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TURNING Grade table - carBIDE
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HRSA: Heat resistant super alloy
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TURNING Grade details - cArBIDE

nidlkoro0.s

COATING
GRADE SUBSTRATE | HARDNESS HV APPLICATION FEATURES
TECHNOLOGY | COMPOSITION
. ) K05 High wear resistance.
Jc7n I n carbide 1830 cvo TICN-+ALO, K25 First choice for grey cast iron general machining.
) . K15 High fracture resistance.
'"=7 nzn carbide 1.830 Vo TION+AL0, K30 Heavy interrupted cut on all kind of cast iron.
. . K10 Well-balanced between wear and chipping resistance.
JC7115 carbide 1830 cvo TICN-+ALD, K20 First choice for nodular cast iron general machining.
. . PO1 High wear resistance.
'":snns carbide 1.740 oo TICN+AL0, P10 Excellent performance in high-speed cutting machining.
. . . P10 Good balance between wear and chipping resistance. High
Jcs'"s carbide 1.740 oo TICN-+ALO+TiN P20 wear resistance, from medium to high speed cutting.
P20 All around grade suitable for a wide range of
JG8025 carbide 1.700 elh) TICN-+ALO,+TiN po | applications.
Excellent reliability even on medium interruptions.
. , , P30 Tough substrate and high chipping resistance coating.
JG3035 carbide 1620 oo TICN+ALO-+TIN P40 First choice for heavy machining.
MO5 High performance thin Al,0, nano coating with superior
JG9010 carbide 1.710 CVD TICN-+ALO+TiN w5 | adhesion. Shows great wear resistance at high-speed
continuous cutting.
. , ) M20 Good balance between wear and chipping resistance.
‘Icsnzs carbide 1.640 o TICN-+ALQ,+TiN M30 First choice for stainless steel machining.
. . . ) S05 Great stability at high temperature machining.
Jpsn I s micrograin carbide 1950 VD TIAN 525 Best choice for HRSA materials.
P10
P20
) M10 Universal grade for finishing on multiple materials under
1.680
'“'4020 cermet PVD TIAIN M20 stable conditions and high cutting speed.
K10
K20
P10
P20
M0 Special coating technology balances wear resistance
JP5120 micrograin carbide 1.830 PVD TIAIN Moo | @nd toughness. The post-coating surface treatment
effectively prevent built-up edge.
K10
K20
P20
P30
M20 High Co micrograin carbide substrate with high tough-
JPS5125 micrograin carbide 1.830 PVD TIAIN Mo | nessand latest coating technology. Universal use with
great reliability and long tool life.
K20
K30
NO5 Special coating technology suitable for a wide range of
JP6010 micrograin carbide 2.020 PVD TiBCN N1 | pplications on non-ferrous materials. A smart alternative
to PCD tools.
. . . ) M10 Micrograin carbide with high wear resistance.
JP015 micrograin carbide 2020 PVD TIAN M M20 First choice for stainless steel finishing.
M25 Micrograin carbide with superior oxidation resistance and
JP9030 micrograin carbide 1.830 PVD TIAIN M M35 | hioh toughness. Great performance on interrupted cut
machining of stainless steel.
PO5 High wear resistance in high-speed continuous cutting.
JU4015 cermet 1.650 - prs | Firstchoice for finishing when low surface roughness is
the main priority.
. . . N10 Uncoated carbide for univeral use, from finishing to
Jlllilll!i micrograin carbide 1.950 ) N20 roughing, on non-ferrous materials.
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TURNING Grade cross reference - cARBIDE nidkoTroo.s

1S0 513 nidkorooLs ISCAR KENNAMETAL KYOCERA MITSUBISHI
carbide cermet carbide cermet carbide cermet carbide cermet carbide cermet
MC6115
S IC20N KI315 CA510 TN610
= - KISTo
= P01 - P10 JC8005 JU4015 108150 C520N KCPO5B KIP10 BRI705 V710 MS6015
= e e TS e UE6105
=]
< JC8015 IC8150 C30N KCP10B CA025P TNG20 mgg&]g NX2525
P10 - P20 JP5120 JP4020 1C8250 (CE30N KCU10 CA515 PV720 U110 VP25N
JP5125 IC807 E— e PR1705 CCX AP25N
VP15TF
MC6125
P20 - pap [ JCB025 18250 Koo e NG20 MS7025 | NX3035
JP5125 IC8350 PV720 UEB120 MP3025
KCU25 PR1725
VP15TF
MC6035
1C8350 KCP30B CA530
P30 - P40 JC8035 10830 KOPA0B PR1535 PV730 MS7025
RO TS UH6400
JC9010
m MOT - M10 R a7 go20N 010 CAGSTS P10 Me7o1s
JP9015 o I e =
JC9010 CAB515 MC7015 NX2525
M10-M20  JPopis  spapp0  O01® o3| Kehes PR1425 i US7020 VP25N
JP5125 M I e PR1725 e VP15TF AP25N
CAB525 MC7025
M20-M30 500 o0z Ko PR1425 PV730 MS7025
Sl RO e PR1725 MS9025
1C6025 MP7035
M30 - M40 JP9030 10830 KCM358B PR1535 US735
K1315 MC5005
KO1 - K10 JC7010 JP4020 IC5005 KCK05B KTP10 CA310 UCB105
NX2525
JC7010 IC5005 PV710 MC5015
K10 - K20 107115 JP4020 05010 KCK15B CA315 cCx G515 VP25N
AP25N
Ic5010 MC5015
K20 - K30 JC7020 108150 KCK20B CA320 UCs5115
VP15TF
KW10
NO1 - N10 JP6010 - - KC5410 - PDLOTO - HTI10
JP6010 IC520 KC5410
N10 - N20 06015 - 1020 - K313 KT325 KW10 - HTIT0
N20 - N30 JUB015 - 1C20 - K313 - PDL025 -
S01 - S10 JP3015 - IC804 - KCS10B - PR005S - MP9005
IC804
$10 - S20 JP3015 - 10806 - KCS10B - PR015S - MP9015
$20 - S30 - IC806 - - PR1535 - MP9025
S01 - S10 JP6010 - 1C804 - KCS10B - SW05 - MT9005
= IC804
=§ S10-S20 JUB015 - IC806 - K313 - - MT9015
= Ic20
(==
$20 - S30 - IC806 -

BLACK: CVD, UNDERLINED: PVD, RED: uncoated
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TURNING Grade cross reference - cARBIDE

nidlkoro0.s

SANDVIK SECO SUMITOMO TAEGUTEC TUNGALOY WALTER
carbide cermet carbide cermet carbide cermet carbide cermet carbide cermet carbide cermet
CT5015 ACB10P 114410 CT3000 19105
6C4305 oo TPO501 ACoorap | T1000A e Bva010 Toooe NS520 WPP05S WEP10C
AC530U
GC1125 CT5015 1020 ACI030U | T1500A 114410 CT7000 sH725 A19530 WPP106
GC4315 GC1525 TP1501 1P1030 ACBO15P T15007 1161158 PV3030 19115 819530 WPP10S WEP10C
6C4415 L1525 11030 15007 179020 Y3030 T9215 NS9530
ACB020P
GC1125 AGR30U T2500A 114430 AH725 AT9530 WPP20G
TP2501 AC1030U TT5100
6C4325 oo oy 1m0 B 79125 GT9530 WPP20S
6C4425 ey 3000z s T9225 NS9530 WMP20S
WKP30S
TP3501 ACB30P 79135
6C4335 TT81358 WPP30G
P40 ACB035P 79235 iied
CT3000
GC1115 752000 T1000A 175080 a0t T6215 WSMO1
gg;g} g GC1525 T™1501 P1020 AC610M 15008 % CT7000 SH725 619530 WMP20S
o0 CT5015 752500 TP1030 | AC6020M Hore PV3030 T6215 NS9530 WSM10S
AHB30
gg;ggg CP500 AC630M % AH725 GT9530 WMP20S
TM2501 AC6030M L1080 GH330 NS9530 WSM20S
6C2220 TT9225
76120
AC1030U 178020
GC2035 ! AC530U TT8080 Lo WSM30S
AC6040M TT9235
AC405K 7505
6C3210 TK0501 ACdora | T1000A TT7005 s WKK10S
6C3210 AC415K CT3000 7515 GT9530
6C3225 TK1501 AC4015K 117015 PV3010 75115 NS9530 WKK208
6C3225 TK1501 AC420K 77025 75125 WKP30S
H10 . . K10 KS05F ; WNN10
WNN10
H10 KX . - Ki0 TH10 . R
KX : H1 : :
6C1105 AC50058 TT3005 WSMo1
SO5F 152050 ) AC510U ) 115080 48005 ) WSM10S
6C1105
AC50158 173010
SO5F 152000 . P . Lo AHBO15 . WSM208
5205 A2l L8080
GC1115 173020
o 152500 - AC50255 . Lo AHBO15 - WSM30S
K10 Ws10
883 . EH510 - o TH10 . i
Ws10
H13A 883 . EH520 . K10 KS20 DS
H13A : :

This table is our own estimation based on information available to the public and is not authorized by the company mentioned on it.
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TURNING Chipbreaker overview - cARBIDE nidkoroo.s
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TURNING Chipbreaker overview - GARBIDE
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TURNING Chipbreaker overview - GARBIDE nilkorooLs
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TURNING Chipbreaker features - cARBIDE nilkorooLs

N S P Chipbreaker

A - TURNING

- Chipbreaker for steel finishing and light cutting

- Butterfly geometry directs chip flow

- Variable rake angle and curved edge line for excellent chip control at small depths of cut
- High quality surface finishing

e Features of NSP chipbreaker

BUTTERFLY DOT

- High stability of chip flows at high feed
- Lower cutting force at low depth of cut and high feed

/ VARIABLE RAKE ANGLE AND CURVED EDGE LINE

/ - Less crater wears

- Excellent chip control at small depths of cut

0.12 Section view
15°
® Application range e Performance evaluation
a0 () E Workpiece Steel C45 (1.1191)

Cutting condition Ve 350 m/min, fn 0.20 mm/rey,
6.0 ap 1.0 mm, emulsion

Cutting Tool CNMG120408-NSP JC8005
4.5 .

nKoTOOoLS 200 PCS.
3.0 Competitor A 180 PCS.
154 “ Competitor B 180 PCS.

fn (mm/rev)
0.%5 0.50 0.215 o.éo
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TURNING Chipbreaker features - cARBIDE nilkorooLs

N U P Chipbreaker
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- Chipbreaker for steel semi-finishing and medium cutting

- Variable rake angle and edge width for good balance of toughness and sharpness
- Special groove design improves robustness and chip flow

- Universal application

e Features of NUP chipbreaker

SPECIAL GROOVES

- Greater strenght
- Improves chip forming and chip control

VARIABLE RAKE ANGLE AND EDGE WIDTH

- Good balance of toughness and sharpness
- Reliable cutting process for universal application

0.2 Section view

19° |—\/\/\ﬁ

|

® Application range e Performance evaluation
wom [ Workpiece Steel 41CrMoAl7 (1.8709)
Cutting condition Ve 156 m/min, fn 0.3 mm/min,
6.0 ap 3.1 mm, emulsion
Cutting Tool CNMG120412-NUP JC8025
45+

nilkorooLs

Competitor A 5 PCS.
Competitor B [T

3.0

1.5
fn (mm/rev)

015 030 045 0.60

A12



TURNING Chipbreaker features - cARBIDE nilkorooLs

N M P Chipbreaker

A - TURNING

- Chipbreaker for steel semi-finishing and medium cutting
- Strong cutting edge for reliable cutting process

- Large chip groove for smooth chip flow

- Excellent performance in carbon steel and alloy steel

e Features of NMP chipbreaker

STRONG CUTTING EDGE DESIGN
/ - Better robustness and reliability
/ - Improves chip forming and chip control

LARGE CHIP GROOVE

] - For smooth chip flow

0.2 Section view

-

® Application range e Performance evaluation
2 () E Workpiece Steel 31CrMoV9 (1.8519)
Cutting condition Ve 190 m/min, fn 0.3 mm/min,
6.0 ap 3 mm, emulsion
Cutting Tool CNMG160608-NMP JC8015
4.5

nikorooLs

] Competitor A [N
154 Competitor B 14 PCS.

fn (mm/rev)

T T T T
015 030 045 060

A13



TURNING Chipbreaker features - cARBIDE nilkorooLs

N R P Chipbreaker
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- Chipbreaker for steel roughing

- Strong cutting edge with variable rake angle
- Best choice for interrupted cut

- Excellent chip control at high feed rate

e Features of NRP chipbreaker

VARIABLE RAKE ANGLE AND EDGE WIDTH
/ - Uniform chip control at different cutting depth
- Reduced cutting force with high toughness

/ - Suitable for interrupted cutting

LARGE CHIP GROOVE

—_— - Excellent chip control at medium/high feed rate
20° . 0.32 Section view
.
L
30
® Application range e Performance evaluation
a0 () E Workpiece Steel 100Cr6 (1.3505)
Cutting condition Ve 280 m/min, fn 0.35 mm/rey,
6.0 ap 2.5 mm, emulsion, interrupted cut
Cutting Tool WNMGO080412-NRP JC8015
4.5 .
nKoTOooLS 45 PCS.
3.01 Competitor A 35 PCS.
154 Competitor B 20 PCS.
fn (mm/rev)

T T T T
015 030 045 060

A14



TURNING Chipbreaker features - cARBIDE nidkoroo.s

M R P Chipbreaker
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- Single side chipbreaker for steel heavy roughing

- Strong cutting edge with negative T land

- Reduced cutting force in heavy turning

- Suitable for high feed rate and high depth of cut operations

e Features of MRP chipbreaker

STRAIGHT EDGE WITH NEGATIVE T LAND
- Very tough cutting edge

/ - Reduced cutting force

- Suitable for high feed rate and high depth of cut
T BIG GUIDING DOTS DESIGN
- Guide the chip flow to the right direction

0.45 Section view
24° N

® Application range ® Performance evaluation
ap (mm) ﬂ Workpiece Steel 20MnCr5 (1.7147)
Cutting condition Ve 80 m/min, fn 0.80 mm/rey,
164 ap 10.0 mm, emulsion

Cutting Tool SNMM250924-MRP JC8035
124

nilkorooLs 10 PCS.
Competitor A 9 PCS.
Competitor B

fn (mm/rev)

A15



TURNING Chipbreaker features - cARBIDE nilkorooLs

NSM

@ Chipbreaker
- Chipbreaker for stainless steel finishing and light cutting
- Curved edge design
- Strong but also sharp edge
- High quality of surface finishing
e Features of NSM chipbreaker
CURVED CUTTING EDGE
- Sharp cutting edge with high stability
/ - Wide chip evacuation area
SMALL NOSE DESIGN
- Excellent chip control at small depths of cut
Section view
15°
=1 0.1
10°
® Application range e Performance evaluation
wom M Workpiece Stainless steel AISI304 (1.4301)
Cutting condition Ve 240 m/min, fn 0.13 mm/min,
6.0 ap 0.6 mm, emulsion
Cutting Tool TNMG160408-NSM JP9015
45+ .
nidkorooLs 1200 PCS.
3.0 Competitor A 450 PCS.
15| NSM Competitor B 420 PCS.
fn (mm/rev)
015 030 045 060

A16




TURNING Chipbreaker features - cARBIDE nilkorooLs

N M M Chipbreaker

A - TURNING

- Chipbreaker for stainless steel medium cutting

- Double rake angle design for good balance of toughness and sharpness
- Specific design for sticky material cutting

- Universal application on stainless

e Features of NMM chipbreaker

DOUBLE RAKE ANGLE DESIGN

- Sharp but also tough edge
- Reliable cutting process for universal application
- Micro geometry suitable for sticky materials

DEEP CHIP GROOVE DESIGN

—_— - Large chip evacuation area at medium depth of cut
Section view
23° 0.08
16° e
® Application range e Performance evaluation
wmm M Workpiece Stainless steel AISI304 (1.4301)
Cutting condition Ve 180 m/min, fn 0.27 mm/reyv,
6.0 ap 2.5 mm, emulsion
Cutting Tool TNMG160408-NMM JC9025
4.5 .
nidkorooLs 330 PCS.
304 NMM .
: Competitor A 300 PCS.
154 Competitor B 280 PCS.
fn (mm/rev)
0.%5 0.1%0 0.215 o.éo

A17



TURNING Chipbreaker features - cARBIDE nilkorooLs

N R M Chipbreaker
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- Chipbreaker for stainless steel roughing

- Strong cutting edge with double rake angle
- Excellent chip control at high feed rate

- Adapted for irregular and oxidized surfaces

e Features of NRM chipbreaker

LARGE AND POSITIVE EDGE WIDTH DESIGN

- Reduced cutting force with high toughness
- Suitable for removing irregular and oxidized surfaces

BIG SHALLOW CHIP GROOVE

— - Efficiently guides and evacuates a big volume of chips

21° 0.3 Section view
=]

g

® Application range e Performance evaluation
wom M Workpiece Stainless steel AISI303 (1.4305)

Cutting condition V¢ 120 m/min, fn 0.45 mm/rey,

6.0 ap 4.0 mm, emulsion, light interrupted
Cutting Tool CNMG160612-NRM JP9030

NRM

4.5 .
nkoT00LS 80 PCS.

3.01 Competitor A 70 PCS.

154 Competitor B 70 PCS.

fn (mm/rev)
0.%5 0.1%0 0.215 0.50

A18



TURNING Chipbreaker features - cARBIDE nilkorooLs

N M S Chipbreaker

A - TURNING

- Strong edge with sharp rake for stainless steel and super alloy
- Variable edge and rake angle angle for semi-finishing or roughing
- High reliability and stability

e Features of NMS chipbreaker

STRONG EDGE WITH SHARP RAKE DESIGN
- Strengthened edge width provides good reliability

/ - Sharp rake reduces cutting resistance

SHARP NOSE WITH OPEN CHIP GROOVE

— | - Guides chip flow and improves chip control
- Excellent chip control at small depths of cut
20° 0;3 Section view
[ —
10°
® Application range e Performance evaluation
Workpiece Inconel 718 (2.4668)
wom [ Cutting condition Ve 50 m/min, fn 0.20 mm/rev,
604 ap 1.5 mm, emulsion
' Cutting Tool CNMG120408-NMS JP3015
45 .
nilkorooLs 3 PCS.
307 Competitor A 2 PCS.
154 Competitor B 1 PCS.
fn (mm/rev)
015 030 045 060

A19



TURNING Chipbreaker features - cARBIDE nilkorooLs

N U K Chipbreaker
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- Chipbreaker for cast iron light to medium cutting
- Effectively reduces burrs
- Specialize in nodular cast iron

e Features of NUK chipbreaker

POSITIVE EDGE DESIGN

- Slightly sharper than conventional cast iron geometries
- Effectively reduces burrs

/ - Suitable for nodular cast iron

5o 0.25 Section view

NUK is the only cast iron geometry with positive edge. Other cast iron geometries have flat edge width.

0.30 0.35

1 N 0
16° (\f 24° ' ‘
NVK NRK Flat
® Application range e Performance evaluation
a0 () n Workpiece Grey cast iron GG25 (0.6025)
Cutting condition V¢ 170 m/min, fn 0.20 mm/rey,
6.0 ap 0.5mm emulsion

Cutting Tool DNMG150608-NUK JC7115

4.5+

nidkoroo.s 880 PCS.
Competitor A 400 PCS.
Competitor B 380 PCS.

fn (mm/rev)

T T T T
015 030 045 060

A20



TURNING Chipbreaker features - cARBIDE nilkorooLs

N M K Chipbreaker

A - TURNING

- Chipbreaker for cast iron general cutting
- Reinforced cutting edge

- Adapted for unstable operations

- Specialize in cast iron boring operation

e Features of NMK chipbreaker

REINFORCED CUTTING EDGE

- Strong cutting edge but with reduced cutting force
- Adapted for unstable cutting conditions
- Problem solver for cast iron boring

OPEN CHIP GROOVE DESIGN

— - Spacious chip evacuation area at medium depth of cut
Section view
0.30
16°
® Application range e Performance evaluation
a0 () n Workpiece Nodular cast iron GS500 (0.7050)

Cutting condition - Roughing Ve 250 m/min,

6.0 fn 0.35 mm/min, ap 3 mm, emulsion

- Finishing V¢ 320 m/min,
154 fn 0.50 mm/min, ap 0.7 mm, emulsion

Cutting Tool CNMG120408-NMK

nidkoroo s 1200 PCS.
Competitor A [EN T
Competitor B FEFINIE

fn (mm/rev)

T T T T
015 030 045 060
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TURNING Chipbreaker features - cARBIDE nilkorooLs

N R K Chipbreaker
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- Chipbreaker for cast iron roughing

- Replace traditional flat top inserts

- Expert in removing black casted surface
- Extremely broad cutting range

e Features of NRK chipbreaker

STRONG CUTTING EDGE DESIGN
/- Cutting edge robust and reliable
- Suitable for big cutting depth big feed rate operations

/ - Suitable for removing irregular and oxidized surfaces

PRECISION LAPPED SUPPORT SURFACE

- Improves the stability and reliability in unstable conditions

Section view
0.35
24° (ﬁ
® Application range e Performance evaluation
2 () n Workpiece Nodular cast iron GS500 (0.7050)
Cutting condition Ve 180 m/min, fn 0.35 mm/min,
6.0 ap 4 mm, emulsion
Cutting Tool CNMG160616-NRK JC7115
4.5 .
nidkoT00LS
307 Competitor A [ET TN
1.5 Competitor B IRFLINEIEH

fn (mm/rev)

T T T T
015 030 045 060
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TURNING Chipbreaker features - cARBIDE nilkorooLs

F I at Chipbreaker

A - TURNING

- Most classical solution for cast iron universal cutting
- Stable and reliable cutting process

- Mainly used for GG cast iron

- Extremely broad cutting range

e Features of Flat chipbreaker

SPECIAL MICRO GEOMETRY
/ - Reduces cutting resistance
- Maintains stable and reliable cutting process

CLASSICAL FLAT CHIPBREAKER

- Available for different cutting parameters

Section view
I 0°
® Application range e Performance evaluation
a () m Workpiece Grey cast iron GG25 (0.6025)

Cutting condition Ve 280 m/min, fn 0.40 mm/rey,

6.0 ap 3.0 mm, emulsion, interrupted cut
Cutting Tool CNMA120416 JC7010

4.5

3.0 .
nidlkoTooLs 175 PCS.

1.5 Competitor A 150 PCS.

fn (mm/rev)

015 030 045 060 Competitor B 148 PCS.
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N M N Chipbreaker
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- Chipbreaker for non-ferrous materials
- High positive sharp geometry

- Ideal chip forming and chip evacuation
- Excellent surface finishing

e Features of NMN chipbreaker

CURVED EDGE WITH SPECIAL MICRO GEOMETRY

/ - Sharp but strong cutting edge
- Wide chip evacuation space

- Bends and guides the chips

WIDE CHIP GROOVE AND LONG EDGE

- Effective in evacuating the chips
- Suitable for a wide range of cutting operations

Section view
® Application range e Performance evaluation
ap (mm) m Workpiece Copper alloy C101 (2.0060)
Cutting condition Ve 250 m/min, fn 0.10 mm/min,
6.0 ap 0.1 mm, emulsion
Cutting Tool DNGG150604-NMN JUB015
4.5 .
nilkorooLs 70 PCS.
307 Competitor A 30 PCS.
1.5 Competitor B 20 PCS.

fn (mm/rev)

T T T T
015 030 045 0.0
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TURNING Chipbreaker features - cARBIDE nilkorooLs

N UX Chipbreaker

A - TURNING

- Chipbreaker for universal application

- Double and variable rake angle and edge width for toughness and sharpness
- Good chip formation also with reduced feed rate and cutting depth

- Universal application

e Features of NUX chipbreaker

SPECIAL GROOVES
- Better robustness
- Improves chip forming and chip control
/ VARIABLE RAKE ANGLE AND EDGE WIDTH
- Good balance of toughness and sharpness
- Reliable cutting process for universal application
. 0.22 Section view
)
6° I\/ﬁ
® Application range e Performance evaluation
a0 () E M m Worl_(piece N Sintered stet?l
Cutting condition Ve 300 m/min, fn 0.12 mm/rey,
6.0 ap 1.7 mm, emulsion
Cutting Tool CNMG120404-NUX JC8015
4.5 .
nilkorooLs
NUX
3.01 Competitor A
154 Competitor B
fn (mm/rev)
0.%5 0.1%0 0.215 0.60
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TURNING Chipbreaker features - cARBIDE nilkorooLs

NWU

o Chipbreaker
- Wiper chipbreaker for steel and cast iron
- Anti-vibration and smooth cutting process
- Reliable cutting edge with reduced cutting force
- Universal application
e Features of NWU chipbreaker
DOUBLE RAKE ANGLE EDGE
- Good balance of toughness and sharpness
- Improves chip forming and chip control
/ - Suitable for wider application range
MULTIPLE-CURVE WIPER LAND
- Effectively reduce vibration
/ - Excellent surface quality
. 0£5 Section view
30 |—u
® Application range e Performance evaluation
ap ) ﬂﬂ Worl_(piece N Grey cast iroln GG25 (0.6025)
Cutting condition Ve 350 m/min, fn 0.45 mm/rey,
6.0 ap 1.0 mm, emulsion
Cutting Tool DNMX150608-NWU JC7010
N ilk
nilkoTooL
n Wi 0100LS
' Competitor A
1.5 Competitor B
fn (mm/rev)
015 030 045 060

A\

For more application details, please check page A84.
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TURNING Chipbreaker features - cARBIDE nilkorooLs

NWX Chipbreaker

A - TURNING

- Wiper chipbreaker for steel and cast iron

- Strong and reliable cutting edge

- Suitable for high feed rate and big depth of cut application
- Wide application range

e Features of NWX chipbreaker

STRONG CUTTING EDGE

- Better robustness and reliability
- Adapted for big feed rate and big depth of cut application

MULTIPLE-CURVE WIPER LAND

- Effectively reduce vibration
- Excellent surface quality

v\

Section view

® Application range e Performance evaluation
ap () Em Workpiece Grey cast iron GG25 (0.6025)
Cutting condition Ve 260 m/min, fn 0.40 mm/rey,
6.0 ap 2.5 mm, emulsion, interrupted cut
Cutting Tool CNMG120412-NWX JC7010
154 NWX

nilkorooLs

307 Competitor A

1.5 Competitor B
fn (mm/rev)

T T T T
015 030 045 060
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N M UL/R Chipbreaker
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- Chipbreaker for universal use

- Highly positive geometry reduces workpiece deformation
- Excellent chip forming and guided chip evacuation

- Adapted for unstable cutting conditions

e Features of NMUYr chipbreaker

SHARP EDGE WITH SPECIAL MICRO GEOMETRY

- Excellent chip forming and guided chip evacuation direction
- Minimum bending effect on the workpiece

/ - Suitable for unstable set-ups

WIDE CHIP GROOVE AND LONG EDGE

- Effective in evacuating the chips
- Suitable for a wide range of cutting operations

Section view
10°
® Application range e Performance evaluation
ap () ﬂ M Workpiece Steel C40 (1.0511)
Cutting condition Ve 200 m/min, fn 0.30 mm/rey,
6.0 ap 2.0 mm, emulsion
Cutting Tool DNMG150608R-NMU JC8025
* ik
n TO0L 280 PCS.
MU 0100LS
301 Competitor A
1.5 Competitor B
fn (mm/rev)
015 030 045 060
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TURNING Chipbreaker features - cARBIDE nilkorooLs

P M N Chipbreaker

A - TURNING

- Chipbreaker for nonferrous materials
- Highly positive fine polished geometry
- Smooth chip flow in guided direction

- Reduces vibration at higher feed rate

e Features of PMN chipbreaker

HIGHLY POSITIVE NARROW EDGE

- Delightful smooth cutting process
- Improved reliability

/ - Fine surface finishing at higher feed rate

MIRROR-POLISHED SUPPORTING RAKE FACE

- Gives the sharp edge stronger support
- Guided smooth efficient chip flow

25° gﬁ? Section view
12°
® Application range e Performance evaluation
ap (mm) m Worl_(piece N Alluminium glloy ERGAL (3.4355)

Cutting condition Ve 350 m/min, fn 0.18 mm/min,
4.0 ap 0.2 mm emulsion

Cutting Tool CCGX09T304-PMN JP6010
3.0

nidkorooLs 4000 PCS.
207 Competitor A 1500 PCS.
1.0 Competitor B 1200 PCS.

fn (mm/rev)

T T T T
010 020 030 040
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TURNING Chipbreaker features - cARBIDE nilkorooLs

P P F Chipbreaker

2]
=
=
=
=
=
\
<

- Ground chipbreaker for small part finishing

- High precision and low cutting force

- Excellent chip forming and guided chip evacuation
- For steel and stainless-steel finishing

e Features of PPF chipbreaker

VARIABLE AND SHARP EDGE
- Sharp but strong cutting edge
- Minimum bending effect on the workpiece
- Excellent surface finishing
/ NARROW AND SHALLOW CHIP GROOVE
_— - Effectively breaks the chips
- Guides chip flow and reduces cutting resistance
Section view
0.08
|
16°
® Application range e Performance evaluation
a0 () ﬂ M Workpiece Steel St 37-3 (1.0116)
Cutting condition Ve 200 m/min, fn 0.05 mm/rey,
25 ap 0.5 mm, emulsion
Cutting Tool TPEH110304L-PPF JU4015
2.0
nidkorooLs 1200 PCS.
191 Competitor A
1.0 Competitor B
fn (mm/rev)
0.65 0.%0 0.%5 0.&0
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TURNING Chipbreaker features - cARBIDE nilkorooLs

P F U Chipbreaker

A - TURNING

- Positive chipbreaker for P, M, S materials light cutting

- Sharp edge for excellent surface quality

- Good chip formation also with reduced feed rate and cutting depth
- Specifically designed for stainless steels and super alloys

e Features of PFU chipbreaker

SHARP CUTTING EDGE

- Good surface finish

- Less vibration in boring process
/ - Specialize in cutting stainless and super alloys
BISPERICAL DESIGN

- Breaks and guides the chip at reduced feed rate and depth of cut

Section view
15°
k
80
® Application range e Performance evaluation
ap () ﬂ M E Workpiece Stainless steel AISI316 (1.4401)
Cutting condition Ve 80 m/min, fn 0.15 mm/rey,
404 ap 1.0 mm, emulsion
Cutting Tool DCMT11T304-PFU JP5120
3.0 .
nilkorooLs 600 PCS.
2.0 .
PFU Competitor A
1.0 Competitor B
fn (mm/rev)
0.%0 0.50 0.50 0.210
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TURNING Chipbreaker features - cARBIDE nilkorooLs

P P M Chipbreaker
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- Ground chipbreaker for small part universal machining
- Wide application range

- Reduced cutting force and stable reliable cutting

- For steel and stainless-steel general machining

e Features of PPM chipbreaker

RELIABLE AND LONGER EDGE

- For wide range of cutting conditions
- Minimum bending effect on the workpiece

/ - Reduced cutting force and stable reliable cutting

LONG AND CURVED CHIP GROOVE

- Suitable for wider range of cutting conditions
- Effectively break and evacuate chips

Section view
0.08
—
16°
® Application range e Performance evaluation
a0 () ﬂ M Workpiece Stainless steel AISI303 (1.4305)
Cutting condition V¢ 100 m/min, fn 0.10 mm/rey,
25 ap 1.5 mm, emulsion
PPM Cutting Tool DCET11T304R-PPM JP5125
2.0 .
nkoT00LS 800 PCS.
191 Competitor A
1.0 Competitor B
fn (mm/rev)
005 010 015 020
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TURNING Chipbreaker features - cARBIDE nilkorooLs

P M U Chipbreaker

A - TURNING

- High versatility chipbreaker for medium cutting
- Good balance of robustness and sharpness

- Applicable on steel, stainless steel and cast iron
- Universal application

e Features of PMU chipbreaker

MODERATE BUT CURVED POSITIVE EDGE

- Good balance of robustness and sharpness
- Reduced cutting force

/ - Improved chip forming and chip control

WIDE CHIP GROOVE

—_ - Effective chip evacuation
- Reliable cutting process for universal application
R Section view
19° 013

® Application range e Performance evaluation
Workpiece Steel K100 (1.2008)
(mm) M
e ﬂ n Cutting condition Ve 80 m/min, fn 0.13 mm/rey,

404 ap 4.0 mm, emulsion, heavy interrupted
Cutting Tool DCMT150408-PMU JP5125 (special)

1 pwu .
nilkorooLs 130 PCS.

207 Competitor A

1.0 Competitor B

fn (mm/rev)
0.%0 o.éo 0.50 0.210
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TURNING Chipbreaker features - cARBIDE nilkorooLs

P RU Chipbreaker
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- Chipbreaker for roughing and interrupted cut
- Strong and reliable cutting edge

- Reduced cutting force and less vibration

- Adapted for higher feed rate

e Features of PRU chipbreaker

STRONG AND VARIABLE EDGE

- Better robustness and reliability
- Adapted for higher feed rate

/ - Reduced cutting force and vibration

SHALLOW CHIP GROOVE

/ H . .
- Effectively breaks and guides the chips
Section view
0.18
18°
® Application range e Performance evaluation
a () ﬂlﬂ Workpiece Steel 41CrAIMo7 (1.8509)
Cutting condition V¢ 180 m/min, fn 0.25 mm/rey,
404 ap 1.5 mm, emulsion, light interrupted
PRU Cutting Tool TCMT16T308-PRU JC8025
3.0 .
nilkorooLs 50 PCS.
207 Competitor A
1.0 Competitor B
fn (mm/rev)
0.%0 o.éo 0.50 0.210
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TURNING Product selection - carBipE nidkoTooLs
FINISHING MEDIUM ROUGHING
NEGATIVE POSITIVE NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance JP4020 / PFU JC8005 / NUP JC8005 / PMU JC8005 / NRP
A
15t CHOICE JU4015 / NSP JU4015 / PFU JC8015 7 NUP JG8015 / PMU JG801S /7 NRP JG8025 / PRU
v
toughness JC8005 / NSP JC8005 / PFU JC8025 / NUP JC8025 / PMU JC8025 / NRP
wear resistance JC8005 / NSP JC8005 / PFU JC8015 / NUP JC8015/ PMU JC8015/ NRP
A
15t CHOICE JG8015 / NSP JC8015 / PFU JC8025 /7 NUP JG8025 / PMU JG8025 /7 NRP JG8025 / PRU
v
toughness JC8025 / NSP JC8025 / PFU JC8035 / NUP JP5125 / PMU JC8035 / NRP
wear resistance JC8015 / NSP JC8015/ PFU JC8025 / NUP JC8025 / PMU JC8025 / NRP
A
15t CHOICE JG8025 / NSP JG8025 / PFU JC8035 /7 NUP JP5125 /7 PMU JG8035 /7 NRP JG8025 / PRU
v
toughness
FINISHING MEDIUM ROUGHING
M
NEGATIVE POSITIVE NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance JP4020 / PFU
A
15t CHOICE JPI015 / NSM JP5120/ PFU JG3010 / NMM JG39010 / PMU JG9010 / NRM -
v
toughness JP9030 / NSM JP5125 / PFU JC9025 / NNM JP5120 / PMU JC9025 / NRM
wear resistance JP5120 / PFU JC9010 / NMM JC9010/ PMU JC9010 / NRM
A
15t CHOICE JP9015 /7 NSM JP5125 / PFU JG9025 / NMM JG9025 / PMU JG9025 / NRM -
v
toughness JP9030 / NSM JP9030 / NMM JP5125 / PMU JP9030 / NRM
wear resistance JP9015 / NSM JP5120 / PFU JC9025 / NMM JP5120 / PMU JC9025 / NRM
A
15t CHOICE JP9030 / NSM JP5125 / PFU JP9030 / NMM JP5125 / PMU JP9030 / NRM 0
v
toughness
FINISHING MEDIUM ROUGHING
NEGATIVE POSITIVE NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance JP4020 / PMU
A
15t CHOICE JG7115 /7 NUK JG7010/ PMU JG7010 / NMK JG7010/ PMU JG7010 /7 NRK JG7010/ PRU
v
toughness JC7020 / PMU JC7020 / NMK JC7020 / PMU JC7020 / NRK JC7020 / PRU
wear resistance
A
15t CHOICE JG7115 7/ NUK JG7010/ PMU JG7010 / NMK JG7010/ PMU JG7010 /7 NRK JG7010/ PRU
v
toughness JC7020 / PMU JC7020 / NMK JC7020 / PMU JC7020 / NRK JC7020 / PRU
wear resistance JC7010 / NMK JC7010/PMU JC7010/ NRK JC7010/PRU
A
15t CHOICE JG7115 7/ NUK JG7010 /7 PMU JG7020 /7 NMK JG7020 / PMU JG7020 / NRK JG7020 / PRU
v
toughness JC7020 / PMU
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TURNING Product selection - caripe

wear resistance
A
1st CHOICE
v
toughness

nidlkoro0.s

FINISHING

MEDIUM

ROUGHING

NEGATIVE

POSITIVE

NEGATIVE

POSITIVE

NEGATIVE

POSITIVE

JUB01S / NMN

JP6010 / PMN

JU6015 / PMN

JUB01S / NMN

JP6010 / PMN

JU6015 / PMN

wear resistance
A
15t CHOICE
v
toughness

JU601S / NMN

JP6010 / PMN

JUG01S / PMN

JUG01S / NMN

JP6010 / PMN

JUG01S / PMN

wear resistance
A
1t CHOICE
v
toughness

JUG01S / NMN

JUG01S / NMN

JUGO1S / PMN

wear resistance
A
1st CHOICE
v
toughness

FINISHING

MEDIUM

ROUGHING

NEGATIVE

POSITIVE

NEGATIVE

POSITIVE

NEGATIVE

POSITIVE

JP5015/ PFU

JP5120 / PFU

JP5125 / PFU

JP3015 / NMS

JP5120 / PMU

JP5125 /PMU

wear resistance
A
15t CHOICE
v
toughness

JP5120/ PFU

JP5125 / PFU

JP3015 / NMS

JP5120 /PMU

JP5125 / PMU

wear resistance
A
1t CHOICE
v
toughness
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TURNING Designation system - CARBIDE nilkorooLs

C NMG 12204 08RL-N U M JC 80 25

S
=
1 2 %) 4 5 6 7 8 9 10 11 12 13 14 =
[
=2
=
<
1 SHAPE 2 RELIEF ANGLE 3 TOLERANCES HOLE/CHIPBREAKER
€ |80° rhombic B |5° Symbol |1.C. Thickness Corner height Hole Hole countersink | Chipbreaker
D |55° thombic c |7 E 0025 +0.025 +0.025 A v X X
K |55° parallelogram D |15° G |+0.025 +0.13 +0.025 G v X double sided
S 190° square E |20° M | +£0.05~+0.15 +0.13 +0.08 ~ +0.18 M v X single sided
T |60° triangular No|0° U |+0.08~=+025 |+0.13 +0.13 ~ +0.38 N X X X
V| 35° rhombic P11 T v 40°+60° single sided
W |80° trigon w v 40°+60° X
X NIKKO norm
5  |EDGE LENGHT © | THICKNESS 7 |raDiUs 8 | DIReCTION
I.C. (mm)|C shape | D shape |Rshape |Sshape Tshape Vshape |W shape Symbol | (mm) Symbol | (mm) Symbol |Shape
3.97 |03 04 03 06 01 1.59 005 |0.05 - @
L
476 |04 05 04 08 08 A 1.98 01 0.10
5.00 05 02 1238 02 1020
R
556 |05 06 05 09 03 T2 278 04 1040 - @

6.00 06 03 318 mm 08 0.80

6.35 06 07 06 " 1 04 3 1397 12 120

7.94 08 09 07 13 05 04 476 mm 16 |1.60
8.00 08 05 |5.56 20 |2.00
9.563 |09 1 09 09 16 16 06 06 |6.35 24 1240
10.00 12 10 07 |7.94

12.00 09 1953

12.70 |12 15 12 12 22 22 08

15.88 |16 19 15 15 27 24 10

16.00 16

19.05 |19 23 19 19 33 33 13

20.00 20
2223 |22 27 22 38
25.00 25

25.40 |25 31 25 25 44 44 17

31.75 |32 38 31 31 54 54 21

32.00 32
O | CHIPBREAKER - design 1() |CHIPBREAKER - application 11 |CHIPBREAKER - material
N negative double side ForS |finishnig T\l ’\g ﬁ According to IS0 513
M |negative single side MorU | medium U,X | Universal
P positive RorT |roughing
1 2 GRADE - coating 1 3 GRADE - material/application 1 4 GRADE - features
i . Classification according
JC | CVD coat +14 |ISOH
coating 1014 XX 10150 513
JP |PVD coating 2024  small parts
JU | uncoated 30+34 1S0S

40+44 | CERMET

50+54 |UNIVERSAL

6064 [ISON

70+74 |ISOK

8084 |ISOP

90+94 |ISOM
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TURNING Indexable inserts - caRBIDE nidkoTooLs

HO:Coeacab® MG | HC | HC  HC HC HC HC HT | HF HF HF HF | HT | HF
cc HE:Microgran cembide | CVD | CVD | CVD | CVD | CVD | CVD | GVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o oW W e e W e W e W W
L] N S (= AN e NN = NN e = e
g - R
g ISO-WItthIB & & 6 € €6 Ae Ll e D D
= I I I I I A A A e e e )
< o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ C EECIQETAE MO N MO NN N X NeN XN X )
versatility General machining, o ’
o Clearance angle 7°, less likely to have chip medum el tectoco Qsutae| @ | O 000900000 L
jamming when boring U”smmemﬁgv'wﬁé 8 < choice psutatle| £ o o3 s o3
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations 200 170 140 180 100 90 | 70 200
380 360 330 400 | 220 200 180 380
M 100 80 100 70 60 50
200 | 180 220 | 160 | 150 | 140
130 110 150 90 | 60
380 | 300 320 190 | 180
400 200
1400 1000
s %
2 edges
Designation RE IC S D1 LE Stock
%PPFEM COETOB020245-PPF 02 | 635 238 28 | 62 ° o
7]
E CCET060204/»-PPF 04 | 635 | 238 | 28 6 [ ] [}
CCETO09T302/»-PPF 02 | 9525 | 397 | 44 9.5 [ ] [}
ground chipbreaker
right-hand shown CCETO09T304/»-PPF 04 | 9525 | 397 | 44 9.3 [ )
2 PRUEIMBA CCMT060202-PFU 02 | 635 | 238 | 28 6.2 [ N O/l e | e @ [
==
% CCMT060204-PFU 04 | 635 | 238 | 28 6 Ol @& @ e &6 o o o [ J
o
CCMT09T302-PFU 02 | 9525 | 397 | 44 9.5 [ N ® O @ @& O [}
CCMT09T304-PFU 04 | 9525 | 397 | 44 9.3 e o o e o6 o o o [}
sharp edge
low cutting force COMTOST308-PFU 08 9525 397 | 44 89 o o e 0O o 0 o o
S PPM M
[=}
w
=
CCETO09T304/»-PPM 04 | 9525 | 397 | 44 9.3 [ ] [}
ground chipbreaker
right-hand shown
= PMUEMIA CCMT060202-PMU 02 | 635 238 | 28 62 O e (el N} °
E CCMT060204-PMU 04 | 635 | 238 | 28 6 [ ] e 6 o o o o o [ ]
CCMT060208-PMU 08 | 635 | 238 | 28 56 @ ol e [ ] O
CCMT09T302-PMU 02 | 9525 | 397 | 44 9.5 Ol e O | O [ ]
15t choice COMTO9T304-PHU 04 | 955 397 44 | 93 | @ e 0o 0 0 o ° o °
universal application | ¢eMTO9T308-PMU 08 19525 397 | 44 89 @ | @ e ¢ 0 0 O o o °
CCMT120404-PMU 04 | 127 | 476 | 55 | 125 @ o o [ ]
CCMT120408-PMU 08 | 127 | 476 | 55 | 121 | @ O [ N} [ ]
CCMT120412-PMU 12 | 127 | 476 | 55 117 | @ OO (@]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
amm M (rf. CCET) ap (m) (re. COMT)
254
2.0+
1.5
R
fn (mm/rev) fn (mm/rev)
T T T T T T T T
005 010 015 0.20 010 020 030 040

A38 | PRODUCT SELECTION p.A35 | | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4  EXTERNALHOLDERS p.A214 = INTERNAL HOLDERS p.A218




TURNING Indexable inserts - cARBIDE

nidlkoro0.s

HO:Coeacab® MG | HC | HC  HC HC HC HC HT | HF HF HF HF | HT | HF
cc HE:Microgran cembide | CVD | CVD | CVD | CVD | CVD | CVD | GVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o oW W e e W e W e W W
- Al G wm QN w= Al N = AN N = em e
. © 6 6 0 60 060 6 60 ==00 6
ISO - with hole so88s288sggLeess
I I I I I A A A e e e )
o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ C EECIQETAE MO N MO NN N X NeN XN X )
versatility General machining, o ’
o Clearance angle 7°, less likely to have chip medum el tectoco Qsutae| @ | O 000900000 L
jamming when boring Umtabbmﬁfmgﬁé 8 < choice psutatle| £ o o3 s o3
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations 200 170 140 180 100 90 | 70 200
380 360 330 400 | 220 200 180 380
M 100 80 100 70 60 50
200 | 180 220 | 160 | 150 | 140
130 110 150 90 | 60
380 | 300 320 190 | 180
400 200
1400 1000
s %
2 edges
Designation RE IC S D1 LE Stock
§ PMN [T CCGX060202-PMN 02 | 635 | 238 | 28 6.2 (@] [
E CCGX060204-PMN 04 | 635 | 238 | 28 6 [} [ ]
CCGX060208-PMN 08 | 635 | 238 | 28 5.6 (@] [ ]
CCGX09T302-PMN 02 | 9525| 397 | 44 95 O [ ]
polished surface | CCOOT3V-PHN 04 | 955 397 | 44 | 93 ° °
ground periphery CCGX09T308-PMN 08 | 9525 397 | 44 | 89 ° °
CCGX120402-PMN 02 | 127 | 476 | 55 | 127 (@] @]
CCGX120404-PMN 04 | 127 | 476 | 55 | 125 [ ] [ ]
CCGX120408-PMN 08 | 127 | 476 | 55 | 121 [ ] [ ]
%Pﬂum CCMT09T304-PRU 04 | 9525 | 397 | 44 93 @ [ ]
S
§ CCMT09T308-PRU 08 | 9525| 397 | 44 89 | @ [ ]
CCMT120408-PRU 08 | 127 | 476 | 55 | 121 @ [ J
strong edge
interrupted cut CCMT120412-PRU 12 127 | 476 | 55 117 | @ [ J

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYCUN N | (fef. CCGX)
4.0
3.0
2.0+
1.04

fn (mm/rev)

T T T T
0.10 0.20 0.30 0.40

ap (mm)

(ref. CCMT)

fn (mm/rev)

T T T
010 020 030

T
0.40

PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A214 = INTERNAL HOLDERS p.A218
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TURNING Indexable inserts - cARBIDE

nidlkoro0.s

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
CN HT: Cermet | CVD | CVD | CVD |CVD | CVD | CVD | CVD | CVD|CVD | CVD |CVD|PVD |PVD  PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
© O WLWL LYW O LWWMWLE W W
- QN e S e AN M e Al e QN wm e M) ewm | e
. o0 = 6 00 6 nNN e oo e e e
IN BN DN €O €0 €O 6@ €0 €0 & & ™M & O w @
ISO - with hole & € 65 €3 6 € € € 6 A ah D D
S S S SsSssSsSsSsSss=2==555
o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ O @ @ @ O [} C MO XN ) C W )
versatility General machining, o ’
« 80° corner can be used for both turning and medum el tectoee Qoutare @ O | @ L AL O L JION 2L 2 L ]
facing operations sl TS, 8B 1< ohoce £ Bautanle | §73 | P | €3 o & & s o
* Opposite 100° corers can be used for Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
general roughing applications (especially 200 170 140 100 170 140 200
facing), providing maximum economy of 8 380 360 330 200 360 330 380
total cutting edges 100 | 80 70 50
964 M 200 | 180 160 | 130
130 110 130
380 300 380
200
1000
20
70
4 edges
Designation RE IC S D1 LE Stock
S NsP [ CNMGO90304-NSP 04 955 318 | 381 93 ) °
@K
E CNMG090308-NSP 08 | 9525 | 318 | 3.81 8.9 e o [ ]
CNMG120404-NSP 04 | 127 | 476 | 516 | 125 e o o [ ]
CNMG120408-NSP 08 | 127 | 476 | 516 | 121 e o o [ ]
2 NSM M
<f> CNMG120404-NSM 04 | 127 | 476 | 516 | 125 [ N
=
CNMG120408-NSM 08 | 127 | 476 | 516 | 121 o o
§ NMP 2 CNMG120404-NMP 04 | 127 | 476 | 516 | 125 o o
E CNMG120408-NMP 08 | 127 | 476 | 516 | 121 e o v
CNMG120412-NMP 12 | 127 | 476 | 516 @ 117 [ N
CNMG120416-NMP 16 | 127 | 476 | 516 @ 113 ® O
CNMG160608-NMP 08 | 1587 | 635 @ 6.35 | 153 [ N ]
CNMG160612-NMP 12 | 1587 635 | 635 @ 149 e o
CNMG160616-NMP 16 | 1587 | 635  6.35 | 145 o o
CNMG190612-NMP 12 11905 635 | 794 | 181 ® O
CNMG190616-NMP 16 | 1905 635 | 794 177 ® O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) ﬂ

(ref. CNMG12)

fn (mm/rev)

T T T T
015 030 045 060

apmm M (ref. CNMG12)
6.0
NRM
454
20 MM
154 NSM
fn (mm/rev)
T T T T
015 030 045 0.60

A40
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TURNING Indexable inserts - cARBIDE

nidlkoro0.s

o e | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC  HC | HF | HF | HE | HT | HF
CN HT: Cermet | CVD | CVD | CVD |CVD | CVD | CVD | CVD| CVD |CVD | CVD | CVD | PVD |PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
© O W W LWYLWWWYM e WwWWL e W W
- A e S e AN M e Al e A em e M em | e [}
. o0 - 6 o6 e a0 e e e e =
N IN| DN € €0/ c0 60 €0 0 o & ™ & B w @ =
ISO - with hole € € 6 €3 € € € A f e D D z
S S sSsSsSsSss=sSss=2==555 =]
o The most popular insert shape due to high S*ab‘ema,fgmiggi @ e Osiare | @ O @ @ @ O () [ IO X ] C W ) <
versatility General machining, . ]
* 80° comner can be used for both turning and medun et raee Q| @1 O | @ 00000 OC000OS ®
facing operations oo e onoee e | €31 | £3 ik IR 8 O
* Opposite 100° corners can be used for Dimensions Iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
general roughing applications (gspecially 200 170 140 100 170 140 200
facing), providing maximum economy of 8 380 | 360 330 200 360 330 380
total cutting edges 100 | 80 70 | 50
0640 M 200 | 180 160 | 130
130 110 130
380 300 380
200
1000
20
70
4 edges
Designation RE IC S D1 LE Stock
% NUP [ CNMG090304-NUP 04 | 9525 | 318 | 3.81 9.3 e o [ ]
E CNMG090308-NUP 08 | 9525| 318 | 381 | 89 ® O [ J
CNMG120404-NUP 04 | 127 | 476 | 516 | 125 e o o [ ] (@]
CNMG120408-NUP 08 | 127 | 476 @ 516 | 121 e o o o [ ] O
CNMG120412-NUP 12 | 127 | 476 | 516 @ 117 e & o o (@]
CNMG120416-NUP 16 | 127 | 476 | 516 @ 113 ® O O
CNMG160608-NUP 08 | 1587 | 635 | 635 | 153 ® O O
CNMG160612-NUP 12 | 1587 | 635 635 | 149 ® O e
CNMG190608-NUP 08 | 1905| 635 | 794 | 185 (oG]
CNMG190612-NUP 12 11905 635 | 7.94 | 181 [oNe]
CNMG190616-NUP 16 | 1905 635 | 794 | 177 [oNe]
§ NMM M CNMG090304-NMM 04 | 9525| 318 | 381 9.3 [ ] [ ]
E CNMG090308-NMM 08 | 9525 | 318 | 3.81 8.9 [ ] [ ]
CNMG120404-NMM 04 | 127 | 476 | 516 | 125 e o e VvV
CNMG120408-NMM 08 | 127 | 476 | 516 | 121 [ N ] e Vv
CNMG120412-NMM 12 | 127 | 476 | 516 @ 117 e o vV, e
CNMG120416-NMM 16 | 127 | 476 | 516 @ 113 (@] @]
CNMG160608-NMM 08 | 1587 | 635 @ 6.35 | 153 O O
CNMG160612-NMM 12 | 1587 635 | 635 @ 149 [ ] A Ne]
CNMG160616-NMM 16 | 1587 | 635 635 | 145 [ ] vV, e
CNMG190612-NMM 12 11905 635 | 794 | 181 (@] @]
CNMG190616-NMM 16 | 1905 635 | 794 177 [ ] O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN P | (ref. CNMG12)
6.0
4.5+
3.0
fn (mm/rev)
T T T T
015 030 045 060

ap(mm M (ref. CNMG12)
6.0+
NRM
4.5+
30 NMM
15| NSM
fn (mm/rev)
T T T T
0.15 030 045 0.60

| PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A224 = INTERNAL HOLDERS p. A229
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TURNING Indexable inserts - caRBIDE nidkoTooLs

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
CN HT: Cermet | CVD | CVD | CVD |CVD | CVD | CVD | CVD | CVD|CVD | CVD |CVD|PVD |PVD  PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S O WYL WL WS W W
(4] - N e D wm QA M e ] e Q] e om0 em | e
= . o 6 = 6 0 60 6NN S 0 e 6 8 e
= BN IN|DN €0 €0 €0 €0 6 6 & N ™M N O & @D
=z ISO-WItthIG & & 63 € €5 €5 €6 6 e & A A A D D
= I A I I I I I I A B B R R )
< o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ O @ @ @ O [} C MO XN ) C W )
versatility General machining, o ’
« 80° corner can be used for both turning and medum el tectoee Qoutare @ O | @ L AL O L JION 2L 2 L ]
facing operations drsilemeones: B 1+ choce LD sutave | 573 | Jb | €3 o & & s o
* Opposite 100° corers can be used for Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
general roughing applications (especially 200 170 140 100 170 140 200
facing), providing maximum economy of 8 380 360 330 200 360 330 380
total cutting edges 100 | 80 70 | 50
964 M 200 | 180 160 | 130
130 110 130
380 300 380
200
1000
20
70
4 edges
Designation RE IC S D1 LE Stock
% NMK [d CNMG120404-NMK 04 | 127 | 476 | 516 | 125 | @ O
E CNMG120408-NMK 08 | 127 | 476 | 516 | 121 | @ @
CNMG120412-NMK 12 | 127 | 476 | 516 117 | @ O
CNMG120416-NMK 16 | 127 | 476 | 516 113 | @ O
CNMG160608-NMK 08 | 1587 | 635 | 635 | 153 | @ O
CNMG160612-NMK 12 1 1587 635 635 149 @ O
CNMG160616-NMK 16 | 1587 635 | 635 145 | O | O
CNMG190612-NMK 12 11905 635 | 794 181 | O O
CNMG190616-NMK 16 | 1905 635 | 794 177 | O | O
= NUK[3
g CNMG120404-NUK 04 | 127 | 476 | 516 | 125 [ ]
=
CNMG120408-NUK 08 | 127 | 476 | 516 | 121 | V [ ]
sharp edge CNMG120412-NUK 12 | 127 | 476 | 516 | 1.7 |V )
reduces burrs
= NwN I
E CNGG120404-NMN 04 | 127 | 476 | 516 | 125 [ ]
polished surface CNGG120408-NMN 08 | 127 | 476 | 516 | 121 [ ]
ground periphery
= nvsH
E CNMG120408-NMS 08 | 127 | 476 | 516 | 121 [ ]
CNMG120412-NM$S 12 | 127 | 476 | 516 @ 117 [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUUN K | (ref. CNMG12) EYUUN N | (fef. CNGG12) awm [ (fef. CNMG12)
6.0+ 6.0 6.0 4
454 454 454
3.04 3.04 3.0+
154 1.54 154
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - cARBIDE nidkoTooLs

o e | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC  HC | HF | HF | HE | HT | HF
CN HT: Cermet | CVD | CVD | CVD |CVD | CVD | CVD | CVD| CVD |CVD | CVD | CVD | PVD |PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
© O W W LWYLWWWYM e WwWWL e W W
- A e S e AN M e Al e A em e M em | e [}
. o0 - 6 o6 e a0 e e e e =
_ N IN| DN € €0/ c0 60 €0 0 o & ™ & B w @ =
ISO - with hole € € 6 €3 € € € A f e D D z
S S sSsSsSsSss=sSss=2==555 =]
o The most popular insert shape due to high S*ab‘ema,fggqiggi @ e Osiare | @ O @ @ @ O () [ IO X ] C W ) <
versatility General machining, . ]
« 80° corner can be used for both turning and medun et ieotoco Qsitare| @ O | @ L L e L MO L LK L
facing operations unsilomecite: B 1< choie £ sutale | 573 | Jb | 63 o8 & & s &
* Opposite 100° corners can be used for Dimensions Iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
general roughing applications (gspecially 200 170 140 100 170 140 200
facing), providing maximum economy of 8 380 360 330 200 360 330 380
total cutting edges 100 | 80 70 | 50
0640 M 200 | 180 160 | 130
130 110 130
380 300 380
200
1000
20
70
4 edges
Designation RE IC S D1 LE Stock
= NXEME
g CNMG120404-NUX 04 | 127 | 476 | 516 | 125 @ e o o [ N
=
CNMG120408-NUX 08 | 127 | 476 H 516 | 121 @ e o o A A 0 O
universal use CNMG120412-NUX 12 | 127 | 476 | 516 @ 117 | @ e o o A A O O
wide range of grades
% Nwu 214
E CNMG120408-NWU 08 | 127 | 476 H 516 | 121 @ [}
wiper CNMG120412-NWU 12 | 127 | 476 | 516 @ 117 | @ [ ]
universal type
% NwX 24
E CNMG120408-NWX 08 | 127 | 476 H 516 | 121 @ [ ] [ ]
wiper CNMG120412-NWX 12 | 127 | 476 | 516 @ 117 | @ [ ] [ ]
reinforced edge
= NRP [ CNMG120408-NRP 08 | 127 | 476 | 516 | 121 e o o o
§ CNMG120412-NRP 12 | 127 | 476 | 516 @ 117 e & o o
2 CNMG120416-NRP 16 | 127 | 476 | 516 @ 113 e o o o
CNMG160612-NRP 12 | 1587 635 | 635 @ 149 e & o o
CNMG160616-NRP 16 | 1587 6.35 | 635 | 145 e o o o
CNMG190612-NRP 12 11905 635 | 794 | 181 [ONe]
CNMG190616-NRP 16 | 1905 635 | 794 | 177 (OB BN J
CNMG190624-NRP 24 11905 635 794 | 169 [ N ]
CNMG250924-NRP 24 | 254 | 952 | 912 | 234 O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
amm MR (ref. CNMG12) EYUN P | K| (ref. CNMG12) EYUN P | (ref. CNMG12)
6.0+ 6.0 6.0+
451 45 NwX 45
NUX NWU
3.0 3.01 3.01
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - cARBIDE

nidlkoro0.s

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
CN HT: Cermet | CVD | CVD | CVD |CVD | CVD | CVD | CVD | CVD|CVD | CVD |CVD|PVD |PVD  PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O O WLWLNLWWLWLO WL LWL N W
- QN e S e AN M e Al e QN wm e M) ewm | e
. o0 =0 00 e a0 e e o e e
N BN DN 6 CO CO €0 € @ o & ™ »H H & @
ISO - with hole & € 65 €3 6 € € € 6 A ah D D
I A I I I I A I I A A L R I
o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ O @ @ @ O [} C MO XN ) C W )
versatility General machining, o ’
« 80° corner can be used for both turning and medum el tectoee Qoutare @ O | @ L AL O L JION 2L 2 L ]
facing operations drsilemeones: B 1+ choce LD sutave | 573 | Jb | €3 o & & s o
* Opposite 100° corers can be used for Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
general roughing applications (especially 200 170 140 100 170 140 200
facing), providing maximum economy of 8 380 | 360 330 200 | 360 330 380
total cutting edges 100 | 80 70 | 50
964 M 200 | 180 160 | 130
130 110 130
380 300 380
200
1000
20
70
4 edges
Designation RE IC S D1 LE Stock
S NRM M CNMG120408-NRM 08 | 127 | 476 | 516 | 121 [ N [ ]
§ CNMG120412-NRM 12 | 127 | 476 | 516 @ 117 [ N ] [ ]
2 CNMG160608-NRM 08 | 1587 | 635 | 635 | 153 @]
CNMG160612-NRM 12 | 1587 | 635 | 635 | 149 (O ] [ ]
CNMG190612-NRM 12 11905 635 | 794 | 181 O [ ]
CNMG190616-NRM 16 | 1905 635 | 794 177 O [ ]
= NRK [ CNMG120408-NRK 08 | 127 | 476 516 | 121 @ | @ @
§ CNMG120412-NRK 12 | 127 | 476 | 516 117 @ @ @
2 CNMG120416-NRK 16 | 127 | 476 | 516 113 | O | @ | O
CNMG160612-NRK 12 1587 635 635 149 @ @ | @
CNMG160616-NRK 16 | 1587 635 | 635 145 @ @ @
CNMG190612-NRK 12 11905 635 | 794 181 | O O
CNMG190616-NRK 16 | 1905 635 | 794 177 | O @
= flat [4 CNMA120404 04 | 127 | 476 | 516 | 125 | O | O
fg CNMA120408 08 | 127 | 476 516 | 121 @ | O O
2 CNMA120412 12 | 127 | 476 | 516 117 @ | O @
CNMA120416 16 | 127 | 476 | 516 113 ] O O
CNMA160612 12 1587 635 635 149 @ O | @
CNMA160616 16 | 1587 635 | 635 145 @ | O @
CNMA190612 12 11905 635 | 794 181 | O O
CNMA190616 16 | 1905 635 | 794 177 | @ | O
< MRPII
S CNMM190616-MRP 16 | 1905 635 | 794 | 177 (oG]
S
2
Z CNMM190624-MRP 24 1 1905| 635 | 794 | 169 e o
=
==
single side |
Zegges CNMM250924-MRP 24 | 254 | 952 | 912 | 234 o o
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
apmm M (ref. CNMG12) EYUUN K | (ref. CNMG12) a3
6.0+ 6.0 16
NRM
454 454 124
504 MMM 3.0 8-
1.5 NSM 1.5 4
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
015 030 045 0.60 015 030 045 0.60 06 08 10 12
A44 PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A224 | INTERNALHOLDERS p.A229




TURNING Indexable inserts - cARBIDE nidkoTooLs

HOComeacab% MG HC | HC  HC HC HC HT HF | HF HF HF HT | HF
Dc HF: Micrograin carbide | GVD | CVD | CVD | GVD | CVD | CVD | PVD |PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
oW WL e WL e e W e W W
— 0 e A em NN e NN e e e [}
. S 6 0 60 00 6 8 = =00 e =
BN €0 €0 6 0 & T W W (D T @D =
ISO'WltthIG € € € e e A A AA e D D =
I I I I I A A A A e e ) =)
o Generally the 1st choice for profile/copy silemachint, @1=cnoce O @) @ @ O @O @ @ @O @ @ @ <
turning applications General machining, o ’
* Able to “In-Copy” (plunge turn in small medum el o Qe | @ 000000000 L
diameter) with 30° angle Unstable machring: g 1« chaice §- sutable | 47 9 9 s 2
® 7° clearance angle, less risk of chip Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
jamming in boring 200 170 140 180 100 90 70 200
 Somewhat weaker edge strength than a 380 360 330 400 220 200 180 380
triangle insert M 100 80 100 70 60 50
200 | 180 220 160 | 150 | 140
130 150 90 | 60
380 320 190 180
400 200
1400 1000
s 20
70
2 edges
Designation RE IC S D1 LE Stock
%PPFEM DCETO702025-PPF 02 635|238 | 28 76 ° °
7]
E DCET070204/-PPF 04 | 635 | 238 | 28 74 [ ] [ ]
DCET11T302/»-PPF 02 | 9525| 397 | 44 | 114 [ ] [ ]
ground chipbreaker .
right-hand shown DCET11T304/»-PPF 04 | 9525| 397 | 44 | 112 [ [
2 PRUEIMBA DCMT070202-PFU 02 | 635 | 238 | 28 76 [ N ] [CRNORNCORN NN J [ ]
==
% DCMT070204-PFU 04 | 635 | 238 | 28 74 o o ® O o o o [ ]
o
DCMT11T302-PFU 02 | 9525| 397 | 44 | 114 [ N ] @ O o o o (@]
DCMT11T304-PFU 04 | 9525 | 397 | 44 | 112 e o o e &6 o o o [ ]
sharp edge
low cutting force DCMT1T308-PFU 08 9525 397 | 44 108 o o o e 0O o 0 o °
= PPM[AM
g DCET070204/»-PPM 04 | 635 | 238 | 28 74 [ ] [ ]
=
DCET11T3024/2-PPM 02 | 9525 | 397 | 44 | 114 [ ] [ ]
ground chipbreaker ' DCET117304+-PPM 04 | 9525 397 | 44 112 ) )
right-hand shown
% PMU A M [ DCMT070202-PMU 02 | 635 | 238 | 28 76 (Ol ] O | O [ ]
E DCMT070204-PMU 04 | 635 | 238 | 28 74 @ o o [ N [ N J [ ]
DCMT070208-PMU 08 | 635 | 238 | 28 7 [ ] (Ol ] (@] [ ]
DCMT11T302-PMU 02 | 9525| 397 | 44 | 114 o o ® O [}
15t choice DCMT117304-PMU 04 | 9525 397 | 44 112 | @ ®o o 0 0 0 K °
universal application |- poyT117308-PMU 08 | 9525 397 | 44 | 108 @ e o 0 @ O o o °
DCMT11T312-PMU 12 19525 397 | 44 | 104 [ ]
DCMT150404-PMU 04 | 127 | 476 | 55 | 151 | O [ J
DCMT150408-PMU 08 | 127 | 476 | 55 | 147 | O (Ol ] [ ]
DCMT150412-PMU 12 | 127 | 476 | 55 | 143 | O O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
amm M (fef. DCET) ap (mm) (ref. DCMT)
2.5+
2.0
1.54
107 LppF
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.05 0.10 0.15 0.20 0.10 0.20 0.30 0.40

| PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4 | EXTERNALHOLDERS p.A232 = INTERNAL HOLDERS p. A236 A45




