04 e L o e
E 16-G55 ° 16-G55 1.75~3.0 14~8 3/8 0.630 0.008 0.05 0.07 ﬁ
8 16-AG55 | o 16-AG55 | @ 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07
= 22-N55 [ 22-N55 3.5~5.0 7~5 12 0.866 0.017 067 0.10 N -
27-055 27-Q55 55~6.0 4.5~4 5/8 1.063 0.024 0.08 0.10 External
IC
2 Applicable holders D32, D33 o : Stock item
- - ° -
Partial profile 55°(M chip breaker)
Pitch Dimensions (inch)
& Designation 'é g | Designation 'é Configuration
= (Right) 8B (Left) R TP TPI Ic L RE PDY PDX
[ BN o
-y - o
ERM 16-A55 o 0.5~1.5 48~16 3/8 0.630 0.003 0.03 0.04
16-G55 o 1.75~3.0 14~8 3/8 0.630 0.008 0.05 0.07 g M
g 16-AG55 | e 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07
é 22-N55 ° 3.5~5.0 7~5 12 0866 0.017 007 0.10
External
IRM 11-A55 o 0.5~1.5  48~16 1/4  0.433 0.003 0.03 0.04
16-A55 | e 0.5~1.5 48~16 | 3/8 0630 0002 003 0.04 o
= 16-G55 1.75~30 14~8 | 3/8 0630 0003 005 0.07 %5
E 16-AG55 | o 0.5~3.0 43~8 3/8 0.630 0.003 0.05 0.07
= 22-N55 ° 3.5~5.0 7~5 12 0.866 0.017 0.07 0.10
External
2 Applicable holders D32, D33 o :Stock item
- - o .
Partial profile 55°(U chip breaker)
Pitch Dimensions (inch)
2 Designation :9_, g | Designation :9_, Configuration
= (Right) 8@ L) |8 TP I I L RE PDY PDX
- y-9 o
ERM 16-AG55-U 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07
. Internal
_ 55
: /w
3
=
w
IRM 16-AG55-U 0.5~3.0 48~8 3/8 0.630 0.003 0.05 0.07
. Internal
_ 55
g
g
=

%) Applicable holders D32, D33

e : Stock item

Threading @ 12



D Thread Inserts

ISO Metric

e . . =l Pitch Dimensions (inch)
§ Designation § E Des:g_jnfet:)tlon § g _ Configuration
= (Right) § § (Le § § TP Ic L hmin PDY PDX
ER 11-0.35I1S0 |e EL 11-0.35IS0 0.35 1/4  0.433 0.008 0.03 0.02

11-0.41S0 ° 11-0.41S0 0.4 1/4 0.433 0.011 003 0.02

11-0.45I1S0 | e 11-0.45IS0 0.45 1/4 0.433 0.011 0.03 0.02

11-0.51S0 ° 11-0.51S0 0.5 1/4 0.433 0.012 0.02 0.02

11-0.61SO ° 11-0.61S0 0.6 1/4 0.433 0.015 0.02 0.02

11-0.71SO ° 11-0.71S0 0.7 1/4 0.433 0.017 0.02 0.02

11-0.75IS0 11-0.75IS0 0.75 1/4 0.433 0.017 0.02 0.02

11-0.81SO ° 11-0.81S0 0.8 1/4 0.433 0.019 0.02 0.02

11-1.01SO ° 11-1.01SO 1.0 1/4 0.433 0.024 0.02 0.03

11-1.251S0 |o o 11-1.25IS0 1.25 1/4  0.433 0.030 0.03 0.04

11-1.51S0 ° 11-1.51S0 i 1.5 1/4 0.433 0.036 0.03 0.04

11-1.75I1S0 | e 11-1.75IS0 1.75 1/4 0.433 0.042 0.03 0.04

16-0.351S0 16-0.35IS0 0.35 3/8 0.630 0.008 0.03 0.02

16-0.41SO 16-0.41S0 0.4 3/8 0630 0.010 0.03 0.02

16-0.451S0 | e 16-0.451S0 045 | 3/8 0630 0011 003 002 IBE_ hins
= 16-0.51S0 ° 16-0.51S0 O 0.5 3/8 0630 0.012 0.03 0.02 / ;
g 16-0.61SO ° 16-0.61S0 0.6 3/8 0630 0.015 0.02 0.02 w
i 16-0.71SO ° 16-0.71S0 0.7 3/8 0630 0.017 0.02 0.02 1/8P_ External

16-0.75I1S0 | o 16-0.75IS0 0.75 3/8 0630 0.018 002 0.02

16-0.81SO oo 16-0.81SO 0.8 3/8 0630 0.019 0.02 0.03

16-1.01SO oo 16-1.01SO 1.0 3/8 0630 0.024 0.02 0.03

16-1.25I1S0 |o o 16-1.251S0 1.25 3/8 0630 0.030 0.03 0.04

16-1.51S0 oo 16-1.51S0 1.5 3/8 0630 0.036 0.03 0.04

16-1.75I1S0 |o o 16-1.75IS0 1.75 3/8 0630 0.042 0.04 0.05

16-2.01SO oo 16-2.01S0 d 2.0 3/8 0630 0.048 0.04 0.05

16-2.51S0 oo 16-2.51S0 2.5 3/8 0630 0.060 0.04 0.07

16-3.01SO oo 16-3.01S0 o 3.0 3/8 0.060 0.067 0.05 0.07

22-3.51S0 oo 22-3.51S0 35 1/2 0.866 0.085 0.06 0.09

22-4.01S0 oo 22-4.01S0 d 4.0 12 0.866 0.096 0.06 0.09

22-4.51S0 oo 22-4.51S0 45 12 0.866 0.109 0.06 0.09

22-5.01S0 oo 22-5.01S0 ° 5.0 12 0.866 0.121 0.06 0.10

27-5.51S0 27-5.51S0 55 5/8 1.063 0.133 0.06 0.11

27-6.01S0 oo 27-6.01S0 6.0 5/8 1.063 0.145 0.08 0.1

2 Applicable holders D32

13 Q Threading

@ : Stock item



Thread Inserts D

ISO Metric (M chip breaker)

— - Pitch Dimensions (inch)
8 Designation 28 Designation = Configuration
= (Right) =1 (Left) 8 3 IC L hmin PDY PDX g
O X}
-V -N o
ERM 16-1.0I1SO ° 1.0 3/8 0.630 0.024 0.02 0.03
PDX
16-1.251S0 1.25 3/8 0.630 0.030 0.03 0.04 T
e nternal
= 16-1.51S0 ° 15 3/8 0.630 0.036 0.03 0.04 60°
g 16-1.75I1S0 | o 1.75 3/8 0.630 0.042 0.04 0.05 )
min
& 16-2.01S0 ] 2.0 3/8 0.630 0.049 0.04 0.05
16-25iS0 | o 25 3/8 0630 0060 004 0.05 188 e
16-3.01S0 ° 30 3/8 0.630 0.073 0.05 0.06
2 Applicable holders D32 ® : Stock item
ISO Metric (U chip breaker)
— ~ Pitch Dimensions (inch)
1 Designation S § Designation % Configuration
3 (Right) 8 8 (Left) ™ IC L hmin PDY PDX
[+ RNE] o
(- -9 o
ERM 16-1.51S0-U 15 3/8 0.630 0.036 0.03 0.04
16-2.01S0-U 20 3/8 0.630 0.049 0.04 0.05
1/4P  Internal
© = 600
[
&
5 i
1/8P External
2 Applicable holders D32 o :Stock item

Threading @ 14



D Thread Inserts

ISO Metric

. . == . . . Pitch Dimensions (inch)
§ Desngnatlon § E Designation § g Configuration
= (Right) 83 (Left) K& T ic L hmin PDY PDX

[~V -N -V -N
IR 11-0.35ISO |e IL  11-0.35ISO 0.35 1/4 0.433 0.008 0.03 0.01

11-041S0 | o 11-0.41S0 04 1/4 0433 0.009 003 0.02

11-0.45I1S0 | e 11-0.451S0 0.45 1/4 0433 0.010 003 0.2

11-051S0 |e 11-05I1S0 |e 05 1/4 0433 0.001 002 0.02

11-06I1S0 | o 11-0.61S0 06 1/4 0433 0.014 002 0.02

11-0.71S0 |eo 11-0.7IS0 07 1/4 0433 0.016 0.02 0.2

11-0.75IS0 | e 11-0.751S0 | @ 0.75 1/4 0433 0017 002 0.02

11-0.81S0 11-0.81S0 08 1/4 0433 0018 002 0.03

11-1.01SO | o 11-1.01S0 1.0 1/4 0433 0.023 002 0.03

11-1.25IS0 ° 11-1.25IS0 1.25 1/4 0433 0.028 003 0.04

11-151S0 |e|e 11-1.5IS0 o 15 1/4 0.433 0.034 003 0.04

11-1.751S0 ° 11-1.751S0 1.75 1/4 0433 0.040 0.04 0.04

11-201S0 | o 11-2.01S0 20 1/4 0433 0.045 003 0.04

11-25I1S0 |e 11-2.5IS0 25 1/4 0433 0.057 0.03 0.04 PDX

16-0.35IS0 | e 16-0.35IS0 0.35 3/8 0.630 0.008 0.03 0.01 e

16-0.41S0 | e 16-0.41S0 04 | 3/8 0630 0009 003 002 i e e
= 16-0.45IS0 | e 16-0.451S0 0.45 3/8 0630 0.010 0.03 0.02 N,
E 16-0.51S0 | e 16-0.51S0 05 3/8 0630 0.011 003 0.02 W
= 16-0.61S0 16-0.61S0 06 3/8 0630 0.014 0.02 0.02 IS 1/8P_ Extemal

16-0.71S0 16-0.7IS0 07 3/8 0630 0.016 0.02 0.02

16-0.75IS0 | 16-0.75IS0 0.75 3/8 0630 0.017 0.02 0.02

16-0.81SO | e 16-0.81S0 08 3/8 0630 0.018 0.02 0.02

16-1.01SO | o 16-1.01S0 1.0 3/8 0630 0.023 0.02 0.03

16-1.25IS0 |eo | o 16-1.25IS0 1.25 3/8 0630 0.028 0.03 0.04

16-151S0 |eo|e 16-15I1S0 | e 15 3/8 0630 0.034 003 0.04

16-1.75I1S0 |o o 16-1.751S0 1.75 3/8 0630 0.040 0.04 0.05

16-2.01SO | o 16-2.01S0 20 3/8 0.630 0.045 0.04 0.5

16-251S0 [ | o 16-2.5IS0 25 3/8 0630 0.057 0.04 0.07

16-3.01ISO |eo|e 16-3.01S0 30 3/8 0630 0.068 0.04 0.06

22-35IS0 |e e 22-3.5IS0 35 12 0.866 0.08 006 0.09

22-401S0 |o o 22-401S0 |e 40 1/2 0.866 0.091 0.06 0.09

22-45I1S0 (e o 22-4.51S0 45 1/2 0.866 0.102 0.06 0.09

22-501S0 |o e 22-5,01S0 5.0 1/2 0866 0.114 0.06 0.09

27-55IS0 | e 27-5.5IS0 55 5/8 1.063 0.125 0.6 0.09

27-6.01S0 | o 27-6.01S0 6.0 5/8 1.063 0.136 0.07 0.10

2 Applicable holders D33

15 Q Threading

o : Stock item



Thread Inserts D

ISO Metric (M chip breaker)

— - Pitch Dimensions (inch)
8 Designation 28 Designation = Configuration
S (Right) ]} B (Left) ] ™ IC L hmin PDY PDX ?
[S RN [+
[- Sy -N o.
IRM 11-1.5IS0 ° 15 1/4 0.433 0.034 0.03 0.04
16-1.0ISO ° 1.0 3/8 0.630 0.023 0.02 0.03
16-1.251S0 1.25 3/8 0.630 0.034 0.03 0.04 174 '”teég’fj'
g 16-1.51S0 ° 15 3/8 0.630 0.028 0.03 0.04
E 16-1.751S0 1.75 3/8 0.630 0.034 0.04 0.05 i
16-2.01S0 ° 2.0 3/8 0.630 0.045 0.04 0.05 1/8P External
16-2.51S0 25 3/8 0.630 0.057 0.04 0.06
16-3.01S0 ° 3.0 3/8 0.630 0.068 0.04 0.06
2 Applicable holders D33 o :Stock item
ISO Metric (U chip breaker)
— ~ Pitch Dimensions (inch)
1 Designation S § Designation % Configuration
= (Right) 33 (Left) 5] ™ IC L hmin PDY PDX
[-aN-% o.
IRM 16-1.5I1S0-U 15 3/8 0.630 0.034 0.03 0.04
16-2.01S0-U 20 3/8 0.630 0.045 0.04 0.05
1/4P  Internal
- 50
g
E nin

1/8P External

9 Applicable holders D33

e : Stock item

Threading @ 16



D Thread Inserts

American UN (UN, UNC, UNF, UNEF, UNS)

. . == . . . Pitch Dimensions (inch)
ﬂé Desngnatlon 2 Designation 2/ Configuration
= (Right) 8 8 (Lef) 88 T IC L hmin PDY PDX

[~V -N -V -N
ER 11-72UN e |EL 11-72UN 72 1/4 0433 0009 1/32 0.016

11-64UN ° 11-64UN 64 1/4 0433 0009 1/32 0.016

11-56UN ° 11-56UN 56 1/4 0433 0011 0.028 0.016

11-48UN ° 11-48UN 48 1/4 0433 0013 0.024 0.024

11-44UN ° 11-44UN 44 1/4 0433 0014 0.024 0.024

11-40UN ° 11-40UN 40 1/4 0433 0015 0.024 0.024

11-36UN ° 11-36UN 36 1/4 0433 0017 0.024 0.024

11-32UN ° 11-32UN 32 1/4 0433 0019 0.024 0.024

11-28UN ° 11-28UN 28 1/4 0433 0022 0.024 0.028

11-27UN ° 11-27UN 27 1/4 0433 0023 0.028 0.031

11-24UN ° 11-24UN 24 1/4 0433 0026 0.028 0.031

11-20UN ° 11-20UN 20 1/4 0433 0031 1/32 0035

11-18UN ° 11-18UN 18 1/4 0433 0034 1/32 0.039

11-16UN ° 11-16UN 16 1/4 0433 0.038 0.035 0.043

11-14UN ° 11-14UN 14 1/4 0433 0.044 0035 0.043

16-72UN 16-72UN 72 3/8 0.630 0.009 1/32 0.016

16-64UN 16-64UN 64 3/8 0.630 0.009 1/32 0.016 X

16-56UN 16-56UN 56 3/8 0630 0011 0028 0.016|

16-48UN 16-48UN 48 | 38 0630 0013 0024 0024 JF* Lo

16-44UN 16-44UN 44 38 0630 0014 0024 0024| | _{,
E 16-40UN 16-40UN 40 3/8  0.630 0.015 0.024 0.024 i
§ 16-36UN 16-36UN 36 3/8 0630 0.017 0.024 0024| <t | ic 1/8P_Exteral

16-32UN ° 16-32UN 32 3/8  0.630 0.008 0.024 0.024

16-28UN ° 16-28UN 28 3/8  0.630 0.022 0.024 0.028

16-27UN ° 16-27UN 27 3/8  0.630 0.023 0.028 0.031

16-24UN oo 16-24UN 24 3/8  0.630 0.026 0.028 0.031

16-20UN oo 16-20UN 20 3/8  0.630 0.031 1/32 0.035

16-18UN oo 16-18UN ° 18 3/8 0.630 0.034 1/32 0.039

16-16UN oo 16-16UN 16 3/8  0.630 0.038 0.035 0.043

16-14UN oo 16-14UN 14 3/8  0.630 0.004 0.039 0.047

16-13UN 16-13UN 13 3/8  0.630 0.047 0.039 0.051

16-12UN oo 16-12UN 12 3/8  0.630 0.051 0.043 0.055

16-11.5UN 16-11.5UN 115 | 3/8 0.630 0.053 0.043 0.059

16-11UN ° 16-11UN 11 3/8 0.630 0.056 0.043 0.059

16-10UN ° 16-10UN 10 3/8  0.630 0.061 0.043 0.059

16-9UN ° 16-9UN 9 3/8 0.630 0.068 0.047 0.067

16-8UN oo 16-8UN 8 3/8  0.630 0.077 0.047 0.063

22-7UN 22-7UN 7 1/2  0.866 0.087 0.063 0.091

22-6UN 22-6UN 6 1/2 0866 0.102 0.063 0.091

22-5UN ° 22-5UN 5 1/2 0866 0.123 0.067 0.098

27-4.5UN 27-4.5UN 45 5/8 1.063 0.136 0.075 0.106

27-4UN 27-4UN 4 5/8 1.063 0.153 0.083 0.118

2 Applicable holders D33

17 Q Threading

@ : Stock item



Thread Inserts D

American UN (UN, UNC, UNF, UNEF, UNS)

=l . . = Pitch Dimensions (inch)
§ Designation § E Designation § g Configuration
= (Right) § § (Left) § § TPI IC L hmin PDY PDX
IR 11-72UN IL  11-72UN 72 1/4 0.433 0.008 1/32 0.012

11-64UN 11-64UN 64 1/4 0433 0.009 1/32 0.016

11-56UN 11-56UN 56 1/4 0433 0.010 0.028 0.016

11-48UN 11-48UN 48 1/4 0433 0.012 0.024 0.024

11-44UN 11-44UN 44 1/4 0433 0.013 0.024 0.024

11-40UN 11-40UN 40 1/4 0.433 0.015 0.024 0.024

11-36UN 11-36UN 36 1/4  0.433 0.016 0.024 0.024

11-32UN 11-32UN 32 1/4 0433 0.018 0.024 0.024

11-28UN 11-28UN 28 1/4 0433 0.020 0.024 0.028

11-27UN 11-27UN 27 1/4 0433 0.021 0.028 0.031

11-24UN 11-24UN 24 1/4 0433 0.024 0.028 0.031

11-20UN ° 11-20UN 20 1/4  0.433 0029 1/32 0.035

11-18UN ° 11-18UN 18 1/4 0.433 0.032 1/32 0.039

11-16UN ° 11-16UN 16 1/4  0.433 0.036 0.035 0.043

11-14UN ° 11-14UN 14 1/4 0433 0.041 0.035 0.043

11-12UN ° 11-12UN 12 1/4 0433 0.048 1/32 0.043

11-11UN ° 11-11UN ° 1 1/4 0433 0052 1/32 0.043 PDX

16-72UN 16-72UN 72 3/8 0.630 0.008 1/32 0.012 TF’DY

16-64UN 16-64UN 64 | 3/8 0630 0009 1/32 0016 i AR e

16-56UN 16-56UN 56 3/8 0.630 0.010 0.028 0.016 N1,

16-48UN 16-48UN 48 3/8 0630 0.012 0.024 0.024 C (i
g 16-44UN 16-44UN 44 3/8 0.630 0.013 0.024 0.024 k 1/8P External
E 16-40UN 16-40UN 40 3/8 0.630 0.015 0.024 0.024

16-36UN 16-36UN 36 3/8 0.630 0.016 0.024 0.024

16-32UN 16-32UN 32 3/8  0.630 0.020 0.024 0.024

16-28UN ° 16-28UN 28 3/8 0.630 0.020 0.024 0.028

16-27UN 16-27UN 27 3/8  0.630 0.021 0.028 0.031

16-24UN 16-24UN 24 3/8 0.630 0.024 0.028 0.031

16-20UN ° 16-20UN 20 3/8 0630 0.029 1/32 0.035

16-18UN ° 16-18UN 18 3/8 0.630 0.032 1/32 0.039

16-16UN ° 16-16UN 16 3/8 0.630 0.036 0.035 0.043

16-14UN ° 16-14UN 14 3/8 0.630 0.041 0.035 0.047

16-13UN 16-13UN 13 3/8 0.630 0.044 0.039 0.051

16-12UN oo 16-12UN 12 3/8 0.630 0.048 0.043 0.055

16-11.5UN |e 16-11.5UN 1.5 3/8 0.630 0.050 0.043 0.059

16-11UN oo 16-11UN 1 3/8 0.630 0.052 0.043 0.059

16-10UN ° 16-10UN ° 10 3/8 0.630 0.058 0.043 0.059

16-9UN 16-9UN 9 3/8 0.630 0.064 0.047 0.067

16-8UN ° 16-8UN ° 8 3/8 0.630 0.072 0.043 0.059

22-7UN 22-7UN 7 1/2  0.866 0.082 0.063 0.091

22-6UN 22-6UN 6 1/2  0.866 0.096 0.063 0.091

22-5UN 22-5UN 5 12 0.866 0.115 0.063 0.091

27-4.5UN 27-4.5UN 45 5/8 1.063 0.128 0.067 0.094

27-4UN 27-4UN 4 5/8 1.063 0.144 0.071 0.106

2 Applicable holders D33

o : Stock item

Threading @ 18



D Thread Inserts

Whitworth (BSW, BSF, BSP, BSB)

. . e . . =l Pitch Dimensions (inch)
§ Desngnatlon § E Designation § g Configuration
= (Right) ] 8 (Left) ®& T IC L hmin PDY PDX

[-" -9 [-Say-N
ER 11-72W e |EL 11-72W 72 1/4 0433 0.009 0.028 0.016

11-60W o 11-60W 60 1/4 0433 0011 0.028 0.016

11-56W o 11-56W 56 1/4 0433 0011 0.028 0.016

11-48W o 11-48W 48 1/4 0433 0013 0.024 0.024

11-40W B 11-40W 40 1/4 0433 0016 0.024 0.024

11-36W o 11-36W 36 1/4 0433 0018 0.024 0.024

11-32W o 11-32W 32 1/4 0433 0020 0.024 0.024

11-28W o 11-28W 28 1/4 0433 0023 0.024 0.028

11-26W o 11-26W 26 1/4 0433 0025 0.028 0.031

11-24W o 11-24W 24 1/4 0433 0.027 0.028 0.031

11-22W o 11-22W 22 1/4 0433 0029 1/32 0.035

11-20W o 11-20W 20 1/4 0433 0032 1/32 0.035

11-19W o 11-19W 19 1/4 0433 0034 1/32 0.039

11-18W B 11-18W 18 1/4 0433 0035 1/32 0.039

11-16W . 11-16W 16 1/4 0433 0.040 0.035 0.043

11-14W o 11-14W o 14 1/4 0433 0046 0.039 0.047

16-72W o 16-72W 72 3/8 0630 0.009 0.028 0.016

16-60W o 16-60W 60 3/8 0630 0.011 0.028 0.016

16-56W . 16-56W 56 | 38 0630 0011 0028 0016] . =i~

16-48W o 16-48W 48 3/8 0630 0.013 0024 0.024 } ERETERT
5 16-40W o 16-40W 40 3/8 0630 0.016 0.024 0.024 : w
g 16-36W o 16-36W 36 3/8 0630 0018 0024 0.024| .| x
d 16-32W o 16-32W 32 3/8 0630 0.020 0.024 0.024 LW

16-30W . 16-30W 30 | 38 0630 0022 0024 0028 © —

16-28W oo 16-28W 28 3/8 0630 0.023 0.024 0.028

16-26W 16-26W 26 3/8 0630 0.025 0.028 0.031

16-24W o 16-24W 24 3/8 0630 0.027 0.028 0.031

16-22W o 16-22W 22 3/8 0630 0.029 1/32 0.035

16-20W o 16-20W 20 3/8 0630 0.032 1/32 0.035

16-19W oo 16-19W 19 3/8 0630 0.034 1/32 0.039

16-18W o 16-18W 18 3/8 0630 0.035 1/32 0.039

16-16W o 16-16W 16 3/8 0630 0.040 0.035 0.043

16-14W oo 16-14W 14 3/8 0.630 0.046 0.039 0.047

16-12W . 16-12W 12 3/8 0630 0.054 0.043 0.055

16-11W oo 16-11W 11 3/8 0630 0.058 0.043 0.059

16-10W o 16-10W 10 3/8 0630 0.064 0.043 0.059

16-9W o 16-9W 9 3/8 0630 0.071 0.047 0.067

16-8W o 16-8W 8 3/8 0630 0.080 0.047 0.059

22-7TW o 22-7TW 7 120866 0.131 0.063 0.091

22-6W o 22-6W o 6 12 0866 0.107 0.063 0.091

22-5W o 22-5W 5 120866 0.128 0.067 0.094

27-45W o 27-4.5W 45 | 58 1.063 0.142 0071 0.102

27-4W 27-4W 4 5/8 1.063 0.160 0.079 0.114

2 Applicable holders D32

19 Q Threading

® : Stock item



Thread Inserts D

Whitworth (M chip breaker)

— - Pitch Dimensions (inch)
) Designation 28 Designation S Configuration
= (Right) & @ (Left) & TPI IC L hmin PDY PDX ?
[S RN [+
-V -N o
ERM 16-11W ° 14 3/8 0.630 0.046 0.039 0.047
16-14W ° 11 3/8 0.630 0.058 0.043 0.059 SOE e
= 16-19W | e 19 3/8 0630 0034 1/32 0.039 W
£ T
2 min
= A AN
R0.137P
External
9 Applicable holders D32 o :Stock item
Whitworth (U chip breaker)
— ~ Pitch Dimensions (inch)
= Designation S § Designation % Configuration
= (Right) 33 (Left) 8 I IC L hmin PDY PDX
(- -9 o
ERM 16-14W-U 14 3/8 0.630 0.046 0.039 0.047
16-11W-U 1 3/8 0.630 0.058 0.043 0.059 TS it
55§
..g hmin
£ N RO0.137P
External
o : Stock item

2 Applicable holders D32

Threading @ 20



D Thread Inserts

Whitworth (BSW, BSF, BSP, BSB)

. . e . . =l Pitch Dimensions (inch)
§ Desngnatlon § E Designation § g Configuration
= (Right) ] 8 (Left) ®& T IC L hmin PDY PDX

