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Carbide and Cermet Inserts - Inserti in carburo cementato e cermet
Finishing - Finitura

& Ery-y r

QNMG-DF CNMG-SF CNMG-EF CNEG-NF/\ DNMG-DF DNMG-FM DNMG-SF DNMG-EF DNEG-NF
09,12 09,12 09,12 12 11,15 15 11,15 1,15 15 Edge length -

Lunghezza del tagliente
=
-

&SNMG-DF SNMG-EF SNMG-SF TNMG-DF TNMG-FM TNMG-SF TNMG-EF

09,12 09,12,15 09,12,15 16,22 16 11,16,22 11,16,22 Fareleni N

g

.

I

General Turning
Tornitura generale

VNMG-DF  VNMG-EF VNEG-NF VNMG-SF WNMG-DF WNMG-SF WNMG-EF  WNEG-NF

Lunghezza deltagliente

16 16 16 16 06,08 06,08 06,08 OB e
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ﬁ £ CNMGWG DNMX-WG TNMX-WG WNMG-WG
g o 12,16 11,15 16 06,08 Edge length -
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Medium Cutting - Asportazione media

EEY Y I

CNMG-PM CNMG-DM CNMG-EM CNMG-TC CNMG-NM CNMG

09,12,16,19  09,12,16,19 12,16 12 12 12,16,19 EagElenaoG
unghezza del tagliente

I E © &

NMG-PM DNMG-DM DNMG-EM DNMG-NM DNMG KNUX RCM(G)T RCMX RNMG

11,15 11,15 11,15 15 15,19 16 08,10,12,16,19 08,10,12,16,20,25,32 12  Edgelength -
Lunghezza del tagliente:
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SNMG-PM  SNMG-DM  SNMG-EM  SNMG-TC  SNMG-NM SNMG
09,12,15,19  09,12,15,19 12,15 12 12 09,12,15,19,25 Edosllsnatin

Lunghezza del tagliente:
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Side Negative Inserts
Monolaterale

Single

Inserti negativi bilaterali

Inserti negativi

Turning|InsenslONeviewdInsertilPanoramical

Medium Cutting - Asportazione media

. -
A= F.s rF. N
i 4 -

= — f—

TNMG-PM  TNMG-DM  TNMG-EM TNMG-TC TNMG

11,16,22 11,16,22 16,22 12 11,16,22,27,33 LEdge length -
unghezza deltaglient

—_ e S el <

VNMG-PM  VNMG-DM  VNMG-EM  VNMG-NM VNMG
Edge length -
16 16 16 16 16 Lunggheezz: d';gtagliem
WNMG-PM  WNMG-DM_ WNMG-EM  WNMG-TC___ WNMG-NM
06,08 06,08 06,08 08 08 e s

Medium to Rough Cutting - Asportazione media fino a sgrossatura

O8N L e

CNMA DNMA SNMA SNGN-SNUN TNMA WNMA

12,16,19 11,15 09,12,15,19 09,12,15,19,25 16,22,27 06,08 LEdge length -
unghezza deltagliente

Roughing - Sgrossatura

5 0o E

CNMG-DR  CNMG-ER DNMG-DR DNMG-ER SNMG-DR SNMG-ER TNMG-DR TNMG-ER
12,16,19 12,16,19 15 15 12,15,19 12,15,19 16,22,27 16,22

Edge length -
Lunghezza deltagliente

| . > 4 wr

[T - WP PO W

CNMM-LR CNMM-DR CNMM-ER CNMM-HDR CNMM-HPR CNMM DNMM-LR DNMM-DR DNMM-ER DNMM-HDR
12,16,19,25 12,16,19,25 25 12,16,19 19,25 12,19 15 15 15 15 Edgelehatil

Lunghezza deltagliente
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General Turning
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General Turning
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TurninglinseritsIOVenviewlinserilPancramica

Roughing - Sgrossatura
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DL O \SNMM-LR SNMM-DR SNMM-ER SNMM-HDR SNMM-HPR  SNMM J\ TNMMR TNMM-DR TNMM-HDR  TNMM
QZ%'E 12,15,19,25 12,15,19,25 25 12,15,1925 09,12,1925 09,12 16,2227 16,2227  16,22,27 Edge length -
D0 C O Lunghezza deltagliente
£TBOon
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® 0 & 0 0 0 0 0 0 0 O 0 0 O 0O OO OO OO 0O O 000 00 0 00 0 0 0 0 0 0 0 0 0 0 0 0 0 0 00
Roughing - Sgrossatura
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ey | bl 5 Q& o
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% % 175.32-28 175.32-22-227 175.32-24 175.32-25 TNMX YNMX-YNUX

R 19 19 19,30 19 11,15 18,25 Farelenatan
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Fine Finishing - Finitura fine

[E & f <

CCGT-USF__ DCGT-USF__ TCGT-USF __ VCGT-USF _ DPGT-USF _ VPGT-USF
07,11 1 08,11 07,11 08,11 e

CETeT T

DCGT-SF TCGT-SF VCGT-SF VBGT-SF CPGT-SF DPGT-SF TPGT-SF

06,09 07,11 06,09,11 11,16 11 06,09 07,11 09,11 Fslcnolien
[ TBGH-L TPGH-L
Edge length -
06 09,11 Cngfezzadeagiere

Finishing Finitura

BEoyoyvoeB

y
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CCMT-HF CCMT-EF CPGT DCMT-HF DCMT-EF SCMT-HF SCMT-EF TCMT-HF

Edge length -
06,09,12 06,09,12 05 07,11 07,11 09 09 06,09,11,16 Lungghzued';gagme

Positive Inserts
Inserti positivi

[ Nl w2 il

VCGT VCGT-HF VCGT-NF VBMT-HF VBMT-EF VBET-NF

Edge length -
09,11,16 13 1 16 11 11,16 16 Linghazagre




Turning|InsenslONeviewdInsertilPanoramical

Medium Cutting - Asportazione media

N R

CCMT-HM __ CCMT-EM ccmw CPGW DCMT-HM __ DCMT-EM DCMW DPMW
Edge length -
06,09,12 06,09,12 06,09,12 06 07,11 07, 11 07,11 11 A
b ] Ll
- u il e 3 @ - =
T ' B e
SCMT-HM SCMT-EM  SCMT scMw SPMW  TCMT-HM TCMT-EM TCMT TCMW
Edge length -
09,12 09,12 09,12 06,09,12 09,12 09,11,16  09,11,16 22 11,16,22 Ungrezadelagiene
Page -
O S8 @ &
VCMT-EM/EF  VBMT-HM  VBMT-EM VBMW WCMX-53
16 16 1 16 04,06,08 EEiF enoth -

Lunghezza deltagliente

Roughing - Sgrossatura
lr -
o &/ o
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CCMT-HR DCMT-HR SCMT-HR TCMT-HR VBMT-HR

06,09,12 1 09,12 09,11,16,22 16 e
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Aluminium machining - Lavorazione alluminio

(RO PO

CCGX-LC CCGX-LH DCGX-LC DCGX-LH RCGX-LH SCGX-LC SCGX-LH
Edge length -
06,09,12 06,09,12 07,11 07,11 08 09,12 09,12 Lung%fufﬁ’;ﬁag“em

TCGX-LC TCGX-LH VCGX-LC VCGX-LH
09,11,16 09,11,16 11,16,22 11,16,22 Elnjg%gzzla?dréﬁg}ie}ne
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General Turning

Tornitura generale

Negative Inserts

Positive Inserts
Inserti positivi
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Inserti negativi
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DNGA SNGA TNGA VNGA WNGA
15 12 16 16 08 16
DNGN SNGN WNGN RNGN ]
1 1215 06 08 0912 15
() () ‘ )
h d ' ¢ S
ccow DCGW TCGW VBGW VCGW
06,09,12 07,11 11,16 16 16
O & bW
ccmT cemw DCMT DCMW TCMT
06,09,12 06,09,12 07,11 07,11 11,16
- ‘“ S ‘._
Tt 2
TCMW VBMT VBMW VCMT vemw
11,16 16 16 16
Inserts - Inserti ceramici

Q808 EE

CNGA CNGN CNGX DNGA DNGN DNGX SNGA SNGX
12,16 12,16 12 15 15 15 12 12
@ -
- e o e v
SNGN TNGA TNGN WNGA RNGN
09,12,15,19,25 16,22 16,22 08 09,12,15,19,25

Edge length -

Lunghezza del tagliente

Edge length -
Lunghezza deltagliente

Edge length -
Lunghezza deltagliente

Edge length -
Lunghezza del tagliente

Edge length -
Lunghezza del tagliente

Edge length -
Lunghezza del tagliente

Edge length -
Lunghezza del tagliente:



arting and Grooving -Scanalatura e gole

Turning|InsenslOVeviewdinsertiPancramical

g

QC**RIL

g

QCRIL™R

0.5~4.8

2.0~4.0 Width - Larghezza

A D .

ZP*D-MG ZP*D-MG-R/L ZP*S-MG ZT*D-MG ZTBD-MG ZT*S-MG ZT*D-EG

2.5,3,4,5,6 253 2.5,3,4,5,6 25,3456 2 5,6 1-2.4 Width - Larghezza
ZT*D-EG ZIMF-NM ZR*D-MG ZR*D-EG ZIGQ-NM ZR*D-LH ZILD-LC

2.4-6.5 34,56 25,3,4,5,6 34,56 34,56 6,8 8 Width - Larghezza
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General Turning
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Threading Insert - Inserti per filettatura

tubature d'acqua

['s @ < <
2, ), A '@I ..

{Externa Threads Internal Threads  External Threads Internal Threads External Threads

ISO metric Partcial-Profile 60°-55° Whitworth
1ISO metrico Profilo parziale 60°-55° Filetto per tubi
1 1 S == = ]

External thread Internal thread External thread Internal thread External thread Internal thread
ilettatura esterna  Filettatura interna  Filettatura esterna Filettatura interna  Filettatura esterna  Filettatura interna
1~6 1~6 0.5~5 0.5~5 8~16 8~16
UN Unified Conventional Thread BSPT Britain Standard NPT American Standard
Americano UN 60° Taper Pipe Thread Americano

Filetto di tubi per vapore, gas e filetto conico per tubi

Internal Threads

Filettatura esterna Filettatura interna  Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna

8~20 8~20 =24 11~28 8~27

8~27

{Externa Threads Internal Threads  External Threads Internal Threads External Threads

NPTF60° Round screw 30° MJ (Metric)

Vite sferica 30° MJ (Metrico)
e & a8

() /&
li | [ 3 ’14 l"

/
2 g : ‘ ':
2 i, Cad

.
h

UNJ (American)
UNJ (Americano)

External Threads

Filettatura esterna Filettatura interna  Filettatura esterna Filettatura interna  Filettatura esterna Filettatura estern

8~27 8~27 6~10 6~10 1.5~2.0

8~32

Tr (ISO trapezoid thread 30°) ACME STUB-ACME

Tr (filettatura trapezoidale 30° ISO)

»f‘?" ﬁfjl’le.-l Ly .;(’l;. .-.l}.

External Threads Internal Threads External Threads Internal Threads External Threads
Filettatura esterna Filettatura interna  Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna

S

Internal Threads

1.5~3.0 1.5~3.0 8~16 8~16 8~16 8~16
API (60°) API (round) API (inclined trapezoid screw)
API (circolare) API (vite trapezoidale inclinata)
22 GG
¢ s % ¢ 'L e
External Threads Internal Threads External Threads Internal Threads External Threads Internal Threads
Filettatura esterna Filettatura interna  Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna

A10

4~5 4~5 8~10 8~10 5

lllustration shows the right hand type- La figura mostra la versione destra.