TURNING Indexable inserts - caRBIDE nidkoTooLs

HOComeacab% MG HC | HC  HC HC HC HT HF | HF HF HF HT | HF
Dc HF: Micrograin carbide | GVD | CVD | CVD | GVD | CVD | CVD | PVD |PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O W WO e e WO W W
(L] - S wm AN e AN e NN e e e
s ISO - with hol R eeaaSEbbhnasa
= - With hole $88888585£8533
< o Generally the 1st choice for profile/copy Stab'emaﬁgm"c‘ﬂ{ C BEYQETAE MO MO MM X N e M X )
turning applications General machining, o ’
« Able to “In-Copy” (plunge turn in small medum el teotice ot @) 000000000 L]
diameter) with 30° angle Unstable machring: g 1« chaice §- sutable | 47 9 9 s 2
® 7° clearance angle, less risk of chip Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
jamming in boring 200 170 140 180 100 90 70 200
 Somewhat weaker edge strength than a 380 360 330 400 220 200 180 380
triangle insert M 100 80 100 70 60 50
200 | 180 220 160 | 150 | 140
130 150 90 | 60
380 320 190 | 180
400 200
1400 1000
s 20
70
2 edges
Designation RE IC S D1 LE Stock
g PMN [T DCGX070202-PMN 02 | 635 | 238 | 28 76 (@] [}
E DCGX070204-PMN 04 | 635 238 | 28 74 ° °
DCGX070208-PMN 08 | 635 | 238 | 28 7 (@] [}
DCGX11T302-PMN 02 | 9525 397 44 | 114 [ ] [ J
polished surface | DCOKITTS0PHN 04 | 9525 397 | 44 | 112 ° °
ground periphery DCGX11T308-PMN 08 | 9525 397 | 44 108 ° °
< PRU I
§ DCMT11T304-PRU 04 19525 397 44 | 112 @ [}
2
DCMT11T308-PRU 08 | 9525 397 44 | 108 @ [}
strong edge
interrupted cut
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUUN N | (re. DCGY ap (m) (rf. DOV
4.0+
3.0+
2.0
1.0+
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.10 0.20 0.30 0.40 0.10 0.20 0.30 0.40

A46 PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A232 | INTERNALHOLDERS p.A236




TURNING Indexable inserts - cARBIDE

nidlkoro0.s

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
DN HT.Cermet | CVD CVD | CVD | CVD | CVD CVD VD CVD CVD CVD CVD PVD PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
© O WLWL LYW O LWWMWLE W W
- QN e S e AN M e Al e QN wm e M) ewm | e
. o0 = 6 00 6 nNN e oo e e e
IN BN DN €O €0 €O 6@ €0 €0 & & ™M & O w @
ISO - with hole & € 65 €3 6 € € € 6 A ah D D
S S S SsSssSsSsSsSss=2==555
o Generally the 1st choice for profile/copy Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ O @ @ @ O [} C MO XN ) C W )
turning applications General machining, o ’
« Able to “In-Copy” (plunge turn into a smaller medum el teatice Qe @ | O | @ 90000 C000e L]
diameter) at an angle of 30° Unsmblemfgv';‘ggi B 1 cnoice Psuiave| T3 W | T3 g &5 &3 = X
* Commonly used when machining close to Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1 choice)
the tailstock 200 170 140 100 170 140 200
« Somewhat weaker edge strength than a 380 360 330 200 360 330 380
triangle insert M 100 | 80 70 | 50
200 | 180 160 | 130
130 110 130
380 300 380
200
1000
s 20
70
4 edges
Designation RE IC S D1 LE Stock
% NsP [ DNMG110404-NSP 04 | 9525 | 476 | 381 | 11.2 [OlN J [ ]
7]
E DNMG110408-NSP 08 | 9525 | 476 | 381 | 108 ® O [ ]
DNMG150604-NSP 04 | 127 | 635 | 516 | 151 e o o [ ]
DNMG150608-NSP 08 | 127 | 635 | 516 | 147 e o o [ ]
2 NSM M
<f> DNMG150604-NSM 04 | 127 | 635 | 516 | 151 [ N
=
DNMG150608-NSM 08 | 127 | 635 | 516 | 147 o o
% NMP 2 DNMG110404-NMP 04 | 9525 | 476 | 381 | 112 [oONe]
E DNMG110408-NMP 08 | 9525 476 @ 381 | 108 @ [OlN J
DNMG150604-NMP 04 | 127 | 635 | 516 | 151 [ N
DNMG150608-NMP 08 | 127 | 635 | 516 | 147 e o
DNMG150612-NMP 12 | 127 | 635 | 516 | 143 o o
DNMG150616-NMP 16 | 127 | 635 | 516 @ 139 e o
% NUP 2 DNMG110404-NUP 04 | 9525 | 476 | 381 | 112 [OlN J [ ]
E DNMG110408-NUP 08 | 9525 | 476 | 381 | 108 ® O [ ]
DNMG110412-NUP 12 | 9525 476 | 381 | 104 [oONe]
DNMG150604-NUP 04 | 127 | 635 | 516 | 151 e o o [ ] [ ]
DNMG150608-NUP 08 | 127 | 635 516 | 147 e &6 o O [ ] O
DNMG150612-NUP 12 | 127 | 635 | 516 @ 143 ® & o O [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN P | (fef. DNMG15)
6.0
4.5+
3.0
fn (mm/rev)
T T T T
015 030 045 060

ap(mm M (ref. DNMG15)
6.0+
NRM
4.5+
30 NMM
15| NSM
fn (mm/rev)
T T T T
0.15 030 045 0.60

| PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4 | EXTERNALHOLDERS p.A244 = INTERNAL HOLDERS p. A247
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A - TURNING




TURNING Indexable inserts - caRBIDE nidkoTooLs

W e e | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HF  HF | HF | HT | HF
DN HT.Cermet | CVD | CVD | CVD | CVD | GVD | GVD | GVD| CVD| CVD | GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o @ WYY O WL WL e W WL
(3] - AN e S e AN M e Qe Al wm | em | M) ewm |
= . o 60 = 6 060 6 NN S 0 0 8 e e
= IN IN| DN €0 €0 60 6@ 6 6 N N ™ B N ¢ @
=z |SO-W|tth|e € &3 & € €5 €3 €5 € 6 & & A A A D D
= LI I I I I I A I B B R A R B
< o Generally the 1st choice for profile/copy Stab'emﬁg;qigg{ @ :coce Ot @ O @ @ @ O o C O X ) o0
turning applications General machining, o '
o Able to “In-Copy” (plunge turn into a smaller medum e @ oo Qe @ O | @ L 2L e 2L MO 2 LK L
diameter) at an angle of 30° Unsmlemﬁgmgﬂi B 1< croice {Puiave | T3 | W | T3 o8 &b &3 s &
* Commonly used when machining close to Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
the tailstock 200 170 140 100 170 140 200
» Somewhat weaker edge strength than a 380 | 360 330 200 360 330 380
triangle insert M 100 80 70 | 50
200 | 180 160 | 130
130 110 130
380 300 380
200
1000
Y 20
70
4 edges
Designation RE IC S D1 LE Stock
= NMM M DNMG110404-NMM 04 | 9525 476 | 381 | 112 ° o
=
E DNMG110408-NMM 08 | 9525 | 476 | 3.81 | 108 [ ] [ ]
DNMG150604-NMM 04 | 127 | 635 | 516 | 151 [ ] [ ]
DNMG150608-NMM 08 | 127 | 635 | 516 | 147 [ N [ ]
DNMG150612-NMM 12 | 127 | 635 | 516 @ 143 [ ] [ ]
S K3 DNMG150604-NMK 04 127|635 | 516 151 @ O
[=]
w
=3 DNMG150608-NMK 08 | 127 | 635 | 516 | 147 @ | O O
DNMG150612-NMK 12 0 127 | 635 516 143 O O | @
DNMG150616-NMK 16 | 127 | 635 | 516 @ 139 O
= NUK[d
g DNMG150604-NUK 04 | 127 | 635 516 | 151 [ ]
=
DNMG150608-NUK 08 | 127 | 635 516 | 147 [}
sharp edge DNMG150612-NUK 12 | 127 | 635 | 516 @ 143 [ ]
reduces burrs
% NMN [T
E DNGG150604-NMN 04 | 127 | 635 | 516 | 151 [ )
polished surface DNGG150608-NMN 08 | 127 | 635 | 516 | 147 [ ]
ground periphery
= nmsH
E DNMG150608-NNS 08 | 127 635 | 516 147 °
DNMG150612-NMS 12 | 127 | 635 | 516 @ 143 [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
apmm M (ref. DNMG15) EYUUN K | (ref. DNMG15) aom [ (fef. DNGG15) SN S | (ref. DNMG15)
6.0+ 6.0 6.0 4 6.0 4
NBRM
454 454 454 454
3.04 NMM 3.04 3.0
154 NSM 1.54 154
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60

A48 PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A244 | INTERNALHOLDERS p.A247




TURNING Indexable inserts - cARBIDE nidkoTooLs

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
DN HT.Cemer | CVD | CVD CVD GVD GVD GVD| GVD| CVD| CVD| GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S O WYL WL WS W W
- QN e S e AN M e Al e QN wm e M) ewm | e [}
. o 6 = 6 0 60 6NN S 0 e 6 8 e =
BN IN|DN €0 €0 €0 €0 6 6 & N ™M N O & @D =
ISO - with hole & € 65 €3 6 € € € 6 A ah D D z
I A I I I I I I A B B R R ) =)
o Generally the 1st choice for profile/copy silemachiont, @y 1=cnoce Ot @ O @ @ @ O () C YO XX ) C W ) <
turning applications General machining, - ’
o Able to “In-Copy” (plunge turn into a smaller medum el tectoee Qoutare @ O | @ L AL O L JION 2L 2 L ]
diameter) at an angle of 30° Unsmmemfgv';‘ggi B 1 cnoice Psuiave| T3 W | T3 g &5 &3 = X
 Commonly used when machining close to Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
the tailstock 200 170 140 100 170 140 200
» Somewhat weaker edge strength than a 380 | 360 330 200 360 330 380
triangle insert M 100 80 70 | 50
200 | 180 160 | 130
130 110 130
380 300 380
200
1000
S 20
70
4 edges
Designation RE IC S D1 LE Stock
= NXEME
g DNMG150604-NUX 04 | 127 | 635 516 | 151 @ e o o [ N
=
DNMG150608-NUX 08 | 127 | 635 | 516 | 147 | @ e o o A A O O
universal use DNMG150612-NUX 12 | 127 | 635 | 516 @ 143 | @ e o o A A O O
wide range of grades
% NMU M
E DNMG150604/»-NMU 04 | 127 | 635 516 | 151 [ ] [ ]
right-hand shown DNMG150608/--NMU 08 | 127 | 635 516 | 147 [ ] [ ]
(parameters p.A81)
% Nwu 214
E DNMX150608-NWU 08 | 127 | 635 | 516 | 147 | @ O
wiper DNMX150612-NWU 12 0 127 | 635 | 516 | 143 | @ O
universal type
< NRP D
= DNMG150608-NRP 08 | 127 | 635 | 516 | 147 e o o o
S
2
DNMG150612-NRP 12 0 127 | 635 516 | 143 e o o o
DNMG150616-NRP 16 | 127 | 635 | 516 @ 139 e o o
‘g” NRM M
cg DNMG150608-NRM 08 | 127 | 635 516 | 147 [ ] [ ]
2
DNMG150612-NRM 12 | 127 | 635 | 516 @ 143 [ ] [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
amm MR (fef. DNMG15) EYUN P | K| (fef. DNNIX15) EYUN P | (fef. DNMG15) apmm M (ref. DNMG15)
6.0+ 6.0 6.0+ 6.0
NRM
454 454 for application details 454 454
see page A84
NUX NWU
3.0 3.0 3.0 3.04 NMM
15 1.5 15 - 151 NSM
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60

PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A244  INTERNAL HOLDERS p.A247 A49




TURNING Indexable inserts - caRBIDE nidkoTooLs

W e e | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HF  HF | HF | HT | HF
DN HT.Cermet | CVD | CVD | CVD | CVD | GVD | GVD | GVD| CVD| CVD | GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O O WMWY WLLWL O LW WML BN W
(3] - AN e S e AN M e Qe Al wm | em | M) ewm |
= . o e =60 06 6 a0 e o0 e o e
= ISO'W|thh0|e IN BN DN €O €0 €0 60 €0 €0 & H M H B W @
= € €5 €3 €3 €3 €5 € & 6 & e A A A D D
=] S S S SsSsS s SsssSsSsS=2=2=55
< o Generally the 1st choice for profile/copy Stab'emﬁg;qigg{ @ :coce Ot @ O @ @ @ O o C O X ) o0
turning applications General machining, o '
« Able to “In-Copy” (plunge tum into a smaller medum e @ooe Qe @ O @ 00000 C000PO L
diameter) at an angle of 30° Unmblemﬁgmgﬂi B 1< croice {Puiave | T3 | W | T3 o8 &b &3 s &
* Commonly used when machining close to Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
the tailstock 200 170 140 100 170 140 200
 Somewhat weaker edge strength than a 380 | 360 | 330 | 200 360 330 380
triangle insert M 100 80 70 | 50
200 | 180 160 | 130
130 110 130
380 300 380
200
1000
5 20
70
4 edges
Designation RE IC S D1 LE Stock
< NRKIA
§ DNMG150608-NRK 08 | 127 | 635 516 | 147 @ | O @
2
DNMG150612-NRK 12 | 127 | 635 | 516 143 @ | O @
2 flat [4
§ DNMA150608 08 | 127 | 635 516 | 147 @ | O O
2
DNMA150612 12 | 127 | 635 | 516 143 @ | O @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUUN K | (ref. DNMG15)

6.0+
454

3.0+

fn (mm/rev)

T T T T
015 030 045 060

A0 PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A244 | INTERNALHOLDERS p.A247




TURNING Indexable inserts - cARBIDE nidkoTooLs

HC: Coated carbide HC

CVD: Chemical vapour deposition

ISO - without hole

A - TURNING

e @ ame Qe
e @ (D
Unstable mhagvl;‘ggé B 1 choice §73 suitable

Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)

& @ O|Je802s

2 edges
Designation RE IC S D1 LE Stock
g NMU [
E KNUX160405'/--NMU 05 | 9525| 476 - 161 | @
) KNUX160410"/--NMU 1 9.525 | 476 - 152 | @
right-hand shown

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN P | (ref. KNUX16)
6.0
4.5+
3.0
1.59
fn (mm/rev)
T T T T
015 030 045 060

PRODUCT SELECTION p.A35 ~ CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4 As1




2]
=
=
=
=
=
\
<

TURNING Indexable inserts - cARBIDE

nidlkoro0.s

HF: Micrograin carbide

HT: Cermet HF | HT
M c c PVD: Physical vapour deposition | PVD
w
N | v
: 36
ISO - with hole £ 3
* 1st solution for micro-boring stablemachion, @y 1= choice O sutave| O | @
© Precision ground insert with sharp geometry, | general machining
L) 15 choi itabl
tailored for microboring operation med'“f” et CEERORTE|( )
* Micro boring bar with coolant both in steel ~ ""** NS gg 12 cnoice £ suravle | 8
(with Vortex technology) and in carbide Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o Practical fun kits available (2 bars + 10 70 200
pes inserts) 180 | 380
50
a0 M 14
c B - 16800
Q) -
RE s g 70‘
LE
s
2 edges
Designation RE IC S D1 LE
‘g” PPFAM
cf: MCC.RO2L-PPF 0.2 35 14 1.9 38 @ @
=
. MCC.RO4L-PPF 0.4 35 14 1.9 38 @ @
ground chipbreaker
left-hand shown

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

amm M (rf. MCO)
2.5+
2.0+
154
b
fn (mm/rev)

T T T T
0.05 010 015 020

A52 | PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.Ad

INTERNAL HOLDERS p. A249




TURNING Indexable inserts - cARBIDE

nidlkoro0.s

HC: Coated carbide

HF: Micrograin carbide HC | HF | HF | HF | HF | HT
MCN HT: Cermet | CVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
W NN e e W
- = QO] N D e
MicroN ith hol S h oS
icroNega - with hole SE£E£E£E S
* MicroNega system it serves as an altemative | SE0e Mg, @y s ongce (D sutave| @) | @ O | @ ()
to positive conventional solutions General machining
g 15 choi itabl
o Excellent economy for external small part ”‘ed'“f““‘ @ - Onite @ @ @ @ @
machining or small boring application o 1+ choice D uiabe s =
* Pressed chip breaker optimizes chip control Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
and emphasizes the economic advantage 170 100 60 90 200
o Precision ground chip breaker with stable 360 220 180 200 380
seating in the pocket enables better surface M 70 | 60 | 60 | 50
_— . 160 | 120 150 130
finishing so‘
 Special holders tailored with big clearance c/ | ] 19900
angle, adapt itself for boring application, D1
effectively reduces the risk of chip-jamming RE >~
e Practical fun kits available LE s 20 30
060
4 edges
Designation RE IC S D1 LE
"-g" GB[AM
==
7]
=
'S
MCN.R04G-GB/» 04 | 75 | 318 | 36 | 72 Y
ground chipbreaker
right-hand shown
= GMEM
E MCN.R04M-GM 04 | 75 | 318| 36 | 72V ° [
1 : MCN.ROBM-GM 08 | 75 | 318 | 36 | 68 v
st choice
chip control oriented
= ssEm
E MCN.R026-SS 02 | 75 | 318 | 36 | 74 \Y
] MCN.R04G-SS 04 | 75 | 318 | 36 | 72 e VvV e
ground periphery
polished surface

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) E M

254

2.0+

10
68

T T T T
0.05 010 015 020

fn (mm/rev)

| PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A251 = INTERNAL HOLDERS p. A252 As3

A - TURNING




TURNING Indexable inserts - caRBIDE nidkoTooLs

HC: Coated carbid
- Morograncavige | HC | HF | HF | HF | HF | HT
MDN HT: Cermet | CVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
W NN e e W
g e=s~85
= H _ Wi AR AR AT AR
£ MicroNega - with hole 83
< * MicroNega system it serves as an altemative | SE0e Mg, @y s ongce (D sutave| @) | @ O | @ ()
to positive conventional solutions General machining
g 15 choi itabl
o Excellent economy for external small part ”‘ed'“f““‘ @ - Onite @ @ @ @ @
machining or small boring application o 1+ choice D uiabe s =
* Pressed chip breaker optimizes chip control Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
and emphasizes the economic advantage 170 100 60 90 200
o Precision ground chip breaker with stable 360 220 180 200 380
seating in the pocket enables better surface M 70 | 60 | 60 | 50
_— 160 | 120 150 130
finishing
 Special holders tailored with big clearance 19900
angle, adapt itself for boring application,
effectively reduces the risk of chip-jamming
e Practical fun kits available S 20 | 30
70 | 60
4 edges
Designation RE IC S D1 LE Stock
"-g" GB[AM
==
7]
=
'S
MDN.R04G-GB/» 0.4 7 318 | 36 | 81 Y
ground chipbreaker
right-hand shown
= GMEM
E MDN.R0O4M-GM 0.4 7 318 36 | 81 V vV, e [ ]
: MDN.R08M-GM 0.8 7 318 36 | 77 v
1st choice
chip control oriented
= ssEam
E MDN.R026-SS 0.2 7 318 | 36 | 83 \Y
] MDN.R046-SS 0.4 7 318 | 36 | 81 e VvV e
ground periphery
polished surface

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) E M

254

2.0+

1.0+
m fn (mm/rev)

T T T T
0.05 010 015 020

As4 | PRODUCT SELECTION p.A35 | | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4 EXTERNALHOLDERS p.A253 = INTERNAL HOLDERS p.A254




TURNING Indexable inserts - cARBIDE

nidlkoro0.s

e cose | HC | HC  HC | HC | HC | HE | HF | HF | HT | HF
Sc HT.Cermet | CVD GVD | CVD | CVD | CVD | PVD PVD PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
HEMAFEEBREE
ISO - with hol R e a88nnmae S8
- WIth hole 888855588

o \lery strong 90° corner with excellent Stab'emaﬁgm"c‘ﬂ{ @ e Osiere| @ @ O @ O OO O O @
economy (4 edges on positive inserts) General machining, o )

o Mostly used for rough facing operations, medum el e Qe @) @ @O @ @ @ O L
especially on castings, forgings and rou- o 17 choice ¢ Dsutabie| §7 £ o3 k N
gh-sawed blanks Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)

 Unable to turn or face up to a shoulder 170 140 90 70 200
(must be used in a tool holder with min. 5° 360 330 200 180 380
lead angle 100 80 | 60 | 50
' g.) . . M 200|180 150 | 140

e High radial forces push against the workpie- 130
ce when used for turning b1 380 199% 16800
 Should always be used in a stable set-up ] 400 200

5 1400 1000
s
4 edges
Designation RE IC S D1 LE Stock
< PRUEAMHE

cf: SCMT09T304-PFU 04 | 9525 | 397 | 44 9.1 [ )

=

SCMT09T308-PFU 08 | 9525 | 397 | 44 8.7 ® O
sharp edge
low cutting force

S PMULEMEY  sopmograns-pmy 04 955 397 441 91 O @ @ O e o

(=)

w

= SCMT09T308-PMU 08 | 9525 | 397 | 44 87 @ O @ [} O

SCMT120404-PMU 04 | 127 | 476 | 55 | 123 [olN J
1st choi
Uniersal applcation | SCMTI20408-PMU 08 127 47 55 119 @ @ @ °

S PN SCEX09T304-PIN 04 955 | 397 | 44 91 o °

[=]

L

= SCGX09T308-PMN 08 | 9525| 397 | 44 8.7 O [ ]

SCGX120404-PMN 04 | 127 | 476 | 55 | 123 O [ ]
lished surfa
Sround periphery | SCGXT20408-PUN 08 | 127 | 476 | 55 | 119 o) °

< PRU A

§ SCMT09T308-PRU 08 | 9525 | 397 | 44 87 @ [ ]

2

SCMT120408-PRU 08 | 127 | 476 1 55 | 119 @ [ ]
strong edge
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) (ref. SCMT)

fn (mm/rev)

T T T T
010 020 030 040

EYCUN N | (fef. SCGX)
fn (mm/rev)
T T T T
0.10 0.20 0.30 0.40

PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A255 = INTERNAL HOLDERS p. A256

A55

A - TURNING




TURNING Indexable inserts - caRBIDE nidkoTooLs

HC: Coated carbid
- Monogran canige | HC | HC | HC | HC | HC | HC | HC | HC | HF | HF
SN OVD: Ghemicalvapour ceposition | CVD | GVD | CVD | VD | CVD GVD CVD | CVD | PVD
PVD: Physical vapour deposition
o oW WL e WL e w»
(1] el B R B R
= ISO - with hol SRRRIISaaa
z - With hole sggssss8ss
< o Vlery strong 90° corner with excellent eco- Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ | O @ @ O ® O o
nomy (8 edges on double-sided inserts) General machining, o )
o Mostly used for rough facing operations, medum el @ Qe @O @ @ @O O 00O
especially on castings, forgings and rou- U”smblemnagmgi B 1 cnoice I Psuiave| T3 | W D Ak EAE RN
gh-sawed blanks Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Unable to turn or face up to a shoulder 170 140 100
(must be used in a tool holder with min. 5° 360 330 200
lead angle) M 100 | 80 | 50
' ' . . 200 180 130
e High radial forces push against the workpie-
. 130 110 130
ce when used for turning 380 300 380
 Should always be used in a stable set-up D1 200
1000
S
8 edges
Designation RE IC S D1 LE Stock
‘g” NSP [
==
@K
=
[V
SNMG120408-NSP 08 | 127 | 476 | 516 | 119 [ ]
S Nwp3 SNMG120404-NMP 04 127 476 516 123 o e
(=)
w
= SNMG120408-NMP 08 | 127 | 476 | 516 | 119 e o
SNMG120412-NMP 12 | 127 | 476 | 516 @ 115 ® | O
SNMG120416-NMP 16 | 127 | 476 | 516 | 111 O] O
S Nup[d SNMG120404-NUP 04 127 476 516 123 ol o
[=}
L
= SNMG120408-NUP 08 | 127 | 476 | 516 | 119 O @ O
SNMG120412-NUP 12 | 127 | 476 | 516 @ 115 O @ O
SNMG120416-NUP 16 | 127 | 476 | 516 | 111 O] O
E NMM M SNMG120404-NMM 04 | 127 | 476 | 516 | 123 ® O
E SNMG120408-NMM 08 | 127 | 476 | 516 | 119 ® O
SNMG120412-NMM 12 | 127 | 476 | 516 @ 115 O | O
SNMG120416-NMM 16 | 127 | 476 | 516 | 111 [oNe]
SNMG190612-NMM 12 11905 635 | 794 179 (o6
SNMG190616-NMM 16 | 1905 635 | 794 | 175 [oNe]
= NWKId
E SNMG120408-NMK 08 | 127 | 476 | 516 | 119 | @ O
SNMG120412-NMK 12 | 127 | 476 | 516 115 O O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
a3 (ref. SNMG12) apmm M (ref. SNMG12) EYUUN K | (ref. SNMG12)
6.0+ 6.0 6.0 4
NRP
NBRM
454 454 454
3.04 3.04 NMM 3.0+
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60

A6 | PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4 | | EXTERNALHOLDERS p.A257 = INTERNAL HOLDERS p.A261




TURNING Indexable inserts - cARBIDE nidkoTooLs

HC: Coated carbid
- Monogran canige | HC | HC | HC | HC | HC | HC | HC | HC | HF | HF
SN OVD: Ghemicalvapour ceposition | CVD | GVD | CVD | VD | CVD GVD CVD | CVD | PVD
PVD: Physical vapour deposition
o 0w WL W e W e w
el B R B R (1]
- SEEE888888¢ =
ISO'W|th hole € €5 €3 € ) a > g
R B B R B R ) 2
o \lery strong 90° corner with excellent eco- Stab'emaﬁgm"c‘ﬂ{ @ coce Osuare| @ O @ @ O ® O () <
nomy (8 edges on double-sided inserts) General machining, o )
o Mostly used for rough facing operations, medum el @ Qe @O @ @ @O O 00O
especially on castings, forgings and rou- U”smblemnagv';‘gg{ B 1 cnoice I Psuiave| T3 | W D Ak EAE RN
gh-sawed blanks Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Unable to turn or face up to a shoulder 170 140 100
(must be used in a tool holder with min. 5° 360 330 200
lead angle) M 100 | 80 | 50
' ' . . 200 180 130
e High radial forces push against the workpie-
. 130 110 130
ce when used for turning 380 300 380
 Should always be used in a stable set-up D1 200
1000
S
8 edges
Designation RE IC S D1 LE Stock
= NMN [T
g SNGG120404-NMN 04 | 127 | 476 | 516 | 123 (@]
=
SNGG120408-NMN 08 | 127 | 476 | 516 | 119 [ ]
polished surface SNGG120412-NMN 12 | 127 | 476 | 516 115 v
ground periphery
= NRP [ SNMG120408-NRP 08 | 127 | 476 | 516 | 119 ® O
§ SNMG120412-NRP 12 | 127 | 476 | 516 @ 115 o o
2 SNMG120416-NRP 16 | 127 | 476 | 516 | 111 [ N ]
SNMG190612-NRP 12 11905 635 | 794 | 179 [oNe]
SNMG190616-NRP 16 | 1905 635 | 794 | 175 [N J
SNMG190624-NRP 24 1 1905| 635 | 794 | 167 o o
SNMG250924-NRP 24 | 254 | 952 | 88 23 @]
g NRM IH SNMG120408-NRM 08 127 476 516 | 119 o °
S
é SNMG120412-NRM 12 | 127 | 476 | 516 | 115 O [
SNMG190612-NRM 12 11905 635 | 794 | 179 (@] [ J
SNMG190616-NRM 16 | 1905 635 | 794 | 179 (@] [ J
2 NRKII SNMG120408-NRK 08 | 127 | 476 | 516 | 119 @ | O
==
§ SNMG120412-NRK 12 | 127 | 476 | 516 115 | O | O
oc
SNMG120416-NRK 16 | 127 | 476 | 516 111 | O @
SNMG190612-NRK 12 11905 635 | 794 179 | O | O
SNMG190616-NRK 16 | 1905 635 | 794 175 | O | O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYCUN N | (ref. SNGG12) EYUN P | (ref. SNMG12) apmm M (ref. SNMG12) EYUUN K | (ref. SNMG12)
6.0 6.0+ 6.0
NRM
454 4.5+ 454
3.0 NMM 3.04
1.5 1.5
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60

PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4 | EXTERNALHOLDERS p.A257 = INTERNAL HOLDERS p.A261 As7




TURNING Indexable inserts - caRBIDE nidkoTooLs

HC: Coated carbid
- Monogran canige | HC | HC | HC | HC | HC | HC | HC | HC | HF | HF
SN OVD: Ghemicalvapour ceposition | CVD | GVD | CVD | VD | CVD GVD CVD | CVD | PVD
PVD: Physical vapour deposition
o oW WL e WL e w»
(L] — QN | wm e QM) = N M) e
= ISO - with hol SRRRIISaaa
z - With hole sggssss8ss
< o Vlery strong 90° corner with excellent eco- Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ | O @ @ O ® O o
nomy (8 edges on double-sided inserts) General machining, o )
o Mostly used for rough facing operations, medum el @ Qe @O @ @ @O O 00O
especially on castings, forgings and rou- U”smblemnagv';‘gg{ B 1 cnoice I Psuiave| T3 | W D Ak EAE RN
gh-sawed blanks Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Unable to turn or face up to a shoulder 170 140 100
(must be used in a tool holder with min. 5° 360 330 200
lead angle 100 | 80 ' 50
' g.) . . M 200 180 130
e High radial forces push against the workpie-
. 130 110 130
ce when used for turning 380 300 380
 Should always be used in a stable set-up D1 200
1000
S
8 edges
Designation RE IC S D1 LE Stock
%’ﬂa‘“ SNMAD30308 08 | 9525| 318 | 381 | 87 | O
S
é SNMA120408 08 | 127 | 476 516 | 119 @ | O O
SNMA120412 12 | 127 | 476 | 516 115 @ | O O
SNMA120416 16 | 127 | 476 | 516 111 | @ O
< MRP I
5 SNMM190616-MRP 16 | 1905 635 | 794 | 175 o0
S
2
Z SNMM190624-MRP 24 1 1905| 635 | 794 | 167 e o
=
==
single side |
4 edges SNMM250924-MRP 24 | 254 | 952 | 88 23 o o
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUUN K | (ref. SNMG12)
6.0+
454
3.04
1.5+
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.15 0.30 0.45 0.60 0.6 0.8 1.0 1.2

Asg PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADESFEATURES p.A4 | EXTERNAL HOLDERS p.A257 = INTERNAL HOLDERS p. A261




TURNING Indexable inserts - cARBIDE nidkoTooLs

HF: Micrograin carbid
oAt
TB PVD: Physical vapour deposition PVD
w
RS .
- Wi w3 =
ISO - with hole £ 3 =
* Very versatile insert shape, can be used for | SEUR NG, @y 1w opice (D) sutavie| () | @) <
turning, facing, boring, copy turning and G i ‘ )
basic profiing enera\mn;z?ﬁ;gwggi 1+ choice @sunable ‘
o High surface quality due to very stable o 317 ctoice £ Dsutabie| o
seating of the insert on the tool pocket Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Extra side clearance between the insert and 70 200
the workpiece reduces risk of chip jamming 180 | 380
50
M 140
60
180
3 edges
Designation RE IC S D1 LE Stock
< PPFEAM
cf: TBET060102"/»-PPF 02 | 397 | 159 | 23 67 @ @
=
. TBET060104'/»-PPF 04 | 397 | 159 | 23 65 @ @
ground chipbreaker
right-hand shown

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) ﬂ M (ref. TBET)
254
2.0+
1.5+
"
fn (mm/rev)

T T T T
005 010 015 020

‘ PRODUCT SELECTION p. A35 ‘ ‘ CUTTING CONDITIONS p. A78 ‘ ‘ GRADES FEATURES p. A4 INTERNAL HOLDERS p. A262 A59




TURNING Indexable inserts - caRBIDE nidkoTooLs

HOComeacab% MG HC | HC  HC HC HC HT HF | HF HF HF HT | HF
Tc HF: Micrograin carbide | GVD | CVD | CVD | GVD | CVD | CVD | PVD |PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o 0 WwwWw O W e N e W Wn W
o QN wm N = NN = NN | = e e
= 1SO ith hol AR RSP nnmaSa
= -
= with hole $88888585£8533
< o Vlery versatile insert shape Stab'emaﬁgm"c‘ﬂ{ C EEIQEAE HON MO MM N N e M X )
o Excellent choice for general boring due to General machining, . )
very stable seating of the insert in the boring medum el e Qe @ O @ @O @0 @O OO L]
bar pocket Lisidn mﬁg&;‘gﬁ; “ 1% choice é:; suitable @ # @ @ “ @
© Extra clearance between the insert and the Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1 choice)
workpiece bore, greatly reduce the risk of 170 140 180 100 90 70 200
chip jamming 360 330 400 220 200 180 380
o Boring bars made of steel (Vortex technolo- M 100 80 1100 70 | 60 | 50
. . 200 180 220 160 150 140
gy) and carbide are available
) o 130 110 150 9 | 60
o Edge is measurably weaker than 80 b1 380 | 300 320 190 | 180
diamond shape inserts 400 200
7° 1400 1000
20
S 70
3 edges
Designation RE IC S D1 LE Stock
S| PPFEAM
cf: TCET110202"/x-PPF 02 | 635 238 28 | 105 [ ] [ ]
£
’ TCET110204"/»-PPF 04 | 635 | 238 28 | 103 [ ] [ ]
ground chipbreaker
right-hand shown
g PUEAMHE TCMT110202-PFU 02 | 635 238 28 | 105 o o e O ® @ O °
==
£ TCMT110204-PFU 04 | 635 | 238 28 | 103 [ N ] e 6 o o o [ ]
[V
TCMT110208-PFU 08 | 635 | 238 | 28 9.9 [ ]
TCMT16T304-PFU 04 | 9525 397 44 | 1641 [ N
sharpgdge
low cutting force TCMTI6T308-PFU 08 | 9525 397 @ 44 | 157 o o
= PMUEMIA TCNT090204-PMU 04 | 55 23 25| 9 @ o o L o
E TCMT110202-PMU 02 | 635 | 238 28 | 105 (O ] ® O [}
TCMT110204-PMU 04 | 635 | 238 | 28 | 103 | @ e &6 o o o [ N ] [ J
TCMT110208-PMU 08 | 635 | 238 | 28 99 | @ o o [ ] [} [}
1st choice TCMT16T304-PMU 04 | 9525| 397 | 44 | 161 | @ o o [ ] [ N ] [ J
universal application ' eyT16T308-PMU 08 19525 397 | 44 157 @ O @ | @ ° o o °
TCMT16T312-PMU 12 19525 397 44 153 @ @ @)
TCMT220408-PMU 08 | 127 | 476 | 55 | 212 | O [ J
= PMN [ TCGX090204-PMN 04 | 556 | 238 | 25 9 [ ] o
E TCGX110202-PMN 02 | 635 | 238 28 | 105 (@] O
TCGX110204-PMN 04 | 635 | 238 28 | 103 [ ] [
TCGX110208-PMN 08 | 635 | 238 | 28 9.9 (@] O
polished surface TCGX16T302-PMN 02 | 9525 397 44 | 163 (@] @)
ground periphery TCGX16T304-PMN 04 | 9525 397 44 | 1641 [ ] [}
TCGX16T308-PMN 08 | 9525 397 | 44 | 157 [ ] [}
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
amm M (ref. TCET) ap (mm) (ref. TCMT) aom [ (ref. TCGX)
254
2.0+
154
b
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
005 010 015 0.20 010 020 030 040 010 020 0.30 0.40

A60 | PRODUCT SELECTION p.A35 | | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4  EXTERNALHOLDERS p.A264 = INTERNAL HOLDERS p.A267




TURNING Indexable inserts - cARBIDE

nidlkoro0.s

Ho:Comea Camit® | 4G G HC | HC | HC | HC | HT | HF | HF | HF | HF | HT | HF
Tc HE- Microgran cabide | VD | CVD | VD | CVD | VD | GVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o e ww e W W»w e W e » W
N = Q] e QAN N e NN e em e
. o0 060 608 600 = =000
NN 6 & O @ N N N W T ®
ISO - with hole S S B ea A A e e D D
= = W ™ m | m m m m e ess
o \lery versatile insert shape S‘ab'emﬁgg‘hqigg{ [ YETIORAE MON e JeM M N e M X |
o Excellent choice for general boring due to General machining
chining, 15 choi ftabl
very stable seating of the insert in the boring ’"e"'“mf“t @i Ouare @ O @ @ O @O 00O L]
bar pocket Unstablemﬁggglggt, #ﬁ‘choice @suitﬁble @ 3 @ @ # @
© Extra clearance between the insert and the Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
workpiece bore, greatly reduce the risk of 170 140 180 100 90 70 200
chip jamming 360 | 330 400 220 200 180 380
o Boring bars made of steel (Vortex technolo- M 100 | 80 |100| 70 | 60 50
. ) 200 | 180 | 220 | 160 | 150 | 140
gy) and carbide are available
) o 130 110 150 90 | 60
o Edge is measurably weaker than 80 o1 380 | 300 320 190 | 180
diamond shape inserts 400 200
7° 1400 1000
20
S 70
3 edges
Designation RE IC S D1 LE Stock
< PRUI
§ TCMT16T304-PRU 04 | 9525 397 | 44 | 161 O °
=
TCMT16T308-PRU 08 | 9525 397 | 44 | 157 @ °
strong edge
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) (ref. TCMT)

fn (mm/rev)

T T T T
010 020 030 040

PRODUCT SELECTION p.A35  CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A264  INTERNAL HOLDERS p. A267
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TURNING Indexable inserts - caRBIDE nidkoTooLs

i cbte | HC | HC  HC | HC | HC  HC HC  HC HC | HC HC | HF HF | HT | HF
TN HT.Cemer | CVD | CVD CVD GVD CVD VD GVD| CVD| CVD| GVD | GVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S O WYL WS W W
(3] e Y R — - VR I - VI - VI R ]
g - SSsE§5Es8885888¢8¢
g ISO-WItthIB & & 65 € €5 €5 € € € € & A A D D
= I I I I I I A A A B B e e )
< o Vlery versatile insert shape, can be used for Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ O @ @ @ O [} " WO ) C W )
turning, facing, boring, copy turning and General machining, . )
basic profiling, sometimes even threading medum el tectoee Qoutare @ O | @ LIL eI 2L JIOM 2L L L]
 Good economy with up to 6 cutting edges U”smblemffmgi B 1 cnoice I Psuiave| T3 | W D i &5 &3 = o
Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
200 170 140 100 170 | 140 200
380 | 360 330 200 360 330 380
5 M 100 80 70 | 50
200 | 180 | 160 | 130
130 110 130
| 380 300 380
D1 200
RE “——— 1000
LE L
s
6 edges
Designation RE IC S D1 LE Stock
< NsP
cf: TNMG160404-NSP 04 | 9525 | 476 | 3.81 | 16.1 O e e [
=
TNMG160408-NSP 08 | 9525 | 476 | 381 | 157 e o o [
‘g” NSM M
i» TNMG160404-NSM 04 | 9525 | 476 | 3.81 | 16.1 e o
=
TNMG160408-NSM 08 | 9525 | 476 | 381 | 157 [ N
S P TNMG160404-NMP 04 | 9525 476 | 381 161 e o
=
E TNMG160408-NMP 08 | 9525 | 476 | 381 | 157 [ N v
TNMG160412-NMP 12 1 9525 | 476 | 381 | 153 ® O
TNMG220408-NMP 08 | 127 | 476 | 516 | 21.2 (Ol J
TNMG220412-NMP 12 | 127 | 476 | 516 @ 20.8 [N J
% NUP [ TNMG160404-NUP 04 | 9525 476 @ 381 | 161 e o o [ ] [ ]
E TNMG160408-NUP 08 | 9525 | 476 | 381 | 157 ® & o O [ ] [ ]
TNMG160412-NUP 12 19525 | 476 | 381 | 153 ® O| O O [ J
TNMG220408-NUP 08 | 127 | 476 | 516 | 21.2 [eRNe]
TNMG220412-NUP 12 | 127 | 476 | 516 @ 20.8 [oONe]
TNMG220416-NUP 16 | 127 | 476 | 516 @ 204 [eRNe]

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

a3 (ref. TNMGT6) apmm (M (ref. TNMGT6)
6.0+ 6.0+
NRM
454 454
3.0+ 3.0+ NMM
fn (mm/rev) fn (mm/rev)
T T T T T T T T
015 030 045 0.0 015 030 045 0.0

A62  PRODUCT SELECTION p.A35 | | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.A4  EXTERNALHOLDERS p.A271 = INTERNAL HOLDERS p.A274




TURNING Indexable inserts - cARBIDE

nidlkoro0.s

i cbte | HC | HC  HC | HC | HC  HC HC  HC HC | HC HC | HF HF | HT | HF
TN HT.Cemer | CVD | CVD CVD GVD CVD VD GVD| CVD| CVD| GVD | GVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O O LWL WMo W WS W W
- N e Q= N M e N = Q] e 0 = = (1]
. o 0 = 0 0 0 6 a0 e e e e =
BN BN IN € €0 €0 (0 60 60 o & & & =« @ =
ISO - with hole & € 65 €3 6 € € @ 6 A a D > z
= m m my my | my m my = = oo =
o \lery versatile insert shape, can be used for Stab'emaﬁgm"c‘ﬂ{ @ cice Osuiare | @ O @ @ @ O o " WO ) C W ) <
turning, facing, boring, copy turning and General machining, o )
basic profiling, sometimes even threading medum el tectoee Qoutare @ O | @ LIL eI 2L JIOM 2L L o
 Good economy with up to 6 cutting edges U”smblemnagv';‘ggi B 1 cnoice I Psuiave| T3 | W D i &5 &3 = o
Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
200 170 140 100 170 | 140 200
380 | 360 330 200 360 330 380
5 M 100 80 70 | 50
200 | 180 | 160 | 130
130 110|130
| 380 300 380
D1 200
RE “——— 1000
LE L
S
6 edges
Designation RE IC S D1 LE Stock
% NMM M TNMG160404-NMM 04 | 9525 476 @ 381 | 16.1 [ N o Vv
E TNMG160408-NMM 08 | 9525| 476 @ 381 | 157 [ N ] eV
TNMG160412-NMM 12 19525 476 | 381 | 153 [ N O
TNMG220408-NMM 08 | 127 | 476 @ 516 | 21.2 (@] O
TNMG220412-NMM 12 | 127 | 476 | 516 @ 20.8 (@] O
TNMG220416-NMM 16 | 127 | 476 | 516 | 204 (@] O
§ NMK [d TNMG160404-NMK 04 | 9525| 476 381 | 161 | @ | O
E TNMG160408-NMK 08 | 9525| 476 | 381 | 157 | @ | O
TNMG160412-NMK 12 19525 | 476 381 153 | @ O
TNMG160416-NMK 16 1 9525 | 476 | 381 149 | O | O | O
TNMG220408-NMK 08 | 127 | 476 | 516 | 212 | O | O
TNMG220412-NMK 12 | 127 | 476 | 516 208 @ O
TNMG220416-NMK 16 | 127 | 476 516 204 @ O
= NUK[Q
g TNMG160404-NUK 04 | 9525 | 476 | 3.81 | 16.1 [ ]
=
TNMG160408-NUK 08 | 9525 | 476 | 381 | 157 [ ]
sharp edge TNMG160412-NUK 12 | 9525 476 381 | 153 )
reduces burrs
= NMN DI
g TNGG160404-NMN 04 | 9525 | 476 | 3.81 | 16.1 [ ]
s
TNGG160408-NMN 08 | 9525 | 476 | 381 | 157 [ ]
polished surface TNGG160412-NMN 12 | 9525 476 | 381 153 v
ground periphery
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
apmm M (ref. TNMG16) EYUN K | (ref. TNMG16) EYUUN N | (ref. TNGG16)
6.0 6.0+ 6.0+
NRM
45 45 45
3.0+ NMM 3.04
15 NSM 1.5
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
015 030 045 060 015 030 045 060 015 030 045 060

PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A271 = INTERNALHOLDERS p. A274 A63




TURNING Indexable inserts - caRBIDE nidkoTooLs

i cbte | HC | HC  HC | HC | HC  HC HC  HC HC | HC HC | HF HF | HT | HF
TN HT.Cemer | CVD | CVD CVD GVD CVD VD GVD| CVD| CVD| GVD | GVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S O WYL WS W W
(3] - N e S  wm AN M e Al e N = M em |
2 - SSsE§5Es8885888¢8¢
g ISO-WItthIG & & 65 € €5 €5 € € € € & A A D D
= I I I I I I A A A B B e e )
< o Vlery versatile insert shape, can be used for Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @ O @ @ @ O [} " WO ) C W )
turning, facing, boring, copy turning and General machining, o )
basic profiling, sometimes even threading medum el tectoee Qoutare @ O | @ LIL eI 2L JIOM 2L L o
 Good economy with up to 6 cutting edges U”smblemfecmgi B 1 cnoice I Psuiave| T3 | W D i &5 &3 = o
Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
200 170 140 100 170 | 140 200
380 | 360 330 200 360 330 380
5 M 100 80 70 | 50
200 | 180 | 160 | 130
130 110 130
| 380 300 380
D1 200
RE “——— 1000
LE .
s
6 edges
Designation RE IC S D1 LE Stock
= NXEME
g TNMG160404-NUX 04 9525 476 @ 381 | 161 @ e o o [ N
=
TNMG160408-NUX 08 | 9525| 476 | 381 | 157 | @ e o o A A 0 O
universal use TNMG160412-NUX 12 | 9525 476 | 381 153 | @ e o o A A O O
wide range of grades
% NMU M
E TNMG160404/z-NMU 04 | 9525 476 @ 381 | 161 [OlN J [ J
right-hand shon TNMG160408'/»-NMU 08 | 9525| 476 @ 381 | 157 [N ] [ J
(parameters p.A82)
% Nwu 214
E TNMX160408-NWU 08 | 9525| 476 | 381 | 157 | @ O
wiper TNMX160412-NWU 12 19525 | 476 | 381 | 153 | @ O
universal type
;g;’"“"ﬂ TNMG160408-NRP 08 | 9525 | 476 | 381 157 e O
S
é TNMG160412-NRP 12 19525 476 | 381 | 153 ® O
TNMG220412-NRP 12 | 127 | 476 | 516 @ 20.8 (oG]
TNMG220416-NRP 16 | 127 | 476 | 516 @ 204 O | O
2 NRM M
§ TNMG160408-NRM 08 | 9525 | 476 | 381 | 157 @] [ J
2
TNMG160412-NRM 12 19525 476 | 381 | 153 @] [}
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
YN P I K | (ref. TNMG16) EYLUN P | K| (ref. TNMX16) a3 (ref. TNMG16) amm M (ref. TNMG16)
6.0 6.0 6.0 4 6.0 4
NRM
45 454 for application details 454 4.5+
see page A84
NUX NWU
3.0 3.0 3.0+ 3.0 NMM
154 154 154 - 15, NSM
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60

A64 PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A271 | INTERNALHOLDERS p.A274




TURNING Indexable inserts - cARBIDE nidkoTooLs

i cbte | HC | HC  HC | HC | HC  HC HC  HC HC | HC HC | HF HF | HT | HF
TN HT.Cemer | CVD | CVD CVD GVD CVD VD GVD| CVD| CVD| GVD | GVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O O WML LNNO NN N W
- N e Q= N M e N = Q] e 0 = = (1]
X o 6 = 6 0 6 6 AN 6 & 6 6 e =
ISO_WItthIe BN BN|DN GO €0 €O €0 €0 0 M & B H W @D =
€ €5 €5 € € € € 6 e & & A A D D =
I B N e B I B A A R A R R 2
o \lery versatile insert shape, can be used for Stab'emaﬁgm"c‘ﬂ{ @ cice Osuiare | @ O @ @ @ O o " WO ) C W ) <
turning, facing, boring, copy turning and General machining, o )
basic profiling, sometimes even threading medum el tectoee Qoutare @ O | @ LIL eI 2L JIOM 2L L o
 Good economy with up to 6 cutting edges U”smblemnagv';‘ggi B 1 cnoice I Psuiave| T3 | W D i &5 &3 = o
Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
200 170 140 100 170 | 140 200
380 | 360 330 200 360 330 380
5 M 100 80 70 | 50
200 | 180 | 160 | 130
130 110 130
| 380 300 380
D1 200
RE “——— 1000
LE L
S
6 edges
Designation RE IC S D1 LE Stock
2 NRKIY TNMG160408-NRK 08 | 9525 476 | 381 157 @ | O
==
% TNMG160412-NRK 12 19525 476 | 381 153 | @ O
oc
TNMG220408-NRK 08 | 127 | 476 | 516 | 212 | O | O
TNMG220412-NRK 12 | 127 | 476 | 516 1 208 | O O
TNMG220416-NRK 16 | 127 | 476 | 516 1 204 | O O
2 flat [ TNMA160404 08 | 9525| 476 | 381 | 157 | O | O
§ TNMA160408 08 | 9525 476 381 | 157 @ | @ O
2 TNMA160412 12 19525 | 476 | 381 153 @ O | O
TNMA160416 16 | 9525 476 | 381 149 | @ O
TNMA220408 08 | 127 | 476 | 516 | 212 | @ | O
TNMA220412 12 | 127 | 476 | 516 208 @ O
TNMA220416 16 | 127 | 476 516 204 | O O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN K | (ref. TNMG16)

6.0+
454

3.0+

fn (mm/rev)

T T T T
015 030 045 0.60

PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A271 = INTERNALHOLDERS p. A274 A65




TURNING Indexable inserts - caRBIDE nidkoTooLs

HF: Mi i bid
e | HF | HT
TP PVD: Physical vapour deposition | PVD
w w»
g S g
= _ Wi w
= ISO - with hole & 3
< o Vlery versatile insert shape Stab'emﬁg;qigg{ @ coce Osutave | O) | @
o Excellent choice for general boring due to General machining
i ' 1% choi jtabl
very stable seating of the insert in the boring med'“‘T‘_W‘ @ croee Dsuieve) @
bar pocket Unsmblemﬁé::\;clggi 315‘choice ﬁsuitable ﬂ
© Extra clearance between the insert and the Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
workpiece bore, greatly reduce the risk of 70 | 200
chip jamming 180 | 380
50
M 140
60
180
D1
s
3 edges
Designation RE IC S D1 LE Stock
S PPFAM TPEH090202/-PPF 02 5% 23| 3 97 @ @
7]
= TPEH090204"/x-PPF 04 | 556 | 238 3 9% e | @
TPEH110302'/s-PPF 02 | 635 | 318 33 | 108 | ®@ @
ground chipbreaker
right-hand shown TPEH110304/x-PPF 04 | 635 | 318 33 | 106 | @ @
5 PPMAM
]
=
TPEH110304/+-PPM 04 | 635|318 33| 106 ® @
ground chipbreaker
right-hand shown

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

amm M (ref. TPEH)
254
2.0+
154
107 LppF
fn (mm/rev)

T T T T
0.05 010 015 020

A66 | PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 | GRADES FEATURES p.Ad




TURNING Indexable inserts - cARBIDE nidkoTooLs

WGl 0% 'HC | HC | HC | HC | HC | HT | HF | HF | HE HT
VB HF: Microgran carbide. | CVD | CVD | CVD | GVD | CVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O W W W e WV e W W
- e NN AN (e NN e (1]
; R eeaSsSBhn S =
ISO'W|thh0|e &) eeaa A s D g
e B R B R R R R R =
o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ C TEIOEIE W N oo N X MeX ) <
e Can “In-Copy” (plunge turn into a smaller General machining,
L) 19 choi jtabi
diameter) at an angle up to 49° ”‘ed'“f““‘ aroe (D utae| @ 0000000
e Can work extremely close to the tailstock o 17 choice ¢ Dsutabie| §7 AR =
* Positive style can be used for external and Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
internal applications, in many cases impro- 200 170 140 180 1 100 90 ' 70 ' 200
ved performance outweighs the increased 380 | 360 330 400 | 220 | 200 180 380
cost per edge (2 edges vs. 4 edges of a M 80 100 70 ' 60 | 50
. 180 220 | 160 | 150 140
double sided VNMG)
130 150 90 | 60
380 320 190 | 180
s 3
2 edges
Designation RE IC S D1 LE Stock
‘g” PPFAM
cf: VBET110302'/-PPF 02 | 635 318 28 | 109 [ N )
£
. VBET110304'/-PPF 04 | 635 | 318 28 | 107 [ N )
ground chipbreaker
right-hand shown
%"F”EME VBNTI10304-PFU 04 635 318 28 | 107 oo e e @
7]
E \VBMT160402-PFU 02 | 9525 476 @ 44 | 164 [ N ]
\VBMT160404-PFU 04 | 9525 476 @ 44 | 162 ® 6 6 6 o o o o o
sharp edge
|owcur[ingf0rce \BMT160408-PFU 0.8 9525 | 476 44 15.8 [ ) [ ) [ ] [ ] O [ ) [ ) [ ] [ ]
§ PPMAM
E VBET110302/-PPM 02 | 635 | 318 | 28 | 109 [ N ]
e
ground chipbreaker VBET110304/x-PPM 04 | 635 | 318 | 28 | 107 o o
right-hand shown
% PMU M3
E VBMT160404-PMU 04 | 9525 476 @ 44 | 162 @ o o o o o o
1st choice VBMT160408-PMU 08 | 9525 476 @ 44 | 158 @ o o o o o o
universal application
2 PRU 2[4
==
S
=1
2
VBMT160408-PRU 08 | 9525| 476 | 44 | 158 | O [
strong edge
interrupted cut
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
amm M (ref. VBET) ap (mm) (ref. VBMT)
2.5+
2.0
1.54
R
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.05 0.10 015 020 0.10 020 030 040
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TURNING Indexable inserts - caRBIDE nidkoTooLs

HC: Coated carbid
W Mcrogran caice | HC | HC | HC | HC | HF | HE | HT | HF
Vc HT: Crmet | CVD | CVD | CVD | CVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S W W WL e W
E s =288 888>
= ~ I N € €0 & N 0« ©
= ISO - with hole s888&s:83
< o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ o Osiare| @ @ O OO0 OO @
e Can “In-Copy” (plunge turn into a smaller General machiring, - )
diameter) at an angle up to 49° medum el e Qe @) @ @ @ @ O L J
e Can work extremely close to the tailstock o 1 choice £ Dsutabie | §7 ERAERAE o
* Positive style can be used for external and Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
internal applications, in many cases impro- 170 | 140 70 200
ved performance outweighs the increased 360 330 180 380
cost per edge (2 edges vs. 4 edges of a 80 ' 50
P . 0e (2 edg I M 180 | 140
double sided VNMG)
130 60
380 180
400 200
1400 1000
s
2 edges
Designation RE IC S D1 LE Stock
S PMULEMEY yoyryiosspmy 04 635 318 28 107 @ © @ ® °
a
L
= VCMT110308-PMU 08 | 635 | 318 | 28 | 103 @]
VCMT160404-PMU 04 19525 476 | 44 1 162 @ © © @ @ (@]
1st choice
universal application \VCMT160408-PMU 0.8 9.525 | 476 44 %58 @ © © @ | @ [ ]
% PMN [T VCGX110302-PMN 02 | 635 | 318 28 | 109 O [ ]
E VCGX110304-PMN 04 | 635 | 318 | 28 | 107 [ ] [ ]
VCGX110308-PMN 08 | 635 | 318 28 | 103 O [ ]
VCGX160402-PMN 02 | 9525 | 476 | 44 | 164 (@] [ ]
polished surface  VCOKIGA4PHN 04 | 9525| 476 | 44 | 162 ° °
ground periphiery VCGX160408-PMN 08 | 9525 476 44 | 158 ° °
VCGX160412-PMN 12 19525 476 | 44 | 154 @] O
VCGX220512-PMN 12 | 127 | 556 | 55 | 209 (@] (@]
VCGX220516-PMN 16 | 127 | 556 @ 55 | 205 @] O
VCGX220530-PMN 3 127 0 55 | 55 | 191 [ ] [ ]
< PRUI
§ VCMT160404-PRU 04 9525 476 @ 44 | 162 @ [ ]
2
strong edge VCMT160408-PRU 08 | 9525 476 @ 44 | 158 @ [ ]
interrupted cut
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
ap (mm) (ref. VM) EYUUN N | (ref. VCGX)
4.0+
PRU
[P K]
3.0+
PMU
PLUK]
2.0+
1.0+
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.10 0.20 0.30 0.40 0.10 0.20 0.30 0.40

A6s PRODUCT SELECTION p.A35 | CUTTING CONDITIONS p.A78 = GRADESFEATURES p.A4 | EXTERNALHOLDERS p.A283 | INTERNALHOLDERS p.A287




TURNING Indexable inserts - cARBIDE nidkoTooLs

HC: Coated carbid
e Monogran canige | HC | HC | HC | HC  HC | HC | HC | HF | HF | HT | HF
VN HT.Camet | CVD | CVD | GVD | CVD| CVD| CVD | GVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o oW WL e W W
- N | e & e AN N = M em | - [}
: HEEHEEHEHEE a
|SO-WI'[th|e )3 e Aa D D g
I A A I I A A R A B =)
o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ cicc st @ O @ @ @ O O @ o0 <
e Can “In-Copy” (plunge turn into a smaller General machiring, - )
diameter) at an angle up to 49° medum el teatice Qe @ | O | @ 00000 L]
o Can work extremely close to the tailstock U”smblemffmgi B ecnoce Cosurave) 3| W T3 o5 = 3
© The weakest turning insert shape among all, Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ap and fn should be lighter 200 170 140 200
o Double sided style should mainly be used for 380 360 330 380
external applications 80 | 70 | 50
o M 180 | 160 | 130
130 110 130
380 300 380
200
1000
s
4 edges
Designation RE IC S D1 LE Stock
< NsP
cf: VNMG160404-NSP 04 | 9525 | 476 | 381 | 16.2 e o o [ ]
=
VNMG160408-NSP 08 | 9525 | 476 | 3.81 | 158 ® & O [ ]
</ NSM M
i) VNMG160404-NSM 04 | 9525 | 476 | 381 | 16.2 [ N ]
=
VNMG160408-NSM 08 | 9525 | 476 | 3.81 | 158 [ B ]
= NMP[J
g VNMG160404-NMP 04 | 9525| 476 @ 381 | 162 e o \Y
=
VNMG160408-NMP 08 | 9525 | 476 | 381 | 158 [ N ) v
VNMG160412-NMP 12 | 9525 476 | 381 | 154 [OlN J
= NP2
g VNMG160404-NUP 04 | 9525 | 476 | 381 | 162 [onNe] [ ]
=
VNMG160408-NUP 08 | 9525| 476 @ 381 | 158 [oNe] [ ]
VNMG160412-NUP 12 1 9525 476 | 381 | 154 (oG]
% NMM M
E VNMG160404-NMM 04 | 9525| 476 @ 381 | 162 [} o |V
VNMG160408-NMM 08 | 9525| 476 @ 381 | 158 O o |V
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
SN P | (ref. VNMG16) apmm M (ref. VNMG16)
6.0 6.0+
4.5 4.5
3.0+ 3.04 NMM
154 154 NSM
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - caRBIDE nidkoTooLs

HC: Coated carbid
e Monogran canige | HC | HC | HC | HC  HC | HC | HC | HF | HF | HT | HF
VN HT.Camet | CVD | CVD | GVD | CVD| CVD| CVD | GVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
OO NN S N W
[} - N | e & e AN N = M em | -
= ISO ith hol SRR SSSSS
= -
= with hole $8888885888
< o 1st choice for intricate shape copy turning Stab'emaﬁglﬂ"c‘ﬂg @ o Osire| @ O @ @ @O O @ o0
e Can “In-Copy” (plunge turn into a smaller General machiring, . )
diameter) at an angle up to 49° medum el @i Ouire @ O @ 00000 L]
o Can work extremely close to the tailstock U”smblemnagv';‘gg{ B ecnoce Cosurave) 3| W T3 o5 = 3
© The weakest turning insert shape among all, Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ap and fn should be lighter 200 170 140 200
o Double sided style should mainly be used for 380 360 330 380
external applications 80 | 70 | 50
o M 180 | 160 | 130
130 110 130
380 300 380
200
1000
s
4 edges
Designation RE IC S D1 LE Stock
= NMK[3d
g VNMG160404-NMK 04 | 9525| 476 | 381 | 162 | O | O
=
VNMG160408-NMK 08 | 9525| 476 | 381 | 158 | @ | O
VNMG160412-NMK 12 19525 476 | 381 154 | O | O
= NUK[d
g VNMG160404-NUK 04 | 9525 | 476 | 381 | 162 O
=
VNMG160408-NUK 08 | 9525| 476 @ 381 | 158 (@]
sharp edge VNMG160412-NUK 12 | 9525 476 381 | 154 le)
reduces burrs
% NMN [T
E VNGG160404-NMN 04 | 9525 | 476 | 381 | 162 (@]
polished surface VNGG160408-NMN 08 | 9525 | 476 | 381 | 158 (@]
ground periphery
‘g” NRK [4
cg VNMG160408-NRK 08 | 9525 | 476 | 381 | 158 | O | O
2
VNMG160412-NRK 12 19525 476 | 381 154 | O O
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
EYUUN K | (ref. VNMG16) EYUUN N | (ref. VNGG16)
6.0
454
3.04
1.5+
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - cARBIDE nidkoTooLs

HF: Micrograin carbid
A
WB PVD: Physical vapour deposition PVD
w W
g2 g
- Wi w3 =
ISO - with hole £ 3 =
* 3-corner 80° diamond shape that can incre- | SER TG, @y 1w orice () sutavie| ) | @) <
ase economy compared to C-shape inserts General machining
chining, 14 choi bl
o Generally used on more moderate depths of med'“f” et CEERORTE|( )
cut and feedrates than C-shape inserts o 317 ctoice £ Dsutabie| o
© Seating of insert in pocket s less stable as Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
C-shape inserts 70 200
o Cannot take as deep a depth of cut as 180 | 380
similar sized C-shape insert 50
P M 140
60
180
s
3 edges
Designation RE IC S D1 LE Stock
</ PPFEIM
cf: WBET060102/»-PPF 02 | 397 | 159 | 23 23 @ @
=
. WBET060104/»-PPF 04 | 397 | 159 | 23 21 @ @
ground chipbreaker
left-hand shown

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) ﬂ M (ref. WBET)
254
2.0+
1.5+
"
fn (mm/rev)

T T T T
005 010 015 020

‘ PRODUCT SELECTION p. A35 ‘ ‘ CUTTING CONDITIONS p. A78 ‘ ‘ GRADES FEATURES p. A4 INTERNAL HOLDERS p. A297 AT71




TURNING Indexable inserts - caRBIDE nidkoTooLs

WO Coned oo | HC | HC | HC | HC | HT
Wc CVD: Chemical vapour deposition | CVD | CVD | CVD | CVD
oS w W W W
g s =883
= _wi N 0 @ & =«
= ISO - with hole S 888 -x3
< * 3-corner 80° diamond shape that can incre- | SN @y 1ecrace Dsutare| @) @ O O | @
ase economy compared to C-shape inserts General machining
A, * cho tabi
o Generally used on more moderate depths of ’"ed'“”‘_°“‘ @ Ouie @) @ @ @
cut and feedrates than C-shape inserts e o 3 choce D suitable | §73 AR
© Seating of insert in pocket is less stable as Dimensions IS0 Ve(m/min) - suggested cutting speed range (bold: 1 choice)
C-shape inserts 170 140 200
o Cannot take as deep a depth of cut as 360 330 380
similar sized C-shape insert 80
P M 180
130
380
D1
s
Designation RE IC S D1 LE Stock
g PMU M 3
E WCMT12T304-PMU 04 | 9525| 397 | 44 6l | ®© @ ® @& | @
15t choice WCMT12T308-PMU 08 | 9525| 397 | 44 57 @ @ @& @ | @
universal application

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) n M n (ref. WCMT)

4.0+

3.0+
PMU

2.0+

fn (mm/rev)

T T T T
010 020 030 040
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TURNING Indexable inserts - cARBIDE nidkoTooLs

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
WN HT.Cemer | CVD | CVD CVD GVD GVD GVD| GVD| CVD| CVD| GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S O WYL WL WS W W
- QN e S e AN M e Al e QN wm e M) ewm | e [}
. o 6 = 6 0 60 6NN S 0 e 6 8 e =
ISO'W|thh0|e IN BN DN €O €0 €O 6@ €0 €0 & & ™M & O w @ =
€) €3 €3 €3 € €) € e & & L A A s D D £
I A I I I I I I A B B R R ) =)
o 6-corner 80° diamond shape that can silemachiont, @y 1=cnoce Ot @ O @ @ @ O () C YO XX ) C W ) <
oy e comparet o B | ety g@reans uin @ O @) @90 0O 00O @
o Generally used on more moderate depths of U”smblemfgvi;‘ggi B 1 cnoice Psuiave| T3 W | T3 o8 o3 o s o
cut and feedrates than CNMG-style inserts Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o Seating of insert in pocket is less stable as 200 170 140 100 170 140 200
CNMG-style inserts 380 360 330 200 360 330 380
o Cannot take as deep a depth of cut as M 100 | 80 70 | 50
R ) 200 | 180 160 | 130
similar sized CNMG-style insert
130 110 130
380 300 380
200
1000
] 20
s 70
6 edges
Designation RE ] S D1 LE Stock
% NsP [ WNMG060404-NSP 04 | 9525 | 476 | 3.81 6.1 ® O [ ]
@K
E WNMG060408-NSP 08 | 9525 | 476 | 3.81 5.7 [olNe] [ ]
WNMG080404-NSP 04 | 127 | 476 | 516 = 83 e o o [ ]
WNMGO080408-NSP 08 | 127 | 476 | 516 | 79 e o o [ ]
2 NSM M
& WNMGOB0404-NSM 04 | 127 | 476 516 | 83 )
=
WNMG080408-NSM 08 | 127 | 476 | 516 | 79 o o
% NMP 2 WNMG060404-NMP 04 | 9525| 476 | 381 | 6.1 [N ]
E WNMG060408-NMP 08 | 9525 | 476 | 3.81 5.7 e o
WNMGO080404-NMP 04 | 127 | 476 | 516 @ 83 [ONN J v
WNMG080408-NMP 08 | 127 | 476 | 516 | 79 e o v
WNMGO080412-NMP 12 | 127 | 476 | 516 | 75 o o
WNMG080416-NMP 16 | 127 | 476 | 516 @ 741 [OlN J
% NUP [ WNMG060404-NUP 04 | 9525| 476 | 381 | 6.1 [N ] [ ]
E WNMG060408-NUP 08 | 9525 | 476 | 3.81 5.7 O e e [ ]
WNMGO080404-NUP 04 | 127 | 476 | 516 = 83 e o o [ ] [ ]
WNMG080408-NUP 08 | 127 | 476 | 516 | 79 ® & o O [ ] (@]
WNMG080412-NUP 12 | 127 | 476 | 516 | 75 ® & o O [ ]
WNMG080416-NUP 16 | 127 | 476 | 516 @ 71 e o o
% NMM M WNMGO060404-NMM 04 | 9525 | 476 | 3.81 6.1 [OlN J O
E WNMG060408-NMM 08 | 9525 | 476 | 3.81 5.7 (Ol ] [ ]
WNMGO060412-NMM 12 | 9525 476 | 381 5.3 [ ] [ ]
WNMG080404-NMM 04 | 127 | 476 | 516 = 83 e o eV
WNMGO080408-NMM 08 | 127 | 476 | 516 | 79 [ N ] e Vv
WNMG080412-NMM 12 | 127 0 476 | 516 | 75 [ N [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
SN P | (rf. WVIGOB) amm M (rf. WNNIGOB)
6.0 6.0+
NRP
NRM
454 4.5+
3.0+ 3.04 NMM
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - caRBIDE nidkoTooLs