[~V -N -V -N
IR 11-72W ° IL  11-72W 72 1/4 0.433 0.009 0.028 0.016

11-60W ° 11-60W 60 1/4 0.433 0.011 0.028 0.016

11-56W ° 11-56W 56 1/4 0.433 0.011 0.028 0.016

11-48W ° 11-48W 43 1/4 0.433 0.013 0.024 0.024

11-40W ° 11-40W 40 1/4 0.433 0.016 0.024 0.024

11-36W ° 11-36W 36 1/4 0.433 0.018 0.024 0.024

11-32W ° 11-32W 32 1/4 0.433 0.020 0.024 0.024

11-28W ° 11-28W 28 1/4 0.433 0.023 0.024 0.028

11-26W ° 11-26W 26 1/4 0.433 0.025 0.028 0.031

11-24W ° 11-24W 24 1/4 0.433 0.027 0.028 0.031

11-22W ° 11-22W 22 1/4 0.433 0.029 1/32 0.035

11-20W 11-20W 20 1/4 0.433 0.032 1/32 0.035

11-19W oo 11-19W ° 19 1/4 0.433 0.034 1/32 0.039

11-18W ° 11-18W ° 18 1/4 0.433 0.035 1/32 0.039

11-16W ° 11-16W ° 16 1/4  0.433 0.040 0.035 0.043

11-14W ° 11-14W ° 14 1/4 0.433 0.046 0.035 0.043

11-12W ° 11-12wW ° 12 1/4 0.433 0.052 0.035 0.047

16-72W ° 16-72W 72 3/8 0.63 0.009 0.028 0.016

16-60W ° 16-60W 60 3/8 0.63 0.011 0.028 0.016

16-56W ° 16-56W 56 3/8 0.63 0.011 0.028 0.016 s POY
_ 16-48W ° 16-48W 48 3/8 0.63 0.013 0.024 0.024 ﬁr W
g 16-40W ° 16-40W 40 3/8 0.63 0.016 0.024 0.024 S
E 16-36W ° 16-36W 36 3/8 0.63 0.018 0.024 0.024 " n%]

16-32W ° 16-32W 32 3/8 0.63 0.020 0.024 0.024 S ] RONSTRE

16-30W ° 16-30W 30 3/8 0.63 0.022 0.024 0.028

16-28W ° 16-28W 28 3/8 0.63 0.023 0.024 0.028

16-26W ° 16-26W 26 3/8 0.63 0.025 0.028 0.031

16-24W ° 16-24W 24 3/8 0.63 0.027 0.028 0.031

16-22W ° 16-22W 22 3/8 063 0.029 1/32 0.035

16-20W ° 16-20W 20 3/8 0.63 0.032 1/32 0.035

16-19W ° 16-19W 19 3/8 0.63 0.034 1/32 0.039

16-18W ° 16-18W 18 3/8 0.63 0.035 1/32 0.039

16-16W ° 16-16W 16 3/8 0.63 0.040 0.035 0.043

16-14W () 16-14W 14 3/8 0.63 0.046 0.039 0.047

16-12W ° 16-12W 12 3/8 0.63 0.054 0.043 0.055

16-11W oo 16-11W 11 3/8 0.63 0.058 0.043 0.059

16-10W ° 16-10W 10 3/8 0.63 0.064 0.043 0.059

16-9W ° 16-9W 9 3/8 0.63 0.071 0.047 0.067

16-8W ° 16-8W 8 3/8 0.63 0.080 0.047 0.056

22-7W 22-7W 7 1/2 0.866 0.131 0.063 0.097

22-6W ° 22-6W 6 1/20.866 0.107 0.063 0.097

22-5W ° 22-5W 5 1/2  0.866 0.128 0.067 0.094

27-4.5W ° 27-4.5W 45 5/8 1.063 0.142 0.071 0.102

27-4W ° 27-4W 4 5/8 1.063 0.160 0.079 0.114

2 Applicable holders D33

21 Q Threading

o : Stock item



Thread Inserts D

Whitworth (M chip breaker)

— - Pitch Dimensions (inch)
8 Designation 28 Designation = Configuration
= (Right) =1 (Left) & TPI IC L hmin PDY PDX g
O X}
-V -N o
IRM  16-14W 14 3/8 0.630 0.046 0.039 0.047
16-11W ° 11 3/8 0.630 0.058 0.043 0.059
W
- o
©
£
| \Ro.137P
External
2 Applicable holders D33 o :Stock item
Whitworth (U chip breaker)
— ~ Pitch Dimensions (inch)
1 Designation S § Designation % Configuration
= (Right) 33 (Left) g TP IC L hmin PDY PDX
[-aN-% o.
IRM 16-14W-U 14 3/8 0.630 0.046 0.039 0.047
16-11W-U 11 3/8 0.630 0.058 0.043 0.059
R0.137P  Internal
_ 55°
g T
..E fmin
E | \R0.137P
External
9 Applicable holders D33 @ :Stock item

Threading @ 22



D Thread Inserts

British Standard Pipe Thread (BSPT)

. . e . . =l Pitch Dimensions (inch)
ﬂé Desngnatlon § E Designation § g - Configuration
= (Right) § § (Left) § § TPI Ic L hmin PDY PDX
ER 11-28BSPT EL 11-28BSPT 28 1/4 043 0023 002 002
11-19BSPT 11-19BSPT 19 1/4 043 0034 004 0.04
11-14BSPT 11-14BSPT 14 1/4 043 0.046 0.04 0.04
_ 16-28BSPT 16-28BSPT 28 | 3/8 063 0023 002 002 fotee  nerna
g 16-19BSPT |eo | o 16-19BSPT 19 3/8 063 0034 004 004
= 16-14BSPT ° 16-14BSPT 14 3/8 0.63 0046 0.05 0.05
16-11BSPT |eo | o 16-11BSPT 1 3/8 0.63 0.056 0.06 0.06
IR  11-28BSPT IL  11-28BSPT 28 1/4 043 0.023 002 0.02
11-19BSPT ° 11-19BSPT 19 1/4 043 0.034 003 0.04 PDX
11-14BSPT | @ 11-14BSPT 14| 14 043 0046 004 004 £ —
= 16-28BSPT 16-28BSPT 28 3/8 0.63 0023 002 002 ﬂ 275|275
g 16-19BSPT |o o 16-19BSPT 19 3/8 063 0.034 0.03 004 [D) B N
= 16-14BSPT | | e 16-14BSPT 14 3/8 0.63 0.046 0.04 0.05 1 N T S an
16-11BSPT |o | o 16-11BSPT 11 3/8 0.63 0.058 0.04 0.06 1c External
2 Applicable holders D32, D33 ® : Stock item

National Pipe Thread (NPT)

. . . . . . Pitch Dimensions (inch)
§ Demgnatlon g E Desmnfatztlon § E . Configuration
= (Right) 83 (Left) 83 TPI ic L hmin PDY PDX
ER 11-27NPT ° EL 11-27NPT 27 1/4 043 0.026 0.03 0.03

11-18NPT ° 11-18NPT 18 1/4 043 0.040 0.03 0.04
11-14NPT ° 11-14NPT 14 1/4 043 0.052 0.03 0.04

_ 16-27NPT ° 16-27NPT 27 3/8 0.63 0.026 0.03 0.03 30°| 30° Intsrmal

E 16-18NPT ° 16-18NPT 18 3/8 0.63 0.040 0.03 0.04 iy

ﬁ 16-14NPT ° 16-14NPT 14 3/8 0.63 0.052 0.04 0.05
16-11.5NPT |e 16-11.5NPT 115 38 063 0065 004 006| | o7 7 |[eoN\rer Extornal
16-8NPT ° 16-8NPT 8 3/8 0.63 0.095 0.05 0.07

IR 11-27NPT ° IL  11-27NPT 27 1/4 043 0.026 0.03 0.03

11-18NPT ° 11-18NPT 18 1/4 043 0.040 0.03 0.04
11-14NPT oo 11-14NPT ° 14 1/4 043 0.052 0.03 0.04
16-27NPT o 16-27NPT 27 3/8 0.63 0.026 0.03 0.03 30°| 30° [it=me]

E 16-18NPT 16-18NPT 18 3/8 0.63 0.040 0.03 0.04 \HHm

E 16-14NPT o 16-14NPT 14 38 063 0052 004 005 | AN | | \/___\
16-11.5NPT |e 16-11.5NPT |e 115 3/8 0.63 0.065 0.04 0.06 " Edemal
16-8NPT ° 16-8NPT ° 8 3/8 0.63 0.095 0.05 0.06

%) Applicable holders D32, D33 o : Stock item

23 Q Threading



Thread Inserts D

National Pipe Threads-Dryseal (NPTF)

. . =l . . = Pitch Dimensions (inch)
E Desgnatlon § E Designation § g - Configuration
= (Right) § § (Left) § § TPI IC L hmin PDY PDX
ER 11-27NPTF EL 11-27NPTF 27 1/4 043 0025 0.03 0.03
11-18NPTF 11-18NPTF 18 1/4 043 0.039 003 0.04
11-14NPTF 11-14NPTF 14 1/4 043 0.053 003 0.04
_ 16-27NPTF 16-27NPTF 27 3/8 063 0025 0.03 0.03 30" 30" IMternal
§ 16-18NPTF | @ 16-18NPTF 18 3/8 063 0.039 003 004 hrmin
= 16-14NPTF 16-14NPTF 14 3/8 063 0053 0.04 005
16-11.5NPTF 16-11.5NPTF 15 | 38 063 0064 004 006 | |, O || N\ia T o
16-8NPTF 16-8NPTF | o 8 3/8 063 0094 005 007
IR  11-27NPTF IL  11-27NPTF 27 1/4 043 0.025 003 003
11-18NPTF 11-18NPTF 18 1/4 043 0039 003 004
11-14NPTF 11-14NPTF 14 1/4 043 0053 003 0.04
16-27NPTF 16-27NPTF 27 3/8 063 0025 0.03 003 30° 307 ——ernal
E 16-18NPTF 16-18NPTF 18 3/8 063 0039 003 004
E 16-14NPTF 16-14NPTF 14 3/8 063 0053 004 005, /N7 | || \/ __\
16-11.5NPTF 16-11.5NPTF 115 3/8 063 0064 0.04 0.6 s
16-8NPTF 16-8NPTF 8 3/8 063 0094 005 0.07
2 Applicable holders D32, D33 o : Stock item
Round DIN405 (RD)
E Designation § ',§ Designation § ',=:> Pitch pimensions (nch) Configuration
H [—BN-] [—BN-] n
= (Right) 83 (Left) 88 Pl Ic L hmin PDY PDX
ER 16-10RD EL 16-10RD 10 3/8 063 0050 0.04 0.05
16-8RD 16-8RD 8 3/8 063 0063 0.06 0.05
16-6RD 16-6RD 6 3/8 063 0.083 0.06 0.07
= 22-6RD 22-6RD 6 12 087 0083 006 0.07 il ‘”;S[”a‘
£ 22-4RD ° 22-4RD 4 1/2 087 0125 0.09 0.09 TR\amin
= 27-4RD 27-4RD 4 58 1.06 0.125 0.09 0.09 i
R0.22104P/ External
IR 16-10RD IL  16-10RD 10 3/8 063 0050 0.04 0.05
16-8RD 16-8RD 8 3/8 063 0063 0.06 0.05 POX
16-6RD ° 16-6RD 6 3/8 063 0083 0.06 0.07 [Pov
_ 22-6RD 22-6RD 6 | 12 087 0083 006 007 & =
g 22-4RD ° 22-4RD 4 12 0.87 0125 0.09 0.09 i TP\\hmin
£ 27-4RD 27-4RD 4 | 58 106 0125 009 009 1 | I

R0.22104P/  External

9 Applicable holders D32, D33

o : Stock item

Threading @ 24



D Thread Inserts

Trapez DIN 103 (TR)

. . e . . =l Pitch Dimensions (inch)

ﬂé Desngnatlon § E Designation § g - Configuration

= (Right) § § (Left) § § TP ic L hmin PDY PDX
ER 11-15TR ° EL 11-15TR ° 1.5 1/4 043 0.035 0.03 0.04
16-1.5TR 16-1.5TR 1.5 3/8 0.63 0.035 0.04 0.04

16-2.0TR ° 16-2.0TR ° 2.0 3/8 0.63 0.049 0.04 0.05

_ 16-3.0TR o0 16-3.0TR ° 3.0 3/8 0.63 0.069 0.05 0.06 30"  Intenal

% 22-4.0TR o0 22-4.0TR ° 4.0 12 0.87 0.089 0.07 0.07 hmin

E 22-5.0TR o 0 22-5.0TR ° 5.0 12 087 0.108 0.08 0.10
27-6.0TR o0 27-6.0TR ° 6.0 58 1.06 0.138 0.09 0.11 ’-\—/—\—{;n\;

IR 11-15TR IL 11-1.5TR ° 1.5 1/4 043 0.035 0.03 0.04
16-1.5TR ° 16-1.5TR ° 1.5 3/8 0.63 0.035 0.04 0.04 PDX
16-2.0TR ° 16-2.0TR ] 2.0 3/8 0.63 0.049 0.04 0.05 *7*r PDY

a 16-25TR | e 16-25TR e 25 | 38 063 0060 0.05 0.06 A go el

E 16-3.0TR ° 16-3.0TR ° 3.0 3/8 0.63 0.069 0.05 0.06 , hmin

£ 22-4.0TR o 22-4.0TR o 40 1/2 087 0089 007 0.07 N/
22-5.0TR ° 22-5.0TR 5.0 12 087 0.108 0.08 0.10 S External
27-60TR | e 27-60TR | o 60 | 58 1.06 0138 009 0.11

2) Applicable holders D32, D33 ® : Stock item
American ACME (ACME)
2 Designation § ',§ Designation :9_, :§ Peh pimensions (fneh) . .
2 (Right) 8 3 (Left) §& ™ Ic L hmn PDY PDX L
28 £ e
ER 11-16ACME EL 11-16ACME 16 1/4 043 0.036 0.04 0.04
16-16ACME 16-16ACME 16 3/8 0.63 0.036 0.04 0.04
16-14ACME 16-14ACME 14 3/8 0.63 0.041 0.04 0.05
16-12ACME 16-12ACME 12 3/8 0.63 0.047 0.04 0.05

_ 16-10ACME 16-10ACME 10 3/8 0.63 0.060 0.05 0.06 g Intemal

g 16-8ACME 16-8ACME 8 3/8 063 0072 006 0.06 &

% 16-6ACME 16-6ACME 6 3/8 0.63 0.093 0.07 0.07 ’-\_/—\_/—\
22-6ACME 22-6ACME | o 6 12087 0093 007 0.08 o
22-5ACME 22-5ACME 5 12 087 0.110 0.08 0.09
27-4ACME 27-4ACME 4 58 1.06 0.135 0.09 0.11

IR 11-16ACME IL 11-16ACME 16 1/4 043 0.036 0.04 0.04
16-16ACME 16-16ACME 16 3/8 0.63 0.036 0.04 0.04 PDX
16-14ACME 16-14ACME 14 3/8 063 0041 004 005 T
16-12ACME 16-12ACME 12 3/8 0.63 0.047 0.05 0.05 YJ{ gep el

E 16-10ACME 16-10ACME 10 3/8 0.63 0.060 0.05 0.05 T 'R . hmin

£ 16-8ACME | @ 16-8ACME 8 38 063 0072 0.06 0.06 -/
16-6ACME 16-6ACME 6 3/8 0.63 0.093 0.07 0.07 ‘N ’-\—/—\—{;};
22-6ACME ° 22-6ACME 6 12 0.87 0.093 0.07 0.08
22-5ACME ° 22-5ACME 5 12 087 0.110 0.08 0.09
27-4ACME ° 27-4ACME 4 58 1.06 0135 0.09 0.10

%) Applicable holders D32, D33 o : Stock item

25 Q Threading



Thread Inserts D

Stub ACME (STACME)

. . =l . . = Pitch Dimensions (inch)
§ Desgnatlon § E Designation § g - Configuration
= (Right) § § (Left) § § TPI Ic L hmin PDY PDX
ER 11-16STACME EL 11-16STACME 16 14 043 0024 004 0.04
16-16STACME 16-16STACME 16 3/8 063 0024 004 0.04
16-14STACME 16-14STACME 14 3/8 063 0026 004 0.04
16-12STACME 16-12STACME 12 3/8 063 0030 005 0.05
16-10STACME 16-10STACME 10 3/8 063 0.040 0.05 0.05
= 16-8STACME 16-8STACME 8 3/8 063 0.048 006 0.06 ﬁ—'\tjj
_?_, 16-6STACME 16-6STACME 6 3/8 063 0.060 0.07 0.07 fmin
b 22-6STACME 22-6STACME 6 1/2 078 0.060 0.07 0.07
22-5STACME 22-5STACME 5 1/2 078 0070 008 0.8 Extemal
27-4STACME 27-4STACME 4 5/8 1.06 0.085 0.9 0.09
27-3STACME 27-3STACME 3 58 1.06 0.110 0.11 0.11
IR 11-16STACME IL  11-16STACME 16 1/4 063 0024 004 004
16-16STACME 16-16STACME 16 3/8 063 0.024 004 0.04
16-14STACME 16-14STACME 14 3/8 063 0026 004 0.04 POX
16-12STACME 16-12STACME 12 | 38 063 0030 004 0.05 £
<|  16-10STACME 16-10STACME 10 | %8 063 0040 005 005 A N
g,‘;, 16-8STACME 16-8STACME 8 3/8 063 0.048 0.06 0.06 o i
= 16-6STACME 16-6STACME 6 3/8 087 0.060 0.07 0.07 \ 7
22-6STACME 22-6STACME 6 /2 0.87 0.060 0.07 0.07 © Exeme]
22-5STACME 22-5STACME 5 1/2 087 0070 0.08 0.09
27-4STACME 27-4STACME 4 5/8 1.06 0.085 0.9 0.09
27-3STACME 27-3STACME 3 58 1.06 0110 011 0.11
2 Applicable holders D32, D33 ® : Stock item

Threading @ 26



D Thread Inserts

UNJ (Unified Constant Thread)

. . e . . =l Pitch Dimensions (inch)
§ Desngnatlon § E Designation § g - Configuration
= (Right) § § (Left) § § TPI ic L hmin PDY PDX
ER 11-48UNJ EL 11-48UNJ 48 1/4 043 0012 002 002
11-44UNJ 11-44UNJ 44 1/4 043 0013 002 0.02
11-40UNJ 11-40UNJ 40 1/4 043 0015 002 0.02
11-36UNJ 11-36UNJ 36 1/4 043 0016 002 0.2
11-32UNJ 11-32UNJ 32 1/4 043 0018 002 0.03
11-28UNJ 11-28UNJ 28 1/4 043 0.020 003 0.03
11-24UNJ | e 11-24UNJ 24 1/4 043 0024 003 0.03
11-20UNJ 11-20UNJ 20 1/4 043 0029 003 0.04
11-18UNJ 11-18UNJ 18 1/4 043 0032 003 0.04
11-16UNJ 11-16UNJ 16 1/4 043 0036 004 0.04
11-14UNJ 11-14UNJ 14 1/4 043 0.041 004 005
16-48UNJ 16-48UNJ 48 3/8 063 0012 002 0.02
16-44UNJ 16-44UNJ 44 3/8 063 0013 0.02 0.02 PDX
16-40UNJ 16-40UNJ 40 38 063 0015 002 002 | 77|
16-36UNJ 16-36UNJ 36 | 38 063 0016 002 002 - By15p e
= 16-32UNJ | e 16-32UNJ 32 38 063 0018 002 003 | | (/7 3
E 16-28UNJ | e 16-28UNJ 28 3/8 063 0.020 003 0.03 =/
i 16-24UNJ | e 16-24UNJ 24 3/8 063 0024 003 0.03 ,%' A, External
16-20UNJ | e 16-20UNJ 20 3/8 063 0029 003 0.04
16-18UNJ 16-18UNJ 18 3/8 063 0032 003 0.04
16-16UNJ | e 16-16UNJ 16 3/8 063 0036 004 004
16-14UNJ 16-14UNJ 14 3/8 063 0.041 004 0.05
16-13UNJ 16-13UNJ 13 3/8 063 0.044 0.04 0.05
16-12UNJ | e 16-12UNJ 12 3/8 063 0.048 0.04 0.05
16-11UNJ 16-11UNJ 11 3/8 063 0052 005 0.06
16-10UNJ 16-10UNJ | e 10 3/8 063 0.058 0.05 0.06
16-9UNJ 16-9UNJ 9 3/8 063 0064 005 0.07
16-8UNJ 16-8UNJ 8 3/8 063 0072 005 0.06
22-7UNJ 22-7UNJ 7 12 0.87 0.082 007 0.9
22-6UNJ 22-6UNJ 6 12 0.87 0.9 007 0.09
22-5UNJ 22-5UNJ 5 12 0.87 0.115 007 0.10
27-4.5UNJ 27-4.5UNJ 45 5/8 1.06 0.128 0.08 0.11
27-4UNJ 27-4UNJ 4 5/8 1.06 0.144 0.09 0.12
2 Applicable holders D32 ® : Stock item

27 Q Threading



Thread Inserts D

UNJ (Unified Constant Thread)

. . =l . . = Pitch Dimensions (inch)
§ Desgnatlon § E Designation § g Configuration
= (Right) ] 8 (Left f & TP IC L hmin PDY PDX

[- Sy -N [-"ay-9
IR  11-48UNJ IL  11-48UNJ 48 1/4 043 0012 002 0.02

11-44UNJ 11-44UNJ 44 1/4 043 0013 0.02 0.02

11-40UNJ 11-40UNJ 40 1/4 043 0015 002 0.02

11-36UNJ 11-36UNJ 36 1/4 043 0016 0.02 0.02

11-32UNJ 11-32UNJ 32 1/4 043 0018 002 0.03

11-28UNJ 11-28UNJ 28 1/4 043 0020 0.03 0.03

11-24UNJ 11-24UNJ 24 1/4 043 0.024 003 003

11-20UNJ 11-20UNJ 20 1/4 043 0029 003 004

11-18UNJ 11-18UNJ 18 1/4 043 0032 003 004

11-16UNJ 11-16UNJ 16 1/4 043 0.036 004 0.04

11-14UNJ 11-14UNJ 14 1/4 043 0041 004 0.05

16-48UNJ 16-48UNJ 48 3/8 063 0012 002 0.02

16-44UNJ 16-44UNJ 44 3/8 063 0013 0.02 0.02 Pox

16-40UNJ 16-40UNJ 40 3/8 063 0015 002 002 [Por

16-36UNJ 16-36UNJ 36 3/8 063 0016 0.02 0.2 AN siee e
E 16-32UNJ 16-32UNJ 32 3/8 063 0018 0.02 0.03 NN
B 16-28UNJ 16-28UNJ 28 3/8 063 002 0.03 0.03 N\ Ei >/ \
= 16-24UNJ 16-24UNJ 24| 38 063 0024 003 003 oo e Extorml

16-20UNJ 16-20UNJ 20 3/8 063 0029 003 004

16-18UNJ 16-18UNJ 18 3/8 063 0032 003 004

16-16UNJ 16-16UNJ 16 3/8 063 0036 004 004

16-14UNJ 16-14UNJ 14 3/8 063 0041 0.04 005

16-13UNJ 16-13UNJ 13 3/8 063 0044 0.04 0.05

16-12UNJ 16-12UNJ | e 12 3/8 063 0048 0.04 005

16-11UNJ 16-11UNJ 1 3/8 063 0052 0.05 0.06

16-10UNJ 16-10UNJ 10 3/8 063 0058 0.05 0.06

16-9UNJ 16-9UNJ 9 3/8 063 0064 0.05 0.07

16-8UNJ 16-8UNJ 8 3/8 063 0072 005 0.06

22-7UNJ 22-7UNJ 7 1/2  0.87 0.082 0.07 0.09

22-6UNJ 22-6UNJ 6 12 087 0.096 0.07 0.09

22-5UNJ 22-5UNJ 5 1/2 087 0115 007 0.10

27-4.5UNJ 27-4.5UNJ 4.5 58 1.06 0128 008 0.11

27-4UNJ 27-4UNJ 4 5/8 1.06 0.144 0.09 0.12

2 Applicable holders D33

® : Stock item

Threading @ 28



D Thread Inserts

American Buttress (ABUT)

. . e . . =l Pitch Dimensions (inch)
ﬂé Desngnatlon § E Designation § g Configuration
= (Right) ] 8 (Left) ®& T IC L hmin PDY PDX
[~V -N -V -N
ER 11-20ABUT EL 11-20ABUT 20 1/4 043 0033 004 0.06
11-16ABUT 11-16ABUT 16 1/4 043 0041 005 0.07
16-20ABUT | e 16-20ABUT 20 3/8 063 0033 004 0.06
_ 16-16ABUT 16-16ABUT 16 3/8 063 0041 005 0.07 OTeI, e
g 16-12ABUT 16-12ABUT 12 3/8 063 0055 0.06 0.08 /\ fmn
ﬁ 16-10ABUT 16-10ABUT 10 3/8 063 0066 0.06 0.09
22-8ABUT 22-8ABUT 8 12 087 0083 008 0.13 0.16316P o
22-6ABUT 22-6ABUT 6 12 087 0110 009 0.14
IR 11-20ABUT |e| |IL  11-20ABUT 20 1/4 043 0033 004 0.06 o
11-16ABUT 11-16ABUT 16 1/4 043 0041 005 0.07 ~Pov
16-20ABUT | o 16-20ABUT 20 | 3/8 063 0033 004 0.06 PR e
E 16-16ABUT 16-16ABUT 16 3/8 063 0041 005 007 - fmin
E 16-12ABUT | e 16-12ABUT 12 3/8 063 0055 006 0.08 N7/
16-10ABUT | o 16-10ABUT 10 | 3/8 063 0066 006 0.09 ‘k\ e | |7
22-8ABUT 22-8ABUT 8 12 087 0083 008 0.13
22-6ABUT 22-6ABUT 6 12 087 0110 009 0.14
2 Applicable holders D32, D33 o :Stock item
British Buttress (BBUT)
§ Designation g ',§ Designation § ,'§ Pieh pimensions (inch) Configuration
= (Right) 88 (Left) 8@ TM  IcC L hmin PDY PDX
[-" -9 [- "y -N
ER 16-16BBUT |e| |EL 16-16BBUT 16 3/8 063 0032 004 006
16-12BBUT 16-12BBUT 12 3/8 063 0042 006 008 | pop pox
_ 16-10BBUT 16-10BBUT 10 3/8 0.63 0.050 0.6 0.09 = e
g 16-8BBUT | e 16-8BBUT 8 3/8 063 0063 006 0.10 = min
£ 22-8BBUT 22-8BBUT 8 | 12 o087 0083 006 010| | N \ i \ /
IC e External
IR 16-16BBUT |e| |IL  16-16BBUT 16 3/8 063 0032 004 0.06
16-12BBUT 16-12BBUT 12 3/8 063 0042 006 0.08 POX oy
_ 16-10BBUT 16-10BBUT 10 3/8 063 0050 006 0.09 Poat QTP oo
g 16-8BBUT 16-8BBUT 8 3/8 063 0063 006 0.10 5 fin
£ 22-8BBUT 22-8BBUT 8 1/2 087 0063 006 0.10 N/ \ i \ /
IC L External
%) Applicable holders D32, D33 o : Stock item
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Thread Inserts D