Pitch- Passo

Pitch- Passo

Pitch- Passo

Pitch- Passo

Pitch- Passo



Threading Insert (thin type) - Inserti per filettatura (tipo sottile)

ISO metric (full profile) Partcial-Profile 60°-55° Whitworth
1SO metrico (profilo completo) Profilo parziale 60°-55° Filetto per tubi

& & & & & A

External Threads Internal Threads  External Threads Internal Threads External Threads Internal Threads
Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna

0.5~3.0 0.5~3.0 0.5~5.0(5~48) 0.5~5.0(5~48) 0.5~5.0(5~48) 0.5~5.0(5~48)
UN Unified Conventional Thread BSPT Britain Standard NPT American Standard
Americano UN 60° Taper Pipe Thread Americano
Filetto di tubi per vapore, gas e filetto conico per tubi

tubature d'acqua

£ a4 & & & a

External Threads Internal Threads  External Threads Internal Threads External Threads Internal Threads
Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna Filettatura esterna Filettatura interna

8~20 8~20 11~28 11~28 8~27 8~27

Pitch- Passo

Pitch: Passo
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General Turning
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External Turning i per lavorazione esterna

D-type Clamping (lever) - Portautensili tipo D (doppia staffa)

DCLNR/L I DDJNR/L - DSBNR/L ' DTGNR/L - DVVNN I DVJNR/L DWLNR/L
93° 75° 91°

e 95° 72°30° 93° 95°

P-type Clamping (lever) - Portautensili tipo P (perno di arresto)

PCLNR/L I PDJNR/L - PDNNR/L PSBNR/L I PSDNN PSKNR/L
95° 93° 75°

PCBNR/L

e T5° 63° 45° 75°
PSSNRIL I PTFNRIL I PTTNRIL I PTGNRIL I PWLNRIL

-
e 45° 90° 60° 90° 95°

M-type Clamping (clamping finger) - Portautensili tipo M (staffa)

MCBNRIL I MCLNR/L MDJINRIL MDPNN MSBNR/L MSRNRIL MSKNR/L
Angle* o o o 0an) o o o

A 75 95 93 62°30 75 75 75

MSDNN I MTGNRIL MTINR/L MTUNRIL-Z MTFNRIL MVVNN I MVJNRIL

A 45° 90° 93° 93° 90° 72°30' 93°
MWLNR/L - MRGNR/L MRDNN

Angle:

Angolo 95°

S-type Clamping (screw) - Portautensili tipo S (vite)

SCACRI/L SCLCR/L SDACRI/L I SDJCRI/L SDNCN SVJBR/L SVABR/L
i ’ [ -
95° 90° 93°

Angle- 90°

it 62°30" 93° 20°

@Aﬂ.s.



S-type Clamping (screw) - Portautensili tipo S (vite)

SVVBN I SVVCN I SVJCRI/L - SSBCR/L SSDCN SSKCR/L SSSCRI/L
e 72°30° 72°30° 75° 45° 75° 45°
STACR/L - STFCR/L I STGCRI/L - STTCRI/L SWACRI/L SRDCN SRGCR/L
Angl o

Angolo 90 60° 90°

C-type Clamping (clamping finger) - Portautensili tipo C (staffa)

CKJINR/L ’ CKNNR/L I

Angle-
Angolo 93°

Tool holder for ceramic inserts and solid CBN inserts - Portautensili per inserti ceramici e CBN completo

CCLNR/L I CTJINR/L I CTUNRI/L I CDJNRI/L ' CSRNR/L I CSKNRI/L I CSDNN I

Angle* o)
Angolo 95

CRDNN I JCLNR/L ' JDJNR/L JSDNN
Angle: o o o
Angolo 45 93 45

@Aﬂ.s.
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A4

= P-type Clamping (lever) - Portautensili tipo P (perno di arresto)

PCLNR/L I PDSNR/L I PDUNRI/L I PSKNR/L PTFNR/L
93° 75°

Angolo 957 62°30° 00°

= S-type Clamping (screw) - Portautensili tipo S (vite)

SDQCR/L SDUCR/L l SDZCR/L SSKCR/L
93° 85°

SCLCR/L

e 95° 107°30" 75°

SVUCRI/L SVQBR/L SVUBRI/L SCLPR/L SDQPR/L

e 93° 107°30' 93° 95° 107°30°
SCFCR SCLCR

e 90° 95°

= Carbide boring bars - Barre alesatrici in carburo cementato

SCLPRIL SDQPRIL SDUPR/L g |STUPRIL STFCRIL
’ ; 5 ’ STFPRIL
93° 93° 95°

e 95° 107°30"

PWLNR/L

95°

STFCR/L

90°

SDUPRI/L

SVQCR/L

107°30"

SVQCRI/L

107°30

STUPR/L

SVUCR/L

93°

@AfI.S.



g Teels Overiow » Rereniensil per G

Tool Holder for Parting off & Grooving - Portautensili per scanalature e gole

QE*™R/L ' QEBDR/L '
QF**R/L I QF**RIL RRILL I

S*K-QC**R/L

&

Tool Holder for Threading - Portautensili per filettatura

QECDRI/L - QX*DR/L - QE*SR/L - QE*S**N Qzs* A
QF*DR/L I C**-Q*DR/L C16M-QBDR/L C40X-Q*DR/L = GQC**R/L I

<
o ©
£ 0
s
=ie)
—_
NS
o=
cc
5
[ON =

SWR/L SNR/L

@;Aﬂ.s.

SWR
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Turning  Tornitura

NOTES / Note:
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General Turning



Generaliurninglinsetsniroduzione)insertilp

Chip Breaker Overview - Panoramica rompitrucioli

Negative Inserts
Inserti negativi

E@m[3
-d.o.c. =0.05~1,5(mm) f
zfi=p0.0&‘(:~‘:).35(mmlr) " g @ é @ é

B

Special chip breaker in combination with cermets grades. Sharp cutting edge with
excellent chip control at small depth of cut and small feed rate. Enable high surface
finishing.

Rompitruciolo speciale in combinazione con gradi Cermet. Tagliente affilato per un
eccellente controllo del truciolo per profondita di taglio ridotte e basse velocita di
avanzamento e ottima finitura superficiale.
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General Turning

ap-d.o.c. =0.3~2,5 (mm) A .‘5'3 J— ,
£=0.05~0.35(mmir) @ .—b/ Aee —~ &

Chip breaker for finishing and semi-finishing of steel and stainless steel.

Rompitruciolo per la finitura e I'asportazione media di acciaio e acciaio inossidabile

ap-d.o.c. =0.05~2,5(mm (
£20.05~0.3 (mm/r) 0

Sharp and positive cutting edge for finishing and semi-finishing of austenitic
stainless steel, soft steel, low carbon steel and heat resistant super alloy. Suitable for
continuous to light interrupted cut.

Tagliente molto affilato e positivo per la finitura e I'asportazione media di acciaio
austenitico, acciaio inossidabile, acciaio dolce e acciaio a basso tenore di carbonio e
superleghe resistenti al calore.

M
ap- d.o.c. =0.1~1,5(mm)
f=0.05~0.3(mm/r)

Ground inserts with sharp and positive cutting edge. NF with grade XAI102 is best
combination for finishing of heat resistant super alloys (Ni-based, Fe-based and Co-
based alloys) Vc=40-100m/min

Inserto rettificato con un tagliente positivo affilato. NF in combinazione con il grado
XAI102 ¢ la soluzione migliore per la finitura di superleghe resistenti al calore e
materiali esotici (a base di Ni, Fe, Co) Vc = 40-100m/min




Turning : Tornitura

GenernallilunninglinsentsilintroduzionelinsertilRanoramica

Chip Breaker Overview - Panoramica rompitrucioli

ap- d.o.c. =0.3~2(mm)
= 0.1~0.4(mm/r)

&AL

WG Good surface finishing and high feed rate due to wiper technology. For finishing and
semi-finishing of steel, stainless steel or cast iron.

Buona finitura superficiale ed elevate velocita di avanzamento mediante la tecnologia ra-
schiante. Adatto per la finitura e la lavorazione media di acciaio, acciaio inossidabile e ghisa.

PR
ap- d.o.c. =1.5~6(mm) E’ g E'.wﬂ é &""i"‘ﬁ @
f= 0.15~0.5(mm/r) -

DM Main chip breaker for medium machining with continuous or interrupted cut of steel
and stainless steel.
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General Turning

Rompitruciolo principale per la lavorazione media, con o senza taglio interrotto, di
acciaio e acciaio inossidabile.

PlK .
ap- d.o.c. =1.5~5(mm) @ g E é 0 @

f=0.15~0.5(mm/r)

PM

Universal chip breaker with stable cutting edge. Suitable for medium machining also
with interrupted cut especially for cast iron and steel.

Rompitruciolo di forma universale con tagliente stabile. Particolarmente indicato per
I'asportazione media di acciaio e ghisa anche con taglio interrotto.

A19



Turning
(GenerallilurninglinsertsElintrioduzionelinsertilPanoramical

Chip breaker Overview - Panoramica rompitrucioli

Negative Inserts

Inserti negativi

ap- d.o.c. = 1.5~6(mm) . - ‘ N EW
f=0.15~0.5(mm/r)

New TC chip breaker in combination with improved XAS152C grade. Stable cutting
edge and middle field for High Performance cutting of cast iron and alloy steel.
Optimised rake angle and T-Land reduce cutting force and strengthen the wear
resistance.

Nuovo rompitruciolo TC in combinazione con il grado migliorato XAS152C.
Il tagliente periferico e una zona centrale stabile permettono una lavorazione ad alte
prestazioni di ghisa e acciaio.
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ap- d.o.c. = 1.5~5(mm)
f= 0.15~0.5(mm/r) H g ! ‘ ‘

Sharp cutting edge with positive multi-rakeangle. Special for the semifinishing of heat
resistant super alloys.

Tagliente affilato con multi angolo di spoglia positivo Particolarmente adatto per la
lavorazione di superleghe resistenti al calore.

ap- d.o.c. =1.0~5.0(mm) NC g \ 2
f=0.1~0.5(mm/r) — (A 9 =

Sharp and stable cutting edge for semifinishing of sticky material and austenitic
stainless steel. Suitable also for interrupted cut.

Rompitruciolo con tagliente affilato e stabile per lavorazione media di materiali
adesivi e acciaio inossidabile austenitico. Adatto anche per eseguire interruzioni di
tagli.

(PIK]
ap- d.o.c. = 1.5~5(mm) . = l__;__ll -
f= 0.2~0.5(mm/r) H J { i e

Stable flat cutting egde with standard chip breaker for semifinishing of steel and cast
iron.

Tagliente diritto stabile con rompitruciolo periferico per lavorazioni medie di acciaio e
ghisa.
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Chip breaker Overview - Panoramica rompitrucioli

Negative Inserts
Inserti negativi

ap- d.o.c. = 2.0~6.5(mm)
double side
f=0.2~0.5(mm/r)

Ilw._ S — y o
single side ap- d.o.c. =3~15(mm) n:‘_ @ @ ﬁ. fﬂ‘_‘l
p— e L

f= 0.4~1.0 (mm/r)

DR

Double side type - Versione bilaterale
Positive chip breaker with strong cutting edge for light to medium rough machining of
steel and cast iron.

Rompitruciolo positivo con tagliente stabile per sgrossatura da leggera a media di
acciaio e ghisa

‘= My &
Single side type - Versione monolaterale g J e &

DR Positive chip breaker with strong cutting edge for light to medium rough machining
of steel and cast iron.

Rompitruciolo positivo con tagliente stabile per sgrossatura da leggera a media di
acciaio e ghisa
PRK ,
Ly ap- d.o.c. =3~15(mm) y a NE\N
NO\’\ta f= 0.4~1.2(mm/r)
Chip breaker with optimized pumpy chip breaker geometry and waved cutting edge.
Less friction and cutting pressure for less wear and excellent chip performance for
LR light roughing operation in steel, stainless steel and cast iron.
Rompitruciolo con geometria a bottone ottimizzata e tagliente curvo. Minore attrito
e pressione di taglio per una migliore resistenza all'usura ed eccellente controllo del
truciolo per la sgrossatura leggera di acciaio, acciaio inossidabile e ghisa.

M Edouble side ap- d.o.c.=2.5~8(mm)

$20.2~0.6(mm/r) IE S '
single side ap- d.o.c. =2.5~20(mm) ﬂ y E &

f= 0.4~1.2(mmlr)

Double side type - Versione bilaterale

ER

Chip breaker with positive geometry for low cutting force. Suitable for roughing
operation of stainless steel and steel.