W e e | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HF  HF | HF | HT | HF
WN HT.Cermet | CVD | CVD | CVD | CVD | GVD | GVD | GVD| CVD| CVD | GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O O WMWY WLLWL O LW WML BN W
(3] - AN e S e AN M e Qe Al wm | em | M) ewm |
= . o e =60 06 6 a0 e o0 e o e
= IN IN| DN €0 €0 60 6@ 6 6 N N ™ B N ¢ @
=z |SO-W|tth|e € &3 & € €5 €3 €5 € 6 & & A A A D D
=] S S S SsSsS s SsssSsSsS=2=2=55
<  6-corner 80° diamond shape that can Stab'emﬁg;qigg{ @ :coce Ot @ O @ @ @ O o C O X ) o0
increase economy compared to CNMG-style i ‘ )
insers S e @1 onoce D uiate | @) | O | @ 00 000000000 o
* Generally used on more moderate depths of | " ®° RS g 1< cnace § 75 suravle | 73 | J8 | €3 o8 &3 &3 s &
cut and feedrates than CNMG-style inserts Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
 Seating of insert in pocket is less stable as 200 170 140 100 170 140 200
CNMG-style inserts 380 360 330 200 360 330 380
o Cannot take as deep a depth of cut as M 100 | 80 70 | 50
R . 200 | 180 160 | 130
similar sized CNMG-style insert
130 110 130
380 300 380
200
1000
LE - 20
s 70
6 edges
Designation RE IC S D1 LE Stock
= NMK[3d
g WNMG080404-NMK 04 | 127 | 476 | 516 | 83 | @ O
=
WNMGO080408-NMK 08 | 127 | 476 | 516 | 79 | @ O
WNMG080412-NMK 12 | 127 | 476 | 516 | 75 @ O
= NUK[d
g WNMG080404-NUK 04 | 127 | 476 | 516 = 83 [ ]
=
WNMGO080408-NUK 08 | 127 | 476 | 516 | 79 [ ]
sharp edge WNMG080412-NUK 12 | 127 476 516 | 75 °
reduces burrs
S NN WNGGOGO404-NMN 04 | 955 | 476 | 381 61 °
[=]
L
= WNGGO60408-NMN 08 | 9525| 476 | 381 | 57 O
WNGGOB0404-NMN 04 | 127 | 476 | 516 = 83 [ ]
polished surface
ground periphery WNGGOB0408-NMN 08 | 127 | 476 516 | 79 °
% Nvs H
E WNMG080408-NMS 08 | 127 | 476 | 516 | 79 [ ]
WNMG080412-NMS 12 | 127 | 476 | 516 | 75 [ ]
= NXEME
%’ WNMGO080404-NUX 04 | 127 | 476 516 | 83 @ e o o o o
=
WNMGO080408-NUX 08 | 127 | 476 516 | 79 @ o o o A A O O
universal use WNMG080412-NUX 12 | 127 | 476 | 516 | 75 | @ e o o A A O O
wide range of grades
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUUN K | (fef. WNMGOS) EYUUN N | (ref. WNGGOS) awm [ (ref. WNMGO8) amm M E (ref. WNMGO8)
6.0+ 6.0 6.0 4 6.0
454 454 454 454
NUX
3.0 3.0 3.0 3.01
154 1.54 154 159
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - cARBIDE nidkoTooLs

o e | HC | HC | HC | HC | HC | HC HC | HC HC | HC | HC | HF  HF | HF HT | HF
WN HT.Cemer | CVD | CVD CVD GVD GVD GVD| GVD| CVD| CVD| GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
S O WYL WL WS W W
- QN e S e AN M e Al e QN wm e M) ewm | e [}
. o 6 = 6 0 60 6NN S 0 e 6 8 e =
BN IN|DN €0 €0 €0 €0 6 6 & N ™M N O & @D =
ISO - with hole & € 65 €3 6 € € € 6 A ah D D z
I A I I I I I I A B B R R ) =)
o 6-corner 80° diamond shape that can silemachiont, @y 1=cnoce Ot @ O @ @ @ O () C YO XX ) C W ) <
increase economy compared to CNMG-style i ) )
inserls e e @1 oroce suiaie | @@ | O | @ 00 00000000 ()
« Generally used on more moderate depths of | "° RIS g 1< cnace {7} surate| 573§ | 43 on &3 &3 = &
cut and feedrates than CNMG-style inserts Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o Seating of insert in pocket is less stable as 200 170 140 100 170 140 200
CNMG-style inserts 380 360 330 200 360 330 380
o Cannot take as deep a depth of cut as M 100 80 70 | 50
R ) 200 | 180 160 | 130
similar sized CNMG-style insert
130 110 130
380 300 380
200
1000
] 20
s 70
6 edges
Designation RE IC S D1 LE Stock
% Nwu 214
E WNMGO080408-NWU 08 | 127 | 476 516 | 79 @ [ ]
. WNMGO080412-NWU 12 | 127 | 476 | 516 | 75 | @ [ ]
wiper
universal type
§ NwX 24
E WNMGO080408-NWX 08 | 127 | 476 516 | 79 | O [ ] [ ]
. WNMGO80412-NWX 12 | 127 | 476 | 516 | 75 [ )
wiper
reinforced edge
< NRPID
= WNMGO080408-NRP 08 | 127 | 476 | 516 79 e o o o
S
2
WNMGO080412-NRP 12 | 127 | 476 | 516 | 75 e & o o
WNMG080416-NRP 16 | 127 | 476 | 516 @ 741 OlO0 @
‘g"’ NRM M
§ WNMGO080408-NRM 08 | 127 | 476 | 516 | 79 o o [ ]
2
WNMGO080412-NRM 12 | 127 | 476 | 516 | 75 o o [ ]
< NRKIA
= WNMG060408-NRK 08 | 9525 | 476 | 3.81 57 @ @
S
]
WNMGO080408-NRK 08 | 127 | 476 516 | 79 @ @ @
WNMGO080412-NRK 12 | 127 | 476 | 516 1 75 @ @ @
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
SN P | K | (ref. WNMGOS) EYUN P | (ref. WNMGO8) apmm M (ref. WNMGO8) EYUUN K | (fef. WNMGOS)
6.0+ 6.0+ 6.0+ 6.0
NRM
454 WX 4.5+ 4.5+ 454
NWU
3.0+ 3.04 3.0 NMM 3.04
151 1.5 15| NSM 154
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
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TURNING Indexable inserts - caRBIDE nidkoTooLs

W e e | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HC | HF  HF | HF | HT | HF
WN HT.Cermet | CVD | CVD | CVD | CVD | GVD | GVD | GVD| CVD| CVD | GVD | GVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O O WMWY WLLWL O LW WML BN W
(3] - AN e S e AN M e Qe Al wm | em | M) ewm |
= . o e =60 06 6 a0 e o0 e o e
= ISO'W|thh0|e IN BN DN €O €0 €0 60 €0 €0 & H M H B W @
£ € €5 €3 €3 €3 €5 € & 6 & e A A A D D
=] S S S SsSsS s SsssSsSsS=2=2=55
<  6-corner 80° diamond shape that can Stab'emﬁg;qigg{ @ :coce Ot @ O @ @ @ O o C O X ) o0
increase economy compared to CNMG-style i ‘ )
insers S e @1 onoce D uiate | @) | O | @ 00 000000000 o
* Generally used on more moderate depths of | " ®° RS g 1< cnace § 75 suravle | 73 | J8 | €3 o8 &3 &3 s &
cut and feedrates than CNMG-style inserts Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
 Seating of insert in pocket is less stable as 200 170 140 100 170 140 200
CNMG-style inserts 380 360 330 200 360 330 380
o Cannot take as deep a depth of cut as M 100 | 80 70 | 50
R . 200 | 180 160 | 130
similar sized CNMG-style insert
130 110 130
380 300 380
200
1000
] 20
s 70
6 edges
Designation RE IC S D1 LE Stock
< flat [4
% WNMA080408 08 | 127 | 476 | 516 | 79 @ | O O
S
2
WNMAO080412 12 127 | 476 | 516 75 @ O | O
WNMAO080416 16 | 127 | 476 | 516 71 | O O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUUN K | (fef. WNMGOS)

6.0+
454

3.0+

fn (mm/rev)

T T T T
015 030 045 060
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TURNING Parameters - cutting speed - CARBIDE

‘ IS0 513 ‘ MATERIAL LA ‘msnns ‘ms'"s '":snzs
| | HB min | start | max min | start | max min | start | max
@ 200 290 3B0 @ 180 270 360 () 170 250 330
Free cutting steel and low carbon
P1-P2 (ex. 1.0715/9SMn28/AVP, 1.0503/C45) SAW @ 70 245 30 | @ 60 225 290
&% 140 195 250
@ 180 260 340 @ 160 240 320 () 150 220 290
Medium and high alloy steel .
(ex. 1.7225/42CrMod, 1.3505/100Cr6) 200 300 (RO e e RS ey e
£% 130 190 250
@ 160 240 320 @ 140 220 300 () 140 205 270
High tensile strength and tool steel .
ERCI (o) 1 2344/X40CMoV5-1/ORVAR, Hardoxd00®) 300+ 400 () Eh () 980 WO 20
£ 120 170 220
50513 ATERIAL HARDNESS Jc9010 JC9025 JP4020
HB min | start | max min | start | max min | start | max
@ 140 200 260 (O 120 180 240 | @ 140 210 280
Ferritic and martensitic stainless steel
P7 (ex. 1.4021/X20Cr1 3/AISI420) <200 ) 120 180 240 @ 110 165 220 () 120 190 260
€% 100 150 200
@ w0 130 160 (O 80 10 140 @ 100 140 180
Precipitation hardening stainless steel
P8 (ex. 1.4548/XECrNICUND17-4/17-4-PH) <450 O 90 120 150 @ 70 100 130 () 9 125 160
%60 90 120
@® 120 160 200 (O 100 90 180 '@ 120 170 220
Austenitic stainless steel
M1 (ex. 1.4305/X10CrNIS18-9/AISI303) > 200 () 100 140 180 @ 90 130 170 () 100 150 200
80 120 160
@ w0 140 180 (O 80 120 160 @ 100 150 200
Austenitic and Duplex stainless steel
M2 - M3 (ex. 1.4401/X5CrNiMo17-12-2/AISI316) O w el () W n 150 O w0 135180
60 100 140
50513 VATERIAL HARDNESS Jc7010 JC711S JC7020
HB min | start | max min | start | max min | start | max
@ 180 280 380 @ 180 280 380 () 150 225 300
Grey cast iron .
(ex. 0.6025/GG25/EN-GJL-250) 150250 @ 150 225 300 @ 150 225 300 (O) 120 170 220
% 130 195 260 &P 130 195 260 @ 110 155 200
@ 150 200 250 @ 150 200 250 | () 140 180 220
Nodular cast iron .
(ex. 0.7050/GGG50/EN-GJS-500-7) 150350 @ 130 175 220 @ 130 175 220 (O) 120 160 200
€% 120 160 200 &£ 120 160 200 @ 100 145 180
@ 140 19 240 @ 140 190 240 | () 120 165 210
Austenitic and ADI cast iron X
(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ADI1000) 250500 | @ 120 165 200 | @ 120 186 200 | O 10 145 180
€% 110 155 200 &3 110 155 200 @ 100 125 150
‘ IS0 513 ‘ MATERIAL HARNE S '“'sn"l ‘“ls'"s
\ | HB min | start | max min | start | max
@ 600 1000 1400 @ 400 700 1000
Aluminium alloys < Si 12%
(ex. 3.4365/A1Zn5. 5MgCU/ERGAL) O 40 600 800 | @ 300 500 700
0 200 400 600
@ 200 400 600 @ 200 300 400
Aluminium alloys Si > 12%
(ex. 3.2382/G-AISI12) () 200 300 400 @ 200 250 300
0100 150 200
0513 MATERIAL HARDNESS JP3015 JPS015
| \ HB min | start | max min | start | max
@ 50 07 @ 20 50 70
Fe/Ni/Co based heat resistant alloys
(ex. Hastelloy, Inconel 625, Inconel 718) ® L 0 @ 2 L &
@ o 60 80 @ 40 60 80
Titanium alloys ’ 0 50 70 . 30 50 70

(ex. TiAI2Sn4Zr2MoSi)

Complete workpiece materials p. H1.
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TURNING Parameters - cutting speed - CARBIDE

niNKoT00LS

JC8035 JP4020 JPS015 JP5120 JP5125 JU4015
min | start | max min | start | max min | start | max min | start | max min | start | max min | start | max
. 200 300 400 . 120 170 220 . 100 150 200 O 100 140 180 . 200 290 380
O 120 160 200 @ 180 260 340 ‘ 100 140 180 ‘ 90 130 170 . 80 120 160
#® 00 130 160 g8 100 130
. 190 275 360 . 100 140 180 . 90 130 170 O 80 120 160 . 180 260 340
@ 100 140 180 @ 180 260 340 ‘ 90 125 160 ‘ 80 110 140 . 70 100 120
x 90 125 160 3 60 80 100
® 120 150 @ 80 10 150 | O 70 100 130
@ 90 120 150 ‘ 80 110 140 ' 70 100 130 ' 60 90 120
3 80 110 140 ﬂ 60 80 100
JP5015 JP5120 JP5125 JPI015 JG3030
min | start | max min | start | max min | start | max min | start | max min | start | max
@ 20 170 220 (@ 100 150 200 () 100 140 180 | @ 120 170 220
@ 00 140 180 @ 90 130 170 @ 80 120 160 @ 100 140 180 @ 80 120 160
3 70 100 130 # 70 100 130
‘ 80 100 120 . 70 90 110 O 60 80 100 ‘ 80 100 120
‘ 70 90 110 ‘ 60 80 100 ‘ 50 70 90 ‘ 70 90 110 ‘ 50 70 90
g 50 60 70 g 50 60 70
. 80 120 160 . 70 110 150 O 60 100 140 . 80 120 160
‘ 70 110 150 . 60 100 140 ‘ 50 90 130 ‘ 70 110 150 . 50 90 130
® 5 s 110 #® 550 s 110
. 70 110 150 . 70 100 130 O 60 90 120 . 70 110 150
‘ 60 100 140 ‘ 60 90 120 ‘ 60 80 100 ‘ 60 100 140 ‘ 60 80 100
g 5 70 9 g 50 70 9
JP4020 JPS5120 JP5125
min | start | max min | start | max min | start | max
@ 180 250 320 @ 110 150 190 (O 100 140 180
@ 150 215 280 ' 90 130 170 ‘ 80 115 150
s 60 90 120
@ 60 210 260 @ 9 130 170 (O 80 120 160
() 145 180 215 @ 8 110 140 @ 70 95 120
# 60 80 100
@ 45 185 25 @ 8 1o 140 (O 70 105 140
¢ 130 165 200 @ 70 100 130 @ 60 90 120
g, 0 75 10

Complete workpiece materials p. H1.

A79

A - TURNING




TURNING Parameters - depht of cut and feed rate - carBIDE

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION

- ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

= min start | max min start | max min start | max min start | max

5 CCET060202'/r-PPF 0.10 0.40 0.70 0.04 0.07 0.10 CNMG120408-NMP 1.50 2.50 3.50 0.16 0.25 0.34

< CCET060204'/#-PPF 0.10 0.40 0.70 0.04 0.08 0.12 CNMG120408-NRK 1.50 4.00 6.50 0.20 0.30 0.40
CCET09T302/s-PPF 0.10 0.50 0.90 0.04 0.08 0.12 CNMG120408-NRM 2.00 3.50 5.00 0.20 0.35 0.50
CCET09T304Y3-PPF 0.10 0.50 0.90 0.04 0.09 0.14 CNMG120408-NRP 2.00 4.00 6.00 0.25 0.35 0.45
CCET09T3044#-PPM 0.50 1.50 2.50 0.04 0.07 0.10 CNMG120408-NSM 0.40 1.20 2.00 0.10 0.18 0.26
CCGX060202-PMN 0.30 1.50 2.70 0.05 0.10 0.15 CNMG120408-NSP 0.40 1.20 2.00 0.10 0.22 0.34
CCGX060204-PMN 0.30 1.50 2.70 0.06 0.13 0.20 CNMG120408-NUK 0.50 2.00 3.50 0.15 0.25 0.35
CCGX060208-PMN 0.30 1.50 2.70 0.08 0.16 0.24 CNMG120408-NUP 1.00 2.50 4.00 0.15 0.25 0.35
CCGX09T302-PMN 0.50 2.00 3.50 0.06 0.11 0.16 CNMG120408-NUX 1.00 2.50 4.00 0.15 0.25 0.35
CCGX09T304-PMN 0.50 2.00 3.50 0.08 0.16 0.24 CNMG120408-NWU 0.50 1.50 2.50 0.20 0.40 0.60
CCGX09T308-PMN 0.50 2.00 3.50 0.10 0.20 0.30 CNMG120408-NWX 1.00 2.50 4.00 0.20 0.40 0.60
CCGX120402-PMN 0.50 3.00 5.50 0.08 0.14 0.20 CNMG120412-NMK 0.50 2.00 3.50 0.20 0.30 0.40
CCGX120404-PMN 0.50 3.00 5.50 0.10 0.20 0.30 CNMG120412-NMM 1.00 2.50 4.00 0.25 0.35 0.45
CCGX120408-PMN 0.50 3.00 5.50 0.15 0.25 0.35 CNMG120412-NMP 1.50 2.50 3.50 0.20 0.30 0.40
CCMT060202-PFU 0.20 0.80 1.40 0.04 0.08 0.12 CNMG120412-NRK 1.50 4.00 6.50 0.25 0.35 0.45
CCMT060202-PMU 0.50 1.50 2.50 0.05 0.10 0.15 CNMG120412-NRM 2.00 3.50 5.00 0.25 0.40 0.55
CCMT060204-PFU 0.20 0.80 1.40 0.05 0.11 0.17 CNMG120412-NRP 2.00 4.00 6.00 0.30 0.40 0.50
CCMT060204-PMU 0.50 1.50 2.50 0.06 0.13 0.20 CNMG120412-NUK 0.50 2.00 3.50 0.20 0.30 0.40
CCMT060208-PMU 0.50 1.50 2.50 0.08 0.16 0.24 CNMG120412-NUP 1.00 2.50 4.00 0.18 0.30 0.42
CCMT09T302-PFU 0.30 1.00 1.70 0.05 0.10 0.15 CNMG120412-NUX 1.00 2.50 4.00 0.18 0.30 0.42
CCMT09T302-PMU 0.60 1.80 3.00 0.06 0.13 0.20 CNMG120412-NwU 0.50 1.50 2.50 0.25 0.45 0.65
CCMT09T304-PFU 0.30 1.00 170 0.06 0.14 0.22 CNMG120412-NWX 1.00 2.50 4.00 0.25 0.45 0.65
CCMT09T304-PMU 0.60 1.80 3.00 0.07 0.16 0.25 CNMG120416-NMK 0.50 2.00 3.50 0.25 0.35 0.45
CCMT09T304-PRU 1.50 2.50 3.50 0.10 0.19 0.28 CNMG120416-NMM 1.00 2.50 4.00 0.30 0.40 0.50
CCMT09T308-PFU 0.30 1.00 1.70 0.08 0.16 0.24 CNMG120416-NMP 1.50 2.50 3.50 0.25 0.35 0.45
CCMTO09T308-PMU 0.60 1.80 3.00 0.08 0.19 0.30 CNMG120416-NRK 1.50 4.00 6.50 0.30 0.40 0.50
CCMT09T308-PRU 1.50 2.50 3.50 0.12 0.22 0.32 CNMG120416-NRP 2.00 4.00 6.00 0.35 0.45 0.55
CCMT120404-PMU 0.80 2.20 3.60 0.08 0.17 0.26 CNMG120416-NUP 1.00 2.50 4.00 0.20 0.35 0.50
CCMT120408-PMU 0.80 2.20 3.60 0.10 0.22 0.32 CNMG160608-NMK 2.00 4.00 6.00 0.25 0.35 0.45
CCMT120408-PRU 1.50 3.00 4.50 0.14 0.26 0.38 CNMG160608-NMM 2.00 4.50 7.00 0.25 0.35 0.45
CCMT120412-PMU 0.80 2.20 3.60 0.12 0.24 0.36 CNMG160608-NMP 3.00 4.50 6.00 0.20 0.30 0.40
CCMT120412-PRU 1.50 3.00 4.50 0.16 0.28 0.40 CNMG160608-NRM 3.00 5.50 8.00 0.25 0.40 0.55
CNGG120404-NMN 0.50 2.00 3.50 0.10 0.20 0.30 CNMG160608-NUP 2.00 4.50 7.00 0.18 0.30 0.42
CNGG120408-NMN 0.50 2.00 3.50 0.15 0.25 0.35 CNMG160612-NMK 2.00 4.00 6.00 0.30 0.40 0.50
CNMA120404 2.00 4.00 6.00 0.15 0.25 0.35 CNMG160612-NMM 2.00 4.50 7.00 0.30 0.40 0.50
CNMA120408 2.00 4.00 6.00 0.25 0.35 0.45 CNMG160612-NMP 3.00 4.50 6.00 0.25 0.35 0.45
CNMA120412 2.00 4.00 6.00 0.35 0.45 0.55 CNMG160612-NRK 3.00 6.00 9.00 0.40 0.55 0.70
CNMA120416 2.00 4.00 6.00 0.45 0.55 0.65 CNMG160612-NRM 3.00 5.50 8.00 0.30 0.45 0.60
CNMA160612 4.00 7.00 10.00 0.45 0.60 0.75 CNMG160612-NRP 4.00 6.00 8.00 0.35 0.50 0.65
CNMA160616 4.00 7.00 10.00 0.50 0.65 0.80 CNMG160612-NUP 2.00 4.50 7.00 0.22 0.35 0.48
CNMA190612 6.00 9.00 12.00 0.50 0.65 0.80 CNMG160616-NMK 2.00 4.00 6.00 0.35 0.45 0.55
CNMA190616 6.00 9.00 12.00 0.55 0.70 0.85 CNMG160616-NMM 2.00 4.50 7.00 0.35 0.45 0.55
CNMG090304-NMM 0.70 1.50 2.30 0.13 0.20 0.27 CNMG160616-NMP 3.00 4.50 6.00 0.30 0.40 0.50
CNMG090304-NSP 0.30 0.70 1.10 0.06 0.12 0.18 CNMG160616-NRK 3.00 6.00 9.00 0.45 0.60 0.75
CNMG090304-NUP 0.70 1.50 2.30 0.08 0.15 0.22 CNMG160616-NRP 4.00 6.00 8.00 0.40 0.55 0.70
CNMG090308-NMM 0.70 1.50 2.30 0.18 0.25 0.32 CNMG190608-NUP 3.00 6.00 9.00 0.22 0.35 0.48
CNMG090308-NSP 0.30 0.70 1.10 0.08 0.16 0.24 CNMG190612-NMK 3.00 5.00 7.00 0.35 0.45 0.55
CNMG090308-NUP 0.70 1.50 2.30 0.12 0.20 0.28 CNMG190612-NMM 3.00 6.00 9.00 0.35 0.45 0.55
CNMG120404-NMK 0.50 2.00 3.50 0.10 0.20 0.30 CNMG190612-NMP 4.00 6.00 8.00 0.30 0.40 0.50
CNMG120404-NMM 1.00 2.50 4.00 0.15 0.25 0.35 CNMG190612-NRK 5.00 8.00 11.00 0.45 0.60 0.75
CNMG120404-NMP 1.50 2.50 3.50 0.12 0.20 0.28 CNMG190612-NRM 5.00 7.50 10.00 0.40 0.55 0.70
CNMG120404-NSM 0.40 1.20 2.00 0.08 0.14 0.20 CNMG190612-NRP 6.00 8.00 10.00 0.40 0.55 0.70
CNMG120404-NSP 0.40 1.20 2.00 0.08 0.15 0.22 CNMG190612-NUP 3.00 6.00 9.00 0.25 0.40 0.55
CNMG120404-NUK 0.50 2.00 3.50 0.10 0.20 0.30 CNMG190616-NMK 3.00 5.00 7.00 0.40 0.50 0.60
CNMG120404-NUP 1.00 2.50 4.00 0.10 0.20 0.30 CNMG190616-NMM 3.00 6.00 9.00 0.40 0.50 0.60
CNMG120404-NUX 1.00 2.50 4.00 0.10 0.20 0.30 CNMG190616-NMP 4.00 6.00 8.00 0.32 0.45 0.58
CNMG120408-NMK 0.50 2.00 3.50 0.15 0.25 0.35 CNMG190616-NRK 5.00 8.00 11.00 0.50 0.65 0.80
CNMG120408-NMM 1.00 2.50 4.00 0.20 0.30 0.40 CNMG190616-NRM 5.00 7.50 10.00 0.45 0.60 0.75
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TURNING Parameters - depht of cut and feed rate - carBIDE

nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
CNMG190616-NRP 6.00 8.00 10.00 0.45 0.60 0.75 DNMG150604-NUX 1.00 2.50 4.00 0.10 0.20 0.30
CNMG190616-NUP 3.00 6.00 9.00 0.30 0.45 0.60 DNMG150608/z-NMU 1.00 2.50 4.00 0.20 0.30 0.40
CNMG190624-NRP 6.00 8.00 10.00 0.50 0.65 0.80 DNMG150608-NMK 0.50 2.00 3.50 0.15 0.25 0.35
CNMG250924-NRP 6.00 10.00 14.00 0.50 0.70 0.90 DNMG150608-NMM 1.00 2.50 4.00 0.20 0.30 0.40
CNMM190616-MRP 6.00 9.00 12.00 0.60 0.75 0.90 DNMG150608-NMP 1.50 2.50 3.50 0.16 0.25 0.34
CNMM190624-MRP 6.00 9.00 12.00 0.65 0.80 0.95 DNMG150608-NRK 1.50 4.00 6.50 0.20 0.30 0.40
CNMM250924-MRP 8.00 12.00 16.00 0.70 0.90 1.10 DNMG150608-NRM 2.00 3.50 5.00 0.20 0.35 0.50
DCET070202/s-PPF 0.10 0.40 0.70 0.04 0.07 0.10 DNMG150608-NRP 2.00 4.00 6.00 0.25 0.35 0.45
DCET070204'7-PPF 0.10 0.40 0.70 0.04 0.08 0.12 DNMG150608-NSM 0.40 1.20 2.00 0.10 0.18 0.26
DCET070204:-PPM 0.40 1.00 1.60 0.03 0.06 0.09 DNMG150608-NSP 0.40 1.20 2.00 0.10 0.22 0.34
DCET11T302Y/s-PPF 0.10 0.50 0.90 0.04 0.08 0.12 DNMG150608-NUK 0.50 2.00 3.50 0.15 0.25 0.35
DCET11T302!/3-PPM 0.50 1.50 2.50 0.04 0.06 0.08 DNMG150608-NUP 1.00 2.50 4.00 0.15 0.25 0.35
DCET11T304YM-PPF 0.10 0.50 0.90 0.04 0.09 0.14 DNMG150608-NUX 1.00 2.50 4.00 0.15 0.25 0.35
DCET11T304YM-PPM 0.50 1.50 2.50 0.04 0.07 0.10 DNMG150612-NMK 0.50 2.00 3.50 0.20 0.30 0.40
DCGX070202-PMN 0.30 1.50 2.70 0.05 0.10 0.15 DNMG150612-NMM 1.00 2.50 4.00 0.25 0.35 0.45
DCGX070204-PMN 0.30 1.50 2.70 0.06 0.13 0.20 DNMG150612-NMP 1.50 2.50 3.50 0.20 0.30 0.40
DCGX070208-PMN 0.30 1.50 2.70 0.08 0.16 0.24 DNMG150612-NRK 1.50 4.00 6.50 0.25 0.35 0.45
DCGX11T302-PMN 0.50 2.00 3.50 0.06 0.1 0.16 DNMG150612-NRM 2.00 3.50 5.00 0.25 0.40 0.55
DCGX11T304-PMN 0.50 2.00 3.50 0.08 0.16 0.24 DNMG150612-NRP 2.00 4.00 6.00 0.30 0.40 0.50
DCGX11T308-PMN 0.50 2.00 3.50 0.10 0.20 0.30 DNMG150612-NUK 0.50 2.00 3.50 0.20 0.30 0.40
DCMT070202-PFU 0.20 0.80 1.40 0.04 0.08 012 DNMG150612-NUP 1.00 2.50 4.00 0.18 0.30 0.42
DCMT070202-PMU 0.50 1.50 2.50 0.05 0.10 0.15 DNMG150612-NUX 1.00 2.50 4.00 0.18 0.30 0.42
DCMT070204-PFU 0.20 0.80 1.40 0.05 0.11 017 DNMG150616-NMK 0.50 2.00 3.50 0.25 0.35 0.45
DCMT070204-PMU 0.50 1.50 2.50 0.06 0.13 0.20 DNMG150616-NMP 1.50 2.50 3.50 0.25 0.35 0.45
DCMTO070208-PMU 0.50 1.50 2.50 0.08 0.16 0.24 DNMG150616-NRP 2.00 4.00 6.00 0.35 0.45 0.55
DCMT11T302-PFU 0.30 1.00 1.70 0.05 0.10 0.15 DNMX150608-NWU 0.50 1.50 2.50 0.20 0.40 0.60
DCMT11T302-PMU 0.60 1.80 3.00 0.06 0.13 0.20 DNMX150612-NWU 0.50 1.50 2.50 0.25 0.45 0.65
DCMT11T304-PFU 0.30 1.00 1.70 0.06 0.14 0.22 KNUX160405/z-NMU 1.00 2.50 4.00 0.15 0.25 0.35
DCMT11T304-PMU 0.60 1.80 3.00 0.07 0.16 0.25 KNUX160410%s-NMU 1.00 2.50 4.00 0.20 0.30 0.40
DCMT11T304-PRU 1.50 2.50 3.50 0.10 0.19 0.28 MCC.R0O2L-PPF 0.05 0.20 0.35 0.03 0.05 0.07
DCMT11T308-PFU 0.30 1.00 1.70 0.08 0.16 0.24 MCC.RO4L-PPF 0.05 0.20 0.35 0.04 0.06 0.08
DCMT11T308-PMU 0.60 1.80 3.00 0.08 0.19 0.30 MCN.R02G-SS 0.60 1.20 1.80 0.08 0.14 0.20
DCMT11T308-PRU 1.50 2.50 3.50 0.12 0.22 0.32 MCN.R04-GB'/» 0.20 0.50 0.80 0.05 0.10 0.15
DCMT117312-PMU 0.60 1.80 3.00 0.10 0.22 0.34 MCN.R04G-SS 0.60 1.20 1.80 0.10 0.17 0.24
DCMT150404-PMU 0.80 2.20 3.60 0.08 0.17 0.26 MCN.R04M-GM 0.80 1.50 2.20 0.08 0.15 0.22
DCMT150408-PMU 0.80 2.20 3.60 0.10 0.22 0.32 MCN.RO8M-GM 0.80 1.50 2.20 0.10 0.17 0.24
DCMT150412-PMU 0.80 2.20 3.60 0.12 0.24 0.36 MDN.R02G-SS 0.60 1.20 1.80 0.08 0.14 0.20
DNGG150604-NMN 0.50 2.00 3.50 0.10 0.20 0.30 MDN.R04-GB'/r 0.20 0.50 0.80 0.05 0.10 0.15
DNGG150608-NMN 0.50 2.00 3.50 0.15 0.25 0.35 MDN.R04G-SS 0.60 1.20 1.80 0.10 0.17 0.24
DNMA150608 2.00 4.00 6.00 0.15 0.25 0.35 MDN.R04M-GM 0.80 1.50 2.20 0.08 0.15 0.22
DNMA150612 2.00 4.00 6.00 0.35 0.45 0.55 MDN.RO8M-GM 0.80 1.50 2.20 0.10 0.17 0.24
DNMG110404-NMM 0.70 1.50 2.30 0.13 0.20 0.27 SCGX09T304-PMN 0.50 2.00 3.50 0.08 0.16 0.24
DNMG110404-NMP 1.00 1.50 2.00 0.10 0.15 0.20 SCGX09T308-PMN 0.50 2.00 3.50 0.10 0.20 0.30
DNMG110404-NSP 0.30 0.70 1.10 0.06 0.12 0.18 SCGX120404-PMN 0.50 3.00 5.50 0.10 0.20 0.30
DNMG110404-NUP 0.70 1.50 2.30 0.08 0.15 0.22 SCGX120408-PMN 0.50 3.00 5.50 0.15 0.25 0.35
DNMG110408-NMM 0.70 1.50 2.30 0.18 0.25 0.32 SCMT09T304-PFU 0.30 1.00 1.70 0.06 0.14 0.22
DNMG110408-NMP 1.00 1.50 2.00 0.15 0.20 0.25 SCMT09T304-PMU 0.60 1.80 3.00 0.07 0.16 0.25
DNMG110408-NSP 0.30 0.70 1.10 0.08 0.16 0.24 SCMT09T308-PFU 0.30 1.00 1.70 0.08 0.16 0.24
DNMG110408-NUP 0.70 1.50 2.30 0.12 0.20 0.28 SCMT09T308-PMU 0.60 1.80 3.00 0.08 0.19 0.30
DNMG110412-NUP 0.70 1.50 2.30 0.15 0.25 0.35 SCMTO09T308-PRU 1.50 2.50 3.50 0.12 0.22 0.32
DNMG150604"/s-NMU 1.00 2.50 4.00 0.15 0.25 0.35 SCMT120404-PMU 0.80 2.20 3.60 0.08 0.17 0.26
DNMG150604-NMK 0.50 2.00 3.50 0.10 0.20 0.30 SCMT120408-PMU 0.80 2.20 3.60 0.10 0.22 0.32
DNMG150604-NMM 1.00 2.50 4.00 0.15 0.25 0.35 SCMT120408-PRU 1.50 3.00 4.50 0.14 0.26 0.38
DNMG150604-NMP 1.50 2.50 3.50 0.12 0.20 0.28 SNGG120404-NMN 0.50 2.00 3.50 0.10 0.20 0.30
DNMG150604-NSM 0.40 1.20 2.00 0.08 0.14 0.20 SNGG120408-NMN 0.50 2.00 3.50 0.15 0.25 0.35
DNMG150604-NSP 0.40 1.20 2.00 0.08 0.15 0.22 SNGG120412-NMN 0.50 2.00 3.50 0.20 0.30 0.40
DNMG150604-NUK 0.50 2.00 3.50 0.10 0.20 0.30 SNMA090308 1.00 2.00 3.00 0.22 0.30 0.38
DNMG150604-NUP 1.00 2.50 4.00 0.10 0.20 0.30 SNMA120408 2.00 4.00 6.00 0.25 0.35 0.45
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TURNING Parameters - depht of cut and feed rate - carBIDE

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION

- ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

= min start | max min start | max min start | max min start | max

5 SNMA120412 2.00 4.00 6.00 0.35 0.45 0.55 TCMT16T304-PRU 1.50 2.50 3.50 0.10 0.19 0.28

< SNMA120416 2.00 4.00 6.00 0.45 0.55 0.65 TCMT16T308-PFU 0.30 1.00 1.70 0.08 0.16 0.24
SNMG120404-NMM 1.00 2.50 4.00 0.15 0.25 0.35 TCMT16T308-PMU 0.60 1.80 3.00 0.08 0.19 0.30
SNMG120404-NMP 1.50 2.50 3.50 0.12 0.20 0.28 TCMT16T308-PRU 1.50 2.50 3.50 0.12 0.22 0.32
SNMG120404-NSP 0.40 1.20 2.00 0.08 0.15 0.22 TCMT16T312-PMU 0.60 1.80 3.00 0.10 0.22 0.34
SNMG120404-NUP 1.00 2.50 4.00 0.10 0.20 0.30 TCMT220408-PMU 0.80 2.20 3.60 0.10 0.22 0.32
SNMG120408-NMK 0.50 2.00 3.50 0.15 0.25 0.35 TNGG160404-NMN 0.50 2.00 3.50 0.10 0.20 0.30
SNMG120408-NMM 1.00 2.50 4.00 0.20 0.30 0.40 TNGG160408-NMN 0.50 2.00 3.50 0.15 0.25 0.35
SNMG120408-NMP 1.50 2.50 3.50 0.16 0.25 0.34 TNGG160412-NMN 0.50 2.00 3.50 0.20 0.30 0.40
SNMG120408-NRK 1.50 4.00 6.50 0.20 0.30 0.40 TNMA160404 2.00 4.00 6.00 0.15 0.25 0.35
SNMG120408-NRM 2.00 3.50 5.00 0.20 0.35 0.50 TNMA160408 2.00 4.00 6.00 0.25 0.35 0.45
SNMG120408-NRP 2.00 4.00 6.00 0.25 0.35 0.45 TNMA160412 2.00 4.00 6.00 0.35 0.45 0.55
SNMG120408-NSP 0.40 1.20 2.00 0.10 0.22 0.34 TNMA160416 2.00 4.00 6.00 0.45 0.55 0.65
SNMG120408-NUP 1.00 2.50 4.00 0.15 0.25 0.35 TNMA220408 4.00 7.00 10.00 0.35 0.50 0.65
SNMG120412-NMK 0.50 2.00 3.50 0.20 0.30 0.40 TNMA220412 4.00 7.00 10.00 0.45 0.60 0.75
SNMG120412-NMM 1.00 2.50 4.00 0.25 0.35 0.45 TNMA220416 4.00 7.00 10.00 0.50 0.65 0.80
SNMG120412-NMP 1.50 2.50 3.50 0.20 0.30 0.40 TNMG160404%/--NMU 1.00 2.50 4.00 0.15 0.25 0.35
SNMG120412-NRK 1.50 4.00 6.50 0.25 0.35 0.45 TNMG160404-NMK 0.50 2.00 3.50 0.10 0.20 0.30
SNMG120412-NRM 2.00 3.50 5.00 0.25 0.40 0.55 TNMG160404-NMM 1.00 2.50 4.00 0.15 0.25 0.35
SNMG120412-NRP 2.00 4.00 6.00 0.30 0.40 0.50 TNMG160404-NMP 1.50 2.50 3.50 0.12 0.20 0.28
SNMG120412-NUP 1.00 2.50 4.00 0.18 0.30 0.42 TNMG160404-NSM 0.40 1.20 2.00 0.08 0.14 0.20
SNMG120416-NMM 1.00 2.50 4.00 0.30 0.40 0.50 TNMG160404-NSP 0.40 1.20 2.00 0.08 0.15 0.22
SNMG120416-NMP 1.50 2.50 3.50 0.25 0.35 0.45 TNMG160404-NUK 0.50 2.00 3.50 0.10 0.20 0.30
SNMG120416-NRK 1.50 4.00 6.50 0.30 0.40 0.50 TNMG160404-NUP 1.00 2.50 4.00 0.10 0.20 0.30
SNMG120416-NRP 2.00 4.00 6.00 0.35 0.45 0.55 TNMG160404-NUX 1.00 2.50 4.00 0.10 0.20 0.30
SNMG120416-NUP 1.00 2.50 4.00 0.20 0.35 0.50 TNMG160408'/s-NMU 1.00 2.50 4.00 0.20 0.30 0.40
SNMG190612-NMM 3.00 6.00 9.00 0.35 0.45 0.55 TNMG160408-NMK 0.50 2.00 3.50 0.15 0.25 0.35
SNMG190612-NRK 5.00 8.00 11.00 0.45 0.60 0.75 TNMG160408-NMM 1.00 2.50 4.00 0.20 0.30 0.40
SNMG190612-NRM 5.00 7.50 10.00 0.40 0.55 0.70 TNMG160408-NMP 1.50 2.50 3.50 0.16 0.25 0.34
SNMG190612-NRP 6.00 8.00 10.00 0.40 0.55 0.70 TNMG160408-NRK 1.50 4.00 6.50 0.20 0.30 0.40
SNMG190616-NMM 3.00 6.00 9.00 0.40 0.50 0.60 TNMG160408-NRM 2.00 3.50 5.00 0.20 0.35 0.50
SNMG190616-NRK 5.00 8.00 11.00 0.50 0.65 0.80 TNMG160408-NRP 2.00 4.00 6.00 0.25 0.35 0.45
SNMG190616-NRM 5.00 7.50 10.00 0.45 0.60 0.75 TNMG160408-NSM 0.40 1.20 2.00 0.10 0.18 0.26
SNMG190616-NRP 6.00 8.00 10.00 0.45 0.60 0.75 TNMG160408-NSP 0.40 1.20 2.00 0.10 0.22 0.34
SNMG190624-NRP 6.00 8.00 10.00 0.50 0.65 0.80 TNMG160408-NUK 0.50 2.00 3.50 0.15 0.25 0.35
SNMG250924-NRP 6.00 10.00 14.00 0.50 0.70 0.90 TNMG160408-NUP 1.00 2.50 4.00 0.15 0.25 0.35
SNMM190616-MRP 6.00 9.00 12.00 0.60 0.75 0.90 TNMG160408-NUX 1.00 2.50 4.00 0.15 0.25 0.35
SNMM190624-MRP 6.00 9.00 12.00 0.65 0.80 0.95 TNMG160412-NMK 0.50 2.00 3.50 0.20 0.30 0.40
SNMM250924-MRP 8.00 12.00 16.00 0.70 0.90 1.10 TNMG160412-NMM 1.00 2.50 4.00 0.25 0.35 0.45
TBET060102"/3-PPF 0.10 0.30 0.50 0.03 0.06 0.09 TNMG160412-NMP 1.50 2.50 3.50 0.20 0.30 0.40
TBET060104/s-PPF 0.10 0.30 0.50 0.04 0.07 0.10 TNMG160412-NRK 1.50 4.00 6.50 0.25 0.35 0.45
TCET110202-PPF 0.10 0.40 0.70 0.04 0.07 0.10 TNMG160412-NRM 2.00 3.50 5.00 0.25 0.40 0.55
TCET110204:-PPF 0.10 0.40 0.70 0.04 0.08 0.12 TNMG160412-NRP 2.00 4.00 6.00 0.30 0.40 0.50
TCGX090204-PMN 0.30 1.00 1.70 0.05 0.11 0.17 TNMG160412-NUK 0.50 2.00 3.50 0.20 0.30 0.40
TCGX110202-PMN 0.30 1.50 2.70 0.05 0.10 0.15 TNMG160412-NUP 1.00 2.50 4.00 0.18 0.30 0.42
TCGX110204-PMN 0.30 1.50 2.70 0.06 0.13 0.20 TNMG160412-NUX 1.00 2.50 4.00 0.18 0.30 0.42
TCGX110208-PMN 0.30 1.50 2.70 0.08 0.16 0.24 TNMG160416-NMK 0.50 2.00 3.50 0.25 0.35 0.45
TCGX16T302-PMN 0.50 2.00 3.50 0.06 0.1 0.16 TNMG220408-NMK 2.00 4.00 6.00 0.25 0.35 0.45
TCGX16T304-PMN 0.50 2.00 3.50 0.08 0.16 0.24 TNMG220408-NMM 2.00 4.50 7.00 0.25 0.35 0.45
TCGX16T308-PMN 0.50 2.00 3.50 0.10 0.20 0.30 TNMG220408-NMP 3.00 4.50 6.00 0.20 0.30 0.40
TCMT090204-PMU 0.50 1.00 1.50 0.05 0.09 013 TNMG220408-NRK 3.00 6.00 9.00 0.35 0.50 0.65
TCMT110202-PFU 0.20 0.80 1.40 0.04 0.08 0.12 TNMG220408-NUP 2.00 4.50 7.00 0.18 0.30 0.42
TCMT110202-PMU 0.50 1.50 2.50 0.05 0.10 0.15 TNMG220412-NMK 2.00 4.00 6.00 0.30 0.40 0.50
TCMT110204-PFU 0.20 0.80 1.40 0.05 0.11 0.17 TNMG220412-NMM 2.00 4.50 7.00 0.30 0.40 0.50
TCMT110204-PMU 0.50 1.50 2.50 0.06 0.13 0.20 TNMG220412-NMP 3.00 4.50 6.00 0.25 0.35 0.45
TCMT110208-PFU 0.20 0.80 1.40 0.06 0.13 0.20 TNMG220412-NRK 3.00 6.00 9.00 0.40 0.55 0.70
TCMT110208-PMU 0.50 1.50 2.50 0.08 0.16 0.24 TNMG220412-NRP 4.00 6.00 8.00 0.35 0.50 0.65
TCMT16T304-PFU 0.30 1.00 1.70 0.06 0.14 0.22 TNMG220412-NUP 2.00 4.50 7.00 0.22 0.35 0.48
TCMT16T304-PMU 0.60 1.80 3.00 0.07 0.16 0.25 TNMG220416-NMK 2.00 4.00 6.00 0.35 0.45 0.55
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nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
TNMG220416-NMM 2.00 4.50 7.00 0.35 0.45 0.55 VNMG160412-NUP 1.00 2.50 4.00 0.18 0.30 0.42
TNMG220416-NRK 3.00 6.00 9.00 0.45 0.60 0.75 WBET060102/#-PPF 0.10 0.30 0.50 0.03 0.06 0.09
TNMG220416-NRP 4.00 6.00 8.00 0.40 0.55 0.70 WBET060104'/&-PPF 0.10 0.30 0.50 0.04 0.07 0.10
TNMG220416-NUP 2.00 4.50 7.00 0.24 0.40 0.56 WCMT12T304-PMU 0.60 1.80 3.00 0.07 0.16 0.25
TNMX160408-NWU 0.50 1.50 2.50 0.20 0.40 0.60 WCMT12T308-PMU 0.60 1.80 3.00 0.08 0.19 0.30
TNMX160412-NWU 0.50 1.50 2.50 0.25 0.45 0.65 WNGG060404-NMN 0.30 1.00 1.70 0.08 0.15 0.22
TPEH090202'/-PPF 0.10 0.30 0.50 0.03 0.06 0.09 WNGG060408-NMN 0.30 1.00 1.70 0.10 0.20 0.30
TPEH090204'/8-PPF 0.10 0.30 0.50 0.04 0.07 0.10 WNGG080404-NMN 0.50 2.00 3.50 0.10 0.20 0.30
TPEH110302'/--PPF 0.10 0.40 0.70 0.04 0.07 0.10 WNGG080408-NMN 0.50 2.00 3.50 0.15 0.25 0.35
TPEH110304&-PPF 0.10 0.40 0.70 0.04 0.08 0.12 WNMA080408 2.00 4.00 6.00 0.25 0.35 0.45
TPEH110304x-PPM 0.40 1.00 1.60 0.03 0.06 0.09 WNMA080412 2.00 4.00 6.00 0.35 0.45 0.55
VBET110302'/3-PPF 0.10 0.40 0.70 0.04 0.07 0.10 WNMA080416 2.00 4.00 6.00 0.45 0.55 0.65
VBET110302s-PPM 0.40 1.00 1.60 0.03 0.05 0.07 WNMG060404-NMM 0.70 1.50 2.30 0.13 0.20 0.27
VBET110304'-PPF 0.10 0.40 0.70 0.04 0.08 0.12 WNMG060404-NMP 1.00 1.50 2.00 0.10 0.15 0.20
VBET110304'/s-PPM 0.40 1.00 1.60 0.03 0.06 0.09 WNMG060404-NSP 0.30 0.70 1.10 0.06 0.12 0.18
VBMT110304-PFU 0.20 0.80 1.40 0.05 0.11 017 WNMG060404-NUP 0.70 1.50 2.30 0.08 0.15 0.22
VBMT160402-PFU 0.30 1.00 1.70 0.05 0.10 0.15 WNMGO060408-NMM 0.70 1.50 2.30 0.18 0.25 0.32
VBMT160404-PFU 0.30 1.00 1.70 0.06 0.14 0.22 WNMG060408-NMP 1.00 1.50 2.00 0.15 0.20 0.25
VBMT160404-PMU 0.60 1.80 3.00 0.07 0.16 0.25 WNMG060408-NRK 1.00 2.00 3.00 0.15 0.25 0.35
VBMT160408-PFU 0.30 1.00 1.70 0.08 0.16 0.24 WNMG060408-NSP 0.30 0.70 1.10 0.08 0.16 0.24
VBMT160408-PMU 0.60 1.80 3.00 0.08 0.19 0.30 WNMG060408-NUP 0.70 1.50 2.30 0.12 0.20 0.28
VBMT160408-PRU 1.50 2.50 3.50 0.12 0.22 0.32 WNMG060412-NMM 0.70 1.50 2.30 0.20 0.28 0.36
VCGX110302-PMN 0.30 1.50 2.70 0.05 0.10 0.15 WNMG080404-NMK 0.50 2.00 3.50 0.10 0.20 0.30
VCGX110304-PMN 0.30 1.50 2.70 0.06 0.13 0.20 WNMG080404-NMM 1.00 2.50 4.00 0.15 0.25 0.35
VCGX110308-PMN 0.30 1.50 2.70 0.08 0.16 0.24 WNMG080404-NMP 1.50 2.50 3.50 0.12 0.20 0.28
VCGX160402-PMN 0.50 2.00 3.50 0.06 0.1 0.16 WNMG080404-NSM 0.40 1.20 2.00 0.08 0.14 0.20
VCGX160404-PMN 0.50 2.00 3.50 0.08 0.16 0.24 WNMG080404-NSP 0.40 1.20 2.00 0.08 0.15 0.22
VCGX160408-PMN 0.50 2.00 3.50 0.10 0.20 0.30 WNMG080404-NUK 0.50 2.00 3.50 0.10 0.20 0.30
VCGX160412-PMN 0.50 2.00 3.50 0.12 0.24 0.36 WNMG080404-NUP 1.00 2.50 4.00 0.10 0.20 0.30
VCGX220512-PMN 1.00 3.00 5.00 0.14 0.27 0.40 WNMG080404-NUX 1.00 2.50 4.00 0.10 0.20 0.30
VCGX220516-PMN 1.00 3.00 5.00 0.14 0.30 0.46 WNMG080408-NMK 0.50 2.00 3.50 0.15 0.25 0.35
VCGX220530-PMN 1.00 3.00 5.00 0.20 0.40 0.60 WNMG080408-NMM 1.00 2.50 4.00 0.20 0.30 0.40
VCMT110304-PMU 0.50 1.50 2.50 0.06 0.13 0.20 WNMG080408-NMP 1.50 2.50 3.50 0.16 0.25 0.34
VCMT110308-PMU 0.50 1.50 2.50 0.08 0.16 0.24 WNMG080408-NRK 1.50 4.00 6.50 0.20 0.30 0.40
VCMT160404-PMU 0.60 1.80 3.00 0.07 0.16 0.25 WNMG080408-NRM 2.00 3.50 5.00 0.20 0.35 0.50
VCMT160404-PRU 1.50 2.50 3.50 0.10 0.19 0.28 WNMG080408-NRP 2.00 4.00 6.00 0.25 0.35 0.45
VCMT160408-PMU 0.60 1.80 3.00 0.08 0.19 0.30 WNMG080408-NSM 0.40 1.20 2.00 0.10 0.18 0.26
VCMT160408-PRU 1.50 2.50 3.50 0.12 0.22 0.32 WNMGO080408-NSP 0.40 1.20 2.00 0.10 0.22 0.34
VNGG160404-NMN 0.50 2.00 3.50 0.10 0.20 0.30 WNMG080408-NUK 0.50 2.00 3.50 0.15 0.25 0.35
VNGG160408-NMN 0.50 2.00 3.50 0.15 0.25 0.35 WNMG080408-NUP 1.00 2.50 4.00 0.15 0.25 0.35
VNMG160404-NMK 0.50 2.00 3.50 0.10 0.20 0.30 WNMG080408-NUX 1.00 2.50 4.00 0.15 0.25 0.35
VNMG160404-NMM 1.00 2.50 4.00 0.15 0.25 0.35 WNMG080408-NWU 0.50 1.50 2.50 0.20 0.40 0.60
VNMG160404-NMP 1.50 2.50 3.50 0.12 0.20 0.28 WNMG080408-NWX 1.00 2.50 4.00 0.20 0.40 0.60
VNMG160404-NSM 0.40 1.20 2.00 0.08 0.14 0.20 WNMG080412-NMK 0.50 2.00 3.50 0.20 0.30 0.40
VNMG160404-NSP 0.40 1.20 2.00 0.08 0.15 0.22 WNMG080412-NMM 1.00 2.50 4.00 0.25 0.35 0.45
VNMG160404-NUK 0.50 2.00 3.50 0.10 0.20 0.30 WNMG080412-NMP 1.50 2.50 3.50 0.20 0.30 0.40
VNMG160404-NUP 1.00 2.50 4.00 0.10 0.20 0.30 WNMG080412-NRK 1.50 4.00 6.50 0.25 0.35 0.45
VNMG160408-NMK 0.50 2.00 3.50 0.15 0.25 0.35 WNMG080412-NRM 2.00 3.50 5.00 0.25 0.40 0.55
VNMG160408-NMM 1.00 2.50 4.00 0.20 0.30 0.40 WNMG080412-NRP 2.00 4.00 6.00 0.30 0.40 0.50
VNMG160408-NMP 1.50 2.50 3.50 0.16 0.25 0.34 WNMG080412-NUK 0.50 2.00 3.50 0.20 0.30 0.40
VNMG160408-NRK 1.50 4.00 6.50 0.20 0.30 0.40 WNMG080412-NUP 1.00 2.50 4.00 0.18 0.30 0.42
VNMG160408-NSM 0.40 1.20 2.00 0.10 0.18 0.26 WNMG080412-NUX 1.00 2.50 4.00 0.18 0.30 0.42
VNMG160408-NSP 0.40 1.20 2.00 0.10 0.22 0.34 WNMG080412-NWU 0.50 1.50 2.50 0.25 0.45 0.65
VNMG160408-NUK 0.50 2.00 3.50 0.15 0.25 0.35 WNMG080416-NMP 1.50 2.50 3.50 0.25 0.35 0.45
VNMG160408-NUP 1.00 2.50 4.00 0.15 0.25 0.35 WNMG080416-NRP 2.00 4.00 6.00 0.35 0.45 0.55
VNMG160412-NMK 0.50 2.00 3.50 0.20 0.30 0.40 WNMGO080416-NUP 1.00 2.50 4.00 0.20 0.35 0.50
VNMG160412-NMP 1.50 2.50 3.50 0.20 0.30 0.40
VNMG160412-NRK 1.50 4.00 6.50 0.25 0.35 0.45
VNMG160412-NUK 0.50 2.00 3.50 0.20 0.30 0.40
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TURNING Parameters - wiper application details- carBIDE

|. X-axis, Z-axis offset

DNMX150600
INSERT RADI
o S US T xaxis | z-axis
=
5 08 0,065 0
2
<
12 0,058 0
TNMX160400
INSERT RADIUS | 1 ™ T axis
offset 08 0,063 0
S
=
=) 12 0,066 0
&
z
@
Il. Ramping offset
DNMX150600 (KAPR 93°) TNMX160400 - NO NEED TO ADJUST
INSERT RADIUS 0 s 10° 150 20° oo
] overcut/
= Under 08 0 0,021 0,037 0,049 0,056 0,058
§ ramping angle
S
o DOWN RAMPING 12 0 0,022 0,039 0,049 0,053 0,052
DNMX150600 (KAPR 93°)
R INSERT RADIUS 0° 52 10° 15° 20° 25° 30° 35° 40° 45°
0,8 0 0,019 0,034 0,046 0,054 0,057 0,057 0,052 0,044 0,031
2 1.2 0 0,017 0,03 0,041 0,047 0,06 0,05 0,046 0,038 0,028
i INSERT RADIUS |  50° 55° 60° 65° 70° 75° 80° 85° 90°
0,8 0,015 -0,005 -0,029 -0,021 -0,008 0 0,004 0,004 0
R fargﬁ‘gqg 1.2 0,013 -0,004 -0,025 -0,015 -0,001 0,006 0,008 0,005 0
DNMX150600 (KAPR 93°)
v | INSERT RADIUS
onder cut 0° 5° 10° 15° 20° 25° 30° 35° 40° 45°
= UP RAMPING
=1 0,8 0 0,017 0,03 0,041 0,048 0,053 0,053 0,051 0,045 0,035
oc
a
- 1,2 0 0,018 0,033 0,044 0,052 0,056 0,057 0,054 0,048 0,038
INSERT RADIUS | 50° 55° 60° 65° 70° 75° 80° 85° 90°
— 0,8 0,023 0,007 -0,011 -0,032 -0,023 -0,009 -0,001 0,003 0
2 1,2 0,025 0,008 -0,011 -0,034 -0,026 -0,012 -0,004 0 0
£
7
&
g
lll. For radius with relatively high precision request, it’s not suggested to use wiper inserts, please use conventional radius turning inserts.
w
£
&
E
&
o
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TURNING Grade details - peBN
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COATING
GRADE COMPOSITION | HARDNESS HV APPLICATION FEATURES
TECHNOLOGY | COMPOSITION
Low volume CBN ) HO1 Great performance on high speed machining under
“nlnsnc 40% 2.700 PVD AITIN H10 continuous cutting conditions.
Low volume CBN . HO1 Same substrate of NBLO50C with a different coating that
“Blnsncx 40% 2.700 PVD AITIN H10 enhances the sharpness of cutting edge preparation.
First choice for continuous cut machining. High reliability
L lume CBN
NBL150C o vc;gz;e 2.900 PVD AITIN :(1)2 under various cutting conditions, from low to high cutting
0 speed.
New universal grade mainly combined with full solid style
L | BN
NBL200G o V(;;:;e c 3.000 PVD AITINSIN, :;8 and solid brazing. Coating layer with extreme hardness
0 allows great wear resistance.
Low volume CBN ) H10 First choice for general purpose machining even with
HBLZSIII: 60% 3.200 PVD AITIN H25 light to medium interruptions.
All-around grade with a perfect balance between
Low volume CBN
NBL300G W V7;°/ 3.300 PVD AITIN :;8 toughness and wear resistance. Can be applied both on
o interrupted and continuous cut.
Low volume CBN
NBL350C W V7;% 3.400 PVD AITIN :gg Extreme toughness for heavy interrupted cut.
NBH4500C High volume CEN 4,400 PVD TIONSTIN K01 | First choice for gray cast iron finishing at very high
95% ' K20 cutting condition and with great wear resistance.
NBH4SOU High volume CBN 4,400 ) Ko1 Same as NBH450C but uncoated. Generally suggested
95% ' K20 under interrupted conditions.
; Main choice for gray cast iron machining with negative
High volume CBN
NBHS00C 9 Vgg;‘e 4.200 PVD ATIN gg inserts, both for finishing and roughing. Mostly available
0 for full solid geometries.
High volume CBN K10 Same as NBH500C but uncoated. Generally suggested
“n“snn“ 90% 4.200 K25 under most severe cutting conditions.
: Tough grade for severe application on cast iron. Coarse
High volume CBN
NBHGOOU gnvolume 3.800 - K20 1 cpy powder combined with a metallic binder for
90% K30 . - .
maximum reliability even on interrupted cut.
H25
: H35 Universal grade for severe applications both on ISO
High vol BN
NBHSOOU 9 Vggg‘e ¢ 3,500 - K and ISO H materils. High reliability on roughing
? K25 | operations.
K35
H30
H35
NBH9S0U High volume CBN 4,000 ) Extreme toughness mainly for cast iron machining but
90% ' K30 appliable, as alternative grade, even on hardened steel.
K35

A87
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TURNING Grade cross reference - pcen nidkoTroo.s

| IS0 513 nidkoroo.s  ISCAR  KENNAMETAL KYOCERA | MITSUBISHI | SANDVIK SECO | SUMITOMO | TAEGUTEC = TUNGALOY  WALTER
IB05S
KB1345 BC5110 CBN200
o K01 - K10  NBH450C :E}gg KB5630 KBN475 MB710 CB7525 CK2065 BNC500 TB7015 BX930
£
= CBN200
= NBHS00C 1890 KB1340 MB4120 cenaoo | BWOO0 | gp7gqs
< KI0-K20 gigooy iBoon KB1345 | KBN6OM | 73y | CBZS28 | ppysggp | BNOOO | qpzgpq | BX4BO WeK20
KBK45 BNC8115
CBN400C
NBH600U
K20 - K30  NBH900U [B20KD) KB1340 KBN900 MBS140 CB7925 CBN500 BNSS 800 TB7020 BXC90 WBK30
NBHI50U IB9OA KBK45 BNS8125
BN1000
IBO5H CBNO10
KBNO5M BC8105 CB7015 BNC100
Hot-Hi0 \o305 PO @Hi0B | KGNt | BCBIIO | CBIS e BNG2010 | B0 D0
e KBN510 MB8110 CB7115 S nEEn BNC2115 - I
IB50 CHO0550
BNX10
BN2000
IB2OH BNC160 BX330
NBL200C BC8120 BNC200 BX360
H10-H20 me2soc 2O gpop | KENAM | opeapy o700 | U mnconn | 7Bes0 BXA20 | WBH20
NBL300C 55 MB8120 — — BNC2125 BXM20
BNC8115 BXC50
BNX20
NBL300C BNC300
NBL350C IB25HC BC8130 CB7135 o4
H20 - H30 NBHI00U 1B90 KB5630 KBN35M MB8130 CB7925 CH3515 % TB670 BX380
NBH950U
BLACK: CVD, UNDERLINED: PVD, RED: uncoated This table is our own estimation based on information available to the public and is not authorized by the company mentioned on it.
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TURNING Edge preparation overview - pceN nidkoroo.s

C D S T v w
O & 0 A o 6
=
2
80° 55° 90° 60° 35° 80° <
UE [ 4A101 [ 4A107 [4A118 [4A123
R _~» ////
honing i
5 S01520 carbide backed 31'225 31'255 31'%5 51%5
UE [4A103 [4A109 [4A116 [4A120 [4A127
R _~»
honing
02020 full solid o & S & &
SE [4A103
: /-
- ////
y/a
T01020 carbide backed S1|ZZE
UE [4A103 [ 4A109 [4dA116 [4A120 [4A126 [dA127
"
"
"
R _~» Vi
honing i
S01225 vertical brazing M%llﬁ 2 MS'&E 5 S1IZZE S{%E S%E S(I)%E
UE [ 4A109
//”
"
"
R _~» Vi
honing i
S01225 solid brazing 31'255
UE [C4A103
R _~
honing
S02020 full solid 039'Z1E2
SE [C4A103 [4A109 [4A120 [4A126 [dA127
"
R s ////
honing "
y/a
S01015 vertical brazing o i 13 S S
SE [C4A110
//”
R s ////
honing )
/A
S01015 solid brazing 51'255

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplify brazing process.

solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performences and reduce the cost per edge. High cutting speed and depth of cut can be applied.
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F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Edge preparation overview - pceN

nidlkoro0.s

REINFORCED

CHIPBREAKER

C D S T v w
NEGATIE e i O o 80 A o 6
80° 55° 90° 60° 35° 80°
RE [4A104 [4A120 [dA127
//H
"
"
"
R —» i
honing "
S01535 vertical brazing S1|ZZE S%E S(%E
RE [dA110
//”
"
"
"
R —» Vi
honing "
S01535 solid brazing 51%5
RE [ 4p104
R
honing
S01535 full solid S
WE [4A104
"
R s
e
honing ////
i
S01015 vertical brazing 31'225
CF [C4A105
//H
"
"
R N ////
honing "
S01035 vertical brazing S{ZZE
CM [C4A105
v
s
"
R "
honina' )
S01235 vertical brazing S1|22E

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplify brazing process.
solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performences and reduce the cost per edge. High cutting speed and depth of cut can be applied.
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TURNING Edge preparation overview - pceN nidkoroo.s

C R S T
NEGATIVE type without hole [ Q & <
g
=
80° - 90° 60° <
UE [JA106 [dA115 [dA117 [ 4A121
R _~
honing
= . SIZE SIZE SIZE SIZE
& 502020 full solid 0912 0609 12 0912 1116
w
= [4A106 [ 4A117
5 UE
R _~
honing
SIZE SIZE
$02020 12 12
[CdA115
SE
. SIZE
T01020 full solid 09
[dA115
RE
R
[=] honing
& full solid SIZE
= 502525 (size 09) - 10020 (size 12) ulls 0912
[T
= [dA115
o RH
R _~
honing
. SIZE
S04025 full solid 09
UE [4A106 [dA115 [dA117 [ 4A121
R _~
honing
- SIZE SIZE SIZE SIZE
S02020 full solid 0912 0912 0912 1116
[CdA115
SE
. SIZE
T01020 full solid 09
[4A115
RE
R
honing SZE
S02525 (size 09) - $10020 (size 12) full solid 09 12

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplify brazing process.

solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performences and reduce the cost per edge. High cutting speed and depth of cut can be applied.
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TURNING Edge preparation overview - pceN
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c D R T v
POSITIVE type with hole @ @ Q A P
80° 55° - 60° el
UE CCL4AAI01 | DCLAA107 TCLAA118 | VB[ 4A123
//”
"
R ////
honing K
= . SIZE SIZE SIZE SIZE
2 501520 carbide backed 06 09 11 091116 16
w
= RC[C4A114
= UE
R 5
honing
. SIZE
502020 full solid 0912
SE TCLAA118
v
~ "
"
"
o
T01020 carbide backed S’1|Z1E
RE TCLAAN19 | VB 4A124
@ "
g ////
[T "
= R N i
= honing "
501530 carbide backed 1S.||Z1E6 S1|ZSE
UE CCLAAI01 | DCLAA107 TC, TP [2AT18, A122| VB, VC [_4A123,A125
//”
"
R ////
honing K
B SIZE SIZE SIZE SIZE
S01225 solid brazing 06 0911 07 11 0911 16 1116
SE CCLAA101 | DCL4A107 T, TP [2AT18, A122|VB,VC [_AA123,A125
v
R _~ ////
honing //’
B SIZE SIZE SIZE SIZE
501015 solid brazing 06 09 07 11 1116 116
SF CCL4AA01 | DCLAA107 VB[ 4A123
"
"
"
"
o
B SIZE SIZE SIZE
T01015 solid brazing 06 09 07 11 116
RE CCL4A102 | DCL 4A108 T0,TP[4AT18,A122 VB[ 4A124
//”
"
"
R N ////
honing "
B SIZE SIZE SIZE SIZE
S01535 solid brazing 06 09 07 11 1116 16
WE CCLAA102
//”
"
R "
honing ////
s01015 solid brazing OSGIZ(EQ

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplify brazing process.
solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performences and reduce the cost per edge. High cutting speed and depth of cut can be applied.