Metric Buttress (SAGE)

. . =l . . = Pitch Dimensions (inch)
=3 Designation =S Designation S e - .
= (Right) § § (Left) § § TP Ic L hmin PDY PDX R
[- - % oo
ER 16-2.0SAGE EL 16-2.0SAGE 20 | 3/8 063 0069 006 0.08
22-2.0SAGE 22-2.0SAGE 20 | 12 087 0069 006 008 | 'Ot ——
= 22-3.0SAGE | ® 22-3.0SAGE 30 | 12 087 0102 007 0.10 f/ : o
g 27-4.0SAGE | ® 27-4.0SAGE 40 | 58 1.06 0140 008 013 | | — ) il
(78]
c 0.26384P External
IR 16-2.0SAGE |e |IL  16-2.0SAGE 20 | 3/8 063 005 006 0.09
22-3.0SAGE 22-3.0SAGE 30 | 1/2 087 0089 007 0.11 —
= 27-4.0SAGE | o 27-4.0SAGE 40 | 58 1.06 0122 008 0.3 4 :/\307 S J
c
g hm*in
0.26384P, External
2 Applicable holders D32, D33 ® : Stock item
API
. Desknation g 5 Designation tls Pitch Dimensions (inch) —
= (Right) 3 § (Left) g § ™I IC L hmin PDY PDX
ER 22-4API382 |e |EL 22-4API382 4 12 087 0122 008 0.11
22-4API383 22-4API383 4 12 087 0122 008 0.11
22-4API502 | ® 22-4API502 4 12 0.87 0148 0.08 0.11
22-4APIS03 | e 22-4API503 4 | 12 087 0148 008 011 | O
22-5AP1403 22-5AP1403 5 12 087 0118 007 0.10 L —
= 22-6API551 22-6API551 6 12 087 0056 010 0.09 : 307|30°
é 27-4API382 | ® 27-4API382 4 58 063 0122 008 011 | | )7
& 27-4API383 27-4API1383 4 58 063 0122 008 0.11 N
27-4API502 27-4API502 4 58 063 0148 008 0.12 “
27-4API503 | @ 27-4API503 4 5/ 063 0148 008 0.12
27-5API403 | e 27-5AP1403 5 58 063 0056 007 0.11
IR  22-4API382 IL  22-4API382 4 12 087 0122 008 0.11
22-4API383 22-4API383 4 12087 0122 0.08 0.11
22-4API502 | ® 22-4API502 4 172 087 0148 008 0.12 R oy
22-4API503 22-4API503 4 172 087 0148 008 0.11 ﬁr o
= 22-5AP1403 | e 22-5AP1403 5 1/2 087 0118 0.07 0.10 : SUE
g 22-6APIS51 | @ 22-6API551 6 12 0.87 0056 010 0.09 N/ M
= 27-4API382 27-4API382 4 58 063 0122 008 0.11 ; 0T -
27-4API383 | o 27-4API383 4 | 5/ 063 0122 008 O0.11 © ' e
27-4API502 | @ 27-4API502 4 58 063 0148 008 0.12
27-4API503 | e 27-4API503 4 58 063 0148 008 0.12
27-5API403 | @ 27-5AP1403 5 58 063 0056 007 0.11
%) Applicable holders D32, D33 o :Stock item

Threading @ 30



D Thread Inserts

API Buttress Casing (BUT)

e =l Pitch Dimensions (inch)
8 Designation 2 Designation 2/ Configuration
= (Right) 8 3 (Left) 88 T IC L hmin PDY PDX
[~V -N -V -N
ER 22-5BUT75 o EL 22-5BUT75 5 1/2 087 0.061 0.12 0.12 PDX
22-5BUT1 22-5BUT1 5 12 087 0061 012 012 | % —
e A
S 7: N hmin
s ) \ /) J1oo L
i %o a
% 99’3 External
IR 22-5BUT75 |e |IL 22-5BUT75 5 12087 0061 012 012 P qcarcig(IPFI2)
22-5BUT1 | e 22-5BUT1 5 172 087 0061 012 0.12 j‘L —
5 -
§ i \77 L hmin
= \ Jioo |
/. e =
‘k\ 90,’3 External
2 Applicable holders D32, D33 o :Stock item
Pitch Dimensions (inch)
2 Designation § ',§ Designation § ',§ Configuration
= (Right) 38 (Left) 88 T IC L hmin PDY PDX
[-V - -V -N
ER 16-10APIRD |e EL 16-10APIRD 10 3/8 0.63 0.056 0.05 0.06 . _Pox
16-8APIRD | e 16-8APIRD 8 3/8 063 0071 005 0.06 3 e
= f 30°| 30°
=
H . 7
& )
IC
IR 16-10APIRD |e IL 16-10APIRD 10 3/8 0.63 0.056 0.05 0.06 PDX
16-8APIRD | e 16-8APIRD 8 3/8 063 0071 005 0.06 [
§ g ‘* 30°| 30° Internal
g g\
£ N\
N,
2 Applicable holders D32, D33 o : Stock item
Pitch Dimensions (inch)
2 Designation :g,s, ',§ Designation 'é '§ Configuration
= (Right) 8 2 (Left) S8 TP IC L hmin PDY PDX
[&RNE] (&R E]
[-" ey -N [-"ay-N
ER 22-6EL15 EL 22-6EL15 6 1/2 0.087 0.048 0.07 0.07
22-5EL125 22-5EL125 5 1/2 0.087 0.067 0.09 0.09 - Sj,\rﬂﬂ
s hmin
§ e C
Lﬁ hmmti
90:, \'a External
IR 22-6EL15 IL 22-6EL15 6 1/2 0.087 0.055 0.07 0.07 PDX _ —arcta(IPF/24
22-5EL125 22-5EL125 5 12 0087 0075 0.09 0.09 RE #r Pov. a=aretg( Imerr?al
- 6°16°
g N ghmin‘ j_\J
E N2/ _
\ hmint
IC 90,; \*a External
2) Applicable holders D32, D33 ® : Stock item
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External Holders D

(Screw on system) o °
)
LH
LF * R type holder
HF H
(inch)
i i Inscribed Insert screw Shim screw  Shim RH Shim LH Wrench
Designation circle H B LF WF HF LH @W m \@-/ \t??/ /@7
ER(L)H 031N-11 1/4 0.31 0.31 5.37 0.425 0.31 0.69
039N-11 1/4 0.39 0.39 2.75 0.43 0.39 0.68 ST1IN - - - TwosP
050N-11 1/4 0.50 0.50 3.14 0.47 0.50 0.68
050N-16 3/8 0.50 0.50 327 0.625 0.50 0.87 ST16N - - - TW10P
3/8-16 3/8 0.375 0.375 2.45 0.625 0.375 0.76
050-16 3/8 0.50 0.50 3.27 0.625 0.50 0.87
0625-16 3/8 0.625 0.625 5.00 0.625 0.625 1.02 ST16 STA6 ATE6 ATIo2 TWHoP
075-16 3/8 0.75 0.75 5.00 0.75 0.75 1.02
100-16 3/8 1.00 1.00 6.00 1.00 1.00 1.20
125-16 3/8 1.25 1.25 7.00 1.25 1.25 1.18
100-22 1/2 1.00 1.00 6.00 1.00 1.00 1.42
125-22 1/2 1.25 1.25 7.00 1.25 1.25 1.42 ST22 STA22 ATE22 ATI22 TW20P
150-22 172 1.50 1.50 8.00 1.50 1.50 1.42
100-27 5/8 1.00 1.00 6.00 1.25 1.00 1.57
125-27 5/8 1.25 1.25 7.00 1.25 1.25 1.57 aTo7 STAD7 ATED7 A7 TWo5L
150-27 5/8 1.50 1.50 8.00 1.50 1.50 1.57
200-27 5/8 2.00 200 1000 2.00 2.00 1.57
2 Applicable inserts D11~D14, D17, D19, D20, D23~D27, D29~D31 « Helix angle is 1.5 ° for all holders  + No shim needed for N type holder

ER(L)H-C

(Screw on system) o :

LF * R type holder
HF H
(inch)
. . Inscribed Shim screw Clamp Shim RH Shim LH Wrench
Designation circle H B LF WF HF LH m) @ \@/ \t??/ ‘/@?
ER(L)H 075-16C 3/8 0.75 0.75 5.00 0.75 0.75 1.02 TWAOP
100-16C 3/8 1.00 1.00 6.00 1.00 1.00 1.20 STA16 CTH16 ATE16 ATI16 TWisp
125-16C 3/8 1.25 1.25 7.00 1.25 1.25 1.18
100-22C 1/2 1.00 1.00 6.00 1.00 1.00 1.42
125-22C 1/2 1.25 1.25 7.00 1.25 1.25 1.42 STA22 CTH22 ATE22 ATI22 TW20P
150-22C 1/2 1.50 1.50 8.00 1.50 1.50 1.42
100-27C 5/8 1.00 1.00 6.00 1.00 1.00 1.57
125-27C 5/8 1.25 1.25 7.00 1.25 1.25 1.57 STA27 CTHo7 ATED7 ATio7 TWo5L
150-27C 5/8 1.50 1.50 8.00 1.50 1.50 1.57
200-27C 5/8 2.00 2.00 10.00 2.00 2.00 1.57
2 Applicable inserts D11~D14, D17, D19, D20, D23~D27, D29~D31 « Helix angle is 1.5 ° for all holders ~ + No shim needed for N type holder

Threading @ 32



D Internal Holders

IR(L)H

(Screw on system)

@D Min. machining Dia.

LF

DOCN-MS

* R type holder

(inch)

i i Inscribed DOCN- Insert screw Shim screw  Shim RH Shim LH Wrench

Designation e DMIN NS BD H LF WF LUX m} \t?_’/ /@
IR(L)H 0375DN-11 1/4 050 040 0.375 0.37 39 028 -

0375N-11 1/4 050 0.75 0.375 0.67 70 028 1.00 ST1IN TWo8sP

050N-11 1/4 065 0.75 050 0.67 7.0 037 1.25

050N-16 3/8 067 075 050 0.67 7.0 040 1.25

0625N-16 3/8 080 075 0625 067 7.0 046 1.50 ST16N TW10P

0625DN-16 3/8 0.80 0.625 0.625 0.58 6.0 046 1.25

075-16 3/8 090 075 075 0.67 7.0 0.51 1.50

100-16 3/8 120 125 1.00 112 100 065 250

100D-16 3/8 120 1.00 1.00 0.90 8.0 065 1.75 ST16 STA16 ATI6 ATE16 TW10P

125-16 3/8 145 125 125 112 100 077 250

150-16 3/8 165 150 150 134 120 090 250

075N-22 1/2 1.00 075 075 0.67 7.0 0.59 2.00 ST22N TW20P

100-22 1/2 125 125 1.00 112 100 071 250

100D-22 1/2 125 100 1.00 0.88 8.0 071 1.75

125-22 1/2 150 1.25 1.25 1.12 100 0.85 250 St22 Sthe2 Arlzz ATE22 Twaop

150-22 1/2 175 150 150 134 120 098 250

125-27 5/8 155 125 125 112 100 088 250

150-27 5/8 180 150 150 134 120 1.00 250

200-27 5/8 230 200 200 180 140 125 3.00 ster Sther ATzt ATE21 TwzsL

250-27 5/8 280 250 250 226 16.0 150 3.00

2 Applicable inserts D11, D12, D15, D16, D18, D21~D26, D28~D31

« Helix angle is 1.5 ° for all holders

« No shim needed for N type holder

« Processing smaller than D uses NFTT or MSB

IR(L)H-C

(Screw on system)

@D Min. machining Dia

DOCN-MS

* R type holder

(inch)

i i Inscribed DOCN- Shim screw Clamp Shim RH Shim LH Wrench
Designation circle DMIN MS BD H LF WF LUX m} @ SS7 \t??/ %
IR(L)H 075-16C 3/8 090 075 075 067 7.0 051 1.50
100-16C 3/8 120 125 1.00 112 100 065 250 Wiop
100D-16C 3/8 120 100 100 09 80 065 1.75 STA16 CTH16 ATI6 ATE16 TWisp
125-16C 3/8 145 125 125 112 100 0.77 250
150-16C 3/8 165 150 150 134 120 090 250
100-22C 1/2 125 125 1.00 112 100 071 250
100D-22C 1/2 125 100 100 088 80 071 175
125-22C 1/2 150 125 125 112 100 085 250 STh22 ez ATz ATE22 TW20p
150-22C 1/2 175 150 150 134 120 098 250
125-27C 5/8 155 125 125 112 100 0.88 250
150-27C 5/8 180 150 150 134 120 1.00 250
200-27C 5/8 230 200 200 180 140 125 3.00 Sther crH2r ATzt ATE2T TWsL
250-27C 5/8 280 250 250 226 16.0 150 3.00

2 Applicable inserts D11, D12, D15, D16, D18, D21~D26, D28~D31

33 Q Threading
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Vertical Type Holders D

VTH

-
B
WF
O B ’
\ ! * Rtype holder
[ 5
T@/
HF H
VETR
(inch)
. . Applicable Clamp Clamp rew Screw Wrench
Designation H=(h) B LF WF e—— W /A
VTH 2020R 0.787 0.787 4.921 1.039
2525R 0.984 0.984 5.906 1315 VETR CSBR1  DHAOGI7 FTKADSST0 1"
3225R 1.260 0.984 6.693 1.315
D Vertical type thread insert
Uncoated Dimensions (mm)
Picture Designation i Configuration
; 2| e 9
7
VETR 080 0.8 1.4
100 ° 1.0 1.4 PDX
125 1.25 14 X’6_0°
150 o 15 1.2 -
3, —1
6 - 175 1.75 1.2 Ll
.‘d— 200 ° 2.0 1.2 o
250 25 14 v:i
300 ° 3.0 1.6
150F ° 0.8~15 14 IC:9.525 S1:4.76
300F ° 1.5~3.0 1.6
o : Stock item

Threading @ 34






2025» 2026

KORLOY TURNING TOOLS

Chip breaker
Chip cover

<
w

E4
E4
E5
E5
E5

Coolant bolt

- Wrench bolt




E Parts

D Shim
L Dimensions (inch) S Dimensions (inch)
Geometry Designation a b ¢ A e Geometry Designation a b ¢ S
SC32 0335 0.125 0.193 8 o SES33C | 0358 0472 0.187 0.138
SC32N 0335 0.125 0192 L]
b SC42 0492 0.125 0.272 féﬂ I
SC42N 0457 0.125 0.256 &!
___ |scs3 0618 0.187 0.311 Q// —
) |scsaN | 0575 0.187 0319
" |sce3 0742 0187 0.394 SK33C 0367 0579 0.189 0.138
SC63N 0701 0.187 0.378 © SK33CL | 0.367 0579 0.189 0.138
SC83 0961 0.187 0.504
SC84N 0953 0.250 0512 E{
a b SC42B 0492 0.125 0.272
80°
Y - b SR10 0331 0.125 0.185
@ . H,Ti SR12 | 0394 0125 0185
&ﬂ = N [ |SR16 0533 0.187 0.272
) a ﬂai SR20 0673 0.191 0.311
a b SC42CC | 0492 0.125 0.138 — | SR25 0.866 0.250 0.378
/\ 80 - SR32 1094 0250 0512
3 ~a b SR42CC | 0495 0.125 0.138
a f}zfd
. Iq
—a b SC32D 0365 0.125 0.255 g
N 80° SC43D 0490 0.187 0.289
?w SC53D | 0615 0.187 0.380 b |SR10S 0346 0125 0.213
# a L SC63D 0740 0.187 0.443 R SR12S 0415 0125 0213
&4 SC84D | 0.987 0250 0.585 -
T a ﬂdJ
a b SC42S 0453 0.125 0.252 -
/ 80° SC328 0.327 0.125 0.213 i
S — $532 0335 0.125 0.193
a }:q SS32N 0335 0125 0.192
—! $542 0492 0125 0.272
o a o 2 |SS42B | 0492 0125 0.272
. . SC63V 0722 0.187 0217 ‘ SS42N 0457 0125 0.256
/\_Dsoa SC83V 099 0.187 0.258 | @a dI $S53 0618 0.187 0.311
| SC84V 099 0.250 0.250 X SS53N 0575 0.187 0.319
@ ij SC32V 0359 0.125 0.134 S| $S63 0742 0.187 0.394
SC42v 049 0.125 0177 SS63N 0701 0.187 0.378
— SC44V 0496 0.250 0.177 SS84 0961 0.250 0.504
SC54V 0620 0.250 0217 SS84N 0953 0.250 0512
. b SS32V 0359 0.125 0.134 a b, $S42CC | 0492 0.125 0.138
‘ w | SS42V 049 0.125 0177 ‘ ‘ $S32CC | 0.366 0.125 0.138
SS54V 0620 0.250 0217 -
| . EEI SS64V 0744 0.250 0217 @a d¢
\ Sy
T — I
SD317 0.368 0.106 0.205 R b $S32D 0365 0.125 0.227
SD32N 0335 0.125 0.192 | 90" T $S43D 0490 0.187 0.289
SD42 0492 0.125 0.272 — [ $S53D 0615 0187 0.380
SD42N 0457 0.125 0.256 : La = ——j $S63D 0740 0.187 0.443
SD43N 0457 0.187 0.256 \ / $S84D 0990 0.250 0.568
SD32D 0362 0.125 0.228 $S32S 0327 0125 0.213
SD43D 0490 0.187 0.289 $842S 0453 0125 0.252
SD32S 0335 0.125 0213 SS42SAF | 0441 0.118 0.217
SD42S 0453 0.125 0.252
SD32V 0359 0.125 0.134 o0 b ST317 0.368 0.106 0.197
SD43V 0496 0.187 0.177 ST317B | 0.368 0.106 0.197
SD44V 049 0.250 0177 M ST317N | 0335 0.106 0.192
3 ST42 0492 0.125 0.272
° HE ST42N | 0457 0125 0.256
— ST53 0618 0.187 0.311




Parts E

D Shim D Cartridge
- Dimensions (inch) N Dimensions (inch)
Geometr Designation Geomet Designation
v 9 a b c d angle Ty 9 a b c d angle
60 b ST32CC | 0368 0.125 0138 LAPDR-AJ M4x0.7 1181 0591 0394
™ a
C=
ATt d
@ ﬂ b ‘ Lc_'
b ST32C1 0.359 0.125 0.195
ST42C1 0484 0.125 0.195 -
M D Chip breaker
HW L Dimensions (inch)
1 Geomet Designation
- Ty 9 a b c d angle
b
b ST32D | 0368 0% 0.227 =ie ele |CB20 035 0134 0787
T |sm43D | 0493 o0.187 0.289 9
ST53D 0618 0.187 0.380 /
Ij ST63D | 0.743 0.187 0.443 % ¢
1T 7
60° b ST32M 0.343 0.125 0.185
| ST43M 0.492 0.187 0.248 ) Chip cover
3 - Dimensions (inch)
101 t D t
a IE Geometry esignation — > o 4 angie
T — _ CFMP3R14R1-A| 0.413 0.787 0.039 (©0.169)
60° b ST32S 0.335 0.125 0.213 CFMP3R-A | 0.315 0.709 0.039 (©0.169)
| CFMP4R-A | 0.315 0.866 0.039 (©0.169)
ST32v 0.359 0.125 0.134
STAON | 049 0250 0.177 2 Clamp
N Dimensions (inch)
Geomet Designation
Ty 9 a b c d angle
. CAO5R 0.350 0.217 0.693 0.130
= CAO6R 0.472 0.283 0.811 0.209
SVs2D | 0362 0125 0228 — CHS5R3 | 0309 0283 0583 0122
Sv43D | 0484 0187 0.289 o CHGR4 | 0473 0354 0944 0.148
svavz | 032 015 0z8 a GowasRT 05 0% 08 077
. . : — <O CBH4.5R2 | 0.374 0252 0.709 0.157
: ! CBH5R1 0.394 0.307 0.839 0.197
/) © CBH6R1 0.472 0366 1.024 0.236
SW317 0.368 0.106 0.197 q =)
SW317N 0.335 0.106 0.192
SW42 0.492 0.125 0.272
SWa2N 0457 0125 0.256 a b CDH6N 0374 0394 0.732 0.240
—-— I CDH7N 0311 0449 0579 0.185
E CDH8N 0429 0665 0882 0.240
SW32D 0.364 0125 0228 c CDH8N1 0.429 0.665 0.752 0.240
SWasD | 0490 0187 0289 CDH8N2 [ 0429 0.665 1.000 0.240
SW53D | 0615 0187 0.380 d CDH8N3 | 0.492 0780 1.000 0362
SW63D 0.740 0.187 0.443
SW84D 0980 0.250 0.568 a b CDS8N 0425 0669 0.874 0.197
SW43M 0.492 0.187 0.244 - b -
SW32M | 0335 0.125 0.205 ¢
d
g CGH5R1 0.768 0.374 1134 0.098
Sw32v 0.359 0.125 0.134 T CGH5R2 0.807 0.374 1134 0.138
Sw44v 0.496 0.250 0177 CGH5R3 0.886 0374 1.134 0.217
SW54V 0.620 0.187 0.217

o
[ EESEN




Parts
O Clamp D Coolant bolt
L Dimensions (inch) S Dimensions (inch)
Geometr Designation Geomet Designation ;
v 9 a b c d angle Ty 9 a b ¢ d B a
. CGH6R1 | 0.878 0.469 0913 0.098 CBATO0-IN/MM | M16 02.126 01693 1850 0.551 (1.260)
|'* gg:g:g 8812 8323 83]2 812;‘ CBA100-IN-25.4| M12 01732 01.417 1634 0394 (0.984)
— c ' ' : : : CBAIZSIN | M20 02.550 02126 2.205 0669 (1.496)
T H CBA125-IN-254] M12 01732 01417 1.713 0394 (0984)
. D CBAIZS-MM | M20 02.559 02126 2.244 0,669 (1.378)
SR T TE T 0T 5 @ CBAIGO-IN | M24 (3.268 02.874 2.205 0.748 (1.49)
b A . B 5 A
CHHABRT 0311 0909 055 0100 71§— CBAT60-MM | M20 03.268 02.874 2.087 0669 (1.339)
CHH5.5R1 | 0386 0394 0.646 0157 PR == CBPIOO-IN | M16 01.969 01693 1913 0551 (1.260)
j# CBP100-IN-25.4| M12 01.732 01417 1831 0394 (0.984)
J CBP100-MM-1 | M16 (1.969 01693 1913 0551 (1.417)
CBPIZS-IN | M20 02.559 02126 2.205 0.669 (1.496)
CHaR1 3597 0797 055 0% CBP125-IN-25.4| M12 01.732 01417 2165 0394 (0.984)
CH5R1 0394 0260 0795 0.177 CBPIZ5-MM | M20 02559 02126 2.244 0,669 (1.378)
CBPI25-MM-1 | M20 02.402 02126 2583 0551 (1.299)
CBPIGO-IN | 24 (3.268 02.874 2205 0.748 (1.49)
CBPI6O-MM | M20 03.268 02.874 2.087 0669 (1.339)
CH5R2 0270 0276 0543 0.079
CHBR2 | 0.348 0343 0650 0.079 D Wrench bolt
CH6R3 0465 0394 0.906 0.165 Dimensions (inch)
Geomet Designation
H 9 A € K L ™
SB0825 | 0512 0236 0315 0984 M08x1.25
R T e . SB1025 | 0630 0315 0394 0984 MI0x1.50
oMHBR2 | 0787 0433 0689 0513 Afm\ £ SB1035 | 0630 0315 0394 1.378 Mi0x1.50
CMHG6R6 0.728 0311 0630 0246 1 E SB1230 0709 0394 0472 1181 Mi12x1.75
CMH6R1 | 0945 0.335 0650 0.326 - S SB1630 | 0945 0551 0630 1.181 M16x20
SB1645 | 0945 0551 0630 1772  M6x2.0
SB2040 | 1.181 0669 0787 1575 M20x25
CNIHGR3 | 0787 0433 0689 CB1025 | 0512 0236 0315 0984 M08x1.25
CMH6L3 | 0.787 0.433 0.689 CB1025 | 0630 0315 0394 0984 M10x1.50
CB1035 | 0630 0315 0394 1378 M10x150
CB1230 | 0709 0394 0472 1181 M12x1.75
CB1245 | 0709 03%4 0472 1772 M12x175
CS5R1 0268 0276 0571 0079 CB1630 0945 0551 0630 1.181 M16x2.0
CS6R1 0346 0335 0.713 0.106 CB1645 | 0945 0551 0630 1772 MI6x20
CS8R1 0465 0.394 0906 0.165 CB2040 | 1.181 0669 0787 1575 M20x25
D Lever
CTH6L1 | 0925 0472 1.000 0565 Geometry Designation Dimensions (inch)
CTH6R1 | 0.925 0472 1.000 0.565 a b c d
CTH6R2 | 0.857 0508 1.229 0.682 a LR10 0134 0425 0461  0.118
v LR12 0146 0531 0528 0138
. LR16 0187 0736 0720  0.169
d LR20 0232 0807 0736  0.219
. s CVH3 0.827 0433 0.228 0.303 t S LR25 0289 0955 0933 0244
— = CVH3V 1142 0551 0276 0.315 LR32 0.333 1.169 1.061 0.311
! - CVH4 1.004 0571 0.236 0.276 vz 0100 0305 0236 0083
CVH5 1181 0.669 0.295 0.374 a : : : :
a CVHG 1319 0728 0315 0.394 [ Lv3B 0122 0394 0374  0.146
i ] Lv4B 0185 0573 0614  0.185
G LV4BN 0185 0630 0587  0.184
N b CXH8N 0398 0.394 0.689 ﬁ_‘
-—° .
. V3 0146 0394 0472 0142
¢ LV3N 0148 0394 0472  0.140
\\}E LV3AN 0148 0476 0449  0.183
Lv3C 0122 0394 0309  0.142
a
g lant bolt LV3CN 0126 0394 0307 0.142
D Coolant bo LV3DN 0126 0459 0374  0.140
- Di ions (inch
Geometry Designation imensions (inch) ; b| Lv4 0185 0573 0551  0.185
a b ¢ d B a d} | LV4N 0185 0530 0520  0.184
B (@) CBA063-3IN/MM| M10 (0.984 90.630 1.457 0.315 (1.063) c LV5 0.236 0.673 0.669 0.236
v CBAOG3-4IN/MM| M10 00.984 00630 1673 0.315 (1.063) LV5N 0236 0646 0672 0234
b cI CBAOBO-INMM | M12 01.102 00.709 1.791 0.394 (1.260) LV5AN 0236 0741 0681 0234
8 L CBPOB3-IN/MM | M10 00.866 00630 1520 0.315 (1.063) LV6N 0295 0807 0827  0.299
d CBPOSO-INMM | M12 00.984 00.709 1913 0.394 (1.260) LV8N 0339  1.004 1000  0.339