Rompitruciolo positivo per basse forze di taglio. Particolarmente adatto per la
sgrossatura di acciaio inossidabile e acciaio.

Single side type - Versione monolaterale

Chip breaker with positive geometry for low cutting force. Suitable for roughing
operation of stainless steel and steel.

Rompitruciolo positivo per basse forze di taglio. Particolarmente adatto per la
sgrossatura di acciaio inossidabile e acciaio.
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A sy A A
ap- d.o.c.= 5~15(mm) Hl ﬂ [ S——

f= 1.0~1.2(mm/r)

Chip breaker with strong cutting edge and resistent to plastic deformation for
single side inserts. Suitable for rough machining with high metal cutting rate for
steel and stainless steel application.

Rompitruciolo con una tipologia di tagliente ad elevata resistenza alla

deformazione per inserti monolaterali. Adatto per la sgrossatura di acciaio e
acciaio inossidabile.

ap- d.o.c. =3~17(mm) . a N EW
f=1.0~1.4(mm/r)

General Turning
Tornitura generale

HPR chip breaker for bigger single size inserts. Wide chip pocket and stable edge
design for heavy roughing operation in steel and cast iron.

Rompitruciolo per grandi inserti monolaterali. Grande tasca del rompitruciolo e

tagllente stabile pe SglOSSatU a pesa te di acciaio e gnisa.

- &

L

ap- d.o.c.= 0.3~12(mm)
f= 0.1~0.6(mm/r)

Flat insert without chip breaker. Stable insert with high edge strength for roughing
operation in cast iron materials.

Inserto piatto, senza rompitruciolo. Con un tagliente stabile per la sgrossatura di

PCBN PKD
N

ap- d.o.c.=0.05~0.5(mm)
f=0.05~0.3(mm/r)

materiali in ghisa.
’W/ ) ‘“’

[ SN

me
_ &

B

For machining of hardened materials and cast iron (CBN).
Special grades: For machining of non-ferrous metals (e.g. Aluminium) and non-
metal materials (PCD)
Per la lavorazione di acciai temprati, ghise (CBN). Per la
Gradi speciali: lavorazione di metalli non ferrosi (es. alluminio) e materiali non
metallici (PCD).

ap- d.o.c.= 0.1~3(mm) e - - P &
f= 0.05~0.4(mmir) J —/ - = v

I=

Ceramic inserts for machining of hardened steel, cast iron and steel.
Inserti ceramici per la lavorazione di acciaio temprato, ghisa e acciaio.
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Chip breaker Overview - Panoramica rompitrucioli

Fine-Finishing
Finitura fine

Finishing
Finitura

Positive Inserts

Inserti positivi
EAm -
ap- d.o.c. =0.02~1.5(mm) g 4 @

f=0.01~0.08(mm/r)

For super finishing: Insert in G tolerance and sharp cutting edge. Suitable for super
finishing of small components.

Per la rifinitura di precisione: Inserti di classe G e tagliente affilato. Adatti per la
finitura di precisione di piccoli componenti.

A m
ap- d.o.c. =0.05~2.5(mm) é

f=0.03~0.25(mm/r)

Special grinded chip breaker groove for precision machining and high surface
R/L quality. This G-class inserts with a sharp cutting edge and small corner radius for fine

finishing operation without vibration.

& Rompitruciolo monolaterale perfettamente rettificato per lavorazioni di alta precisione
con elevata qualita superficiale. Questi inserti di classe G sono dotati di taglienti
affilati e ridotti raggi di punta. Per l'alta precisione e senza vibrazioni.

Em[3 p—
ap- d.o.c. =0.05~1(mm) @ é @

| £=0.05 ~0.3(mm/r)

Special chip breaker in combination with cermets grades. Sharp cutting edge with
excellent chip control. For high surface finishing and precision machining.
Rompitruciolo speciale in combinazione con gradi Cermet. Tagliente affilato per la
lavorazione di precisione con un eccellente controllo del truciolo e ottima qualita
superficiale.

PRK Y

ap- d.o.c. =0.1~2(mm) = o L=l - o e
£20.05~0.3 (mmir) — _/ _—
HF Chip breaker for finishing and semi-finishing of steel and cast iron. Especially for

internal machining.

Rompitruciolo per la finitura e 'asportazione media di acciaio e ghise. Particolarmente
adatto anche per la lavorazione interna.

ap- d.o.c. = 0.1~2(mm) H ’ = A —

f=0.05~0.3 (mm/r)

EF Sharp, positive cutting edge for finishing and semi-finishing of austenitic stainless
steel, soft steel and low carbon steel.

Tagliente molto affilato e positivo per la finitura e I'asportazione media di acciaio
austenitico, acciaio inossidabile, acciaio dolce e acciaio a basso tenore di carbonio.
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Finishing
Finitura

Medium Cutting
Asportazione media

M
ap- d.o.c.= 0.05~1(mm) ‘

£=0.05~0.2 (mm/r)

Chip breaker with sharp and positive cutting edge. NF combined with

Grade XAI102/XAl105 is best solution for finishing of heat resistance super alloys
(Ni-based, Fe-based and Co based material).

Inserto rettificato con un tagliente positivo affilato. In combinazione con il grado
XAI1102/XA1105, questo rompitruciolo & particolarmente adatto per la finitura di ma-
teriali resistenti al calore(per esempio, a base di Ni, Fe e Co).

PIK] w7
ap-d.o.c. =1~4(mm) = d

f=0.2~0.5(mm/r)

_’,
»
(.‘-

il

Chip breaker for medium machining of steel or cast iron. Suitable for internal and
external turning.

Tagliente per asportazioni medie di acciaio e ghisa. Pud essere utilizzato per la lavo-
razione interna ed esterna.

ap- d.o.c. = 1~4(mm) . ' u A =

f=0.2~0.5(mm/r)

Upgrade sharp and strong cutting edge for semifinishing of sticky steel and
austentic stainless steel.

Tagliente affilato e stabile per I'asportazione media di acciai inossidabili e mate-
riali adesivi austenitici.
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Positive Insert
Inserti positivi

Pk @
ap- d.o.c.= 1~8(mm) w

f=0.2~0.6(mm/r)

Basic Chip breaker for round inserts. Suitable for semi precision machining and profile

modelling machining of steel and cast iron.
Rompitruciolo periferico per inserti tondi. Per I'asportazione media e contornatura di
materiali in acciaio e ghisa.

Medium Cutting
Asportazione media

ap- d.o.c.= 0.05~1(mm) ﬂ _Q/ ; _ —

£=0.05~0.2 (mm/r)

Flat insert without chip breaker. Stable insert with high edge strength for roughing
operation in cast iron materials.

Inserto piatto, senza rompitruciolo. Con un tagliente stabile per la sgrossatura di ma-
teriali in ghisa.

Roughing
Sgrossatura

P K| & &y W e <=
ap- d.o.c. =2~5(mm) = == ymmn

f=0.2~0.4(mm/r)

HR Chip breaker with strong cutting edge for light to medium rough machining of steel
stainless steel and cast iron. Suitable for internal and external machining.
Rompitruciolo con tagliente stabile per sgrossatura leggera e media di acciaio e ghi-
sa. Puo essere utilizzato per la lavorazione interna ed esterna.

©

25

=N

53

o9

@ & = (o)
2] ap- d.o.c. =3~10(mm) e

£=0.3~1.2(mmlr)

Recommended chip breaker for rough machining steel materials. Single chip
breaker with strong cutting edge. First choice for profile modelling machining.
Rompitruciolo speciale con un tagliente rinforzato per la sgrossatura. Particolar-
mente adatto per la contornatura per elevati gradi di sicurezza della produzione
di materiali in acciaio in condizioni sfavorevoli.

Basic
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Chip breaker Overview - Panoramica rompitrucioli

k@ A’@i’ -V

ap- d.0.¢.=0.02~4.8(mm) @

f=0.05~0.5(mm/r)

Unique chip breaker design, with sharp cutting edge and positive rake angle. Special
edge preparation and surface treatment for better chip control, less friction, less
vibration and good surface quality. G-Tolerance inserts for better repeatability.

Rompitruciolo con design unico con tagliente affilato e angolo di spoglia positivo.
Tagliente preparato in maniera speciale con superficie trattata per un migliore truciolo,
meno attrito, meno vibrazioni e una migliore finitura superficiale. Inserti di classe G per
una migliore ripetibilita.

Aluminium machining
Lavorazione dell'alluminio

r -1 o 7~ | A _—
ap- d.o.c.=0.1~5(mm) -‘/‘ (- ; & =

£=0.05~0.4(mm/r)

Chip breaker for aluminum alloy and non ferrous metal machining

G tolerance insert with large rake angle, surface polishing treatment, effectively

preventing build up edge and getting high quality machining surface and long
LH tool life.

Rompitruciolo per la lavorazione di alluminio, leghe di alluminio (metalli non fer-
rosi). Inserti di classe G con grande angolo di spoglio e superficie brunita per
evitare la formazione di taglienti di riporto. Eccezionale deflusso del truciolo, otti-
ma finitura superficiale e lunga durata.

PCBN PKD

€9 &« ‘e
ap- d.0..=0.05~0.5(mm) - &

£=0.05~0.3(mml/r)

Special inserts G tolerance with brazed CBN or PCD Tip. CBN suitable for
finishing of hardened component and cast iron. PCD suitable for finishing of
non ferrous metal and non-metal materials.

Inserto speciale di classe G con punta brasata in CBN e PCD. Il CBN ¢ parti-
colarmente adatto per la finitura di acciaio temprato o ghisa, il PCD per la fini-
tura di metalli non ferrosi e materiali non metallici.

CBN & PKD
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General Turning

Turning Inserts Code Key

ﬂ'm@@{b[&ay InsertilClassificazione]lSO)

. Metric / Metrico
Insert Shape / Forma inserto Cod Hole / |Insert Section/| Insert Section / Cod Hole / | Insert Section / Insert Section /
ode Foro Rompitruciolo | Forma dell'inserto ode | Foro Rompitruciolo | Forma dell'inserto
>65°
B c -
Single side / 265 Single side /
@ C> H . monolaterale R - monolaterale @
D E H 265 Double side /
Cc . - F — bilaterale C)
) se® >65°
D ‘ Double side /
K L M J . bilaterale A . - D:D
() <65 Single side /
_— ingle side
© O Q w . - M . monolaterale G:D
% 0] P R <65°
Single side / Double side /
g D T u monolaterale G u bilaterale @
o
= -\ 0 <65°
=
c S T T | Q | - X - — Special
(e}
'—
o <65°
@ 80 Omglrs I u | Il | Poublesides =
bilaterale
o v w z
7] o
Py Insert Shape / Fo‘ i I Insert Type / Tip. inserto
<
.2 \
N
g t
=
»
]
8
o
=
@
7]
=
Clearance angle of main cutting edge_ q
el & S G e Tolerances / Grado di tolleranza
\
Code| angle / Angolo |Code| angle / Angolo . 'm
1‘\ AN
Al 8| | oic] =
- A5
Code _|T°||Ie’a"°e s (Reference) M class precision (according to shape and size) (mm)
olleranza ( i ) Classe M (forma e dimensioni corrispondent)
" I ° ° ° d
\ A +0.005 +0.025 0.025 | incircle {:grl:g?e SAUare | thomboid | thomboid | thomboid | fondo
¢ = D ‘\ F +0.005 +0.013 $0.025 | 6.35 | +0.08 | 0.08 | +0.08 | +0.11 | +0.16 | --
~He7e
c +0.013 +0.025 40,025 | 9525 | #0.08 | +0.08 | £0.08 | £0.11 | $0.16 —
12.7 | #0.13 | #0.13 | +0.13 | +0.15 - -
H| 20013 H0.013 | 20025 Vs o75| 4015 | 5015 | 40.15 | 018 | — | -
E F E +0.025 +0.025 +0.025 | 19.05 | +0.15 | +0.15 | +0.15 | +0.18 - -
S 28 25.4 £0.18
G +0.025 +0.025 +0.13 - - — — — — —
@1.C (mm) Incircle tolerance
J £0.005 $0.05-+0.13| +0.025 Tolleranza cerchio inscritto
- T - Incircle regular are . o o round
G N K £0.013 £0.05-4013| 40,025 triangle | SAUare | rhomboid | rhomboid | rhomboid |  fondo
\l}? ~L-o _— S — 6.35 | %0.05| £0.05 | +0.05 | +0.05 | 0.05 | -
L | #0025 40.050.13| £0.025 | 9575 | +0.05 | 0.05 | +0.05 | 0.05 | 0.05 | +0.05
M | $0.08-+0.18 |+0.05-+0.13| +0.13 12.7 | #0.08 | +0.08 | +0.08 | +0.08 --- +0.08
) 15.875| +0.10 | £0.10 | +0.10 | +0.10 - +0.10
P 0 Oftigrs N | 0.08-+0.18 |+0.05-+0.13| +0.025
e 19.05 | #0.10 | +0.10 | +0.10 | +0.10 - +0.10
U | #0.13-+0.38 |+0.08-+0.25| +0.13 25.4 — +0.13 - — — +0.13
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inurninglinsentsi€odelKeyllinsertilClassificazione]ISO)