TURNING Edge preparation features - peaN

UE

nidlkoro0.s

Edge preparation

- First choice for general machining application under variable cutting conditions from continuous to interrupted cut
- Available in a broad range of grades both for cast iron and hardened steel machining

- UE universal edge can be supplied in different PCBN formats, carbide backed, solid brazing, vertical brazing and full solid

- Best compromise between sharpness and robustness of cutting edge

e Features of UE edge preparation

_—
—

UNIVERSAL EDGE

- The edge preparation has been optimized according to insert style and

workpiece material

- Chamfer width from 0.12 mm to 0.20 mm with an angle of 20°- 25°

MULTIPLE SOLUTIONS

- All NIKKO PCBN format available: full solid, vertical brazing, solid

brazing and carbide backed

S01520 S01225
S01525 S02020
- 02020 -
m honing m honing
® Application range
VERTICAL BRAZING FULL SOLID DIMPLED INSERTS AVAILABLE
a (mm) nm SOLID BRAZING ap (mm) mm
CARBIDE BACKED
3.0 3.0
2.0 2.0
1.0+ 1.0+
05- 051 A
__ fn (mm/rev) fn (mm/rev)
T T T T T T T T High performance alternative to conventional Si,N,
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 ceramic for cast iron roughing.
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TURNING Edge preparation features - peen nidkorooLs

S E Edge preparation
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- Recommended for continuous cut application under stable conditions
- Cutting forces reduced by 10% in comparison with most common general purpose design
- Sharpe edge preparation with high wear-resistant CBN grade drastically reduces burr formation

e Features of SE edge preparation

SHARP EDGE

- The edge preparation has been optimized according to insert style and

workpiece material
/ - The chamfer width is 0.10 mm with angle from 15° to 20°
MULTIPLE SOLUTIONS

- All NIKKO PCBN format available: full solid, vertical brazing, solid
brazing and carbide backed

101020 501015

R/'
honing

® Application range

VERTICAL BRAZING FULL SOLID T TYPE AVAILABLE FOR ISO K
ap {mm) mn SOLID BRAZING ap (mm) nm
CARBIDE BACKED

3.0 1 3.0
2.0 2.0
1.0 1.0
0.5 0.5 A

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

T T T T T T T T T land without honing prevent burrs formation on

0.05 010 020 0.30 005 010 020 0.30 cast iron machining.
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TURNING Edge preparation features - peen nidkorooLs

S F Edge preparation

A - TURNING

- Recommended for high precision machining of very small parts under continuous cutting conditions

- Low cutting forces allows machining of thin workpieces avoiding vibrations, obtaining strict dimensional tolerances

- SF for super fine finishing is combined with a special version of NBL050C named NBLO50CX with a coating specifically
studied to enhance the sharp action of this geometry-

e Features of SF edge preparation

SUPER FINE

- The edge preparation has been optimized for small part machining and best
/ dimensional tolerances

- The chamfer width is 0.10 mm with an angle of 15°, without honing
SOLID BRAZING

/ - Direct brazing between PCBN and carbide, with special vacuum
technology, produce a pure and reliable cutting material

101015
® Application range
o [ SHARP AND PRECISE
0.4 1
0.3
0.2 1
0.1+ Only for positive inserts.
fn (mm/rev) Perfect solution for very small radii.
T T T T 0.1 radius can be produced as semi-standard
0.05 010 015 0.20 product.
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RE

Edge preparation
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- Specifically designed to grant high reliability on heavy-interrupted cut

- In case of hardened steel machining a larger chamfer angle improves the cutting edge strength

- RE reinforced edge is always combined with high toughness grades

- RE geometry on solid type CBN round inserts is a great solution for roll machining in steel industry

e Features of RE edge preparation

REINFORCED EDGE

- Big chamfer and angle to keep the cutting edge strong
- The chamfer width starts from 0.15 mm for brazed type and reached
1 mm for solid

MULTIPLE SOLUTIONS

- All NIKKO PCBN format available: full solid, vertical brazing, solid
brazing and carbide backed

_—
—

S02525 S01530
S04025 S01535
A 510020 . 510020
m honing m honing”
® Application range
VERTICAL BRAZING FULL SOLID
ap {mm) nm SOLID BRAZING ap (mm) nm
CARBIDE BACKED
3.0 1 4.0
2.0 3.0 1
1.0+ 2.0
0.5 1.0 A
mfn (mm/rev) fn (mm/rev) Cutting forces could be slightly higher compared
T T T T T T T T to general purpouse type, stable clamping and
0.05 010 020 0.30 0.2 0.4 0.6 0.8 equipments are strongly recommended.
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TURNING Edge preparation features - peen nidkorooLs

WE Edge preparation

A - TURNING

- Wiper geometry with special arc design for maximum performance and low cutting forces

- Improves productivity when used as high feed machining; reaches ground surface quality at conventional cutting
conditions

- WE wiper edge is available in a broad range of grades for hardened steel

e Features of WE edge preparation

WIPER EDGE

_— . )
— - Small chamfer and reduced angle for a very smooth cutting action
- The chamfer width is 0.1 mm with an inclination of 15°

ARC GEOMETRY

- Multiple arc wiper instead of conventional straight wiper land
/ effectively reduces vibrations, creates better surface and adapts
to wider feed range

S01015
honin?
® Application range
ap (mm) m VERTICAL BRAZING SPECIAL DESIGN UPON REQUEST
SOLID BRAZING
0.4
0.3
0.2
A\
fn (mm/rev) Wiper "concept" can be applied to any shape even
T T T T if the most common are the one with 80° angle can
010 020 030 0.40 be provided even in combination of full solid grades.
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CF/CM

(internal turning is a typical application)
- Tailor-made solutions can be realized both for negative and positive inserts

e Features of CF/CM edge preparation

SMART DESIGN

nidlkoro0.s

Edge preparation

- 3D chipbreaker offers optimized chip flow and chip control for the more demanding applications
- CM is focused on carburized layer removal while CF is mainly for hardened steel where chip evacuation is challenging

- Excellent performance thanks to the separation of chipbreaker and cutting edge
- Small chamfer to reduce cutting forces and 35° angle for a better

robustness

GREAT RELIABILITY

- Available with stable and reliable vertical brazing technology

® Application range

S01035

CM

501235

—
honing

0.8

0.6

0.4

0.2

apmm [

fn (mm/rev)

0.40

0.8

0.6

0.4

0.2

apmm [

fn (mm/rev)

010 020 030 0.40
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CHIPBREAKER+WIPER AVAILABLE

J

A

The combined types CFW and CMW are also
available. Perfect chip control and great surface
finishing in one step.
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TURNING Product selection - pcen nilkoroo.s
BRAZED TIP FULL SOLID
NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance
A
15t CHOICE NBH450G / UE NBH450G /7 UE NBHS00G 7 UE -
v
toughness NBH500C / UE NBHB00U / UE
wear resistance NBH450C / UE
A
15t CHOICE NBHS500G / UE NBH450C / UE NBHS500G / UE -
v
toughness NBH900U / UE NBH450U / RE NBHB00U / UE
wear resistance NBH500C / UE NBH500C / UE
A
15t CHOICE NBHS00U / RE ® NBH600U 7 UE 0
v
toughness NBHI00U / UE
BRAZED TIP BRAZED TIP (WIPER) FULL SOLID
NEGATIVE POSITIVE NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance NBLO50C / UE NBLO50C / SE
A
1t CHOICE NBL150C / UE NBL150C / SE NBLOSOC / WE NBLOSOC / WE NBL200C / UE
v
toughness NBL250C / UE NBL250C / UE NBL150C / WE NBL150C / WE NBL250C / UE
wear resistance NBL150C / UE NBL150C / UE NBL050C / WE NBLO50C / WE NBL200C / UE
A
1t CHOICE NBL250C / UE NBL250C / UE NCL150C / WE NCL150C / WE NBL250C / UE
v
toughness NBL300C / UE NBL300C / UE NBL250C / WE NBH900U / UE
wear resistance NBL300C / UE NBL300C / UE
A
1t CHOICE NBL350G / RE NBL350C / RE NBHS00U / RE
v
toughness NBH900U / RE NBH950U / RE
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TURNING Designation system - peeN

nidlkoro0.s

A100

CNMG120408 S - 4 - UE NBL250
1 2 %) 4 5 6 7 8 9 10 11 12 | 13 | 14
1 SHAPE 2 RELIEF ANGLE 3 TOLERANCES HOLE/CHIPBREAKER
€ |80° rhombic B |5° Symbol |1.C. Thickness Corner height Hole Hole countersink | Chipbreaker
D |55° thombic c |7 E 0025 +0.025 +0.025 A v X X
K |55° parallelogram D |15° G |+0.025 +0.13 +0.025 G v X double sided
S 190° square E |20° M | +£0.05~+0.15 +0.13 +0.08 ~ +0.18 M v X single sided
T |60° triangular No|0° U |+0.08~=+025 |+0.13 +0.13 ~ +0.38 N X X X
V| 35° rhombic P11 T v 40°+60° single sided
W |80° trigon w v 40°+60° X
X NIKKO norm
5  |EDGE LENGHT © | THICKNESS 7 |raDiUs 8 | EDGE PREPARATION
I.C. (mm)|C shape | D shape |Rshape |Sshape Tshape Vshape |W shape Symbol | (mm) Symbol | (mm) Symbol |Shape
397 03 04 03 06 01 159 005 0.05 e Lo j
476 |04 05 04 08 08 A 1.98 01 0.10 o R
5.00 05 02 |2.38 02 10.20 : —/‘I
sharpedge  sharp
556 |05 06 05 09 03 T2 |278 04 0.40
6.00 06 03 318 mml@ 08 080 honing + ﬁ
S chamfering R
6.35 |06 07 06 " " 04 T3 |3.97 12 {1.20
7.94 |08 09 07 13 05 04 |476 mm 7@ 16 |1.60 ﬁ
e T chamfering
8.00 08 05 5.56 20 |2.00
9.53 |09 " 09 09 16 16 06 06 635 24 240
10.00 12 10 07 |7.94
12.00 09 1953
12.70 |12 15 12 12 22 22 08
15.88 |16 19 15 15 27 24 10
16.00 16
19.05 |19 23 19 19 33 33 13
20.00 20
22.23 |22 27 22 38
25.00 25
2540 |25 31 25 25 44 44 17
31.75 |32 38 31 31 54 54 21
32.00 32
O | NUMBER OF EDGES 10 |BRAZINGTYPE 11 |EDGE PREPARATION
&mﬁ%ﬂgﬂ"&ﬁges C | carbide backed SE |sharp edge
S solid brazing UE |universal edge
v vertical brazing RE | reinforced edge
WE | wiper edge
o | ek .
(CBEF finishing, CBM medium)
1 2 GRADE - features 1 3 GRADE - material 1 4 GRADE - coating
NBL | low content CBN 000+3901SO H C coated
NBH | high content CBN 400+6901SO K U uncoated
700+790(1S0 S X special
800+890 | sintered materials
900+990 | universal



TURNING Indexable inserts - pcBN
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BH: High voll CBN
Bl Lomwoumecan | BH | BL | BL | BL | BL | BL | BL
cc PUD: Physcalvapour deposiion | PVD | PVD | PVD | PVD | PVD | PVD | PVD
[T ><
geZgsgs
w S w e e w
IS0 - with hole E22z222
=E=EEEEZ=E=
o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @) @ @ @ O O
versatility General machining, o ’
o Clearance angle 7°, effectively reduces the medum el ORI Ceeod
risk of chip jamming when boring o 17 choice £ Dsutabie| £ o8
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations
 Solid brazing type provides better stability
and reliability than conventional carbide M
backed brazing type
0P 340
1000
2 edges
120 120 90 90 60 60
280 280 220 180 180 | 150
Designation RE IC S D1 LE Stock
3 UE[T] CCGW060202S-UE-2S 02 | 635 | 238 | 28 2.8 O @]
E CCGW060204S-UE-2S 04 | 635 | 238 | 28 2.8 [ ] ® & o O
E CCGW060208S-UE-2S 08 | 635 | 238 | 28 2.7 OO0 |0
CCGW09T302S-UE-28 02 | 9525| 397 | 44 2.8 O O
sold brazing CCGWOSTIMS-UE2S | 04 9525 397 44 | 28 ° e e 0 O
CCGW09T308S-UE-28 08 | 9525| 397 | 44 2.7 ® 6 & O
CCGW120404S-UE-2S 04 | 127 | 476 | 55 2.8 @]
CCGW120408S-UE-28 08 | 127 | 476 | 55 2.7 @)
2 UELd CCGWOB0204S-UE-2C | 04 | 635 | 238 28 | 28 @
[+ =
ué CCGWO060208S-UE-2C 08 | 635 | 238 | 28 27 | O
=1
CCGW09T304S-UE-2C 04 | 9525| 397 | 44 28 | @
) CCGW09T308S-UE-2C 08 | 9525 | 397 | 44 27 | @
carbide backed
CCGW120408S-UE-2C 08 | 127 | 476 | 55 27 | O
% 3 H| CCGW060202S-SE-28 02 | 635 | 238 | 28 2.8 O [ J
S CCGW060204S-SE-2S 04 | 635 | 238 | 28 2.8 [ ] [ ]
CCGW060208S-SE-28 08 | 635 | 238 | 28 2.7 @)
CCGW09T3025-SE-2S 02 | 9525 | 397 | 44 2.8 O [ ]
Solbrezig CCGWOOT3UIS-SE2S | 04 | 9525 397 44 | 28 ° °
CCGW09T308S-SE-2S 08 | 9525 | 397 | 44 2.7 [ ]
& SFLI CORWOBI202T-SF-2 | 02 | 635 | 238 | 28 28 °
< } } ) : i
= =
w
CCGWO060204T-SF-28 04 | 635 | 238 | 28 2.8 [}
CCGWO09T304T-SF-28 04 | 9525| 397 | 44 2.8 [}
lid brazi
Withouthoning | CCOWOSTAOBT-SF-25 | 08 | 9525 397 44 | 27 o
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUN K [H (ref. CCGW) o) [ (ref. CCGW) o) [ (ref. CCGW)
0.30 0.30 0.30
0.20 0.20 0.20
UE
0.10 0.10 0.10
0.05 0.05 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.05 010 020 030 005 010 020 030 005 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
Bl Lomwoumecan | BH | BL | BL | BL | BL | BL | BL
cc PUD: Physcalvapour deposiion | PVD | PVD | PVD | PVD | PVD | PVD | PVD
[T ><
SEEBEBEE
2 HEEEEEE
= - H BB e | | ol | med | omd |
= ISO - with hole A IEEEIE
< o The most popular insert shape due to high Stab'emaﬁglﬂ"c‘ﬂg @ e Qs | @) @ @ @ O O
versatility General machining, o ’
o Clearance angle 7°, effectively reduces the medum el @ e Osutave @ Ceeo
risk of chip jamming when boring e oot 3 1< onice B sutabie| §3 o8
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations
 Solid brazing type provides better stability
and reliability than conventional carbide M
backed brazing type
0P 340
1000
2 edges 120 120 90 90 60 60
280 280 220 180 180 | 150
Designation RE IC S D1 LE Stock
g ReCl CCGWO0204S-RE2S | 04 | 635 238 28 28 °
[==
o
E CCGW060208S-RE-2S 08 | 635 | 238 | 28 2.7 (@)
w
oc
CCGW09T304S-RE-2S 04 | 9525 | 397 | 44 2.8 [ ]
solid brazing
interrupted cut CCGWO0IT308S-RE-2S 08 | 9525 | 397 | 44 2.7 (@)
= WE ]
% CCGW060204S-WE-2S 04 | 635 | 238 | 28 2.8 [ ] [ ]
CCGW09T304S-WE-2S 04 | 9525 | 397 | 44 2.8 [ ] [ ]
solid brazin \WE.
roughnessgoriente d CCGW09T308S-WE-2S 08 | 9525| 397 | 44 2.7 O [ J

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

aem [ (fef. CCaW) aem [T (ref. CCaW)
0.30 0.30
0.20 0.20
0.10 0.10
0.05 0.05
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30

A102 PRODUCT SELECTION p.A99 | CUTTING CONDITIONS p.A128 | GRADES FEATURES p.A86 | EXTERNAL HOLDERS p.A214 | INTERNALHOLDERS p.A218




TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
oL Lonvoumecan | BH | BH | BH | BH | BH | BL | BL | BL | BL| BL BL
CN PUD: Physical vapour deposiion | PVD| | PVD PVD PVD PVD PVD PVD PVD
oD e > >
ceoee28 888888
0w WWe 8 9 nwme e w =)
. S TN BN D =N M =
BB R E R e s el s omd | e =
|SO-W|thh0|e €2 £8 £2 €3 £2 63 £ 2 62 e e =
E E EXE X =X =E X =X = = = =]
* The most popular insert shape due to high sialemachiont, - @y 1= choice O sutavre| @) | @ | O o X XN Jele) <
versatility General machining,
L) 14 choi itabl
 80° corner can be used for both turning and ”‘ed'“f““‘ oz Qe @) @ @ O @ Oeeeo
facing operations o W reoee Choe £33 9 W W On
* Strong cutting edge with secure seating Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
in the insert pocket creates good surface
finishing

o \lertical brazing type and solid type CBN
show better performance in interrupted
machining

 The use of chip breaker on CBN brazed tips

R

LE

M
E 340 | 340 300 300 300
01@ 1000 1000/1500 1200 1100
S

effectively improves chip flow control '
o Advanced wiper edge design improves 80°
surface quality in high efficiency machining 4edges
40 120 90 | 90 | 90 60 60
160 280 | 220 200 180 180 150
Designation RE IC S D1 LE Stock
= UELAC]
Zv CNGA120404S-UE-4V 04 | 127 | 476 | 516 | 26 Vi e e ® & O
E
=
CNGA120408S-UE-4V 08 | 127 | 476 | 516 | 25 [ ) e o ® & O
vertical brazing CNGA1204125-UE-4V 12 | 127 476 | 516 | 25 ) Vi e e e o O
5:; UEd
E CNGA120408S-UE-4C 08 | 127 | 476 | 516 | 25 @
=
=2

CNGA1204125-UE-4C 12 0 127 | 476 | 516 | 25 | @

carbide backed
= VeI
Z: CNGA090308S-UE 08 | 9525| 318 | 381 | 89 o
£
=
CNGA1204085-UE 08 | 127 | 476 | 516 121 e o e o
full solid |
o dopth of cut CNGA1204125-UE 12 | 127 | 476 516 | 117 e o o o
o Selil
< CNGA1204048-SE-4V 04 | 127 | 476 | 516 @ 26 olo
w
CNGA120408-SE-4V 08 | 127 | 476 | 516 @ 25 e o
vertical brazing CNGA1204125-SE-4V 12 | 127 | 476 | 516 25 O O
= se[@
<<
==
w
CNGA120408T-SE-4V 08 | 127 | 476 | 516 @ 25 °

vertical brazing
without honing

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (fef. CNGA) EYUN K [H (fef. CNGA12) YU K [ H (ref. CNGA)
BRAZED TIP FULL SOLID
0.30 4.0 0.30
0.20 UE 3.0 0.201
UE SE
0.10- 2.0 0.10-
0.05 1.04 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
005 010 020 0.30 010 020 030 0.0 005 010 020 030

PRODUCT SELECTION p.A99 | CUTTING CONDITIONS p.A128  GRADES FEATURES p.A86 | EXTERNALHOLDERS p.A224  INTERNAL HOLDERS p. A229 A103
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=
=
=
=
=
\
<

TURNING Indexable inserts - pcBN

nidlkoro0.s

Bt Honwaume 9% | BH  BH  BH BH  BH BL BL BL BL BL BL
CN PUD: Physicalvapour deposiion | PVD PVD PVD PVD PVD PVD|PVD PVD
o D>
ceoee28 888888
W e 8 & n n & N &6 W
. T TN D NS =N
ISO - with hole EEsSS=222=222
E X EXE EXE EXE X EXE EXE =EXE E =
o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ croce Osutaoe| @) @ O o X X JNele
versatility General machining, o ’
« 80° corner can be used for both turning and medum el oo Qi @) @ @ O @ OCeeeo
facing operations Unsmblemnaef:v'wgi 8 onoce Thsuae| £33 W WM W o8
© Strong cutting edge with secure seating Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
in the insert pocket creates good surface
finishing
o \lertical brazing type and solid type CBN M
show better performance in interrupted LE ge
hini 340 340 | 300 | 300 300
machining \ 1000 1000 1500 1200 1100
 The use of chip breaker on CBN brazed tips | D1
effectively improves chip flow control ' =
 Advanced wiper edge design improves 80° S
surface quality in high efficiency machining 4 edges
40 1120 90 1 90 90 | 60 60
160 280 220 200 180 180 150
Designation RE IC S D1 LE Stock
o/ SELd
=
==
w
CNGA120408T-SE-4C 08 | 127 | 476 | 516 = 25 O
carbide backed
without honing
2| Re[A1
§ CNGA120404S-RE-4V 04 | 127 | 476 | 516 | 26 [} (@]
2
=
&= CNGA120408S-RE-4V 08 | 127 | 476 | 516 = 25 O [ ]
vertical brazing CNGA1204125-RE-4V 12 | 127 476 | 516 | 25 ° °
interrupted cut
o RELd
o
[==
o
('
=
& CNGA090308S-RE 08 | 9525 | 318 | 3.81 8.9 O
full solid
interrupted cut
o WELD
% CNGA120404S-WE-4V 04 | 127 | 476 | 516 | 26 O | O O
CNGA120408S-WE-4V 08 | 127 | 476 | 516 = 25 [ N ] [enNe]
vertical brazing CNGAT204128-WE-&V | 12 | 127 | 476 | 516 | 25 e o olie}
roughness oriented
& CF I
% CNGA120404S-CF-4V 04 | 127 | 476 | 516 | 26 [ ]
oc
e
5 CNGA120408S-CF-4V 08 | 127 | 476 | 516 = 25 [ ]
¥.ef1ica.' brazing CNGA1204125-CF-4v 12 | 127 | 476 | 516 | 25 °
inishing
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUN K [H (ref. CNGA) EYUN K | (ref. CNGAO9) ) [ (fef. CNGA) e [ (fef. CNGA)
FULL SOLID
0.30 1 3.04 0.30 0.8+
RE
0.20 1 2.04 0.20 0.6
0.104 1.0 0.104 0.4+
0.05+ 0.5+ 0.05 0.2+ m
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.05 010 020 030 015 030 045 0.60 0.05 010 020 030 010 020 030 0.40
A104 PRODUCT SELECTION p.A99 | CUTTING CONDITIONS p.A128 | GRADES FEATURES p.A86 | EXTERNAL HOLDERS p.A224 | INTERNALHOLDERS p.A229




TURNING Indexable inserts - pcBN

nidlkoro0.s

BH: High voll CBN
oL Lonvoumecan | BH | BH | BH | BH | BH | BL | BL | BL | BL| BL BL
CN PUD: Physicalvapour deposiion | PVD PVD PVD PVD PVD PVD|PVD PVD
0D WD D
cacs8e8888 8 8 8
mwme @ 9 wn w»w e we wn
. & TN DN S =N ™M
ISO - with hole EEsS=E==2==2222=2
E E EXE E X E EXE=EZXE=E =
o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ croce Osutaoe| @) @ O o X X JNele
versatility General machining, - ’
« 80° corner can be used for both turning and medum el oo Qi @) @ @ O @ OCeeeo
facing operations Unsmblemﬁﬁv‘??ﬁé 8 onoce Thsuae| £33 W WM W o8
© Strong cutting edge with secure seating Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
in the insert pocket creates good surface
finishing
o \lertical brazing type and solid type CBN M
show better performance in interrupted LE ge
hini 340 | 340 300 300 300
machining \ 1000 1000 1500 1200 1100
 The use of chip breaker on CBN brazed tips D1
effectively improves chip flow control ' =
o Advanced wiper edge design improves 80° S
surface quality in high efficiency machining 4edges
40 120 90 | 90 | 90 | 60 60
160 280 220 200 180 180 150
Designation RE IC S D1 LE Stock
é CFw 11
= CNGA120408S-CFW-4V 08 | 127 | 476 | 516 | 25 [ ]
&
=
==
o
) ) CNGA120412S-CFW-4v 12 | 127 | 476 | 516 | 25 [ ]
vertical brazing
finishing with WIPER
é cm I
= CNGA120408S-CM-4V 08 | 127 | 476 | 516 | 25 [ ]
&
=
==
o
) ) CNGA120412S-CM-4V 12 0 127 | 476 | 516 | 25 [ ]
vertical brazing
medium
é cmw [1
= CNGA120408S-CMW-4V | 08 | 127 | 476 | 516 = 25 [ ]
&
[
==
o
: ) CNGA120412S-CMW-4V | 12 | 127 | 476 | 516 @ 25 [ ]
vertical brazing
medium with WIPER

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

a1 (fef. CNGA)
0.8
0.6
0.4
0.2
fn (mm/rev)
T T T T
0.10 0.20 0.30 0.40

PRODUCT SELECTION p.A99 | CUTTING CONDITIONS p.A128  GRADES FEATURES p.A86 | EXTERNALHOLDERS p.A224  INTERNAL HOLDERS p. A229
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High vol CBN
PVD: Physical va‘gotrrodue?;ition BH BH | BH
CN
o = =
e e e
= S | w
g : g EE
= -
= IS0 - without hole I
< o The most popular insert shape due to high S menes: @1 choce Osutave| O | O
versatility General machining
chining, 14 choi tabi
 80° corner can be used for both turning and med'“‘T‘_W‘ @ ez Osuae| @ @ | O
facing operations Unsteble maching, g 14 chaice 43 sutavle | 30 | 4 | B
© Strong cutting edge with secure seating Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
in the insert pocket creates good surface
finishing
 Solid style CBN has stronger performance in M
interrupted applications
300 300 300

15001100 800

S
4 edges 40 40
160 | 160
Designation RE IC S D1 LE Stock
3 UE A1 CNGN090308S-UE 08 | 9525| 3.18 - 8.9 O
g CNGN090312S-UE 12 | 9525| 318 - 85 e Vv
% CNGN090316S-UE 16 | 9525 | 318 - 8.1 (@]
CNGN120408S-UE 08 | 127 | 476 - 121 [ ]
il sold CNGN1204125-UE 12 127 46 - N7 o|v
high depth of cut | GNGN120416S-UE 16 | 127 476 - | 113 o
2 UEA
w
E CNGX120712S-UE 12 0 127 | 476 - n7 | @
=
=]
, CNGX120716S-UE 16 | 127 | 476 - 13 @
full solid
dimpled type

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. CNGN12) EYUN K | (ref. CNGX12)

FULL SOLID FULL SOLID
4.0 4.0+
3.0 3.0

UE
2.0 2.0
1.04 1.0
fn (mm/rev) fn (mm/rev)
T T T T T T T T
010 020 030 0.40 010 020 030 0.40
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
Bl Lomwoumecan | BH | BL | BL | BL | BL | BL | BL
Dc PUD: Physcalvapour deposiion | PVD | PVD | PVD | PVD | PVD | PVD | PVD
[T ><
HEEIRBEE
LR R B WL WL o
ISO - with hol HEEIEEEE =
with hole SEEEEEE =
o Generally the 1st choice for profile/copy silemachint, @y 1=choce Ot @) | @ @ @ O O <
turning applications General machining, o ’
« Able to “In-Copy” (plunge turn in small medum el tectice Qsutaie| @) Ceeo
diameter) with 30° angle Unstable machring: g 1« choice §- sutable | 57 ik 3
® 7° clearance angle, less risk of chip-jam- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ming in boring
e Somewhat weaker edge strength than a
triangle insert M
 Solid brazing generally shows better stability 0
and reliability comparing to conventional 1000
carbide backed brazing
s
2 edges
120 120 90 90 60 60
280 280 220 180 180 | 150
Designation RE IC S D1 LE Stock
3 UE[T] DCGW0702025-UE-2S 02 | 635 | 238 | 28 2.5 (@] [}
E DCGWO070204S-UE-28 04 | 635 | 238 | 28 24 [} ® @ O O
E DCGWO070208S-UE-2S 08 | 635 | 238 | 28 2 OO0 |0
DCGW11T302S-UE-28 02 | 9525| 397 | 44 2.5 O [ [ J
sold brazing DOBWHTIMS-UE2S | 04 9525 397 | 44 24 [ e e 0o O
DCGW11T308S-UE-28 08 | 9525| 397 | 44 2 ® 6 & O
2 UEQ
wv
E DCGW11T304S-UE-2C 04 | 9525 | 397 | 44 24 | @
=
=1
carbide backed DCGW11T308S-UE-2C 08 | 9525 | 397 | 44 2 (@]
= SE [Tl DCGWO0702025-SE-2S 02 | 635 | 238 | 28 2.5 [ ] [ J
<T
& DCGWO070204S-SE-28 04 | 635 | 238 | 28 24 A [
DCGWO070208S-SE-2S 08 | 635 | 238 | 28 2 O
DCGW11T3025-SE-28 02 | 9525| 397 | 44 2.5 [} [ ]
sold brazing DCGWITIMSSE2S | 04 0525 397 | 44 24 ° °
DCGW11T308S-SE-28 08 | 9525| 397 | 44 2 e o
g SFI DCGWO70202T-5F-28 | 02 | 635 | 238 28 | 25 °
x
2 DCGWO070204T-SF-28 04 | 635 | 238 | 28 2.4 [ ]
DCGW11T302T-SF-28 02 | 9525| 397 | 44 2.5 [ ]
) DCGW11T304T-SF-28 04 | 9525 | 397 | 44 24 [ ]
so]ld brazing .
without honing DOGWITIOST-SF-25 | 08 | 9525 397 | 44 | 2 °
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
EYUN K [H (fef. DCGW) o) [ (fef. DCGW) o) [ (fef. DCGW)
0.30 0.30 0.30
0.20 0.20 0.20
UE
0.10 0.10 0.10
0.05 0.05 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
Bl Lomwoumecan | BH | BL | BL | BL | BL | BL | BL
Dc PUD: Physcalvapour deposiion | PVD | PVD | PVD | PVD | PVD | PVD | PVD
[T ><
geZgsgs
£ S222884%
= - i | el | | el | el | omed | o
= ISO - with hole Es=228282
< o Generally the 1st choice for profile/copy Stab'emaﬁgm"c‘ﬂ{ @ e Qs | @) @ @ @ O O
turning applications General machining, - ’
« Able to “In-Copy” (plunge turn in small medum el tectice Qsutaie| @) Ceeo
diameter) with 30° angle Unstable machring: g 1« choice §- sutable | 57 ik 3
® 7° clearance angle, less risk of chip-jam- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ming in boring
e Somewhat weaker edge strength than a
triangle insert M
 Solid brazing generally shows better stability 0
and reliability comparing to conventional 1000
carbide backed brazing
S
2 edges 120 120 90 90 60 60
280 280 220 180 180 | 150
Designation RE IC S D1 LE Stock
g ReL DCGWOTO04S-RE2S | 04 | 635 238 28 24 o
[==
o
E DCGWO070208S-RE-2S 08 | 635 | 238 | 28 2 (@)
w
oc
DCGW11T304S-RE-2S 04 | 9525 | 397 | 44 24 [ ]
solid brazing
interrupted cut DCGW11T308S-RE-2S 08 | 9525 | 397 | 44 2 [ )

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

aem [T (ref. DCGW)

0.30

0.20

0.10+

0.054
fn (mm/rev)

T T T T
0.05 010 020 030

A108 PRODUCT SELECTION p.A99 | CUTTING CONDITIONS p.A128 | GRADES FEATURES p.A86 | EXTERNAL HOLDERS p.A232 | INTERNALHOLDERS p.A236




TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
oL Lonvoumecan | BH | BH | BH | BH | BL | BL | BL | BL | BL
DN PUD: Physical vapour deposiion | PVD | PVD PVD PVD | PVD PVD | PVD
AT ]
e e 22 3888 8 8
mw o S 9 w»wwnwiwh & W [}
TR BN S =M™ =
H BB R R e s s omed | owd =
ISO - with hole AR =
E E E E E E E =E = 2
o Generally the 1st choice for profile/copy stable machion: @y 1= choice (O suavre | @) | O o XM Jiele) <
turning applications General machining, o ’
o Able to “In-Copy” (plunge turn into a smaller medum el eoee Qo @) @ O | @ OeeoO
diameter) at an angle of 30° Unsmblemnaef:v'wgi B vonoce Tosuiae| T3 4 W W k3
* Somewhat weaker edge strength than a Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 15t choice)
triangle insert
e Vertical brazing and solid type has impressi-
ve performance on interrupted applications M
 Solid brazing generally shows better stability
- ) . 340 | 300 300 300
and reliability comparing to conventional 1000 15001200 1100
carbide backed brazing
s
 edges 40 120 90 | 90 60 | 60
160 280 220 180 180 150
Designation RE IC S D1 LE Stock
2 UELI DNGATSOAOS-UE-AV | 04 | 127 | 476 516 | 27
[+ =
ué DNGA150408S-UE-4V 08 | 127 | 476 | 516 = 23
=1
DNGA150604S-UE-4V 04 | 127 | 635 | 516 | 27 [ J
) ) DNGA150608S-UE-4V 08 | 127 | 635 | 516 | 23 [ ]
vertical brazing
DNGA150612S-UE-4V 12 | 127 | 635 | 516 2
=2 UED
] DNGA150604S-UE-4S 04 | 127 | 635 | 516 @ 24 Ol e e @ O
=
s
DNGA150608S-UE-4S 08 | 127 | 635 | 516 2 O @& @& @& O
solid brazing DNGA1506125-UE-4S 12 | 127 | 635 | 516 | 21 O/0|l0|0 O
-
2 UVELd
oc
w
=
=
DNGA150608S-UE-4C 08 | 127 | 635 | 516 2 (@]
carbide backed
5:', VEId
§ DNGA150608S-UE 08 | 127 | 635 | 516 | 147 ® O
=
=2
f , DNGA150612S-UE 08 | 127 | 635 | 516 | 143 ® O
ull solid
high depth of cut
E SE 1]
= DNGA150404S-SE-4V 04 | 127 | 476 | 516 | 27 [oONe]
vertcal brazing DNGA150408S-SE-4V 08 | 127 | 476 | 516 @ 23 [OmNe]

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

EYUN K [H (ref. DNGA) EYUUN K | (ref. DNGA15) o) [ (ref. DNGA)
BRAZED TIP FULL SOLID
0.30 4.0 0.30
0.20 UE 3.0 0.201
0.10- 2.0 0.10-
0.05 1.04 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
005 010 020 0.30 010 020 030 0.0 005 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
oL Lonvoumecan | BH | BH | BH | BH | BL | BL | BL | BL | BL
DN PUD: Physical vapour deposiion | PVD | PVD PVD PVD PVD PVD|PVD
o e 2>
e e 22 3888 8 8
- N O S S8 w» W e W
o SN DR S =P M
z ISO - with hole HEHEEEEHEEE
2 E E=E X =X =E =X = =
< « Generally the 1st choice for profile/copy stable machion: @y 1= choice (O suavre | @) | O O e e OO0
turning applications General machining,
i : 1% choi jitabl
o Able to “In-Copy” (plunge turn into a smaller med'“f"“‘ @ oz Quae @ @O @ ©Ceeo
diameter) at an angle of 30° Unsmblemnagv';‘gg{ ecnoce o) 31 9| W W gk
* Somewhat weaker edge strength than a Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 15t choice)

triangle insert
e Vertical brazing and solid type has impressi-
ve performance on interrupted applications
 Solid brazing generally shows better stability
and reliability comparing to conventional
carbide backed brazing

340 | 300 | 300 300
1000 15001200 1100

S
#edges 40 120 90 | 90 | 60 60
160 | 280 220 180 180 150
Designation RE IC S D1 LE Stock
ESEI}]
5 DNGA150604S-SE-4S 04 | 127 ] 635 | 516 @ 24 o O
o DNGA1506085-SE-4S 08 | 127 | 635 | 516 2 o O
solid brazing
a Re[ll
c‘;.% DNGA150604S-RE-4S 04 | 127 ] 635 | 516 @ 24 le)
2
=
&= DNGA1506085-RE-4S 08 | 127 ] 635 | 516 2 o
solid brazing DNGA150612S-RE-4S 12 | 127 | 635 | 516 | 21 o)
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

aem [T (ref. DNGA) aem [ (ref. DNGA)
0.30 0.30
0.20 0.20
010 010+
0.05 0.05
fn (mm/rev) fn (mm/rev)
T T T T T T T T
005 010 020 0.30 005 010 020 0.30

A110 PRODUCT SELECTION p.A99 | | CUTTING CONDITIONS p.A128  GRADES FEATURES p.A86 | EXTERNAL HOLDERS p.A244




TURNING Indexable inserts - peaN nidkoTooLs

BL: L I CBN
Bi i voume cen | BL | BL | BL | BH
M c c PVD: Physical vapour deposition PVD
=
oo e e @
- A 2
- =
ISO - with hole 222 e
* 1st solution for micro-boring stable machion: @y 1= choice (O suavre | @) | O () <
* Precision brazed and ground insert tailored General machining, o )
for micro boring operation, completing the medum el e Qaitae| O @O | @
MCC family with advanced materials nstable Machiing, g 1< choice 5.3 suiable L IR
* Micro boring bar with coolant both in steel Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
(with Vortex technology) and in carbide
M
400
1200
100 80 60
220 200 160
Designation RE IC S D1 LE Stock
= GPIAC]
(7]
E MCC.R02T-GP-1C 0.2 35 14 1.9 15 v Vv
=
=1
carbide backed MCC.R04T-GP-1C 0.4 35 14 1.9 15 v
& ccll
=
= =
w
MCC.R02T-CC-1C 0.2 35 14 1.9 15 v
carbide backed
= cslil
=
==
w
MCC.R02S-CS-1C 0.2 35 14 1.9 15 |V
carbide backed

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

a1 (ref. MCC)

0.30
0.20
0.10

0.054

fn (mm/rev)

T T T T
0.05 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

BL: Low volume CBN
BH: High volume CBN BL BL BL BL BH
MCN PVD: Physical vapour deposition | PVD | PVD | PVD | PVD | PVD
S8 e e
] W W W N n
= MicroNega - with hol E38E28
£ ICrONEga - with nole 08 @ @@
< * MicroNega system it serves as an altemative | SE0R TG, @y 1w ogce Dsutare| @ O @ O | @

to positive conventional solutions General machining

i : 1% choi itabl
o Excellent economy for external small part mesuncii @vene Qe O @ O @ @
machining or small boring application o 3 1 noice £ sutabe o

* Special holders tailored with big clearance Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)

angle, adapt itself for boring application,

effectively reduces the risk of chip-jamming
o lertical brazed type CBN provides the Micro-

Nega family with advanced opportunity

R

LE

M
E 400
E@ 1200
D1
S

s~/
#edges 9 90 90 80
220 180 | 220 | 200
Designation RE IC S D1 LE Stock

VEL]
i» MCN.R02S-UE-4V 02 | 75| 318 | 36 @ 22 A
=
5

MCN.R04S-UE-4V 04 | 75 318 36 | 22 A
vertical brazing MCN.RO8S-UE-4V 08 | 75 | 318 36 | 21 A
EaNd K
Z: MCN.R02S-GP-4V 02 | 75| 318 | 36 @ 22 e Vv
=
=
= MCN.R04S-GP-4v 04 | 75 318 36 | 22 e Vv
vertical brazing MCN.R08S-GP-4v 08 | 75 | 318 36 | 21 e Vv
o SE[I
g MCN.R02S-SE-4V 02 | 75| 318| 36 22 O
w

MCN.R04S-SE-4V 04 | 75| 318| 36 22 | A
vertical brazing MCN.R08S-SE-4V 08 | 75| 318| 36 21 | A
gccﬂl
5 MCN.R04S-CC-4V 04 | 75| 318 | 36 @ 22 °

! ) MCN.R08S-CC-4V 08 | 75| 318 36 | 21 °

vertical brazing

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. MCN) aem [T (fef. MCN)
0.30 0.30
0.201 UE/6P 0.201
010 010+
0.05 0.05

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

T T T T T T T T
005 010 020 0.30 005 010 020 0.30
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TURNING Indexable inserts - peaN nidkoTooLs

BL: L I CBN
B Highvoume ce | BL | BL | BL | BL | BH
MDN PVD: Physical vapour deposition | PVD | PVD | PVD | PVD | PVD
S8 e e
W W Wn N [}
MicroN ith hol 28283 :
ICrON€ega - with hole 222 =2 e
o MicroNega system it serves as an alternative Stab'emaﬁglﬂ"c‘ﬂg @ coce Osuare| @ O @ O @ <
to positive conventional solutions General machining, o )
o Excellent economy for external small part medum el @ e Ouine| O | @ | O | @ | @
machining or small boring application o 3 1 noice £ sutabe o
* Special holders tailored with big clearance Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
angle, adapt itself for boring application,
effectively reduces the risk of chip-jamming
o lertical brazed type CBN provides the Micro- M
Nega family with advanced opportunity ym
1200
s
 edges 90 90 90 80
220 | 180 220 200
Designation RE IC S D1 LE Stock
VE ]
z-' MDN.R02S-UE-4V 0.2 7 318 | 36 24 A
=
=
MDN.RO04S-UE-4V 0.4 7 318 | 36 2.2 A
vertical brazing MDN.ROGS-UE-4V 08 | 7 | 318| 36 18 A
EaNd K
£ MDN.R02S-GP-4V 0.2 7 318 | 36 2.4 e VvV
<
5
MDN.R04S-GP-4V 0.4 7 318 | 36 2.2 o VvV
vertical brazing MDN.RO8S-GP-4V 08 | 7 | 318 36 18 e Vv
o Se[1l
E MDN.R02S-SE-4V 0.2 7 318 | 36 24 | A
w
MDN.RO04S-SE-4V 04 7 318 | 36 22 | A
vertical brazing MDN.ROS-SE-4V 08 | 7 | 318 36 18 A
= cclll
< MDN.R02S-CC-4V 0.2 7 318 | 36 24 [ ]
w
MDN.R04S-CC-4V 0.4 7 318 | 36 2.2 [ ]
vertical brazing MDN.R08S-CC-4V 08 | 7 | 318| 36 18 °

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (rf. MDN) o) [ (rf. MDN)
0.30 0.30
0.20 UE/GP 0.20
0101 010
0.05 0.05
fn (mm/rev) fn (mm/rev)
T T T T T T T T
005 010 020 0.0 005 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High volume CBN BH
RC )
8
£ - e
z ISO - without hole 2
=
< * Very strong and universal use insert shape Stable macheng, @ 14 chace (O) sutabe
* With a high volume tough grade, able to General machining
L) 15 choi jtabi
cope with the challenges in heavy load med'“f" bt aroics sutate| )
applications nstable machiing, g 1< choice 53 suiable | 38
o Stable sitting on the holder pocket Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
M
300
120° Y1200
M
S
Designation RE IC S D1 LE Stock
2 VEI
w
E RCGX090700S-UE 476 | 9525 | 7.94 - - [
=
=]
, RCGX120700S-UE 6.35 | 127 | 7.9 - - [
full solid

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN K | (ref. RCGX09)
FULL SOLID

3.0+

fn (mm/rev)

T T T T
015 030 045 0.60
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High vol CBN
BL: Llr?wzglﬁﬁ:CBN BH | BH BH BH|BL | BL
RN PVD: Physical vapour deposition | PVD PVD | PVD
L 2 =2 =
e e e e 88
S 6 & W a w (L.}
: =EES2 9 d £
- =
ISO - without hole e == e
* Very strong and universal use insert shape Sialemachiont, - @1 choce Osutave| O | O | O ® O <
Could b d both in turni d profil i
.m(;:ng e used both in turing and profile Garrl g, @ v oo @) @) @ )| @ @
* With a nice range of grade choices, ableto | ""C RIS g 1< onoce s 5 W W B
cope with challenges in diverse applications Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1% choice)
M

300 | 300 | 300 300
1500 15001100 800

o -

S
40 | 40 | 90 | 90
160 160 200 180
Designation RE IC S D1 LE Stock
2 UELI RNGNOGO300S-UE 318 63 318 - | - @
[==
w
% RNGNO0903008-UE 476 | 9525 | 318 - - e e & o o
RNGN1203008-UE 6.35 | 127 | 318 - - [ORN )
full solid
RNGN1204008-UE 6.35 | 127 | 476 - - e e & o o
o SELAI
<
==
w
RNGNO090300T-SE 476 | 9525 | 318 - N [ ]
full solid
without honing
8 RE [3]
= RNGNO0903008-RE 476 | 9525 | 318 - - e e
=
&
ull solid RNGN1204008-RE 6.35 | 127 | 476 - - ® O
interrupted cut
LE) RH 4
oc
o
[T
=
& RNGN0903008-RH 476 | 9525 | 318 - - )
full solid

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. RNGNOS) EYUN K [H (ref. RNGNOS) YU K [ H (ref. RNGNOS) SO K | (fef. RNGNO)

FULL SOLID FULL SOLID FULL SOLID FULL SOLID
3.0 3.0 3.0 3.0
2.0 UE 2.0 2.0 RE 2.0
1.0 1.0 1.0 1.0
0.5 0.5+ 0.5 0.5

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

T T T T T T T T T T T T T T T T
015 030 045 0.0 015 030 045 0.0 015 030 045 0.0 015 030 045 0.60
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High vol CBN
BL:wa:gIEQZCBN BH BH | BH BL BL
SN PVD: Physical vapour deposition | PVD PVD | PVD
gEBgsg
<] S 8 8 wn w»
£ - 22g:= S
= -
£ ISO - with hole EE52=
< © Very strong 90° corner with excellent Stable machinns, @y 1 choice () sutable | O O @ O
economy (8 edges on double-sided inserts), | gengral machining, e )
especially with vertical brazing or solid type medum e @ ovi- Ooie @ O @ O @
CBNs Unsmblemﬁé::\;clggi 315‘choice ﬁsuitable # # #
 Mostly used for rough facing operations Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
 Unable to turn or face up to a shoulder
(must be used in a tool holder with min. 5°
lead angle) M
* High radial forces push against the workpie- 300300 | 300
ce when used for turning 15001200 1100
© Should always be used in a stable set-up
S
8 edges 40 90 90
160 220 180
Designation RE IC S D1 LE Stock
UE 3]
g: SNGA120404S-UE-8V 04 | 127 | 476 | 516 | 22 [ ]
L
=
SNGA120408S-UE-8V 08 | 127 | 476 | 516 | 22 ® O O
vertical brazing SNGA1204125-UE-8V 12 | 127 476 516 | 22 )
5:; UVEId
E SNGA120408S-UE 08 | 127 | 476 | 516 | 119 | O | O
=
=2
il solid SNGA120412S-UE 12 | 127 | 476 | 516 | 115 | @ | O
high depth of cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. SNGA) EYUN K | (ref. SNGA12)

BRAZED TIP FULL SOLID
0.30 4.0+
0.201 UE 3.0
010 2.0
0.05 104

fn (mm/rev) fn (mm/rev)
T T T T T T T T
005 010 020 0.30 010 020 030 0.40
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
PVD: Physical v;golrrcdir;gswtion BH  BH BH | BH
SN
o D D>
e 8 e 8
e 8 8 w i~
- g 8EE 2
ISO - without hole IHE =
=
* Very strong 90° corner with excellent stable machin: @y 1+ choice () stavle | (O O <
economy (8 edges on double-sided inserts), | general machining
L) 15 choi itabl
especially with solid type CBNs medum el aor Otate| @ | O | @ | O
o Mostly used for rough facing operations o B ctoce LD suiade 3B | B B W
* Unable to turn or face up to a shoulder Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
(must be used in a tool holder with min. 5°
lead angle)
o High radial forces push against the workpie- M

ce when used for turning

 Should always be used in a stable set-up Ay BLY B S

1500 12001100 800

S
8 edges 40 40
160 | 160
Designation RE IC S D1 LE Stock
2 13 K [H] SNGN090308S-UE 08 | 9525 318| - | 87 o
& SNGN0903125-UE 12 19525 318 | - | 83 e Vv
Z SNGN0903165-UE 16 | 9525 318 | - 79 o)
SNGN0904125-UE 12 19525 476 | - | 83 v
il sold SNGN1204085-UE 08 | 127 | 476 | - | 119 °
high depth of cut SNGN1204125-UE 12 | 127 476 - | 115 ® O
SNGN1204165-UE 16 | 127 476 | - | 111 o
=2 VE[@
Z> SNGX1204125-UE 12 | 127 478 | - | 115 °
=
5
SNGX1207125-UE 12 127 794 - 115 @
full solid | -
o type SNGX1207168-UE 16 | 127 | 794 11 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (fef. SNGN12) EYUUN K | (fef. SNGX12)

FULL SOLID FULL SOLID
4.0 4.0
3.0 3.0

UE
2.0 2.0
1.04 1.04
fn (mm/rev) fn (mm/rev)
T T T T T T T T
010 020 030 0.40 010 020 030 0.0
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High voll CBN
BL: ngwzglﬁchN BH BH BL | BL BL| BL
Tc PUD: Physcalvapour deposiion | PVD| | PVD | PVD | PVD | PVD
| =
e a8 8 88
= gS2282
= - H BB R e md | ommd | owd
= ISO - with hole Es=228 =2
< © Very versatile insert shape silemachint, - @1 choce Ot @) | @) @ @ O
o Excellent choice for general boring due to General machining, o )
very stable seating of the insert in the boring medum el tectoeo Qsutate @ | @ ©eo0
bar pocket Unstablemhag‘;l;\ggé “W%hoice Q:Esuitab\e @ @ 3
© Extra clearance between the insert and the Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
workpiece bore, greatly reduce the risk of
chip jamming
 Boring bars made of steel (Vortex technolo- M
gy) and carbide are available
) o 340 340
 Edge is measurably weaker than 80 10001000
diamond shape inserts
3 edges 120 90 90 60
280 220 | 180 150
Designation RE IC S D1 LE Stock
2 UEL] TCOWHOMS-UESS | 04 | 635 | 238 | 28 | 25 ocle e
[==
w
% TCGW110208S-UE-3S 08 | 635 | 238 | 28 2.2 [ N}
TCGW16T304S-UE-3S 04 | 9525| 397 | 44 2.5 O|0 @
solid brazing
TCGW16T308S-UE-3S 08 | 9525| 397 | 44 2.2 ol e
2 VE[T TCGW002048-UE-3C | 0.4 | 556 | 238 | 25 25 | O
oc
% TCGW110204S-UE-3C 04 | 635 | 238 | 28 25 | @
=2
TCGW110208S-UE-3C 08 | 635 | 238 | 28 22 | @
carbide backed TCGW16T304S-UE-3C 04 | 9525| 397 | 44 25 | @
TCGW16T308S-UE-3C 08 | 9525 397 | 44 22 | @
&| sE TCOWHO4SSESS | 04 | 635 | 238 28 | 25 o e
==
w
TCGW110208S-SE-35 08 | 635 | 238 | 28 2.2 O
TCGW16T304S-SE-35 04 | 9525| 397 | 44 2.5 O | O
solid brazing
TCGW16T308S-SE-35 08 | 9525| 397 | 44 2.2 O
= SE[A
<
==
w
TCGW110204T-SE-3C 04 | 635 | 238 | 28 25 | O
carbide backed
without honing
g ReCl TCGWI1O04SRE3S | 04 | 635 238 28 25 o
oc
o
E TCGW110208S-RE-3S 08 | 635 | 238 | 28 2.2 (@]
w
o~
TCGW16T304S-RE-3S 04 | 9525| 397 | 44 2.5 (@]
solid brazing
interrupted cut TCGW16T308S-RE-3S 08 | 9525 | 397 | 44 2.2 O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUN K [H (ref. TCGW) BN K [H (ref. TCGW) BN K [H (ref. TCGW)
0.30 1 0.30 0.30
RE
0.20 1 0.20 0.20
UE
0.10 0.10 - 0.10
0.05+ 0.05 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
005 010 020 0.30 005 010 020 0.30 005 0.10 0.20 0.30
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High vol CBN
BL:L‘ogwxg\ﬂ:CBN BH BH|BL BL BL| BL
Tc PUD: Physical vapour deposiion | PVD PVD PVD PVD | PVD
[TIE]
S =888 8
R A A o)
; = =S =82 £
ISO - with hole sEs=228 =8 =
2
o Very versatile insert shape Silemachin, - @y 1xchoce Osutee| @) | @) | @ | @ | O <
e Excellent choice for general boring due to General machining
‘ : 1# choi itabl
very stable seating of the insert in the boring medm et aroe Osuiate| @) | @ ©eO0
bar pocket Unstab\em;ggwlggi #1“choice @suitable @ @ #
e Extra clearance between the insert and the Dimensions Iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
workpiece bore, greatly reduce the risk of
chip jamming
 Boring bars made of steel (Vortex technolo- RE M
gy) and carbide are available
e Edge is measurably weaker than 80° sl el
: : D1 1000 1000
diamond shape inserts
s
§edges 120 90 90 60
280 | 220 | 180 | 150
Designation RE IC S D1 LE Stock
@ RE[4
= TCGW110208S-RE-3C 08 | 635 | 238 | 28 | 22 )
=
w
o
. TCGW16T308S-RE-3C 08 | 9525 397 | 44 | 22 @)
carbide backed
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. TCGW)

0.30

RE
0.20

0.104

0.054

fn (mm/rev)

T T T T
005 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

Bt Honwaume 8% | BH | BH  BH | BH | BL | BL BL BL | BL
TN PUD: Physical vapour deposiion | PVD | PVD PVD PVD | PVD PVD | PVD
AT ]
e e 22 3888 8 8
- 0w o 0 9 »n w»w w e wm
= . S LD RS =M M
= ISO - with hole AR
=] E E E E E E E =E =
< o Vlery versatile insert shape, can be used for Stab'emaﬁgm"c‘ﬂ{ @ ' croce O sutave| @ O OGN N oo
turning, facing, boring, copy turning and General machining, o )
basic profiling, sometimes even threading medum el @ e Qe @ @ O @ OeeoO
 Good economy with up to 6 cutting edges U”smblemnagv';‘gg{ ecnoce o) 31 9| W W Sk
* Be sure not to use “too large” a triangle Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 15t choice)
insert. AT11 insert can manage the same
depth of cut as C09 in most situations with
nearly the same insert strength, but cost RE M
much lower than T16 e 340 300 | 300 | 300
'C 1000 1500 1200 1100
D1
7 A
60%.
s
6 edges 40 120 90 | 90 60 | 60
160 280 220 180 180 150
Designation RE IC S D1 LE Stock
UE [31
25 TNGA160404S-UE-6V 04 | 9525 | 476 | 3.81 2.9 [ ] e 6 6 o o O
=
=
= TNGA160408S-UE-6V 08 | 9525| 476 | 381 | 26 [} e 6 &6 6 o O
vertical brazing TNGA160412S-UE-6V 12 | 9525 | 476 | 381 | 24 o @ O O O/ 0|0
= UVEId
Z‘—' TNGA160404S-UE-6C 04 | 9525 | 476 | 3.81 25 1 O
£
=
TNGA160408S-UE-6C 08 | 9525| 476 | 381 | 22 | O
carbide backed TNGA1604125-UE-6C 12 | 9525 476 381 24 | O
5:') VEId
§ TNGA160408S-UE 08 | 9525 | 476 | 381 | 157 ® O
=
=2
tull solid TNGA160412S-UE 12 19525 476 | 381 153 [ONe]
high depth of cut
=/ SE]
< TNGA160404S-SE-6V 04 | 9525 | 476 | 3.81 2.9 [eRNe]
w
TNGA160408S-SE-6V 08 | 9525 | 476 | 3.81 2.6 [onNe]
vertical brazing TNGA1604125-SE-6V 12 | 9525 476 | 381 | 24 o0
2 REL]
1= TNGA160404S-RE-6V 04 | 9525 | 476 | 3.81 29 O
2
=
e TNGA160408S-RE-6V 08 | 9525 | 476 | 3.81 2.6 O
vertical brazing TNGA160412S-RE-6V 12 19525 476 | 381 24 o)
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. TNGA) EYUN K | (ref. TNGA16) ) [ (ref. TNGA) aem [ (ref. TNGA)
BRAZED TIP FULL SOLID
0.30 4.0+ 0.30 0.30
0.201 UE 3.0 0.201 0.20
010 2.0 0.10 0.10-
0.05 1.0 0.05 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
005 010 020 0.30 010 020 030 0.40 005 010 020 0.30 005 010 020 0.30
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High volume CBN

BL: Low volume CBN
I N PVD: Physical vapour deposition

ISO - without hole

* Very versatile insert shape, can be used for | SR MCNG, @y g orgce (7) sutabe
turning, facing, boring, copy turning and i
X 0 . 9 g wy 9 . Genera\mn;;a?mwggé ‘1" choice @suitable
basic profiling, sometimes even threading
 Good economy with up to 6 cutting edges Unsteble mnﬂv';‘ggt B 1 choice I3 suiable
* Be sure not to use “too large” a triangle Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
insert. AT11 insert can manage the same

depth of cut as C09 in most situations with

@
=

-
@

él_

A - TURNING

® €@ O NBHsoou
€ © NBL200C

nearly the same insert strength, but cost M
much lower than T16
300
1100
6 edges 40 90
160 200
Designation RE IC S D1 LE Stock
2| UELAC]
w
]
=
=
TNGN160408S-UE 0.8 | 9.525| 476 - 17 @ @
full solid
high depth of cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. TNGN16)
FULL SOLID
4.0
3.0
UE
2.0
1.04
fn (mm/rev)
T T T T
010 020 030 0.40
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TURNING Indexable inserts - peaN nidkoTooLs

BL: Low volume CBN
PVD: Physical vapour deposition BL | BL | BL
TP PVD PVD PVD
e e e
[— 3R]
2 2% 8
= - H | o |
2 ISO - with hole 222
< © Very versatile insert shape Stable machin, @y 1= choice () sutavre | @) | O
o Excellent choice for general boring due to General machining
g 14 choi jtabl
very stable seating of the insert in the boring med'“’_“f“‘ @ oo Qe | O | @ | O
bar pocket Unstable Tching, g 1« choice 4.3 suiable s
© Extra clearance between the insert and the Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
workpiece bore, greatly reduce the risk of
chip jamming
 Boring bars made of steel (Vortex technolo- M
gy) and carbide are available
© Edge is measurably weaker than 80°
diamond shape inserts
3 edoes 90 9 60
220 | 180 | 150
Designation RE IC S D1 LE Stock
2 UEL] TPGWO2MS-UE-3S | 04 | 556 | 238 | 3 | 25 °
[==
w
% TPGW110302S-UE-3S 02 | 635 318 | 33 | 26 @)
TPGW110304S-UE-35 04 | 635 318 | 33 | 25 ® O
solid brazing
TPGW110308S-UE-35 08 | 635 | 318 | 33 | 22 )
% SE[]]
= TPGW110304S-SE-3S 04 | 635 318 33 | 256 | O
) ) TPGW110308S-SE-358 08 | 635 318 33 | 22 O
solid brazing
3 REL]
(=]
oc
o
[
=
& TPGW110304S-RE-38 04 | 635 318 | 33 | 25 @)
solid brazing
interrupted cut
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
aem [ (ref. TPGW) aem [T (ref. TPGW) a ) I3 (ref. TPGW)
0.304 0.304 0.30
0.204 0.204 0.204
0.10 0.10 0.10
0.054 0.054 0.054
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
005 010 020 0.30 005 010 020 0.30 005 0.10 0.20 0.30
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TURNING Indexable inserts - peaN nidkoTooLs

Bt o wome 8% | BH | BH BL | BL | BL | BL BL | BL
VB PUD: Physical vapour deposiion | PVD PVD PVD PVD PVD PVD PVD
| = ><
e =838 88 8
W ;s W» W W o
. ST TS =N ™M™ =
ISO - with hole EES=2z=222=2 z
E E EXE EXE X E =E = =
o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ cic: s @ @ @ @ @ O O <
e Can “In-Copy” (plunge turn into a smaller General machiring, - )
diameter) at an angle up to 49° medum el tectoeo Qsutate @ | @ COeeo
o Can work extremely close to the tailstock/ | " TREINS g 14 cnoice £ suravle | £ | £ o8
live center Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
* Positive style can be used for external and
internal applications, in many cases impro-
ved performance outweighs the increased M
cost per edge (2 edges vs. 4 edges of a
. 340 340
double sided VNGA) 1000 1000
2 edges
120 120 90 | 90 | 60 60
280 280 220 180 180|150
Designation RE IC S D1 LE Stock
2 UEL] VBGWI103025-UE2S | 02 @ 635 | 318 28 | 3 e
[==
ué VBGW110304S-UE-28 04 | 635 | 318 | 28 2.5 [ ] [ N )
=]
VBGW160402S-UE-28 02 | 9525| 476 | 44 3 [ J
) ) VBGW160404S-UE-2S 04 | 9525| 476 | 44 2.5 [ ] ® & o O
solid brazing
VBGW160408S-UE-2S 08 | 9525| 476 | 44 2.2 [ ] ® & o O
5:', UVEId
E VBGW160404S-UE-2C 04 | 9525 | 476 | 44 25 | O
=
=]
carbide backed VBGW160408S-UE-2C 08 | 9525 | 476 | 44 22 | O
& SEL] VBGW1103028-SE-28 | 02 | 635 318 | 28 | 3 °
==
@ VBGW110304S-SE-2S 04 | 635 | 318 | 28 2.5 [ ] [ J
VBGW160402S-SE-2S 02 | 9525 | 476 | 44 3 [}
) ) VBGW160404S-SE-28 04 | 9525| 476 | 44 2.5 [}
solid brazing
VBGW160408S-SE-2S 08 | 9525 | 476 | 44 2.2 [ J
E SFI VBGWI10302T-8F2S | 02 | 635 | 318 28 | 3 °
==
2 VBGW110304T-SF-28 04 | 635 | 318 | 28 2.5 [}
VBGW160402T-SF-28 02 | 9525| 476 | 44 3 O
) ) VBGW160404T-SF-28 04 | 9525 | 476 | 44 2.5 [ J
so_lld brazing .
without honing VBGWIGOA0BT-SF-2S | 0.8 | 9525 | 476 44 | 22 °
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUN K [H (fef. VBGW) o) [ (ref. VBGW) o) [ (ref. VBGW)
0.30 0.30 0.30
0.20 0.20 0.20
UE
0.10 0.10 0.10
0.05 0.05 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30
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TURNING Indexable inserts - peaN nidkoTooLs

Bt o wome 8% | BH | BH BL | BL | BL | BL BL | BL
VB PUD: Physical vapour deposiion | PVD PVD PVD PVD PVD PVD PVD
[T ><
e e 8 S e 8 88
[} W W BN N e N
= 1SO ith hol =S =S S8sD82a8
= with hole SEEEEEEE
< o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ e Osiere| @) @ @ @ @ O O
e Can “In-Copy” (plunge turn into a smaller General machining,
el 1 choi itabl
diameter) at an angle up to 49° ”‘ed'“f““‘ arocr it @) | @ COeeo
o Can work extremely close to the tailstock/ | " TREINS g 14 cnoice £ suravle | £ | £ o8
live center Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
* Positive style can be used for external and
internal applications, in many cases impro-
ved performance outweighs the increased M
cost per edge (2 edges vs. 4 edges of a 20320
2 edges 120 120 90 90 60 60
280|280 220 180 180 150
Designation RE IC S D1 LE Stock
@ RE[]
= VBGW160404S-RE-2S 04 | 9525 476 | 44 | 25 (@]
=
w
o
) ) VBGW160408S-RE-2S 08 | 9525 476 | 44 | 22 @]
solid brazing
interrupted cut
@ RE [
= VBGW160404S-RE-2C 04 | 9525 476 | 44 | 25 O
=
w
o
. VBGW160408S-RE-2C 08 | 9525 476 | 44 | 22 @)
carbide backed
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. VBGW)

0.30

RE
0.20

0.10+

0.054
fn (mm/rev)

T T T T
0.05 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

BL: Low volume CBN

os]
==
jos]
=

PVD: Physical vapour deposition
Vc PVD PVD
e e
e
22 2
. = & 2
ISO - with hole 2 2 =
=
* 1st choice for intricate shape copy tuming stable machion: @y 1= choice (O suavre | @) | O <
 Can “In-Copy” (plunge turn into a smaller General machining, Ole

diameter) at an angle up to 49° medumcyt @ 1°choee () suiate

« Can work extremely close to the tailstock/ | "SRG 48 1« choce §7 suiable
live center Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1 choice)

* Positive style can be used for external and
internal applications, in many cases impro-
ved performance outweighs the increased M
cost per edge (2 edges vs. 4 edges of a
double sided VNGA)

2 edges 90 90
220 180
Designation RE IC S D1 LE Stock
VEL]
i: VCGW110304S-UE-2S | 04 | 635 | 318 | 28 @ 25 °
=
5
VCGW160404S-UE-28 | 04 | 9525 476 | 44 | 25 )
solid brazing VCGW1604088-UE-25 08 | 9525| 476 | 44 | 22 )
o Sl
g VCGW1103048-SE-25 04 | 635| 318| 28 25 @
w
VCGW1604045-SE-25 04 | 9525| 476 | 44 25 @
solid brazing VCGW1604085-SE-25 08 | 9525| 476 | 44 @ 22 O

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

e [T (ef. VCGW) o) [ (ref. VCGW)
0.30 0.30
0.20 0.20
0.10 4 0.10
0.054 0.054

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

T T T T T T T T
005 010 020 0.30 0.05 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

BH: High vol CBN
BL:wa:gIﬁ:CBN BH BH | BH BL BL
VN PVD: Physical vapour deposition | PVD | PVD PVD | PVD
882888
g SEa 2y
= —
= - H B R R ed | omd
= ISO - with hole Es528
< « 1st choice for intricate shape copy turning Siale machions, - @)1= croce Ot | @) O | O | @ O
 Can “In-Copy” (plunge turn into a smaller General machining, . )
diameter) at an angle up to 49° medum e @ oo Qi @ | @ | @O | @
o Can work extremely close to the tailstock/ | """ b 1o cnace {3 sutave| €73 | b 4
live center Dimensions \lso Vc(m/min) - suggested cutting speed range (bold: 15t choice)
 The weakest turning insert shape among all,
ap and fn should be lighter
© Double sided style should mainly be used for M
external applications
340 | 300 300
1000 1500 1100:
fedges 40 9 90
160 220 180
Designation RE IC S D1 LE Stock
T K OH]
w
E VNGA160404S-UE-4V 04 | 9525 | 476 | 381 | 22 e Vv O
=
=]
) , VNGA160408S-UE-4V 08 | 9525 476 | 381 | 23 ) (@)
vertical brazing
2 VEQ
w
E VNGA160404S-UE-4C 04 | 9525 476 | 381 | 25 | O
=
=]
. VNGA160408S-UE-4C 08 | 9525 476 | 381 | 22 | O
carbide backed
E SE[I]
& VNGA160404S-SE-4V 04 | 9525 476 | 381 | 22 O
) , VNGA160408S-SE-4V 08 | 9525 476 | 381 | 23 (@]
vertical brazing

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Yl K [H (ref. WNGA) e |51 (ref. WNGA)
BRAZED TIP
0.304 0.304
0.20 UE 0.20
0.10- 0.10
0.054 0.054
fn (mm/rev) fn (mm/rev)
T T T T T T T T
005 010 020 030 005 010 020 030
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TURNING Indexable inserts - peaN nidkoTooLs