Parts E

D Lever 9 Screw
o Dimensions (inch) L Dimensions (inch)
Geometry Designation a b d Geometry Designation = b = d BM a
a LV4A 0181 0521 0392 0185 CHX0625 | 1/4-20UNC 0.976 0.433 0.394 0.157
il LV4AN 0185 0524 0394 0184 CTX03510 | M35X0.6 0.394 0.185 0.209 0.591
. @ df i CTX04513  |M45X0.75 0.516 0.272 0.268 0.787
2 T \E’ 1K CTXO04513H |M45X0.75 0516 0.283 0.268 0.787
e - CTX0515 | M5X 0.8 0591 0.315 0.276 0.787
-— CTX0517 | M5X08 0689 0.394 0276 0.787
CTX0621 | M6X10 0835 0488 0.354 0.984
Q Locator DHA0514 M5X0.8 0551 0.197 0.276 0.098
Dimensions (inch) DHAOG17 | MGx10 0669 0.276 0.295 0.118
Geometry Designation mensionsiinG DHAGG20 | MGx10 0787 0315 0315 0.118
a b c d _ _ [DHAGG24 | MBX10 0945 0472 0335 0118
LFMPSR-A_| M35 0736 0398 0181 © b J<l  [oHAos1s | ex125 0610 0246 0246 0157
LFMPRI-A | M45 0857 0543 0244 S DHAOBISF | MBX10 0.709 0.335 0217 0.157
LFMPAR-A | M45  1.035 0543 0244 ST I DHAOB20 | MBX1.25 0787 0.315 0354 0.157
DHAOB21F | M8X1.0 0.827 0.335 0335 0.157
DHAO825 | MBX125 0.984 0.394 0354 0.157
DHAOB30 | MBX125 1.181 0.453 0.453 0.157 -
LFMA3R-A M3 0728 0374  0.189 ETGA0520CBM | M5X0.8 0.787 0256 0.787 43°
LFMA4R-A | M35 1024 0516  0.287 ETGD0825 | MBX1.25 0992 0437 1575 40°
ETKA0523 | M5X08 0.906 0299 0787 43°
ETKAO625 | M6X1.0 1004 0.346 0787 43°
ETKDO516 | M5X08 0.646 0.268 0.787 40°
ETKD0620 | M6X1.0 0787 0327 0.984 40°
ETNA02506 |\M2.5 X 0.45 0.224 0.134 0276 43°
ETNAO408 | M4X07 0315 0201 0591 43°
— ETNAOA12 | MAX07 0472 0201 0591 43°
Geometry Designation = DIIIJ“ ensm:s (|ncz) B(M ETNA0511 M5X0.8 0.433 0.252 0.787 43°
ETNDO2506F (2.5 X 0.35 0.246 0122 0276 40°
N NO407 | MAX07 0295 0236 0276 0.18 ETNDO3OTF | M3X035 0.307 0146 0315 40°
, qu aI NOS08 | M5X08 0327 0260 0276 0.118 ETND03509 | 35X 06 0378 0185 03% 40°
‘E,’ § | v FTGA03507 |M35X06 0.276 0209 0591 60°
. c FTGA03508 |M35X06 0315 0209 0591 60°
b FTGA03510 |M3.5X06 0.394 0209 0591 60°
FTGAO3512 |M35X06 0472 0.197 0591 60°
9 Pin FTGAO411F | MAX05 0433 0276 0591 60°
FTGAO17CBM | M4X0.7 0.669 0217 0591 62°
ER Designation Dimensions (inch) FTGA0510-P | M5X0.8 0.39%4 0.276 0.787 63°
a b c FTGAO512-P | M5X08 0472 0.276 0.787 63°
PN0308 0118 0315 FTGAO513 | M5X08 0520 0.276 0.787 61°
| aI PNO310 0118 0.394 FTGAO513-P | M5X08 0512 0276 0.787 63°
. PNO312 0.118 0.472 FTGA0517 M5X0.8 0.669 0.295 0.787 61°
PNO314 0118 0551 FTGAOG21 | MGX1.0 0.846 0.354 0.787 61°
PNO515 0.189 0.130 0.571 @» FTGA0826 M8X1.25 1.024 0457 0.984 61°
R b¢ || FTKA02206 |M2.2X 0.45 0.217 0.118 0.236 60°
= FTKA02206S (2.2 X 0.45 0.220 0120 0.276 60°
o FTKA02555 |M2.5X 045 0.217 0.138 0276 60°
FTKA02565 |M2.5 X 0.45 0.256 0.138 0276 60°
) Screw FTKA025655 [M2.5 X 0.45 0.256 0.150 0.315 60°
— FTKAO307 | M3X05 0283 0.165 0.354 60°
Geometry Designation Dimensions (inch) FTKAO3508 | M35X06 0331 0217 0591 60°
a b ¢ d B®D FTKAO3510 | M35X0.6 0.409 0217 0591 60°
- /i AZ0508F | M5X0.5 0512 0315 0.354 00.079 FTKA03511A | M35X06 0.433 0205 0591 60°
% dL ) AZ0514 | M5X08 0551 0.276 0354 00.098 FTKAD408 | M4X07 0331 0217 0591 60°
- FTKAOZ10 | M4X0.7 0394 0217 0591 60°
5 i FTKAOA11K | M4X0.7 0433 0268 0591 60°
= - FTKAO412B | M4X07 0492 0217 0591 60°
BHA0510 | M5X0.8 0591 0394 0.335 0.157 FTKAOA13 | MEX07 0512 0217 0531 60"
BHA0512 | M5X0.8 0669 0472 0335 0.157 S
iiji‘} }o| [BHAOB12 [M6X10 0709 0472 0394 0197 Ex:g;gs M&S;g? gﬁg g]gé gggg gg
c BHAOG14 | MEX1.0 0.787 0551 0394 0197 FINAG2033 | M2X04 0.130 - 0.106 0266 60°
b BHA0616 | M6X1.0 0.866 0.630 0394 0.197 FINAO204 | V2X04 0169 0106 0256 60°
BHAGGISNYLOK| M6X 1.0 0984 0748 0.394 0.197 FINAOZ205 M2.2X045 0177 0118 0256 60°
7 CHX0407 | M4X07 0374 0290 0224 0.098 FINAO238 | N2 K04 0150 0178 073 60°
3; al [CHX0415 |M4X07 0689 0591 0213 0098 FINAGG5 | M3X05 0205 0165 0350 60°
r“sz CHX0510 | M5X0.8 0516 0398 0303 0.118 FINAGG06 | M3X05 0244 0165 0358 60°
b CHX0518 | M5X0.8 0.846 0.709 0.315 0.118 FTNA0307 M3X05 0283 0165 0.354 60°
CHX0622 ' M6X1.0 1.043 0.866 0.394 0.157 FTNA0408 MAX07 0335 0217 0591 60°
1 CHX0513 | M5X0.8 0.512 0315 0.252 0.098 FTNAO411 MAX07 0433 0217 0591 60°
N\ CHX0616 | M6x1.0 0.638 0.398 0.335 0.118 FTNA0511 M5X0.8 0276 0.264 0787 63°
CHX0617L |M6x10(ef) 0.677 0.398 0.335 0.118 FINAOS13 | M5X0.8 0512 0.276 0.787 60°
.—b> CHX0621 | M6X10 0827 0398 0335 0.118 FINAO516 | M5X08 0630 0276 0.787 60°
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Parts

D Screw
N Dimensions (inch) _— Dimensions (inch)
Geometry Designation a b ¢ d BM a Geometry Designation a b c d BM a
FINBOAT1 | MAX07 0425 - 0204 0591 60° I FHGAOG18 | M4X07 0433 0272 023 15
FINC04509 |M45X0.75 0374 - 0268 0.787 55° T ra
FINCO4511 | M45X0.75 0453 - 0268 0.787 55° @ d[ =
1 E—
b
?rﬁggi%%.p 3?33 8223 gggg glgg - gg FHGAOG18 N6X10 0709 03% 0157 61°
FINBO2512 | 25X045 0472 0.138 0.138 - 60° T PXMA0306 | M3X05 0232 0224 0079 90
FTNBUZS1ZF 25X026 0472 0% 0138 - 60° a dI 3 Ya| | SHX0310 |N3X05 0394 0232 0079 91°
FINB02514 | 25X0.45 0551 0138 0138 - 60° a3
FTNBO2514-P| 25X0.45 0551 0.138 0.138 - 60° |8l b
FINBO316 | 3X05 0630 0.77 0165 -  60°
FINBO316-P | 3X05 0630 0.177 0165 - 60° RHA0510 | M5X08 0.3% 0157
FINBO319 | 3X05 0748 097 0.177 - 60° A RHAOG13 | M6X1.0 0642 0512 0.413 0157
FINB03522 | 35X06 0866 0220 0217 - 60° ¢ & o} [RHA0620 | NGX10 0945 0787 0413 0.157
FINB03524 | 35X06 0945 0220 0217 - 60° = .
FINB0426 | 4X07 1.024 0264 0217 - 60° = 5
FINBO0528 | 5X08 1102 0264 0276 - 60°
KHADS08 | M5X08 0315 - - 0098 - VHX05098 | M5X08 0354 0.163 0.197 0.079
&:ﬁ""’}" mgi?g 8383 - - 8?33 - VHXO512B | M5X08 0472 0.256 0197 0.079
KHA%g LI VHX0512BN | M5X08 0472 0258 0197 0.079
KHAoT2 — THBX128 02— o5 VHXO514 | M5X08 0571 0325 0197 0079
KBTS T NBXT25 050 a5 VHXOB13N | M6X10 0528 0.295 0233 0.098
KHATOT5 T M1OX:5 080T - - 0i97 - VHX0617 | M6X10 0669 0.394 0236 0098
KHA1020 MI0X15 0787 - 0497 - VHX0617N | M6X1.0 0.659 0.328 0.232 0.098
a KHB0417 M4X0.7 0677 0.177 0098 0.079 f#\ VHX0621 M6X1.0 0827 0.551 0.236 0.098
B KHB0406 | M4X07 0236 0.165 0.118 0079 &) VHXOB17N | M8X10 0671 0314 0311 0118
5 8| o] VHX0820N | MBX1.0 0815 0314 0311 0.118
S F——1 ~ b VHXO820AN | M8X10 0.807 0.408 0311 0.118
~c. VHX0821 | MBX10 0827 0.39%4 0315 0.118
b VHX082IN | M8X10 0835 0381 0311 0.118
: VHX0823N | M8X10 0925 0.408 0311 0.118
knggg mgﬁgg 8333 ggég - 8??2 gg VHX0825 | MBX10 0984 0.472 0.315 0.118
@ B [ maoem ues o _osclo 117 3 00m 19
KHC1016 | M10X15 0630 0484 - 0197 90° 1Al Afcd BA B
e KHG1020 | M0X15 0787 062 0107 o VHXOB13A | M6 X10 0528 0.358 0236 0.098
KHDO510 | M5X08 0394 0354 0.118 0.08 - @ ai ﬂ
| KHDO610 | M6X1.0 0394 0394 0157 0.118 - B -
a 9] [KHDO810 | M8X1.25 0394 0394 0295 0.157 - o b
151 & SHXNOS09F | M5 X 0.5 N35X06 0.341 0248 0.138
SHXNOBOSF |M6 X 0.75 M4 X 0.7 0.354 0307 0.157
LTX0512 M5X0.8 0.594 0.472 0.287 0.787 SHXNO610F | M6 X0.75 M4 X 0.5 0.394 0.307 0.157
GTH—af LTX0514 | M5X08 0673 0551 0.287 0767 SHXNO712F | M70.75 M5 X 08 0472 033 0.197
771—}4—'* B c
T -
b
MHAO512 | M5X08 0660 0425 0315 0.057 - o mgg:; mmgg gggg 8182 8232 gggj
S dI = Jt MHB0310 | M3X05 0528 0315 0217 0.098 - d—f{j; ai 25 0866 0193 0.335 0.
&) 25 J%1  [MHB0410 | M4X07 0551 0315 0276 0.118 - 1E |y
B . MHB1055 | M10X15 2550 1969 0630 0315 - T <
5 MHB1260 | M12X1.75 2.835 2165 0709 0.3% - b
MHB1680 | M16X2.0 3.780 2953 0.945 0551 -
AN T _ MHX0523 | M5X08 (0.925 0382 0.304 0.098
\(::)’ dI 3 Z]al [MHX0626 | M6X10 1016 0394 0433 018 -
B | MHX0630 | M6X1.0 1.181 0492 0.413 0.157 © Shim pin
b
PTKAG2508 |M25X0.45 0315 0.197 0.150 0315 92° Geometry Designation st I
PTKAO3510 | M35X06 0394 0.197 0.197 0591 92° a b c d
PTKAG407 | M4X07 0276 0.181 0217 0591 86° SP3 0217 0138 0.232 -
PTKAGAOTF | M4X05 0287 0.150 0.256 0591 91° SP3N 0270 0130  0.219 -
PTKAO408 | M4X0.7 0315 0220 0217 0591 86° SPa 0276 0.157 _ 0.299 -
PTKAO408F | M4X05 0327 0224 025 0591 91°  po——— SPAN 0228 0471 0.291 -
. PTKAOA09F | M4X05 0366 0264 0.256 0591 91° CT Tf @+§ SP5 03B 0177 036 -
/i PTKAO410F | M4X0.5 0.406 0.303 0.256 0.591 91° . . | SP5N 0.335 0.224 0.354 B
|- [Plihob2 | WX 0o T Gont 001 07 - SPON | 0477 0% 04 -
= | [PTKAOT2F | AX05 0484 0382 0256 0591 91° SP8N 0472 0.39% 0604
PTKAG413F | MAX05 0504 0421 0256 0591 91°
2 PTKAO512 | M5X0.8 (0472 0276 0272 0.787 92° Sp2m 0197 0551 M508 0236
PTMA3508 | M3.5X0.6 0315 0200 0.236 0.354 90° d SP3M 0.138 0768 M40.7 0.157
PTMAO403F | M4X05 0.130 0067 0256 0.591 91° a B SP3M-1_ | 0138 0650 M4x07 0157
PTMAO404F | M4X05 0.169 0.106 0.256 0591 91° SPam 0197 0748 M5x08  0.236
PTMAO405F | M4X05 0209 0.146 0.256 0591 91° b
PTMAO406F | M4X05 0248 0.185 0.256 0591 91°
PTMAOHT | M&X07 0433 0335 0260 0591 90°




Parts E

D Shim pin D Wrench
N Dimensions (inch) _— Dimensions (inch)
Geometr Designation Geomet Designation
y g a 5 c d i L a B(T)
SP3D 0146 0516 UNF10-32 0.220 TWO07S 5512 2.362 0276
SP3D2 0142 0472 UNF10-32 0217 TWO8S 5.906 2.992 0315
_ SP3DS 0146 0454 UNF10-32 0.220 Q:F TWO09S 6.496 2.756 0.354
. d 7%0 SP4D 0196 0677 UNF1/428 0.280 . T |[Twiss 7.480 3543 0.591
H SP4DL 0197 0673 UNF1/428 0276 a TW20S 7677 3583 0.787
) SP4DS 0196 0522 UNF1/428 0.000
SP5D 0244 0862 UNFS5/16-24 0372
SP6D 0305 0862 UNF3/8-24 0.434 TW20 2953 3150 0.787
SP8D 035 1167 UNF7A620 0559 - b TW25 2913 3150 0.984
LSPS3 2362 0323 0219 - TW15-100|  5.000 3150 0.591
LSPS4 2550 0394 0276 a TW20-100|  5.000 3150 0.787
LSPS5 2717 0449 0348
LSPS6 2717 0512 0433 L
LSPS8 2874 0650 0598 ﬁT
. SW15S 5.906 0512
D Spring
bl it — )
Geometry Designation bimensiovsiinch) é Eﬁ?
a b c d a
a q SR2 0157 0110 049 0016
—>H<—
o i ) Stop ring
|| N Dimensions (inch)
b Geomet Designation
Ty 9 a b c d
- SPRO315 | 0.118 0591 CR03 0189  0.102 0016  0.118
\/&\ A\ /N SPRO415 | 0.157 0591 CRO4 0260 0142 0016  0.157
R SR3 0362 0492 d CRO5 0299 0181 0016 0197
\v \v \\l SR4 0157 0433
b SPRO714 | 0276  0.551 \jb/ e
a
PPN SPRO510 | 0.197 0394 - ERO3 6 0im o4 018
‘ “““““ a| |SPRO714 | 0276  0.551 ER04 0354 0138 0024  0.157
AN SPRO811 | 0315 0433 ER05 0039 0169 0024  0.197
: I Cc
9D Wrench
- Dimensions (inch) ’D Washer
Geometry Designation b BT
d - Dimensions (inch)
HW20L 2.047 0.709 0.079 Geometry Designation
- HW25L 2.303 0.807 0.098 gl C
B HW30L 2508 0906 0118 WA3 0433 0268  0.02-0.039
bT @ HW35L 2.835 0.984 0.138 Wh4 0394 0209  002-0089
1 HW40L 2913 1142 0157
HWS50L 3.346 1.299 0197
b HW40 3.208 3150 0.157
HW50 3.780 3543 0.197 °
a
D Stopper
.8 G T— Dimensions (inch)

a ‘ SW50L 2756 1.083 _ eometry e5|gnat|0n A b G @
* STP5 0433 0402 0433  30°
bl , - (\

AR @ a| o F———f
i |
© pU =
TWO6P 2.480 0.236 \/bv 80 £
. TWO7P 2.480 0.276
# TWO0SP 2.795 0.315
] =4
i TWo9P 2,953 0.354 ) Nozzle
a TW10P 3.071 0.394 i s
TW15P 3.228 0.591 Geometry Designation |m:nsmns inc| =
TW20P 3.386 - 0.787 o 0:33 e 8
a TW15L 2362 0.827 0501 0605 : :
7 TW20L 2.362 0.827 0.787
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F Technical Information

Workpiece material grades

) Carbon steel and alloy steel for structural use

US.A Korea 1SO Japan Great Britain Germany France Russia
Type AISI BS DIN NF
SAE = — e BS/EN DIN/EN NF/EN rocr
Carbon steel 1010 SM10C C10 S10C 040A10 C10E XC10
045A10 C10R
045M10
1015 SM15C C15E4 S15C 055M15 C15E
C15M2 C15R
1020 SM20C - S20C 070M20 c22 C22
€22, C22E C22E C22E
C22R C22R C22R
1025 SM25C C25 S25C C25 C25 C25
C25E4 C25E C25E C25E
C25M2 C25R C25R C25R
1030 SM30C C30 S30C 080A30 C30 C30 30r
C30E4 080M30 C30E C30E
C30M2 CC30 C30R C30R
C30E
C30R
1035 SM35C C35 S35C C35 C35 C35 35
C35E4 C35E C35E C35E
C35M2 C35R C35R C35R
1039 SM40C C40 $40C 080M40 C40 C40 40r
1040 C40E4 C40 C40E C40E
C40M2 C40E C40R C40R
C40R
1042 SM43C - S43C 080A42 - - 401
1043
1045 SM45C C45 S45C C45 C45 C45 450
1046 C45E4 C45E C45E C45E
C45M2 C45R C45R C45R
- SM48C - $48C 080A47 - - 450
1049 SM50C C50 S50C 080M50 C50 C50 501
C50E4 C50 C50E C50E
C50M2 C50E C50R C50R
C50R
1050 SM53C - S53C - 501
1053
1055 SM55C C55 855C 070M55 C55 C55
C55E4 C55 C55E C55E
C55M2 C55E C55R C55R
C55R
1059 SM58C C60 S58C C60 C60 C60 60r
1060 C60E4 C60E C60E C60E
C60M2 C60R C60R C60R
Nickel - SNC236 SNC236 - - 40XH
chromium - SNC415(H) SNC415(H) -
SNC631(H) - SNC631(H) - - 30XH3A
SNC815(H) 15NiCr13 SNC815(H) 655M13(655H13) | 15NiCr13 -
- SNC836 - SNC836 - - -
8615 SNCM220 20NiCrMo2 SNCM220 805A20 20NiCrMo2 20NCD2
8617(H) 20NiCrMoS2 805M20 20NiCrMoS2
molybdenum 8620(H) 805A22
steel 8622(H) 805M22
8637 SNCM240 41CrNiMo2 SNCM240
8640 41CrNiMoS2
- SNCM415 SNCM415 -
4320(H) SNCM420(H) SNCM420(H) 20XH2M(20XHM)
- SNCM431 SNCM431 -
4340 SNCM439 SNCM439
- SNCM447 SNCM447
- SNCM616 SNCM616
- SNCM625 SNCM625
- SNCM630 SNCM630
- SNCM815 SNCM815 - - - -
- SCr415(H) SCr415(H) - 17Cr3 - 15X
17CrS3 15XA
5120(H) SCr420(H) 20Cr4(H) SCr420(H) - 20X
20CrS4
5130(H) SCr430(H) 34Cr4 SCr430(H) 34Cr4 34Cr4 34Cr4 30X
5132(H) 34CrS4 34CrsS4 34CrS4 34CrS4
5135(H) SCra35(H) 34Cr4 SCra35(H) 37Cr4 37Cr4 37Cr4 35X
34CrsS4 37CrS4 37CrS4 37CrS4
37Cr4
37CrS4
5140(H) SCr440(H) 37Cr4 SCr440(H) 530M40 41Cr4 41Cr4 40X
37CrS4 41Cr4 41CrS4 41CrS4
41Cr4 41CrS4
41CrS4
- SCra45(H) SCr445(H) 45X

3 e Technical Information



Technical Information F

) Carbon steel and alloy steel for structural use

US.A Korea IS0 Japan Great Britain Germany France Russia
Type AISI BS DIN NF
SAE KS IS0 d BS/EN DIN/EN NF/EN roct
LA[[TA Chromium SCM415(H) SCM415(H)
L1 molybdenum SCM418(H) 18CrMo4 SCM418(H) 18CrMo4 - 20XM
steel 18CrMoS4 18CrMoS4
SCM420(H) - SCM420(H) 708M20(708H20) - 20XM
4130 SCM430 SCM430 30XM
30XMA
- SCM432 SCM432 -
(4135H) SCM435(H) 34CrMo4 SCM435(H) 34CrMo4 34CrMo4 34CrMo4 35XM
4137(H) 34CrMoS4 34CrMoS4 34CrMoS4 34CrMoS4
4140(H) SCM440(H) 42CrMo4 SCM440(H) 708M70 42CrMo4 42CrMo4
4142(H) 42CrMoS4 709M40 42CrMoS4 42CrMoS4
42CrMo4
42CrMoS4
4145(H) SCM445(H) SCM445(H) - -
4147(H)
Manganese 1522(H) SMn420(H) 22Mn6(H) SMn420(H) 150M19 -
steel and 1534 SMn433(H) - SMn433(H) 150M36 302
Manganese 352
chromium 1541(H) SMn438(H) 36Mn6(H) SMn438(H) 150M36 352
steel 4or2
1541(H) SMn443(H) 42Mn6(H) SMn443(H) 4012
4512
SMnC420(H) SMnC420(H) -
SMnC443(H) SMnC443(H)
Aluminum SACM645 41CrAIMo74 SACM645
chromium
molybdenum
steel
+ The above Alloy steel can supplied by domestic manufacturing
D Tool steel
US.A Korea 1S0 Japan Great Britain Germany France Russia
Type AISI AIS| BS DIN NF
SAE L5 — SAE BS/EN DIN/EN NF/EN roc
High speed steel 1h| SKH2 HS18-0-1 SKH2
T4 SKH3 - SKH3
T5 SKH4 SKH4
T15 SKH10 - SKH10 BM2 S6/5/2 Z85WDCV
M2 SKH51 HS6-5-2 SKH51
M3-1 SKH52 HS6-6-2 SKH52
M3-2 SKH53 HS6-5-3 SKH53
M4 SKH54 HS6-5-4 SKH54 BM 35 S6/5/2/5 6-5-2-5
M35 SKH55 HS6-5-2-5 SKH55
M36 SKH56 - SKH56
- SKH57 HS10-4-3-10 SKH57 S2/9/2
M7 SKH58 HS2-9-2 SKH58
M42 SKH59 HS2-9-1-8 SKH59
Alloy tool steel F2 STSH SKS11
- STS2 SKS2
STS21 SKS21
- STS5 SKS5
L6 STS51 SKS51
- STS7 SKS7
STS8 SKS8
STS4 SKS4
- STS41 - SKS41
W2-9 1/ STS43 105V SKS43
W2-8 1-2 STS44 - SKS44
- STS3 - SKS3 105WCr6 105WC13
STS31 105WCr1 SKS31
STS93 - SKS93
STS94 SKS94
- STS95 - SKS95 BD3 X210Cr12 7200C12
D3 STD1 210Cr12 SKD1
D2 STD11 - SKD11 BA2 X100CrMoV5 1 Z100CDV5
A2 STD12 100CrMoV5 SKD12
- STD4 - SKD4 BH21 X30WCrVv9 3 Z30WCV9
H21 STD5 X30WCrv9-3 SKD5
H11 STD6 X37CrMoV5-1 SKD6 BH13 X40CrMoV5 1 Z40CDV5
H13 STD61 X40CrMoV5-1 SKD61
H12 STD62 X35CrWMoV5 SKD62
H10 STD7 32CrMoV12-28 SKD7
H19 STD8 - SKD8
- STF3 - SKT3 55NiCrMoV6 55NCDV7
L6 STF4 55NiCrMoV7 SKT4