Cutting edge length / Lunghezza tagliente (mm) Insert Thickness / Spessore inserto (mm)
Insert Shape / Forma dell'inserto b #_m
Thichness /
@ ofIC c D R s T \' w K Spessore T T
g4 B a ‘
L 9 L é, g E Code Plattendicke (mm)
00 0.79
3.97 06 To0 0.99
50 05 01 1,59
5.56 09 = 758
6.0 06 02 238
6.35 06 07 11 11 T2 258
80 08 03 3.18
9.525 09 1 09 09 16 16 06 16 T 397 o
10.0 10 04 4.76 jou S
12.0 12 T4 4.96 z 2
12.7 12 15 12 12 22 22 08 05 5.56 52
15.875 16 15 15 27 { T5 595 ': ©
16.0 19 | 16 [ 06 6.35 % 2
19.05 19 19 19 33 T6 6.75 S E
20.0 20 07 7.94 oL
25.0 25 25 25 09 9.52
25.4 25 25 T9 9.72
31.75 31 | 1 1.11
32 32 12 12.70

1 !

—
m EE - (ISO)
E] E (inch) T
e = A
W

o
z o
SR

@
@ c
B o
o 5
O s
n O
t =
[
(7]
£s
o O
e =
= £
[
5 0
- £

!

e radius
Raggio di punta

Code R;:.ﬁ:j)s
Incircle Thickness Nose radius 00 qu Rladius
Cerchio inscritto Spessore Raggio di punta pigolo vivo
02 0.2
Diameter Thichness Nose radius
Code (mm) Code (mm) Code (mm) 04 04
2 | 635 2 | 318 0 0.2 08 08
12 1.2
1 0.4
3 9.525 3 - 16 16
2 0.8
4 12.7 20 2.0
4 6.35 3 1.2 24 24
5 15.875
4 1.6 32 3.2
5 7.94
X Others
6 19.05 5 20
MO Round Inserts
Altri
8 254 6 9.52 6 24 Inserti tondi

@Aﬂ.s.
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Turning Inserts Code Key
Inserti Classificazione ISO
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ilunning|lnsert{Comparison|fistilnsertitiTabellaldifconfronto}

Metric and Imperial system comparison list of general turning insert/
Tabella comparativa per inserti per tornitura generale (sistema metrico / imperiale)

©u Chipbreaker/
Negative angle/ WSP 1ISO Inch " .
Angolo negativo =5y, ( ) Rompitruciolo
090304 321
090308 322
120404 431 -DF
120408 432 WG
120412 433 _2:2
120416 434 NF
160608 542 PM
Forma dellinserto 160612 543 -DM
Insert shape 160616 544 -EM
190608 642 -TC
190612 643 -NM
190616 644 ‘EL)';
190624 646 :ER
@ 250724 856 _HDR
250732 858 _HPR
250924 866
250932 868
D Type Chipbreaker/
Negative angle/WSP 1ISO Inch 8 N
Angolo negativo ( ) ( ) Rompitruciolo
110404 331
110408 332 OF
110412 333 -WG
-SF
150404 431 NF
Forma dell'inserto 150408 432 IERA/I
Insert shape 150412 433 -DM
150604 441 _EM
a 150608 442 -NM
-LR
| 150612 443 DR
150616 444 -ER
190608 542 -HDR
190612 543
WD Chipbreaker/
Negat le/WSP | Inch L
eAgna 'Zf,?.';g :tivo (=0 {Inch) Rompitruciolo
160404 331
Insert shape DF -EF
Forma dellinserto 160408 332 SF -NF
a 160412 333 -PM -DM
T -EM -NM
RType Chipbreaker/
Negati le/WSP 1ISO Inch L
e/?na Z;an!g :tivo (159 ( ) Rompitruciolo
Insert shape 0903MO 32
Forma dell'inserto 1204MO 43

A30

W Type Chipbreaker/
Negative angle/WSP (ISO) (Inch) a n
Angolo negativo Rompitruciolo
06T304 3(2.5)1
067308 3(2.5)2 oF
06T312 3(2.5)3 WG
060404 331 -SF
Forma dell'inserto 060408 332 -EF
Insert shape -NF
060412 333 -PM
080404 431 DM
-EM
080408 432 TC
S 080412 433 NM
-DR
T Type Chipbreaker/
Negative angle/WSP 1ISO Inch .
Angolo negativo R ( ) Rompitruciolo
113304 221
110308 222 -DF
160404 331 -WG
-SF
160408 882 EF
Forma dell'inserto 160412 333 -FM
Insert shape 220404 431 'EP)'\'\:
220408 432 _EM
A 220412 433 -TC
-LR
220416 434
4 -DR
270608 542 ER
270612 543 -HDR
270616 544
ST ;
Negative angle/WsP (1ISO) (Inch) Chlpb.reak.er/
Angolo negativo Rompitruciolo
090304 321
090308 322
090312 323
120404 431
120408 432 OF
120412 433 -SF
-EF
120416 434 M
Forma dell'inserto 150608 542 -DM
Insert shape 150612 543 Eg
150616 544 M
@ 190412 633 -LR
190424 636 ‘EE
S 190612 643 HDR
190616 644 -HPR
250724 856
250732 858
250924 866
250932 868




iurning|InserjcomparisonlistinsertiEiabe|laldilcontronto

Metric and Imperial system comparison list of general turning insert/
Tabella comparativa per inserti per tornitura generale (sistema metrico / imperiale)

C Type i D Type hipbreaker
po::;v;:’é’émvosp (I150) (Inch) é’;‘ﬁ{i‘;’fgg Pesive e | (1S0) (nch) | & m”p‘i’t;i er
060202 2(1.5)0 -USF 070202 2(1.5)0 -USF
060204 2(1.5)1 SF 070204 2(1.5)1 -SF
060208 2(1.5)2 -HF Forma dellinserto 070208 20152 _::
Fr:;w: r(iesll‘r:nasre)go 097302 3(2.5)0 EF Insert shape 11T302 3(2.5)0 -
097304 3(2.5)1 Y 6 117304 3(2.5)1 EM
@ 097308 3(2.5)2 -EM 117308 3(2.5)2 HR
S, 120404 431 -HR 117312 3(2.5)3 LH o
120408 432 -LH -LC o g
e = < Positivz ;%g?e/wsp (ISO) (Inch) R?o f:ri]pl?real_(er g E’,
Angolo positivo pltrucmlo ': ©
Posiive argieWsP | (ISO) (Inch) é’r‘g’t.’rea'.‘er 060204 2051 S 3
Angolo positivo pitruciolo 097302 32.5)0 qC) c
06T102 1.2(12)0 es0a 32.5)1 USh NS
06T104 1.2(1.2)1 09708 325)2 o5
06T108 1.2(1.2)2 120408 ] s E 3
090202 1.8(1.5)0 FIO"“a dellinserto [ 450408 432 -EF 3 §
090204 1.8(1.5)1 neertshape Lol o M 387
090208 1.8(1.5)2 AT = E¥f % -%
110202 2(15)0 150408 532 -HR 28
110204 2(1.5)1 LQJ 150412 533 -LH £ %
110208 2152 ;’:F 190408 632 e E 2
Forma dell'inserto L 220 -HF 190412 633
Insert shape 110304 221 EF 190416 634
110308 222 o
167302 30 .y posive angews? | (1SO) (nch) | oot
A@ e . -HR e 110202 2(1.5)0
— o > AR 110204 2E1 -5;1
16T312 33 o . USF
160400 330 110208 2(15)2 -SF
220408 432 Forma dellinserto | 110302 220 EE
220412 433 Insert shape 110304 221 :HM
220416 434 110308 222 EM
270408 532 <-?—> 160402 330 -HR
270412 533 160404 331 -LH
330612 013 160408 332 -LC
330616 644 160412 333

@Aﬂ.s.
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

CN** Negative Insert - Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q = O0BBHE BB 8 80 ©
MR OOLBBOOLBE o O
== Cast iron
od E 82 m Ghisa QB%B
S § e ek
e e oo & @)
2 |__, | Uncoated
Dimension (mm) Coated Carbide 88 |E82 | Carbide
Dimensioni Carburo cementato rivestito gg g§§ Non rivestito
Insert Shape Type z Carburo cementato
Forma inserto Tipo ™ = o Q S}
[0) s YN bLbBLIIIB - (= [« <
— =2 g OO0 O T« A N - - «—|©O w
= Ljre) s pdpr LLELE=S995050030005 |5 |28
E¢ XEXZIZIZIRIZIISIIIZIRSRK R K
|2 (o2 DE CNMG090304-DF | 9.7 (9.525/3.18 |381| 04 |O @ O @ o
— @©
gé CNMG090308-DF | 9.7 |9.525|3.18 | 3.81| 0.8 |0 @ ©
= =
8 |9 [N CNMG120404-DF | 12.9 | 12.7 | 476 | 516 | 04 (O @ @ @ o o
Finishing CNMG120408-DF | 12.9 | 12.7 | 476 | 516 | 08 (O ® @@
Finitura
CNMG120412-DF | 12.9 | 12.7 | 476 | 516 | 12 (O ® @ @
CNMG120404-WG | 129 | 12.7 | 476 | 516 | 0.4 |@
WG
- CNMG120408-WG | 12.9 | 12.7| 476 | 516 | 0.8 (@ ® O ® o (] (]
f CNMG120412-WG | 129 | 12.7 | 476 | 5.16 | 1.2 (@ ® O
CNMG160608-WG | 16.1 |15.875/ 6.35 | 6.35 | 0.8 o
Wiper
CNMG160612-WG | 16.1 |15.875/ 6.35 | 6.35 | 1.2 o
SF CNMGO090304-SF | 9.7 [9.525| 3.18 | 3.81 | 0.4 °
CNMGO090308-SF | 9.7 [9.525| 3.18 | 3.81 | 0.8 °
JOJ CNMG120404-SF | 12.9 | 12.7 | 476 | 5.16 | 0.4 °
Finishing CNMG120408-SF | 12.9 | 12.7 | 476 | 5.16 | 0.8 °
Finitura
CNMG120412-SF | 12.9 | 12.7 | 476 | 5.16 | 1.2
EF CNMGO090304-EF | 9.7 [9.525| 3.18 | 3.81 | 0.4 ° o
CNMGO090308-EF | 9.7 [9.525| 3.18 | 3.81 | 0.8 o e o
: CNMG120404-EF | 12.9 | 12.7 | 476 | 5.16 | 0.4 (e} o ceocee
Finishing CNMG120408-EF | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 o ° ® e 0 @O0
Finitura
CNMG120412-EF | 12.9 | 12.7 | 476 | 5.16 | 1.2 o o o

Tool holder / Cartuccia

DCLNR/L PCBNR/L PCLNR/L
Kr:95° Kr:75° Kr:95°

MCBNR/L MCLNR/L PCLNR/L
Kr:75° Kr:95° Kr:95°

@Aﬂ.s.
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Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