Bt Honwoume 8% | BH | BH BH | BL | BL | BL | BL
WN PUD: Physical vapour deposiion | PVD PVD PVD PVD PVD
o > >
e 88 8 88 8
S 9 8w e w 2
N DD =™ ™ £
ISO - with hole EEE22=2 = £
E =E == = = = 3
* 6-comer 80° diamond shape that can stable machin: @y 1+ choice () stavle | (O O @O0 <
i d to CNGA-styl i
::z;asse economy compared to style et g @ oce Cse @) ) @ O @ @O
« Generally used on more moderate depths of | " ®° Rl b 1< cice £ B uiave| 8 4 o8
cut and feedrates than CNGA-style inserts Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)

 Seating of insert in pocket is less stable as
CNGA-style inserts

o Cannot take as deep a depth of cut as M
similar sized CNGA-style insert

300 | 300 | 300
1500 12001100

6 edges 40 9 9 60 60
160 220 180 180 150
Designation RE IC S D1 LE Stock
1/ K [H
i: WNGAOB0404S-UE-6V | 04 | 127 | 476 | 516 @ 26 ) O 0 O
=
5
WNGAOB0408S-UE-6V | 08 | 127 & 476 | 516 | 26 le) e ®© O
vertical brazing WNGAB0412S-UE-6V 12 | 127 | 476 | 516 25 ) 0O 0 O
5:; VELd
g WNGA080408S-UE 08 | 127 | 476 516 79 | O O
=
=2
ol ol WNGA0B0412S-UE 12 | 127 476 516 75 | O O
high depth of cut
ESEE]
= WNGAOB0404S-SE-6V | 04 | 127 | 476 | 516 @ 26 o)
! ) WNGAOB0408S-SE-6V | 0.8 | 127 @ 476 | 516 | 26 o)
vertical brazing
2 Re 3]
§ WNGAOB0404S-RE-6V | 04 | 127 | 476 | 516 @ 26 ° o
2
=
& WNGAOB0408S-RE-6V | 08 | 127 | 476 | 516 @ 26 ° )
vertical brazing WNGA080412S-RE-6V 12 | 127 | 476 | 516 @ 25 ) ¢)
interrupted cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUN K [H (ref. WNGA) EYUUN K | (ref. WNGA) o) [T (ref. WNGA) UM K [ H (ref. WNGA)
BRAZED TIP FULL SOLID
0.30 4.0 0.30 0.30
RE
0.20 UE 3.0 0.201 0.20
0.10- 2.0 0.10- 0.10-
0.05 1.04 0.05 0.05
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
005 010 020 0.30 010 020 030 0.0 005 010 020 030 005 010 020 030
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TURNING Parameters - cutting speed - peeN nidkoTooLs

‘ 0513 ‘ B naRONESs | NBHASOE NBH4500 NBHS00€
HB | min | start | max | min | start | max | min | start | max
< . 400 700 1000 . 400 700 1000 O 500 1000 1500
= Grey cast fron 150+250 @ 380 650 920 @ 380 650 920 @@ 400 900 1400
'5 (ex. 0.6025/GG25/EN-GJL-250) )
= @ 340 600 860 @ 340 600 860 3 300 800 1300
0513 e HaRONESS  NBLOSOG / CX NBLISOC NBL200G
HRC min | start | max min | start | max min | start | max
. 120 200 280 . 100 160 220 O 100 150 200
Case-hardened steel .
(ex. 1.7131/16MnCr5) 50 + 56 @ 90 150 210 ‘ 90 135 180
. 100 170 240 . 100 150 200 O 100 140 180
Bearing steel, quenched and tempered steel .
(ex.1.3505/100C16) 54 = 62 @ 90 140 190 ‘ 90 130 170
@ 00 140 180 @ 8 130 180 () 80 120 160
Hardened tool steel i
(o1 ZASENZ100M12] 60 = 65 ) 70 120 170 @ 70 110 150
White cast iron X
(ex 0.9625/G-X260NiCr42) s

Complete workpiece materials p. H1.
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TURNING Parameters - cutting speed - peeN

nidlkoro0.s

NBHS00U NBHGOOU NBHI0OU NBHI50U
min | start | max min | start | max min | start | max min | start | max
() 500 1000 1500 () 500 80 1100
@ 400 900 1400 | () 400 800 1200 @ 400 700 1000 () 400 600 800
#® 300 800 130 @ 300 600 900 M 300 600 900 @ 300 500 700
NBL250C NBL300C NBL350C NBHS00C NBHS00U NBHIS0U
min | start | max min | start | max min | start | max min | start | max min | start | max min | start | max
O 100 140 180 (O 80 130 180
@ 0 130 170 |@ 70 120 170 () 70 110 150
£ 60 110 160 @ 60 100 140
O 80 130 180 (O 80 120 160 O 80 130 180
@ 0 120 170 @ 70 110 15 (O 70 100 130 @ 0 120 170
£ 60 100 140 @ 60 90 120 g o 110 155
O 7 1o 150 [ (O 70 100 130 O 70 110 150
@ oo 100 140 @ 60 90 120 | () 60 80 100 @ oo 100 140
& 50 8 110 @ 50 70 QO g 60 9 12
O 100 140 180 [ () 80 130 180
@ 0 130 170 @ 70 120 170 () 80 130 180
w s 120 160 @ 5 100 15 W 70 110 150

Complete workpiece materials p. H1.
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TURNING Parameters - depht of cut and feed rate - peeN

nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
CCGW060202S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08 CNGA120412S-UE-4C 0.07 0.16 0.25 0.08 0.16 0.24
CCGW060202S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15 CNGA120412S-UE-4V 0.07 0.16 0.25 0.08 0.16 0.24
CCGW060202T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08 CNGA120412S-WE-4V 0.06 0.13 0.20 0.10 0.20 0.30
CCGW060204S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20 CNGN090308S-UE 0.50 1.50 2.50 0.10 0.20 0.30
CCGW060204S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12 CNGN090312S-UE 0.50 1.50 2.50 0.10 0.23 0.36
CCGW060204S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18 CNGN090316S-UE 0.50 1.50 2.50 0.10 0.25 0.40
CCGW060204S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18 CNGN120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
CCGW060204S-WE-2S 0.05 0.10 0.15 0.07 0.14 0.21 CNGN120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36
CCGW060204T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12 CNGN120416S-UE 1.00 2.00 3.00 0.10 0.25 0.40
CCGW060208S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22 CNGX120712S-UE 1.00 2.00 3.00 0.10 0.23 0.36
CCGW060208S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15 CNGX120716S-UE 1.00 2.00 3.00 0.10 0.25 0.40
CCGWO060208S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20 DCGWO070202S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGW060208S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20 DCGW070202S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
CCGW09T302S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08 DCGW070202T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGW09T302S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15 DCGW070204S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20
CCGWO09T304S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20 DCGW070204S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGW09T304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12 DCGW070204S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
CCGW09T304S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18 DCGW070204T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGW09T304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18 DCGW070208S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22
CCGW09T304S-WE-2S 0.05 0.10 0.15 0.07 0.14 0.21 DCGW070208S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
CCGWO09T304T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12 DCGW070208S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
CCGWO09T308S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22 DCGW11T302S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGWO09T308S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15 DCGW11T302S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
CCGW09T308S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T302T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGWO09T308S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T304S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20
CCGW09T308S-WE-2S 0.05 0.10 0.15 0.07 0.15 0.23 DCGW11T304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGW09T308T-SF-2S 0.05 0.10 0.15 0.05 0.10 0.15 DCGW11T304S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18
CCGW120404S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18 DCGW11T304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
CCGW120408S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T304T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGW120408S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T308S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22
CNGA090308S-RE 0.50 1.50 2.50 0.08 0.16 0.24 DCGW11T308S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
CNGA090308S-UE 0.50 1.50 2.50 0.10 0.20 0.30 DCGW11T308S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20
CNGA120404S-CF-4V 0.08 0.17 0.26 0.08 0.14 0.20 DCGW11T308S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20
CNGA120404S-RE-4V 0.08 0.17 0.26 0.08 0.14 0.20 DCGW11T308T-SF-2S 0.05 0.10 0.15 0.05 0.10 0.15
CNGA120404S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18 DNGA150404S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18
CNGA120404S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20 DNGA150404S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20
CNGA120404S-WE-4V 0.06 0.13 0.20 0.10 0.17 0.24 DNGA150408S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20
CNGA120408S-CF-4V 0.08 0.17 0.26 0.08 0.15 0.22 DNGA150408S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408S-CFW-4V 0.08 017 0.26 0.10 0.19 0.28 DNGA150604S-RE-4S 0.08 0.17 0.26 0.08 0.14 0.20
CNGA120408S-CM-4V 0.30 0.50 0.70 0.08 0.16 0.24 DNGA150604S-SE-4S 0.06 0.13 0.20 0.06 0.12 0.18
CNGA120408S-CMW-4V 0.30 0.50 0.70 0.10 0.20 0.30 DNGA150604S-UE-4S 0.07 0.16 0.25 0.08 0.14 0.20
CNGA120408S-RE-4V 0.08 0.17 0.26 0.08 0.16 0.24 DNGA150604S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20
CNGA120408S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 DNGA150608S-RE-4S 0.08 0.17 0.26 0.08 0.16 0.24
CNGA120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30 DNGA150608S-SE-4S 0.06 0.13 0.20 0.06 0.13 0.20
CNGA120408S-UE-4C 0.07 0.16 0.25 0.08 0.15 0.22 DNGA150608S-UE 1.00 2.00 3.00 0.10 0.20 0.30
CNGA120408S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22 DNGA150608S-UE-4C 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408S-WE-4V 0.06 0.13 0.20 0.10 0.19 0.28 DNGA150608S-UE-4S 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408T-SE-4C 0.06 0.13 0.20 0.06 0.13 0.20 DNGA150608S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408T-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 DNGA150612S-RE-4S 0.08 0.17 0.26 0.08 017 0.26
CNGA120412S-CF-4V 0.08 0.17 0.26 0.08 0.16 0.24 DNGA150612S-UE 1.00 2.00 3.00 0.10 0.23 0.36
CNGA120412S-CFW-4V 0.08 0.17 0.26 0.10 0.20 0.30 DNGA150612S-UE-4S 0.07 0.16 0.25 0.08 0.16 0.24
CNGA120412S-CM-4V 0.30 0.50 0.70 0.08 0.17 0.26 DNGA150612S-UE-4V 0.07 0.16 0.25 0.08 0.16 0.24
CNGA120412S-CMW-4V 0.30 0.50 0.70 0.10 0.22 0.34 MCC.R02S-CS-1C 0.05 0.10 0.15 0.04 0.06 0.08
CNGA120412S-RE-4V 0.08 0.17 0.26 0.08 0.17 0.26 MCC.R02T-CC-1C 0.05 0.10 0.15 0.04 0.06 0.08
CNGA120412S-SE-4V 0.06 0.13 0.20 0.06 0.14 0.22 MCC.R02T-GP-1C 0.06 0.13 0.20 0.05 0.10 0.15
CNGA120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 MCC.R04T-GP-1C 0.06 0.13 0.20 0.06 0.12 0.18
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DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
MCN.R02S-GP-4V 0.07 0.16 0.25 0.06 0.12 0.18 TCGW110208S-SE-3S 0.05 0.10 0.15 0.05 0.10 0.15
MCN.R02S-SE-4V 0.06 0.13 0.20 0.05 0.10 0.15 TCGW110208S-UE-3C 0.06 0.13 0.20 0.06 0.13 0.20
MCN.R02S-UE-4V 0.07 0.16 0.25 0.06 0.12 0.18 TCGW110208S-UE-3S 0.06 0.13 0.20 0.06 0.13 0.20
MCN.R04S-CC-4V 0.06 0.13 0.20 0.06 0.12 0.18 TCGW16T304S-RE-3S 0.08 0.16 0.25 0.06 0.13 0.20
MCN.R04S-GP-4V 0.07 0.16 0.25 0.08 0.14 0.20 TCGW16T304S-SE-3S 0.05 0.10 0.15 0.04 0.08 0.12
MCN.R04S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18 TCGW16T304S-UE-3C 0.06 0.13 0.20 0.06 0.12 0.18
MCN.R04S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20 TCGW16T304S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18
MCN.R08S-CC-4V 0.06 0.13 0.20 0.06 0.13 0.20 TCGW16T308S-RE-3C 0.08 0.16 0.25 0.06 0.14 0.22
MCN.R08S-GP-4V 0.07 0.16 0.25 0.08 0.15 0.22 TCGW16T308S-RE-3S 0.08 0.16 0.25 0.06 0.14 0.22
MCN.RO8S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 TCGW16T308S-SE-3S 0.05 0.10 0.15 0.05 0.10 0.15
MCN.R08S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22 TCGW16T308S-UE-3C 0.06 0.13 0.20 0.06 0.13 0.20
MDN.R02S-CC-4V 0.06 0.13 0.20 0.05 0.10 0.15 TCGW16T308S-UE-3S 0.06 0.13 0.20 0.06 0.13 0.20
MDN.R02S-GP-4V 0.07 0.16 0.25 0.06 0.12 0.18 TNGA160404S-RE-6V 0.08 0.17 0.26 0.08 0.14 0.20
MDN.R02S-SE-4V 0.06 0.13 0.20 0.05 0.10 0.15 TNGA160404S-SE-6V 0.06 0.13 0.20 0.06 0.12 0.18
MDN.R02S-UE-4V 0.07 0.16 0.25 0.06 0.12 0.18 TNGA160404S-UE-6C 0.07 0.16 0.25 0.08 0.14 0.20
MDN.R04S-CC-4V 0.06 0.13 0.20 0.06 0.12 0.18 TNGA160404S-UE-6V 0.07 0.16 0.25 0.08 0.14 0.20
MDN.R04S-GP-4V 0.07 0.16 0.25 0.08 0.14 0.20 TNGA160408S-RE-6V 0.08 0.17 0.26 0.08 0.16 0.24
MDN.R04S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18 TNGA160408S-SE-6V 0.06 0.13 0.20 0.06 0.13 0.20
MDN.R04S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20 TNGA160408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
MDN.R08S-CC-4V 0.06 0.13 0.20 0.06 0.13 0.20 TNGA160408S-UE-6C 0.07 0.16 0.25 0.08 0.15 0.22
MDN.R08S-GP-4V 0.07 0.16 0.25 0.08 0.15 0.22 TNGA160408S-UE-6V 0.07 0.16 0.25 0.08 0.15 0.22
MDN.R08S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 TNGA160412S-RE-6V 0.08 0.17 0.26 0.08 0.17 0.26
MDN.R08S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22 TNGA160412S-SE-6V 0.06 0.13 0.20 0.06 0.14 0.22
RCGX090700S-UE 0.50 1.50 2.50 0.10 0.30 0.50 TNGA160412S-UE 1.00 2.00 3.00 0.10 0.23 0.36
RCGX120700S-UE 0.50 2.00 3.50 0.10 0.35 0.60 TNGA160412S-UE-6C 0.07 0.16 0.25 0.08 0.16 0.24
RNGN060300S-UE 0.50 1.00 1.50 0.10 0.20 0.30 TNGA160412S-UE-6V 0.07 0.16 0.25 0.08 0.16 0.24
RNGN090300S-RE 0.50 1.50 2.50 0.15 0.35 0.55 TNGN110308S-UE 0.50 1.50 2.50 0.10 0.20 0.30
RNGN090300S-RH 0.50 1.50 2.50 0.15 0.35 0.55 TNGN160408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
RNGN090300S-UE 0.50 1.50 2.50 0.10 0.30 0.50 TPGW090204S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18
RNGN090300T-SE 0.20 1.00 1.80 0.10 0.20 0.30 TPGW110302S-UE-3S 0.06 0.13 0.20 0.05 0.10 0.15
RNGN120300S-UE 0.50 2.00 3.50 0.10 0.35 0.60 TPGW110304S-RE-3S 0.08 0.16 0.25 0.06 0.13 0.20
RNGN120400S-RE 0.50 2.00 3.50 0.10 0.45 0.80 TPGW110304S-SE-3S 0.05 0.10 0.15 0.04 0.08 0.12
RNGN120400S-UE 0.50 2.00 3.50 0.10 0.35 0.60 TPGW110304S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18
SNGA120404S-UE-8V 0.07 0.16 0.25 0.08 0.14 0.20 TPGW110308S-SE-3S 0.05 0.10 0.15 0.05 0.10 0.15
SNGA120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30 TPGW110308S-UE-3S 0.06 0.13 0.20 0.06 0.13 0.20
SNGA120408S-UE-8V 0.07 0.16 0.25 0.08 0.15 0.22 VBGW110302S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGA120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW110302S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
SNGA120412S-UE-8V 0.07 0.16 0.25 0.08 0.16 0.24 VBGW110302T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGN090308S-UE 0.50 1.50 2.50 0.10 0.20 0.30 VBGW110304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
SNGN090312S-UE 0.50 1.50 2.50 0.10 0.23 0.36 VBGW110304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
SNGN090316S-UE 0.50 1.50 2.50 0.10 0.25 0.40 VBGW110304T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
SNGN090412S-UE 0.50 1.50 2.50 0.10 0.23 0.36 VBGW160402S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGN120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30 VBGW160402S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
SNGN120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW160402T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGN120416S-UE 1.00 2.00 3.00 0.10 0.25 0.40 VBGW160404S-RE-2C 0.08 0.16 0.25 0.06 0.13 0.20
SNGX120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW160404S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20
SNGX120712S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW160404S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
SNGX120716S-UE 1.00 2.00 3.00 0.10 0.25 0.40 VBGW160404S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18
TCGW090204S-UE-3C 0.06 0.13 0.20 0.06 0.12 0.18 VBGW160404S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
TCGW110204S-RE-3S 0.08 0.16 0.25 0.06 0.13 0.20 VBGW160404T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
TCGW110204S-SE-3S 0.05 0.10 0.15 0.04 0.08 0.12 VBGW160408S-RE-2C 0.08 0.16 0.25 0.06 0.14 0.22
TCGW110204S-UE-3C 0.06 0.13 0.20 0.06 0.12 0.18 VBGW160408S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22
TCGW110204S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18 VBGW160408S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
TCGW110204T-SE-3C 0.05 0.10 0.15 0.04 0.08 0.12 VBGW160408S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20
TCGW110208S-RE-3C 0.08 0.16 0.25 0.06 0.14 0.22 VBGW160408S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20
TCGW110208S-RE-3S 0.08 0.16 0.25 0.06 0.14 0.22 VBGW160408T-SF-2S 0.05 0.10 0.15 0.05 0.10 0.15
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TURNING Parameters - depht of cut and feed rate - peen nilkoroo.s

DEPTH OF CUT FEED RATE
DESIGNATION

- ap (mm) fn (mm/rev)

= min start | max min start | max

5 VCGW110304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12

< VCGW110304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
VCGW160404S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
VCGW160404S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
VCGW160408S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
VCGW160408S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20
VNGA160404S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18
VNGA160404S-UE-4C 0.07 0.16 0.25 0.08 0.14 0.20
VNGA160404S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20
VNGA160408S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20
VNGA160408S-UE-4C 0.07 0.16 0.25 0.08 0.15 0.22
VNGA160408S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22
WNGA080404S-RE-6V 0.08 0.17 0.26 0.08 0.14 0.20
WNGA080404S-SE-6V 0.06 0.13 0.20 0.06 0.12 0.18
WNGA080404S-UE-6V 0.07 0.16 0.25 0.08 0.14 0.20
WNGA080408S-RE-6V 0.08 0.17 0.26 0.08 0.16 0.24
WNGA080408S-SE-6V 0.06 0.13 0.20 0.06 0.13 0.20
WNGA080408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
WNGA080408S-UE-6V 0.07 0.16 0.25 0.08 0.15 0.22
WNGA080412S-RE-6V 0.08 0.17 0.26 0.08 0.17 0.26
WNGA080412S-UE 1.00 2.00 3.00 0.10 0.23 0.36
WNGA080412S-UE-6V 0.07 0.16 0.25 0.08 0.16 0.24
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F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Grade table - piamoND

DIAMOND

IS0 513

CVD

MONO

—

Non-ferrous materials

(7p)

Hardened steel

HRSA: Heat resistant super alloyw
*NDD-CVD diamond and NDM-monocrystalline diamond are available upon request

A134

nidlkoro0.s



TURNING Grade details - pinmoND nidkoTooLs

GRADE COMPOSITION | HARDNESS HV | GRAIN SIZE BINDER APPLICATION FEATURES
2
=
5
di d —
NDOS0 lamon 5.000 ~1 um We + Co N20 E.xcellem‘ sun‘acg1 flnilshmg and very gqod toughness. =
new name: NDPOO1 85% N35 First choice for titanium alloys machining. <
di d i i - icati E
Illllllll lamon 6.000 10 m We + Co N10 First ghome for all-around application on non-ferrous
new name: NDPO10 95% N30 | materials.
“n I sn diamond NO5 Multi-modal grade for a perfect combination between
95% 7.000 multi-modal 30 + 2 pm We + Co N25 toughness and wear resistance. Good solution for high
new name: NDP302 ° silicon aluminium and bi-metal applications.
. Excellent wear resistance.
iamon
IlIII!IlI d ;O; o 7.000 25 um We + Co m?; First choiche for high silicon alluminium alloys
new name: NDP02S ° (Si > 13%), tungsten carbide and ceramic.
“nn NOT Better tool life compared to PCD grades.
) - 8.000 - binder free N1O Best performance on abrasive materials like, AlSi, graphite,
CVD diamond CFRP carbon fiber-reinforced plastic.
“n“ NO1 Best surface finishing (roughness values are in the
e - 10.000 - binder free NO5 order of nanometres) unattainable with conventional
Monocrystalline diamond polycrystalline tool materials.

NDD-CVD diamond and NDM-monocrystalline diamond are available upon request
ND120: same features of ND100

A135
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TURNING Grade cross reference - DInMoND

nidlkoro0.s

A136

1S0 513 nidkoroots  ISCAR  KENNAMETAL KYOCERA | MITSUBISHI ~ SANDVIK SECO  SUMITOMO | TAEGUTEC = TUNGALOY = WALTER
Noi-Nto D10 KD1405 oo PCD30 DA9O wsl0 | i
N10 - N20 ng} gg D5 KD1425 KPDO10 mgggg CcD10 PCD20 DA150 KP300 gi:‘lig WDN10
e R o S| % e N0 | w0 e

This table is our own estimation based on information available to the public and is not authorized by the company mentioned on it.



TURNING Cutting edge overview - bIAMOND nidkoroo.s

C D T w
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=
2
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TURNING Cutting edge overview - pIAMOND

nidlkoro0.s

A138

SLANT TIP

3D CHIPBREAKER

FULL EDGE

FULL FACE

C D T v
POSITIVE type with hole @ Lo/ @ P
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o 0 CCL4A145 | DCL_AA148 | TC,TP[_4At5,A157 VB, VC[_4A156, A160
40
30
20
10
15:30 ?ﬁﬁ_‘"‘ww SIZE SIZE SIZE SIZE
543 oo ot o oz MCC 06 09 12 07 11 08091116 1116
o 0 CCL4A145 | DCL4A148 | TCL 4A154 |VB,VC[_JA158,A160
LARGE .
) 30
20
—| |« 0 hmmmw
) Be— SIZE SIZE SIZE SIZE
2.9+4.5 o0 0 om0 060912 07 11 1116 16
CBU e | CCL4A146 | DCL AA149 | TCL 4A155 | VC[ dA161
40
0.04 20
Ei T 20
10
| I e SIZE SIZE SIZE SIZE
oo ok o oi 0609 07 11 1116 1116
CBF won [ CCLAA146 | DCL_4A149 |TC,TP[_dA155 A157 VB,VC [_4A158,A160
40
0.05 %0
{?\-H‘ 20
30° w0
\ [E e Sz SIZE SIZE SIZE
oo ok o o 06 07 11 091116 1116
CBG . m CCL4A146 | DCL_AA149 T, TP[_4A155,A157 VB, VC [_4A156, A160
40
0_1 30
i ’- *
0° 10
| SIZE SIZE SIZE SIZE
010 015 020 025 09 1 091116 1116
1S won [ CC[4A146 | DCL4A149 | TCL4A155 | VC[_dA161
40
30
) 20
10
Be—] SIZE SIZE SIZE SIZE
oo o o oz 0609 07 11 091116 1116
FF e CCL4A146 | DCL AA149 | TC[ AA155
40
30
20
10
Be—] SIZE SIZE SIZE
010 015 020 025 09 07 11 1116




TURNING Cutting edge features - pinmoND

Slant tip

nidlkoro0.s

Cutting edge

- The diamond tip is brazed with an inclination of 7°+10°. This solution is available both for eco and

large tip dimensions

- Positive rake angle effectively reduces vibration and burr formation
- Creating smaller cutting force, the slant tip is especially helpful on long shaft and thin wall work piece machining
- Tailored combination of small radii with clearanced flank face

e Features of Slant tip cutting edge

7

SOFT CUTTING ACTION

- The cutting edge is completely sharp (F type) as for all NIKKO

/ diamond solutions

- The rake angle of all slant type is from 7° to 10°

BROAD RANGE

- The availability of different tip sizes allow to face both finishing and

roughing applications

ECO

— <«
2.9+4.5

LARGE

1.5+3.0
® Application range
ap (mm) m ap (mm) m MAXIMUM ap
4.0 4.0 1 \‘/(@
] “~
3.0 3.0
2.0 204
APMX < 70% LE
o G A
fn (mm/rev) fn (mm/rev)

010 015 020 025

010 015 020 0.25

The maximun depht of cut (APMX) can be calculated
as 70% of diamond tip lenght.

A139
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Flat tip

and is available both with eco and large

- Reliable and strong cutting edge able to
- The flat cutting edge can be used on both continuous and interrupted cutting

v

TURNING Cutting edge features - pinmoND

tip dimensions
produce excellent surface finishing

e Features of Flat tip cutting edge

RELIABLE CUTTING EDGE

nidlkoro0.s

Cutting edge

- All-around solution for every kind of operation on non-ferrous materials. The diamond tip is completely flat

- Sharp edge combined with robust rake face well balances the edge strength

/ - Firts choice for universal use

BROAD RANGE

- Different tip sizes available covering various applications from finishing

A140

to roughing
ECO LARGE
= | = |«
1.5+3.0 2.9+4.5
® Application range
ap (mm) m ap (mm) m MAXIMUM ap
40 40 e
] “~
3.0 3.0
2.0 2.0
APMX < 70% LE
o A
fn (mm/rev) fn (mm/rev)
T T T T T T T T The maximun depht of cut (APMX) can be calculated
0.10 0.15 0.20 0.25 0.10 0.15 0.20 0.25 as 70% of diamond tip lenght.



TURNING Cutting edge features - pinmoND nidkoroo.s

CBU = 3D Chlpbreaker Cutting edge

A - TURNING

- Programed geometry implemented by latest laser technology, offers excellent chip control

- Variable edge adapted the geometry from finishing to roughing

- Recommended for mass production especially automated manipulations of workpieces thanks to the better chip control
- Effectively avoids twisted chips scratching the already machined surface

e Features of CBU chipbreaker

STATE OF THE ART GEOMETRY

- Optimized rake face and tailored chip groove effectively improves the chip
control performances

/ - Variable land to support broad range of application from finishing to roughing

BROAD RANGE

- Most common shapes and radii available as standard
- Tailor-made also possible upon request

0.04 Section view

® Application range

ap (mm) m ap (mm) m CBU VS. CONVENTIONAL STYLE
407 407 CBF CcBG
finishing medium
] ] AV
cBUM=Y
2.07 2.0 universal
fn (mm/rev) m fn (mm/rev)

T T T T T T T T CBU cover the application range of our previous
0.10 0.15 0.20 0.25 0.10 0.15 0.20 0.25 series (CBF, CBG) with improved performances.
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TURNING Cutting edge features - pinmoND

Full Face/Full Edge

- Extra large diamond in full edge or full face for the severe or special cutting conditions

- Big size cutting edge for most severe cutting conditions with full face or with full cutting edge

- Best solutions for high depth of cut of high feed rate, chamfering application and whenever a long diamond tip is
necessary due to a specific workpiece shape

- For full edge type (1S) generally is necessary to define the cutting direction (R or L)

e Features of long cutting edge types

d

/

1S - FULL EDGE

nidlkoro0.s

Cutting edge

- Increased tip length allows higher depth of cut in comparison
with conventional type

- Very common for long chamfering application

FF - FULL FACE

- Great cost effective solution due to multiple cutting edges available
- Maximum connection strength between PCD layer and carbide support

11
11

Flat design

® Application range

apmm ]

4.0
3.0
2.0

1.0

fn (mm/rev)

010 015

020 0.25

apmm ]

4.0
3.0
2.0

1.0

fn (mm/rev)

0.10

0.15

0.20

0.25

A142
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MAXIMUM ap
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APMX < 70% LE

The maximun depht of cut (APMX) can be calculated
as 70% of diamond tip lenght.



TURNING Product selection - pimoND nidkoTooLs

STANDARD TIP CHIPBREAKER
NEGATIVE POSITIVE NEGATIVE POSITIVE =
=
wear resistance ND150 ND150 >
A <
' 15t CHOICE ND100 ND100 : NDPO10 / GBU
v
toughness NDO050 NDO050
wear resistance ND150 ND150
A
‘ 15t CHOICE ND100 ND100 = NDPO10 7 CBU
v
toughness ND050 ND050
wear resistance ND100 ND100
A
ﬁ 15t CHOICE ND0S50 ND0S0
v
toughness

A143



TURNING Designation system - piamoND nilkorooLs

D C G X 11 T3 04 - CBU - NDP 010

S
= 1 2 3 4 5 6 7 8 9 [ 10
=
<
1 SHAPE 2 RELIEF ANGLE 3 TOLERANCES HOLE/CHIPBREAKER
€ |80° rhombic B |5° Symbol |1.C. Thickness Corner height Hole Hole countersink | Chipbreaker
D |55° thombic c |7 E 0025 +0.025 +0.025 A v X X
K |55° parallelogram D |15° G |+0.025 +0.13 +0.025 G v X double sided
S 190° square E |20° M | +£0.05~+0.15 +0.13 +0.08 ~ +0.18 M v X single sided
T |60° triangular No|0° U |+0.08~=+025 |+0.13 +0.13 ~ +0.38 N X X X
V| 35° rhombic P11 T v 40°+60° single sided
W |80° trigon w v 40°+60° X
X NIKKO norm
5  |EDGE LENGHT © | THICKNESS 7 |raDiUs
I.C. (mm)|C shape | D shape |Rshape |Sshape Tshape Vshape |W shape Symbol | (mm) Symbol | (mm)
3.97 |03 04 03 06 01 1.59 005 |0.05
476 |04 05 04 08 08 A 1.98 01 0.10
5.00 05 02 |2.38 02 |0.20
556 |05 06 05 09 03 T2 (278 04 |0.40
6.00 06 03 318 mml@ 08 0.80
6.35 |06 07 06 " " 04 T3 |3.97 12 {1.20
7.94 |08 09 07 13 05 04 1476 mm ;@ 16 [1.60
8.00 08 05 5.56 20 |2.00
9.53 |09 " 09 09 16 16 06 06 635 24 240
10.00 12 10 07 |7.94
12.00 09 953
12.70 |12 15 12 12 22 22 08
15.88 |16 19 15 15 27 24 10
16.00 16
19.05 |19 23 19 19 33 33 13
20.00 20
22.23 |22 27 22 38
25.00 25
2540 |25 31 25 25 44 44 17
31.75 |32 38 31 31 54 54 21
32.00 32

8 EDGES GEOMETRY

1S |full edge

CBU | 3D chipbreaker

FF | full face

LRG |large tip size

- eco tip size
9 GRADE - features 1 0 GRADE - grit size
NDD | CVD diamond xx | diamond grit (um)

NDM | monocrystalline diamond

NDP | PCD polycristalline diamond

A144



TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP DP  DP | DP | DP DP
)
o 00 0 e = @
: SESEEE 2
- =
ISO - with hole SS22£eE P
o The most popular insert shape due to high el meiny @ ecoce Qe O @ @ @ @ @ <
versatility General machining, o ’
o Clearance angle 7°, effectively reduces the medum el eotoee Qs @) @ @ | O o
risk of chip jamming when boring e oot 3 1< onice B sutabie| §3
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations
3D Chip breaker type enables excellent chip
flow and chip control M
o Full edge and full face types allow maximum
ap and special applications
400 450 450 350 400 450
20002400 2400 800 1000 2400
40
100
1 edge
Designation RE IC S D1 LE Stock
'% eco [ (CCGT060202 02 | 635 | 238 | 28 2.8 [ ]
'% (CCGT060204 04 | 635 | 238 | 28 28 O | @ @)
@ CCGT060208 08 | 635 | 238 | 28 2.7 (@]
(CCGT09T302 02 | 9525| 397 | 44 2.8 [}
tp angle 7 CCGT09T304 04 955 397 44 28 @ @ e O
CCGT09T308 08 | 9525| 397 | 44 27 1O @ ® O
CCGT120404 04 | 127 | 476 | 55 2.8 [ ]
(CCGT120408 08 | 127 | 476 | 55 2.7 O
o LRG I CCGT060204-LRG 04 | 635 238 | 28 | 32 o)
=
% CCGTO9T304-LRG 04 | 9525 | 397 | 44 43 [ ]
w
CCGT09T308-LRG 08 | 9525| 397 | 44 42 [}
. CCGT120404-LRG 04 | 127 | 476 | 55 43 (@]
I_arge tip )
tipangle 7 CCGT120408-LRG 08 | 127 | 476 55 42 o
& eco [ CCGWO060202 02 | 635 | 238 | 28 28 O | @ O
E CCGW060204 04 | 635 | 238 | 28 28 @ @ [ J
.
CCGW060208 08 | 635 | 238 | 28 27 | O | O O
CCGWO09T302 02 | 9525 | 397 | 44 2.8 [ ]
CCGW09T304 04 | 9525| 397 | 44 28 @ @ e o
CCGW09T308 08 | 9525 | 397 | 44 27 @ @ Ol e
CCGW120404 04 | 127 | 476 | 55 28 1 O O O
CCGW120408 08 | 127 | 476 | 55 27 1O O O
& e CCGWO60204-LRG 04 | 635 | 238 | 28 | 32 o)
-
é CCGW09T304-LRG 04 | 9525 | 397 | 44 43 [ ]
CCGW09T308-LRG 08 | 9525 | 397 | 44 42 O
) CCGW120404-LRG 04 | 127 | 476 | 55 43 [ )
large tip
CCGW120408-LRG 08 | 127 | 476 | 55 42 O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

an o) [[§] (ref. CC)
4.0
3.0
2.0
1.04

fn (mm/rev)

T T T T
0.10 0.15 0.20 0.25

PRODUCT SELECTION p.A143  CUTTING CONDITIONS p.A163 |  GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A214  INTERNAL HOLDERS p.A218 A145




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP DP  DP | DP | DP DP
)
) o0 e -
£ - SRR
= -
= ISO - with hole Ssss88
< o The most popular insert shape due to high Stab'emaﬁgm"c‘ﬂ{ @ coce Osuare| O @ @ @ @ @
versatility General machining, o ’
o Clearance angle 7°, effectively reduces the medum el eotoee Qs @) @ @ | O o
risk of chip jamming when boring e oot 3 1< onice B sutabie| §3
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations
3D Chip breaker type enables excellent chip
flow and chip control M
o Full edge and full face types allow maximum
ap and special applications
400 450 450 350 400 450
20002400 2400 800 1000 2400
40
100
1 edge
Designation RE IC S D1 LE Stock
& cau [ CC6X060202-CBU 02 | 635 238 28 33 °
% CCGX060204-CBU 04 | 635 | 238 | 28 3.1 [ ]
o
S CCGX060208-CBU 08 | 635 | 238 | 28 2.6 [}
[=]
° CCGX09T304-CBU 04 | 9525 | 397 | 44 35 [ ]
universal use
CCGX09T308-CBU 08 | 9525 | 397 | 44 33 [ ]
é CcBF M
= CCGX060202-CBF 02 | 635 238 | 28 33 v
&
o
==
o
]
finishi CCGX060204-CBF 04 | 635 238 | 28 33 v
inishing
= ce6
x
i
[==
o
g CCGX09T308-CBG 08 | 9525| 397 | 44 42 v
[=]
™
medium
§ 1S
= CCGX060204/+-1S 04 | 635 | 238 | 28 6 O
2
high depth of cut CCGX09T3044/5-1S 04 | 9525| 397 | 44 9.3 O
right-hand shown
W FFI
=
-
2
CCGWO09T304-FF 04 | 9525| 397 | 44 9.3 [ ]
high depth of cut

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYCUN N | (fef. CCGX) EYUUN N | (fef. CCBW/X09)
4.0+ 6.0
3.0 4.5 A
2.0 30 4
1.0 m fn (mm/rev) ] fn (mm/rev)
010 015 020 025 010 015 020 02

A146  PRODUCT SELECTION p.A143 |  CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A214 = INTERNAL HOLDERS p.A218




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP
: S g
ISO - with hole ) =
2
* The most popular insert shape due to high stable machin: @1 choice () suavle | (@) <
versatility General machining, o ’
« 80° corner can be used for both turning and medum el @ e Osuiate @
facing operations nstable Machiing, g 1< choice 5.3 suiable
© Strong cutting edge with secure seating Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
in the insert pocket creates good surface
finishing
e Strong cutting edge with secure seating M
in the insert pocket creates good surface
finishing
o Flat tip offers economical solution 450
e Large tip allows much bigger ap, available 2400
with both slant and flat style
Designation RE IC S D1 LE Stock
& eco [N}
'% CNGM120404 04 | 127 | 476 | 516 | 28 @
w
) . CNGM120408 08 | 127 | 476 | 516 | 27 @
tip angle 7
& LRG [
'% CNGM120404-LRG 04 | 127 | 476 | 516 | 43 | O
w
. CNGM120408-LRG 08 | 127 | 476 | 516 | 42 | O
large tip
tip angle 7°
& eco [N}
'5 CNGA120404 04 | 127 | 476 | 516 | 28 | O
o
CNGA120408 08 | 127 | 476 | 516 | 27 @
& LRG [
'5 CNGA120404-LRG 04 | 127 | 476 | 516 | 43 | O
w
. CNGA120408-LRG 08 | 127 | 476 | 516 | 42 | O
large tip

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

an o) [[§] (ref. CN)
4.0
3.0
2.0
1.04
fn (mm/rev)
T T T T
0.10 0.15 0.20 0.25

PRODUCT SELECTION p.A143  CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A224 ~ INTERNAL HOLDERS p.A229 A147




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP ' DP DP DP | DP DP
=)
e o 0 0 0 9 -
= - 2SS S
= -
£ ISO - with hole SIEEEE
< o Generally the 1st choice for profile/copy Stab'emﬁg;qigg{ @ :coce Osutare| O | @ @ @ @ @
turning applications General machining, o '
« Able to "In-Copy" (plunge turn in small medum e @ e Quee @ @ @ O L
diameter) with 30° angle UiEE m,:’ggv'g'g& B 1< coice 57 suitable | 573
e 7° clearance angle, less risk of chip-jam- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
ming in boring
 Chip breaker type enables excellent chip
flow and chip control M
o Full edge and full face types allow maximum
ap and special applications
400 450 450 350 400 450
2000 2400 2400 800 10002400
S 40
100
1 edge
Designation RE IC S D1 LE Stock
& eco [ DCGT070202 02 | 635 | 238 | 28 2.5 [ ]
'% DCGT070204 04 | 635 | 238 | 28 | 24 [ ]
@ DCGT070208 08 | 635 | 238 | 28 2 [ ]
DCGT11T302 02 | 9525| 397 | 44 2.5 [ ]
tip angle 7° DCGT11T304 04 | 9525| 397 | 44 24 @ @ ® O
DCGT11T308 08 | 9525| 397 | 44 2 o o o O
o LRG [T
',: DCGT070204-LRG 04 | 635 | 238 | 28 29 (@]
=
3
DCGT11T304-LRG 04 | 9525| 397 | 44 39 [ ]
large tip_ DCGT11T308-LRG 08 | 9525| 397 | 44 | 35 )
tip angle 7
& ecoll DCGW070202 02 | 635 238 28| 25 ® @ o
5 DCGW070204 04 | 635 | 238 | 28 24 1O @ @)
[T
DCGW070208 08 | 635 | 238 | 28 2 O | O O
DCGW11T302 02 | 9525 | 397 | 44 25 | O @ @)
DCGW11T304 04 | 9525| 397 | 44 24 @ @ ® O
DCGW11T308 08 | 9525 | 397 | 44 2 [ N [ N ]
o LRG [
',: DCGWO070204-LRG 04 | 635 | 238 | 28 2.9 [ ]
=
DCGW11T304-LRG 04 | 9525| 397 | 44 39 [ J
large tip DCGW11T308-LRG 08 | 9525 397 | 44 | 35 o

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYLUN N | (ref. DC)
4.0
3.0
2.0+
1.0+
fn (mm/rev)
T T T T
010 015 020 025

A148 PRODUCT SELECTION p.A143 | CUTTING CONDITIONS p.A163 | | GRADES FEATURES p.A134 | | EXTERNALHOLDERS p.A232 | INTERNAL HOLDERS p.A236




TURNING Indexable inserts - piamoND nidkoTooLs

Dc DP: Polycristalline diamond DP DP  DP | DP | DP DP
o
o e o o 9 = @)
- 2S5 S 2
- =
ISO - with hole S22 ¢8s e
o Generally the 1st choice for profile/copy silemachint, @ 1=cnoce Osutave O | @) @ @ @ | @ <
turning applications General machining, o ’
o Able to "In-Copy" (plunge turn in small medum el eotoee Qs @) @ @ | O o
diameter) with 30° angle nstable machiing, g 1< choice 53 suiable | £
® 7° clearance angle, less risk of chip-jam- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ming in boring
 Chip breaker type enables excellent chip
flow and chip control M
o Full edge and full face types allow maximum
ap and special applications
400 450 450 350 400 450
2000 2400 2400 800 1000 2400
S 40
100
1 edge
Designation RE IC S D1 LE Stock
& cau [ DCGX070202-CBU 02 | 635 238 28 34 °
% DCGX070204-CBU 04 | 635 | 238 | 28 32 [ ]
o
= DCGX11T302-CBU 02 | 9525 397 44 | 42 [ ]
[=]
° DCGX11T304-CBU 04 | 9525| 397 | 44 3.8 [ ]
universal use
DCGX11T308-CBU 08 | 9525| 397 | 44 36 [ ]
é CcBF M
= DCGX070202-CBF 02 | 635 | 238 | 28 3 v
&
o
==
o
]
finishi DCGX11T302-CBF 02 | 9525| 397 | 44 4 v
inishing
& cBG [
x
i
[
o
g DCGX11T308-CBG 08 | 9525| 397 | 44 35 v
[=]
Gl
medium
w s
LD": DCGX070204/»-1S 04 | 635 | 238 | 28 74 [ ]
S
DCGX11T3044/»-1S 04 | 9525 397 44 | 112 O
high depth of cut DCGX11T308"/-1S 08 | 9525 397 | 44 | 108 o
right-hand shown
w FFO
= DCGWO070204-FF 04 | 635 | 238 | 28 74 [ ]
S
DCGW11T304-FF 04 | 9525 397 44 | 112 [ ]
high depth of cut DCGW11T308-FF 08 | 9525 397 44 | 108 [ J

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUUN N | (fef. DCBX) aom [ (fef. DCGW/X11)
4.0+ 6.0
3.0+ 4.5
2.0 3.0 4
107 m fn (mm/rey) "% fn (mm/rey)
010 015 020 025 010 015 020 025

 PRODUCT SELECTION p.A143 | CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A232 = INTERNAL HOLDERS p. A236 A149
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TURNING Indexable inserts - niAMoND

nidlkoro0.s

DP: Polycristalline diamond

DN )
o
. =
ISO - with hole S
* Generally the 1st choice for profile/copy stable machin: @1 choice () suavle | (@)
turning applications General machining, o ’
o Able to "In-Copy" (plunge turn into a smaller medum el @ e Osuiate @
diameter) at an angle of 30° o 3 1 noice £ sutabe
® 7° clearance angle, less risk of chip-jam- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ming in boring
e Slant tip enables better chip flow and chip
control M
e Large tip allows much bigger ap, available
with both slant and flat style
450
2400
s
1 edge
Designation RE IC S D1 LE Stock
& eco [N}
'% DNGM150604 04 | 127 | 635 516 | 24 | O
w
! o DNGM150608 08 | 127 | 635 | 516 2 O
tip angle 7
'% LRG [
'% DNGM150604-LRG 04 | 127 | 635 516 | 39 | O
w
. DNGM150608-LRG 08 | 127 | 635 516 | 35 | O
large tip
tip angle 7°
& eco [N}
5 DNGA150604 04 | 127 | 635 516 | 24 | O
o
DNGA150608 08 | 127 | 635 | 516 2 [ ]
'% LRG [T
5 DNGA150604-LRG 04 | 127 | 635 516 | 39 | O
w
. DNGA150608-LRG 08 | 127 | 635 516 | 35 | O
large tip

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

YN N | (ref. DN)
4.0
3.0
2.0+
1.0+
fn (mm/rev)
T T T T
010 015 020 025

A150 PRODUCT SELECTION p.A143 | CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNAL HOLDERS p.A244




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP | DP | DP
oo )
- 288 =
- =
ISO - with hole S =2 e
* 1st solution for micro-boring sialemachiont, - @1 choce O sutave| O | @) | @ <
e Precision brazed and ground insert for General machining, . )
microboring operation, completing the micro medum el tectoeo Qsutate @ | @
CC family Unstablemhag‘;l;\ggé “W‘whoice Q:Esuitab\e @
* Micro boring bar with coolant both in steel Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
(with Vortex technology) and in carbide
M
400 450 400
20002400 1000
40
100
Designation RE IC S D1 LE Stock
& eco [l
5 MCC.R02 0.2 35 14 19 15 @ | O O
.
MCC.R04 0.4 35 14 19 15 0|0 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

an o) [[§] (ref. MCC)

0.9+

0.6+

0.3+

fn (mm/rev)
T

T T T
0.05 010 015 020

PRODUCT SELECTION p. A143 ‘ ‘ CUTTING CONDITIONS p. A163 ‘ ‘ GRADES FEATURES p. A134 INTERNAL HOLDERS p. A249 A151




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP
g : : S
= MicroNega - with hole S
=
< * MicroNega system it serves as an altemative | S0 MG, @y 1w ongce (O) sutabie| @)
to positive conventional solutions General machining, o )
o Excellent economy for external small part medum el i choco sitade | @
machining or small boring application o 1+ choice D uiabe
* MicroNega family's PCD Solution, Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
compatible with the entire holder range of
MicroNega system
 Chip breaker type enables excellent chip M
flow and chip control, greatly improves the
boring application
o Flat large tip offers economical solution 450
allowing much bigger ap 2400
Designation RE IC S D1 LE Stock
o LRG [
= MCN.R02G-LRG 02 | 75 | 318 36 | 33 @
3
[T
MCN.R04G-LRG 04 | 75 | 318| 36 | 33 @
large tip MCN.R08G-LRG 08 | 75318 36 32 @
e cBF [
=
= MCN.R026G-CBF 02 | 75 | 318| 36 | 33 @
&
o
==
o
=]
finishing MCN.R04G-CBF 04 | 75 | 318| 36 | 33 @
e cBG [
=
= MCN.R04G-CBG 04 | 75 | 318| 36 | 33 @
&
o
==
o
=]
medium MCN.R08G-CBG 08 | 75 | 318| 36 | 32 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

aom [ (rf. MON) amm [ (rf. MON)

4.0 4.0+
3.0 A 3.0+
2.0 A 2.0+

1.0 4 1.0
m fn (mm/rev)

fn (mm/rev)

T T T T T T
010 015 020 025 010 015 020 025

A152 PRODUCT SELECTION p.A143 | CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A251 | INTERNAL HOLDERS p.A252




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP
: : S g
MicroNega - with hole S g
2
* MicroNega system it serves as an altemative | S0 MG, @y 1w ongce (O) sutabie| @) <
to positive conventional solutions General machining, o )
o Excellent economy for external small part medum el i choco sitade | @
machining or small boring application o 1+ choice D uiabe
* MicroNega family's PCD Solution, Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
compatible with the entire holder range of
MicroNega system
 Chip breaker type enables excellent chip M
flow and chip control, greatly improves the
boring application
o Flat large tip offers economical solution 450
allowing much bigger ap 2400
S
1 edge
Designation RE IC S D1 LE Stock
o LRG [
= MDN.R026-LRG 0.2 7 1318 36 31 | @
3
[T
MDN.RO4G-LRG 0.4 7 1318 36 29 @
large tip MDN.R08G-LRG 08 | 7 | 318 36 25 @
é cer [
= MDN.R026-CBF 0.2 7 1318 36 31| @
&
o
==
o
=]
finishing MDN.R04G-CBF 0.4 7 1318 36 29 @
é cBG [
= MDN.R04G-CBG 0.4 7 1318 36 29 @
&
o
==
o
=]
. MDN.R08G-CBG 08 7 1318 36 25| @
medium

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

an o) [[§] (ref. MDN) EYUUN N | (ref. MDN)

4.0 4.0+
3.0 A 3.0+
2.0 2.0+

1.0 4 1.0+
m fn (mm/rev)

fn (mm/rev)

T T T T T T
010 015 020 025 010 015 020 025

PRODUCT SELECTION p.A143  CUTTING CONDITIONS p.A163 |  GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A253 ~  INTERNAL HOLDERS p.A254 A153




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP DP DP | DP | DP
o
) oo e e =
2 : 2S83=
= -
= ISO - with hole Ssss8
< o Very versatile insert shape silemachint, @1 choce Osutave O | @) @ @ | @
o Excellent choice for general boring due to General machining, o )
very stable seating of the insert in the boring medum el @ Qe @) @ @ O @
bar pocket U mﬁg&;‘gg{ # 1% choice é:; suitable @
© 3D Chip breaker type enables excellent chip Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
flow and chip control
e Full edge and full face types allow maximum
ap and special applications M
400 450 450 | 350 450
20002400 2400 800 2400
40
100
Designation RE IC S D1 LE Stock
'% eco [ TCGT090202 02 | 55 | 238 | 25 2.6 O
'% TCGT090204 04 | 556 | 238 | 25 2.5 O
@ TCGT110202 02 | 635 | 238 | 28 2.6 (@]
TCGT110204 04 | 635 | 238 | 28 2.5 [}
ipange 7 TCGTI10208 08 | 635 | 233 | 28 | 22 o
TCGT16T304 04 | 9525| 397 | 44 2.5 O
TCGT16T308 08 | 9525 | 397 | 44 2.2 (@]
E LRe TCATI10204-LRG 04 635 238 28 | 4 o
=
;, TCGT110208-LRG 08 | 635 | 238 | 28 37 O
TCGT16T304-LRG 04 | 9525| 397 | 44 4 O
large ti
i angle 7° TCGTIGT308-LRG 08 | 9525 397 | 44 | 37 o
2 eco ] TCGW090202 02 | 556 238 25 26 o
5 TCGW090204 04 | 55 | 238 | 25 2.5 [}
o
TCGW110202 02 | 635 | 238 | 28 2.6 (@]
TCGW110204 04 | 635 | 238 | 28 25 @ @ O
TCGW110208 08 | 635 | 238 | 28 22 | O | O @]
TCGW16T304 04 | 9525| 397 | 44 2.5 [}
TCGW16T308 08 | 9525 | 397 | 44 22 | @ @ @]
& LRc I TCGW110204-LRG 04 | 635 | 238 28 4 o
5
W TCGW110208-LRG 08 | 635 | 238 | 28 37 [ )
TCGW16T304-LRG 04 | 9525| 397 | 44 4 [}
large ti
araeth TCGW16T308-LRG 08 | 955 397 | 44 | 37 °

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) m (ref. TC)
4.0
3.0+
2.0+
1.0+
fn (mm/rev)
T T T T
010 015 020 025

A154 PRODUCT SELECTION p.A143 | CUTTING CONDITIONS p.A163 | | GRADES FEATURES p.A134 | | EXTERNALHOLDERS p.A264 | INTERNAL HOLDERS p.A267




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP DP DP | DP | DP
o
o e o o - @)
- 2SS 2
ISO - with hole S 2228 =
=
o \ery versatile insert shape silemachint, @1 choce Osutave O | @) @ @ | @ <
o Excellent choice for general boring due to General machining, o )
very stable seating of the insert in the boring medum el oee Qi @) @ @ O @
bar pocket U mﬁg&;‘gg{ “1“ choice Q:Esuitab\e @
© 3D Chip breaker type enables excellent chip Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
flow and chip control
e Full edge and full face types allow maximum
ap and special applications M
400 450 450 350 450
2000 2400 2400 800 2400
40
100
Designation RE IC S D1 LE Stock
e cBU [
% TCGX110204-CBU 04 | 635 | 238 | 28 34 [ J
[
e
E TCGX16T304-CBU 04 | 9525 397 44 | 45 ®
[=]
o
universal use TCGX16T308-CBU 08 | 9525| 397 | 44 41 °
g cerl TCGX090202-CBF 02 | 55 | 238 | 25 36 v
<T
w
§ TCGX110202-CBF 02 | 635 | 238 | 28 41 v
=
; TCGX110204-CBF 04 | 635 | 238 | 28 4 v
finighi
s TCGX16T304-CBF 04 | 955 397 | 44 | 4 v
é csG [ TCG6X090204-CBG 04 | 556 | 238 | 25 35 v
% TCG6X110204-CBG 04 | 635 | 238 | 28 4 v
o
= TCGX110208-CBG 08 | 635 | 238 | 28 3.7 v
[=]
® TCGX16T304-CBG 04 | 9525 397 44 4 \%
medium
TCGX16T308-CBG 08 | 9525 | 397 | 44 3.7 v
wi 1S
LD": TCG6X090204-1S 04 | 556 | 238 | 25 9 [ ]
=
= TCG6X110204-1S 04 | 635 | 238 28 | 103 [ ]
high depth of cut | 7¢GX167304-18 04 | 952 397 | 44 | 161 °
w FFO
<
= TCGW110204-FF 04 | 635 | 238 28 | 103 [ J
2
TCGW16T304-FF 04 9525 | 397 | 44 | 161 [ J
high depth of cut

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

YU N | (ref. TCGX) aom [ (ref. TCGW/X16)
4.0+ 6.0
3.0+ 4.5+
2.0 3.0 1
1079 m fn (mm/rev) 7 fn (mm/rev)
010 015 020 025 010 015 020 02

| PRODUCT SELECTION p.A143 | | CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A264 = INTERNAL HOLDERS p. A267 A155




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP
2 : S
z ISO - with hole 2
=
< © Very versatile insert shape stable machin: @1 choice () suavle | (@)
o Excellent choice for general boring due to General machining, o )
very stable seating of the insert in the boring medum el @ e Osuiate @
bar pocket U mﬁg&;'gg{ # 1% choice é:; suitable
* Slant tip enables better chip flow and chip Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
control
e Large tip allows much bigger ap, available
with both slant and flat style RE M
| LE
@ 5 450
60% 2400
S
1 edge
Designation RE IC S D1 LE Stock
= eco [
'% TNGM160404 04 | 9525 476 | 381 | 25 @
w
. o TNGM160408 08 | 9525 | 476 | 3.81 2 | O
tip angle 7
& LRG [
'% TNGM160404-LRG 04 | 9525 | 476 | 3.81 4 10
w
. TNGM160408-LRG 08 | 9525 476 | 381 | 37 | O
large tip
tip angle 7°
= eco [
5 TNGA160404 04 | 9525 476 | 381 | 25 | O
o
TNGA160408 08 | 9525 | 476 | 3.81 2 | O
= LRG [
'5 TNGA160404-LRG 04 | 9525 | 476 | 3.81 4 10
w
" TNGA160408-LRG 08 | 9525 | 476 | 381 | 37 | O
large tip

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) m (ref. TN)
4.0
3.0
2.0
1.0+
fn (mm/rev)
T T T T
010 015 020 025
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TURNING Indexable inserts - piamoND nidkoTooLs

TP DP: Polycristalline diamond DP | DP | DP
—IE—3K-] o)
: 2 S o £
- =
ISO - with hole S =2 e
* Very versatile insert shape sialemachiont, - @1 choce O sutave| O | @) | @ <
o Excellent choice for general boring due to General machining, o )
very stable seating of the insert in the boring medum el eotoee Qotate @) @ @
bar pocket Yl mﬁg&;‘gg& “1“ choice Q:Esuitab\e @
* Slant tip enables better chip flow and chip Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
control
e Large tip allows much bigger ap, available
with both slant and flat style M
400 | 450 450
2000 2400 2400
S 40
100
1 edge
Designation RE IC S D1 LE Stock
& eco [ TPGT080202 02 | 476 | 238 | 23 | 26 1O O
'% TPGT080204 04 | 476 | 238 | 23 | 25 [ ]
« TPGT090202 02 | 476 | 238 | 23 | 26 (@)
TPGT090204 04 | 476 | 238 | 23 | 25 o
tip angle 7° TPGT110302 02 | 476 | 238 | 23 | 26 [
TPGT110304 04 | 476 | 238 | 23 | 22 [ ]
& eco [ TPGWO080202 02 | 476 | 238 | 23 | 26 (@)
s TPGIN080204 04 | 476 | 238 23 | 25 o
[T
TPGWO090202 02 | 556 | 238 3 2.6 (@)
TPGW090204 04 | 556 | 238 3 2.5 [ ]
TPGW110302 02 | 635 318 | 33 | 26 (@)
TPGW110304 04 | 635 318 | 33 | 22 (@)
e CBF I
% TPGX090204-CBF 04 | 556 | 238 3 3.1 v
oc
2
3 TPGX110302-CBF 02 | 635 | 318 | 33 | 41 v
[=]
Gzl
finishing TPGX110304-CBF 04 | 635|318 33 4 v
e cBG [T
x
= TPGX090204-CBG 04 | 55 | 238 3 3.1 v
&
o
==
o
=]
. TPGX110304-CBG 04 | 635 | 318 | 33 4 v
medium
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
YN N | {rf. ) amm [ fef. TPGY)
4.0 4.0
3.0 3.0
2.04 2.0
fn (mm/rev) fn (mm/rev)
T T T T T T T T
010 015 020 0.25 0.10 015 020 025
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TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP DP DP | DP | DP
- o oo e e
= - 22822
= -
= ISO - with hole S22
< « 1st choice for intricate shape copy tuming silemachint, @1 choce Osutave O | @) @ @ | @
e Can "In-Copy" (plunge turn into a smaller General machiring, . )
diameter) at an angle up to 49° medum el @ e Qoo @) @ @ O
o Can work extremely close to the tailstock/ " TReNNS g 19 cnoice £ suravle | £
live center Dimensions \ISO Ve(m/min) - suggested cutting speed range (bold: 15 choice)
3D Chip breaker type enables excellent chip
flow and chip control
e Large tip allows much bigger ap, available M
with both slant and flat style
400 | 450 450 350 400
2000 2400 2400 800 1000
40
100
Designation RE IC S D1 LE Stock
%ec"m VBGT410302 02 | 635 318| 28 | 3 ° °
=
;, VBGT110304 04 | 635 318 | 28 | 25 [
VBGT160404 04 | 9525 476 | 44 | 25 @ @ O 0
tip angle 7°
VBGT160408 08 | 9525 476 | 44 | 22 @ @ ® O
& LR6 [
'% VBGT160404-LRG 04 | 9525 476 | 44 | 45 [ ]
w
I . VBGT160408-LRG 08 | 9525 476 | 44 | 37 [
arge tip
tip angle 7°
Eecom VBGW110302 02 | 635 318 | 28 3 @ e O
3
v VBGW110304 04 | 635 318 28 256 O @ O
VBGWW160404 04 | 9525| 476 | 44 | 25 |O | @ o0
VBGW160408 08 | 9525 476 | 44 | 22 1O O (OlNe)
& LRG [
'5 VBGW160404-LRG 04 | 9525 476 | 44 | 45 )
w
. VBGW160408-LRG 08 | 9525 476 | 44 | 37 [
large tip
e CBF I
% VBGX110302-CBF 02 | 635 | 318 | 28 5 v
oc
e
3 VBGX110304-CBF 04 | 635 318 | 28 | 45 v
[=]
Gzl
finishing VBGX160404-CBF 04 | 9525 476 | 44 | 45 v
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
an o) [[§] (fef. VB) EYUUN N | (fef. VBGX)
4.0 4.0+
3.0+ 3.0+
2.0+ 2.04
1.0 1.0+
fn (mm/rev) m fn (mm/rev)
T T T T T T T T
0.10 0.15 0.20 0.25 010 015 020 0.25
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TURNING Indexable inserts - piamoND nidkoTooLs

VB DP: Polycristalline diamond DP DP DP | DP | DP
o oo e e o
: T =
- =
ISO - with hole S 222e 2
e 1st choice for intricate shape copy turning Stﬂb'maﬁglijq‘gge @ o st O @ @ @ @ =
e Can "In-Copy" (plunge turn into a smaller General machining,
i t 1% choi itabl
diameter) at an angle up to 49° med'“f““‘ arioe Qi) @) | @ | @ | O
o Can work extremely close to the tailstock/ " TReNNS g 19 cnoice £ suravle | £
live center Dimensions \lso Vc(m/min) - suggested cutting speed range (bold: 1% choice)

3D Chip breaker type enables excellent chip
flow and chip control

e Large tip allows much bigger ap, available M
with both slant and flat style

400 ' 450 450 350 400
2000|2400 2400 800 1000

40
100
Designation RE IC S D1 LE Stock

= cBG [
% VBGX110304-CBG 04 | 635 | 318 | 28 | 45 v
[+~
2
z VBGX160404-CBG 04 | 9525 476 | 44 | 45 v
[=]
o
medium VBGX160408-CBG 08 | 9525| 476 | 44 | 37 v

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYCUN N | (fef. VBGX)

4.0+
3.0

2.0+

1.0+
m fn (mm/rev)

T T T T
010 015 020 025

| PRODUCT SELECTION p.A143 | | CUTTING CONDITIONS p.A163 | GRADES FEATURES p.A134 | EXTERNALHOLDERS p.A278 = INTERNAL HOLDERS p. A282 A159




TURNING Indexable inserts - piamoND nidkoTooLs

DP: Polycristalline diamond DP DP  DP | DP | DP DP
o
I o e o o 9 =
= - 2S5 S
= -
= ISO - with hole SS22e2E
< o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ coce Osuare| O @ @ @ @ @
e Can "In-Copy" (plunge turn into a smaller General machiring, - )
diameter) at an angle up to 49° medum el eotoee Qs @) @ @ | O o
o Can work extremely close to the tailstock/ " TReINS g 19 cnoice £ suravle | £
live center Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
3D Chip breaker type enables excellent chip
flow and chip control
 Full edge type allows max. ap and special M
applications
400 450 450 350 400 450
2000 2400 2400 800 1000 2400
S 40
100
1 edge
Designation RE IC S D1 LE Stock
| eco [ VCGT110302 02 1635318 28 3 |0 @
=
% VCGT110304 04 | 635 | 318 | 28 2.5 (@]
w
VCGT160402 02 | 9525 | 476 | 44 3 [ ]
, VCGT160404 04 | 9525| 476 | 44 25 1O @
tip angle 7°
VCGT160408 08 | 9525| 476 | 44 22 @ @
& LR6 [
'% VCGT160404-LRG 04 | 9525| 476 | 44 45 [ ]
w
I . VCGT160408-LRG 08 | 9525| 476 | 44 3.7 [ ]
arge tip
tip angle 7°
Eecom VCGW110302 02 | 635 | 318 | 28 3 [ N
3
- VCGW110304 04 | 635 | 318 | 28 | 25 [ ]
VCGW160404 04 | 9525 | 476 | 44 | 25 | O | @ (OlNe)
VCGW160408 08 | 9525| 476 | 44 22 @ @ OO
%'—“Gm VCGWI10304-LRG 04 635 | 318 | 28 45 °
3
B VCGW160404-LRG 04 | 9525| 476 | 44 45 [ ]
VCGW160408-LRG 08 | 9525| 476 | 44 3.7 [ ]
large ti
aroetie VCGW160412-LRG 129525 476 | 44 | 33 o

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

an o) [[§] (ref. VC)
4.0
3.0
2.0
1.04

fn (mm/rev)

T T T T
0.10 0.15 0.20 0.25
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TURNING Indexable inserts - piamoND nidkoTooLs

Vc DP: Polycristalline diamond DP DP  DP | DP | DP DP
[
o o0 e e - )
- 2SS 2SS =
- =
ISO - with hole S22 ¢8s e
o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ e Osuare| O @ @ @ @ @ <
e Can "In-Copy" (plunge turn into a smaller General machiring, - )
diameter) at an angle up to 49° medum el eotoee Qs @) @ @ | O o
o Can work extremely close to the tailstock/ " TReINS g 19 cnoice £ suravle | £
live center Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
3D Chip breaker type enables excellent chip
flow and chip control
 Full edge type allows max. ap and special M
applications
400 | 450 450 350 400 450
2000 2400 2400 800 1000 2400
S 40
100
1 edge
Designation RE IC S D1 LE Stock
g ceull VEGX110302-CBU 02 | 635|318 | 28 45 °
i
E VCGX110304-CBU 04 | 635 318 | 28 4 [ ]
]
; VCGX160404-CBU 04 | 9525 476 | 44 5 [ ]
universal use
VCGX160408-CBU 08 | 9525 476 | 44 | 44 [ ]
e cBF M
x
= VC6X110302-CBF 02 | 635 318 | 28 5 v
&
o
==
o
=
finishi VCGX110304-CBF 04 | 635 318 | 28 | 45 v
inishing
e cBG [
x
i
[
2
= VICGX110304-CBG 04 | 635 | 318 | 28 | 45 v
(=)
Gl
medium
‘;5 1S
- VICGX11030444-1S 04 | 635 | 318 28 | 107 [ ]
2
high depth of cut VCGX160404/-1S 04 | 9525 | 476 | 44 | 162 [ ]
right-hand shown

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

a ) [N (fef, VCGX16) EYCUN N | (fef. VBGX)
6.0 4.0+
4.5 A 3.04
30 4 204
7 fn (mm/rev) by m fn (mm/rev)
0.1‘0 0.1‘5 0.2‘() 0.2‘5 0.‘10 0.‘1 5 0.‘20 0.‘25
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TURNING Indexable inserts - niAMoND

nidlkoro0.s

DP: Polycristalline diamond DP
[}
. =
ISO - with hole S
* Generally used on more moderate depths of | SEE TN, @y 1w ongce (O) sutabie| @)
cut and feedrates than 80° C shape inserts | general machining, . )
« Slant tip enables better chip flow and chip medum el @ e Osuiate @
control U mﬁg&;'gg& “Ws‘choice é:;suitab\e
© Large tip allows much bigger ap, available Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
with both slant and flat style
RE M
450
2400
Designation RE IC S D1 LE Stock
& eco [N}
'% WNGMO080404 04 | 127 | 476 | 516 | 28 | @
w
! o WNGMO080408 08 | 127 | 476 | 516 | 27 | @
tip angle 7
'% LRG [T
'% WNGMO80404-LRG 04 | 127 | 476 | 516 | 43 | O
w
. WNGMO080408-LRG 08 | 127 | 476 516 | 42 | O
large tip
tip angle 7°
& eco [N}
5 WNGA080404 04 | 127 | 476 | 516 | 28 | @
o
WNGA080408 08 | 127 | 476 | 516 | 27 | O
'% LRG [T
5 WNGA080404-LRG 04 | 127 | 476 | 516 | 43 | O
w
. WNGA080408-LRG 08 | 127 | 476 H 516 | 42 | O
large tip