« The above Alloy steel can supplied by domestic manufacturing
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D Tool steel
USA Korea 1SO Japan Great Britain Germany France Russia
Type AlSI BS DIN NF
SAE = I50 aS BS/EN DIN/EN NF/EN roct
Free cutting 1110 SUM11 SUMT1
carbon steel 1109 SUM12 - SUM12
1212 SUM21 9520 Sum21
1213 SUM22 11SMn28 SUM22 230M07 9SMn28 S250
12013 SUM22L 11SMnPb28 SuM22L 9SMnPb28 S250Pb
1215 SUM23 - SUM23 240M07 9SMn36 $300
- SUM23L - SUM23L
12014 SUM24L 11SMnPb28 SuM24L 9SMnPb36 S300Pb
- SUM25 12SMn35 SUM25
117 SUM31 - SUM31
- SUM31L SUM3IL
- SUM32 SUM32
1137 SUM41 SUM41
141 SUM42 - SUM42
1144 SUM43 44SMn28 SUM43
High carbon - STB1 - SuJ1
chromiom 52100 STB2 B1 SuUJ2 534A99 100Cr6 100Cr6
ASTMA STB3 B2 SUJ3
485
Grade 1
- STB4 SuJ4
STB5 SUJs
« The above Alloy steel can supplied by domestic manufacturing
© Stainless steel
US.A Korea IS0 Japan Great Britain Germany France Russia
Type AISI BS DIN NF
UNS | ope e bl e BS/EN DIN/EN NF/EN roct
Austenitic $20100 | 201 STS201 X12CrMnNiN17-7-5 | SUS201 284516 X12CrNi17-7 Z12CMN17-07Az | 12X17AH4
S20200 | 202 STS202 X12CrMnNiN18-9-5 | SUS202 301821 X2CrNiN18-7 07X16H6
$30100 | 301 STS301 X10CrNi18-8 SUS301 X12CrNi17-7 Z11CN17-08
STS301L X2CrNiN18-7 SUS301L
STS301J1 SUS301J1 302825 12X18H9
$30200 | 302 STS302 SUS302 X10CrNiS18-9 Z12CN18-09
S30215 | 3028 STS302B X12CrNiSi18-9-3 SUS302B 303521
$30300 | 303 STS303 X10CrNiS18-9 SUS303 303541 Z8CNF18-09 12X18H10E
$30323 | 303Se STS303Se SUS303Se X5CrNi18-10
STS303Cu SUS303Cu 304531 08X18H10
S30400 | 304 STS304 X5CrNi18-9 SUS304 X2CrNi19-11 Z7CN18-09
X2CrNi18-9 304511 03X18H11
S30403 | 304L STS304L X2CrNi19-11 SUS304L X2CrNiN18-10 Z3CN19-11
S30451 | 304N STS304N1 X5CrNiN18-8 SUS304N1 Z6CN19-09Az
S30453 | 304LN | STS304LN X2CrNiN18-8 SUS304LN X5CrNi18-12 Z3CN18-10Az
STS304J1 SUS304J1 305519 06X18H11
S30500 | 305 STS305 X6CrNi18-12 SUS305 Z8CN18-12
S30908 | 309S STS309S SUS309S 310831 X5CrNiMo27-12-2 | Z10CN24-13 10X23H18
$31008 | 310S STS310S X6CrNi25-20 SUS310S 316531 X5CrNiMo27-13-3 | Z8CN25-20
S31600 | 316 STS316 X5CrNiMo17-12-2 SUS316 X2CrNiMo17-13-2 | Z7CND17-12-02
X3CrNiMo17-12-3 316511 X2CrNiMo17-14-3 | Z6CND18-12-03 | 03X17H14M3
S31603 | 316L STS316L X2CrNiMo17-12-2 SUS316L Z3CND17-12-02
X2CrNiMo17-12-3 Z3CND17-12-03
X2CrNiMo18-14-3
S31651 | 316N STS316N SUS316N 317516 X6CrNiTi18-10
S31700 | 317 STS317 SUS317 321S31 X6CrNiNb18-10 08X18H10T
$32100 | 321 STS321 X6CrNiTi18-10 SUS321 347831 Z6CNT18-10 08X18H12
S34700 | 347 STS347 X6CrNiNb18-10 SUS347 X6CrAI13 Z6CNNb18-10
$38400 | 384 STS384 X3NiCr18-16 SUS384 405517 Z6CN18-16
Ferritic S40500 | 405 STS405 X6CrAlI13 SUS405 Z8CA12
STS410L SUS410L X6Cr17 Z3C14
S42900 | 429 STS429 SUS429 430817 X7CrS18 12X17
$43000 | 430 STS430 X6Cr17 SUS430 X6CrMo17-1 Z8C17
$43020 | 430F STS430F X7Crs17 SUS430F 434517 Z8CF17
S43400 | 434 STS434 X6CrMo17-1 SUS434 Z8CD17-01
S44400 | 444 STS444 X2CrMoTi18-2 SUS444 Z3CDT18-02
544627 STSXM27 SUSXM27 X10Cr13 Z1CD26-01
Martensitic | S40300 | 403 STS403 SUS403 410821
S41000 | 410 STS410 X12Cr13 SUS410 416321 X20Cr13 Z13C13
S41600 | 416 STS416 X12Crs13 SUS416 420529 X20CrNi17-2 Z11CF13 20X13
$42000 | 420 STS420J1 X20Cr13 SUS420J1 431829 Z20C13 20X17H2
$43100 | 431 STS431 X19CrNi16-2 SUS431 Z15CN16-02
544002 | 440A STS440A X70CrMo15 SUS440A X7CrNiAI17-7 Z70C15
Precipitation | S17400 | S17400 | STS630 X5CrNiCuNb16-4 SUS630 Z6CNU17-04 09X17H710
hardening | 517700 | S17700 | STS631 X7CrNiAI17-7 SUS631 Z9CNA17-07
type STS631J1 SUSB31J1

5 e Technical Information
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Technical Information F

) Casting or forging steel

US.A Korea 1SO Japan Great Britain Germany France Russia
Type AlSI BS DIN NF
SAE A I50 aS BS/EN DIN/EN NF/EN roct
Grey iron No20B GC100 100,150, 200, FC100 GG 10 Ft10D
casting No 25 B GC150 250, 300, 350 FC150 Grade 150 GG 15 Ft15D
No 30 B GC200 FC200 Grade 220 GG 20 Ft20D
No 35B GC250 FC250 Grade 260 GG 25 Ft25D
No 45B GC300 FC300 Grade 300 GG 30 Ft30 D
No 50 B GC350 FC350 Grade 350 GG 35 Ft35D
No 55B Grade 400 GG 40 Ft40D
Spheroidal | 60-40-18 GCD400-15, GCD400-18 | 400-15, 400-18 FCD400 SNG 420/12 GGG 40 FCS 400-12
graphite iron SNG 370/17 GGG 40.3 FGS 370-17
casting 65-45-12 GCD450-10, GCD500-7 | 450-10, 500-7 FCD500 SNG 500/7 GGG 50 FGS 500-7
80-55-06 GCDB00-3 600-3 FCD600 SNG 600/3 GGG 60 FGS 600-3
100-70-03 GCD700-2 700-2 FCD700 SNG 700/2 GGG 70 FGS 700-2
Austempered FCAD FCAD EN-GJS- EN-GJS- EN-GJS-
Spheroidal
graphite iron
casting
Austenitic Type 1,2, FCA- L, S- FCA- F1, F2, GGL-, GGG- L-, S-
iron casting | Type D-2, D-3A FCDA- FCDA- S2W, S5S
Class 1,2
D Non-ferrous alloy
US.A Korea IS0 Japan Great Britain Germany France Russia
Type AISI BS DIN NF
SAE ks IS0 IS BS/EN DIN/EN NF/EN roct
LT T Aluminum 204.0 AC1B Al-CudMgTi AC1B A-U5GT
f - AC2A - AC2A -
Z','fg:ﬂ,?ss 3190 AC2B AC2B -
- AC3A AC3A LM-6 -
AC4A AC4A - G(GK)-AISi9Cu3
- AC4B - AC4B - - -
356.0 AC4C Al-Si7Mg(Fe) AC4C LM-25 G(GK)-AIS7TMG | A-S7G
A356.0 AC4CH Al-Si7TMg AC4CH - - -
355.0 AC4D Al-Si5Cu1Mg AC4D LM-16 - -
2420 AC5A Al-Cu4Ni2Mg2 AC5A - G(GK)-AMg5 A-UANT
514.0 AC7A - AC7A LM-5 - -
- ACB8A AC8A LM-13 A-S12UNG
AC8B AC8B LM-26 A-S10UG
AC8C AC8C - A-S10UG
AC9A AC9A LM-29 - -
- AC9B - AC9B - GD-AISi12 (Cu) A-S18UNG
Aluminum | A413.0 ALDCT Al-Si12CuFe ADCT LM20 GD-AISi10Mg A-S13
alloy die A360.0 ALDC2 - ADC3 - GD-AIMg9 A-S9G
casting 518.0 ALDC3 ADC5 - A-G6
- ALDC4 - ADC6 GD-AISi9Cu3 A-G3T
A380.0 ALDC7 Al-Si8Cu3Fe ADC10 - GD-AISi9Cu3 -
A380.0 ALDC7Z Al-SigCu3Fe ADC10Z LM24 -
383.0 ALDC8 - ADC12 LM2
383.0 ALDC8Z ADC12Z LM2 -
B390.0 ALDC9 ADC14 LM30 EN AW-5052 -
Aluminum | 5052 A5052S A5052S EN AW-5052 EN AW-5454 EN AW-5052
alloy 5454 A5454S - A5454S EN AW-5454 EN AW-5083 EN AW-5454
extruded 5083 A5083S AMg4.5Mn0.7 A5083S EN AW-5083 EN AW-5086 EN AW-5083
shapes 5086 A5086S - A5086S EN AW-5086 EN AW-6061 EN AW-5086
6061 AB061S AMg1SiCu AB061S EN AW-6061 EN AW-6063 EN AW-6061
6063 AB063S AIMg0.7Si AB063S EN AW-6063 EN AW-7003 EN AW-6063
- A7003S - A7003S EN AW-7003 - EN AW-7003
- A7NO1S - A7NO1S - EN AW-7075 -
7075 A7075S AlZn5.5MgCu A7075S EN AW-7075 EN AW-7075
D Heat resistant steel
USA Korea IS0 Japan Great Britain Germany France Russia
Type AISI BS DIN NF
UNS SAE KS 150 IS BS/EN DIN/EN NF/EN roct
Austenitic STR31 SUH31 331542 Z35CNWS14-14
STR35 SUH35 349552 X53CrMnNi21-9 | Z52CMIN21-09-Az
STR36 SUH36 349554 Z55CMN21-09-Az
$63008 STR37 SUH37 381534
$63017 STR38 SUH38
STR309 SUH309 309524 CrNi2520 Z15CN24-13
$30900 STR310 SUH310 310524 Z15CN25-20
$31000 309 STR330 SUH330 Z12NCS35-16
N08330 310 STR660 SUH660 Z6NCTV25-20
S66286 N08330 STR661 SUH661 CrAI1205
Ferritic R30155 STR21 SUH21 X6CrTi12
STR409 X6CrTit2 SUH409 409519 Z6CT12
$40900 STR409L X2CrTit2 SUH409L Z3CT12
409 STR446 SUH446 X45CrSio-3 Z12C25
Martensitic | S44600 STR1 SUH1 401545 745CS9
$65007 446 STR3 SUH3 Z40CSD10
STR4 SUH4 443365 Z80CSN20-02
STR11 SUH11
STR600 SUH600
$42200 STR616 SUH616

+ The above Heat resistant steel can supplied by domestic manufacturing
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Steel, non-ferrous metal symbol list

) Comparison of workpiece material standards

Group Standard term Code Group Standard term Code
Rolled Steel for Welded Suructure SWS Carbon Steel Forging SF
Rerolled Steel SBR F::g;d Chromium Molybdenum Steel Forging SFCM
Structural | Rolled Steel for General Structure SB Nickel Chromium Molybdenum Steel Forging SFNCM
Steel Light Gauge Steel for General Structure SBC Gray Cast iron GC
Hot- rolled Steel Plate, Sheet/ Strip for Spheroidal Graphite Cast iron GCD
Automobile Structural Use SAPH Cast .
. iron Blackheart Malleable Cast iron BMC
ﬁ:::: Cold-rolled Steel SheetStip . SBC Whiteheat Malleable Cast iron WMC
Hot-rolled Soft Steel Sheet/Strip SHP Pearltic Malleable Cast ron PMC
Carbon Steel Pipe for Ordinary Piping SPP Carbon Cast Steel sc
Carbon Steel Pipe for Boiler and Heat Exchanger STH High Tensile Strength Carbon s
Seamless Steel Pipe for High Pressure Gas Cylinder | STHG Cast Steel & Low Alloy Cast Steel
Carbon Steel Pipe for General Structural Use SPS Cast Stainless Cast Steel SSC
Carbon Steel Pipe for Machine Structural Use STST steel Heat Resisting Cast Steel HRSC
Alloy Steel Pipe for Structural Use STA High Manganese Cast Steel HMnSC
iti::I Stainless Steel Pipe for Machine and Structural Use | STS-TK Cast Steel for High Temperature SCPH
Carbon Steel Square Pipe for General Structural Use | SPSR and High Pressure Service
Alloy Steel Pipe SPA Brass Casting BsC
Carbon Steel Pipe for Pressure Service SPPS High Strength Brass Casting HBsC
Carbon Steel Pipe for High Temperature Service SPSR Bronze Casting Bre
Carbon Steel Pipe for High Pressure Service SPPH Phosphoric Bronze Casting PCB
Stainless Steel Pipe STSXT Aluminum Bronze Casting AIBC
Carbon Steel for Machine Structural Use SMxxC, SMxxCK Aluminum Alloy Casting ACXA
Aluminum Chromium Molybdenum Steel SACM Casting Magnesium Alloy Casting MgC
Chromium Molybdenum Steel SCM Zinc Alloy Die Casting Znbe
:-::3 Chromium Steel Scr AIummu.m Alloy D|eICast|n.g AQDC
Steel Nickel Chromium Steel SNC Magnesium Alloy Die Casting MgDC
Nickel Chromium Molybdenum Steel SNCM White Metal WM
Mangapese Steel and manganese S S Aluminum Alloy ?asting for I.3earing AM
Chromium Steel for Machine Structural Use ’ Brass Alloy Casting for Bearing KM
Carbon Tool Steel STC
Tool Hollow Drill Steel SKC
steel | ajoy Tool Steel STS, STD, STF
High Speed Tool Steel SKH
g Stzit::;ss Stainless Steel Bar STS
g Heat Heat Resisting Steel STR
@ | resisting | Heat Resisting Steel Bar STR
steel Heat Resisting Steel Sheet STR
Free cutting carbon steel SUM
Special steel STB
Spring steel SPS
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Technical Information F

S| unit conversion table

D Major Sl unit conversion table

® Force
N kgf dyn
1 1.01972x10" 1x10°
9.80665 1 9.80665x10°
1x10 1.01972x10° 1
m Stress
Pa or N/m? MPa or N/mm? kgf/mm? kgf/cm? kgf/m?
1 1x10°® 1.01972x107 1.01972x10° 1.01972x10"
1x10° 1 1.01972x10" 1.01972x10 1.01972x10°
9.80665x10° 9.80665 1 1x10? 1x10°
9.80665x10" 9.80665x107 1x10? 1 1x10*
9.80665 9.80665x10° 1x10° 1x10* 1
®= Pressure
Pa kPa MPa bar kgf/cm?

1 1x10° 1x10° 1x10° 1.01972x10°
1x10° 1 1x107 1x102 1.01972x107
1x10° 1x10° 1 1x10 1.01972x10
1x10° 1x10° 1x10™ 1 1.01972

9.80665x10* 9.80665x10 9.80665x10°2 9.80665x10" 1
® Work, energy, calorie
J kW-h kgf-m kcal
1 2.77778x107 1.01972x10" 2.38889x10™
3.60000x10° 1 3.67098x10° 8.60000x10?

9.80665 2.72407x10° 1 2.34270x10°

4.18605x10° 1.16279x10° 4.26858x10° 1
= Power
w kW kgf-m/s PS kcal/h
1 1x10° 1.01972x10" 1.35962x10° 0.860
1x10° 1 1.01972x10? 1.359 62 8.60000%10°
9.8165 9.80665x10° 1 1.33333x10° 8.433 71
7.355x10? 7.355x10" 7.5x10 1 6.32529x10°
1.16279 1.16279x10° 1.18572x10" 1.58095x10° 1

®m Specific heat

® Thermal conductivity

J/kg-K) kcal/(kg-°c) cal/(g-°c) W/(m-k) kcal/(h-m-c)
1 2.38889x10™ 1 8.6000x10"
4.18605x10° 1 1.16279 1
® Revolution per minute
min- s r.p.m.
1 0.0167 1
60 1 60
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Hardness calculating table

D Work piece hardness calculating table

Ergel Rockwell T Bl Rockwell T
3000kgf HB sl:::gleh 3000kgf HB sl:g:gfh
Vickers Ascale | o o | Cscale | Dscale | Shore (approximate Vickers Ascale | o oo | Cscale | Dscale | Shore (approximate
SOkgf | Standard | Cemented | 60kgt | 4o ¢ | 150Kgf | 100kof Value) S0kgf | Sandard | Cemented G0kt | o | 150Kgt | 100kgt valug)
ball  |carbide ball| Diamond 0 Diamond | Diamond ball  |carbide ball| Diamond q Diamond | Diamond
10m 10m particle mg':;’a g particle | particle MPa ) 10m 10m particle 1/1§|:E:)a I particle | particle MPa )
HV HRA HRC HRD HS HV HRA HRC HRD HS
940 - - 85.6 - 68.0 76.9 97 - 320 303 303 66.4 | (107.0) | 322 49.4 45 1005
920 - - 85.3 - 67.5 76.5 96 - 310 294 294 65.8 - 31.0 484 - 980
900 - - 85.0 - 67.0 76.1 95 - 300 284 284 65.2 | (1055) | 29.8 475 42 950
880 - (767) 84.7 - 66.4 75.7 93 - 295 280 280 64.8 - 29.2 471 - 935
860 - (757) 84.4 - 65.9 75.3 92 - 290 275 275 645 | (104.5) | 285 46.5 41 915
840 - (745) 84.1 - 65.3 74.8 91 - 285 270 270 64.2 - 27.8 46.0 - 905
820 - (733) 83.8 - 64.7 74.3 90 - 280 265 265 63.8 | (103.5) | 2741 45.3 40 890
800 - (722) 83.4 - 64.0 74.8 88 - 275 261 261 63.5 - 26.4 449 - 875
780 - (710) | 83.0 - 63.3 733 87 - 270 256 256 63.1 | (102.0) | 256 443 38 855
760 - (698) 82.6 - 62.5 726 86 - 265 252 252 62.7 - 248 437 - 840
740 - (684) 82.2 - 61.8 721 84 - 260 247 247 62.4 | (101.0) | 24.0 4341 37 825
720 - (670) 81.8 - 61.0 715 83 - 255 243 243 62.0 - 231 422 - 805
700 - (656) 81.3 - 60.1 70.8 81 - 250 238 238 61.6 99.5 222 417 36 795
690 - (647) 81.1 - 59.7 70.5 - - 245 233 233 61.2 - 21.3 4141 - 780
680 - (638) 80.8 - 59.2 7041 80 - 240 228 228 60.7 98.1 20.3 40.3 34 765
670 - 630 80.6 - 58.8 69.8 - - 230 219 219 - 96.7 (18.0) - 33 730
660 - 620 80.3 - 58.3 69.4 79 - 220 209 209 - 95.0 (15.7) - 32 695
650 - 611 80.0 - 57.8 69.0 - - 210 200 200 - 934 | (134) - 30 670
640 - 601 79.8 - 57.3 68.7 77 - 200 190 190 - 915 | (11.0) - 29 635
630 - 591 79.5 - 56.8 68.3 - - 190 181 181 - 89.5 (8.5) - 28 605
620 - 582 79.2 - 56.3 67.9 75 - 180 171 171 - 87.1 (6.0) - 26 580
610 - 573 78.9 - 55.7 67.5 - - 170 162 162 - 85.0 (3.0) - 25 545
600 - 564 78.6 - 55.2 67.0 74 - 160 152 152 - 81.7 (0.0) - 24 515
590 - 554 78.4 - 54.7 66.7 - 2055 150 143 143 - 78.7 - - 22 490
580 - 545 78.0 - 54.1 66.2 72 2020 140 133 133 - 75.0 - - 21 455
570 - 535 77.8 - 53.6 65.8 - 1985 130 124 124 - 71.2 - - 20 425
560 - 525 774 - 53.0 65.4 71 1950 120 114 114 - 66.7 - - - 390
550 (505) 517 77.0 - 52.3 64.8 - 1905 110 105 105 - 62.3 - - - -
540 (496) 507 76.7 - 51.7 64.4 69 1860 100 95 95 - 56.2 - - - -
530 (488) 497 76.4 - 51.1 63.9 - 1825 95 90 90 - 52.0 - - - -
520 (480) 488 761 - 50.5 63.5 67 1795 90 86 86 - 48.0 - - - -
510 (473) 479 75.7 - 49.8 62.9 - 1750 85 81 81 - 41.0 - - - -
500 (465) 471 75.3 - 491 62.2 66 1705 Note) 1. 1MPa = 1N/m¢
490 (456) 460 74.9 - 48.4 61.6 - 1660 2. The number In the blank is not generally used ranges
480 488 452 745 - 47.7 61.3 64 1620
470 441 442 741 - 46.9 60.7 - 1570
460 433 433 73.6 - 46.1 60.1 62 1530
450 425 425 73.3 - 453 59.4 - 1495
440 415 415 728 - 44.5 58.8 59 1460
430 405 405 72.3 - 43.6 58.2 - 1410
420 397 397 71.8 - 42.7 575 57 1370
410 388 388 714 - 41.8 56.8 - 1330
100 379 379 70.8 - 40.8 56.0 55 1290
390 369 369 70.3 - 39.8 55.2 - 1240
380 360 360 69.8 | (100.0) | 38.8 54.4 52 1205
370 350 350 69.2 - 39.9 53.6 - 1170
360 341 341 68.7 | (109.0) | 36.6 52.8 50 1130
350 331 331 68.1 - 35.5 51.9 - 1095
340 322 322 67.6 | (108.0) | 34.4 51.1 47 1070
330 313 313 67.0 - 33.3 50.2 - 1035
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Technical information for turning

D Insert shape and terminology

Side relief angle

Side rake angle

‘N Side cutting edge angle

End cutting edge angle

Shank width
]

Cutting edge angle

Cutting edge height

Relief angle

® Relating angles between tool and workpiece

Total length

Shank height
— ¥

Cutting edge

inclination | 1erminology Function Effect
Side rake i i i + (+): Excellent machine-ability(reducing cutting force, weakening cutting edge strength)
::kI: angle S:)J:tlpogl (f)(:]rigaﬁlijftetmg heat, The effects of chip * (+): When machining excellent machine-ability or thin workpiece
9 Rake angle « (-): When strong cutting edge is needed at interrupted condition or mill scale
Relief Relief angle ) . ) — . . )
angle Side relief angle Only cutting edge contact with cutting face (-): Cutting edge is strong but has short tool life to make bad influence on flank wear
Cutt;l:lgleedge « Affects chip control and cutting force direction + (+): Improved chip control because chip thickness is big
Cutting edge | Side cutting ) ) — « (+): Strong cutting edge due to distributed cutting force but chip control is bad by thin chip thickness
angle edge angle Affects chip control and cutting force direction « (-): Improved chip performance
End cutting - ) ) P : ) )
edge angle + Prevent friction between cutting edge and cutting face | « (-): Cutting edge is strong but has short tool life to make bad influence on flank wear

) Calculation formulas for machining

® Gutting speed

nxDxn
1000

« vc: Cutting speed (sfm)
« D: Diameter (inch)

@D ve=

(m/min)

« n: Revolution per minute (min-1)
« m: Circular constant (3.14)