CN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
I PSS QO0HBBH ©B @ 0 O
§= M S COBBOOHBE o O
©
& i
32[3 e 0B%®
;5‘ Bl monorst Dk
oo e OO & o
2 |__4| Uncoated
Dimension (mm) Coated Carbide ¢ |g8c| Carbide
Dimensioni Carburo cementato rivestito &z 335 Non rivestito
Insert Shape T 2 Carburo cementato
ype 5
Forma inserto Tipo — - (&)
° el s | g EYE 358008233888 B == o
T LR ==S800008000s |= |28 o ©
SXXIXIXRZIIRIIIIIIIRRZR R RS £ 2
< x x xX X c g
CNEG120404-NF | 12.9 | 12.7 | 476 | 5.16 | 0.4 oe o ==
NF Fe
———n | CNEG120408-NF | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 oe o o3
, . =
L@J CNEG120412-NF | 129 | 12.7 | 476 | 5.16 | 1.2 oo o 35
[ON =
Finishing
Finitura
CNMG090304-PM | 9.7 |9.525| 3.18 | 3.81 | 0.4 o0
CNMGO090308-PM | 9.7 (9.525| 3.18 | 3.81 | 0.8 )
CNMG120404-PM | 12.9 | 12.7 | 476 | 516 | 0.4 (O @ @@ ocOe e
PM CNMG120408-PM | 12.9 [ 12.7 | 476 | 516 | 0.8 |0 @ @ ® ® )
CNMG120412-PM | 129 | 12.7 | 476 | 516 | 1.2 (O @ ® ® O o0 0
CNMG120416-PM | 129 | 12.7 | 476 | 516 | 1.6 e O e e 00
CNMG160608-PM | 16.1 [15.875/ 6.35 | 6.35 | 0.8 O e ®O0 00 O
CNMG160612-PM | 16.1 [15.875/ 6.35 | 6.35 | 1.2 Oe e e oOe e
Medium Cut/
Media Asport. CNMG160616-PM | 16.1 [15.875/ 6.35 | 6.35 | 1.6 ® O o0
CNMG190608-PM | 19.3 |[19.05| 6.35 | 7.94 | 0.8 @O e
CNMG190612-PM | 19.3 (19.05| 6.35 | 7.94 | 1.2 ® O e o e
CNMG190616-PM | 19.3 |19.05| 6.35 | 7.94 | 1.6 ® O e o e
Tool holder / Cartuccia
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°

@[Aﬂ.s.
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

CN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q = O0BBHE BB 8 80 O
;‘E’: M SEEER S OOLBBOOLBE o O
[
] sy
3;[3 ohon OBHB
§ B ho orrast ]
P sl oo & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g¢ |E8<| Carbide
Dimensioni Carburo cementato rivestito 8t 555 Non rivestito
Carburo cementato
Insert Shape Type =
Forma inserto Tipo O o
() ~ N v« N M Moy NN
® LlIC| S |d|r|eegry8883228882L0s b |55
25 méﬁﬁfzzﬂﬁoooogwmwg 5 28
== XEXZIXZIRIIZIRIZIREIRE R RE
=]
= g CNMG090304-DM | 9.7 |9.525/3.18 (381 | 04 |0 @ @ @ o
T &
o = CNMG090308-DM | 9.7 [9.5253.18 | 381 | 08 | e ® ® o
= =
=
8 |9 CNMG090312-DM | 9.7 |9.525| 3.18 | 3.81 | 1.2 o
CNMG120404-DM | 12.9 | 12.7 | 476 | 516 | 04 (O @ ®© @ @ o) o
DM CNMG120408-DM | 12.9 | 12.7 | 476 | 516 | 08 @ @ © @ @ ° °
CNMG120412-DM | 129 (127 |476 516 | 1.2 (e @ @ @ @ 00 e
CNMG120416-DM | 12.9 | 12.7 | 4.76 | 5.16 | 1.6 @O e o
CNMG160608-DM | 16.1 (15.875 6.35 | 6.35| 08 |0 @ O @ @ o
Medium Cut/
Media Asport.| CNMG160612-DM | 16.1 15.875( 6.35 | 6.35 | 1.2 ([0 @ @ ® O o
CNMG160616-DM | 16.1 [15.875 6.35 |6.35| 16 (O @ @ @ @
CNMG190608-DM | 19.3 |19.05| 6.35 | 7.94 | 0.8 o0 0 o
CNMG190612-DM | 19.3 [19.05| 6.35 | 7.94 | 1.2 oo 00 o
CNMG190616-DM | 19.3 [19.05| 6.35 | 7.94 | 16 oo oo o
CNMG120404-EM | 129 | 12.7 | 4.76 | 5.16 | 0.4 oo e O e
CNMG120408-EM | 129 | 12.7 | 4.76 | 5.16 | 0.8 e Oe0O0C e
CNMG120412-EM | 129 | 12.7 | 476 | 516 | 1.2 oe e O e
CNMG160608-EM | 16.1 {15.875) 6.35 | 6.35 | 0.8 [ ) [ ) °
Medium Cut/ | CNMG160612-EM | 16.1 [15.875) 6.35 | 6.35 | 1.2 o e e O e
Media Asport.
CNMG160616-EM | 16.1 [15.875| 6.35 | 6.35 | 1.6 o
Tool holder / Cartuccia
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°

@Aﬂ.s.
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Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

CN** Negative Insert: Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli

P 0088 &8 e 80 O
M SRR COBBOOBL o O
G Q%S

Non-ferrite material

Metalli non ferrosi @ *
©)

Heat-resistant steel
Acciaio resistente al calore O O 69

lateriali

Workﬂeoe Material

Uncoated
Carbide
Non rivestito
Carburo cementato

Dimension (mm) Coated Carbide
Dimensioni Carburo cementato rivestito

Cermet
Non rivestito
Cermet
Coated

Cerm. rives.

Insert Shape Type
Forma inserto Tipo

L [ILC| S d r

XAF151
XAF152
XAF251
XAF252
XAF351
XAI102
XAlI105
XAI202
XAI205
XAO151
XAO153
XA0251
XA0253
XAS052
XAS102
XAS152
® © 0 0 o0 0 o XAS152C
XCI151
XCI151C
XS101
XS201

CNMG120404-TC | 12.9 | 12.7 | 476 | 5.16 | 0.4
CNMG120408-TC | 12.9 | 12.7 | 4.76 | 5.16 | 0.8
CNMG120412-TC | 12.9 | 12.7 | 4.76 | 5.16 | 1.2
CNMG120416-TC | 12.9 | 12.7 | 4.76 | 5.16 | 1.6
CNMG160608-TC | 16.1 15.875| 6.35 | 6.35 | 0.8
CNMG160612-TC | 16.1 (15.875| 6.35 | 6.35 | 1.2
CNMG160616-TC | 16.1 (15.875 6.35 | 6.35 | 1.6
CNMG120404-NM | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 oe
CNMG120408-NM | 12.9 | 12.7 | 476 | 5.16 | 0.8 o e o o
CNMG120412-NM | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 oe

Q<
©
o
©
=
)
o
©
S
=]

=
c
S

'—

General Turning

Media Asport.
Medium Cut/

CNMG120408-DR | 12.9 | 12.7 |4.76 |516 | 08 [0 e ® ® ® o
CNMG120412-DR | 12.9 (127 |4.76 | 516 | 12 [0e ® O
CNMG120416-DR | 12.9 | 12.7 |4.76 | 5.16 | 16 |o
DR CNMG160608-DR | 16.1 [15.875 6.35 | 6.35 | 0.8
---1- CNMG160612-DR | 16.1 [15.875 6.35 | 6.35 | 12 |o
.'—'Q\ CNMG160616-DR | 16.1 [15.875| 6.35 | 6.35 | 1.6
[
Sgrossatura | CNMG190608-DR | 19.3 15875 6.35 | 7.94 | 08
Roughing/ |"cNMG190612-DR | 19.3 |19.05| 6.35 | 7.94 | 1.2
CNMG190616-DR | 19.3 [19.05/ 6.35 | 7.94 | 1.6
CNMG190624-DR | 19.3 |19.05| 6.35 | 7.94 | 2.4
CNMG250924-DR |25.79| 25.4 [9.525(9.12 | 2.4

Oi0i0i@e:0:@®@ ®@:. @ ©®: 0

O @@ e ® ©:. e e .0 o 0

o ® .0 0 o
O ®@:0:0: @

O ® @0 ®:. e o @
® ® 0.0 0 0 0 O

O e e®

Tool holder / Cartuccia

DCLNR/L PCBNR/L
Kr:95° Kr:75°

PCLNR/L MCBNR/L
Kr:95° Kr:75°

MCLNR/L PCLNR/L
Kr:95° Kr:95°

@Aﬂ.s.
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

CN** Negative Insert - Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q 2 Q08B H HH 8 80 O
;}’z M SR OCODBDBOOHBE O O
[
s S
3;[3 e 08%HS
§ B ho orrast ]
P sl oo & o
_2|__,| Uncoated
Dimension (mm) Coated Carbide g% | £82| Carbide
Dimensioni Carburo cementato rivestito 8% |88E| Nonrivestito
Insert Shape T 2 © | Carburo cementato
ype 3
Forma inserto Tipo - ™ - O
= ’ Llclslal|2838508y3082838885 |5 |55
g’g : EEu.u.u.::SEOOOOww@g% 5 gﬁ
E¢ SXRXIIRZIIRIIIIIIIRIR IR RS
|2 (o] CNMM120408-LR | 12.9 | 12.7 | 476 | 5.16 | 0.8 ° ° °
— ®
© 5 CNMM120412-LR | 129 | 12.7 | 476 | 5.16 | 1.2 ° ° °
o =
g c LR CNMM120416-LR | 12.9 | 12.7 | 476 | 5.16 | 1.6 ° ° o
Bl | LR .
O F CNMM160608-LR | 16.1 |15.875/6.35 | 6.35 | 0.8 ° o °
CNMM160612-LR | 16.1 [15.875 6.35 | 6.35 | 1.2 ° [ ) o
ﬁ CNMM160616-LR | 16.1 [15.875 6.35 | 6.35 | 1.6 ° °
CNMM160624-LR | 16.1 |15.875/ 6.35 | 6.35 | 2.4 o o
CNMM190612-LR | 19.3 [19.05| 6.35 | 7.94 | 1.2 ° °
Roughing | CNMM190616-LR | 19.3 |19.05| 6.35 | 7.94 | 1.6 e o
Sgrossatura
CNMM190624-LR | 19.3 [19.05| 6.35 | 7.94 | 24 ° °
CNMM250924-LR 25.79| 25.4 [9.525| 9.12 | 2.4 o °
DR CNMM120412-DR | 129 | 12.7 | 4.76 | 5.16 | 1.2 °o °
CNMM160612-DR | 16.1 15.875/ 6.35 | 6.35 | 1.2 ) o °
. CNMM160616-DR | 16.1 15.875/6.35 | 6.35 | 16 (@ @ C)
f CNMM190612-DR | 19.3 |19.05/6.35 | 794 | 1.2 |0 @ @@ °
CNMM190616-DR | 19.3 [19.05/ 6.35 | 7.94 | 16 (O o e®
Roughing / CNMM190624-DR | 19.3 (19.05/6.35 | 794 | 24 (O @ ®© ® O
Sgrossatura | CNMM250924-DR (25.79 | 25.4 {9.525(9.12 | 24 [0 @ ee
ER CNMG120408-ER | 12.9 | 12.7 | 476 | 5.16 | 0.8 (¢} [}
CNMG120412-ER | 12.9 | 12.7 | 476 | 516 | 1.2 o Y
;"‘O"‘T CNMG160612-ER | 16.1 [15.875/ 6.35 | 6.35 | 1.2 o )
- — | | CNMG160616-ER | 16.1 [15.875 6.35 | 6.35 | 1.6 o .
X CNMG190612-ER | 19.3 [19.05| 6.35 | 7.94 | 1.2 fe) o °
Roughing /
Sgrossatura | CNMG190616-ER | 19.3 [19.05| 6.35 | 7.94 | 1.6 o o °
ER CNMM250724-ER [25.79| 25.4 | 7.94 | 9.12 | 2.4 ° o o
i"? CNMM250732-ER [25.79| 25.4 | 7.94 | 9.12 | 3.2 ° o o
CNMM250924-ER |25.79 | 25.4 [9.525|9.12 | 2.4 ° o °
Roughing
Sgrossatura | CNMM250932-ER |25.79 | 25.4 |9.525|9.12 | 3.2 ° o o
Tool holder / Cartuccia
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°

@Aﬂ.s.
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Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

CN** Negative Insert: Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli

P 0088 &8 e 80 O
M SRR COBBOOBL o O
G Q%S

Non-ferrite material

Metalli non ferrosi @ *
©)

Heat-resistant steel
Acciaio resistente al calore O O 69

lateriali

Workﬂeoe Material

Uncoated
Carbide
Non rivestito
Carburo tato

Dimension (mm) Coated Carbide
Dimensioni Carburo cementato rivestito

Cermet.
Non rivestito
Cermet
Coated

Cerm. rives.