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

an o) [[§] (ref. WN)
4.0
3.0
2.0
1.04

fn (mm/rev)

T T T T
0.10 0.15 0.20 0.25
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TURNING Parameters - cutting speed - DIAMOND nidkoTooLs

ND0OS0 ND100 / ND120 ND150 ND190
IS0 513 MATERIAL (NDPOOT) (NDPO10) (NDP302) (NDP02S)
| min | start | max min | start | max min | start | max min | start | max

600 1300 2000 600 1500 2400
Aluminium alloys Si < 12%
(ex. 3.4365/A1Zn5.5MgCu/ERGAL) L

400 1000 1600

450 1300 2150

A - TURNING

@80

300 500 700 400 600 800 | @ 400 700 1000

Aluminium alloys Si > 12% 350 500 650

(ex. 3.2382/G-AISi12)

Ce

250 400 550

O 400 800 1200 400 900 1400
E;‘:fg%gg%iﬁc”m) @ 350 700 1050 350 800 1250
£ 300 600 900
O 5 75 100
Eﬂ%ggﬁzl\/losi) @ © & 7
£ 40 50 60

Complete workpiece materials p. H1.
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TURNING Parameters - depht of cut and feed rate - pinmonD

nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
CCGT060202 0.40 1.00 1.60 0.05 0.10 0.15 DCGT11T308-LRG 0.40 1.50 2.60 0.10 0.15 0.20
CCGT060204 0.40 1.00 1.60 0.10 0.15 0.20 DCGW070202 0.40 1.00 1.60 0.05 0.10 0.15
CCGT060204-LRG 0.40 1.20 2.00 0.10 0.15 0.20 DCGW070204 0.40 1.00 1.60 0.10 0.15 0.20
CCGT060208 0.40 1.00 1.60 0.15 0.20 0.25 DCGW070204-FF 0.50 2.00 3.50 0.10 0.15 0.20
CCGT09T302 0.40 1.00 1.60 0.05 0.10 0.15 DCGW070204-LRG 0.40 1.20 2.00 0.10 0.15 0.20
CCGT09T304 0.40 1.00 1.60 0.10 0.15 0.20 DCGW070208 0.40 1.00 1.60 0.15 0.20 0.25
CCGT09T304-LRG 0.40 1.20 2.00 0.10 0.15 0.20 DCGW11T302 0.40 1.00 1.60 0.05 0.10 0.15
CCGT09T308 0.40 1.00 1.60 0.15 0.20 0.25 DCGW11T304 0.40 1.00 1.60 0.10 0.15 0.20
CCGTO9T308-LRG 0.40 1.50 2.60 0.10 0.15 0.20 DCGW11T304-FF 0.50 3.00 5.50 0.10 0.15 0.20
CCGT120404 0.40 1.00 1.60 0.10 0.15 0.20 DCGW11T304-LRG 0.40 1.20 2.00 0.10 0.15 0.20
CCGT120404-LRG 0.40 1.20 2.00 0.10 0.15 0.20 DCGW11T308 0.40 1.00 1.60 0.15 0.20 0.25
CCGT120408 0.40 1.00 1.60 0.15 0.20 0.25 DCGW11T308-FF 0.50 3.00 5.50 0.15 0.20 0.25
CCGT120408-LRG 0.40 1.50 2.60 0.10 0.15 0.20 DCGW11T308-LRG 0.40 1.50 2.60 0.10 0.15 0.20
CCGW060202 0.40 1.00 1.60 0.05 0.10 0.15 DCGX070202-CBF 0.20 0.60 1.00 0.04 0.08 0.12
CCGW060204 0.40 1.00 1.60 0.10 0.15 0.20 DCGX070202-CBU 0.20 1.50 2.80 0.04 0.08 012
CCGW060204-LRG 0.40 1.20 2.00 0.10 0.15 0.20 DCGX070204-CBU 0.20 1.50 2.80 0.04 0.12 0.20
CCGW060208 0.40 1.00 1.60 0.15 0.20 0.25 DCGX0702044:-1S 0.50 2.00 3.50 0.10 0.15 0.20
CCGW09T302 0.40 1.00 1.60 0.05 0.10 0.15 DCGX11T302-CBF 0.20 0.60 1.00 0.04 0.08 0.12
CCGW09T304 0.40 1.00 1.60 0.10 0.15 0.20 DCGX11T302-CBU 0.20 1.50 2.80 0.04 0.08 0.12
CCGWO09T304-FF 0.50 3.00 5.50 0.10 0.15 0.20 DCGX11T304-CBG 0.50 1.50 2.50 0.10 0.15 0.20
CCGWO09T304-LRG 0.40 1.20 2.00 0.10 0.15 0.20 DCGX11T304-CBU 0.20 1.50 2.80 0.04 0.12 0.20
CCGWO09T308 0.40 1.00 1.60 0.15 0.20 0.25 DCGX11T3044s-1S 0.50 3.00 5.50 0.10 0.15 0.20
CCGWO09T308-FF 0.50 3.00 5.50 0.15 0.20 0.25 DCGX11T308-CBG 0.50 1.50 2.50 0.15 0.20 0.25
CCGW09T308-LRG 0.40 1.50 2.60 0.10 0.15 0.20 DCGX11T308-CBU 0.20 1.50 2.80 0.08 0.18 0.26
CCGW120404 0.40 1.00 1.60 0.10 0.15 0.20 DCGX11T308'/r-1S 0.50 3.00 5.50 0.15 0.20 0.25
CCGW120404-LRG 0.40 1.20 2.00 0.10 0.15 0.20 DNGA150604 0.40 1.00 1.60 0.10 0.15 0.20
CCGW120408 0.40 1.00 1.60 0.15 0.20 0.25 DNGA150604-LRG 0.40 1.20 2.00 0.10 0.15 0.20
CCGW120408-LRG 0.40 1.50 2.60 0.10 0.15 0.20 DNGA150608 0.40 1.00 1.60 0.15 0.20 0.25
CCGX060202-CBF 0.20 0.60 1.00 0.04 0.08 0.12 DNGA150608-LRG 0.40 1.50 2.60 0.10 0.15 0.20
CCGX060202-CBU 0.20 1.50 2.80 0.04 0.08 0.12 DNGM150604 0.40 1.00 1.60 0.10 0.15 0.20
CCGX060204-CBF 0.20 0.60 1.00 0.05 0.10 0.15 DNGM150604-LRG 0.40 1.20 2.00 0.10 0.15 0.20
CCGX060204-CBG 0.40 1.20 2.00 0.10 0.15 0.20 DNGM150608 0.40 1.00 1.60 0.15 0.20 0.25
CCGX060204-CBU 0.20 1.50 2.80 0.04 0.12 0.20 DNGM150608-LRG 0.40 1.50 2.60 0.10 0.15 0.20
CCGX0602044:-1S 0.50 2.00 3.50 0.10 0.15 0.20 MCC.R02 0.20 0.60 1.00 0.05 0.10 0.15
CCGX060208-CBU 0.20 1.50 2.80 0.08 0.18 0.26 MCC.R04 0.20 0.60 1.00 0.10 0.15 0.20
CCGX09T304-CBG 0.50 1.50 2.50 0.10 0.15 0.20 MCN.R02G-CBF 0.20 0.60 1.00 0.04 0.08 0.12
CCGX09T304-CBU 0.20 1.50 2.80 0.04 0.12 0.20 MCN.R02G-LRG 0.40 1.20 2.00 0.05 0.10 0.15
CCGX09T304--1S 0.50 3.00 5.50 0.10 0.15 0.20 MCN.R04G-CBF 0.20 0.60 1.00 0.05 0.10 0.15
CCGX09T308-CBG 0.50 1.50 2.50 0.15 0.20 0.25 MCN.R04G-CBG 0.40 1.20 2.00 0.10 0.15 0.20
CCGX09T308-CBU 0.20 1.50 2.80 0.08 0.18 0.26 MCN.R04G-LRG 0.40 1.20 2.00 0.10 0.15 0.20
CNGA120404 0.40 1.00 1.60 0.10 0.15 0.20 MCN.R08G-CBG 0.40 1.20 2.00 0.15 0.20 0.25
CNGA120404-LRG 0.40 1.20 2.00 0.10 0.15 0.20 MCN.RO8G-LRG 0.40 1.20 2.00 0.15 0.20 0.25
CNGA120408 0.40 1.00 1.60 0.15 0.20 0.25 MDN.R02G-CBF 0.20 0.60 1.00 0.04 0.08 0.12
CNGA120408-LRG 0.40 1.50 2.60 0.10 0.15 0.20 MDN.R02G-LRG 0.40 1.20 2.00 0.05 0.10 0.15
CNGM120404 0.40 1.00 1.60 0.10 0.15 0.20 MDN.R04G-CBF 0.20 0.60 1.00 0.05 0.10 0.15
CNGM120404-LRG 0.40 1.20 2.00 0.10 0.15 0.20 MDN.R04G-CBG 0.40 1.20 2.00 0.10 0.15 0.20
CNGM120408 0.40 1.00 1.60 0.15 0.20 0.25 MDN.R04G-LRG 0.40 1.20 2.00 0.10 0.15 0.20
CNGM120408-LRG 0.40 1.50 2.60 0.10 0.15 0.20 MDN.R08G-CBG 0.40 1.20 2.00 0.15 0.20 0.25
DCGT070202 0.40 1.00 1.60 0.05 0.10 0.15 MDN.R08G-LRG 0.40 1.20 2.00 0.15 0.20 0.25
DCGT070204 0.40 1.00 1.60 0.10 0.15 0.20 TCGT090202 0.40 1.00 1.60 0.05 0.10 0.15
DCGT070204-LRG 0.40 1.20 2.00 0.10 0.15 0.20 TCGT090204 0.40 1.00 1.60 0.10 0.15 0.20
DCGT070208 0.40 1.00 1.60 0.15 0.20 0.25 TCGT110202 0.40 1.00 1.60 0.05 0.10 0.15
DCGT11T302 0.40 1.00 1.60 0.05 0.10 0.15 TCGT110204 0.40 1.00 1.60 0.10 0.15 0.20
DCGT11T304 0.40 1.00 1.60 0.10 0.15 0.20 TCGT110204-LRG 0.40 1.20 2.00 0.10 0.15 0.20
DCGT11T304-LRG 0.40 1.20 2.00 0.10 0.15 0.20 TCGT110208 0.40 1.00 1.60 0.15 0.20 0.25
DCGT11T308 0.40 1.00 1.60 0.15 0.20 0.25 TCGT110208-LRG 0.40 1.50 2.60 0.10 0.15 0.20
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TURNING Parameters - depht of cut and feed rate - piamonD nidlkoTo0.S

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION

ap (mm) fn (mm/rev) ap (mm) fn (mm/rev) =

min start | max min start | max min start | max min start | max =

TCGT16T304 0.40 1.00 1.60 0.10 0.15 0.20 TPGX110304-CBF 0.20 0.60 1.00 0.05 0.10 0.15 5

TCGT16T304-LRG 0.40 1.20 2.00 0.10 0.15 0.20 TPGX110304-CBG 0.50 1.50 2.50 0.10 0.15 0.20 <
TCGT16T308 0.40 1.00 1.60 0.15 0.20 0.25 TPGX110308-CBF 0.20 0.60 1.00 0.10 0.15 0.20
TCGT16T308-LRG 0.40 1.50 2.60 0.10 0.15 0.20 VBGT110302 0.40 1.00 1.60 0.05 0.10 0.15
TCGW090202 0.40 1.00 1.60 0.05 0.10 0.15 VBGT110304 0.40 1.00 1.60 0.10 0.15 0.20
TCGW090204 0.40 1.00 1.60 0.10 0.15 0.20 VBGT160404 0.40 1.00 1.60 0.10 0.15 0.20
TCGW110202 0.40 1.00 1.60 0.05 0.10 0.15 VBGT160404-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TCGW110204 0.40 1.00 1.60 0.10 0.15 0.20 VBGT160408 0.40 1.00 1.60 0.15 0.20 0.25
TCGW110204-FF 0.50 2.00 3.50 0.10 0.15 0.20 VBGT160408-LRG 0.40 1.50 2.60 0.10 0.15 0.20
TCGW110204-LRG 0.40 1.20 2.00 0.10 0.15 0.20 VBGW110302 0.40 1.00 1.60 0.05 0.10 0.15
TCGW110208 0.40 1.00 1.60 0.15 0.20 0.25 VBGW110304 0.40 1.00 1.60 0.10 0.15 0.20
TCGW110208-LRG 0.40 1.50 2.60 0.10 0.15 0.20 VBGW160404 0.40 1.00 1.60 0.10 0.15 0.20
TCGW16T304 0.40 1.00 1.60 0.10 0.15 0.20 VBGW160404-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TCGW16T304-FF 0.50 3.00 5.50 0.10 0.15 0.20 VBGW160408 0.40 1.00 1.60 0.15 0.20 0.25
TCGW16T304-LRG 0.40 1.20 2.00 0.10 0.15 0.20 VBGW160408-LRG 0.40 1.50 2.60 0.10 0.15 0.20
TCGW16T308 0.40 1.00 1.60 0.15 0.20 0.25 VBGX110302-CBF 0.20 0.60 1.00 0.04 0.08 0.12
TCGW16T308-LRG 0.40 1.50 2.60 0.10 0.15 0.20 VBGX110304-CBF 0.20 0.60 1.00 0.05 0.10 0.15
TCGX090202-CBF 0.20 0.60 1.00 0.04 0.08 012 VBGX110304-CBG 0.50 1.50 2.50 0.10 0.15 0.20
TCGX090204-1S 0.50 1.50 2.50 0.10 0.15 0.20 VBGX160404-CBF 0.20 0.60 1.00 0.05 0.10 0.15
TCGX090204-CBG 0.40 1.20 2.00 0.10 0.15 0.20 VBGX160404-CBG 0.50 1.50 2.50 0.10 0.15 0.20
TCGX110202-CBF 0.20 0.60 1.00 0.04 0.08 0.12 VBGX160408-CBG 0.50 1.50 2.50 0.15 0.20 0.25
TCGX110204-1S 0.50 2.00 3.50 0.10 0.15 0.20 VCGT110302 0.40 1.00 1.60 0.05 0.10 0.15
TCGX110204-CBF 0.20 0.60 1.00 0.05 0.10 0.15 VCGT110304 0.40 1.00 1.60 0.10 0.15 0.20
TCGX110204-CBG 0.50 1.50 2.50 0.10 0.15 0.20 VCGT160402 0.40 1.00 1.60 0.05 0.10 0.15
TCGX110204-CBU 0.20 1.50 2.80 0.04 0.12 0.20 VCGT160404 0.40 1.00 1.60 0.10 0.15 0.20
TCGX110208-CBG 0.50 1.50 2.50 0.15 0.20 0.25 VCGT160404-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TCGX16T304-1S 0.50 3.00 5.50 0.10 0.15 0.20 VCGT160408 0.40 1.00 1.60 0.15 0.20 0.25
TCGX16T304-CBF 0.20 0.60 1.00 0.05 0.10 0.15 VCGT160408-LRG 0.40 1.50 2.60 0.10 0.15 0.20
TCGX16T304-CBG 0.50 1.50 2.50 0.10 0.15 0.20 VCGW110302 0.40 1.00 1.60 0.05 0.10 0.15
TCGX16T304-CBU 0.20 1.50 2.80 0.04 0.12 0.20 VCGW110304 0.40 1.00 1.60 0.10 0.15 0.20
TCGX16T308-CBG 0.50 1.50 2.50 0.15 0.20 0.25 VCGW110304-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TCGX16T308-CBU 0.20 1.50 2.80 0.08 0.18 0.26 VCGW160404 0.40 1.00 1.60 0.10 0.15 0.20
TNGA160404 0.40 1.00 1.60 0.10 0.15 0.20 VCGW160404-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TNGA160404-LRG 0.40 1.20 2.00 0.10 0.15 0.20 VCGW160408 0.40 1.00 1.60 0.15 0.20 0.25
TNGA160408 0.40 1.00 1.60 0.15 0.20 0.25 VCGW160408-LRG 0.40 1.50 2.60 0.10 0.15 0.20
TNGA160408-LRG 0.40 1.50 2.60 0.10 0.15 0.20 VCGW160412-LRG 0.40 1.50 2.60 0.20 0.25 0.30
TNGM160404 0.40 1.00 1.60 0.10 0.15 0.20 VCGX110302-CBF 0.20 0.60 1.00 0.04 0.08 0.12
TNGM160404-LRG 0.40 1.20 2.00 0.10 0.15 0.20 VCGX110302-CBU 0.20 1.50 2.80 0.04 0.08 0.12
TNGM160408 0.40 1.00 1.60 0.15 0.20 0.25 VCGX110304-CBF 0.20 0.60 1.00 0.05 0.10 0.15
TNGM160408-LRG 0.40 1.50 2.60 0.10 0.15 0.20 VCGX110304-CBG 0.50 1.50 2.50 0.10 0.15 0.20
TPGT080202 0.40 1.00 1.60 0.05 0.10 0.15 VCGX110304-CBU 0.20 1.50 2.80 0.04 0.12 0.20
TPGT080204 0.40 1.00 1.60 0.10 0.15 0.20 VCGX1103044#-1S 0.50 2.00 3.50 0.10 0.15 0.20
TPGT090202 0.40 1.00 1.60 0.05 0.10 0.15 VCGX160404-CBF 0.20 0.60 1.00 0.05 0.10 0.15
TPGT090204 0.40 1.00 1.60 0.10 0.15 0.20 VCGX160404-CBG 0.50 1.50 2.50 0.10 0.15 0.20
TPGT110302 0.40 1.00 1.60 0.05 0.10 0.15 VCGX160404-CBU 0.20 1.50 2.80 0.04 0.12 0.20
TPGT110304 0.40 1.00 1.60 0.10 0.15 0.20 VCGX160404'--1S 0.50 3.00 5.50 0.10 0.15 0.20
TPGW080202 0.40 1.00 1.60 0.05 0.10 0.15 VCGX160408-CBG 0.50 1.50 2.50 0.15 0.20 0.25
TPGW080204 0.40 1.00 1.60 0.10 0.15 0.20 VCGX160408-CBU 0.20 1.50 2.80 0.08 0.18 0.26
TPGW090202 0.40 1.00 1.60 0.05 0.10 0.15 WNGA080404 0.40 1.00 1.60 0.10 0.15 0.20
TPGW090204 0.40 1.00 1.60 0.10 0.15 0.20 WNGA080404-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TPGW110302 0.40 1.00 1.60 0.05 0.10 0.15 WNGA080408 0.40 1.00 1.60 0.15 0.20 0.25
TPGW110304 0.40 1.00 1.60 0.10 0.15 0.20 WNGA080408-LRG 0.40 1.50 2.60 0.10 0.15 0.20
TPGX090202-CBF 0.20 0.60 1.00 0.04 0.08 0.12 WNGM080404 0.40 1.00 1.60 0.10 0.15 0.20
TPGX090204-CBF 0.20 0.60 1.00 0.05 0.10 0.15 WNGMO080404-LRG 0.40 1.20 2.00 0.10 0.15 0.20
TPGX090204-CBG 0.50 1.50 2.50 0.10 0.15 0.20 WNGMO080408 0.40 1.00 1.60 0.15 0.20 0.25
TPGX110302-CBF 0.20 0.60 1.00 0.04 0.08 0.12 WNGMO080408-LRG 0.40 1.50 2.60 0.10 0.15 0.20
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TURNING Grade table - ceramic

CERAMIC
PVD COATED
A,0; MIXED

OSZUMN

WHISKER

00ZYMN

SiAION

Al,0; MIXED

OSPNSN

§

uoJi 1se) [99]S pauapiey

IS0 513

HRSA: Heat resistant super alloy

ININHNL -V YNIQV3dHL - 4 ININOOYY - 3 ONITIIN -d

ONITIHA -3

$3140SS3IIV - 4 S1dvd 34VdS - 9
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TURNING Grade details - ceramie nidIkoT00.S

COATING
GRADE COMPOSITION | HARDNESS HV APPLICATION FEATURES
TECHNOLOGY | COMPOSITION s
B
“ AI:I sn ALO.+TICN 9900 D TiN HO1 poatgd ceramic improves tool life yellow surface helps to [
273 H15 identify wear development. <<
K01
K20 First choice for finishing of hardened steel and cast i
. . irst choice for finishing of hardened steel and cast iron
NAG200 AO+TICN 2300 in stable conditions.
HO1
H20
. . H10 Tough ceramic for general purpose applications with
NAG250 AL0g+TiC 2100 H25 | hight reliablty.
. . K05 High wear resistance for continuous cut applications at
“5“350 SiN, 1.700 K20 very high cutting speed.
) . K05 First choice for roughing of gray cast iron even with
NSN400 SiN, 1.700 K30 | interrupted cut.
. . K20 Toughest silicon nitride grade for very difficult
NSN450 SiN, 1.600 K30 | applications.
01 Reinforced alumina ceramic with excellent flank and
NWR700 Al,0+SiC 2.100 - oq5 | notch wear,first choice for high speed stable machining
of heat resistant super alloys.
) . S05 Reinforced alumina ceramic with improved toughness,
“wn7sn AO,+SIC 2100 S20 appliable even on heavy interrupted cut.
310 First choice for heat resistance super alloys (HRSA)
“snsnnn SIAION 1.800 - machining with variable cutting conditions. Toughness
S30 ) )
and wear resistant is well-balanced.
) S15 Excellent thermal and shock resistance for severe
NSAGS0 SIAION 1700 : S35 | applications on HRSA.
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TURNING Grade cross reference - GERAMIC nidkoTroo.s

| IS0 513 nidkoroo.s CERAMTEC =~ ISCAR ~ KENNAMETAL| KYOCERA NTK SANDVIK ~ TAEGUTEC | TUNGALOY |  UNION WALTER
NSN350 SL654C 1S6 CC6190 SN500
- K01 - K10 NSN400 L6580 S8 KYK10 KS6015 SX6 601690 AS500 FX105 NG00 WCK10
=
£ Kio-koo NS00 sSLL555%OC IS8 KY3500 | CS7050 o6 costeo | Assoo CX710 —gﬁggg oK
5 NSN450 SL506 1S80 KYK25 KS6050 FX105 SN400
< SL606
SL508 SP9
K20 - K30 NSN450 1608 KY3500 KS6050 X9 AS10 CX710 SN300
NWR700 WA1 SW400
S01 - S10 NWR750 w7 CF1 WAS CC670 TC430 SW800 WWS20
1S25 KY4300 KS6030 SX7 CC6060
S$10 - S20 NSA6000 LST320 159 KYS25 KS6040 53 006160 TC3020 TS200 SN800 WIS10
NSAG000 KY1540 SX3 CC6065 TS200
$20 - S30 NSAB50 LST320 1S35 KYS30 KS6040 X9 CC6160 TC3030 173300 SN1000
ST500
NAC150 IN22 KY1615 AB6N HC7 AB20 ST900
HOT-H10 s con0 St IN420 | KY4400 | PTGOOM 7 CC6050 1 agonig X 1C300
TM300
ST100
NAC200 SH2 LX11
H10 - H20 NAC250 Sha IN23 KY1615 AG5 HC2 CC650 AB30 X1 ST300
TC100
H20 - H30
BLACK: CVD, UNDERLINED: PVD, RED: uncoated This table is our own estimation based on information available to the public and is not authorized by the company mentioned on it.
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TURNING Edge preparation overview - GERAMIC

nidlkoro0.s

C D S T v w
O & 0O A o 6
80° 55° 90° 60° el 80°
GP om [ [ 4A181 [ 4A183 [ 4A188 [ 4A190 [ 4A193 [ dA194
40
: 30
20
1.0
fn (mm/rey)
T02020 020 030 040 050 182|Z1E6 S‘{%'-)E S1IZZE S1|ZGE S‘I%E S(l)%E
wu o [dA181
40
T 30
= 20
1.0
-
T0202O 020 030 040 050 S‘:ZzE
GP »m B [CdA181
40
: 30
20
10
fn (mm/rev)
T02020 020 030 040 050 S1|22E
GP om [ [ 4A181 [ 4A183 [4A188 [4A190 [A193 [ 4dA194
40
ﬁ 30
20
i Y
.
GS om [ [ 4A181 [JA183 [ 4A190 [ 4A193
40
30
R _~
honing 0
1.0
S01525 (NACT50) - 02020 (NAC200) o5 oo 5 0% e T & &
ceC om [ [ 4A181 [ 4A183 [4A188 [4A190 [4A193 [ 4A194
40
3.0
20
-
T01 020 020 030 040 050 S‘:ZZE S‘IIZSE S\]IZZE S1|ZGE S1|26E S(l)ZSE
Wwu »m [ [CdA181
40
30
20
10 h
fn (mm/rev)
T02020 020 030 040 050 S1|22E
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TURNING Edge preparation overview - GERAMIC

nidlkoro0.s

C D R S T
o NEGATIVE type without hole D L) Q D A
E )
=
o 80° 55° - 90° 60°
e O [ AA178 [AA182 [ 2A189 [ AA191
GP 40
30
20
10
5 I SIZE SIZE SIZE SIZE
g T02020 020 030 040 050 [12] 12 12 16
wom [ 4A182 [C4A189
GP "
30
20
10
n i) SIZE SIZE
T02020 WITH DIMPLE 02 03 08 050 12 12
wm [4n182 [C4A186 [4A189
GP 40
30
20
10
- n o SIZE SIZE SIZE
. T02020 020 030 040 050 12 1219 12
wim [C4A182 [C4A189
GP 40
30
20
1.0
- Sz SIZE
T02020 WITH DIMPLE om0k ok o 12 12
won B [dA186 [C4A189
CC “
- 30
‘ I
10
L e SIZE SIZE
T01020 020 030 040 050 12 12
wom [ [4a182 [dA184 [4A186 [4A189 [C4A191
GP 40
30
[
10
o SIZE SIZE SIZE Sz SIZE
T02020 020 03 040 050 12 15 12 12 16
oo [ [dA182 [C4A189
GP
30
20
A
n {mmiren) SIZE SIZE
T02020 WITH DIMPLE ok ok 0w o 12 12
wom [ [4A182 [C4A185 [[4A189
HI “
30
R_~» 20
honing
10
[ SIZE SIZE SIZE
P15015 020 030 040 050 12 12 1219
won [dA185
HT "
30
20
10
ey SIZE
K15015 020 030 040 050 12
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TURNING Edge preparation overview - GERAMIC nidIkoT00.S

c R S T
o e o A :
E
=
=
80° = 90° 60° <
o CC 4180 scCdate7 | TPLAA192
GP .
% 30
20
10
L SIZE SIZE SIZE
T02020 020 030 040 050 0912 0912 196
v B RC[4A185
GP .
% 30
20
1.0
" SIZE
T02020 020 030 040 050 0912
oo B RC[4A185
cc 40
o 30
10
YTl SIZE
T01020 020 030 040 050 0609 12
aom [ RC[4A185 TP 2A192
GP .
30
20
|
T el SIZE SIZE
T02020 020 030 040 050 060912 96
aom [ TP 2A192
Gs 40
30
R
honing”~ “
10
[ em S
S01525 020 030 040 050 196
»m PLAI92
cc 40
30
20
1.0
L"’“ SIZE
T01020 020 030 040 050 196
HI = O RC[_dA185
40
R 30
honinE> 20
10
RCGX09/12: P15015 E— SIZE
RCGX15/19: P20015 020030 040 050 09121519
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TURNING Edge preparation features - ceramic nidIkoT00.S

CC Edge preparation

2]
=
=
=
=
=
\
<

- Recommended for stable continuous cutting conditions

- Sharp edge reduces cutting forces and burrs formation

- CC Continuous Cut edge preparation is generally combined with mixed ceramics for hardened steel and SiAION
(only round inserts) for HRSA machining

e Features of CC edge preparation

LOW CUTTING FORCE
- The edge preparation has been optimized for low cutting forces action
- The chamfer width is 0.10 mm with an angle of 20° without round honing

BROAD RANGE

- Available in most common shapes and radii both positive and negative

d

101020
S [H
® Application range
anmm [ amm |51 CC SIAION
4.0+ 4.0
3.0 3.0
2.0 204

@ A
fn (mm/rev) fn (mm/rev)

In combination with NSA grades must be considered

0.%0 O.éO 0.210 O,éO 0,%0 0,50 0_210 0,150 as first choice for general purpose machining.
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TURNING Edge preparation features - ceramic

GP/GS

nidlkoro0.s

Edge preparation

- First choice for almost every kind of application on cast iron (NSN series) and hardened steel (NAC series)
- Well balanced between sharpnesses and robustness
- GP General Purpose is available in combination of 3 ceramic families: Silicon nitride, whisker reinforced and alumina mixed

ceramic. GS (general purpose with honing) is only combined with NAC series

e Features of "G" edge preparation

d

GP - FIRST CHOICE

- Applicable from continuous to light interrupted cut. Guarantee reliable

performances

- The chamfer width, in most of the cases, is 0.20 mm with an angle of 20°

GS - STRENGTHEN THE EDGE

- Same features of GP but with an additional reinforced honing

® Application range

GP-T02020

GS-501525
GS-502020

R
honing

SOUN K

4.0
3.0
2.0

1.0

fn (mm/rev)

020 0.30

0.40

0.50

SILUN S [H)

fn (mm/rev)

020 030 040 0.0

ISO H FIRST CHOICE

A\

For best performance we suggest to combine the
coated grade NAC150 to GS edge preparation and
uncoated fine grain NAC200 to GP edge preparation.
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TURNING Edge preparation features - ceramic nidIkoT00.S

H I Edge preparation

S
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- A standard chamfer edge connected to a wide chamfer rake, designed to endure heavy cutting conditions
- Hl edge preparation is focused on hard material machining and is available mainly in combination with NAC series
- Commonly utilized in machining of steel rolls

e Features of Hl edge preparation

DOUBLE CHAMFER

- Main chamfer size starts from 1,5 mm and can reach 2 mm for biggest

] inserts, with an angle of 15°

- Secondary chamfer width is 0.20 mm with an angle from 25° to 30°

REINFORCING HONING

- As further reinforcement, the cutting edge honing has been increased
compared to general purpose edge preparation

P15015
P20015
R_~
honing
® Application range
ap (mm) m SPECIAL CHAMFER UPON REQUEST
4.0 a‘ BN [«
E
B
307 honing \'/
size
2.0+
1.0+ Big chamfer type is generally combined with round
fn (mm/rev) inserts for which we can provide even tailor-made
T T T T solutions.
0.20 0.30 0.40 0.50 HT type, for exsample is a round insert with a double
chamfered geometry without round honing.
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TURNING Product selection - ceramic nidkoTooLs

WU Edge preparation

A - TURNING

- Could be used at higher feed rate to improve productivity or at standard feed rate to reach excellent surface quality

- WU wiper edge is available in combination with silicon nitride grade (NSN400) for gray cast iron and mixed alumina cera-
mic (NAC200) for hardened steel

- Combined with standard 80° shapes (CNGA)

e Features of WU edge preparation

GENERAL PURPOSE

- Small T land chamfer without honing produces for low cutting forces and
good accuracy

/ - The chamfer width is 0.2 mm with an inclination of 20°
ARC WIPER
_— - A big arc at optimized position as wiper geometry in stead
/ of conventional straight wiper land, effectively reduces vibration and
ensures better surface quality
102020
® Application range

ap (mm) m ap (mm) m NOT ONLY FOR FINISHING
4.0 1 4.0 1
3.0 1 3.0 1
2.0 2.0
»| [ A

fn (mmy/rev) fn (mm/rev) The wiper edge design when being used at medium

T T T T T T T T or higher feed cutting conditions, can create better
020 030 040 0.50 020 030 040 050 surface quality.
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TURNING Product selection - ceramic

nidlkoro0.s

SILICON NITRIDE AND MIXED CERAMICS

NEGATIVE POSITIVE
wear resistance NAC200/ CC NAC200/ CC
A
15t CHOICE NSN400 / GP NSN400 / GP
v
toughness NSN450 / GP
wear resistance NAC200 / GP NAC200 / GP
A
15t CHOICE NSN400 / GP NSN400 / GP
v
toughness NSN450 / GP
wear resistance
A
15t CHOICE NSN400 / GP NSN400 / GP
v
toughness NSN450 / GP
WHISKER CERAMICS AND SiAION
NEGATIVE POSITIVE
wear resistance
A
15t CHOICE NWR700 / GP NWR700 / GP
v
toughness NWR750 / GP NWR750 / GP
wear resistance NWR750 / GP NWR750 / GP
A
15t CHOICE NSA6000 / GC NSAG000 / GC
v
toughness NSAB50 / GP NSAB50 / GP
wear resistance NWR750 / GP NWR750 / GP
A
15t CHOICE NSAG000 / GP NSAG000 / GP
v
toughness NSAB50 / GP NSAB50 / GP
AlL,0, MIXED CERAMICS
NEGATIVE POSITIVE
wear resistance NAC150/CC NAC150/ CC
A
15t CHOICE NAG200 / GC NAG200 / GC
v
toughness
wear resistance NAC150/ GS NAC150/ GS
A
1t CHOICE NAG200 / GP NAC200 / GP
v
toughness NAC250 / GP NAC250 / GP
wear resistance NAC200 / HI NAC200 / HI
A
1t CHOICE NAG250 / HI NAG250 / HI
v
toughness




TURNING Designation system - ceramic nilkorooLs

C N G A 12 04 08 - GP - NAC 20

o

S
1 2 3 4 B 6 7 8 9 | 10 =
E
<
1 |shape 2 |RELIEF ANGLE 3 |ToLERANCES HOLE/CHIPBREAKER
€ |80° rhombic B |5° Symbol |1.C. Thickness Corner height Hole Hole countersink | Chipbreaker
D |55° thombic c |7 E  +0.025 +0.025 +0.025 A v X X
K |55° parallelogram D |15° G |+0.025 +0.13 +0.025 G v X double sided
S 190° square E |20° M | +£0.05~+0.15 +0.13 +0.08 ~ +0.18 M v X single sided
T |60° triangular No|0° U |+0.08~=+025 |+0.13 +0.13 ~ +0.38 N X X X
VvV |35° thombic Poo11e T v 40°+60° single sided
W |80° trigon w v 40°+60° X
X NIKKO norm
5  |EDGE LENGHT © | THICKNESS 7 |raDiUs
I.C. (mm)|C shape | D shape |Rshape |Sshape Tshape Vshape |W shape Symbol | (mm) Symbol | (mm)
397 103 04 03 06 01 159 005 0.05
476 04 05 04 08 08 T 198 01 |0.10
5.00 05 02 1238 02 10.20
556 |05 06 05 09 03 T2 278 04 1040
6.00 06 05 318 mm:;@ 08 080
6.35 06 07 06 11 11 04 T |397 121120
7.94 |08 09 07 13 05 04 (476 mmil@ 16 160
8.00 08 05 |5.56 20 2.00
953 09 11 09 09 16 16 06 06 6.35 24 240
10.00 12 10 07 794
12.00 09 953
12.70 |12 15 12 12 22 22 08
15.88 |16 19 15 15 27 24 10
16.00 16
19.05 19 23 19 19 33 33 13
20.00 20
2223 |22 27 2 38
25.00 25
2540 |25 31 25 25 44 44 17
31.75 |32 38 31 31 54 54 21
32.00 32

8 EDGE PREPARATION

CC  |sharp edge

GP, GS |universal edge

HI reinforced edge

WU | wiper edge

9 GRADE - features 1 0 GRADE - material
NAC | Mixed Al,0, ceramic 000290 IS0 H
NSA | SIAION 300590 IS0 K
NSN | Silicon nitride 600790 IS0 S

NWR | Whisker reinforced
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TURNING Indexable inserts - ceramic

nidlkoro0.s

CC

CN: Silicon nitride ceramic Si3N4 C

=

o
S
; =
ISO - with hole 2
* The most popular insert shape due to high stable machin: @1 choice () suavle | (@)
versatility General machining, - ’
o Clearance angle 7°, bigger than 5°, less medum el i choco sitade | @
likely to have chip jamming when boring o 3 1 noice £ sutabe
* 80° comner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations
M
400
1000
s
2 edges
Designation RE IC S D1 LE Stock
EAL K CCGWOST308-GP 08 955 397 | 44 | 89 O
[==
w
% CCGW09T312-GP 12 19526 397 | 44 85 | @
CCGW120408-GP 08 | 127 | 476 | 55 | 121 | O
CCGW120412-GP 12 127 | 476 | 55 | 117 | @

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

(ref. CCGW12)

ap (mm) n

fn (mm/rev)

T T T T
020 030 040 050

A180 PRODUCT SELECTION p.A178 | CUTTING CONDITIONS p.A196 | | GRADES FEATURES p.A168 | | EXTERNALHOLDERS p.A214 | INTERNAL HOLDERS p.A218




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
CN: Silicon mtﬁzeggzﬁ:gsﬁm CM | CM | CM CN CN CN | CN
c N PVD: Physical vapour deposition | PVD
oo e 8 o0
w S| W
- =
with hole HHHEEHE =
o The most popular insert shape due to high Stab'emaﬁglﬂ"c‘ﬂg @ cocc Osuare| @ @O O @ @ O <
versatility General machining, o ’
« 80° corner can be used for both turning and medum el @ Ouie O @ @ @O @@
facing operations nstable Machiing, g 1< choice 5.3 suiable 9
* Opposite 100° corers can be used for Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
general roughing applications (especially
facing), providing maximum economy of 8
total cutting edges M
400 500 400 400
600 1000 1000 800
150
4 ed 400
edoes 100 70 | 60
200 180 150
Designation RE IC S D1 LE Stock
2 A K S [H CNGA120404-GP 04 | 127 | 476 | 516 125 °
E CNGA120408-GP 08 | 127 | 476 @ 516 | 121 e o o
E CNGA120412-GP 12 | 127 | 476 | 516 @ 117 ® @& O
CNMA120408-GP 08 | 127 | 476 @ 516 | 121 Ol @ O
CNMA120412-GP 12 | 127 | 476 | 516 @ 117 O/ @ O
CNMA120416-GP 16 | 127 | 476 | 516 @ 113 Ol @ O
CNGA160612-GP 12 | 1587 635 | 635 149 [ ]
CNGA160616-GP 16 | 1587 | 635 635 | 145 O
CNMA160612-GP 12 | 1587 635 | 635 @ 149 [ ]
CNMA160616-GP 16 | 1587 | 635 635 | 145 [ ]
GS 1]
‘z CNGA120404-GS 04 | 127 | 476 | 516 | 125 | @
=
=
CNGA120408-GS 08 | 127 | 476 | 516 | 121 | @ @
CNGA120412-GS 12 | 127 | 476 | 516 117 | @ O
a cclil
g CNGA120404-CC 04 | 127 | 476 | 516 | 1256 | O @
w
CNGA120408-CC 08 | 127 | 476 | 516 | 121 | @ | @
CNGA120412-CC 12 | 127 | 476 | 516 117 | O | O
AR K H]
[
=
CNGA120410-WU 1 127 | 476 | 516 | 11.9 O [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
aem [T (fef. CNoAT2) EYUN S | (fef. CNoAT2) EYCUN K | (fef. CNoAT2) EYUN K [H
4.0+ 4.0+ 4.0+
3.0 3.04 3.04
2.0 2.0 2.0
1.0 1.04 1.0
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50

PRODUCT SELECTION p.A178 ~ CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 | EXTERNALHOLDERS p.A224 ~ INTERNAL HOLDERS p.A229 A181




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
CN: Siliconnil‘r);zeg::mzsism CM | CM | CN | CN|CN | CN | CN | CN| CR | CR
c N CR: Whisker reinforced ceramic
oo o o e
= S I © 8 W aews W’
= ISO - without hol 222233 &
& - without nole SSSLLEE
< o The most popular insert shape due to high Stab'emaﬁgg"ggg{ @ croce Osuraoe| @ | O 1 O 1O e Oe O
versatility General machining, o '
« 80° corner can be used for both turning and medum e @ Ouae @) @ O @O0 0 00O @
facing operations Unstable machiind, g 14 caice §- sutable 9
* Opposite 100° comers can be used for Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
general roughing applications (especially
facing), providing maximum economy of 8
total cutting edges
400 500 400 400
600 1000 1000 800
150 150 150 250 200
350 400 250 500 450
70 | 60
180 | 150
Designation RE IC S D1 LE Stock
FA K S Hi CNMN120412-GP 12 | 127 | 476 | - | 117 o
[+ =
ué CNMN120416-GP 16 | 127 | 476 - 13 O
=1
CNGN120708-GP 08 | 127 | 7% - 121 O (@]
CNGN120712-GP 12 | 127 | 79 - 17 O v v O (@]
CNGN120716-GP 16 | 127 | 794 - 113 O O (@]
K S CNGX120708-GP 08 127|794 - | 121 @
[==
w
% CNGX120712-GP 12 | 127 | 794 - 17 @
CNMX120712-GP 12 | 127 | 794 - 17 V| A [ ]
dimpled
mpled type CNMX120716-GP 16 127 794 - | 113 A o o o
@ HIT
= CNGN120712-HI 12 | 127 | 794 - 1.7 O
=
w
oc
CNGN120716-HI 16 | 127 | 794 - 13 O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
EYUUN K | (fef. CNoAT2) o) [ (ref. CNoo1207) awm [ (fef. CNoAT2)
4.0 4.0
3.0 3.0
2.0 1 2.0
1.0 4 1.04
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50

A182 PRODUCT SELECTION p.A178 | CUTTING CONDITIONS p.A196 | | GRADES FEATURES p.A168 | | EXTERNALHOLDERS p.A224 | INTERNAL HOLDERS p.A229




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
P\/D:Physical)\(?lapcoel:?rdnégosmn CM | CM | CM
DN
o o o
w S| o
ISO - with hol =88 =
- with nole === =
* Generally the 1st choice for profile/copy sialemachiont, - @y 1= choice O sutavre| @) | @ | O <
turning applications General machining, o ’
o Able to “In-Copy” (plunge turn into a smaller medum el teotoee Qatate| O @ | @
diameter) at an angle of 30° o 1+ choice D uiabe
® 7° clearance angle, less risk of chip Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
jamming in boring
e Somewhat weaker edge strength than a
triangle insert M
400
600
S
 edges 100 70 | 60
200 180 150
Designation RE IC S D1 LE Stock
2 6P LIl DNGAT50604-GP 04 127 | 635 516 | 151 °
[+ =
w
% DNGA150608-GP 08 | 127 | 635 | 516 | 147 [ N ]
DNGA150612-GP 12 | 127 | 635 | 516 @ 143 ® O
DNGA150616-GP 16 | 127 | 635 | 516 @ 139 O
= Gs[
<Z> DNGA150604-GS 04 | 127 | 635 | 516 | 151 | O @
E
s
DNGA150608-GS 08 | 127 | 635 | 516 | 147 | @ @
DNGA150612-GS 12 0 127 | 635 | 516 | 143 (@]
= cclil
< DNGA150604-CC 04 | 127 | 635 516 | 151 | O | @
w
DNGA150608-CC 08 | 127 | 635 516 | 147 | O
DNGA150612-CC 12 | 127 ] 635] 516 143 | O @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

aem [T (ref. DNGAT5)
4.0
3.0
2.0
1.04

fn (mm/rev)

T T T T
020 030 040 050

PRODUCT SELECTION p.A178  CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 | EXTERNALHOLDERS p.A244  INTERNAL HOLDERS p.A249 A183
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TURNING Indexable inserts - ceramic

nidlkoro0.s

CM: Mixed ceramic Al203

DN .
-]
e
: 8
ISO - without hole =
* Generally the 1t choice for profile/copy Stable machions, @y 1 choice () suavle | (@)
turning applications General machining
chining, 14 choi tabi
o Able to “In-Copy” (plunge turn into a smaller "‘e‘"“mf“t @ o Osuieve @
diameter) at an angle of 30° o 3 1 choice £ D utabe
* 7° clearance angle, less risk of chip Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
jamming in boring
e Somewhat weaker edge strength than a
triangle insert
Ic RE
400
600
s5¢ LE -
s
4 edges 70
180
Designation RE IC S D1 LE Stock
GP [}
‘z' DNGN150708-GP 08 | 127 | 794 - 147 1 O
=
=
DNGN150712-GP 12 | 127 | 794 - 143 | O
DNGN150716-GP 16 | 127 | 794 - 139 | O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

anmm [ (ref. DNGN1507)
4.0 4
3.0 1
2.0
1.0

fn (mm/rev)

T T T T
020 030 040 050

A184 PRODUCT SELECTION p.A178 | CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ceramic Al203 cM

CN: Silicon nitride ceramic Si3N4
CR: Whisker reinforced ceramic | PVD
PVD: Physical vapour deposition

o
=
o
=
@]
=2
o
=
o
=
o
o)
o
o]

eS8 e
w e we o wd B ©
; e 8882288 = e s
ISO - without hole =S ==L LES g
=
* Very strong and robust shape and style, able |~ St @y 1ecrace Dsutae| @) @ O O | O ® O <
to confront diverse challenges during the ini ‘ )
A GG @ras v O @ @0 @00 @
« Cornical tail secures the seating in the insert | ""°7°TEHOG  4g 1o cnace §77 sutable o

pocket of the holder Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
« Different edge preparation with wide range

of grades covering the majority of application

area M

400
120° 600
7

s 150 150 150 250 200
350 400 250 500 450
100 70 60
200 180 150
Designation RE IC S D1 LE Stock
(04 S H
2 RCG060700-GP 375 635 | 194 - | - °
s
5
RCEX00700-6P 476 9525 7% - - ® @ O oo
RCG120700-6P 63 127 7% - - 0 O OV vio o
—
2 65l
&
=
=
= RCEX060600-GS 375 635 635 - | - o
& ccH
S RCEX060600-CC 375 635 | 635 - | - o
w
RCGX090700-CC 476 | 9525 794 - | - o
RCGX120700-CC 635 | 127 | 79 - | - °
g o RCEX090700-HI 4761955 7% - | - e @ O
o
o
< RCGXT20700-H 635 127 7% - - e® e ®
w
o
RCGX151000-H 798 1687 10 | - | - o e
RCGX191000-H 9525 1905 10 | - | - oo

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

aem [T (ref. RCGX1207) EYUN S | (ref. RCGX12)
4.0 4 4.0+
3.0 3.0
2.0 - 2.0
1.0 1.0

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

T T T T T T T T
020 030 040 050 020 030 040 050

PRODUCT SELECTION p.A178  CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 A185




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ceramic Al203
CN: Silicon nitride ceramic Si3N4 CM | CM | CM | CN | CN | CN | CN | CR | CR
RN CR: Whisker reinforced ceramic | PVD
PVD: Physical vapour deposition
o
[— BN —3N ]
< RS R288R8ew
s ISO - without hol eS8 S22283es¢e
= -
= without hole SESLELL2EE
< * Very strong and robust shape and style, able | SER TG, @y 1w gce (D) sutave| @) @ O O | O 0 O
to confront diverse challenges during the @aiel sl . )
oot e e @ Qv O @ @ O @ O @O @
* Different edge preparation with wide range | "™ Ee%: 481 choice §7 sutabe o
of grades covering the majority of application Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1% choice)

area
e Other thicknesses available upon request

400 400
600 1000!

S 150 150 150 250 200
350 400 250 500 450
100 70 | 60
200 180 150
Designation RE IC S D1 LE Stock
A K S H]
i» RNGN120400-GP 635 | 127 | 476 - - ° oo
=
5
RNGN120700-GP 635 | 127 | 794 - - 0o/l0l0 |V viojlo o
RNGN190700-GP 9525 1905 794 - - v
Eccﬂ
= RNGN120400-CC 6.35 | 127 | 476 - - °
RNGN120700-CC 635 | 127 | 794 - - °
@ HIL]
[
o
[T
=
& RNGN120700-HI 635 | 127 | 794 - - e e @
Q| HTE
(=}
[~=
o
[
=
& RNGN120700-HT 635 | 127 | 794 - - e °

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

EYUUN S | (ref. RNGN12) o) [ (ref. RNGN1207) EYUUN K | (ref. RNGN12)
4.0 4.0
3.0 3.0
2.0 2.0 -
1.04 1.0 4

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

T T T T T T T T T T T T
020 030 040 050 020 030 040 050 020 030 040 050

A186 PRODUCT SELECTION p.A178 | CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168




TURNING Indexable inserts - ceramic nidkoTooLs

SC

CN: Silicon nitride ceramic Si3N4 C

=

=]
S
- =
- Wi = =
ISO - with hole 2 e
* Very strong 90° corner with excellent stable machin: @1 choice () suavle | (@) <
economy (4 edges on positive inserts) G Wi, ‘ )
 More used on roughing e"efa‘mﬂgg?ﬁ;rﬂ“ggt e Q| @)
o Unable to turn or face up to a shoulder o 1+ choice D uiabe
(must be used in a tool holder with min. 5° Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
lead angle)
 High radial forces push against the workpie-
ce when used for turning M
 Should always be used in a stable set-up 200
D1 1000
ot
7 )
S
4 edges
Designation RE IC S D1 LE Stock
2 GPILA
w
g SCGW09T308-GP 08 | 9525 397 | 44 | 87 @
=
=]
SCGW120408-GP 08 | 127 | 476 | 55 | 119 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN K | (fef. SCGW12)

fn (mm/rev)

T T T T
020 030 040 0.50

PRODUCT SELECTION p.A178  CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 | EXTERNALHOLDERS p.A255  INTERNAL HOLDERS p.A256 A187
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TURNING Indexable inserts - ceramic

nidlkoro0.s

CM: Mixed ceramic Al203

S N CN: Silicon nitride ceramic Si3N4 CM | CN
[ 2K
=]
IS0 - with hol g 2
- with hole s 3
* Very strong 90° corner with excellent stablemachion: @y 1= choice (O sutavre| @) | @)
economy (4 edges on positive inserts) i ‘ )
 More used on roughing Ge"efa‘mﬂgz?ﬁ;g‘ggé s Quuae| @) | @
o Unable to turn or face up to a shoulder et 3 1< choce D uiable
(must be used in a tool holder with min. 5° Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
lead angle)
 High radial forces push against the workpie-
ce when used for turning M
 Should always be used in a stable set-up
ol
o1 1000
S
8 edges 70
180
Designation RE IC S D1 LE Stock
3 GP [ SNGA120404-GP 04 | 127 | 476 | 516 | 123 @
g SNGA120408-GP 08 | 127 | 476 | 516 19 @
% SNGA120412-GP 12 0 127 | 476 | 516 | 115 | @
SNMA120408-GP 08 | 127 | 476 | 516 | 119 [ ]
SNMA120412-GP 12 | 127 | 476 | 516 | 115 [
SNMA120416-GP 16 | 127 | 476 | 516 | 111 O
o ccll
S SNGAT20404-CC 04 | 127 476 516 | 123 @
w
SNGA120408-CC 08 | 127 | 476 | 516 | 119 | O
SNGA120412-CC 12 | 127 | 476 | 516 | 115 | @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

a1 (fef. SNGA12)
4.0
3.0
2.0
1.04

fn (mm/rev)

T T T T
020 030 040 050

EYUUN K | (ref. SNMAT2)
fn (mm/rev)
T T T T
020 030 040 050

A188 PRODUCT SELECTION p. A178 ‘

| CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 | | EXTERNALHOLDERS p.A257 = INTERNAL HOLDERS p.A261




TURNING Indexable inserts - ceramic

nidlkoro0.s

CM: Mixed ic AI203
CN: Silicon nit‘rxigegzzmzsiam CM | CM | CM  CN CN CN | CN|CR
S N CR: Whisker reinforced ceramic | PV/D
PVD: Physical vapour deposition
o
]
rPeRS8888wm
ISO - without hol s 8¥e2g3Ie
- without hole HIHHEIEEEE
o \lery strong 90° corner with excellent S‘ab'emﬁg,gqigg{ @ e Osurre | @ | @ O OO @O O
economy (4 edges on positive inserts) i ‘ )
 More used on roughing Generalmngmggi @ o Ouae| O @@ O 0 @ @ @
 Unable to turn or face up to a shoulder o 3 1 choice £ D sutabe o
(must be used in a tool holder with min. 5° Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
lead angle)
 High radial forces push against the workpie-
ce when used for turning M
 Should always be used in a stable set-up
400 400 400
600 1000 800
S 150 150 200
350 400 450
8 edges 100 70 | 60
200 180 150
Designation RE IC S D1 LE Stock
2 A K S [H SNGN120408-GP 08 | 127 | 476 | - | 119 °
E SNGN120412-GP 12 | 127 | 476 - 115 ol e | e V
E SNMN120416-GP 16 | 127 | 476 - 141 [ ]
SNGN120708-GP 08 | 127 | 7.9 - 19 @ @
SNGN120712-GP 12 | 127 | 794 - 115 [ ]
SNGN120716-GP 16 | 127 | 794 - 1141 O
FA K S Hi SNGX120708-6P 08 127 794 - | 119 °
[+ =
w
% SNGX120712-GP 12 | 127 | 794 - 15 [ ]
SNMX120712-GP 12 | 127 | 794 - 15 A O
dimpled
mpled type SNMX120716-GP 16| 127 794 - | 111 V A @
a HII
r‘;j SNGN120716-HI 16 | 127 | 794 - 141 O
o
[T
=
&= SNGN120720-HI 2 127 | 794 - 107 (@]
SNGN120724-HI 24 | 127 | 79 - 10.3 (@]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
SN S | (fef. SNoo12) EYUN K | (ref. SNMAT2) ) [ (fef. SNoo1207)
4.0+ 4.0 A
3.0 3.0 A
2.04 2.0
1.04 1.0 4
fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50 0.20 0.30 0.40 0.50

PRODUCT SELECTION p.A178  CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168
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TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
CN:SiIiconmtﬁzegg:ﬁ:zsﬁm CM | CM | CM | CN
TN PVD: Physical vapour deposition PVD
2838
- 1S0 - with hol I
= -
2 with hole SEE2
< * Very versatile insert shape, can be used for | SEUR TN, @y 1 orgce (D sutate| @) @ O | @
turning, facing, boring, copy turning and General machining, o )
basic profiling, sometimes even threading medum el ooee Qaiare O @ @ | @
* Good economy with up to 6 cutting edges | " ENNG: 48 1< chice §7 suiable
* Very stable seating of the insert in pocket Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
of a holder, especially advantaged in boring
operation
 Edge is measurably weaker than 80° 60° M
diamond shape inserts
P v 400 400
| 600 1000
D1
RE “———
LE L
S
6 edges 100 70 | 60
200 180 150
Designation RE IC S D1 LE Stock
GP [3]
‘i’ TNGA160404-GP 04 | 9525 | 476 | 3.81 | 161 [ ]
=
=
TNGA160408-GP 08 | 9525| 476 @ 381 | 157 ® & O
TNGA160412-GP 12 19525 476 | 381 | 153 e o o
= 6sll
£ TNGA160404-GS 04 9525 476 | 381 | 161 | @ @
£
=
TNGA160408-GS 08 | 9525| 476 | 381 | 157 | @ @
TNGA160412-GS 12 19525 476 381 153 | @ O
= cclil
< TNGA160404-CC 04 9525 476 | 381 | 161 | @ @
w
TNGA160408-CC 08 | 9525 476 | 381 | 157 | @ @
TNGA160412-CC 12 |1 9525 | 476 | 381 | 153 [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

a1 (ref. TNGATE) EYUUN K | (ref. TNGN16)
4.0+
3.0+
2.0+
1.0
fn (mm/rev) fn (mm/rev)
T T T T T T T T
020 030 040 050 020 030 040 050

A190 PRODUCT SELECTION p.A178 | CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 | | EXTERNALHOLDERS p.A271




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ceramic Al203

T N CN: Silicon nitride ceramic Si3N4

ISO - without hole

* Very versatile insert shape, can be used for | SR MCNG, @y g orgce (7) sutabe
turning, facing, boring, copy turning and i

X 0 . 9 g wy 9 . Genera\mn;%?mwggi ‘1" choice @suitable
basic profiling, sometimes even threading

; ) Unstable machining, ' ’
* Good economy with up to 6 cutting edges e oyt 3B 1% choice 5 suiabe

o
=
o
=

A - TURNING

€ © NAc200
€ © NSN400

* Very stable seating of the insert in pocket Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
of a holder, especially advantaged in boring
operation
 Edge is measurably weaker than 80° M
diamond shape inserts
400 | 400
60011000
S
6 edges 70
180
Designation RE IC S D1 LE Stock
GP [AC1
25 TNGN160408-GP 0.8 | 9525 476 - 15.7 [
E
=
TNGN160708-GP 08 | 9525 | 7.94 - 157 0] O
TNGN160712-GP 12 | 9525 7.94 - 153 O] O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SN K | (ref. TNGN16) aem [T (ref. TNGN1607)
4.0 +
3.0
2.0 -
1.0
fn (mm/rev) fn (mm/rev)
T T T T T T T T
020 030 040 050 020 030 040 050

PRODUCT SELECTION p.A178  CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 A191




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
CN: Silicon mtﬁze gg::ﬁ:? Si3N4 CM | CM | CN
T P PVD: Physical vapour deposition PVD
=)
L] 3 g [—]
- 1S0 - without hol 23
E - without nole = =2
< * Very versatile insert shape, can be used for | SEUR TG, @y 1w oice (D) sutatie| @) @) @
turning, facing, boring, copy turning and General machining, o )
basic profiling, sometimes even threading medum el teotoee Qatate| O @ | @
* Good economy with up to 3 cutting edges | "G g8 1< choice §7 suiable
* Very stable seating of the insert in pocket Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
of a holder, especially advantaged in boring
operation
 Edge is measurably weaker than 80° 60° M
diamond shape inserts
400 | 400
IC 60011000
RE 11°
LE
S
§ edges 100 70
200 180
Designation RE IC S D1 LE Stock
3 GP [ TPGN110302-GP 02 | 635 | 3.18 - 10.8 [ ]
E TPGN110304-GP 04 | 635 | 3.18 - 10.6 ® O
E TPGN110308-GP 08 | 635 | 3.18 - 10.2 [ N ]
TPGN160304-GP 04 | 9525| 3.18 - 16.1 ® O
TPGN160308-GP 08 | 9525| 3.18 - 15.7 [ N ]
TPGN160312-GP 12 1 9525 | 318 - 15.3 [ ]
2 eskl TPGN110302-GS 02 | 635|318 - | 108|0
[==
ué TPGN110304-GS 04 | 635 | 3.18 - 106 @
=]
TPGN110308-GS 08 | 635 | 318 - 102 | O
TPGN160304-GS 04 | 9525| 3.18 - 161 | @
TPGN160308-GS 08 | 9525| 3.18 - 157 | @
% ccil TPGN110302-CC 02 | 635 318 - 108 O @
5 TPGN110304-CC 04 | 635 | 3.18 - 106 O @
TPGN110308-CC 08 | 635 | 318 - 102 @ O
TPGN160304-CC 04 | 9525| 3.18 - 161 @ @
TPGN160308-CC 08 | 9525 3.18 - 157 @ @
TPGN160312-CC 1.2 19525 | 318 - 15.3 [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
a1 (ref. TPGN16) EYUUN K | (ref. TPGN16)
4.0+
3.0+
2.0+
1.0+
fn (mm/rev) fn (mm/rev)
T T T T T T T T
020 030 040 0.50 020 030 040 0.50

A192 PRODUCT SELECTION p.A178 | CUTTING CONDITIONS p.A196 | GRADES FEATURES p.A168 | EXTERNAL HOLDERS p.A276




TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
CN:SiIiconmtﬁzegg:ﬁ:zsﬁm CM | CM | CM | CN
VN PVD: Physical vapour deposition PVD
2238
IS0 - with hol S -
- =
with hole SSS32 =
o 1st choice for intricate shape copy turning Stab'emaﬁgm"c‘ﬂ{ @ coce Osuare | @ @ O @ <
e Can “In-Copy” (plunge turn into a smaller General machiring, - )
diameter) at an angle up to 49° medum el ooee Qaiare O @ @ | @
« Can work extremely close to the tailstock/ | "SRG 48 1« choce §7 suiable
live center Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
 The weakest turning insert shape among all,
ap and fn should be lighter
© Double sided style should mainly be used for M
external applications
400 400
600 1000
S
4 edges 100 70 | 60
200 180 | 150
Designation RE IC S D1 LE Stock
GP [AC1
i: UNGA160404-GP 04 | 9525 476 | 381 | 162 [ O
E
=
UNGA160408-GP 08 | 9525 | 476 | 381 | 158 ®e O @
VNGA160412-GP 12 | 9525 476 | 381 | 154 [N NeRNe]
= GS[I
2 VNGA160404-GS 04 | 9525 476 | 381 | 162 @ @
<
5
VUNGA160408-GS 08 | 9525 476 | 381 | 158 | @ @
UNGA160412-GS 12 | 9525 476 | 381 | 154 | O | O
= cclil
< VNGA160404-CC 04 | 9525 476 | 381 | 162 @
w
VNGA160408-CC 08 | 9525 476 | 381 | 158 @ @
VNGA160412-CC 12 | 9525 476 | 381 | 154 | O | O
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
aem [T (fef. VNGA16) EYUN K | (ref. VNGA16)
4.0+
3.0
2.0
1.0
fn (mm/rev) fn (mm/rev)
T T T T T T T T
0.20 0.30 0.40  0.50 0.20 030 040 050
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TURNING Indexable inserts - ceramic nidkoTooLs

CM: Mixed ic Al203
WN CN:SiIiconmtﬁzegg:ﬁ:zsﬁm CM | CN
=]
g S s
= _ Wi & =
= ISO - with hole 23
< * 6-corner 80° diamond shape that can stablemachion: @y 1= choice (O sutavre| @) | @)
:zz;enasse economy compared to CNMG-style GE,,19,‘,,‘n1n:;,:j?m‘23i tectas (Yautave| @) | @)
« Generally used on more moderate depths of | "G g 1« choce §77 suiable
cut and feedrates than CNMG-style inserts Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Seating of insert in pocket is less stable as
CNMG-style inserts
o Cannot take as deep a depth of cut as M
similar sized CNMG-style insert
400 | 400
60011000
s
6 edges 70
180
Designation RE IC S D1 LE Stock
GP [AC1
i’ WNGA080404-GP 04 | 127 | 476 | 516 | 83 | @
E
=
WNGA080408-GP 08 | 127 476 516 79 @ | O
WNGA080412-GP 12 127 | 476 516 75 @ @
o cclil
g WNGA080404-CC 04 | 127 | 476 | 516 | 83 | @
(2]
WNGA080408-CC 08 | 127 | 476 | 516 | 79 | @
WNGA080412-CC 12 127 | 476 | 516 | 75 | O

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

a1 (ref. WNGAOB) EYUUN K | (ref. WNGAOS)
4.0
3.0
2.0
1.04
fn (mm/rev) fn (mm/rev)
T T T T T T T T
020 030 040 050 020 030 040 050
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TURNING Indexable inserts - ceramic nidkoTooLs
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TURNING Parameters - cutting speed - cERAMIC

nidlkoro0.s

IS0 513

2]
=
=
=
=
=
\
<

HARDNESS NAG200 NSN350 NSN400
MATERIAL N . N
HB | min | start | max | min | start | max | min | start | max
. 400 500 600 . 600 800 1000 O 500 750 1000
Grey cast iron .
(ex. 0.6025/GG25/EN-GJL-250) 150 + 250 @ 500 700 900 ‘ 400 650 900
. 300 400 500 O 450 600 750
Nodular cast iron .
(ex. 0.7050/GGG50/EN-GJS-500-7) 190350 L A EIn
I — HaRDNESS  NAGTSO NAG200 NAG250
HRC min | start | max min | start | max min | start | max
. 100 150 200 . 80 130 180 O 70 110 150
Case-hardened steel .
(ex. 1.7131/16MnCr5) 50 = 56 ' 70 110 150 ‘ 60 100 140
@ 5 130 180 @ 70 100 130 () 60 90 120
Bearing steel, quenched and tempered steel .
e 54+ 62 @ 6 8 100 @ 5 60 70
0513 — waroNEss  NSAGOOD NSAGSO NWR700
HRC min | start | max min | start | max min | start | max
(O 200 300 400 @ 300 400 500
Fe/Ni/Co based heat resistant alloys .
(ex. Hastelloy, Inconel 625, Inconel 718) 50 + 56 ‘ 180 250 320 @ 150 200 250 O 250 300 350
@ 150 200 250

2
:

Complete workpiece materials p. H1.
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TURNING Parameters - cutting speed - cERAMIC nidkoTooLs