= Feed

vf
fn n (mm/rev)
- fn: Feed per revolution (ipr)
- vf : Table feed (sfm)
= n: Revolution per minute (min-1)

® Surface finish

Rmax

i

« Theoretical surface roughness

Rmax = ™ 1000
8r

+ Practical surface roughness

(um) Steel: Rmax x (1.5~3)
4m Cast iron: Rmax x (3~5)
« Rmax: Profile depth(Maximum height roughness) (u)

« fn: feed (ipr)

« r:nose radius

® Power requirement

ke xWxapxin
4500 x n

KC xWxapxfn

Prw= 6120 x1

Pup =

« Pkw: Power requirement [KW]

* Pup: Power requirement (horse power) [HP]
« vc: Cutting speed [m/min]

« ap: Depth of cut [mm]

- fn: Feed per revolution [mm/rev]
« ke: Specific cutting resistance [kg/mm2]
« n: Machine efficiency rate (0.7~0.8)

@ Material removal rate

Rough Kc
Mild stee! 190 Q (cm¥min) = vc x ap x fn
Medium carbon steel | 210
High carbon steel 240
Low alloy steel 190
High alloy steel 245 + Q: Material removal rate [er/min]
Cast iron 93 + ap: Depth of cut [sfm]
Malleable cast iron 120 + ve: Cutting speed [inch]
Bronze, Brass 70 - fn: Feed per revolution [ipr]
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¢ Machining time

External face machining 1 Constant revolution per minute - T Machining time [sec]

60 X L « L: Cutting length [inch]

L T= « fn: Feed per revolution [ipr]

fn X n Revol ]
« n: Revolution per minute [inc
G T T o Eree - D: Diameter of workpiece [inch]
oD gsp » ve: Cutting speed [sfm]

1 1000 X fn X vc

External face machining 2 Constant revolution per minute « T: Machining time [sec]
« L: Cutting length [inch]
X
L T= ?r?ix:; X N « fn: Feed per revolution [ipr]
« n: Revolution per minute [min]
< —
— o . « D1: Maximum diameter of workpiece [inch]
Constant cu“mg speed « D2: Minimum diameter of workpiece [inch]
2Dz | D1 « ve: Cutting speed [sfm]

_ 60 X m XL X(Di+D2) ; B
r* T= 5 X 1000 X X ve. % N N: The number of pass = (D1-D2)/d/2

Facing Constant revolution per minute - T: Machining time [sec]
L 60 x (D1 - D) - Tt Machlnlng tm?el befgre the maximum rpm(sec]
= T= ——"—7— XN « L: Width of machining [inch]
== 2 X fnXn .
12 - fn: Feed per revolution [ipr]

Constant cutti d - n: Revolution per minute [min]
@D2 |2D1 UL + D1: Maximum diameter of workpiece [inch]

_ 60 X 1w X (D1 +D2) X (D1 — Do) + D2: Minimum diameter of workpiece [inch]
= 4000 X In X ve XN + ve: Cutting speed [sfm]

« N: The number of pass = (D1-D2)/d/2

Constant revolution per minute

Grooving + T: Machining time [sec]
o 60 X (Dw _ Dz) « T1: Machining time before the maximum rpm(sec]
‘ T= W « L: Width of machining [inch]

« fn: Feed per revolution [ipr]

Constant cutting speed o Revolgtion pelr minute [min-1]l .
@D2 | ZD1 « D1: Maximum diameter of workpiece [inch]

60 X © X (D14 D2) X (D1—D2) « D2: Minimum diameter of workpiece [inch]

Constant revolution per minute

Parting « T: Machining time [sec]
= 60 X D1 « T1: Machining time before the maximum rpm{sec]
‘ T= 2 X in X n « T3: Machining time till maximum RPM[sec]

« fn: Feed per revolution [ipr]

Constant cutting speed o n: Revolutlpn per mlnutf? [min-1] , ,
§ZD3 @D+ + nmax: Maximum revolution per minute [min-1]

60 X © X (D14 Ds3) (D1— Ds3) « D1: Maximum diameter of workpiece [inch]
- - T = 4000 X fn X ve « D3: Maximum diameter at maximum RPM [inch]
- - ve: Cutting speed [sfm]
60 X D3

2 X fn X Mo

Ts=T+
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2 The effects of cutting conditions

« The most desirable machining means short machining time, long tool life and good precision
This is the reason that proper cutting condition for each tools should be selected according to material’s properties,
hardness, shapes, the efficiency of machine

D Cutting speed’s effects

« When the cutting speed increases up to 20% in an application, the tool life respectively decreases down 50%
Although inversely, if the cutting speed increases up to 50% the tool life decreases 20%. On the other hand if cutting speed
is too low (66~131 sfm) Tool life shortens due to vibration

D Feed

« The feed rate in turning means the progressed interval of a distance in a work piece within 1 revolution
The feed rate in a milling application means the table feed divided by number of teeth of cutter (feed rate per tooth)

D The effects of feed

- When the feed rate decreases the flank wear is increased. When the feed rate is too low, the tool life shortens radically

« When the feed rate increases, the flank wear increases due to high temperatures, however the feed rates effects tool life less
than the cutting speed. And higher feed rates improve machining efficiency

(Relationship between feed and flank wear in steel turning)

5 0016
- Workpiece: SNCN431 £ x \
- Grade: ST20 g oo «
. E x/|
+ Cutting speed: 656 sfm S 0.008 x X o XX -
- Depth of cut: 0.039 inch =
A ) 0.004
+ Cutting time: 10 min
| | | [ | | | | | | [N
0.001  0.002 0.003 0.004 0.006 0.012 0.016
Feed (ipr)

D Depth of cut

» Determined by the required allowances in machining a material and the capacity the machine can tolerate
There are cutting limits according to the different shapes and sizes of the insert

(Relationship between depth of cut and flank wear in steel turning)

. 5 0016\
+ Workpiece: SNCN431 £ L~
+ Grade: ST20 § 0.012 -
« Cutting speed: 656 sfm § 0.008 ~ . —%X
+ Feed: 0.008 ipr o ~Xe—_x <
+ Cutting time: 10 min 0.004
0 1 1 I I | 1 1 111111 1 | .
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D The effects of cutting conditions

« The depth of cut does not have a big influence on tool life

« When the depth of cut is small the work piece is not cut but rather rubbed. In these cases, machine off the work hardened
parts that decrease tool life

« When machining a cast skin or milling scale smaller depth of cuts usually cause chipping and abnormal wear because of
hard impurities in the surface of the work piece

(Surface parts including mill scale Roughing)

Depth of cut

Mill scale

O Relief angle

« Relief angle avoids the friction between workpiece and relief face and makes cutting edge move along workpiece easily

® Relationship between various relief angle and flank wear

1. If relief angle is big Flank wear decreases
2. If relief angle is big Cutting edge strength weakens
3. If relief angle is small Chattering occurs

Selection system
Big flank

1. Hard workpiece/When strong cutting edge is needed wear
- Low relief angle

2. Soft workpiece/Workpiece turning to work hardening easily
- High relief angle

Same depth of cut

Wear amdunt

Low relief angle High relief angle

« Workpiece: 4320(H) E b v-ee0sm
« Grade: P20 § 0012 <
=

* Depth of cut: 0.04 inch = 0.008 Breakage

- Feed: 0.013 ipr = x 7

- Cutting time: 20 min 0004t S’

g fime: \A\ ve =330 sfm
4, A
0.002 "
ve =160 sfm
0 -~
3 6° 8 10° 12° 15° 20°
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D Side cutting edge angle

« Side cutting edge angle has big influence on chip flow and cutting force therefore proper side cutting edge angle is very important

®m Side cutting edge angle and chip thickness
« As side cutting edge angle is getting bigger chips are getting
thinner and wider (refer to left picture)
« At the same feed and depth of cut with approach angle 0" Chip thickness is the
same as feed (t = fn) and chip width is equal to depth of cut (W=ap)

tr =0.97t, Wi =1.04W
t2=0.87t, W2 =1.15W

® Side cutting edge angle and 3 cutting forces

1. Big side cutting edge angle with the same feed makes chip attaching
length longer and chip thickness thinner. So that cutting forces scatter to
long cutting edge therefore tool life gets longer

2. Big side cutting edge angle for machining long bars can cause bending

Selection system

1. Deep depth of cut finishing/Long thin workpiece/Low machine rigidity
- Small side cutting edge angle

2. Hard and high calorific power workpiece/Roughing big workpiece/
High machine rigidity - Big side cutting edge angle

fn (ipr)

©)

el

@ “Force P is loaded.” @ “Force P is scattered to P1, P2.”

As approach angle gets bigger Back force gets bigger and
feed force gets smaller

® Side cutting edge angle and cutting performance

fn (ipr) fn (ipr) fn (ipr)

i il

&V
O

O O
£
t @ b §
S © ©
Oo 759
30°
@ Approach angle 0° @ Approach angle 15° @ Approach angle 30°

+ Workpiece: 4140
+ Grade: TNGA433

| /L
400

—— T

Principal force

Cutting force(kgf)

+ve: 330 sfm
- ap: 0.16 inch 30
+fn: 0.018 ipr 200

X Feed force
100 r\ —)

|

0° 15° 30° 45°
Side cutting edge angle

® Side cutting edge angle and tool life
A

80

- Workpiece: 4130 60
Q%

* Grade: P20 30 A\ %
- Depth of cut: 0.12 inch 20 S
+ Feed: 0.008 ipr

Tool life (min)

Side cutting
edge angle 15°

—

W o o O

Side cutting
edge angle 0°

100 150 200 300
Cutting speed vc (sfm)

Specification < Approach angle >
Wear rate High < » Low
Workpiece Easy to cut material < » Difficult to cut material

Machining power

Small <

> Big

Chatter

Hard to occur <

» Easy to occur

How to machine

Finishing <

> Roughing

Workpiece rigidity

Long thin workpiece <

» Thick workpiece

Machine rigidity

In case of low rigidity <<

> In case of high rigidity
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D End cutting edge angle

« |t affects machined surface to prevent interference between surface of workpiece and insert

1. If end cutting edge angle reduces cutting edge get stronger but cutting heat generated by machining increases

2. Small end cutting edge angle can cause chattering due to the increases cutting force

2 Nose-R

« Nose-R affects not only surface roughness but strength of cutting edge

« In general, It's desirable that Nose-R is 2~3 times bigger than feed

Nose R and surface finish

Surface finish (u)

4k Feed fn (ipr)
<O~ o0.0118
& <D~ 0.0083

30 O 00059 |
- 00042

@ 0.0030

00%57 00315 00472 00630 00787 0004
Nose-R (inch)

+ Workpiece: 4340, HB200

« Grade: P20

+ve: 400 sfm

< ap: 0.020 inch

1. Big Nose-R improves surface finish
2. Big Nose-R improves cutting edge strength

3. Big Nose-R reduces flank wear and crater wear

Nose R and tool life

2000

1000

Tool life (the number of impact)

A

~

/

S ami

"

A

0.020

4.Too big Nose-R causes chattering due to increased cutting force

Selection system

1. For finishing with small depth of cut/long and thin workpiece/

When machine power is low - Small Nose-R
2. For applications that need strong cutting edge such as intermittent and machining mill scale/

0.040 0.069

« Workpiece: 4140, HB280
« Grade: P10

+ve: 330 sfm
+fn: 0.012 ipr

«ap: 0.02 inch

For roughing of big workpiece/When the machine power is strong enough - Big Nose-R

= Relationship between nose radius, feed and various surface roughness

0.079
Nose-R (inch)

Nose R and wear of tool

0.024

0.016

0.008

Flank wear VB (inch)

A

T
<= |Cracter wear
-~ Flank wear

\

o

LS
~o—]

0020 0040 0059 0079 010
Nose-R (inch)

« Workpiece: 4340, HB200

- Grade: P10

+ve: 460 sfm < ap: 0.08 inch
+fn: 0.008 ipr < T: 10 min

¥ Roughness (H)

I h=Small

Small Corner Radius

J Roughness (H)

~ A h=large

Large Corner Radius

Nose R
o 0.4 0.8 1.2
0.15 NAH I Lo S e
0.26 N NN T == — =
NN/
0.46 \ » » e e e e g B
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) Cutting edge shape and the affects

® Rake angle (a1)
Rake angle has big influence on cutting force,
chip flow and tool life

1. High rake angle results in good suface finish

2. As the rake angle increases by 1° Machining power
decreases by 1%.

3. High rake angle weakens cutting edge

Selection system

1. For hard workpiece/For applications that need strong cutting
edge such as interrupted and machining mill scale
- Low rake angle
2. For soft workpiece/Easy to cut material/
When the rigidity of machine power and workpiece is low
- High rake angle

= Rake angle and the direction of chip flow

Rake angle:y  Side rake angle: A

Y: nega (-)
A: nega (-)

Y: posi (+)
A:nega (-)

Principal force (kg)

Feed force (kg)

Y Y
200
a=-5 120f p—
160 [~ -
a=15 80
e
120 - ~ oy
=25
wol- 40
a=2
40 0
160 330 490 660 820 160 330 490 660 820
Cutting speed (sfm) Cutting speed (sfm)
y: nega (-)
A: posi (+)
Positive )
rake Angle/ ~«
(+) B
o7 - - Negative - B
Y: posi (+) / '(‘rik)e A”g'e/’”]\\
A: posi (+) ' Fnosiﬂve Negative —~ ™~

In order to prevent machined surface from damages Avoid nega,

posi combination.

) Selecting proper tools

y:nega (-) A:posi(+)

'
'
[
I
\/kﬂ/

Relief angle

Insert

Relief angle

« Nowadays, It’s very difficult to select the best tools in complicating tooling system and various cutting conditions However,

It can be simplified by classifying basic factors below

Selection of inserts
i and tool holder

A Basic factors

- Workpiece material

- Workpiece shape

- Workpiece size

- Hardness of workpiece

- Surface roughness of workpiece (before machining)
- Surface finish required

- Type of lathe machine

- Condition of lathe machine (rigidity, power etc)

- Horse power of machine

- Clamping method of workpiece

B  Selection system

@ Select as big approach angle as possible

(2 Select as big shank as possible

@) Select as strong cutting edge of insert as possible

@ Select as big nose radius as possible
® In finishing, Select the insert using many corners

® Select as small

insert as possible

@ Cutting speed should be determined carefully according to cutting conditions

Select as deep

depth of cut as possible

©) Select as fast feed as possible

Cutting condition should be determined within chip breaker application ranges
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D Trouble shooting
Tool failure Cause Solution

Crater wear
* Improper grade + Choose harder grade
+ Excessive cutting condition * Decrease cutting condition

Fracture * Improper grade + Choose tougher grade

A * Excessive feed * Decrease feed
' « Shorten cutting edge strength * Apply to large honed or chamfered edge

+ Insufficient rigidity of holder + Choose bigger size holder

Plastic deformation

* Improper grade
* Excessive cutting condition
* High cutting temperature

+ Choose harder grade

* Decrease cutting condition

+ Choose grade which heat
conductivity are big

Wear on nose radius
(Flank wear)

+ When the hardness of workpiece is too
high compare with tool

+ When machining surface hardened
workpiece

* Improper grade

+ Excessive cutting speed

+ Too small relief angle

+ Too low feed

+ Choose harder grade

+ Decrease cutting speed

+ Choose lager relief angle
* Increase feed

Thermal crack

+ Expansion and shrinking by cutting
temperature

* Improper grade
(*especially in milling operation)

* Apply to dry cutting
(In case of wet cutting, use enough
coolant)

+ Choose tougher grade

Chipping * Improper grade + Choose tougher grade
+ Excessive feed + Decrease feed
« Shorten cutting edge strength * Apply to large honing or chamfer edge
« Insufficient rigidity of holder + Choose bigger size holder
Notch wear
« Surface hardened workpiece + Choose harder grade
+ Friction due to bad chip geometry * Improve chip control form large
(Generate vibration) rake angle
Flaking
" . * Improve cutting performance from
’ - Deposition on cutting edge large rake angle
+ Bad chip control ) o
* Apply to chip pocket with big size
Complete breakage * Reduce the feed rate.
+ Unusable condition due to wear off * Reduce the depth of cut.
the most parts of cutting edge by « Select a tougher grade.
progress of wear + Select a stronger chipbreaker.
« Select a thicker insert.
Built-up edge

© &7

+ Slow cutting speed
« Sticky materials

* Increase cutting speed.
+ Use more positive rake geometry.
+ Use tougher grade
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D Types of tool failure and trouble shooting

Solution
Cutting conditions | Selecting insert grade Tool shape Machine clamping
2 |
E = = 2 s | S =y
g | 8 |2,/8 S 2| 2 |8, B | 8 -
Troubles Causes B = E| S (S8128 58 .|| S| |88 |8 8 8
@ Bl | 2| = |E585| 8 | 5| 2| 2| 2|22 58| x| | 8
2 z |5 | 5| 8 |& 23|  E|B| B |E|5° & 8 5|2
> 8| | E|S 52828 s /2| B |82 5 8|z
= o = S s 2 |28 B8 % 2 3 5 o €2l o 2 5 =
£ & © T £ 8z Sz 2 £/ & £ 5|22 £ 5|8 =
3 = 218 |2g|lgg| 5 || = | 3| BI|ES| S| | 8|8
2|5 8% 3% = s 2 8= 8 8 % 2
2 B | £ =
=R = » g E E
o
. Insert precision is variable o
Poor precision
Unstable machining size . .
Workpiece, Separation of tool o t I e o o o
Cutting edge back )
thrust is big Flank wear increase ® )
It's necessary to adjust because
machining precision changes Cutting condition is improper | 4 | % °
during operation.
Weakened cutting force Wet
by increasing wear of tool 4 cutting ¢ o t 1t ‘o
Cutting edge chipping $ 3 [ (] 1t ) [ N BN )
Poor surface Adhesion, built-up edge t |t Vgﬁt e o 1t 4| 0@
roughness for cuting
finishing ) " Wet
Criterion of tool e, Improper cutting conditions t ¥ 3 uting
Improper tool and shape
of cutting edge e t 1 o
Vibration, chattering L 2RI TR Cl\J/tYlier:g () o t I 4 e o o o
Cutting heat generation Improper cutting conditions L 2R TR (]
Poor machining precision and
short tool life by cutting heat Improper tool and shape o 1t 1
of cutting edge
L Improper cutting conditions 4y |t V:If’t [ ]
Burr, chipping, nap cuting
steel, aluminum (burr) Wear on the tool, improper
00L, IMprop © o t 3 ]
shape of cutting edge
i Improper cutting conditions L 2N ¢ o
Cast iron
(Weak chipping) Wear on the tool, improper
shape of cutting edge I ° t 1t 4 ® o o 0
. - Wet
Improper cutting conditions 1 C @
Soft steel cutting
(nap) Wear on the tool, improper
100!, IMProp ®© o t ]
shape of cutting edge
% :increase ¥ :Decrease ®:use @: Correct use
9 Tool life criterion
o KS B0813 ¢SO0 (B8688)
0.008 inch Precision light cutting , Finishing in nonferrous alloy Tool life criterion Application
Flank 0.016 inch Machining special steel Complete breakage Machining special steel
wear ; ; - -
width 0.028 inch General cutting in cast iron, steel etc Flank wear width VB = 0.012 inch Even flank wear of cemented carbides, Ceramic tool
0.040~0.050 inch | General cutting in cast iron, steel etc VBmax = 0.020 inch Uneven flank wear
Deoth of Crater wear width KT = 0.06+0.3 fmm (f: mm/ipr) Cemented carbides tool
epth of crater In general 0.002~0.004 inch — -
wear Criterion by surface roughness 1,1.6,2.5,4,6.3, 10mRa | When surface roughness is important
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Turning and grooving

D Selection of insert
- Feed rate - Decide maximum feed rate after considering the Characteristics of insert and machine
capabilities (Fmax = W x 0.075)
- Max feed rate should not be larger than the corner radius of the insert

- In grooving applications, chip evacuation problems can be remedied by using step feed
methods at small intervals

ap

- Depth of cut - The minimum depth of cut should be bigger than corner radius of insert w
- When deciding on the max depth of cut please consider the machine’s cutting load

- Depending on the shape of the insert, deflection of workpiece and clearance angle can ap x
be changed

D Notice for turning

« KGT/MGT tools are designed to incur side cutting force from its clearance angle; this feature gives you advantage over a standard ISO insert
 The standard MGT insert also provides a “wiper” effect to improve surface roughness

D Notice for finishing (offset need final quality)

« After desired diameter is grooved, continuous turning operation might cause
some deflection of the workpiece. In these cases follow the given formula,
offsetting these factors enable the desired diameter that you want

6 _OD-@D:

« To eliminate the difference in the machined diameter by utilizing the clearance
angle (which is commonly generated during the final turning operation) follow
the directions above when machining To obtain a good surface roughness
without offsetting in an application follows the directions below

1) Groove to the desired diameter ap
2) Pull the tool backs a total distance of 6/2
3) Continue the external turning operation to desired diameter

D Notice for MGT turning applications IS

« KGT/MGT tools are available for grooving and turning as a multifunctional tool. - -~
When using a M.G.T tool keep in mind that the tool imitates a standard ISO Y — '
turning application. The application uses a positive clearance angle where a
tool’s cutting force and depth of cut are all applied in an application. This might
create normal wear on the insert, after turning, a grooving process might not |
meet the desired diameter on the workpiece. To off set this, adjust the tool 0.1 —
mm and return to the original position of the grooving application

“Incorrect usage

D Machining workpiece with a radius bigger than the insert’s corner radius

P2 "Incomect usage|  Stabilize your tool pressure. KGT/MGT tools create a cutting load when machining a workpiece with a radius larger than the corner
7 radius of insert (shown in the picture). The unequal cutting force might initially break the insert or holder
- P
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Parting off & grooving
9 Insert
Lead angle applications Lead angle 0°(Neutral) Lead angle 4°~ 8° Lead angle 8°~15°
e S
o | 48 8~15°
Lead angle - T T
()
« 4°- Pipe (Tubing and hollow bar) * Parting off on solid bar type * Reduce the center stub when « Parting off on a thin-walled circular
« 6°- Pipe and solid bar » Occurring the center stub when parting off on solid bar type hollow section
« 8°- Solid bar parting off * Reduce the burr when parting off * Reduce the burr and center stub
« 15°- Small diameter Solid bar « Prevent to be deflected workpiece by on tubing or hollow bar type when parting off on small
cutting direction during parting off diameter solid bar type

« Available for use deep parting depth
% Available Inserts: MGMR/LOICIO - CICT - LP/RP(Lead angle), KGMR/LOOO - [ - PS/PT(Lead angle)

D Selection of Insert
« To properly match the insert and cutting condition, the following factors should be considered
- Width of insert - Chip breaker - Grade and nose R

« The relationship between the cutting width and cutting depth
- Neutral type, inserts with a 0-degree lead angle are best when used an applications maximum depth of cut
- In general alloy steel, the maximum depth of cut =W x 0.8

« Insert with lead angle
- To reduce burrs, we recommend using insert with a lead angle.
- Insert that have larger lead angles reduce burrs but will also decreases tool life
- In the case where burrs are acceptable, we recommend using a neutral type insert

D Setting of holders D Setting of parting off
« The cutting position should be exactly mounted on machined axis in « The edge height of an insert should be set within +0.17mm based on the center line
order to create a perpendicular direction or 90 to minimize vibration - Parting off should be done as close to the chuck as possible to minimize vibration

) o 0.08mm+0.025xCutting widthymax |——F—=———— ]
0.10/100 (0.08mm xCutting width)max ﬁii@

90" "'
72 Height of center

D Notice

« Keep a consistent cutting speed and feed
« Use proper amounts of coolant for better performance
 Properly clean the insert pocket before mounting insert

O Usage

« If insert is worn, immediately replace with a new insert. This is to prevent the damage on the workpiece
« If the holder seat is worn or damaged, replace with a new one immediately for stable clamping
< Do not grind or regrind the holder seat

D Selection of chip breaker

« Our chip breakers are designed to narrow chips during grooving operations. Narrow chips usually offer the following advantages
« Decreases friction between chips and the workpiece. This usually gives a better surface roughness finish
« With better chip flow, a machinist is able to increase feed rates due to a reduced cutting load
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Face grooving tools

D For shallow grooving MFMN300 MGMN400

» Economical tools utilizing a double
ended cutting edge system

» Newly designed chip breakers that help
ensure chip control for various face

grooving applications Cutting Width 3 mm

Cutting Width 4 mm

Horizontal MGFHR

Machining Dia. #24~200 mm

Vertical MGFVR

Machining Dia. ©24~60 mm

« Korloy face grooving tools provide
various holder line-ups to give you more
options and benefits

KGMN300~600

Cutting Width 3~6 mm

Horizontal KGFHR

Machining Dia. @34~220 mm

Vertical KGFVR

~

Machining Dia. #44~200 mm

D For deep grooving
« These tools are suitable for deep grooving with a single cutting edge (CDX = 25 mm)
« Avariety of chip breakers enable a machinist to apply a wide range of functions in machining
« A variety of holders ensures multiple application ranges

FGD FGM FMM Horizontal FGHH Vertical FGVH
Deep face grooving Wide face grooving turning Wide face grooving turning Machining Dia. Machining Dia.
(G class) (G class) (M class) 025~140 mm 025~140 mm
D Selection system of holder
« Follow these 3 simple directions to choose the right insert and holder for your application
Insert and holder Holder CDX Machining Dia.
Choose an insert and holder Choose the holder with the Choose the largest size of shank

shortest overhang that will
still meet the cutting depth
required

that best applies to your
application according to the
cutting width and part of
workpiece to be machined.

=

CDX
|

depending on the initial grooving
diameter required in the
application

Notice: To minimize chattering, use the shortest holder
according to CDX.