Insert Shape

Type
Forma inserto Tipo

L [ILC| S d r

XAlI105
XAI202
XAI205
XAO151
XAO153
O | O |XAO251
XA0253
XAS052
XAS102
XAS152
XAS152C
XCI151
XClI151C

XAI102

® | XAF351

CNMM120408-HDR| 12.9 | 12.7 | 4.76 | 5.16 | 0.8
CNMM120412-HDR| 12.9 | 12.7 | 4.76 | 5.16 | 1.2

O | O | XAF151
0o e 0! e e |XAF152

CNMM120416-HDR | 12.9 | 12.7 | 4.76 | 5.16 | 1.6
CNMM160612-HDR | 16.1 [15.875| 6.35 | 6.35 | 1.2
CNMM160616-HDR | 16.1 [15.875| 6.35 | 6.35 | 1.6
CNMM160624-HDR| 16.1 [15.875| 6.35 | 6.35 | 2.4

Q<
©
o
©
=
)
o
©
S
=]

=
c
S

'—

General Turning

[e]

e o 0 o o XAF251

® O . 0 0.0 0 0 0 0 0 0 0 O O XAF252

CNMM190608-HDR | 19.3 [19.05| 6.35 | 7.94 | 0.8

Roughing
Sgrossatura |CNMM190612-HDR | 19.3 | 19.05| 6.35 | 7.94 | 1.2

CNMM190616-HDR | 19.3 [19.05 6.35 | 7.94 | 16 |0 ®
CNMM190624-HDR | 19.3 [19.05 6.35 | 7.94 | 24 |0 e
CNMM250924-HDR |25.79| 25.4 [9.525| 9.12 | 2.4 °
HPR  |CNMM190616-HPR | 19.3 [19.05 6.35 | 7.94 | 1.6
CNMM190624-HPR | 19.3 |19.05| 6.35 | 7.94 | 2.4 o
CNMM250924-HPR (25.79| 25.4 |9.525| 9.12 | 2.4

® @ 0 O

Roughing
Sgrossatura

CNMM120404 129 | 127 | 476 | 516 | 04 |o
CNMM120408 129 (127 | 476 | 5.16 | 0.8
(=] , CNMM120412 129 | 12.7 | 476 | 5.16 | 1.2
CNMM190608 19.3 |19.05| 6.35 | 7.94 | 0.8
CNMM190612 19.3 |19.05| 6.35 | 7.94 | 1.2
CNMM190616 19.3 (19.05| 6.35 | 7.94 | 1.6

O @0 :0:i0:O0

CNMM190624 19.3 |19.05| 6.35 | 7.94 | 2.4

Tool holder / Cartuccia

PCLNR/L MCBNR/L

DCLNR/L PCBNR/L
K Kr:95° Kr:75°

Kr:95° r:75°

MCLNR/L PCLNR/L
Kr:95° Kr:95°

@Aﬂ.s.
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

CN** Negative Insert: Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
s Q 2 Q08B H HH & 80 O
g-(—; M SR OCODBDBOOHBE O O
= Cast iron
e osse
i e o
Acciaio resistente al calore OO SS O
. . : _2|__4| Uncoated
Dimension (mm) Coated Carbide g8 |82 | Carbide
Insert Shae Dimensioni Carburo cementato rivestito gg ggg Cagmargeerzgotato
® Forma inserto %/g: .. Q 8}
EE Ljic|s o | PERRESSERE RNE000E b |55
ES SXXIXRZIRIIIIRIZIIRIR |R IRSR
E g CNMA120404 129|127 | 476 | 516 | 0.4 ® ® O o
g_é CNMA120408 129 (127 | 476 | 516 | 0.8 |o ® e 0O o
gé " CNMA120412 | 129 | 127 | 476 | 516 | 1.2 |o o A
CNMA120416 129 | 12.7 | 476 | 5.16 | 1.6 oo 0
Pa rtFelgﬁpe- CNMA160608 | 16.1 [15.8756.35 | 6.35 | 0.8 oo
riore piana | cNmA160612 | 16.1 15875635 | 6.35 | 12 cee
' f CNMA160616 16.1 |15.875/6.35 | 6.35 | 1.6 o0 0
CNMA160620 16.1 |15.875/ 6.35 | 6.35 | 2.0 o
CNMA160630 16.1 |15.875/ 6.35 | 6.35 | 3.0 o
CNMA190612 19.3 /119.05/6.35 | 794 | 1.2 |o TN o
CNMA190616 19.3 |[19.05/6.35 | 7.94 | 1.6 oOe e
CNMG120404 129 | 127 | 476 | 516 | 0.4 o
CNMG120408 129 | 12.7 | 476 | 5.16 | 0.8 O e o0 o o o
CNMG120412 129|127 | 476 | 516 | 1.2 O @ O fe e o
Basic CNMG160608 16.1 |15.875/ 6.35 | 6.35 | 0.8 o
CNMG160612 16.1 [15.875 6.35 | 6.35 | 1.2 o
f CNMG160616 16.1 |15.875/6.35 | 6.35 | 1.6
CNMG190608 19.3 |19.05/ 6.35 | 7.94 | 0.8 o
CNMG190612 19.3 [19.05| 6.35 | 7.94 | 1.2 o o
CNMG190616 19.3 |19.05/6.35 | 7.94 | 1.6 o o
Tool holder / Cartuccia
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°

7 J5AfLS,
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DN** Negative Insert:Inserto negativo

Ideal Machining Condition

Normal Machining Condition

Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
I PSS QO0HBBH ©B @ 0 O
‘;L M S COBBOOHBE o O
8 .
TH K3 OBRG
IR o
oo e OO & o
2 |__, | Uncoated
Dimension (mm) Coated Carbide g8 | gsc Carbide
Dimensioni Carburo cementato rivestito 8 | 885 | Nonrivestito
Insert Shape 2 © Carburo tat
Type S
Forma inserto Tipo - -
P ’N"N"Nmmmmgmgﬂgggx— o
Lilc|s|d|r 22Rdd3o2gQrsqaadeddo |0 |55
: Lo SYNO0O0Q00Nnnnn= = |-«
SIXXIXRSIRIISIRISIISIZR IR RR
X XX |[X |[XX
DNMG110404-DF | 11.6 |9.525/4.76 | 3.81| 04 ([0 @ O @
DNMG110408-DF | 11.6 |9.525| 4.76 | 3.81 | 0.8 o °
DF DNMG110412-DF | 11.6 [9.525| 4.76 | 3.81 | 1.2 o
DNMG150404-DF | 155 | 12.7 | 476 | 5.16 | 0.4 |o o
DNMG150408-DF | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 | o °
Finishing DNMG150412-DF | 155 | 12.7 | 476 | 516 | 1.2 o
Finitura
DNMG150604-DF | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 |o Y
DNMG150608-DF | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 | O °
DNMG150612-DF | 15.5 | 12.7 | 6.35 | 5.16 | 1.2 o
DNMX110404-WG | 11.6 [9.525| 4.76 | 3.81 | 0.4 |e@
WG DNMX110408-WG | 11.6 [9.525| 4.76 | 3.81 | 0.8 |o °
¥ - | DNMX150408-WG | 15.5 | 12.7 | 476 | 5.16 | 0.8 | O
J DNMX150412-WG | 15.5 | 12.7 | 476 | 5.16 | 1.2
Wiper DNMX150608-WG | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 |o Y
DNMX150612-WG | 155 | 12.7 | 6.35 | 5.16 | 1.2 | o
SF DNMG110404-SF | 11.6 |9.525| 4.76 | 3.81 | 0.4 °
DNMG150404-SF | 155 | 12.7 | 476 | 516 | 0.4 °
g DNMG150408-SF | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 .
Finishing DNMG150604-SF | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 )
Finitura
DNMG150608-SF | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 Y
Tool holder / Cartuccia
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30" Kr:62°30" Kr:93°

@Aﬂ.s.

General Turning
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©
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©
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c
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

DN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q 2 O0BBHE BB 8 80 O
§=M SR i OCODBDBOOHBE O O
[
s S
3;[3 i 0V%S
S § B ho orrast ]
P sl oo & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide £% |E82| Carbide
Dimensioni Carburo cementato rivestito 8% | 88| Nonrivestito
Insert Shape T 2 © | Carburo cementato
ype
Forma inserto Tipo - - Q &)

s Llcls|alr|2228298y2082838885 |5 |55
g’g EEu.u.u.::ﬁﬁOOOOww@w% 5 gﬁ
E¢ SXRIXIXRZIIRIIIIRIZIIRIR R RS
|2 (=] DNMG110404-EF | 11.6 |9.525| 4.76 | 3.81 | 0.4 O ® 00
— @©
g § DNMG110408-EF | 11.6 9.525| 4.76 | 3.81 | 0.8 O ® O O
c c
8 |§ DNMG110412-EF | 11.6 |9.525| 4.76 | 3.81 | 1.2 (e}

DNMG150404-EF | 155 | 12.7 | 4.76 | 5.16 | 0.4 °
DNMG150408-EF | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 °
Finishing DNMG150412-EF | 155 | 12.7 | 476 | 5.16 | 1.2 o
Finitura
DNMG150604-EF | 155 | 12.7 | 6.35 | 5.16 | 0.4 o O e®oe
DNMG150608-EF | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 o O e O @eO0
DNMG150612-EF | 155  12.7 | 6.35 | 516 | 1.2 o e
NF DNEG150404-NF | 15.5 | 12.7 | 476 | 5.16 | 0.4 [e}e} o
ﬂ DNEG150408-NF | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 o e o
DNEG150604-NF | 155 | 12.7 | 6.35 | 5.16 | 0.4 o e o
finishing
Finitura DNEG150608-NF | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 e e o
FM DNMG150604R-FM | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 o ° °
’ DNMG150608R-FM | 15.5 | 127 | 6.35 (516 | 0.8 | @ @ .
DNMG150604L-FM | 155 | 12.7 | 6.35 | 5.16 | 0.4 o o ]
finishing
Finitura DNMG150608L-FM | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 e o °
Tool holder / Cartuccia
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30'

Kr:93°

Kr:62°30" KV

@Aﬂ.s.

A40



Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

DN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli

P 0088 &8 e 80 O
M SRR COBBOOBL o O
G Q%S

Non-ferrite material

Metalli non ferrosi @ *
©)

Heat-resistant steel
Acciaio resistente al calore O O 69

lateriali

Workﬂeoe Material

Uncoated
Carbide
Non rivestito
Carburo cementato

Dimension (mm) Coated Carbide
Dimensioni Carburo cementato rivestito

Cermet
Non rivestito
Cermet
Coated
Cerm. rives.