NSN450

min | start | max

@ 400 600 800
€% 400 500 600

A - TURNING

NWR750

min | start | max
(O 250 350 450

@ 200 250 300

Complete workpiece materials p. H1.
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TURNING Parameters - depht of cut and feed rate - ceramic

nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
CCGW09T308-GP [d 1.00 2.00 3.00 0.12 0.23 0.34 RCGX060700-GP IZ1 0.40 1.20 2.00 0.10 0.24 0.38
CCGW09T312-GP I[d 1.00 2.00 3.00 0.13 0.26 0.36 RCGX060700-GP H 1.00 2.00 3.00 0.18 0.32 0.46
CCGW120408-GP [4 1.00 2.50 4.00 0.14 0.27 0.40 RCGX090700-CC H 1.00 2.00 3.00 0.22 0.32 0.42
CCGW120412-GP [d 1.00 2.50 4.00 0.16 0.31 0.46 RCGX090700-GP I1} 0.60 1.80 3.00 0.12 0.26 0.40
CNGA120404-CC 1 0.20 0.70 1.20 0.04 0.08 0.12 RCGX090700-GP 1.00 2.50 4.00 0.22 0.38 0.54
CNGA120404-GP [} 0.40 1.20 2.00 0.06 0.14 0.22 RCGX090700-HI I 0.60 1.80 3.00 0.15 0.30 0.45
CNGA120404-GS 1] 0.40 1.20 2.00 0.06 0.14 0.22 RCGX120700-CC H 1.00 2.00 3.00 0.22 0.32 0.42
CNGA120408-CC I1) 0.20 0.70 1.20 0.05 0.10 0.15 RCGX120700-GP I} 0.60 1.80 3.00 0.12 0.26 0.40
CNGA120408-GP [} 0.40 1.20 2.00 0.10 0.20 0.30 RCGX120700-GP 1.00 2.50 4.00 0.22 0.38 0.54
CNGA120408-GP 1.00 2.50 4.00 0.14 0.27 0.40 RCGX120700-HI I} 0.60 1.80 3.00 0.15 0.30 0.45
CNGA120408-GS [1] 0.40 1.20 2.00 0.10 0.20 0.30 RCGX151000-HI [Z1 1.00 2.50 4.00 0.20 0.40 0.60
CNGA120410-WU ) 0.40 1.20 2.00 0.12 0.26 0.40 RCGX191000-HI I8 1.00 2.50 4.00 0.25 0.45 0.65
CNGA120410-WU 4 1.00 2.50 4.00 0.20 0.35 0.50 RNGN120400-CC H 1.00 2.00 3.00 0.22 0.32 0.42
CNGA120412-CC IE) 0.20 0.70 1.20 0.06 0.13 0.20 RNGN120400-GP [Z} 0.60 1.80 3.00 0.12 0.26 0.40
CNGA120412-GP [1] 0.40 1.20 2.00 0.12 0.23 0.34 RNGN120400-GP F 1.00 2.50 4.00 0.22 0.38 0.54
CNGA120412-GP 1.00 2.50 4.00 0.16 0.31 0.46 RNGN120700-CC 1.00 2.00 3.00 0.22 0.36 0.50
CNGA120412-GS [T 0.40 1.20 2.00 0.12 0.23 0.34 RNGN120700-GP [} 0.60 1.80 3.00 0.12 0.26 0.40
CNGA160612-GP L) 1.00 2.50 4.00 0.14 0.27 0.40 RNGN120700-GP 1.00 2.50 4.00 0.22 0.32 0.42
CNGA160616-GP 1] 1.00 2.50 4.00 0.15 0.30 0.45 RNGN120700-HI [} 0.60 1.80 3.00 0.15 0.30 0.45
CNGN120708-GP [Z1 0.40 1.20 2.00 0.10 0.20 0.30 RNGN120700-HT [z} 0.60 1.80 3.00 0.15 0.30 0.45
CNGN120708-GP [ 1.00 2.50 4.00 0.14 0.27 0.40 SCGW09T308-GP [ 1.00 2.00 3.00 0.12 0.23 0.34
CNGN120708-GP 1.00 2.50 4.00 0.14 0.27 0.40 SCGW120408-GP [d 1.00 2.50 4.00 0.14 0.27 0.40
CNGN120712-GP [Z1 0.40 1.20 2.00 0.12 0.23 0.34 SNGA120404-CC [T} 0.20 0.70 1.20 0.04 0.08 0.12
CNGN120712-GP [ 1.00 2.50 4.00 0.16 0.31 0.46 SNGA120404-GP [1] 0.40 1.20 2.00 0.06 0.14 0.22
CNGN120712-GP 1.00 2.50 4.00 0.16 0.31 0.46 SNGA120408-CC [1] 0.20 0.70 1.20 0.05 0.10 0.15
CNGN120712-HI [11 1.00 2.50 4.00 0.16 0.28 0.40 SNGA120408-GP I1J 0.40 1.20 2.00 0.10 0.20 0.30
CNGN120716-GP [Z1 0.40 1.20 2.00 0.14 0.26 0.38 SNGA120412-CC [T 0.20 0.70 1.20 0.06 0.13 0.20
CNGN120716-GP [ 1.00 2.50 4.00 0.18 0.33 0.48 SNGA120412-GP [1] 0.40 1.20 2.00 0.12 0.23 0.34
CNGN120716-GP 1.00 2.50 4.00 0.18 0.33 0.48 SNGN120408-GP [1] 0.40 1.20 2.00 0.10 0.20 0.30
CNGN120716-HI IZ1 1.00 2.50 4.00 0.20 0.32 0.44 SNGN120412-GP I} 0.40 1.20 2.00 0.12 0.23 0.34
CNGX120708-GP [1 0.40 1.20 2.00 0.10 0.20 0.30 SNGN120708-GP [1] 0.40 1.20 2.00 0.10 0.20 0.30
CNGX120712-GP [51 0.40 1.20 2.00 0.12 0.23 0.34 SNGN120712-GP I} 0.40 1.20 2.00 0.12 0.23 0.34
CNMA120408-GP [[d 1.00 2.50 4.00 0.14 0.27 0.40 SNGN120716-GP [1] 0.40 1.20 2.00 0.14 0.26 0.38
CNMA120412-GP [4 1.00 2.50 4.00 0.16 0.31 0.46 SNGN120716-HI [} 1.00 2.50 4.00 0.20 0.32 0.44
CNMA120416-GP [ 1.00 2.50 4.00 0.18 0.33 0.48 SNGN120720-HI I 1.00 2.50 4.00 0.22 0.35 0.48
CNMA160612-GP [ 2.00 4.00 6.00 0.20 0.35 0.50 SNGN120724-HI [1} 1.00 2.50 4.00 0.24 0.37 0.50
CNMA160616-GP [ 2.00 4.00 6.00 0.22 0.38 0.54 SNGX120708-GP [Z1 0.40 1.20 2.00 0.10 0.20 0.30
CNMN120412-GP [d 1.00 2.50 4.00 0.16 0.31 0.46 SNGX120712-GP [1] 0.40 1.20 2.00 0.12 0.23 0.34
CNMN120416-GP [d 1.00 2.50 4.00 0.18 0.33 0.48 SNMA120408-GP [ 1.00 2.50 4.00 0.14 0.27 0.40
CNMX120712-GP [d 1.00 2.50 4.00 0.16 0.31 0.46 SNMA120412-GP [4 1.00 2.50 4.00 0.16 0.31 0.46
CNMX120716-GP [d 1.00 2.50 4.00 0.18 0.33 0.48 SNMA120416-GP I[4 1.00 2.50 4.00 0.18 0.33 0.48
DNGA150604-CC IZ1 0.20 0.70 1.20 0.04 0.08 0.12 SNMN120416-GP [4 1.00 2.50 4.00 0.18 0.33 0.48
DNGA150604-GP 1 0.40 1.20 2.00 0.06 0.14 0.22 SNMX120712-GP [ 1.00 2.50 4.00 0.16 0.31 0.46
DNGA150604-GS I1J 0.40 1.20 2.00 0.06 0.14 0.22 SNMX120716-GP [ 1.00 2.50 4.00 0.18 0.33 0.48
DNGA150608-CC [Z1 0.20 0.70 1.20 0.05 0.10 0.15 TNGA160404-CC [} 0.20 0.70 1.20 0.04 0.08 0.12
DNGA150608-GP I} 0.40 1.20 2.00 0.10 0.20 0.30 TNGA160404-GP I1J 0.40 1.20 2.00 0.06 0.14 0.22
DNGA150608-GS IE1 0.40 1.20 2.00 0.10 0.20 0.30 TNGA160404-GS [Z1 0.40 1.20 2.00 0.06 0.14 0.22
DNGA150612-CC IZ1 0.20 0.70 1.20 0.06 0.13 0.20 TNGA160408-CC [} 0.20 0.70 1.20 0.05 0.10 0.15
DNGA150612-GP [1] 0.40 1.20 2.00 0.12 0.23 0.34 TNGA160408-GP [] 0.40 1.20 2.00 0.10 0.20 0.30
DNGA150612-GS ) 0.40 1.20 2.00 0.12 0.23 0.34 TNGA160408-GP [ 1.00 2.50 4.00 0.14 0.27 0.40
DNGA150616-GP ] 0.40 1.20 2.00 0.14 0.26 0.38 TNGA160408-GS ITJ 0.40 1.20 2.00 0.10 0.20 0.30
DNGN150708-GP [Z1 0.40 1.20 2.00 0.10 0.20 0.30 TNGA160412-CC [} 0.20 0.70 1.20 0.06 0.13 0.20
DNGN150712-GP [Z1 0.40 1.20 2.00 0.12 0.23 0.34 TNGA160412-GP [1 0.40 1.20 2.00 0.12 0.23 0.34
DNGN150716-GP [} 0.40 1.20 2.00 0.14 0.26 0.38 TNGA160412-GP [ 1.00 2.50 4.00 0.16 0.31 0.46
RCGX060600-CC A 1.00 1.50 2.00 0.18 0.28 0.38 TNGA160412-GS IEJ 0.40 1.20 2.00 0.12 0.23 0.34
RCGX060600-GS I1i 0.40 1.20 2.00 0.10 0.24 0.38 TNGN160408-GP [4 1.00 2.50 4.00 0.14 0.27 0.40
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TURNING Parameters - depht of cut and feed rate - ceramic nidlkoTo0.S

DEPTH OF CUT FEED RATE
DESIGNATION

ap (mm) fn (mm/rev) o

min start | max min start | max =

TNGN160708-GP 1} 0.40 1.20 2.00 0.10 0.20 0.30 5

TNGN160708-GP 4 1.00 2.50 4.00 0.14 0.27 0.40 <
TNGN160712-GP [Z1 0.40 1.20 2.00 0.12 0.23 0.34
TNGN160712-GP 4 1.00 2.50 4.00 0.16 0.31 0.46
TPGN110302-CC X} 0.20 0.60 1.00 0.04 0.06 0.08
TPGN110302-GP I} 0.40 0.80 1.20 0.05 0.10 0.15
TPGN110302-GS [1] 0.40 0.80 1.20 0.05 0.10 0.15
TPGN110304-CC IZ) 0.20 0.60 1.00 0.04 0.07 0.10
TPGN110304-GP [1] 0.40 0.80 1.20 0.04 0.1 0.18
TPGN110304-GP [d 1.00 2.00 3.00 0.10 0.20 0.30
TPGN110304-GS [} 0.40 0.80 1.20 0.04 0.11 0.18
TPGN110308-CC IZ) 0.20 0.60 1.00 0.05 0.09 0.13
TPGN110308-GP [1] 0.40 0.80 1.20 0.06 0.15 0.24
TPGN110308-GP [d 1.00 2.00 3.00 0.12 0.23 0.34
TPGN110308-GS [1] 0.40 0.80 1.20 0.06 0.15 0.24
TPGN160304-CC IZJ 0.20 0.70 1.20 0.04 0.08 0.12
TPGN160304-GP [11 0.40 1.20 2.00 0.06 0.14 0.22
TPGN160304-GP [4 1.00 2.50 4.00 0.12 0.23 0.34
TPGN160304-GS [1] 0.40 1.20 2.00 0.06 0.14 0.22
TPGN160308-CC L1} 0.20 0.70 1.20 0.05 0.10 0.15
TPGN160308-GP [Z1 0.40 1.20 2.00 0.10 0.20 0.30
TPGN160308-GP [d 1.00 2.50 4.00 0.14 0.27 0.40
TPGN160308-GS [1] 0.40 1.20 2.00 0.10 0.20 0.30
TPGN160312-CC IZ) 0.20 0.70 1.20 0.06 0.13 0.20
TPGN160312-GP [d 1.00 2.50 4.00 0.16 0.31 0.46
VNGA160404-CC I8 0.20 0.70 1.20 0.04 0.08 0.12
VNGA160404-GP [Z] 0.40 1.20 2.00 0.06 0.14 0.22
VNGA160404-GP [4 1.00 2.50 4.00 0.12 0.23 0.34
VNGA160404-GS [Z] 0.40 1.20 2.00 0.06 0.14 0.22
VNGA160408-CC I1I 0.20 0.70 1.20 0.05 0.10 0.15
VNGA160408-GP [Z] 0.40 1.20 2.00 0.10 0.20 0.30
VNGA160408-GP [4 1.00 2.50 4.00 0.14 0.27 0.40
VNGA160408-GS [Z] 0.40 1.20 2.00 0.10 0.20 0.30
VNGA160412-CC [Z1 0.20 0.70 1.20 0.06 0.13 0.20
VNGA160412-GP [Z] 0.40 1.20 2.00 0.12 0.23 0.34
VNGA160412-GP [ 1.00 2.50 4.00 0.16 0.31 0.46
VNGA160412-GS [Z] 0.40 1.20 2.00 0.12 0.23 0.34
WNGA080404-CC I1 0.20 0.70 1.20 0.04 0.08 0.12
WNGA080404-GP [] 0.40 1.20 2.00 0.06 0.14 0.22
WNGA080408-CC I1] 0.20 0.70 1.20 0.05 0.10 0.15
WNGA080408-GP [1] 0.40 1.20 2.00 0.10 0.20 0.30
WNGA080408-GP [[4 1.00 2.50 4.00 0.14 0.27 0.40
WNGA080412-CC Il 0.20 0.70 1.20 0.06 0.13 0.20
WNGA080412-GP [1] 0.40 1.20 2.00 0.12 0.23 0.34
WNGA080412-GP [d 1.00 2.50 4.00 0.16 0.31 0.46

A199
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TURNING Designation system - EXTERNAL HOLDERS nilkorooLs

NT-D C L N R 220 K - 12

S
—
2 1 2 3 4 5 6 7 8 9 10
2
<
CLAMPING INSERT RELIEF
1 [ Svstem 2 | INSERT SHAPE 3 | CUTTING ANGLE (KAPR) 4 |ance
C |topclamp C |80° rhombic &' L/ B |5°
A |90° without offset 90° N |63 63°
D double clamp D 55° rhombic C 7°
M multi-lock R |round t R D |15°
B 75° 750 P 117.5° 117.5°
P lever-lock S 90° square : E 20°
S |screw clamp T |60 triangular h 90° N |0°
C 90° Q 45° 45°
\ 35° rhombic E| P 11°
W 80° trigon o AW
D |45°neutral 45@ R 750 75}@
E|60° 60“\@ S |45° 45°
- 90 Y
F o 190° @ T 60° 60°
— h 93°
G 90° without offset ‘\: u 93°
90
H 107.5° e v 72.5° 72.5°
107.5°
— 5
Jo93 93° [D W |60° 600@
o s
~ 75
¢ | ‘@ - oo
. h95°
L |95° .
95°
5 DIRECTION 6 SHANK HEIGHT (H) ‘ 7 SHANK WIDTH (B) 8 HOLDER LENGTH (LF) ‘ 9 ‘ INSERT SIZE ‘
Symbol |Shape 'y
oo D [H 0o Symbol
- ” R B ‘ LF ‘ 1 0 ‘ACCORDING TO NIKKO NORM
L g e — (OPTIONAL)
F 80 mm
G 90 mm
N
— - H 100 mm
J 110 mm
R
— K 125mm
L 140 mm
M 150 mm
N 160 mm
P 170 mm
Q 180 mm
R 200 mm
X NIKKO norm

A202



TURNING Designation system - INTERNAL HOLDERS

nidlkoro0.s

NT - V 12 : C L CRLO6 - 14
S
=
1 2 ) 6 7 8 9 10 2
[
=2
=
<
1 |HoLDERsTYLE 2 ‘BORING BAR DIAMETER (DCON) 3 | HOLDER LENGHT (LF) Al |EELLE 5 | INSERT SHAPE
SYSTEM
A steel boring bar with coolant hole > — ' C top clamp C 80° rhombic
ﬂ'”ﬁ—' ¢DCON Symbol gg
C carbide boring bar without coolant hole LF D double clamp D 55° rhombic
E carbide boring bar with coolant hole F 80 mm M multi-lock R round
S steel boring bar without coolant hole G 90 mm P lever-lock S 90° square
\ High quality steel boring bar with Vortex design and coolant hole H 100 mm S screw clamp T 60° triangular
J 110 mm \ 35° rhombic
K 125 mm W | 80° trigon
L 140 mm
M 150 mm
N 160 mm
P 170 mm
Q 180 mm
R 200 mm
S 250 mm
T 300 mm
u 350 mm
v 400 mm
W 450 mm
Y 500 mm
X NIKKO norm
© | CUTTING ANGLE (KAPR) 7 E‘rlst;.EEET RELIEF 8 |omecrion
[N Y B |5 Symbol | Shape
A 90° without offset o 63° 63°
90 c |7
— — L
k, D\ D |15° S
B 75° 750 117.5° 117.5°
E20° ; Gt
[, 90° N
C 90° 45° o
E 45 Pt
45° ‘ 9 ‘INSERT SIZE ‘
D 45° neutral 75° 75°
R Y MINIMUM BORE DIAMETER
E60° 60‘\@ 45° 45° ‘ 10 ‘(mqu) ‘
I, 90°
F o 190° @ 60° 60°
. o Lo
G 90° without offset o 93°
90
AW
H o |1075° . 725° 72.5°
107.5°
N >
J |93 93° 60° 60@
o ~
“\ 75
K |75° @ 85° 85°
_N95°
L 95°
95°

A203



TURNING Range overview - EXTERNAL HOLDERS nidkorooLs

SCAC SCLC SCLC N ScMC
[o] (e le] e
. CCoo ﬁ = a ©
£ [dA214 [4A215 [4A216 [ dA217
Z DCLN MCKN MCLN MCRN PCLN
(&L (o] °
oo )
[C4A224 [C4A225 [CdA226 [dA227 [CdA228
SDAC SDJC SDJCN SDNC
DCoo EL
[ dA232 [ 4A233 [ dA234 [ 47235
DDJN MDJN PDJN
3
e | %
[4A244 [4A245 [dA246
SSDC
®
SCoo ™)
[ 4A255
MSBN MSDN MSKN MSSN
SNoo ﬂ! ﬁ @\9 %
[C4A257 [C4A258 [CdA259 [4A260
STAC STFC STGC
[ N/ &>
TCoo m ‘
[C4A264 [C4A265 [ 4A266
DTGN DTIN MTJIN
Thoo B B &
[ 4A271 [ 4A272 [ 4A273
SVHB SVJB SVJB N SWB
veco N
[C4A278 [C4A279 [C4A280 [ 4A281
SvJC SVJCN SVPC SWGC
VCoo
[ 4A283 [dA284 [ dA285 [ 27286
DVJN DVVN MVJN MVVN
K /@\
wo B A Ry A
[C4A291 [C4A292 [ 4A293 [ dA294
DWLN MWLN PWLN
SN &
WNoo %’/
[C4A299 ["4A300 [C4A301
MCN MDN
. le]
MicroNega ‘ %\
[ 4A251 [ dA253

A204



TURNING Range overview - INTERNAL HOLDERS

nidlkoro0.s

SCLC SCZC
4 S
CCoo .1 S  [2A21 S [ 4m23
DMIN: 8 mm DMIN: 12 mm
DCLN MCLN e DA
5
CNoo [& @’ S [4A230 [o]
DMIN: 32 mm DMIN: 25 mm DMIN: 32 mm
sDac SDUC SDzC
DCoo 4D N
DMIN: 13 mm OMIN: 14 mm
DDUN
©
the D vg@, S  [dnus
DMIN: 32 mm DMIN: 40 mm
MICRO-CC
MCC o=
DMIN: 5 mm
SSKC
SCoo S [ 4A%6
DMIN: 16 mm
MSKN
R
DMIN: 25 mm
STLB STUB
,
Jreo S [4A23
DMIN: 7 mm DMIN: 10 mm
STFC STLC
N S N
Lkes [ S [4A269 ﬂ-
DMIN: 12 mm DMIN: 14 mm
DTFN MTUN
Thoo & S [dA275
DMIN: 32 mm DMIN: 25 mm
CcTUP STUP
e @ S [dA276 ) S [4nor7
DMIN: 16 mm DMIN: 12 mm
SVJB
VBoo AA2T
svJC svac svuC svze
v [ N
P 2 S [ dA%7 f“” S [ 4A288 é ' S [ 4A289 S [ 2A290
DMIN: 14 mm DMIN: 22 mm OMIN: 22 mm DMIN: 30 mm

S Steel without coolant

A205
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F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Range overview - INTERNAL HOLDERS
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TURNING Clamping system details - HoLDERS

D CLAMPING

- Fast and reliable double clamping system
- With a single action, the insert is pushed down and

nidlkoro0.s

A - TURNING

. , clamp screw
against the holder’s seat.
- Excellent repeatability and accuracy thanks to the |
strong clamping forces that assures a perfect insert o
contact between shim and insert.
- Optimized design to avoid chip interferences. | .
shim screw
spring
shim
EXTERNAL
DCLN (CNoo) DDJN (DNoo) DTGN (TNoo) DTJN (TNoo) DVJN (VNoo) DWLN (WNoo)
INTERNAL
A DCLN (CNoo) A DDUN (DNoo) A DTFN (TNoo) A DWLN (WNoo)
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TURNING Clamping system details - HoLDERS nidlkoTooLs
- Gombination of top clamping and eccentric pin-lock.
- Rigid clamping, perfect for ceramic and solid PCBN |
inserts. e
- Good solution for heavy machining, double clamping
ensure the strenght to support strong stress. et
- If necessary, only for light-cut, can be used without clamp screw
top clamp. |
shim
|
eccentric pin
|
EXTERNAL
MCKN (CNoo) MCLN (CNoo) MCRN (CNoo) MDJN (DNoo) MSBN (SNoo) MSDNN (SNoo)
MSKN (SNoo) MSSN (SNoo) MTJN (TNoo) MVJN (VNoo) MVVVNN (VNoo) MWLN (WNoo)
INTERNAL
S MCLN (CNoo) S MDUN (DNoo) S MSKN (SNoo) S MTUN (TNoo) S MVQN (VNoo) S MVUN (VNoo)

S MWLN (WNoo)
A208



TURNING Clamping system details - HoLDERS nilkorooLs

P CLAMPING

A - TURNING

- Economical and easy to use solution.

- Reccomended for light and medium cut applications.

- No clamp on the top guarantees a smooth chip flow. insert
- Quick insert replacement.

lever screw

‘ shim plug

shim

lever

EXTERNAL

PCLN (CNoo) PDJN (DNoo) PWLN (WNoo)

INTERNAL

A PCLN (CNoo) A PWLN (WNoo)

A209



TURNING Boring bar features - HOLDERS nidkorooLs

VO RTEXBAR Technology for internal machining
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- Special edge design for excellent chip evacuation,
preventing clogging even with long chips.

- High quality tool steel reduces vibrations even with
significant overhang (max 5xD)

- Broad range of dimensions and geometries, for
turning, back turning, profiling and threading.

- Internal coolant channels on the full line-up.

V SCLC (CCoo) V SDQC (DCoo) V SDUC (DCoo) V SDZC (DCoo) V STLC (TCoo) V SVJB (VBoo)

V SWUC (WCoo) V SIR NDB |
Threading Grooving

A210



TURNING Boring bar features - HOLDERS nidkorooLs

CARB'DE BAR Technology for internal machining

A - TURNING

- High quality carbide boring bar for precision
machining, prevents vibrations even with long
overhang (max 7xD).

- Excellent strength thanks to a very stable “V” shape
brazing.

- Suggested for precision machining when the highest
standards of quality are required (improve roughness,
tolerances and tool life).

- Internal coolant channels on the full line-up.

E SCLC (CCoo) E SDUC (DCoo) E STFC (TCoo)

A211
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TURNING Boring bar features - HoLDERS

MICROBORING

- Complete line-up of small tools for internal
machining, starting from 5 mm hole diameter, with
precise indexable inserts (carbide and advanced
materials).

- MicroVortex types combine high quality tool steel
and advanced head design, reducing vibrations and
reaching perfect chip evacuation.

- Micro CC holder is available also in high quality
carbide for most demanding applications (higher
overhang, hard materials machining).

- Internal coolant channels on the full line-up.

VORTEX

vV MCcC V STLB (TBoo) V SWUB (WBoo)

CARBIDE

E MCC

A212

nidlkoro0.s

VSIR
Threading



TURNING - HoLDERS

MICRONEGA

- Small negative inserts providing an alternative to
positive inserts for external and internal turning

operations.

- From semi-finishing to medium machining, available
both with economical sintered chipbreaker (GM) and
precision ground type (SS) for higher accuracy and

lower cutting force.

- External small dimension tool holders, for small parts

machining, without head

- Internal boring bar with VORTEX technology that
improves chip ejection thanks to the innovative head

offset.

design.
EXTERNAL
80° 55°

MCN MDN

INTERNAL
55°
80°
MCN MDN

nidlkoro0.s

A - TURNING

O

2
SIDEA SIDE B

O O
Q

Super-positive rake angle

Stable positioning is granted by wide support surfaces

A213



TURNING Holders - ExTernaL niNKoT00LS

Sc u c Right-hand shown

ISO - CC ‘ -
WF B
e External turning (KAPR 90°) Q

 Holds CC-style inserts, tightened by screw ‘ ‘
KAPR “h

2]
=
=
=
=
=
\
<

o Available on lathes without offset
 Convenient to change inserts

Designation ft°°'; H B WF LF LH LPR KAPR MIID
NT-SCAC/+0808K06 o o 8 8 8 125 - - 90° CCo0060200
NT-SCAC!/+1010K06 e o 100 10 10 125 - - 90° CCoo060200
NT-SCACY/+1212K06 o o 12 12 12 125 - - 90° CCo0060200
NT-SCACY/+1212K09 e o 12 12 12 125 - - 90° CCo009T300
NT-SCAC!/x1616K09 e o 16 16 16 125 - - 90° CCoo009T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-SCAC/roo00c06 NT-ST25060T07 NT-FT07
NT-SCAC/roo00009 NT-ST35089T15 NT-FT15

A214 CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145  CERAMICINSERTS p.A180 | SPAREPARTS DETALS p. G1




TURNING Holders - ExrernaL niNKoT00LS

Sc Lc Right-hand shown
S
=
ISO - CC — z
=
B T
o External turning (KAPR 95°) <
o Holds CC-style inserts, tightened by screw ] |
e Convenient to change inserts LF H
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SCLC'/x2020K09S [ N ) 20 20 25 125 22 - 95° CCoo09T300
NT-SCLC'/x2525M09S [ N ) 25 25 32 150 25 - 95° CCo009T300
NT-SCLC'/x2020K12S [ N ] 20 20 25 125 22 - 95° CCoo120400
NT-SCLC'/x2525M12S [ N ] 25 25 32 150 25 - 95° CCoo120400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SCLC'/ro000009S NT-SHO11 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15
NT-SCLC/roco0012S NT-SH001 NT-SR001 NT-WR040 NT-ST40140T15 NT-FT15

CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145 | CERAMICINSERTS p.A180 | SPARE PARTS DETALS p.G1 A215




TURNING Holders - ExTernaL niNKoT00LS

SCLC N Right-hand shown

ISO - CC I

WF

<]
=
=
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e External turning (KAPR 95°) Q K
 Holds CC-style inserts, tightened by screw NO OFFSET | |
KAPR hH

o Available on lathes without offset LF
 Convenient to change inserts

Designation fmc: H B WF LF LH LPR KAPR MID
NT-SCLC'/:0808K06N OO 8 8 8 100 - - 95° CCo0060200
NT-SCLC'/x1010K06N [ BN} 10 10 10 125 - - 95° CCo0060200
NT-SCLC'/x1212K09N e o 12 12 12 125 - - 95° CCoo09T300
NT-SCLC'/x1616K09N o o 16 16 16 125 - - 95° CCoo09T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-SCLC"/rocoo006N NT-ST25060T07 NT-FT07
NT-SCLC"/roc0o009N NT-ST35089T15 NT-FT15

A216 CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145  CERAMICINSERTS p.A180 | SPAREPARTS DETALS p. G1




TURNING Holders - ExrernaL niNKoT00LS

150 - CC Bt
— =
- [
WFL o Y 5 =
e External turning (KAPR 80°), Neutral position <
 Holds CC-style inserts, tightened by screw LF ‘ \ |
 Convenient to change inserts H
Designation Stock H B WF LF LH LPR KAPR MIID
NT-SCMCN2020K09 @) 20 20 10 125 - - 40° CCoo09T300
NT-SCMCN2525M09 (@) 25 25 12.5 150 - - 40° CCoo09T300

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches

Spare parts

SCMCNooooo09 NT-ST35089T15 NT-FT15

CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145 | CERAMICINSERTS p.A180 | SPARE PARTS DETALS p.G1 A217




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown
A Sc Lc # with internal coolant
E
z ISO - CC T
= —_— DCON
< o Internal turning (KAPR 95°)
e Steel boring bar with internal coolant through [
 Holds CC-style inserts, tightened by screws
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A08H-SCLC'/=06 [ N ] 10 8 5 100 - - 95° 13° CCoo060200
NT-A10K-SCLC'/r06 [ N ] 12 10 6 125 - - 95° 12° CCoo060200
NT-A12M-SCLC'/r06 o o 14 12 7 150 - - 95° 9° CCoo060200
NT-A16Q-SCLC'/=06 o o 18 16 9 180 - - 95° 7° CCoo060200
NT-A12M-SCLC'/r09 [ N ] 14 12 7 150 - - 95° 13° CCoo09T300
NT-A16Q-SCLC'/=09 [ N ] 18 16 9 180 - - 95° 9° CCoo09T300
NT-A20R-SCLC'/=09 [ N ] 22 20 " 200 - - 95° 5° CCoo09T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-A08H-SCLC'/:06 NT-ST25050707 NT-FT07
NT-A10K-SCLC'/r06 NT-ST25060T07 NT-FT07
NT-A12M-SCLC'/x06 NT-ST25060T07 NT-FT07
NT-A16Q-SCLC'/:06 NT-ST25060T07 NT-FT07
NT-A12M-SCLC'/x09 NT-ST35073T15 NT-FT15
NT-A16Q-SCLC'/x09 NT-ST35073T15 NT-FT15
NT-A20R-SCLC'/:09 NT-ST35089T15 NT-FT15

A218 CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145  CERAMICINSERTS p.A180 | SPAREPARTS DETALS p. G1




TURNING Holders - INTERNAL niNKoT00LS

STEEL

A16K SCLC ¢ vrvemacoonn

S
=
ISO - CC - z
-
el (— — — ——1 |pbcoN ;
o Internal turning (KAPR 95°) VIXXF"R ) R <
o Small diameter steel boring bar with internal LH ‘
coolant and reduced neck CT‘A_M"O LF
 Holds CC-style inserts, tightened by screws DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A16K-07-SCLC'/r06-L20 [ BN J 8 16 4 125 20 - 95° 15° CCoo060200
NT-A16K-08-SCLC'/r06-L20 [ BN J 9 16 45 125 20 = 95° 12° CCoo060200
NT-A16K-09-SCLC'/r06-L25 [ BN J 10 16 5 125 25 - 95° 11° CCo0060200

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Spare parts

NT-A16K-0o-SCLC'/r06-Loo NT-ST25060T07 NT-FT07

‘ Insert screws Flag wrenches

CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145 | CERAMICINSERTS p.A180 | SPARE PARTS DETALS p.G1 A219




TURNING Holders - INTERNAL niNKoT00LS

/CARBIDE Right-hand shown
E Sc Lc & with internal coolant
E
IS0 - CC -
0 —— - ———— 1 |DCON
< o Internal turning (KAPR 95°)
e Carbide boring bar with internal coolant [
through. Maximum overhang: 7xDCON
. . GAMO
 Holds CC-style inserts, tightened by screws —
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-E08K-SCLC'/=06 [ N ) 10 8 5 125 - - 95° 9° CCoo060200
NT-E10K-SCLC'/=06 [ N ) 12 10 6 125 - - 95° 7° CCoo060200
NT-E12M-SCLC'/=06 o o 14 12 7 150 - - 95° 6° CCoo060200
NT-E12M-SCLC'/=09 o o 14 12 7 150 - - 95° 6° CCoo09T300
NT-E16R-SCLC'/r:09 [ N ] 18 16 9 200 - - 95° 7° CCoo09T300
NT-E20R-SCLC'/r09 [ N ) 22 20 1 200 - - 95° 5° CCoo09T300
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-E08K-SCLC'/=06 NT-ST25050T07 NT-FT07
NT-E10K-SCLC'/=06 NT-ST25060T07 NT-FT07
NT-E12M-SCLC'/r06 NT-ST25060T07 NT-FT07
NT-E12M-SCLC'/=09 NT-ST35073T15 NT-FT15
NT-E16R-SCLC'/r09 NT-ST35073T15 NT-FT15
NT-E20R-SCLC'/r09 NT-ST35089T15 NT-FT15

A220 CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145  CERAMICINSERTS p.A180 | SPAREPARTS DETALS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S Sc Lc STEEL Right-hand shown
S
=
ISO - CC T z
=
—— ——-—— 1 |DCON 5
o Internal turning (KAPR 95°) <
e Steel boring bar without internal coolant [
 Holds CC-style inserts, tightened by screws
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S08H-SCLC'/+06 [ BN} 10 8 5 100 - - 95° 13° CCoo060200
NT-S10K-SCLC'/:06 [ BN} 12 10 6 125 - - 95° 12° CCoo060200
NT-S12M-SCLC'/:06 [ BN J 14 12 7 150 - - 95° 9° CCoo060200
NT-S16Q-SCLC'/:06 o o 18 16 9 180 - - 95° 7° CCoo060200
NT-$12M-SCLC'/:09 [ BN} 14 12 7 150 - - 95° 13° CCoo09T300
NT-516Q-SCLC'/x09 [ BN} 18 16 9 180 - - 95° 9° CCoo09T300
NT-S20R-SCLC'/+09 [ BN} 22 20 " 200 - - 95° 5° CCoo09T300
NT-S20R-SCLC'/r12 [ BN} 25 20 13 200 - - 95° 8° CCoo120400
NT-S25R-SCLC'/r12 [ BN J 32 25 17 200 - - 95° 8° CCoo120400
WITH SHIM
NT-S325-SCLCYx12S o o 40 32 2 | 250 | - - 95° 6° CCoo120400
NT-S40T-SCLCH/x125 e o 50 40 27 | 30 | - - 95° 4 CCool 20400

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-S08H-SCLC'/r06 - - - NT-ST25050T07 NT-FT07
NT-S10K-SCLC'/r06 - - - NT-ST25060T07 NT-FT07
NT-S12M-SCLC'/x06 - - - NT-ST25060T07 NT-FT07
NT-S$16Q-SCLC'/r06 - - - NT-ST25060T07 NT-FT07
NT-S12M-SCLC'/:09 - - - NT-ST35073T15 NT-FT15
NT-S16Q-SCLC'/:09 - - - NT-ST35073T15 NT-FT15
NT-S20R-SCLC'/x09 - - - NT-ST35089T15 NT-FT15
NT-S20R-SCLC'/r12 - - - NT-ST40115T15 NT-FT15
NT-S25R-SCLC'/r12 - - - NT-ST40115T15 NT-FT15
NT-$32S-SCLC'/r12S NT-SH0O01 NT-SR0O01 NT-WR040 NT-ST40140T15 NT-FT15
NT-S40T-SCLC'/r12S NT-SH0O01 NT-SR001 NT-WR040 NT-ST40140T15 NT-FT15

CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145 | CERAMICINSERTS p.A180 | SPARE PARTS DETALS p.G1 A221




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
V Sc Lc # with internal coolant
E
10 - CC : T
= l
< o Internal turning (KAPR 95°) ‘I ‘ ‘ DCON
o Vortex boring bar (high quality steel) with in- "
ternal coolant through. Maximum overhang:
5xDCON
 Holds CC-style inserts, tightened by screws DMIN
 Special chip evacuation path
Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-VO8H-SCLC'/x06-10 [ BN ) 10 8 5 100 - - 95° 14° CCoo0060200
NT-V10K-SCLC'/r06-12 e o 12 10 6 125 - - 95° 12° CCoo0060200
NT-V12M-SCLC'/r06-14 e o 14 12 7 150 - - 95° 10° CCoo0060200
NT-V12M-SCLC/r09-14 e o 14 12 7 150 - - 95° 12° CCoo09T300
NT-V16Q-SCLC'/x09-18 e o 18 16 9 180 - - 95° 10° CCoo09T300
NT-V20R-SCLC'/r09-22 o o 22 20 1 200 - - 95° 8° CCoo09T300
NT-V25S-SCLC'/s09-27 [ BN ) 27 25 13.5 250 - - 95° 6° CCoo09T300
NT-V20R-SCLC'/r12-25 e o 25 20 13 200 - - 95° 7° CCoo120400
NT-V25S-SCLC'/r12-32 [ N ) 32 25 17 250 - - 95° 5° CCoo120400

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-VO8H-SCLC'/:06-10 NT-ST25050T07 NT-FT07
NT-V10K-SCLC'/:06-12 NT-ST25060T07 NT-FT07
NT-V12M-SCLC'/:06-14 NT-ST25060T07 NT-FT07
NT-V12M-SCLC'/:09-14 NT-ST35073T15 NT-FT15
NT-V16Q-SCLC'/x09-18 NT-ST35073T15 NT-FT15
NT-V20R-SCLC'/x09-22 NT-ST35089T15 NT-FT15
NT-V25S-SCLC'/r:09-27 NT-ST35089T15 NT-FT15
NT-V20R-SCLC'/r12-25 NT-ST40115T15 NT-FT15
NT-V25S-SCLC'/r12-32 NT-ST40115T15 NT-FT15

A222 CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145  CERAMICINSERTS p.A180 | SPAREPARTS DETALS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S Sczc STEEL Right-hand shown
S
=
ISO - CC N u z
: o -—f — —hF—-—-—t|bcoN T
e |nternal back turning (KAPR 93°) WF[ ‘ © ) <
) ) ) < —
o Steel boring bar Wlthoutvlntemal coolant ‘KAPR tWF2 L
 Holds CC-style inserts, tightened by screws
GAMO LPR
DMIN
I Stock
Designation LR DMIN DCON WF WF2 LF LH LPR KAPR GAMO MIID
NT-S08H-SCZC'/x06 [ N ) 12 8 6.5 25 100 - 110 93° 13° CCoo060200
NT-S10K-SCZC'/+06 [ N ) 14 10 7.5 25 125 - 135 93° 12° CCoo060200
NT-S12M-SCZC'/+06 e o 16 12 8.5 2.5 150 - 160 93° 10° CCoo060200
NT-S$16Q-SCZC'/:09 e o 21 16 11.5 35 180 - 196 93° 10° CCoo09T300
NT-S20R-SCZC'/r09 e o 25 20 13.5 35 200 - 218 93° 8° CCoo09T300
NT-S25R-SCZC'/r09 [ N ) 32 25 16 35 200 - 218 93° 8° CCo009T300
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-S08H-SCZC'/r06 NT-ST25050T07 NT-FT07
NT-S10K-SCZC'/:06 NT-ST25060T07 NT-FT07
NT-S12M-SCZC'/:06 NT-ST25060T07 NT-FT07
NT-S16Q-SCZC'/r09 NT-ST35089T15 NT-FT15
NT-S20R-SCZC'/r09 NT-ST35089T15 NT-FT15
NT-S25R-SCZC'/r09 NT-ST35089T15 NT-FT15

CARBIDE INSERTS p.A38 | PCBNINSERTS p.A101 | DIAMOND INSERTS p.A145 | CERAMICINSERTS p.A180 | SPARE PARTS DETALS p.G1 A223




TURNING Holders - ExTernaL niNKoT00LS

D c L N Right-hand shown
E
1S0 - CN
= B
< o External turning (KAPR 95°)
 Holds CN-style inserts
 Double pushing and pulling action with a LF H
single movement
 Quick and safe tightening
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-DCLN/x1616H09X [ N ) 16 16 20 100 33 - 95° CNoo090300
NT-DCLN/x2020K09X e o 20 20 25 125 30 - 95° CNoo090300
NT-DCLN'/z2525M09X e o 25 25 32 150 30 - 95° CNoo090300
NT-DCLN'/r2020K12X [ N ) 20 20 25 125 40 - 95° CNoo120400
NT-DCLN'/r2525M12X e o 25 25 32 150 36 - 95° CNoo120400
NT-DCLN/r3225P12X [ BN ) 32 25 32 170 36 - 95° CNoo120400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws L wrench Clamp Springs Clamp screws L wrench
Spare parts
NT-DCLN/ro000009X NT-SHO12 NT-ST031 NT-WR020 NT-CS250 NT-SG250 NT-SC250 NT-TX15
NT-DCLN"/rococo12X NT-SH030 NT-ST200 NT-WR025 NT-CS200 NT-SG200 NT-SC200 NT-TX20

A224 CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 | | CERAMICINSERTS p.A181 | | SPARE PARTS DETAILS p.G1




TURNING Holders - ExrernaL niNKoT00LS

M c KN Right-hand shown
S
=
ISO - CN z
=
KAPR B 5
o External turning (KAPR 75°) WF S <
© Holds CN-style inserts k
 Double locking with Eccentric pins and LH LF H
bracket. Excellent clamping force
© Mostly used for roughing LPR
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MCKN'/x2020K12 [ N ) 20 20 25 122 37 125 75° CNoo120400
NT-MCKN'/x2525M12 [ N ] 25 25 32 147 34 150 75° CNoo120400
NT-MCKN'/x3232P12 [ N ) 32 32 40 167 40 170 75° CNoo120400
NT-MCKN'/r3232P16 [ONe] 32 32 40 167 40 170 75° CNoo160600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-MCKN'/rooco012 NT-SH030 NT-SP010 NT-CS010 NT-SC010 NT-WR030
NT-MCKN'/rocooo16 NT-SH055 NT-SP040 NT-CS010 NT-SC010 NT-WR030
A FACE TURNING
CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 || CERAMICINSERTS p.A181 | SPARE PARTS DETALS p.G1 A225




TURNING Holders - ExTernaL niNKoT00LS

M c LN Right-hand shown
E
1S0 - CN -
5 B
< o External turning (KAPR 95°)
* Holds CN-style inserts [
 Double locking with Eccentric pins and LF H
bracket. Excellent clamping force
o Mostly used for roughing
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MCLN'/:2020K12 [ N ) 20 20 25 125 33 - 95° CNoo120400
NT-MCLN'/r2525M12 [ N ) 25 25 32 150 33 - 95° CNoo120400
NT-MCLN'/r3232P12 [ N ] 32 32 40 170 33 - 95° CNoo120400
NT-MCLN/z2525M16 o o 25 25 32 150 33 - 95° CNoo160600
NT-MCLN/r3232P16 [ N ] 32 32 40 170 33 - 95° CNoo160600
NT-MCLN/:3232P19 [ORNe] 32 32 40 170 38 - 95° CNoo190600
NT-MCLN'/~4040519 [ONNe] 40 40 50 250 38 - 95° CNoo190600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-MCLN"/roc00012 NT-SH030 NT-SP010 NT-CS010 NT-SC010 NT-WR030
NT-MCLN"/roc00016 NT-SH055 NT-SP040 NT-CS010 NT-SC010 NT-WR030
NT-MCLN"/roc00019 NT-SH080 NT-SP050 NT-CS015 NT-SC070 NT-WR040

A226 CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 | | CERAMICINSERTS p.A181 | | SPARE PARTS DETAILS p.G1




TURNING Holders - ExrernaL niNKoT00LS

M c R N Right-hand shown
S
=
- T =
ISO - CN =
: WF B 5
o External turning (KAPR 75°) <
o Holds CN-style inserts o ‘ ‘
KAPR B
o Double locking with Eccentric pins and H
i LF
bracket. Excellent clamping force
 Mostly used for roughing, especially facing
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MCRN'/:2020K12 [ N ) 20 20 22 125 37 75° CNoo120400
NT-MCRN'/x2525M12 [ N ) 25 25 27 150 34 75° CNoo120400
NT-MCRN'/:3232P12 [ N ] 32 32 35 170 40 75° CNoo120400
NT-MCRN'/:3232P16 [ONe] 32 32 35 170 40 75° CNoo160600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-MCRN"/rocoo012 NT-SH030 NT-SP010 NT-CS010 NT-SC010 NT-WR030
NT-MCRN"/roo0o016 NT-SH055 NT-SP040 NT-CS010 NT-SC010 NT-WR030

A AXIAL TURNING

=

CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 || CERAMICINSERTS p.A181 | SPARE PARTS DETALS p.G1 A227




TURNING Holders - ExTernaL niNKoT00LS

Pc LN Right-hand shown
E
1S0 - CN -
= B
< o External turning (KAPR 95°) WF
 Holds CN-style inserts
o Easy to use Levers-lock clamping L H
o Suitable for long-chip materials
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-PCLN/x1616H09 [ N ) 16 16 20 100 20 - 95° CNoo090300
NT-PCLN'/s2020K09 [ N ) 20 20 25 125 20 - 95° CNoo090300
NT-PCLN'/s2525M09 [ N ] 25 25 32 150 23 - 95° CNoo090300
NT-PCLN'/:2020K12 [ N ) 20 20 25 125 26 - 95° CNoo120400
NT-PCLN'/x2525M12 [ N ) 25 25 32 150 26 - 95° CNoo120400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim plugs Levers Levers screws L wrench
Spare parts
NT-PCLN"/roo00009 NT-SH012 NT-SR012 NT-LLO12 NT-SC015 NT-WR025
NT-PCLN"/roco0012 NT-SH035 NT-SR020 NT-LL020 NT-SC025 NT-WR030

A228 CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 | | CERAMICINSERTS p.A181 | | SPARE PARTS DETAILS p.G1




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown
A D c LN & with internal coolant
S
=
- [
ISO - CN =
DCON =
o Internal turning (KAPR 95°) <
e Steel boring bar with internal coolant through
© Holds CN-style inserts
© Double pushing and pulling action with a
single movement. Quick and safe tightening
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A25R-DCLN/r12 [ N ] 32 25 17 200 - - 95° 14° CNoo120400
NT-A32S-DCLN'/r12 [ N ] 40 32 22 250 - - 95° 14° CNoo120400
NT-A40T-DCLN'/r12 o o 50 40 27 300 - - 95° 12° CNoo120400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
‘ Shim Shim screws L wrench Clamp Springs L wrench
Spare parts
‘ NT-Aoco-DCLNY/r12 NT-SH035 NT-ST200 NT-WR025 NT-CS200 NT-SG200 NT-TX20 ‘

CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 || CERAMICINSERTS p.A181 | SPARE PARTS DETALS p.G1 A229




TURNING Holders - INTERNAL niNKoT00LS

S M c LN STEEL Right-hand shown
E
IS0 - CN 7
< o Internal turning (KAPR 95°) / WF]KAPR E@ = [ 7DCON
e Steel boring bar without internal coolant
* Holds CN-style inserts LF
© Double locking with Eccentric pins and
bracket. Excellent clamping force
Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S20R-MCLN'/r12 [ N ) 25 20 13 200 - - 95° 17° CNoo120400
NT-S25R-MCLN'/r12 [ N ) 32 25 17 200 - - 95° 14° CNoo120400
NT-S32S-MCLN/r12 [ N ) 40 32 22 250 - - 95° 14° CNoo120400
NT-S40T-MCLN'/r12 [ N ) 50 40 27 300 - - 95° 12° CNoo120400
NT-S50U-MCLN/z12 [ N ] 63 50 35 350 - - 95° 12° CNoo120400
NT-S40T-MCLN/z16 [ N ) 50 40 27 300 - - 95° 11° CNoo160600
NT-S50U-MCLN/x16 [ N ) 63 50 35 350 - - 95° 12° CNoo160600
NT-S50U-MCLN/x19 [ N ] 63 50 35 350 - - 95° 12° CNoo190600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-S20R-MCLN/r12 - NT-SP035 NT-WR025 NT-CS030 NT-SC030 NT-WR025
NT-S25R-MCLN'/r12 - NT-SP035 NT-WR025 NT-CS010 NT-SC008 NT-WR030
NT-S32S-MCLN/z12 NT-SH030 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S40T-MCLN/r12 NT-SH030 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MCLN/r12 NT-SH030 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S40T-MCLN/z16 NT-SH055 NT-SP040 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MCLN/x16 NT-SH055 NT-SP040 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MCLN/=19 NT-SH080 NT-SP050 NT-WR030 NT-CS015 NT-SC070 NT-WR040

A230 CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 | | CERAMICINSERTS p.A181 | | SPARE PARTS DETAILS p.G1




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown

A Pc LN & with internal coolant

S
=
1S0 - CN T
I T +77777 DCON 5
o Internal turning (KAPR 95°) E(@ ‘ <
e Steel boring bar with internal coolant through
© Holds CN-style inserts LF
e Easy to use Levers-lock clamping. Suitable
. . DMIN
for long-chip materials
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A25R-PCLN'/x12 [ N ) 32 25 17 200 - - 95° 11° CNoo120400
NT-A32S-PCLN'/r12 [ N ) 40 32 22 250 - - 95° 11° CNoo120400
NT-A40T-PCLN'/r12 [ N ] 50 40 27 300 - - 95° 10° CNoo120400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim plugs Levers Levers screws L wrench
Spare parts
NT-A25R-PCLN'/r12 - NT-SR015 NT-LLO15 NT-SC015 NT-WR025
NT-A32S-PCLN'/r12 NT-SH035 NT-SR020 NT-LLO20 NT-SC025 NT-WR030
NT-A40T-PCLN'/r12 NT-SH035 NT-SR020 NT-LLO20 NT-SC025 NT-WR030

CARBIDE INSERTS p.A40 | PCBNINSERTS p.A103 | DIAMOND INSERTS p.A147 || CERAMICINSERTS p.A181 | SPARE PARTS DETALS p.G1 A231




TURNING Holders - ExTernaL niNKoT00LS

SDAC

ISO - DC : T
WF B
o External turning (KAPR 90°) ©

 Holds DC-style inserts, tightened by screw \ \
KAPR T

Right-hand shown

<]
=
=
=
=
=
\
<

e Convenient to change inserts LF
* Available on lathes without offset

Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SDAC/+0808K07 o o 8 8 8 125 - - 90° DCoo070200
NT-SDACY/+1010K07 e e 10 10 10 125 - - 90° DCoo070200
NT-SDACH/x1212K07 oo 1 12 12 125 - - 90° DCoo070200
NT-SDACY/x1212K11 o o 2 12 12 125 - - 90° DCoo!1T300
NT-SDACY/+1616K11 e o 6 16 16 125 - - 90° DCool1T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-SDAC'/ro000007 NT-ST25060T07 NT-FT07
NT-SDAC"/roooo011 NT-ST35089T15B NT-FT15

A232 CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

S DJ c Right-hand shown
S
=
ISO - DC z
=
B T
o External turning (KAPR 93°) WF <
 Holds DC-style inserts, tightened by screw v ‘
o Convenient to change inserts KAPR Hﬁ. LF H
o Available with and without shim
Designation fmc: H B WF LF LH LPR KAPR MIID
WITHOUT SHIM
NT-SDJC'/r1616H11 e o 16 16 20 100 18 - 93° DCoo11T300
NT-SDJC'/:2020K11 [ N ] 20 20 25 125 23 - 93° DCoo11T300
NT-SDJC/r2525M11 [ N ) 25 25 32 150 27 - 93° DCoo11T300
WITH SHIM
NT-SDJC!/r2020K11S e e 20 %5 | 15 | 2 - 93° DCool1T300
NT-SDJC/x2525M11S [ N ) 25 25 32 ‘ 150 ‘ 25 - 93° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SDJC'/rocoo011 - - - NT-ST35089T15B NT-FT15
NT-SDJC'/roo00011S NT-SH007 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1 A233




TURNING Holders - ExTernaL niNKoT00LS
SDJCN S

ISO - DC
o B

WF

2]
=
=
=
=
=
\
<

e External turning (KAPR 93°)
 Holds DC-style inserts, tightened by screw NO OFFSET| ‘
KAPR

 Convenient to change inserts
o Available on lathes without offset

Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SDJC'/:0808K07N OO 8 8 8 125 - - 93° DCoo070200
NT-SDJC'/x1010KO7N [ BN} 10 10 10 125 - - 93° DCoo070200
NT-SDJC'/r1212K07N [ONe} 12 12 12 125 - - 93° DCoo070200
NT-SDJC'/r1212K11N o o 12 12 12 125 - - 93° DCoo11T300
NT-SDJC'/r1616K11N o o 16 16 16 125 - - 93° DCoo11T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-SDJC"/ro000007N NT-ST25060T07 NT-FT07
NT-SDJC"/roocooo11N NT-ST35089T15B NT-FT15

A234 CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1




TURNING Holders - EXTERNAL

nidlkoro0.s

SDNC

ISO - DC

WF| f
< > B
e External turning (KAPR 62.5°), Neutral
position o |
* Holds DC-style inserts, tightened by screw KAPR LF H
e Convenient to change inserts
* Available with and without shim
Designation Stock H B WF LF LH LPR KAPR MIID
WITHOUT SHIM
NT-SDNCNO0808HO7 (@) 8 8 4 100 - - 62.5° DCoo070200
NT-SDNCN1010HO07 (@) 10 10 5 100 62.5° DCoo070200
NT-SDNCN1212H11 ) 12 12 6 100 62.5° DCoo11T300
NT-SDNCN1616H11 [ 16 16 8 100 62.5° DCoo11T300
NT-SDNCN2020K11 [ 20 20 10 125 62.5° DCoo11T300
NT-SDNCN2525M11 [ 25 25 12.5 150 62.5° DCoo11T300
WITH SHIM
NT-SDNCN2020K11S O 20 20 10 ‘ 125 ‘ - - 62.5° DCoo11T300
NT-SDNCN2525M11S @) 25 25 12.5 ‘ 150 ‘ 62.5° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SDNCNooooo07 NT-ST25060T07 NT-FT07
NT-SDNCNooooo11 NT-ST35089T15B NT-FT15
NT-SDNCNooocoo11S NT-SH007 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15
CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1 A235
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TURNING Holders - INTERNAL niNKoT00LS

S SDQC

ISO - DC KAPR
— %————— DCON
e |nternal turning (KAPR 107.5°) WF [ ©
o Steel boring bar without internal coolant [
GAMO ‘

STEEL Right-hand shown

2]
=
=
=
=
=
\
<

 Holds DC-style inserts, tightened by screws

LF
DMIN
Designation f t°°'; DMIN DCON WF LF LH LPR KAPR GAMO MIID

NT-S10M-SDQC/+07 o o 13 10 7 150 - - 107.5° 10° DCo0070200
NT-S12M-SDQC/x07 o o 16 12 9 150 - - 107.5° 8° DCo0070200
NT-$16Q-SDQCY/+07 o o 20 16 1 180 - - 107.5° 6° DCoo070200
NT-S20R-SDQC/+07 o o 25 20 13 200 - - 107.5° 6° DCoo070200
NT-$16Q-SDQCYx11 o o 20 16 11 180 - - 107.5° 6° DCool 17300
NT-S20R-SDQCY/x11 o o 25 20 13 200 - - 107.5° 8° DCool 17300
NT-S25R-SDQCY/x11 o o 32 25 17 200 - - 107.5° 40 DCoo11T300
NT-S325-SDQCY11 o o 40 32 22 250 - - 107.5° 40 DCoo11T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Soco-SDQC'/:07 NT-ST25060T07 NT-FT07
NT-Sooo-SDQC/r11 NT-ST35089T15B NT-FT15
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TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
V S D Qc # with internal coolant
S
=
- [
10 - DC T :
} it |DCoN =
o Internal turning (KAPR 107.5°) / L <
e Vortex boring bar (high quality steel) with in-
ternal coolant through. Maximum overhang:
5xDCON GAMO i
) . DMIN
 Holds DC-style inserts, tightened by screws
 Special chip evacuation path
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-V10K-SDQC'/x07-13 [ N ) 13 10 7.7 125 - - 107.5° 10° DCoo070200
NT-V12M-SDQC'/x07-16 [ N ) 16 12 9.7 150 - - 107.5° 8° DCoo070200
NT-V16Q-SDQC'/=07-20 o o 20 16 1.7 180 - - 107.5° 6° DCoo070200
NT-V20R-SDQC'/=07-25 o o 25 20 13.7 200 - - 107.5° 5° DCoo070200
NT-V16Q-SDQC/r11-20 [ N ] 20 16 11.5 180 - - 107.5° 6° DCoo11T300
NT-V20R-SDQC'/r11-25 [ N ] 25 20 14.4 200 - - 107.5° 5° DCoo11T300
NT-V25S-SDQC'/x11-30 [ N ) 30 25 16.9 250 - - 107.5° 4° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Vooo-SDQC/r07-00 NT-ST25060T07 NT-FT07
NT-Vooo-SDQC/r11-00 NT-ST35089T15B NT-FT15

A COOLANT HOLE POSITION

Improved chip evacuation thanks to optimized
direction of coolant jet

CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1 A237




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown

A S D U c & with internal coolant

ISO - DC KAPR |
o Internal turning (KAPR 93°) S I HDCON

2]
=
=
=
=
=
\
<

e Steel boring bar with internal coolant through

 Holds DC-style inserts, tightened by screws LF

GAMO
DMIN
Designation f toc: DMIN DCON WF LF LH LPR KAPR GAMO MiiD

NT-A10M-SDUC'/:07 o o 13 10 7 150 - - 93° 10° DCoo070200
NT-A12M-SDUC'/:07 o o 16 12 9 150 - - 93° 8° DCoo070200
NT-A160-SDUC'/:07 o o 20 16 1 180 - - 93° 6° DCoo070200
NT-A20R-SDUGC'/:07 o O 25 20 13 200 - - 93° 5° DCoo070200
NT-A16Q-SDUC'/x11 o o 20 16 1 180 - - 93° 7° DCoo11T300
NT-A20R-SDUC/r11 o o 25 20 13 200 - - 93° 8° DCoo11T300

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Aoco-SDUC'/r07 NT-ST25060T07 NT-FT07
NT-Aoco-SDUC/r11 NT-ST35089T15B NT-FT15

A238 CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

/CARBIDE Right-hand shown
E S D U c & with internal coolant

ISO - DC KAPR
—IEA 5\——— -——-——-1 |DCON
e |nternal turning (KAPR 93°) WF[
e Carbide boring bar with internal coolant ‘ [

A - TURNING

through. Maximum overhang: 7xDCON LF

. ) GAMO
 Holds DC-style inserts, tightened by screws DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-E10K-SDUC'/r07 [ N ) 13 10 7 125 - - 93° 10° DCoo070200
NT-E12M-SDUC'/r07 [ N ) 16 12 9 150 - - 93° 8° DCoo070200
NT-E16R-SDUC'/r11 o o 20 16 1 200 - - 93° 7° DCoo11T300
NT-E20R-SDUC/r11 [ N ) 25 20 13 200 - - 93° 8° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Eooco-SDUC'/r07 NT-ST25060T07 NT-FT07
NT-Eocoo-SDUC!/r11 NT-ST35089T15B NT-FT15

CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1 A239




TURNING Holders - INTERNAL niNKoT00LS

S S D U c STEEL Right-hand shown

E

£ ISO - DC KAPR T

= A tN—-—-—{—-—-— 1 |pcoN

< o Internal turning (KAPR 93°) WF[
o Steel boring bar without internal coolant [
* Holds DC-style inserts, tightened by screws GAMO ‘ LF

DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID

NT-S10M-SDUC'/:07 [ N ) 13 10 7 150 - - 93° 10° DCoo070200
NT-S12M-SDUC'/x07 o o 16 12 9 150 - - 93° 8° DCoo070200
NT-S$16Q-SDUC/x07 e o 20 16 1 180 - - 93° 6° DCoo070200
NT-S20R-SDUC'/r07 e o 25 20 13 200 - - 93° 5° DCoo070200
NT-S16Q-SDUC/r11 [ N ] 20 16 1 180 - - 93° 7° DCoo11T300
NT-S20R-SDUC/r11 o o 25 20 13 200 - - 93° 8° DCoo11T300
NT-S25R-SDUC'/r11 o o 32 25 17 200 - - 93° 4° DCoo11T300
NT-S832S-SDUC'/r11 o o 40 32 22 250 - - 93° 4° DCoo11T300
NT-S40T-SDUC'/r11 [OlNe) 50 40 24 300 - - 93° 2° DCoo11T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Sooo-SDUCY/r07 NT-ST25060T07 NT-FT07
NT-Sooo-SDUCH/r11 NT-ST35089T15B NT-FT15

A240
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TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
V S D U c # with internal coolant
S
=
- [
ISO - DC T =
} It | DCON =
e Internal turning (KAPR 93°) ) v <
e Vortex boring bar (high quality steel) with in-
;er;;loc’\tjolant through. Maximum overhang: GAMO ‘ LF
X , , DMIN
 Holds DC-style inserts, tightened by screws
 Special chip evacuation path
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-V10K-SDUC'/:07-14 [ N ) 14 10 8.7 125 - - 93° 5° DCoo070200
NT-V12M-SDUC'/x07-16 [ N ) 16 12 9.7 150 - - 93° 5° DCoo070200
NT-V16Q-SDUC'/r07-20 o o 20 16 1.7 180 - - 93° 5° DCoo070200
NT-V20R-SDUC'/x07-25 [ N ) 25 20 13.7 200 - - 93° 5° DCoo070200
NT-V16Q-SDUC'/r11-23 [ N ] 23 16 14.5 180 - - 93° 5° DCoo11T300
NT-V20R-SDUC'/r11-27 [ N ) 27 20 16.5 200 - - 93° 5° DCoo11T300
NT-V25S-SDUC'/x11-32 [ N ) 32 25 19 250 - - 93° 5° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Vooo-SDUC/r07-00 NT-ST25060T07 NT-FT07
NT-Vooo-SDUC/r11-00 NT-ST35089T15B NT-FT15

A COOLANT HOLE POSITION

Improved chip evacuation thanks to optimized
direction of coolant jet
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TURNING Holders - INTERNAL niNKoT00LS

S S D Zc STEEL Right-hand shown
E
S0 - DC /\\ -
= - - i | - |DCON
< o Internal back turning (KAPR 93°) ; ®
o Steel boring bar without internal coolant \KAPR + WF2
 Holds DC-style inserts, tightened by screws LH LF
GAMO
DMIN LPR
Designation f tocl; DMIN DCON WF WF2 LF LH LPR KAPR GAMO MIID
NT-S10M-SDZC'/:07 [ONNe) 14 10 8.5 35 139 11 150 93° 10° DCoo070200
NT-$12M-SDZC'/:07 o o 17 12 10.5 45 139 11 150 93° 9° DCoo070200
NT-S$16Q-SDZC'/r07 e o 21 16 12.5 4.5 169 11 180 93° 8° DCoo070200
NT-S20R-SDZC'/r11 e o 26 20 15.5 55 184 16 200 93° 8° DCoo11T300
NT-S25R-SDZC'/r11 [olNe) 33 25 18 55 180 20 200 93° 6° DCoo11T300
NT-832S-SDZC'/r11 [olNe) 38 32 215 55 230 20 250 93° 4° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Sooo-SDZC'/:07 NT-ST25060T07 NT-FT07
NT-Sooo-SDZC'/r11 NT-ST35089T15B NT-FT15

A242 CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL

nidlkoro0.s

Reduced neck Right-hand shown
VSDZC v
& with internal coolant
10 - DC b
T DCON
e |nternal back turning (KAPR 93°) WF[ @ﬁﬁ
e Vortex boring bar (high quality steel) with in- ‘ t WF2
ternal coolant through. Maximum overhang: U = . LF
5xDCON GAMO LPR
* Holds DC-style inserts, tightened by screws DMIN
 Special chip evacuation path
Standard design Right-hand shown
VORTEX
& with internal coolant
/N\ : | |ocon
&)
PR { wF2
LH LF
GAMO
DMIN LPR
T Stock ‘ ‘
Designation LR DMIN DCON WF ‘ WF2 ‘ LF LH LPR KAPR GAMO MIID
REDUCED NECK
NT-V16Q-SDZC'/x07-14 [ BN ] 14 16 12.4 ‘ 4.4 ‘ 170 30 180 93° 5° DCoo070200
NT-V20R-SDZC'/r11-20 [ N ) 20 20 16.1 ‘ 6.1 ‘ 185 40 200 93° 5° DCoo11T300
STANDARD DESIGN
NT-V10L-SDZC'/r07-14 o o 14 10 8.7 3.7 130.5 14 140 93° 5° DCoo070200
NT-V12M-SDZC'/x07-16 [ N ) 16 12 9.7 37 139.5 10.5 150 93° 5° DCoo070200
NT-V16Q-SDZC'/r07-20 [ N ] 20 16 1.7 37 169.5 17.5 180 93° 5° DCoo070200
NT-V16Q-SDZC'/r11-23 e o 23 16 14.5 6.5 165 15 180 93° 5° DCoo11T300
NT-V20R-SDZC'/r11-27 [ N ) 27 20 16.5 6.5 185 15 200 93° 5° DCoo11T300
NT-V25S-SDZC'/r11-32 [ N ) 32 25 19 6.5 235 15 250 93° 5° DCoo11T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Vooo-SDZC'/r07-00 NT-ST25060T07 NT-FT07
NT-Vooo-SDZC'/r11-00 NT-ST35089T15B NT-FT15
CARBIDE INSERTS p. A45 ‘ ‘ PCBN INSERTS p. A107 ‘ ‘ DIAMOND INSERTS p. A148 SPARE PARTS DETAILS p. G1 A243
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TURNING Holders - ExTernaL niNKoT00LS

D DJ N Right-hand shown
E
z ISO - DN -
5 B
< o External turning (KAPR 93°)
* Holds DN-style inserts | |
« Double pushing and pulling action with a L H
single movement
 Quick and safe tightening
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-DDJN'/z1616H11X [ N ) 16 16 20 100 36 - 93° DNoo110400
NT-DDJN'/x2020K11X e o 20 20 25 125 36 - 93° DNoo110400
NT-DDJN'/r2525M11X e o 25 25 32 150 36 - 93° DNoo110400
NT-DDJN'/x2020K1506X [ N ) 20 20 25 125 43 - 93° DNoo150600
NT-DDJN'/x2525M1506X e o 25 25 32 150 43 - 93° DNoo150600
NT-DDJN'/:3225P1506X [ BN ) 32 25 32 170 43 - 93° DNoo150600
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws L wrench Clamp Springs Clamp screws L wrench
Spare parts
NT-DDJN'/rocooo11X NT-SH007 NT-ST250 NT-WR020 NT-CS250 NT-SG250 NT-SC250 NT-TX15
NT-DDJN"/ro00001506X NT-SH045 NT-ST200 NT-WR025 NT-CS200 NT-SG200 NT-SC200 NT-TX20

A DNOO150400

NT-SH025

For 04 thickness, please order separately
the correct shim

A244 CARBIDE INSERTS p.A47 | PCBNINSERTS p.A109 | DIAMOND INSERTS p.A150 | | CERAMICINSERTS p.A183 | | SPARE PARTS DETAILS p.G1




TURNING Holders - ExrernaL niNKoT00LS

M DJ N Right-hand shown
S
=
ISO - DN o £
=
B T
o External turning (KAPR 93°) <
 Holds DN-style inserts \ \
 Double locking with Eccentric pins and LF H
bracket. Excellent clamping force
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MDJN'/x2020K1506 [ N ) 20 20 25 125 36 - 93° DNoo150600
NT-MDJN/x2525M1506 [ N ) 25 25 32 150 36 - 93° DNoo150600
NT-MDJN/r3232P1506 [ N ] 32 32 40 170 43 - 93° DNoo150600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
‘ Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
‘ NT-MDJN"/ro00001506 NT-SH045 NT-SP025 NT-CS025 NT-SC010 NT-WR030

A DNOO150400

NT-SH025
For 04 thickness, please order separately
the correct shim

CARBIDE INSERTS p.A47 | PCBNINSERTS p.A109 | DIAMOND INSERTS p.A150 || CERAMICINSERTS p.A183 | SPARE PARTS DETALS p.G1 A245




<]
=
=
=
=
=
\
<

TURNING Holders - EXTERNAL

nidlkoro0.s

P DJ N Right-hand shown
WF B
e External turning (KAPR 93°)
© Holds DN-style inserts
o Easy to use Levers-lock clamping KAPR L
e Suitable for long-chip materials
Designation fmc: H B WF LF LH LPR KAPR MIID