) Optimization of face grooving

Roughing: When face grooving decreases the cutting speed 40%
below a normal face turning operation

Finishing: When face grooving decreases the cutting speed 40%
below a normal face turning operation

/O
|
\I

@ -
+ Grooving at the initial « Face turning away + Face turning to center « Grooving at the initial + Radius operation » Face turning to center ~ « Grooving for the right
diameter from center diameter to the final toward final dimension you want
cutting depth and face dimension at the
turning away from bottom
center

D Notice for face grooving
« Before machining, check and adjust the following holder position

+ Check the cutting edge height at

« For better surface roughness, set up

the center of the workpiece

+ Machine towards the center and
check for burrs

the insert in order to perpendicular at
center line
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The comparison of chip breakers

Application I H:I " !:: I KYOCERA | TAEGUTEC | SUMITOMO | SANDVIK |KENNAMETAL ISCAR WLATER | MITSUBISHI SECO TUNGALLOY
Ultra- . DP(G Class) FA FA PMC | FF(G Clss), FV SF PK(GCass),FY | FFI T
Finishing W GP FL FB aF UF PF NF3 FH, FS, SY FR2 NS, ZF
VE VB pp FG LU, FE PF,XF N NF, SM NF4 FP NM, NS, S5
Finishing
: SF su 61 K F3p 5 LP, SH, SA W2 75, TSF
Medium io Ve Ha,ca Me SE Hu LF,CT 3 NS6 C(Ceme) AS
finishing LP,CP PQ,CJ FC S PIIC MP3 MV MFs M, AM
Application  predium WLHM | HK GSHS.PS | P, MT auUe) QM, SM WP, MN PP TF NM4, NP5 MA, MH M3, M5 70, M
cutting MP PG PC GE, UX PM, XM M3P MP5 P DM, None C/B
B2 AP, MR GN GM, None /B M5 ™
Roughing
GR PT,GT,HT, PH RT MUMEMX | PRWR | RN,NoneCB R3P RPS, N9 GHRP  |VRSMRG,MR7|  THS
GH PX HB, RH, RX HG, MP PR, XVR RH NR,HT | RP7,NR4, NRF Hz Ré, RS CH
Heavy duty WH Hz, EH Hp R AM HR NRR, NRS HX R6,R7,R8,PRE | THS, TRS
cutting
PRY,
T HTHY,HD | HU, HW, HF HR MM T3P HY P AT
Low w YF, XP, XP-T SF i L FY
carbon | Soft steel
o steel - XQ, XS SY
=
= W WP, WF ws LUW, SEW W, WL W WF NF sw FF2, MF2 APV, FW
(o)} "
£ 2;33 Wiper Lw Wo, WE wr Guw WM, WX W e NM MW M5, M3 ASW, SW
. WR AW . . Re, R
SH Cl,ST FS, VF, FX HM K ES UX PSS
Application ISha;t
(long bar) KNUX- KNMX- KNUX- KNUY-74 KNMX-19 KNMX
Finishing | VP2.WP | MQ,GU.SK EA SF SU, EF MF, XF FP.FF SEVLFM | NF4,FM5 SH,LM FF1, MF1 S5, SF, SA
Stainless | Medium
M S outting M HU, TK, S WP, EM EX.EGGU |MMXMQMMMC| MPUP,MS | PPTFM3M | NM4NR4 | MS,GMMM | M3 MF4 SM
Roughing RM MU ai MU HM,EM | MRXMRMRR |  RP.P MR, RaM RV5, NRS MA, ES M5, M5 S, $H
Finishing WP |NoeCB.CKQ| M wz KF,PMC,XF | T-20,FN T NM, K5 LK, MA M4 CF
Cast Medium
T cutting B25, MK 75,KG RT KT UX, 62 KM, XM UN, RP GN NM5RKS  [MK,GK,NoneCB| M5 CM, None G/B
Roughing | MARK | -MA GC.KH A MA KR, XMR, KRR | MR, S20,-MA | MA NR MA, RKT RK, -MA WR7 CH
Ultra- FS(G Cless)
finishing VP1 M, SK EA £ S.SOF | (A con) SF, PF NF4 FJ(G Clss) M1 SF
Finishing VP2 T ML UPEG | 2SR XF,SMC W PP NFT s MF1 HuM
HRSA i
Medium VP3 VS EM EX SV, SMR, XM | VS, GP, P, UN T NS, NMT NS MF4, MR3 HRF
cutting
Roughing VP4 MU ai MU YVR RP VR NRS, NRT RS, G MRs HRM
— FN2, PF2,
Aluminium alloy HA AH ML AX 2 GP, MS NF, PP MN2. P2 MJ MF1 P
FP ¥P.PP FA FX FC P, XF 11 PF P4 |SMGGCasFY| of
Finishing
VL VE 6P FB, LU(FP, FK) UF UF Fp FK6 SV FP Fi PSF, PF
Medium H\P ¥a FG LB, \F PM, XM LF,FP 1 NP4 FMR FMANK Lp MF2 PSS
M Application| Sutting WP HQ, GK PC.FM | NGU,SU,SC | UM,PMC WP, T-20 B FPB M4 PV K MV F2,M3 PS
K Roughing co5 None C/B T MU PRURJR | MFGMC 19 RP4, RM4, RK6 | None C/B, MP M5 PM
. wp Luw WL, W W WF PM sw
o Wiper
> . wr SOW WM, WK MW WG W
=
2 Finishing | FS.MSVP | CFGF.GQ F6 FRLFCFM | MEMMMMC | 11, UF,LF P e e | RGOS e e pes
Q. |\  Stainless oo ‘
steel For | HEIUM0 | 5o vL, Ly Ma sA 1B.Sl MR, YR MF B R4 MM M3 PS
outting MU MF SMC MaM None C/B M5 M
Medium
Cast outting WP Ha PC MU KF, KM LF 17 K6 MK M3 M
fron | Roughing c25 6K T None C/B KR MF, UF 19 MK4,RK6 | None C/B, -MW M5 None C/B
Aluminium alloy AK, AR M fL AW, AG, AY AL HP, LF AS,AF P2 Z.FS AL AL
H'QRO'I’e’f:r:zg’g::s’égg'"g KFKM | FSF,USF.J,A3 | GFFF.GW | FYFXFZ K, F, UM GH LF, RF, XL F, SR, SS, SM UK |J8,410, JRP, JPP
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The comparison of grade for turning

© WC Turning Grades
IS0 m Sandvik SECO WALTER |Kennametal| ISCAR | Tungaloy | Taegutec |Mitsubishi| Kyocera |Sumitomo | Hitachi Dijet Valenite
IC50M . ST30A
P35 | ST30A TP3501 o0 UX30 UTI20T | PW30 e EX35
S05 | Hot KS05F MTa005
$10 | Hos KU10 Ico7 TH10 K10 RTO010 | KW10 WH13S
K313 KS15F
s15 H13A Kes Ico8 S TF15 GW15
K05 | Hot KSO5F HTiOST H1 WHO5
K10 | Hos 890 TH10 K10 HTHOT | KWAHO W10 KT9
K15 KS15F
K20 | G10 H13A HX pIE IC20 KS20 UTI20T | GW15 G10 WH20
N10 | Hot H10 KU10 KS05F H1
HX K313 Ic08 ,
N20 | HOs X WN23 fol 208 TH10 K10 HTi0 KW10 KT9
N30 | G10 H13A 883 GW15 G10
D CVD Turning Grades
IS0 M Sandvik SECO WALTER |Kennametal| ISCAR | Tungaloy | Taegutec |Mitsubishi| Kyocera |Sumitomo | Hitachi Dijet Valenite
GC4405 WKPO1G CAS505 | AC8115P
Pos |NCazos | SGH%05  posor | WKROIS [kcros | icotos | Toeos TT81058 | UEG10s | Sa2900 | ACBIISPIhGgoro  |uctiov
TP1501 | WPP10S CAT15P | AC8020P
NC3215 | GC4415 KCP10 | 108150 | To215 TT81158 | MC6115 JCTOV | SV315
P15 TP1500 | WPP10G CA515 | AC8015P | HG8010
NC5320 | GC4315 | TR0 | WRRIOS [KCotio | ICot0s | Toti5 LC215P | UEBNO | Shsass | Acedop JC215v | VP5515
CA125P
TP2501 KCP25B MC6125 HG8025
GC4425 WPP20S IC8250 | T9225 TT81258 CAO25P | AC8025P SV325
P25 |NC3225 | Geazos [TP2500 | wppogg | KC9125 | iGgo05 | Tot5 LCoosp | MCBO25 | cngos” | acgoop | IP2000  1JC218V | ypggog
TGP35 KCP25C UEs020 | SASZS, GM25
NC3030 WKP30S
P30 | NG39%0 TaPas | WRPSOS TT5100 CAS535 | ACB30P VP5535
181358
GC4335 | TP3501 | WPP30S IC8350 | 19235 MC6135
P35 |NC3235 | GCgp3s |TPaso0 | WPP3oG | KCP3OB | iCo3s0 | To135 TI8188 | MCeoas | CAS%0 | ACBOSSP
M10 |NCO115 |GC2015 |TM1501 | WAMIO | KCM15B | IC6015 9215 |MCT015 | CAB515 | hGeo2oM Jetov
GC2220 | TM2501 | WMP20S 16125 IP100S | JO525X
M0 |Ncotps | 502220 | TMESOI WP |kemess |iceozs | 112 o225 | MC7025 | CA6525 | Ace03om | [RA30S | ICS29K | ypsgos
TM3501 16130 JC5015 | VC90T
M30 | NC9135 | GC2035 | IMSSO0lwam0 | KCM3sB e TT9235 | US735 ACEIOM | GMBO3s | IS0LS | VES
5205 MP9005
S05 | SNCBO5 | S0 wsMo1 | KCU10 TTa00s | MESOO AC5005S | IP0S0S | JCBOSX | VC929
MC5105
WKPO1G CA305 | AC4010K | HG3305
KO05~10 | NCE310 | GC3205 | TKI001 | WhROoS | KCKOS  |ICB005 | T5105 Toos | Mesons | AR, | ATAOGK. | Hhsos | JCTOSV | VRISt
MC5115
GC3210 | TK1000 | WAK20 1515 17015 CA315 | AC4015K | HG3315
K15 |NCB315 | Geap5 | TKio01 | WKKeos | CK1SB  |IC5010 | 15435 LC21sk | MCR015 | Cagsts | ACatsk | Hxasis  |UCTIOV | VPISTO
TK2000 | WAK30 CA320
K20 |NC5320 | GCages | K200 | WAKSO [ kciaom 5125 TT7025 GA320 |AC420K | HCBOIO |JC218V | VPi515
| P 15-25 | NCs320 | GCazes WKP30S | KCK20B | 1C8025 | T5125 TT7025 CA4120 | AC420K
175100 IP3000 5V325
25-35 | NC5330 WPP30 | KCO140 | 1C8025 TIe100 | UEs03s acesom | 3000 | ycazsy | Y325
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The comparison of grade for turning

D PVD Turning Grades

Sandvik SECO WALTER |Kennametal| ISCAR | Tungaloy | Taegutec |Mitsubishi| Kyocera |Sumitomo | Hitachi Dijet Valenite
R AH110
P05 | PC8105 WSMoT iy PR1705 VC907
GH110 VP1ORT
P10 | PC8110 150 | WPPIOS [ KeS10 | caor AH120 VelouE JP5003
AH330 MS6015
CP200 KOEI0 |1Co07 AHG30 FREE ey
P15 |PC8115% e
GC1525
P20 | PC9030 152500 e
SH725 7035
P25 | PC5300 cPsoo  |wsM2t | KSUZ | icoos Chie 1508 PR1225 | AC1030U |IP2000 | JC5015 | VC905
PR1725
P35 |PC3035% PR1535
oass oa | VP2ORT IP3000
P40 | PC5400 CP600 1c830 {5080
M10 | PCB105% WSMoT 1c806 AH11O IP050S
GC1105 GH110 VPOSRT JC5003
mis | pcstto | S1119 12000 KOSI0 | o AH120 MP9005 VC929
GC1210 | CPano KGU10 G0y éﬂ%%% TT5080 MP9015 | pRo30 IP100S
M20 | PC8115% WSM10S KC5010 JC8015 VC927
AH725 VP15TF
PC5300 152500 PR1725 VC902
M30~35 | PCO030 | GC1125 | CP500 | WOM20S | KOU25 | ngng Qi | TIE0ED | VPRI || ey (| AlGREIL JC5015 | VG901
N WSM21 | KC5025 GH730 | TT9020 | MS7025 AC1030U
PC9035 CP600 e MSI025 | PRI53 VC905
AH6235 | TT8080
M40 | PC5400 WSM30S 1c830 hroass | TT8080 | MP7035 AC6040M
GC1105 MP9005 | PROOSS
so5 | pcsios | SS1109 WSMo1 1c806 AH905 WS008 | RO0SS | Acs005s | JP9105 | JC5003
s10 | PC8110 KCS10
KCS10B | IC807 A TTS080 | MP9015 | PROTSS | ACS01SS | noiie | jcgots
coiiis. [Taz000 KCU10 | IC907 TS0 | 113010 | VPIORT | PRI310 | ACS10U
S§15 | PC8115 GC1210 139500 WSM10S KC5010
CP200 13020 | MS9025
PC5300 WSM20S | KCU25 AH120 PR1535 | AC50255
$20~25 GC1125 | CP500 1c908 TT9080 | MP9025 JC5015
PC9035% SPoO0 |wsm21 | KCso2s AHr2s | 119080 | MPSOZ5 | pRisss | AC520U
TT8080
$30 | PC5400 WSM30S TT8080 | vp2oRT
752000 KGsi08 | 1c GHI0 e
10 807 110 929
K10 | PC8110 Tgs00 w0 | KGRI | G5 GHI0 | TTe0so | VP1ORT | PRE3D e
KC5010 AH110
VG902
KCU25 AH120 VP15TF AC1030U
K20 | PC5300 CP500 KeU2. | icoos AN20 Itreoso | VBASTE | PRisss | AGI0%0! ves01
% : PVD Coating cermet % : New Grade
© Cermet Turning Grades
IS0 m Sandvik SECO WALTER |Kennametal| ISCAR | Tungaloy | Taegutec |Mitsubishi| Kyocera |Sumitomo | Hitachi Dijet Valenite
PO5 KT1120 NS520 LN10
PV710
CC1015% KT315 IC20N PV3010 15002
P10 | cNis00 WCEI0 | krio5 IG250N CT3000 TNei0, | T500a 20
AP25N
P15 CT5015 VP25N T2000Z PX75
NX2525
PV720
AT9530
KT325 PV7020
CC1025% WTA43 IC30N GT9530 125007 | CZ25 CX75
P20 | CNos00 TP1020 | wragr | KT1120 |iC530N | Josao NX3085 | TN6O |T2500A | CHss0 | PXe0 VeE3
NS9530
TN6020
MP3025
P25 GC1525 MPs025 | pvro2s
PV730
P30 TP1030 PV90 130002
TN9O
K05 PV7005
cC1015 KT325 PV3010 | AP25N
K10 | £N1500 KT125 CT3000 | NX2525 (110004
1025 9530
K15 CN2500 CT5015 10530 TN6O cz25
NS9530
K20 CH550

% : PVD Coating cermet % : New Grade
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KORLOY TURNING TOOLS
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Index by items

0=0

Aluminum Inserts (Positive)

Application Example

Application Range of KORLOY Main Chip Breakers

Auto Tools (Blade)

Auto Tools (Blade) Inserts
Auto Tools (I1S0)

Auto Tools (IS0) Holder
Auto Tools (KGT) Holder
Auto Tools (KGT) Inserts
Auto Tools (KHP)

Auto Tools (KHP)

Auto Tools (MGT Plus / MGT) Inserts / Holder

Auto Tools (MSB Plus)
Auto Tools (MSB Tool)
Auto Tools (multi utility)
Bearing Solutions

Boring Bar Code System (IS0)
Cartridge

Cartridge Code System (IS0)
cBN Insert Grades

cBN Inserts

Cermet Grades

Chip breaker

Chip Breakers for Turning
Chip cover

Clamp

Clamp On System

Clamp on System

Clamp on System

Coated Cermet Grades
Compact Mini

Coolant bolt

CVD Coated Grades
Diamond Coated Grades
DLC Coated Grades
Double Clamp System
Double Clamp System

External Holders

External Tool Holder Code System (ISO)

Face Grooving Tools

2 (© INDEX

Turning

Multi functional tool
Chip Breakers Guide
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning
Turning

Parts

Turning
Turning Grades
Turning
Turning Grades
Parts

Chip Breakers Guide
Parts

Parts

Turning
Turning
Turning
Turning Grades
Turning

Parts

Turning Grades
Turning Grades
Turning Grades
Turning
Turning
Threading
Turning

Technical Information

B75
C2
A30
B177
B176
B162
B168
B183
B182
B152
B174
B184
B187
B205
B178
B211
B121
E4
B218
A18
B82
A14
E4
A24
E4
E4
B105
B129
B220
A15
B142
E5
A5
A16
A17
B91
B125
D32
B86
F21

Fine Tools

Grade System

Grooving Tools

Hardness Calculating Table
Heavy insert

Hexa Blade Insert / Holder
Index for Boring Bars
Index for Cartridges

Index for External Holders

Instructions of Boring Bar Assembly

Instructions of External Holder Assembly

Internal Holders
K-Notch

KGT

KGT Parting off Blades
KGT/MGT Cartridges
KHP Coolant

KORLOY Grade Index
Lever

Lever Lock System
Lever Lock System
Locator

Machining for Bearing shield
Machining Race-way
MGT

MGT for Aluminum Wheel
MGT Plus / MGT

Multi Lock System
Multi Lock System
Negative insert

Nozzle

Nut

Parting off & Grooving
PCD Insert Grades
PCD Inserts

Pin

Positive insert

PVD Coated Grades
Save Turn Boring Bars

Save Turn Holders

Multi functional tool
Grades

Multi functional tool
Technical Information
Turning Chip Breakers
Multi functional tool
Turning

Turning

Turning

Turning

Turning

Threading

Multi functional tool
Multi functional tool
Multi functional tool
Multi functional tool
Turning

Grades

Parts

Turning

Turning

Parts

Turning

Turning

Multi functional tool
Multi functional tool
Multi functional tool
Turning

Turning

Turning Chip Breakers
Parts

Parts

Technical Information
Turning Grades
Turning

Parts

Turning Chip Breakers
Turning Grades
Turning

Turning

C14
A3
C75
F9
A50
C74
B122
B219
B87
B124
B90
D33
C18
C28
C40
C57
B148
A2
E5
B96
B127
E6
B217
B217
c47
C61
C50
B107
B130
A33
E8
E6
F20
A23
B85
E6
A45
A9
B158
B155



Save Turn Inserts

Saw Man

Saw Man-X

Screw

Screw On System

Screw on System

Screw on System

Shim

Shim pin

Sl Unit Conversion Table

Sleeve

Sleeve

Special Order Form for Bearing Inserts

Special Order Form for MGT

Special Order Form for V-Pulley Inserts

Spring

Steel, Non-ferrous Metal Symbol List

Stop ring

Stopper

Surface insert

TB/TB-M Holder

TB/TB-M Insert

Technical Information for Aluminum

Technical Information for Auto Tools

Technical Information for Auto Tools (Blade)
Technical Information for Auto Tools (KGT/MGT)
Technical information for Auto Tools (KHP)
Technical information for Auto Tools (KHP)
Technical Information for Auto Tools (MSB Plus)
Technical Information for Auto Tools (MSB Tool)
Technical Information for Bearing Solutions
Technical Information for Fine Tools

Technical Information for Hexa Blade

Technical Information for K-Notch

Technical Information for KGT

Technical Information for KGT Parting off Blades
Technical Information for KGT/MGT Cartridges
Technical Information for KHP Coolant
Technical Information for MGT

Technical Information for MGT Aluminum Wheel

Turning

Multi functional tool
Multi functional tool
Parts

Turning

Turning

Turning

Parts

Parts

Technical Information
Turning

Turning

Turning

Multi functional tool
Multi functional tool
Parts

Technical Information
Parts

Parts

Turning Chip Breakers
Multi functional tool
Multi functional tool
Turning

Turning

Turning

Turning

Turning

Turning

Turning

Turning

Turning

Multi functional tool
Multi functional tool
Multi functional tool
Multi functional tool
Multi functional tool
Multi functional tool
Turning

Multi functional tool

Multi functional tool

B154 Technical Information for MGT Plus / MGT

C11 Technical Information for Save Turn
C6 Technical Information for Saw Man
E6 Technical Information for Saw Man-X

B114 Technical Information for TB/TB-M

B132 Technical Information for Threading

B222 Technical Information for Turning

E3 The Comparison of Chip Breakers

E7 The Comparison of Grade for Turning
F8 Thread Inserts

B144 Threading Code System
B209 Threading Inserts with Chip Breaker

B217 Turning and Grooving

c80 Turning Grade selections
c81 Turning Insert Code System
ES Turning Inserts (Negative)
F7 Turning Inserts (Positive)
E8 Uncoated Carbide Grades
E8 Vertical Type Holders

A53 Washer

c7 Wedge Clamp System

C68 Wiper insert

B73 Workpiece Material Grades

B160 Wrench
B175 Wrench bolt
B181

B150

B172

B185

B203

B210

C13

C72

C16

C21

C40

C56

B145

C46

C60

Index by items G

Multi functional tool
Turning

Multi functional tool
Multi functional tool
Multi functional tool
Threading

Technical Information
Technical Information
Technical Information
Threading

Threading

Threading

Technical Information
Turning Grades
Turning

Turning

Turning

Turning Grades
Threading

Parts

Turning

Turning Chip Breakers
Technical Information
Parts

Parts

c41
B153
c9
c4
C64
D4
F10
F22
F23
D11
D3
D10
F19
A4
B4
B5
B44
A13
D34
E8
B103
A52
F3
E8
E5



G Index by designation

AM chip breaker
American ACME

American Buttress

American UN

APl

API Buttress Casing
API Round Casing & Tubing

BF

British Buttress

British Standard Pipe Thread

C

CC1015
CC1025
CCET
CCET-KF
CCET-KM
CCET-KM
CCGT-AK
CCGT-AM
CCGT-AR
CCGT-FS
CCGT-FS
CCGT-FS
CCGT-KF
CCGT-KF
CCGT-KM
CCGT-KM
CCGT-MS
CCGT-MS
CCGT-MS
CCGT-VP1
CCGT-VP1
CCMT
CCMT-C25
CCMT-FP

4 (© INDEX

Turning Chip Breakers
Threading

Threading

Threading

Threading

Threading

Threading

Grooving Tools
Threading
Threading

Turning Grades

Turning Grades

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

PCD Inserts

Turning Inserts (Positive)

Turning Inserts (Positive)

A49
D25
D29
D17
D30
D31
D31

C79
D29
D23

A15
A15
B46
B47
B48
B163
B75
B75
B75
B45
B45
B163
B47
B162
B48
B162
B45
B45
B163
B46
B163
B85
B45
B44

CCMT-HMP
CCMT-MP
CCMT-VF
CCMT-VL
CCMT-VP1
CCMw
CCMw
CKFN...RW
CKGN...RW
CKJNR/L
CKNNR/L
CKUNR/L
CMSN...B
CMSN...F
CN1500
CN2500
CNGG-VP1
CNGG-VP3
CNMA
CNMA
CNMG-B25
CNMG-CP
CNMG-GR
CNMG-HA
CNMG-HM
CNMG-LP
CNMG-LW
CNMG-MK
CNMG-MM
CNMG-MP
CNMG-RK
CNMG-RM
CNMG-VB
CNMG-VC
CNMG-VF
CNMG-VL
CNMG-VM
CNMG-VP1
CNMG-VP2
CNMG-VP3
CNMG-VP4

CNMG-VQ

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
BN Inserts

PCD Inserts

Bearing Solution

Bearing Solution

Clamp on System

Clamp on System

Clamp on System
Bearing Solution

Bearing Solution

Turning Grades

Turning Grades

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
BN Inserts

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)

Turning Inserts (Negative)

B44
B44
B44
B44
B45
B84
B85
B214
B214
B105
B105
B129
B212
B212
A14
A14
B9
B10
B8
B84
B7
B5
B7
B10
B6
B5
B11
B7
B9
B6
B8
B9
B5
B5
B5
B5
B6
B9
B10
B10
B10
B7



CNMG-VR
CNMG-VW
CNMM
CNMM-GH
CNMM-GR
CNMM-HG
CNMM-HL
CNMM-HP
CNMM-HV
CNMM-HX
CNMM-VH
CNMM-VT
CP Chip Breaker
CPGT
CPGT-HMP
CPMT-C25
CPMT-VF
CPMT-VL
CSBN...BS
CSDPN
CSGN...RW
CSKN...BS
CSKP...B
CSKPR/L
CSKPR/L
CSKPR/L
CTFPR/L
CTFPR/L
CTFPR/L
CTGN...BS
CTGPR/L
CTSPR/L
CTTPR/L
CTWPR/L

DB
DB1000
DB2000
DBH

DC

Turning Inserts (Negative)
Turning Inserts (Negative)
PCD Inserts

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Chip Breakers
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Bearing Solution

Clamp on System
Bearing Solution

Bearing Solution

Bearing Solution

Clamp on System

Clamp on System

Clamp on System

Clamp on System

Clamp on System

Clamp on System
Bearing Solution

Clamp on System

Clamp on System

Clamp on System

Clamp on System

Grooving Tools
Turning Grades
Turning Grades
Grooving Tools

Grooving Tools

B8
B10
B85
B11
B11
B12
B11
B11
B12
B12
B12
B12
A37
B49
B49
B49
B49
B49
B215
B105
B215
B215
B213
B106
B129
B220
B106
B129
B220
B216
B106
B221
B221
B222