Insert Shape Type

Forma inserto Tipo

XAF151
XAF152
® | XAF251
XAF351
XAI102
XAI105
XAI202
XAI205
XAO151
XAO153
XA0251
XA0253
XAS052
XAS152C
XCI151
XCl151C
XS101
XS201

O [XAF252
O | XAS152

DNMG110404-PM | 11.6 |9.525| 4.76 | 3.81 | 0.4

DNMG110408-PM | 11.6 |9.525| 4.76 | 3.81 | 0.8

[
°
[e]

DNMG110412-PM | 11.6 |9.525| 4.76 | 3.81 | 1.2 o o o

Q<
©
o
©
=
)
o
©
O
=]

=
c
S

'—

General Turning

PM DNMG150404-PM | 155 | 12.7 | 4.76 | 5.16 | 0.4 ® O o

DNMG150408-PM | 155 | 12.7 | 4.76 | 516 | 0.8 (O e ee® cee

DNMG150412-PM | 155 | 12.7 | 4.76 | 5.16 | 1.2 o e ® O

DNMG150416-PM | 155 | 12.7 | 4.76 | 516 | 1.6 o o

Medium Cut/
Media Asport.| DNMG150604-PM | 155 | 12.7 | 6.35 |5.16 | 04 [0 @ ® @O e e 0O

DNMG150608-PM | 155 | 12.7 | 6.35 |516 | 08 |0 @ @ @ @ o0 0

DNMG150612-PM | 155 | 12.7 | 6.35 |5.16 | 12 |0 ® ee® cee

DNMG150616-PM | 155 | 12.7 | 6.35 | 516 | 1.6 ® O o o

DNMG110404-DM | 11.6 |9.525| 4.76 | 3.81 | 0.4 |[0e @ ® O o

DNMG110408-DM | 11.6 |9.525| 4.76 | 3.81 | 0.8 |0 @ ® ® O o

DNMG110412-DM | 11.6 |9.525| 4.76 | 3.81 | 1.2 ° °

DM DNMG150404-DM | 155 | 12.7 | 4.76 | 5.16 | 0.4 eeo o

DNMG150408-DM | 155 | 12.7 | 476 | 516 | 08 (O @ O @ [}

DNMG150412-DM | 155 | 12.7 | 476 | 5.16 | 1.2 @O0 e o

DNMG150416-DM | 15.5 | 12.7 | 4.76 | 5.16 | 1.6

Medium Cut/

Media Asport. DNMG150604-DM | 155 | 12.7 | 6.35 | 516 | 0.4 (O o ee® o o

DNMG150608-DM | 15.5 | 12.7 | 6.35 | 516 | 08 |0 @ @ @ @ oo

DNMG150612-DM | 155 | 127 | 635|516 | 12 [0 @ @ @ @ o

DNMG150616-DM | 15.5 | 12.7 | 6.35 | 5.16 | 1.6 ® e 0O

Tool holder / Cartuccia
DDJNR/L PDJNR/L PDNNR/L MDJNR/L
Kr:93° Kr:93° Kr:63° Kr:93°

- -

@Aﬂ.s.

MDPNN PDSNR/L PDUNR/L

A41



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

DN** Negative Insert- Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q = O0BBHE BB 8 80 O
;‘?:: M SEEER S OOLBBOOLBE o O
[
] sy
3;[3 i 0V%S
§ B ho orrast ]
e e oo & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% 555 Non rivestito
Insert Shape Type 2 Carburo cementato
" 4 O
Forma inserto Tipo N o - = m o
o i CERREasyeRBREBEBE, 5 g
2L S| R EEEE5555528592225 5 (2]
g?:-’ XX§X§X§§§§§XXXXXXX x xX X
—
|2 % DNMG110404-EM | 11.6 |9.525| 4.76 | 3.81 | 0.4 o e °
— @©
© 5 DNMG110408-EM | 11.6 |9.525 4.76 | 3.81 | 0.8 ce eo
o =
qc_) g DNMG110412-EM | 11.6 |9.525| 4.76 | 3.81 | 1.2 o
OF EM |
DNMG150404-EM | 15.5 | 12.7 | 476 | 5.16 | 0.4 ° °
g DNMG150408-EM | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 ° °
Medium cuyy | PNMG150412-EM | 15.5 | 12.7 | 476 | 5.16 | 1.2 o o
Media Asport.
DNMG150604-EM | 155 | 12.7 | 6.35 | 5.16 | 0.4 Oe eO0 e
DNMG150608-EM | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 OeO0Oeo0 e
DNMG150612-EM | 155 | 12.7 | 6.35 | 5.16 | 1.2 ° [ el }
NM DNMG150608-NM | 15.5 | 12.7 | 6.35 | 5.16 | 1.2 °
g DNMG150612-NM | 155 | 12.7 | 6.35 | 5.16 | 1.2 o e o
Medium Cut/
Media Asport.
DNMG150608-DR | 15.5 | 12.7 [6.35 516 | 0.8 |0 @ @ ® O cee
DR
DNMG150612-DR | 15.5 |12.7 |6.35 516 | 1.2 |0 e e® o0
DNMG150616-DR | 15.5 | 12.7 [ 6.35 | 5.16 | 1.6 ®e 0 e®oO0 ® O
Roughing/
Sgrossatura
ER | DNMG150608-ER | 155 | 127 | 6.35 | 5.16 | 0.8 o .
DNMG150612-ER | 15.5 | 12.7 | 6.35 | 5.16 | 1.2 o °
/®
Roughing
Sgrossatura
Tool holder / Cartuccia
MDJNR/L MDPNN PDSNR/L PDUNR/L

Kr:62°30" KV

@Aﬂ.s.

DDJNR/L PDJNR/L PDNNR/L
Kr:93° Kr:93° Kr:63°
= -

Ad2




Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

DN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
I Q O0BBHE BB 8 80 O
LM i OOBBOOLBB 0 O
©
& i
g;‘; m Shisa" OBHP
;a‘ Bl monorst B3
oo e oo & @)
2 | Uncoated
Dimension (mm) Coated Carbide g’é 82| Carbide
Dimensioni Carburo cementato rivestito 3% g§§ Non rivestito
Insert Shape Type 2 Carburo cementato
. 4 (&)
Forma inserto Tipo — — — - M- m (@]
i SORREagabBREREBOS 5 |5 ©
S EEEEEEE559999292%5 5 20 s
SEISSSSSISISISSSSISSSRR R 29 £9
DNMA150404 15.5|12.7 | 476 | 5.16 | 0.4 o E} %
- — @©
DNMA150408 155 | 12.7 | 476 | 5.16 | 0.8 [ XRe) © 5
o =
DNMA150604 | 155 | 12.7 | 6.35 | 5.16 | 0.4 e e o0 S S
Flat (0] |9
Parte supe- DNMA150608 166 | 12.7 | 6.35 | 516 | 0.8 |o LI
riore piana
DNMA150612 165 | 12.7 | 6.35 | 5.16 | 1.2 cee
-
J DNMA150616 155 | 12.7 | 6.35 | 5.16 | 1.6 ® OO
Tool holder / Cartuccia
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30" Kr:93°

Kr:93° Kr:62°30'

@;Aﬂ.s.

A43



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

DN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q 2 Q08B H HH & 80 O
LM COHBOOBY o 0
[
s S
3;[3 i 0V%S
S § B ho orrast ]
P sl OO & o
_2|__ .| Uncoated
Dimension (mm) Coated Carbide 2% |28L| Carbide
Dimensioni Carburo cementato rivestito B 855 Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Ti -—al - N — — — Q ]

° % EIRNBasNebBRRR8BRS B [go
] Lyl sjdjr EE&&&::SQOOOO&)&)??S 5 §§
=2 SEISISISSISISISISISISSSSIRR (R (29
—
= S LR DNMM150608-LR | 155 | 127 | 635|516 | 08 | o o .

— ® -
gé g DNMM150612-LR | 155 | 12.7 | 635 (516 | 12 | e @ °
c é Roughing
8!9 Sgrossatura | DNMM150616-LR | 15.5 | 12.7 | 6.35 | 5.16 | 1.6 e o °
DR DNMM150608-DR | 15.5 | 12.7 | 6.35 | 516 | 0.8 |0 ® O ® O o
i
J DNMM150612-DR | 15.5 | 12.7 | 635 | 516 | 1.2 [0 @ O @
Roughing
Sgrossatura | DNMM150616-DR | 15.5 | 12.7 | 6.35 | 5.16 | 1.6 e0e®oO0
ER DNMM150608-ER | 155 | 12.7 | 6.35 | 5.16 | 0.8 ° .
ﬁ DNMM150612-ER | 15.5 | 12.7 | 6.35 | 5.16 | 1.2 o °
Roughing
Sgrossatura
HDR  |DNMM150608-HDR| 15.5 | 12.7 | 6.35 | 516 | 08 | @ 0 0 O
.ﬂv DNMM150612-HDR| 155 | 127 | 6.35 |516 ( 12 | 0 0o o©
DNMM150616-HDR | 15.5 | 12.7 | 6.35 | 5.16 | 1.6 ® O @O0
Roughing |~
Sgrossatura
DNMG150604 165 |12.7 | 6.35 | 5.16 | 0.4 o
. DNMG150608 155 |12.7 | 6.35 | 5.16 | 0.8 o
Basic
DNMG150612 1565 |12.7 | 6.35 | 5.16 | 1.2
-
_/ DNMG150616 | 15.5 | 12.7 | 6.35 | 5.16 | 1.6
DNMG190608 19.3 15.875/6.35 | 7.94 | 0.8 o
DNMG190612 19.3 [15.875/6.35 | 7.94 | 1.2 o
Tool holder / Cartuccia
MDJNR/L MDPNN PDSNR/L PDUNR/L

DDJNRIL PDJNRIL PDNNRIL
Kr:93° Kr:93°’ Kr:63°

Ad4

KV Kr:62°30" ' Kr:62°30" Ky

@Aﬂ.s.



Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

SN** Negative Insert: Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 o0° @ & ooser o8 ) 0 O
olc (1 LM i OOBBOOBSB o ©
BB D & B
Bt o] TH K3 OBRG
N o gﬁ Non-ferrite material @ $%
e T 2 § Metalli non ferrosi
r. -
oo e oo & o
_2|__g| Uncoated
Dimension (mm) Coated Carbide g8 |£82| Carbide
Dimensioni Carburo cementato rivestito 8t 83§ Non rivestito
Insert Shape Type s z Carburo cementato
Forma inserto Tipo - - (@]
P el e ] e B%ESEggggm%gﬁ%S%%g 5 |== 2
~ - bl = O~ v« «—
fILLELESSS8000032020c |3 |28 g5
SXXIXIXRZIIRIIIIRIZIIRZR R RS =
=
SNMG090304-DF [9.525(9.525| 3.18 | 3.81 | 0.4 fe) = (?
T =
SNMG090308-DF |9.525(9.525| 3.18 | 3.81 | 0.8 o o =
c c
=
SNMG120404-DF | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 o 8 |9
Fil:li_Shing SNMG120408-DF | 12.7 | 127 | 476 | 5.16 | 0.8 |0 @ O@
Finitura | SNMG120412-DF | 12.7 | 127 | 4.76 | 5.16 | 12 |0 ® o®
SNMG090304-EF |9.525/9.525| 3.18 | 3.81 | 0.4 o e °
EF SNMGO090308-EF 9.525|9.525| 3.18 | 3.81 | 0.8 o e °
SNMGO090312-EF |9.525(9.525| 3.18 | 3.81 | 1.2 o o
SNMG120404-EF | 12.7 | 12.7 | 476 | 5.16 | 0.4 oe °
SNMG120408-EF | 12.7 | 12.7 | 476 | 5.16 | 0.8 O eO0 e
SNMG120412-EF | 12.7 | 12.7 | 476 | 5.16 | 1.2 [l ) o
Finishing
Finitura SNMG150608-EF 15.875/15.875) 6.35 | 6.35 | 0.8 (oo} [e}
SNMG150612-EF [15.87515.875/ 6.35 | 6.35 | 1.2 e} o
Tool holder / Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L M /L M /L
Kr:75° Kr:75° Kr:45° ’ Kr:75° Kr:45° Kr:75° Kr:75°
¥, -
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°