NT-PDJN/+2525M1506 [ N ) 25 25 32 150 36 93° DNoo150600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
‘ Shim Shim plugs Levers Levers screws L wrench
Spare parts
‘ NT-PDJNY/roo0001506 NT-SH020 NT-SR020 NT-LLO20 NT-SC020 NT-WR020

A246 CARBIDE INSERTS p. A47 ‘ ‘ PCBN INSERTS p. A109 ‘ ‘ DIAMOND INSERTS p. A150 ‘ ‘ CERAMIC INSERTS p. A183 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown

A D D U N & with internal coolant

IS0 - DN - ‘ |
ﬁ@ ‘ ‘ DCON
|

A - TURNING

e |nternal turning (KAPR 93°)
e Steel boring bar with internal coolant through
© Holds DN-style inserts

LF
© Double pushing and pulling action with a —_
) ) ) ) DMIN
single movement. Quick and safe tightening
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A25R-DDUN'/x1506 [ N ] 32 25 17 200 - - 93° 16° DNoo150600
NT-A32S-DDUN'/x1506 [ N ] 40 32 22 250 - - 93° 12° DNoo150600
NT-A40T-DDUN'/r1506 o o 50 40 27 300 - - 93° 10° DNoo150600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
‘ Shim Shim screws L wrench Clamp Springs Clamp screws L wrench
Spare parts
‘ NT-Aoco-DDUN'/r1506 NT-SH020 NT-ST200 NT-WR025 NT-CS200 NT-SG200 NT-SC200 NT-TX20

A DNOO150400

NT-SH045
For 04 thickness, please order separately
the correct shim

CARBIDE INSERTS p.A47 | PCBNINSERTS p.A109 | DIAMOND INSERTS p.A150 || CERAMICINSERTS p.A183 | SPARE PARTS DETALS p.G1 A247




TURNING Holders - INTERNAL niNKoT00LS

A DNOO150400

NT-SH025

For 04 thickness, please order separately
the correct shim

A248

S M D U N STEEL Right-hand shown
E
= ISO - DN -
[==
2 KAPR /) | | DCON
< e |nternal turning (KAPR 93°) WF[ %/ \
o Steel boring bar without internal coolant
© Holds DN-style inserts LF
© Double locking with Eccentric pins and —
bracket. Excellent clamping force DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S32S-MDUN'/x1506 [ N ] 40 32 22 250 93° 17° DNoo150600
NT-S40T-MDUN'/x1506 [ N ] 50 40 27 300 93° 15° DNoo150600
NT-S50U-MDUN'/x1506 o o 63 50 35 350 93° 12° DNoo150600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-S32S-MDUN'/z1506 NT-SH045 NT-SP025 NT-CS025 NT-SC008 NT-WR030
NT-S40T-MDUN'/x1506 NT-SH045 NT-SP025 NT-CS025 NT-SC010 NT-WR030
NT-S50U-MDUN'/x1506 NT-SH045 NT-SP025 NT-CS025 NT-SC010 NT-WR030

CARBIDE INSERTS p.A47 | |

PCBN INSERTS p. A109

| DIAMOND INSERTS p.A150 | | CERAMICINSERTS p.A183 | | SPARE PARTS DETAILS p.G1




TURNING Holders - INTERNAL niNKoT00LS

/CARBIDE Right-hand shown
E M I c RO - cc # with internal coolant
S
=
ISO - MCC z
= 2
D . = ) '
o Internal turning (KAPR 95°) ‘ ‘ WFT8E 1_i DCON <
e Carbide boring bar with internal coolant KAPR
through. Maximum overhang: 7xDCON Gﬂf‘o LF
 Holds MCC-style inserts, tightened by DMIN
screws
I Stock
Designation L ‘ R DMIN DCON WF LF LH LPR KAPR GAMO MIID
WITHOUT INTERNAL COOLANT
NT-COSH-MICRO-CC-/iH | ® | 6 5 3 10 - - 9° 13° MCC.Roo
WITH INTERNAL COOLANT
NT-E04G-MICRO-CC-‘/sH [ ] 5] 4 2.5 ‘ 90 ‘ - - 95° 15° MCC.Roo
NT-EO5H-MICRO-CC-4/eH A 6 5 3 10 | - - 95° 13° MCC.Roo

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Cooo-MICRO-CC-RH NT-ST16031T06 NT-FT06
NT-Ecoo-MICRO-CC-RH NT-ST16031T06 NT-FT06

A SLEEVE AVAILABLE

Please find all the available sleeves
at chapter F-ACCESSORIES

CARBIDE INSERTS p. A52 ‘ ‘ PCBN INSERTS p. A111 ‘ ‘ DIAMOND INSERTS p. A151 SPARE PARTS DETAILS p. G1 A249




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
v M I c Ro - c c # with internal coolant
S
=
IS0 - MCC o -
B e - | [ocon
< o Internal turning (KAPR 95°) WF i —
e Vortex boring bar (high quality steel) with in- LH
) GAMO -
ternal coolant through. Maximum overhang: ‘ ‘ LE
5xDCON DMIN
 Holds MCC-style inserts, tightened by
SCrews
e Special chip evacuation path
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-V10H-MICRO-CC-'/zH-05 [ ] 5 10 2.5 100 20 - 95° 15° MCC.Roo
NT-V10H-MICRO-CC-'/H-06 ° 6 10 3 100 25 - 95° 13° MCC.Roo

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-V10H-MICRO-CC-RH-co NT-ST16031T06 NT-FT06

A250 CARBIDE INSERTS p. A52 ‘ ‘ PCBN INSERTS p. A111 ‘ ‘ DIAMOND INSERTS p. A151 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

Right-hand shown

EX MICRO-CN

MicroNega - MCN o

WF

A - TURNING

e External turning (KAPR 95°)
o Holds MCN-style inserts, tightened by screw KAPR NO OFFSET| ‘ ‘
« Available on lathes without offset LH L H

 Convenient to change inserts

Designation fmc: H B WF LF LH LPR KAPR MIID
NT-EX1OH-MICRO-CN-"H ® ® 10 10 10 100 15 - 95° MCN-Roo
NT-EX1ZH-MICRO-CN-"H ~ ® ® 12 12 12 100 15 - 95° MCN-Roo
NT-EX16K-MICRO-CN-:H  ® ® 16 16 16 125 15 - 95° MCN-Roo
NT-EX20K-MICRO-CN-VsH vV | V| 20 20 20 120 15 - 95° MCN-Roo
NT-EX25M-MICRO-CN-iH V| V| 25 25 25 150 15 - 95° MCN-Roo

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-EXooco-MICRO-CN-'/-H NT-ST30070T10 NT-FT10

A EXCELLENT STABILITY

The design of MCN inserts was done with great
attention to the connection surfaces, to achieve a
great stability and reliability

CARBIDE INSERTS p. A53 ‘ ‘ PCBN INSERTS p. A112 ‘ ‘ DIAMOND INSERTS p. A152 SPARE PARTS DETAILS p. G1 A251




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
V M I c R 0 - c N # with internal coolant
E :
= MicroNega - MCN -
= , ~—-|pcon
< o Internal turning (KAPR 95°) '
e Vortex boring bar (high quality steel) with
internal coolant through ‘
© Holds MCN-style inserts, tightened by
SCrews
 Special chip evacuation path
Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-VO8H-MICRO-CN-'/-H-10 [ N ) 10 8 55 100 20 - 95° 24° MCN-Roo
NT-V10K-MICRO-CN-‘/rH-12 [ N ) 12 10 6 125 21 - 95° 21° MCN-Roo
NT-V12M-MICRO-CN-'/:H-14 @ @@ 14 12 7 150 25 - 95° 20° MCN-Roo
NT-V16Q-MICRO-CN-'/-H-18 [ N ] 18 16 9 180 31 - 95° 17° MCN-Roo
NT-V20R-MICRO-CN-'/rH-22 [ N ) 22 20 11 200 37 - 95° 17° MCN-Roo

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches

NT-Vooo-MICRO-CN-'/rH-00 NT-ST30070T10 NT-FT10

|
Spare parts
|

A EXCELLENT STABILITY

The design of MCN inserts was done with great
attention to the connection surfaces, to achieve a
great stability and reliability

A252 CARBIDE INSERTS p. A53 ‘ ‘ PCBN INSERTS p. A112 ‘ ‘ DIAMOND INSERTS p. A152 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

Right-hand shown
EX MICRO-DN
S
. =
MicroNega - MDN i =
WF B D
o External turning (KAPR 95°) (%) R <
© Holds MDN-style inserts, tightened by screw KAPR / NO OFFSET ‘ ‘
« Available on lathes without offset LH LF H
 Convenient to change inserts
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-EX10H-MICRO-DN-'/rH [ BN} 10 10 10 100 18 - 95° MDN-Roo
NT-EX12H-MICRO-DN-'/rH [ BN J 12 12 12 100 18 - 95° MDN-Roo
NT-EX16K-MICRO-DN-'/-H [ BN J 16 16 16 125 18 - 95° MDN-Roo
NT-EX20K-MICRO-DN-'/-H v | Vv 20 20 20 120 15 - 95° MDN-Roo
NT-EX25M-MICRO-DN-/-H v |V 25 25 25 150 15 - 95° MDN-Roo

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches

NT-EXooco-MICRO-DN-'/sH NT-ST30070T10 NT-FT10

|
Spare parts
|

A EXCELLENT STABILITY

The design of MDN inserts was done with great
attention to the connection surfaces, to achieve a
great stability and reliability

CARBIDE INSERTS p. A54 ‘ ‘ PCBN INSERTS p. A113 | ‘ DIAMOND INSERTS p. A153 SPARE PARTS DETAILS p. G1 A253




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
V M I c RO - D N & with internal coolant

MicroNega - MDN

e |nternal turning (KAPR 93°)

e Vortex boring bar (high quality steel) with
internal coolant through

© Holds MDN-style inserts, tightened by
SCrews

 Special chip evacuation path

2]
=
=
=
=
=
\
<

Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-V10K-MICRO-DN-'/zH-15 o o 15 10 9.8 125 19 - 93° 19° MDN-Roo
NT-Vi2M-MICRO-DN-'/zH-16 | ® @ 16 12 9 150 22 - 93° 17° MDN-Roo
NT-V16Q-MICRO-DN-'/rH-20 e o 20 16 11 180 22 - 93° 15° MDN-Roo
NT-V20R-MICRO-DN-'/rH-25 o o 25 20 13 200 23 - 93° 13° MDN-Roo

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-Vooo-MICRO-DN-t/rH-00 NT-ST30070T10 NT-FT10

A EXCELLENT STABILITY

The design of MDN inserts was done with great
attention to the connection surfaces, to achieve a
great stability and reliability

A254 CARBIDE INSERTS p. A54 ‘ ‘ PCBN INSERTS p. A113 ‘ ‘ DIAMOND INSERTS p. A153 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

S
=
ISO - SC I z
M G
r )D) B 'T
e External turning (KAPR 45°), Neutral position ot <
 Holds SC-style inserts, tightened by screw ‘/?APR | |
e Convenient to change inserts LF H
Designation Stock H B WF LF LH LPR KAPR MIID
NT-SSDCN2020K09 [ 20 20 10 125 - - 45° SCoo09T300
NT-SSDCN2525M09 [ 25 25 12.5 150 - - 45° SCo009T300
NT-SSDCN2020K12 [ 20 20 10 125 - - 45° SCoo0120400
NT-SSDCN2525M12 [ 25 25 12.5 150 - - 45° SCoo0120400

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-SSDCNoocooo09 NT-ST40090T15 NT-FT15
NT-SSDCNooocoo12 NT-ST40115T15 NT-FT15

CARBIDE INSERTS p. A55 CERAMIC INSERTS p. A187 ‘ ‘ SPARE PARTS DETAILS p. G1 A255




TURNING Holders - INTERNAL niNKoT00LS

S SS Kc STEEL Right-hand shown
E
IS0 - SC .
0 : —— -y |bcoN
< o Internal turning (KAPR 75°)
o Steel boring bar without internal coolant [
 Holds SC-style inserts, tightened by screws
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S12M-SSKC'/=09 [ N ) 16 12 8.5 147 - 150 75° 12° SCoo09T300
NT-516Q-SSKC'/r09 [ N ) 20 16 1l 177 - 180 75° 11° SCo009T300
NT-S20R-SSKC'/r09 [ N ) 25 20 13 196 - 200 75° 6° SCo009T300
NT-S25R-SSKC'/r09 [ N ) 31 25 15 198 - 200 75° 6° SCo009T300
NT-S25R-SSKC'/r12 [ N ] 32 25 17 196 - 200 75° 7° SCoo120400
NT-S32S-SSKC'/r12 [ N ) 40 32 22 246 - 250 75° 7° SCoo120400

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Sooo-SSKC'/:09 NT-ST40090T15 NT-FT15
NT-Sooo-SSKC/r12 NT-ST40115T15 NT-FT15

A256 CARBIDE INSERTS p. A55 CERAMIC INSERTS p. A187 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

M S B N Right-hand shown
S
=
ISO - SN 5 o z
WF ’ B =
o External turning (KAPR 75°) L) <
o Holds SN-style inserts KAPR o | |
 Double locking with Eccentric pins and LH
bracket. Excellent clamping force LF
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MSBN'/x2020K12 [ N ) 20 20 17 125 37 - 75° SNoo120400
NT-MSBN'/x2525M12 [ N ) 25 25 22 150 37 - 75° SNoo120400
NT-MSBN'/x3232P12 [OlNe] 32 32 27 170 42 - 75° SNoo120400
NT-MSBN'/:3232P19 [ONe] 32 32 27 170 42 - 75° SNoo190600
NT-MSBN'/:4040S19 [olNe) 40 40 35 250 42 - 75° SNoo190600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-MSBN"/rooc0012 NT-SH070 NT-SP010 NT-CS010 NT-SC010 NT-WR030
NT-MSBN'/rooco019 NT-SH090 NT-SP050 NT-CS015 NT-SC070 NT-WR040

A AXIAL TURNING

©

©

CARBIDE INSERTS p. A56 ‘ ‘ PCBN INSERTS p. A116 CERAMIC INSERTS p. A188 ‘ ‘ SPARE PARTS DETAILS p. G1 A257




TURNING Holders - ExTernaL niNKoT00LS

S
=
1S0 - SN - ~
= —(orC 9 B
< e External turning (KAPR 45°), Neutral position g
 Holds SN-style inserts o | |
« Double locking with Eccentric pins and KAPR Z@,‘ L H
bracket. Excellent clamping force
Designation Stock H B WF LF LH LPR KAPR MIID
NT-MSDNN2020K12 [ 20 20 10 125 35 - 45° SNoo120400
NT-MSDNN2525M12 [ 25 25 12.5 150 37 - 45° SNoo120400
NT-MSDNN3232P12 (@) 32 32 16 170 43 - 45° SNoo120400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
‘ Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
‘ NT-MSDNNooooo12 NT-SH070 NT-SP010 NT-CS010 NT-SC010 NT-WR030

A258 CARBIDE INSERTS p. A56 ‘ ‘ PCBN INSERTS p. A116 CERAMIC INSERTS p. A188 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

M S KN Right-hand shown
S
=
ISO - SN - z
=
B T
o External turning (KAPR 75°) <
© Holds SN-style inserts o ‘ ‘
* Double locking with Eccentric pins and H
i LF
bracket. Excellent clamping force
LPR
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MSKN'/x2020K12 [ N ) 20 20 25 122 37 125 75° SNoo120400
NT-MSKN'/x2525M12 [ N ) 25 25 32 147 37 150 75° SNoo120400
NT-MSKN'/:3232P12 [OlNe] 32 32 40 167 42 170 75° SNoo120400
NT-MSKN'/:4040S19 [ONe] 40 40 50 247 42 250 75° SNoo190600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-MSKN/rooo0012 NT-SH070 NT-SP010 NT-CS010 NT-SC010 NT-WR030
NT-MSKN/roco0019 NT-SH090 NT-SP050 NT-CS015 NT-SC070 NT-WR040

A FACE TURNING

CARBIDE INSERTS p. A56 ‘ ‘ PCBN INSERTS p. A116 CERAMIC INSERTS p. A188 ‘ ‘ SPARE PARTS DETAILS p. G1 A259




TURNING Holders - ExTernaL niNKoT00LS

MSSN Right-hand shown
E
150 - SN -
5 WF 9 B
< o External turning (KAPR 45°) LIS
© Holds SN-style inserts ‘ ‘
o Double locking with Eccentric pins and KAPR|-” LH H
i LF
bracket. Excellent clamping force
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MSSN'/x2020K12 [ N ) 20 20 25 125 35 - 45° SNoo120400
NT-MSSN'/x2525M12 [ N ) 25 25 32 150 35 - 45° SNoo120400
NT-MSSN'/r3232P12 [OlNe] 32 32 40 170 42 - 45° SNoo120400
NT-MSSN'/z3232P19 [ONe] 32 32 40 170 42 - 45° SNoo190600
NT-MSSN'/z4040S19 [olNe) 40 40 40 250 42 - 45° SNoo190600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins Clamp Clamp screws L wrench
Spare parts
NT-MSSN/roococ012 NT-SH070 NT-SP010 NT-CS010 NT-SC010 NT-WR030
NT-MSSN/rooco0019 NT-SH090 NT-SP050 NT-CS015 NT-SC070 NT-WR040
A260 CARBIDE INSERTS p. A56 ‘ ‘ PCBN INSERTS p.A116 CERAMIC INSERTS p. A188 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S MSKN

STEEL Right-hand shown

S
ISO - SN T =
=
o Internal turning (KAPR 75°) 2 WF]KA?'+ - ‘ 7DCON <
e Steel boring bar without internal coolant
© Holds SN-style inserts L
© Double locking with Eccentric pins and LPR
bracket. Excellent clamping force
Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S20R-MSKN'/z12 o o 25 20 13 200 - 75° 17° SNoo120400
NT-S25R-MSKN'/r12 e o 32 25 17 200 - 75° 14° SNoo120400
NT-S832S-MSKN'/x12 e o 40 32 22 250 - 75° 14° SNoo120400
NT-S40T-MSKN'/x12 o o 50 40 27 300 - 75° 15° SNoo120400
NT-S50U-MSKN'/r12 o o 63 50 35 350 - 75° 12° SNoo120400
NT-S50U-MSKN/x19 [ORNe] 63 50 35 350 - 75° 8° SNoo190600
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-S20R-MSKN'/x12 - NT-SP035 NT-WR025 NT-CS030 NT-SC030 NT-WR025
NT-S25R-MSKN'/x12 - NT-SP035 NT-WR025 NT-CS010 NT-SC008 NT-WR030
NT-S32S-MSKN'/r12 NT-SH070 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S40T-MSKN'/x12 NT-SH070 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MSKN'/r12 NT-SH070 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MSKN'/x19 NT-SH090 NT-SP050 NT-WR030 NT-CS015 NT-SC070 NT-WR040

CARBIDE INSERTS p. A56 ‘ ‘ PCBN INSERTS p. A116 CERAMIC INSERTS p. A188 ‘ ‘ SPARE PARTS DETAILS p. G1 A261




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
V STLB & with internal coolant

S
=
£ ISO - TB KAPR -
P el | [ocon
< o Internal turning (KAPR 95°) WF {/ : : [
; i i ith in- LH
e Vortex boring bar (high qualllty steel) with in GAMO .=a LF ‘
ternal coolant through. Maximum overhang: |
5XDCON DMIN

© Holds TB style inserts, tightened by screws
 Special chip evacuation path

Designation f toc: DMIN DCON WF LF LH LPR KAPR GAMO MiiD
NT-V10H-STLB'/x06-07 [} 7 10 3.5 100 30 - 95° 12° TBoo060100
NT-V10H-STLB'/x06-08 [} 8 10 4 100 35 - 95° 12° TBoo060100

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-V10H-STLB'/r06-00 NT-ST20038T06 NT-FT06

A262 CARBIDE INSERTS p. A59 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S STU B STEEL Right-hand shown
S
=
IS0 - TB KAPR N ! =
, S T -— — —}|—-—-— 1 |pcon T
o Internal turning (KAPR 93°) WF] ) ) ; <
e Steel boring bar without internal coolant
 Holds TB style inserts, tightened by screws LF
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S08H-STUB'/=06 [ N ) 10 8 4 100 - - 93° 12° TBoo060100
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
‘ Insert screws Flag wrenches
Spare parts
‘ NT-S08H-STUB'/x06 NT-ST20038T06 NT-FT06
SPARE PARTS DETAILS p. G1 A263

CARBIDE INSERTS p. A59




TURNING Holders - ExTernaL niNKoT00LS
STAC ight-hand shown
ISO-TC %\

WF

2]
=
=
=
=
=
\
<

e External turning (KAPR 90°)

 Holds TC-style inserts, tightened by screw
KAPR H

 Convenient to change inserts

Designation fmc: H B WF LF LH LPR KAPR MID
NT-STAC'/:0808H09 OO 8 8 8.5 100 - - 90° TCoo090200
NT-STAC'/x1010H09 OO 10 10 10.5 100 - - 90° TCoo090200
NT-STAC'/r1212H11 [ BN J 12 12 12.5 100 - - 90° TCoo110200
NT-STAC'/r1616H11 o o 16 16 16.5 100 - - 90° TCoo110200

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-STAC/ro000009 NT-ST22049T07 NT-FT07
NT-STAC/rocooo11 NT-ST25060T07 NT-FT07

A264 CARBIDE INSERTS p. A60 ‘ ‘ PCBN INSERTS p. A118 ‘ ‘ DIAMOND INSERTS p. A154 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

STF c Right-hand shown
S
=
ISO - TC = z
=
B T
o External turning (KAPR 91°) <
 Holds TC-style inserts, tightened by screw | |
 Convenient to change inserts LF H
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-STFC'/:0808H09 [elNe] 8 8 10 100 12 - 91° TCoo090200
NT-STFC'/r1010H09 [elNe] 10 10 12 100 12 - 91° TCoo090200
NT-STFC'/r1212H11 e o 12 12 16 100 17 - 91° TCoo110200
NT-STFC'/r1616H11 [olNe) 16 16 20 100 18 - 91° TCoo110200
NT-STFC'/r2020K16 [ N ) 20 20 25 125 22 - 91° TCoo16T300
NT-STFC'/r2525M16 e o 25 25 32 150 25 - 91° TCoo16T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-STFC'/ro000009 NT-ST22049107 NT-FT07
NT-STFG'/rocooo11 NT-ST25060T07 NT-FT07
NT-STFC/rooo0016 NT-ST40090T15 NT-FT15

CARBIDE INSERTS p.A60 |

PCBN INSERTS p. A118

| DIAMOND INSERTS p.A154

SPARE PARTS DETAILS p. G1

A265



TURNING Holders - ExTernaL niNKoT00LS

STGC Right-hand shown
E
S0 - TC o
2
" B
< o External turning (KAPR 91°) WF ®
 Holds TC-style inserts, tightened by screw - | |
, , KAPR|../ H
 Convenient to change inserts LH LF
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-STGC'/s1212H11 [OlNe] 12 12 16 100 17 - 91° TCoo110200
NT-STGC'/r1616H11 [OlNe] 16 16 20 100 18 - 91° TCoo110200
NT-STGC'/s2020K16 [ N ] 20 20 25 125 22 - 91° TCoo16T300
NT-STGC'/+2525M16 [ N ] 25 25 32 150 25 - 91° TCoo16T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-STGC"/rocooo11 NT-ST25060T07 NT-FT07
NT-STGC'/roc00016 NT-ST40090T15 NT-FT15

A266 CARBIDE INSERTS p. A60 ‘ ‘ PCBN INSERTS p. A118 ‘ ‘ DIAMOND INSERTS p. A154 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown
A ST Fc # with internal coolant
S
=
ISO - TC z
KAPR >
- -— = -——-——4——-—-—-1 |DCON i
o |nternal turning (KAPR 91°) WFI © <
e Steel boring bar with internal coolant through LA - |
 Holds TC-style inserts, tightened by screws LF ‘
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A10K-STFC'/r11 [ N ) 14 10 7 125 - - 91° 12° TCoo110200
NT-A12M-STFC'/r11 [ N ) 14 12 7 150 - - 91° 10° TCoo110200
NT-A16Q-STFC'/r11 o o 18 16 9 180 - - 91° 8° TCoo110200
NT-A20R-STFC'/r11 [ N ] 25 20 13 200 - - 91° 3° TCoo110200
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Aocoo-STFC'/r11 NT-ST25060T07 NT-FT07

CARBIDE INSERTS p. A60 ‘ ‘ PCBN INSERTS p. A118 ‘ ‘ DIAMOND INSERTS p. A154 SPARE PARTS DETAILS p. G1 A267




TURNING Holders - INTERNAL niNKoT00LS

/CARBIDE Right-hand shown
E ST Fc & with internal coolant
E
S0 - TC o
o ) - - -——-——4——-—-—-1 |DCON
< o Internal turning (KAPR 91°) WFI )
e Carbide boring bar with internal coolant LA - |
through. Maximum overhang: 7xDCON ‘
LF
o Holds TC-style inserts, tightened by screws GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-E10K-STFC'/r11 [ N ) 12 10 6 125 - - 91° 12° TCoo110200
NT-E12M-STFC'/r11 [ N ) 14 12 7 150 - - 91° 10° TCoo110200
NT-E16R-STFC'/r11 o o 18 16 9 200 - - 91° 8° TCoo110200
NT-E20R-STFC'/r11 [ N ) 25 20 I 200 - - 91° 6° TCoo110200
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Eooco-STFC'/r11 NT-ST25060T07 NT-FT07

A268 CARBIDE INSERTS p. A60 ‘ ‘ PCBN INSERTS p. A118 ‘ ‘ DIAMOND INSERTS p. A154 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S STFc STEEL Right-hand shown
S
1S0 - TC
KAPR =
e |nternal turning (KAPR 91°) WFI% 7 % - H DOON <
e Steel boring bar without internal coolant LA -
 Holds TC-style inserts, tightened by screws LF ‘
GAMO
DMIN
Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S08H-STFC/r09 [eRNe) 12 8 6 100 - - 91° 15° TCoo090200
NT-S10K-STFC'/r09 Oo| 0 14 10 7 125 - - 91° 15° TCoo090200
NT-S12M-STFC'/r09 [eRNe) 16 12 9 150 - - 91° 10° TCo0090200
NT-S10K-STFC'/r11 o o 14 10 7 125 - - 91° 12° TCoo110200
NT-S12M-STFC'/r11 e o 14 12 7 150 - - 91° 10° TCoo110200
NT-S$16Q-STFC'/r11 o o 18 16 9 180 - - 91° 8° TCoo110200
NT-S20R-STFC'/r11 [eRNe) 25 20 13 200 - - 91° 3° TCoo110200
NT-S20R-STFC'/x16 o o 25 20 13 200 - - 91° 8° TCoo16T300
NT-S25R-STFC'/x16 o o 32 25 17 200 - - 91° 6° TCoo16T300
NT-$32S-STFC'/r16 Oo| 0O 39 32 22 250 - - 91° 4° TCoo16T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Sooo-STFC'/+09 NT-ST22049T07 NT-FT07
NT-Soco-STFC'/r11 NT-ST25060T07 NT-FT07
NT-Sooo-STFC'/x16 NT-ST35089T15 NT-FT15

CARBIDE INSERTS p. A60 ‘ ‘ PCBN INSERTS p. A118 ‘ ‘ DIAMOND INSERTS p. A154 SPARE PARTS DETAILS p. G1 A269




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown

V STLC & with internal coolant

IS0 - TC

e |nternal turning (KAPR 95°)

e Vortex boring bar (high quality steel) with in-
ternal coolant through. Maximum overhang:
5xDCON

 Holds TC-style inserts, tightened by screws

 Special chip evacuation path

2]
=
=
=
=
=
\
<

DCON

|

Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-VO8H-STLC'/:09-10 [ORNe] 10 8 5 100 - - 95° 14° TCo0090200
NT-V10K-STLC'/r09-12 [ N ) 12 10 6 125 - - 95° 12° TCo0090200
NT-V12M-STLC'/r09-14 o o 14 12 7 150 - - 95° 10° TCo0090200
NT-V10K-STLC'/r11-12 [ N ) 12 10 6 125 - - 95° 12° TCoo110200
NT-V12M-STLC'/r11-14 [ N ] 14 12 7 150 - - 95° 10° TCoo110200
NT-V16Q-STLC'/r11-18 [ N ] 18 16 9 180 - - 95° 8° TCoo110200
NT-V20R-STLC'/r11-22 [ N ) 22 20 " 200 - - 95° 6° TCoo110200
NT-V20R-STLC'/r16-25 [ N ) 25 20 12.5 200 - - 95° 8° TCoo16T300
NT-V25S-STLC'/r16-32 o o 32 25 16 250 - - 95° 6° TCoo16T300

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Vooo-STLCY/r09-00 NT-ST22049T07 NT-FT07
NT-Vooo-STLC'/r11-00 NT-ST25060T07 NT-FT07
NT-Vooo-STLC'/r16-00 NT-ST35089T15 NT-FT15

A270 CARBIDE INSERTS p. A60 ‘ ‘ PCBN INSERTS p. A118 ‘ ‘ DIAMOND INSERTS p. A154 SPARE PARTS DETAILS p. G1




TURNING Holders - EXTERNAL

nidlkoro0.s

DTGN

Right-hand shown

S
=
ISO - TN £
=
B T
o External turning (KAPR 91°) <
© Holds TN-style inserts |
 Double pushing and pulling action with a LF
single movement
 Quick and safe tightening
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-DTGN'/x2020K16X [ N ) 20 20 25 125 33 91° TNoo160400
NT-DTGN'/x2525M16X [ N ) 25 25 32 150 33 91° TNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws Clamp Springs Clamp screws L wrench
Spare parts
NT-DTGN"/rooc0016X NT-SH006 NT-ST250 NT-CS250 NT-SG250 NT-SC250 NT-TX15

CARBIDE INSERTS p.A62 | PCBNINSERTS p.A120 DIAMOND INSERTS p.A156 | CERAMICINSERTS p.A190 | SPARE PARTS DETALS p.G1 A271




<]
=
=
=
=
=
\
<

TURNING Holders - EXTERNAL

nidlkoro0.s

DTJ N Right-hand shown
B
e External turning (KAPR 93°)
* Holds TN-style inserts | |
* Double pushing and pulling action with a L H
single movement
 Quick and safe tightening
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-DTJN'/s2020K16X [ N ) 20 20 25 125 33 93° TNoo160400
NT-DTJN'/x2525M16X [ N ) 25 25 32 150 33 93° TNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws Clamp Springs Clamp screws L wrench
Spare parts
NT-DTJIN'/roooco16X NT-SH006 NT-ST250 NT-CS250 NT-SG250 NT-SC250 NT-TX15
A272 CARBIDE INSERTS p. A62 ‘ ‘ PCBN INSERTS p. A120 ‘ ‘ DIAMOND INSERTS p. A156 ‘ ‘ CERAMIC INSERTS p. A190 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

TJ N Right-hand shown
S
=
=
B T
o External turning (KAPR 93°) <
 Holds TN-style inserts \ \
 Double locking with Eccentric pins and LF H
bracket. Excellent clamping force
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MTJN'/x2020K16 [ N ) 20 20 25 125 33 - 93° TNoo160400
NT-MTJN'/x2525M16 [ N ) 25 25 32 150 35 - 93° TNoo160400
NT-MTJN'/r3232P16 [ N ] 32 32 40 170 43 - 93° TNoo160400
NT-MTJN'/r2525M22 [ N ] 25 25 32 150 43 - 93° TNoo220400
NT-MTJN'/r3225P22 [ N ) 32 25 32 170 43 - 93° TNoo220400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-MTJN'/x2020K16 NT-SH005 NT-SP020 NT-WR020 NT-CS010 NT-SC008 NT-WR030
NT-MTJN'/x2525M16 NT-SH005 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-MTJN'/r3232P16 NT-SH005 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-MTJN'/r2525M22 NT-SH008 NT-SPO10 NT-WR030 NT-CS070 NT-SC070 NT-WR040
NT-MTJN'/r3225P22 NT-SH008 NT-SP010 NT-WR030 NT-CS070 NT-SC070 NT-WR040

CARBIDE INSERTS p.A62 | PCBNINSERTS p.A120 DIAMOND INSERTS p.A156 | CERAMICINSERTS p.A190 | SPARE PARTS DETALS p.G1 A273




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown

A DT F N & with internal coolant

ISO = TN KAPR I
— @ -——-—+{——-——-——-1 |[DCON
e |nternal turning (KAPR 91°) WFJ \
e Steel boring bar with internal coolant through

© Holds TN-style inserts LF

<]
=
=
=
=
=
\
<

© Double pushing and pulling action with a .M.
single movement. Quick and safe tightening DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A25R-DTFN'/x16 [ N ) 32 25 17 200 - - 91° 13° TNoo160400
NT-A32S-DTFN'/x16 [ N ) 40 32 22 250 - - 91° 13° TNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws Clamp Springs Clamp screws L wrench ‘
Spare parts
NT-Aoco-DTFN'/x16 NT-SH006 NT-ST250 NT-CS250 NT-SG250 NT-SC250 NT-TX15 ‘

A274 CARBIDE INSERTS p.A62 | PCBNINSERTS p.A120 | DIAMOND INSERTS p.A156 | | CERAMICINSERTS p.A190 | | SPARE PARTS DETAILS p.G1




TURNING Holders - INTERNAL niNKoT00LS

S MTU N STEEL Right-hand shown
S
=
ISO = TN KAPR I E
(e 5—— | — "} |DCON F~
e |nternal turning (KAPR 93°) WF] % \ <
e Steel boring bar without internal coolant
© Holds TN-style inserts LF
© Double locking with Eccentric pins and .M.
bracket. Excellent clamping force DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S20R-MTUN'/x16 [ N ) 25 20 13 200 - - 93° 17° TNoo160400
NT-S25R-MTUN'/x16 [ N ) 32 25 17 200 - - 93° 12° TNoo160400
NT-S32S-MTUN/x16 [ N ) 40 32 22 250 - - 93° 10° TNoo160400
NT-S40T-MTUN/»16 [ N ] 50 40 27 300 - - 93° 10° TNoo160400
NT-S50U-MTUN'/x16 [ N ] 63 50 35 350 - - 93° 8° TNoo160400
NT-S40T-MTUN/r22 [ORNe] 50 40 27 300 - - 93° 15° TNoo220400
NT-S50U-MTUN'/r22 [OlNe] 63 50 35 350 - - 93° 12° TNoo220400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-S20R-MTUN'/x16 - NT-SP030 NT-WR020 NT-CS030 NT-SC030 NT-WR025
NT-S25R-MTUN'/x16 - NT-SP030 NT-WR020 NT-CS010 NT-SC008 NT-WR030
NT-S32S-MTUN/x16 NT-SH005 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-S40T-MTUN/»16 NT-SHO05 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MTUN'/=16 NT-SH005 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-S40T-MTUN/s22 NT-SH008 NT-SP010 NT-WR030 NT-CS070 NT-SC070 NT-WR040
NT-S50U-MTUN/r22 NT-SH008 NT-SP010 NT-WR030 NT-CS070 NT-SC070 NT-WR040

CARBIDE INSERTS p.A62 | PCBNINSERTS p.A120 DIAMOND INSERTS p.A156 | CERAMICINSERTS p.A190 | SPARE PARTS DETALS p.G1 A275




TURNING Holders - INTERNAL niNKoT00LS

S CTU P STEEL Right-hand shown
E
,% ISO - TP KAPR B ‘
' T —— —§—-—-—1|pcon
< « Internal turning (KAPR 93°) WF] ) Jﬂ
o Steel boring bar without internal coolant
 Holds TP style inserts, tightened by screws LF
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S12M-CTUP'/11 [ N ) 16 12 9 150 - - 93° 6° TPoo110300
NT-S16Q-CTUP“/z11 [ N ) 20 16 1l 180 - - 93° 3° TPoo110300
NT-S20R-CTUP/z11 [ N ] 25 20 13 200 - - 93° 3° TPoo110300
NT-S25R-CTUP/r16 [ N ] 32 25 17 200 - - 93° 3° TPoo160300
NT-$32S-CTUP'/x16 e o 40 32 22 250 - - 93° 3° TPoo160300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws Flag wrenches Clamping set Clamp Clamp screws L wrench
Spare parts
NT-S12M-CTUP'/s11 - - - NT-CS003 - - NT-WR025
NT-S16Q-CTUP/x11 - - - - NT-CS005 NT-SC005 NT-WR025
NT-S20R-CTUP/r11 - - - - NT-CS005 NT-SC005 NT-WR025
NT-S25R-CTUP'/r16 NT-SH002 NT-ST022 NT-FT06 - NT-CS010 NT-SC008 NT-WR030
NT-S32S-CTUP'/x16 NT-SH002 NT-ST022 NT-FT06 - NT-CS010 NT-SC008 NT-WR030

A276 CERAMIC INSERTS p. A192 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S STU P STEEL Right-hand shown
S
=
ISO - TP £
KAPR =
) - - -——-——4——-—-—-1 |DCON i
e Internal turning (KAPR 93°) WFI © <
e Steel boring bar without internal coolant LA - |
 Holds TP style inserts, tightened by screws LF ‘
GAMO
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S10K-STUP'/:09 [ N ) 12 10 6 125 - - 93° 8° TPoo090200
NT-S12M-STUP'/:09 [ N ) 14 12 7 150 - - 93° 5° TPoo090200
NT-S10K-STUP'/r11 e o 12 10 6 125 - - 93° 8° TPoo110300
NT-S12M-STUPY/x11 [ N ] 14 12 7 150 - - 93° 7° TPoo110300
NT-S$16Q-STUP'/r11 [ N ] 18 16 9 180 - - 93° 4° TPoo110300
NT-S20R-STUP/x11 (@) 22 20 1 200 - - 93° 2° TPoo110300
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-S10K-STUP'/:09 NT-ST25065T08 NT-FT08
NT-S12M-STUP'/:09 NT-ST25065T08 NT-FT08
NT-S10K-STUP'/x11 NT-ST30058T10 NT-FT10
NT-S12M-STUPY/&11 NT-ST30058T10 NT-FT10
NT-S16Q-STUP'/x11 NT-ST30068T10 NT-FT10
NT-S20R-STUP'/x11 NT-ST30068T10 NT-FT10

CARBIDE INSERTS p. A66 ‘ ‘ PCBN INSERTS p. A122 ‘ ‘ DIAMOND INSERTS p. A157 SPARE PARTS DETAILS p. G1 A277




TURNING Holders - ExTernaL niNKoT00LS

SVH B Right-hand shown
E
z ISO - VB T
'T 2 B
< o External turning (KAPR 107.5°) WF
 Holds VB-style inserts, tightened by screw o | |
e Convenient to change inserts, with shim KAPR H
LH
LF
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVHB'/x2525M16 OO 25 25 32 150 23 - 107.5° VBoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVHB'/r2525M16 NT-SH050 NT-SRO10 NT-WR035 NT-ST35115T15 NT-FT15

A278 CARBIDE INSERTS p. A67 ‘ ‘ PCBN INSERTS p. A123 ‘ ‘ DIAMOND INSERTS p. A158 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

SVJB

Right-hand shown

S
=
ISO - VB = £
=
B [
« External turing (KAPR 93°) WF > <
i i —
 Holds VB-style inserts, tightened by screw ’ | |
 Convenient to change inserts, with shim KAPR LH LF H
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVJB'/x2020K11 [ N ) 20 20 25 125 22 - 93° VBoo110300
NT-SVJB'/x2020K16 [ N ) 20 20 25 125 33 - 93° VBoo160400
NT-SVJB'/x2525M16 [ N ] 25 25 32 150 38 - 93° VBoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVJB/roooco11 - - - NT-ST25060T07 NT-FT07
NT-SVJB/rooo0016 NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

CARBIDE INSERTS p. A67 ‘ ‘ PCBN INSERTS p. A123 ‘ ‘ DIAMOND INSERTS p. A158 SPARE PARTS DETAILS p. G1 A279




TURNING Holders - exTernaL nidkorooLs
SVJ B N Right-hand shown

ISO - VB o
* External turning (KAPR 939) v l é °

© Holds VB-style inserts, tightened by screw NO OFFSET| \
KAPR

2]
=
=
=
=
=
\
<

o Available on lathes without offset LF H
e Convenient to change inserts, with shim
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVJB'/r1212K11N [ N ) 12 12 12 125 - - 93° VBoo11030c0
NT-SVJB'/x1616K11N [ N ) 16 16 16 125 - - 93° VBoo11030c0
NT-SVJB'/x1616H16N [ N ] 16 16 16 100 - - 93° VBoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVJB/rococo11N - - - NT-ST25060T07 NT-FT07
NT-SVJB/rococo16N NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

A280 CARBIDE INSERTS p. A67 ‘ ‘ PCBN INSERTS p. A123 ‘ ‘ DIAMOND INSERTS p. A158 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

SVVB

ISO - VB —

wr|

A - TURNING

e External turning (KAPR 72.5°), Neutral

&)
position ‘/KAPR - |
 Holds VB-style inserts, tightened by screw H
e Convenient to change inserts, with shim

LF

Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVVBN2020K11 20 20 10 125 . . 72.5° VBoo110300
NT-SVVBN2525M11 25 25 125 150 . . 72.5° VBoo110300
NT-SVVBN2020K16 20 20 10 125 - - 72.5° VBoo1604c0
NT-SVVBN2525M16 2% 25 125 150 . - 72.5° VBoo160400

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVVBNooooo11 - - - NT-ST25060T07 NT-FT07
NT-SVVBNooooo16 NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

CARBIDE INSERTS p. A67 ‘ ‘ PCBN INSERTS p. A123 ‘ ‘ DIAMOND INSERTS p. A158 SPARE PARTS DETAILS p. G1 A281




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown

V SVJ B & with internal coolant

|
ISO - VB ~Tx
; WF
- ‘ 9 +-f+——————F-| |[bCON
o Internal turning (KAPR 93°) : \‘ SAM KALBR K
e Vortex boring bar (high quality steel) with in- ! o T L
ternal coolant through. Maximum overhang: -

5XDCON DMIN
© Holds VB-style inserts, tightened by screws
 Special chip evacuation path

2]
=
=
=
=
=
\
<

Designation f toc: DMIN DCON WF LF LH LU KAPR GAMO MiiD
NT-V20R-SVJB'/x11-25 o o 25 20 2 200 48 37.5 93° 5° VBoo110300
NT-V25S-SVJB'/x11-30 o o 30 25 35 250 58 46 93° 5° VBoo110300

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-Vooo-SVJB!/k11-00 NT-ST25060T07 NT-FT07

A282 CARBIDE INSERTS p. A67 ‘ ‘ PCBN INSERTS p. A123 ‘ ‘ DIAMOND INSERTS p. A158 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

SVJC

Right-hand shown

S
=
ISO -VC o z
=
B [
« External turing (KAPR 93°) WF > <
i i —
 Holds VC-style inserts, tightened by screw ’ | |
 Convenient to change inserts, with shim KAPR LH LF H
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVJC'/:2020K11 [ N ) 20 20 25 125 22 - 93° VCoo110300
NT-SVJC'/:2020K16 [ N ) 20 20 25 125 33 - 93° VCoo160400
NT-SVJC'/r2525M16 [ N ] 25 25 32 150 38 - 93° VCoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVJC/rooooc011 - - - NT-ST25060T07 NT-FT07
NT-SVJC/rooo0016 NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1 A283




TURNING Holders - exTernaL nidkorooLs
SVJ c N Right-hand shown

ISO - VC K
* External turning (KAPR 939) v l é °

 Holds VC-style inserts, tightened by screw NO OFFSET| \
KAPR

2]
=
=
=
=
=
\
<

o Available on lathes without offset LF H
e Convenient to change inserts, with shim
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVJC'/z1010K11N O | O 10 10 10 125 - - 93° VCoo110300
NT-SVJC'/r1212K11N [ BN} 12 12 12 125 B = 93° VCoo110300
NT-SVJC'/x1616K11N [ BN J 16 16 16 125 - - 93° VCoo110300
NT-SVJC'/r1616H16N [ BN ] 16 16 16 100 - - 93° VCoo160400

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVJC'/roooco11N - - - NT-ST25060T07 NT-FT07
NT-SVJC'/rooc0o16N NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

A284 CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1




TURNING Holders - EXTERNAL

nidlkoro0.s

SVPC

Right-hand shown

B
 External turning (KAPR 117.5°) WF © v
 Holds VC-style inserts, tightened by screw |
. . . . KAPR
 Convenient to change inserts, with shim LF H
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVPC'/x1010H11 [OlNe] 10 10 14.5 100 117.5° VCoo110300
NT-SVPC'/r1212H11 [ N ) 12 12 16.5 100 117.5° VCoo110300
NT-SVPC'/r1616H11 [ N ] 16 16 205 100 117.5° VCoo110300
NT-SVPC'/:2020K16 [ N ] 20 20 25 125 117.5° VCoo160400
NT-SVPC'/:2525M16 e o 25 25 32 150 117.5° VCoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVPC'/rocooo11 NT-ST25060T07 NT-FT07
NT-SVPC'/roco0016 NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15
CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1 A285

A - TURNING




TURNING Holders - ExTernaL niNKoT00LS

SVVC

IS0 -VC —

wr|

2]
=
=
=
=
=
\
<

e External turning (KAPR 72.5°), Neutral

&)
position ‘/KAPR o |
 Holds VC-style inserts, tightened by screw H
e Convenient to change inserts, with shim

LF

Designation fmc: H B WF LF LH LPR KAPR MIID
NT-SVVCN1010H11 10 10 5 100 - - 725 VCoo? 10300
NT-SVVCN1212H11 12 12 6 100 - - 725° VCool 10300
NT-SVVCN1616H11 16 16 8 100 - - 72.5° VCool 10300
NT-SVVCN2020K16 20 20 10 125 - - 725° VCool 60400
NT-SVVCN2525M16 25 25 125 150 - - 725° VCoo160400

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Shim Shim screws L wrench Insert screws Flag wrenches
Spare parts
NT-SVVCNooooo11 - - - NT-ST25060T07 NT-FT07
NT-SVVCNooooo16 NT-SH050 NT-SR010 NT-WR035 NT-ST35115T15 NT-FT15

A286 CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL

nidlkoro0.s

S SV J c STEEL Right-hand shown
-——1{1——-——-—-1 |DCON

e |nternal turning (KAPR 93°) %

e Steel boring bar without internal coolant [

 Holds VC style inserts, tightened by screws GAMO LE |

DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID

NT-S12M-SVJC'/r11 [ORNe] 14 12 7 150 93° 7° VCoo110300

NT-S16Q-SVJC'/r11 [ N ) 18 16 9 180 93° 7° VCoo110300

NT-516Q-SVJC'/x16 [ N ] 18 16 9 180 93° 7° VCoo160400

NT-S20R-SVJC'/x16 [ N ] 21 20 10.5 200 93° 6° VCoo160400

NT-S25R-SVJC'/r16 [ONe] 27 25 13.5 200 93° 6° VCoo160400

NT-S32S-SVJC'/r16 [ N ) 34 32 17 250 93° 4° VCoo160400

NT-S40T-SVJC'/r16 [ONNe] 44 40 22 300 93° 4° VCoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-Sooo-SVJC!/r11 NT-ST25060T07 NT-FT07
NT-Sooo-SVJC'/r16 NT-ST35089T15 NT-FT15
CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1 A287

A - TURNING




TURNING Holders - INTERNAL niNKoT00LS

S SVQC STEEL Right-hand shown
S
=
£ ISO - VC KAP N T
T T -—F-— ——-—-—1bcoN
< e Internal turning (KAPR 107.5°) WFl @ i
o Steel boring bar without internal coolant [
 Holds VC style inserts, tightened by screws
e inserts, fig y serew GAMO LF
DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S$16Q-SVQC/x11 [ N ) 22 16 13 180 - - 107.5° 7° VCoo110300
NT-S20R-SVQC/r11 [ONNe] 27 20 15 200 - - 107.5° 6° VCoo110300
NT-S20R-SVQC'/x16 [olNe] 30 20 19 200 - - 107.5° 8° VCoo160400
NT-S25R-SVQC'/x16 e o 34 25 20.5 200 - - 107.5° 4° VCoo160400
NT-§32S-SVQC'/x16 [ N ] 4 32 22.5 250 - - 107.5° 8° VCoo160400
NT-S40T-SVQC'/x16 [olNe) 50 40 27 300 - - 107.5° 6° VCoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Sooo-SVQC-/r11 NT-ST25060T07 NT-FT07
NT-Soco-SVQC'/r16 NT-ST35089T15 NT-FT15

A288 CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S SVUC STEEL Right-hand shown
S
=
ISO -VC - z
=
—— | |DCON T
e Internal turning (KAPR 93°) <
e Steel boring bar without internal coolant T
 Holds VC style inserts, tightened by screws
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S$16Q-SVUC'/r11 [ N ) 22 16 13 180 - - 93° 7° VCoo110300
NT-S20R-SVUC/r11 [ N ) 27 20 15 200 - - 93° 6° VCoo110300
NT-S20R-SVUC'/x16 e o &il 20 19 200 - - 93° 8° VCoo160400
NT-S25R-SVUC'/x16 [ONe] 33 25 20.5 200 - - 93° 7° VCoo160400
NT-§32S-SVUC'/r16 e o 42 32 22.5 250 - - 93° 5° VCoo160400
NT-S40T-SVUC'/x16 [ORNe] 51 40 27 300 - - 93° 4° VCoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Sooo-SVUC'/r11 NT-ST25060T07 NT-FT07
NT-Soco-SVUC!/x16 NT-ST35089T15 NT-FT15

CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1 A289




TURNING Holders - INTERNAL niNKoT00LS

S SVZC STEEL Right-hand shown
E
IS0 - VC
= S -——-—4{—-—-—--|DCON
< e |nternal back turning (KAPR 93°) WF] ®
e Steel boring bar without internal coolant ‘ ~KAPR {WF2
Holds VC style inserts, tightened by screws
s s by sz | | S z .
DMIN LPR
I Stock
Designation LR DMIN DCON WF WF2 LF LH LPR KAPR GAMO MIID
NT-S20R-SVZC'/x16 [ N ) 30 20 17 7 217 93° 7.5° VCoo160400
NT-S25R-SVZC'/x16 [ N ) 35 25 19.5 7 220 93° 7.5° VCoo160400
NT-S832S-SVZC'/x16 [OlNe] 40 32 23 7 270 93° 7.5° VCoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Sooo-SVZC'/r16 NT-ST35089T15 NT-FT15

A290 CARBIDE INSERTS p. A68 ‘ ‘ PCBN INSERTS p. A125 ‘ ‘ DIAMOND INSERTS p. A160 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

DVJ N Right-hand shown
S
=
ISO - VN - £
=
B T
o External turning (KAPR 93°) WF @ <
o Holds VN-style inserts o
© Double pushing and pulling action with a mﬂ/ LH ‘ LF H
single movement
 Quick and safe tightening
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-DVJN/+2020K16X [ N ) 20 20 25 125 50 - 93° VNoo160400
NT-DVJNY/+2525M16X [ N ) 25 25 32 150 46 - 93° VNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws L wrench Clamp Springs Clamp screws L wrench
Spare parts
NT-DVJNY/rooooo16X NT-SH075 NT-ST250 NT-TX15 NT-CS210 NT-SG200 NT-SC200 NT-TX20

CARBIDE INSERTS p. A69 ‘ ‘ PCBN INSERTS p. A126 CERAMIC INSERTS p. A193 ‘ ‘ SPARE PARTS DETAILS p. G1 A291




TURNING Holders - ExTernaL niNKoT00LS

DVVN

ISO - VN =

wF|

L © B

2]
=
=
=
=
=
\
<

e External turning (KAPR 72.5°), Neutral
position KAPR
© Holds VN-style inserts LH ‘ L H
© Double pushing and pulling action with a
single movement
 Quick and safe tightening

Designation Stock H B WF LF LH LPR KAPR MIID

NT-DVVNN2020K16X ) 20 20 10 125 47 - 725 VNoo160400
NT-DVVNN2525M16X [ 25 25 12.5 150 47 - 725 VNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Shim Shim screws L wrench Clamp Springs Clamp screws L wrench

Spare parts

NT-DVVNNooooo16X NT-SHO75 NT-ST250 NT-TX15 NT-CS210 NT-SG200 NT-SC200 NT-TX20

A292 CARBIDE INSERTS p. A69 ‘ ‘ PCBN INSERTS p. A126 CERAMIC INSERTS p. A193 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

MVJ N Right-hand shown
S
=
ISO - VN - £
B =
o External turing (KAPR 93°) WF <
= -
 Holds VN-style inserts v |
 Double locking with Eccentric pins and KAPR / LH H
bracket. Excellent clamping force LF
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MVJN'/x2020K16 [ N ) 20 20 25 125 39 93° VNoo160400
NT-MVJN'/x2525M16 [ N ) 25 25 32 150 44 93° VNoo160400
NT-MVJN'/:3232P16 [OlNe] 32 32 40 170 45 93° VNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-MVJN'/rocooo16 NT-SH075 NT-SP020 NT-WR020 NT-CS075 NT-SC010 NT-WR030
CARBIDE INSERTS p. A69 ‘ ‘ PCBN INSERTS p. A126 CERAMIC INSERTS p. A193 ‘ ‘ SPARE PARTS DETAILS p. G1 A293




TURNING Holders - ExTernaL niNKoT00LS

S
=
= ISO - VN -
[==
P W] B
< o External turning (KAPR 72.5°), Neutral KAPR
position LH ‘ ] |
© Holds VN-style inserts LF H
© Double locking with Eccentric pins and
bracket. Excellent clamping force
Designation Stock H B WF LF LH LPR KAPR MIID
NT-MVVNN2020K16 [ 20 20 10 125 45 - 725 VNoo160400
NT-MVVNN2525M16 [ 25 25 12.5 150 45 - 725 VNoo160400
NT-MVVNN3232P16 (@) 32 32 16 170 45 - 725 VNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench ‘
Spare parts
NT-MVVNNooooo16 NT-SHO75 NT-SP020 NT-WR020 NT-CS075 NT-SC010 NT-WR030 ‘

A294 CARBIDE INSERTS p. A69 ‘ ‘ PCBN INSERTS p. A126 CERAMIC INSERTS p. A193 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL niNKoT00LS

S MVQ N STEEL Right-hand shown
S
=
ISO = VN =
KAPR ® \ 5
— } DCON =
e Internal turning (KAPR 107.5°) WFI ® \ <
e Steel boring bar without internal coolant
® Holds VN-style inserts ‘ LF
© Double locking with Eccentric pins and —_—
) DMIN
bracket. Excellent clamping force
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S25R-MVQN'/x16 [ N ) 33 25 20 200 - - 107.5° 12° VNoo160400
NT-S32S-MVQN'/x16 [ONNe] 40 32 23 250 - - 107.5° 17° VNoo160400
NT-S40T-MVQN‘/x16 [olNe] 50 40 27 300 - - 107.5° 15° VNoo160400
NT-S50U-MVQN'/x16 o o 63 50 33 350 - - 107.5° 12° VNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-S25R-MVQN'/z16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC008 NT-WR030
NT-S32S-MVQN'/x16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC008 NT-WR030
NT-S40T-MVQN'/x16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MVQN'/x16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030

CARBIDE INSERTS p. A69 ‘ ‘ PCBN INSERTS p. A126 CERAMIC INSERTS p. A193 ‘ ‘ SPARE PARTS DETAILS p. G1 A295




TURNING Holders - INTERNAL niNKoT00LS

S MVU N STEEL Right-hand shown
E
£ ISO - VN T
= } DCON
< o Internal turning (KAPR 93°) | v
o Steel boring bar without internal coolant
© Holds VN-style inserts LF
© Double locking with Eccentric pins and — .
) DMIN
bracket. Excellent clamping force
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S25R-MVUN'/x16 [ N ] 37 25 20 200 - - 93° 12° VNoo160400
NT-S832S-MVUN'/x16 [ N ] 40 32 22 250 - - 93° 12° VNoo160400
NT-S40T-MVUN'/x16 o o 50 40 27 300 - - 93° 15° VNoo160400
NT-S50U-MVUN'/x16 [ONe] 63 50 32 350 - - 93° 12° VNoo160400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-S25R-MVUN'/x16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC008 NT-WR030
NT-S32S-MVUN'/:16 NT-SHO75 NT-SP020 NT-WR020 NT-CS010 NT-SC008 NT-WR030
NT-S40T-MVUN'/x16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MVUN'/x16 NT-SH075 NT-SP020 NT-WR020 NT-CS010 NT-SC010 NT-WR030

A296 CARBIDE INSERTS p. A69 ‘ ‘ PCBN INSERTS p. A126 CERAMIC INSERTS p. A193 ‘ ‘ SPARE PARTS DETAILS p. G1




TURNING Holders - INTERNAL

nidlkoro0.s

V SWUB

ISO - WB

VORTEX

& with internal coolant

Right-hand shown

KAPR
. {+ fo 5= [ooon
e |nternal turning (KAPR 93°) WF ﬂ ‘
e Vortex boring bar (high quality steel) with in- LH
ternal coolant through. Maximum overhang: G‘/'\M‘O LF
5xDCON DMIN
© Holds WB-style inserts, tightened by screws
 Special chip evacuation path
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-V10H-SWUB'/:06-06 [ ) 6 10 3 100 25 - 93° 15° WBoo060100
NT-V10H-SWUB'/:06-07 ° 7 10 3.5 100 30 - 93° 13° WBoo060100
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-V10H-SWUB'/r06-00 NT-ST20038T06 NT-FT06
CARBIDE INSERTS p. A71 SPARE PARTS DETAILS p. G1 A297

A - TURNING




TURNING Holders - INTERNAL niNKoT00LS

VORTEX Right-hand shown
v SWUG # with internal coolant
S
=
z ISO - WC u
2 - p——
. . - i DCON
< o Internal turning (KAPR 93°) \ﬁ% ‘
e Vortex boring bar (high quality steel) with in- !
ternal coolant through. Maximum overhang: ‘ LF ‘
5¥DCON _GAMO
. . DMIN
© Holds WC-style inserts, tightened by screws
 Special chip evacuation path
Designation f tocl; DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-V12M-SWUC'/x12-14 [ N ) 14 12 7 150 - - 93° 13° WCo012T300
NT-V16Q-SWUC'/r12-18 [ N ) 18 16 9 180 - - 93° 10° WCoo012T300
NT-V20R-SWUC'/r12-22 o o 22 20 1 200 - - 93° 8° WCoo012T300
NT-V25S8-SWUC'/r12-27 [ N ) 27 25 13.5 250 - - 93° 8° WCoo012T300
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-Vooo-SWUC!/r12-00 NT-ST40090T15 NT-FT15

A298 CARBIDE INSERTS p. A72 SPARE PARTS DETAILS p. G1




TURNING Holders - ExrernaL niNKoT00LS

D L N Right-hand shown
S
=
ISO - WN o £
=
B [
o External turning (KAPR 95°) <
* Holds WN-style inserts [ ]
« Double pushing and pulling action with a LF H
single movement
 Quick and safe tightening
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-DWLN'/x1616H06X o o 16 16 20 100 33 - 95° WNoo060400
NT-DWLN'/-2020K06X e o 20 20 25 125 33 - 95° WNoo060400
NT-DWLN'/x2525M06X e o 25 25 32 150 33 - 95° WNoo060400
NT-DWLN'/x2020K08X [ N ) 20 20 25 125 40 - 95° WNoo080400
NT-DWLN'/x2525M08X e o 25 25 32 150 40 - 95° WNoo080400
NT-DWLN/z3225P08X e o 32 25 32 170 40 - 95° WNoo080400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim screws L wrench Clamp Springs Clamp screws L wrench
Spare parts
NT-DWLN/roo00006X NT-SH003 NT-ST250 NT-TX15 NT-CS250 NT-SG250 NT-SC250 NT-TX15
NT-DWLN/roo000c08X NT-SHO10 NT-ST200 NT-WR025 NT-CS200 NT-SG200 NT-SC200 NT-TX20

CARBIDE INSERTS p.A73 | PCBNINSERTS p.A127 | DIAMOND INSERTS p.A162 | CERAMICINSERTS p.A194 | SPAREPARTS DETALS p.G1 A299




TURNING Holders - ExTernaL niNKoT00LS

A300

MWLN Right-hand shown
S
=
z ISO - WN o
L B
B KAPR ©,
< o External turing (KAPR 95°) WF
© Holds WN-style inserts 9 ‘ ‘
* Double locking with Eccentric pins and LH LF H
bracket. Excellent clamping force
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-MWLN/x2020K06 [OlNe] 20 20 25 125 33 - 95° WNoo060400
NT-MWLNY/x2525M06 [OlNe] 25 25 32 150 26 - 95° WNoo060400
NT-MWLN'/s2020K08 [ N ] 20 20 25 125 33 - 95° WNoo080400
NT-MWLN/:2525M08 [ N ) 25 25 32 150 26 - 95° WNoo080400
NT-MWLN'/:3232P08 e o 32 32 40 170 26 - 95° WNoo080400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-MWLN"/ro000006 NT-SH003 NT-SP020 NT-WR020 NT-CS009 NT-SC030 NT-WR025
NT-MWLN/ro000008 NT-SH010 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030

CARBIDE INSERTS p.A73 | |

PCBN INSERTS p. A127

| DIAMOND INSERTS p.A162 | | CERAMICINSERTS p.A194 | | SPARE PARTS DETAILS p. 61




TURNING Holders - ExrernaL niNKoT00LS

PWLN Right-hand shown
S
=
ISO - WN m £
=
B [
o External turning (KAPR 95°) <
© Holds WN-style inserts ‘ ‘
o Easy to use Levers-lock clamping LF H
e Suitable for long-chip materials
Designation fmc: H B WF LF LH LPR KAPR MIID
NT-PWLN'/:2020K08 [ N ) 20 20 25 125 20 - 95° WNoo080400
NT-PWLN'/:2525M08 [ N ) 25 25 32 150 26 - 95° WNoo080400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Shim plugs Levers Levers screws L wrench
Spare parts
NT-PWLN"/ro000008 NT-SH015 NT-SR020 NT-LL020 NT-5C025 NT-WR030

CARBIDE INSERTS p.A73 | PCBNINSERTS p.A127 | DIAMOND INSERTS p.A162 | CERAMICINSERTS p.A194 | SPAREPARTS DETALS p.G1 A301




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown
A DWLN # with internal coolant
S
=
IS0 - WN -
= ——-——-——+ |[DCON
< o Internal turning (KAPR 95°) \
e Steel boring bar with internal coolant through
© Holds WN-style inserts LF
© Double pushing and pulling action with a M.
single movement. Quick and safe tightening DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID

NT-A25R-DWLN'/=08 [ N ) 32 25 17 200 - - 95° 14° WNoo080400

NT-A32S-DWLN'/:08 [ N ) 40 32 22 250 - - 95° 14° WNoo080400

NT-A40T-DWLN'/:08 [ N ] 50 40 27 300 - - 95° 12° WNoo080400

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim screws L wrench Clamp Springs Clamp screws L wrench
Spare parts
NT-Aocoo-DWLN/r08 NT-SHO15 NT-ST200 NT-WR025 NT-CS200 NT-SG200 NT-SC200 NT-TX20

A302 CARBIDE INSERTS p.A73 | PCBNINSERTS p.A127 | DIAMONDINSERTS p.A162 | | CERAMICINSERTS p.A194 | | SPARE PARTS DETAILS p.G1




TURNING Holders - INTERNAL niNKoT00LS

S MWLN

ISO - WN

KAPR ‘
) T @%7777 ——-——-—1 |DCON
e |nternal turning (KAPR 95°) WF] ‘ |3
e Steel boring bar without internal coolant O
© Holds WN-style inserts
P - GAMO LF
© Double locking with Eccentric pins and Pl

STEEL Right-hand shown

A - TURNING

bracket. Excellent clamping force DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-S$16Q-MWLN'/:06 [ORNe] 22 16 1 180 - - 95° 18° WNoo060400
NT-S20R-MWLN'/:08 [ N ) 25 20 13 200 - - 95° 17° WNoo080400
NT-S25R-MWLN'/:08 e o 32 25 17 200 - - 95° 14° WNoo080400
NT-$32S-MWLN'/x08 [ N ) 40 32 22 250 - - 95° 14° WNoo080400
NT-S40T-MWLN'/z08 e o 50 40 27 300 - - 95° 12° WNoo080400
NT-S50U-MWLN'/r08 [ N ) 63 50 35 350 - - 95° 12° WNoo080400
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Eccentric pins L wrench Clamp Clamp screws L wrench
Spare parts
NT-S16Q-MWLN'/:06 - NT-SP030 NT-WR020 NT-CS030 NT-SC030 NT-WR025
NT-S20R-MWLN'/r08 - NT-SP035 NT-WR025 NT-CS030 NT-SC030 NT-WR025
NT-S25R-MWLN'/:08 - NT-SP035 NT-WR025 NT-CS010 NT-SC008 NT-WR030
NT-S32S-MWLN'/z08 NT-SH010 NT-SPO10 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S40T-MWLN'/z08 NT-SH010 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030
NT-S50U-MWLN'/=08 NT-SH010 NT-SP010 NT-WR030 NT-CS010 NT-SC010 NT-WR030

CARBIDE INSERTS p.A73 | PCBNINSERTS p.A127 | DIAMOND INSERTS p.A162 | CERAMICINSERTS p.A194 | SPAREPARTS DETALS p.G1 A303




TURNING Holders - INTERNAL niNKoT00LS

STEEL Right-hand shown
A PWLN # with internal coolant
S
=
£ ISO - WN m KAPR \
= Jﬁ—— ——-——-——+1 |DCON
< o Internal turning (KAPR 95°) \
e Steel boring bar with internal coolant through
© Holds WN-style inserts ‘ LF
e Easy to use Levers-lock clamping. Suitable .w.
for long-chip materials DMIN
I Stock
Designation LR DMIN DCON WF LF LH LPR KAPR GAMO MIID
NT-A25R-PWLN'/:08 [ N ) 30 25 17 200 95° 12° WNoo080400
NT-A32S-PWLN'/r08 [ N ) 40 32 22 250 95° 10° WNoo080400
NT-A40T-PWLN'/r08 [ N ] 48 40 27 300 95° 8° WNoo080400
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim plugs Levers Levers screws L wrench
Spare parts
NT-A25R-PWLN'/:08 NT-SR015 NT-LLO15 NT-SC015 NT-WR025
NT-A32S-PWLN'/r08 NT-SH015 NT-SR020 NT-LL020 NT-SC025 NT-WR030
NT-A40T-PWLN/r08 NT-SH015 NT-SR020 NT-LL020 NT-5C025 NT-WR030
A304 CARBIDE INSERTS p. A73 ‘ ‘ PCBN INSERTS p. A127 ‘ ‘ DIAMOND INSERTS p. A162 ‘ ‘ CERAMIC INSERTS p. A194 ‘ ‘ SPARE PARTS DETAILS p. G1