C78
A22
A22
C78
C78

DCBNR/L
DCET-KF
DCET-KF
DCET-KM
DCGT
DCGT-AK
DCGT-AM
DCGT-AR
DCGT-FS
DCGT-FS
DCGT-FS
DCGT-KF
DCGT-KF
DCGT-KM
DCGT-KM
DCGT-MS
DCGT-MS
DCGT-VP1
DCGT-VP1
DCGW
DCKNR/L
DCLNR/L
DCLNR/L
DCMT
DCMT-C25
DCMT-FP
DCMT-HMP
DCMT-MP
DCMT-VF
DCMT-VL
DCMT-VP1
DDJNR/L
DDUNR/L
DNG100
DNC250
DNC300
DNC350
DNGG-VP1
DNGG-VP3
DNMA

Index by designation G

Double Clamp System
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
PCD Inserts

Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

BN Inserts

Double Clamp System
Double Clamp System
Double Clamp System
PCD Inserts

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Double Clamp System
Double Clamp System
Turning Grades

Turning Grades

Turning Grades

Turning Grades

Turning Inserts (Negative)
Turning Inserts (Negative)

Turning Inserts (Negative)

B91
B52
B164
B53
B85
B76
B76
B76
B51
B51
B164
B52
B163
B53
B164
B51
B164
B52
B165
B84
B91
B91
B125
B85
B51
B50
B50
B50
B50
B50
B51
B92
B125
A20
A20
A21
A21
B17
B17
B16



G Index by designation

DNMA
DNMG-B25
DNMG-CP
DNMG-GR
DNMG-HA
DNMG-HM
DNMG-LP
DNMG-LW
DNMG-MK
DNMG-MM
DNMG-MP
DNMG-RK
DNMG-RM
DNMG-VB
DNMG-VC
DNMG-VF
DNMG-VL
DNMG-VM
DNMG-VP1
DNMG-VP2
DNMG-VP3
DNMG-VP4
DNMG-VQ
DNMG-VR
DNMG-VW
DNMM
DNMX-SH
DNMX-SR
DSBNR/L
DSDNN
DSKNR/L
DSKNR/L
DSSNR/L
DTFNR/L
DTFNR/L
DTGNR/L
DVJNR/L
DVVNN
DWLNR/L

DWLNR/L
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cBN Inserts

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
PCD Inserts

Turning Inserts (Negative)
Turning Inserts (Negative)
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System
Double Clamp System

Double Clamp System

B84
B15
B14
B15
B18
B14
B13
B18
B16
B16
B14
B16
B17
B13
B14
B13
B13
B15
B17
B17
B17
B18
B15
B16
B18
B85
B18
B18
B92
B93
B93
B125
B93
B94
B126
B94
B94
B95
B95
B126

ER(LH
ER(L)H-C

Extreme Line Casing

FGD

FGHH

FGM

FMM

FP chip breaker

FS chip breaker

GFIP

HO1

HO5

HB
HBEHR/L

Heavy Chip Breaker

1G

IGH

IR(LH
IR(L)H-C
IS0 Metric

KCER/L
KCFR/L
KGEHR/L

KGEHR/L-D00A

Thread External Holder (Screw on system)

Thread External Holder (Screw on system)

Threading

Grooving Tools
Grooving Tools
Grooving Tools
Grooving Tools
Turning Chip Breakers

Turning Chip Breakers

Grooving Tools

Grooving Tools

Turning Grades
Turning Grades
Hexa Blade Insert
Hexa Blade Holder

Turning Chip Breakers

Grooving Tools

Grooving Tools

Thread Internal Holder (Screw on system)

Thread Internal Holder (Screw on system)

Threading

KGT/MGT Cartridges
KGT/MGT Cartridges
KGT

Auto Tools (KGT) Holder

D32
D32
D31

C77
C75
C77
c77
A45
A47

C79
C79

A13
A13
C74
C74
A50

C77
Cc77
D33
D33
D13

C58
C58
C31

B183



K

KGEHR/L-DOOA
KGEHR/L-D00B
KGEHR/L-D00B
KGEHR/L-T00
KGEUR/L
KGEVR/L-T00
KGFHR/L
KGFVR/L
KGGN-A
KGGN-B
KGGN-R
KGGN-R
KGGN-R
KGIUR/L
KGIVR/L
KGMI-T
KGML-LP
KGML-LP
KGML-RP
KGML-RP
KGMN-C
KGMN-L
KGMN-L
KGMN-R
KGMN-R
KGMN-T
KGMN-T
KGMN-TL
KGMR-LP
KGMR-LP
KGMR-RP
KGMR-RP
KGTBA

KNB

KNG

KNGP

KNR

KNRP

KNSR

KNT

KGT

Auto Tools (KGT) Holder
KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

KGT

Auto Tools (KGT) Inserts
KGT

Auto Tools (KGT) Inserts
KGT

Auto Tools (KGT) Inserts
Auto Tools (KGT) Inserts
KGT

Auto Tools (KGT) Inserts
KGT

Auto Tools (KGT) Inserts
KGT

KGT

Auto Tools (KGT) Inserts
KGT

Auto Tools (KGT) Inserts
KGT

KGT Parting off Blades
K-Notch

K-Notch

K-Notch

K-Notch

K-Notch

K-Notch

K-Notch

C33
B183
C33
C34
C36
C35
C39
C38
C28
C29
C28
C28
C29
C36
C37
C29
B182
C30
B182
C30
B182
B182
C28
B182
C28
B182
C28
C28
B182
C29
B182
C29
C40
C18
C18
C18
C19
C19
C20

C18

KNUX-11
KNUX-12
KRGN-A
KRGN-CM
KRMI-C
KRMN-C
KSEHR/L
KSPBA
KSPBA-KHP
KSPHA

LP Chip Breaker

LW / VW Chip Breaker

M

MBBR
MBCBR
MBCFR
MBCR
MBCR
MBCR/L
MBER
MBFR
MBR
MCBLFR/L
MCER/L
MCFR/L
MCHR/L
MCKNR/L
MCLNR/L
MCLNR/L
MCLR
MCLR/L
MCMNN
MCRNR/L
MCVR/L
MDJNR/L
MDNNN
MDQNR/L

Index by designation G

Turning Inserts (Negative)

Turning Inserts (Negative)

KGT
KGT
KGT
KGT
Saw Man-X
Saw Man-X
Saw Man-X

Saw Man-X

Turning Chip Breakers

Turning Chip Breakers

Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
KGT/MGT Cartridges
KGT/MGT Cartridges
KGT/MGT Cartridges
Multi Lock System
Multi Lock System
Multi Lock System
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Multi Lock System
Multi Lock System
KGT/MGT Cartridges
Multi Lock System
Multi Lock System
Multi Lock System

B19
B19
C30
C30
€30
C30
c7
C6
c8
c7

A36

A52

B206
B191
B191
B187
B205
B187
B187
B206
B205
B192
€59

€59

C57

B107
B107
B130
B192
B193
B107
B108
C57

B108
B108
B109



G Index by designation

MDUNR/L
Metric Buttress
MFGR/L
MFGRR/L
MFMN
MFPR/L
MGEHR
MGEHR/L
MGEHR/L
MGEHR/L-15
MGEUR/L
MGEVR/L
MGEXR/L
MGFHR/L
MGFR
MGFVR/L
MGGN-A
MGGN-M
MGIUR/L
MGIUR/L-MR
MGIUR/L-MV
MGIVR/L
MGIXR/L-MR
MGML-PS
MGML-PT
MGMN-G
MGMN-G
MGMN-L
MGMN-M
MGMN-M
MGMN-R
MGMN-T
MGMR-PS
MGMR-PT
MGR

MGRR

MGSL

MGSR
MGSR/L
MHRNC-2F
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Multi Lock System
Threading

Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
MGT

Auto Tools (MSB Plus)
Auto Tools (MGT Plus / MGT) Holder
MGT Plus / MGT

MGT for Aluminum Wheel
MGT for Aluminum Wheel
MGT Plus / MGT

MGT Plus / MGT

MGT for Aluminum Wheel
MGT Plus / MGT

Auto Tools (MSB Plus)
MGT Plus / MGT

MGT

MGT

MGT Plus / MGT

MGT for Aluminum Wheel
MGT for Aluminum Wheel
MGT Plus / MGT

MGT for Aluminum Wheel
MGT

MGT

Auto Tools (MGT Plus / MGT) Inserts

MGT

MGT

Auto Tools (MGT Plus / MGT) Inserts

MGT
MGT
MGT
MGT
MGT
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)

Auto Tools (MSB Plus)

B130
D30
B197
B196
C47
B197
B184
C50
C61
C62
C51
C52
C63
C55
B208
C55
C48
C47
C53
C62
C63
C54
C62
C49
C49
B184
C47
C47
B184
C47
C48
C48
C49
C49
B207
B208
B194
B193
B194
B202

MHRNC-4F
MHRRC

MHRSC

MK Chip Breaker
MM Chip Breaker
MP Chip Breaker
MP chip breaker
MPPR

MPPR/L
MRGN-A
MRGN-A
MRMN-M

MS chip breaker
MSBNR/L
MSDNN
MSKNR/L
MSKNR/L
MSRNR/L
MSSNR/L
MTENN
MTFNR/L
MTFNR/L
MTGNR/L

MTHR

MTHR/L
MTJNR/L

MTR

MVGN

MVJNR/L
MVQNR/L
MVUNR/L
MVVNN
MWLNR/L
MWLNR/L

National Pipe Thread

National Pipe Threads-Dryseal
NC3205

NC3215

NC3225

Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
MGT

MGT for Aluminum Wheel
MGT

Turning Chip Breakers
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Auto Tools (MSB Plus)
Auto Tools (MSB Plus)
Multi Lock System
Auto Tools (MSB Plus)
MGT for Aluminum Wheel
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System
Multi Lock System

Multi Lock System

Threading
Threading
Turning Grades
Turning Grades

Turning Grades

B201
B200
B199
Ad1

A39

A38

A46

B196
B196
C49

ce1

c49

A48

B109
B109
B110
B130
B110
B111
B111
B111
B131
B112
B198
B198
B112
B209
C61

B112
B113
B131
B113
B113
B131

D23
D24
A5
A5
A5



NC3235
NC6310
NC6315
NC9115
NC9125
NC9135
ND3000
NFTF

NFTG

NFTIHA
NFTT

Partial profile 55°
Partial profile 60°
PC5300
PC8105
PC8110
PC8115
PC9030
PC9035
PCBNR/L
PCBNR/L
PCKNR/L
PCLNR/L
PCLNR/L
PCLNR/L
PCLNR/L
PCLNR/L
PD1005
PD1010
PDJNR/L
PDJNR/L
PDJNR/L
PDNNR/L
PDNNR/L
PDQNR/L
PDSNR/L
PDUNR/L

Turning Grades
Turning Grades
Turning Grades
Turning Grades
Turning Grades
Turning Grades
Turning Grades
Fine Tools

Fine Tools

Fine Tools

Fine Tools

Threading
Threading

Turning Grades
Turning Grades
Turning Grades
Turning Grades
Turning Grades
Turning Grades
Lever Lock System
Save Turn Holders
Lever Lock System
Lever Lock System
Lever Lock System
KHP Coolant

Save Turn Holders

Save Turn Boring Bars

Turning Grades
Turning Grades
Lever Lock System
KHP Coolant

Save Turn Holders
Lever Lock System
Save Turn Holders
Save Turn Holders
Lever Lock System

Lever Lock System

A5
A6
A6
A7
A7
A7
A16
C15
C14
C15
C14

D12
D11
A10
A9
A9
A9
A11
A12
B96
B155
B96
B97
B127
B148
B155
B158
A17
A17
B97
B148
B155
B98
B156
B156
B127

B127

PDUNR/L
PDZNR/L
PGMN-GM
PGMN-GM
PGMN-MM
PGMN-MM
PRDCN
PRGCR/L
PRMN-RM
PRMN-RM
PSBNR/L
PSBNR/L
PSDNN
PSDNN
PSKNR/L
PSKNR/L
PSKNR/L
PSKNR/L
PSSNR/L
PSSNR/L
PSSNR/L
PTFNR/L
PTFNR/L
PTGNR/L
PTTNR/L
PWLNR/L
PWLNR/L
PWLNR/L
PWLNR/L

PWLNR/L

RCGT-AK
RCGT-AR
RCMT-VM

RCMX

RK Chip Breaker
RM Chip Breaker
RNMG-B25

Round DIN405

Index by designation G

Save Turn Boring Bars

Save Turn Boring Bars

Auto Tools (MGT Plus / MGT) Inserts
MGT Plus / MGT

Auto Tools (MGT Plus / MGT) Inserts
MGT Plus / MGT

Lever Lock System

Lever Lock System

Auto Tools (MGT Plus / MGT) Inserts
MGT Plus / MGT

Lever Lock System

Save Turn Holders

Lever Lock System

Save Turn Holders

Lever Lock System

Lever Lock System

Save Turn Holders

Save Turn Boring Bars

Lever Lock System

KHP Coolant

Save Turn Holders

Lever Lock System

Lever Lock System

Lever Lock System

Lever Lock System

Lever Lock System

Lever Lock System

KHP Coolant

Save Turn Holders

Save Turn Boring Bars

Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Chip Breakers
Turning Chip Breakers
Turning Inserts (Negative)

Threading

B158
B159
B184
C45

B184
C45

B98

B99

B184
C45

B99

B156
B100
B157
B100
B128
B157
B159
B101
B148
B157
B101
B128
B102
B102
B102
B128
B149
B158

B159

B77
B77
B54
B54
A42
A40
B19
D24



G Index by designation

SBBR/L
SBCR/L
SBGR/L
SBHR/L
SBHR/L-X
SBR/L
SBTR/L
SCACR/L
SCACR/L
SCGT-AK
SCGT-AR
SCLCR/L
SCLCR/L
SCLCR/L
SCLCR/L
SCLCR/L
SCLCR/L
SCLPR/L
SCMT-C25
SCMT-FP
SCMT-HMP
SCMT-MP
SCMT-VF
SCMT-VL
SCR/L
SDACR/L
SDJCR/L
SDJCR/L
SDJCR/L
SDJCR/L
SDNCN
SDNCN
SDQCR/L
SDUCR/L
SDZCR/L
SGBR/L
SGR/L
SL(Sleeve)
SL(Sleeve)
SMBBA
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Auto Tools (Blade) Inserts
Auto Tools (Blade) Inserts
Auto Tools (Blade) Inserts
Auto Tools (Blade) Inserts
Auto Tools (Blade) Inserts
Auto Tools (multi utility)
Auto Tools (Blade) Inserts
Screw on System

Auto Tools (ISO) Holder
Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Screw on System

Screw on System
Compact Mini

Auto Tools (KHP)

Auto Tools (ISO) Holder
Auto Tools (KHP)

Screw on System
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (multi utility)
Screw on System

Screw on System

Auto Tools (KHP)

Auto Tools (ISO) Holder
Auto Tools (KHP)

Screw on System

Auto Tools (ISO) Holder
Screw on System

Screw on System

Screw on System

Auto Tools (multi utility)
Auto Tools (multi utility)
Sleeve

Auto Tools (MSB Plus)

Saw Man-X

B176
B176
B176
B177
B177
B179
B176
B114
B168
B78
B78
B114
B132
B142
B152
B168
B174
B133
B55
B55
B55
B55
B55
B55
B179
B114
B115
B152
B168
B174
B115
B169
B134
B135
B136
B180
B179
B144
B209
C6

SMBBA
SMBBA-KHP
SNGA
SNGG
SNGG-VP3
SNGN
SNGX
SNMA
SNMG-B25
SNMG-CP
SNMG-GR
SNMG-HA
SNMG-HM
SNMG-LP
SNMG-MK
SNMG-MM
SNMG-MP
SNMG-RK
SNMG-RM
SNMG-VB
SNMG-VC
SNMG-VF
SNMG-VL
SNMG-VM
SNMG-VP2
SNMG-VP3
SNMG-VP4
SNMG-VQ
SNMG-VR
SNMM-GH
SNMM-GR
SNMM-HG
SNMM-HL
SNMM-HP
SNMM-HV
SNMM-HX
SNMM-VH
SNMM-VT
SNMX
SNUN
SPBA
SPBA-S

Saw Man

Saw Man-X

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Saw Man

Saw Man

C11
c8

B24
B23
B25
B26
B27
B23
B22
B20
B22
B26
B21
B20
B23
B24
B21
B24
B25
B20
B20
B20
B20
B21
B25
B25
B25
B22
B24
B27
B27
B28
B27
B27
B28
B28
B28
B28
B26
B26
C11
c11



SPGA
SPGN
SPGN
SPGR-F
SPGR-M
SPGT
SPHA
SPHA-S
SPMR-F
SPMR-M
SPMT-VF
SPMT-VL
SPUN

SR / SH Chip Breaker
SRCP...B
SRDCN
SRGCR/L
SRGCR/L
SRGP...E
SRGP...F
SSBCR/L
SSDCN
SSKCR/L
SSKCR/L
SSKCR/L
SSKP...B
SSKPR/L
SSSCR/L
SSSCR/L
STACR/L
STACR/L
STFCR/L
STFCR/L
STFCR/L
STFPR/L
STGCR/L
STLBR/L
STR/L
STTCR/L

STTCR/L

Turning Inserts (Positive)
Turning Inserts (Positive)
PCD Inserts

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Saw Man

Saw Man

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Chip Breakers
Bearing Solution

Screw on System
Screw on System

KHP Coolant

Bearing Solution
Bearing Solution

Screw on System
Screw on System
Screw on System
Screw on System
Screw on System
Bearing Solution

Screw on System
Screw on System
Screw on System
Screw on System

Auto Tools (ISO) Holder
Screw on System
Screw on System
Screw on System
Screw on System
Screw on System
Compact Mini

Auto Tools (multi utility)
Screw on System

Screw on System

B57
B57
B85
B56
B56
B57
C12
C12
B56
B56
B56
B56
B56
A53
B213
B115
B116
B149
B212
B213
B116
B116
B117
B136
B222
B214
B136
B117
B223
B117
B169
B118
B137
B223
B138
B118
B142
B180
B118
B224

Stub ACME
STUBR/L
STUPR/L
STWCR/L
STWPR/L
SVABR/L
SVACR/L
SVAPR/L
SVHBR/L
SVJBR/L
SVJBR/L
SVJBR/L
SVJCR/L
SVJCR/L
SVJCR/L
SVJCR/L
SVJCR/L
SVJPR/L
SVQBR/L
SVQCR/L
SVUBR/L
SVUCR/L
SVVBN
SVVCN
SVVPN
SWLCR/L
SWUBR/L
SXGNR/L

T-2NU-CNGA
T-2NU-DCGW
T-2NU-VBGW
T-2NU-VCGW
T-2NU-VNGA
T-CNMA
T-DCGW
T-TPGB
T-VNMA

B

TBGT

Index by designation G

Threading

Compact Mini
Compact Mini

Screw on System
Screw on System
Screw on System
Auto Tools (ISO) Holder
Auto Tools (ISO) Holder
Screw on System
Screw on System

KHP Coolant

Auto Tools (ISO) Holder
Screw on System
Screw on System
Auto Tools (KHP)

Auto Tools (ISO) Holder
Auto Tools (KHP)

Auto Tools (ISO) Holder
Screw on System
Screw on System
Screw on System
Screw on System
Screw on System
Screw on System

Auto Tools (ISO) Holder
Screw on System
Compact Mini

Auto Tools (multi utility)

¢BN Inserts
BN Inserts
cBN Inserts
BN Inserts
cBN Inserts
BN Inserts
¢BN Inserts
BN Inserts
cBN Inserts
TB/TB-M Insert

Turning Inserts (Positive)

D26

B142
B143
B224
B139
B119
B169
B170
B119
B119
B149
B170
B120
B139
B152
B170
B174
B171
B139
B140
B140
B140
B120
B120
B171
B141
B144
B180

B82
B83
B83
B83
B82
B84
B84
B84
B84
C68

B58



G Index by designation

TBH
TBMT-VL
TCGT-AK
TCGT-AR
TCGT-FS
TCGT-FS
TCGT-FS
TCGT-KF
TCGT-KF
TCGT-VP1
TCMT-C25
TCMT-FP
TCMT-HMP
TCMT-MP
TCMT-VF
TCMT-VL
TCMT-VP1
TNGA
TNGG
TNGG-SC
TNGG-VP3
TNGN
TNMA
TNMA
TNMG-B25
TNMG-CP
TNMG-GR
TNMG-HA
TNMG-HM
TNMG-LP
TNMG-LW
TNMG-MK
TNMG-MM
TNMG-MP
TNMG-RK
TNMG-RM
TNMG-VB
TNMG-VC
TNMG-VF
TNMG-VL
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TB/TB-M Holder

Turning Inserts (Positive)
Aluminum Inserts (Positive)
Aluminum Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
cBN Inserts

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)

Turning Inserts (Negative)

Cc71
B58
B79
B79
B60
B60
B165
B60
B165
B60
B60
B59
B59
B59
B59
B59
B60
B33
B32
B31
B34
B35
B32
B84
B31
B29
B31
B34
B30
B29
B35
B32
B33
B30
B33
B34
B29
B30
B29
B29

TNMG-VM
TNMG-VP2
TNMG-VP3
TNMG-VP4
TNMG-VQ
TNMG-VR
TNMG-VW
TNMM-GH
TNMM-GR
TNMX
TNMX-SH
TNMX-SR
TOEH
PGB
TPGH
TPGN
TPGN
TPGR-F
TPGR-M
TPGT
TPGW
TPGX
TPMR-F
TPMR-M
TPMT-FP
TPMT-MP
TPMT-VF
TPMT-VL
TPUN

Trapez DIN 103

VB Chip Breaker
VBGT

VBGT-AK
VBGT-AR

VBGT-FS

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Positive)
BN Inserts

Turning Inserts (Positive)
Turning Inserts (Positive)
PCD Inserts

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
PCD Inserts

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)

Threading

Threading

Turning Chip Breakers
Turning Inserts (Positive)
Aluminum Inserts (Positive)
Aluminum Inserts (Positive)

Turning Inserts (Positive)

B30
B34
B34
B34
B31
B33
B35
B36
B36
B36
B35
B35
B61
B84
B64
B63
B85
B62
B63
B64
B85
B64
B62
B62
B61
B62
B62
B62
B63

D25

D27

A34
B66
B80
B80

B66



VBGT-FS
VBGT-KF
VBGT-KF
VBGT-KM
VBGT-VP1
VBGW
VBMT
VBMT
VBMT-FP
VBMT-HMP
VBMT-MP
VBMT-VB
VBMT-VF
VBMT-VL
VBMT-VP1
VBMW

VC Chip Breaker
VCET-KF
VCET-KF
VCET-KM
VCET-KM
VCGT-AK
VCGT-AM
VCGT-AR
VCGT-FS
VCGT-FS
VCGT-FS
VCGT-FS
VCGT-KF
VCGT-KF
VCGT-KM
VCGT-KM
VCGT-MS
VCGT-MS
VCGT-VP1
VCGT-VP1
VCGT-VP1
VCGX-VP1
VCMT
VCMT-FP

Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Turning Inserts (Positive)
PCD Inserts

Turning Inserts (Positive)
PCD Inserts

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
cBN Inserts

Turning Chip Breakers
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)

Auto Tools (ISO)

Aluminum Inserts (Positive)
Aluminum Inserts (Positive)

Aluminum Inserts (Positive)

Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Turning Inserts (Positive)
PCD Inserts

Turning Inserts (Positive)

B165
B67
B165
B67
B66
B85
B66
B85
B65
B65
B65
B65
B65
B65
B66
B84
A35
B70
B166
B70
B166
B81
B81
B81
B69
B69
B166
B166
B70
B165
B70
B166
B69
B166
B69
B70
B166
B70
B85
B68

VCMT-HMP
VCMT-MP
VCMT-VF
VCMT-VL
VCMT-VP1

VH / VT Chip Breaker
VL Chip Breaker
VL chip breaker
VNGG-VP3

VNMA

VNMG-CP
VNMG-HA
VNMG-HM
VNMG-LP
VNMG-MK
VNMG-MM
VNMG-MP
VNMG-RM
VNMG-VB
VNMG-VC
VNMG-VF
VNMG-VL
VNMG-VM
VNMG-VP3
VNMG-VQ

VP1 Chip Breaker
VP2 Chip Breaker
VP3 Chip Breaker
VP4 Chip Breaker
VPET-KF
VPET-KM
VPGT-KF
VPGT-KM
VPGT-VP1
VPGT-VP1

VaQ Chip Breaker
VTH

WBGT
Whitworth

Index by designation G

Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Inserts (Positive)
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Inserts (Negative)
BN Inserts

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Chip Breakers
Turning Inserts (Positive)
Turning Inserts (Positive)
Auto Tools (ISO)

Auto Tools (ISO)

Turning Inserts (Positive)
Auto Tools (ISO)

Turning Chip Breakers

Vertical Type Holders

Turning Inserts (Positive)

Threading

B68
B68
B68
B68
B68
A51
A34
A46
B38
B84
B37
B38
B37
B37
B38
B38
B37
B38
B37
B37
B37
B37
B38
B38
B38
A43
A43
A44
A44
B71
B71
B167
B167
B71
B167
A35

D34

B72
D19



G Index by designation

WNGG-VP3
WNMA
WNMG-B25
WNMG-CP
WNMG-GR
WNMG-HA
WNMG-HM
WNMG-LP
WNMG-LW
WNMG-MK
WNMG-MM
WNMG-MP
WNMG-RK
WNMG-RM

WNMG-SH

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)

Turning Inserts (Negative)

B42
B41
B40
B39
B40
B43
B40
B39
B43
B41
B42
B40
B41
B42

B43

WNMG-SR
WNMG-VB
WNMG-VC
WNMG-VF
WNMG-VL
WNMG-VM
WNMG-VP2
WNMG-VP3
WNMG-VP4
WNMG-VQ
WNMG-VR
WNMG-VW
WNMM-B25
WTENN
WTJNR/L
WTXNR/L

WWLNR/L

Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Turning Inserts (Negative)
Wedge Clamp System

Wedge Clamp System

Wedge Clamp System

Wedge Clamp System

B43
B39
B39
B39
B39
B40
B42
B42
B42
B41
B41
B43
B43
B103
B103
B103

B104
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