Ad5



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

SN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
e o0 @ = oosss  8e & 80 ©
e — LM i OOHBOOBEH 0 O
P oo el car OBHB
o\ . _gE Non-ferrite material 9
r _ T go Metalllr{on ferrosi
e e oo & @)
2 .+ | Uncoated
Dimension (mm) Coated Carbide 28 |E8c| Carbide
Dimensioni Carburo cementato rivestito 3% 555 Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo NN - =m Q 8]

T Llclslalr|28885a888boRlBS080 |5 (53
ol LLELES=9900000999s |5 gﬁ
€2 XEXXIXIZIRIIZIRIIZIRZIRE R RR

()
|2 o SNMG090304-SF |9.525(9.525| 3.18 | 3.81 | 0.4 o [ ]

— @©

g é SF SNMG090308-SF |9.525|9.525| 3.18 | 3.81 | 0.8 o °
cE o

8 S SNMG120404-SF | 12.7 | 12.7 | 476 | 516 | 0.4 o °

'—

SNMG120408-SF | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 o °
Finishing | SNMG120412-SF | 12.7 [ 12.7 | 476 | 5.16 | 1.2 o |o
Finitura
SNMG150608-SF (15.875/15.875/ 6.35 | 6.35 | 0.8 o o
SNMG090304-PM |9.525(9.525| 3.18 | 3.81 | 0.4 ® O
SNMG090308-PM |9.525(9.525| 3.18 | 3.81 | 0.8 ® OO Oee
SNMG090312-PM 9.5259.525| 3.18 | 3.81 | 1.2 oo
PM SNMG120404-PM | 12.7 | 12.7 | 476 |516 | 04 |0 @ @ © o0
e SNMG120408-PM | 12.7 [ 12.7 |476 |516 | 08 |0 @ @ @ @ o0 0
_Q__ SNMG120412-PM | 12.7 | 12.7 |4.76 |516 | 1.2 |0 @ © ® @ cOee
) SNMG120416-PM | 12.7 | 12.7 | 476 | 5.16 | 1.6 000 O @O0 e
Medium Cut/
Media Asport.| SNMG150608-PM [15.875(15.875 6.35 | 6.35 | 0.8 o
SNMG150612-PM 15.875/156.875 6.35 | 6.35 | 1.2 e ® O cee
SNMG190612-PM |19.05(19.05/6.35 (794 | 12 |0 @ @ @ @ ce e
SNMG190616-PM |19.05/19.05| 6.35 | 7.94 | 1.6 o
Tool holder / Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°

1

MSDNN PSKNR/L
Kr:45° Kr:75°

MSKNR/L
Kr:75°

@Aﬂ.s.

Adb



Cementedlcarbideyandlcermetlinsertstlinsertilin[c arburolcementatolelCermet

SN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 o @ & ooser o8 ) 0 ©
olo = M OOBBOOBS o o
: \ Y =2 Cast iron
Q czd §%m Ghisa QB%B
o\ / gﬁ Non-ferrite material és $%
r 5 T S § Metalli non ferrosi
e A o0 & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 8t gég Non rivestito
Insert Shape Type = Carburo cementato
Forma inserto Tipo Q o
-—al - A — T AN NN [}
ODOOOLONODNDLLOWLOLDBOWMOBIT |[% |« —=
ik - - OCO0O0O«~ A N - — —|© 0
Ll s d | r d NS E8R850083ann2 |2 2] o0
REXZIXIZIRIIZIRIIZIRZIRE R |RR =
X | X XX c g
SNMG090304-DM |9.525|9.525| 3.18 | 3.81 | 0.4 ° ) |2 =
— @©
SNMG090308-DM |9.525|9.525| 3.18 | 3.81 | 0.8 ® e 00 g é
SNMG120404-DM | 12.7 | 12.7 | 476 | 516 | 04 |0 o ee® o GC) £
0L
DM SNMG120408-DM | 12.7 | 127 | 476 |516 | 08 [0 @ @ ® @ o oo
SNMG120412-DM | 12.7 | 127 |4.76 | 516 | 1.2 (O @ @ @ @ o) o o
SNMG120416-DM | 12.7 | 12.7 | 476 | 516 | 1.6 OO0 e O
SNMG150608-DM [15.875(15.875) 6.35 | 6.35 | 0.8 X
Medium Cut/
Media Asport.| SNMG150612-DM |15.875/15.875 6.35 | 6.35 | 1.2 o0 0
SNMG150616-DM (15.875/15.875) 6.35 | 6.35 | 1.6 fo)
SNMG190612-DM |19.05/19.05/6.35 | 794 | 12 |0 @ @ @ O o
SNMG190616-DM |19.05|19.05| 6.35 | 7.94 | 1.6 R X
SNMG120404-EM | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 ° ° fo)
EM
SNMG120408-EM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 o e e 0O e
SNMG120412-EM | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 o e ® 0@
SNMG120416-EM | 12.7 | 12.7 | 4.76 | 5.16 | 1.6 o) fo)
Medium Cut/ | SNMG150612-EM 15.875/15.875/ 6.35 | 6.35 | 1.2 ° ° o
Media Asport.
SNMG150616-EM 15.875/15.875/ 6.35 | 6.35 | 1.6 ° o
TC SNMG120408-TC | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 .
SNMG120412-TC | 12.7 | 12.7 | 476 | 5.16 | 1.2 °
Tool holder / Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° — Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°

Ad7



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

SN** Negative Insert: Inserto negativo

@)

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
e 50 @ Sm oosen ee ® 0 O
ocT B M Sqnesse OOBBO0BE ole
\ i @d E,g Cast iron
§ 82 Ghisa QB%SD
S o §§ Non-ferrite material SS %‘%
r T g Metalli non ferrosi
P sl oo & o
2 |._g| Uncoated
Dimension (mm) Coated Carbide 28 | £82| Carbide
Dimensioni Carburo cementato rivestito &= 83§ Non rivestito
Insert Shape T 2 Carburo cementato
ype
Forma inserto Tipo <8 < Q 8}

T Llicls|a | |285858a8y80282883888; (5 |53
2g : LLEEDC=-895000320295 |5 |98
- SXXXIXRZIIRIIIIRIZIIRIR IR RS
g2 o NM | SNMG120408-NM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 0 o
— ®
gé SNMG120412-NM | 12.7 | 12.7 | 476 | 5.16 | 1.2 o
55
OF Medium Cut

Media Asport.
SNMG120408-DR | 12.7 | 12.7 | 4.76 | 516 | 08 |0 @ @ @ @ o0
SNMG120412-DR | 12.7 | 127 | 476 |516 | 1.2 |0 e @ @ ® T
SNMG120416-DR | 12.7 | 12.7 | 4.76 | 516 | 16 |0 O @ ® O LN
DR
SNMG150608-DR (15.875(15.875/ 6.35 | 6.35 | 0.8 o
‘L‘Q“ SNMG150612-DR [15.875/15.875 6.35 | 6.35 | 1.2 [0e ®© ® O o0
| | SNMG150616-DR 15.87515.875 6.35 | 635 | 16 | 0 ® ® oo
SNMG150624-DR (15.875(15.875/ 6.35 | 6.35 | 2.4 o
Roughing | SNMG190612-DR [19.05/19.05/6.35 | 794 | 12 ([0 e @ ® ® °
Sgrossatura
SNMG190616-DR [19.05/19.05/6.35 794 | 16 |0 @ @ ® ® oe
SNMG190624-DR {19.0519.05/ 6.35 [7.94 | 24 [0 O @ O @
SNMG250924-DR | 25.4 | 25.4 |9.525| 9.12 | 2.4 ® O
SNMG120408-ER | 12.7 | 12.7 | 476 | 5.16 | 0.8 [elNe) o
ER
SNMG120412-ER | 12.7 | 12.7 | 476 | 5.16 | 1.2 oo o
3\ SNMG150608-ER [15.875(15.875| 6.35 | 6.35 | 0.8 [elNe) o
b
SNMG150612-ER [15.875(15.875| 6.35 | 6.35 | 1.2 [eNe) o
Roughing | SNMG190612-ER [19.05(19.05| 6.35 | 7.94 | 1.2 oo e
Sgrossatura
SNMG190616-ER [19.05(19.05| 6.35 | 7.94 | 1.6 [eNe] o
Tool holder / Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° Kr:45° ’ Kr:75° KV Kr75° Kr-75°
e, -
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°

A48

@Aﬂ.s.



Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

SN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli

.~ o0 B = oo%ex oo @ 80 ©
M S s 00BBOOBSB o O
YTy

Non-ferrite material

Metalli non ferrosi @ *
©)

Heat-resistant steel
Acciaio resistente al calore O O 69

lateriali

Workﬂeoe Material

Uncoated
Carbide
Non rivestito
Carburo cementato

Dimension (mm) Coated Carbide
Dimensioni Carburo cementato rivestito

Cermet
Non rivestito
Cermet
Coated
Cerm. rives.

Insert Shape Type

Forma inserto Tipo

L [ILC| S d r

XAF351
XAO151
XAO153
XA0251
O | O | XAO253
XAS052
XAS102
XAS152
XAS152C
XCI151
XClI151C

XAI102

XAF251

XAF151
Oico/leie e @ 0@ 0 @ e|XAF252

® 0O/0:0:0:0}!0 0 0|XAF152
XAI202
XAI205

XAI105
XS101
XS201

SNMM120408-LR | 12.7 | 12.7 | 476 | 5.16 | 0.8
" SNMM120412-LR | 12.7 | 12.7 | 4.76 | 5.16 | 1.2

LR SNMM120416-LR | 12.7 | 12.7 | 476 | 5.16 | 1.6
SNMM150612-LR 15.87515.875| 6.35 | 6.35 | 1.2
SNMM150616-LR 15.87515.875| 6.35 | 6.35 | 1.6
SNMM190612-LR |19.05(19.05| 6.35 | 7.94 | 1.2
s';roous%r:{:ﬁa SNMM190616-LR (19.05(19.05| 6.35 | 7.94 | 1.6

SNMM190624-LR |19.05/19.05| 6.35 | 7.94 | 2.4
SNMM250924-LR | 25.4 | 25.4 |9.525| 9.12 | 2.4
SNMM120408-DR | 12.7 | 12.7 | 4.76 | 5.16 | 0.8

Q<
©
°
©
=
)
o
©
°
=]

=
c
S

'—

General Turning

SNMM120412-DR | 127 | 127 | 4.76 | 5.16 | 1.2
SNMM120416-DR | 12.7 | 12.7 | 4.76 | 5.16 | 1.6
SNMM150608-DR [15.875/15.875 6.35 | 6.35 | 0.8
DR SNMM150612-DR [15.875/15.875 6.35 | 6.35 | 1.2

| | SNMM150616-DR 115.87515.875 6.35 | 6.35 | 1.6
B8 | SNMM190608-DR  15.05|19.05| 635 | 7.94 | 08
W | iNii190612.DR | 10,08 |16.05| 635 | 754 | 13
s';‘r‘;“s%':{:ﬁa SNMM190616-DR | 19.05|19.05| 6.35 | 7.94 | 1.6

SNMM190624-DR |19.05|19.05| 6.35 | 7.94 | 24 |0 ® ®
SNMM250716-DR | 25.4 | 254 | 7.94 | 9.12 | 1.6
SNMM250724-DR | 25.4 | 254 |7.94 | 912 | 24 | o
SNMM250924-DR | 25.4 | 25.4 [9.525| 9.12 | 2.4

® .0 ® 0.0 O O .0 0

Tool holder / Cartuccia
L P /L PSDNN PSKNR/L

Kr:75° — Kr:45° — Kr:75°

MSDNN PSKNR/L

@Aﬂ.s.

PSSNR/L MSBNR/L MSRNR/L
Kr:45° Kr:75° Kr:75°

I
Kr:75°

MSKNR/L
Kr:75°

Ad9



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

SN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli

4 o E 2= ooses o0 ® 80 ©
M SR OCODBDBOOHBE O O

e QB%S
B ho orrast ]
P sl OO & o
Uncoated
Carbide

Non rivestito
Carburo cementato:

I
I ad

lateriali

Workﬂece Material

Dimension (mm) Coated Carbide
Dimensioni Carburo cementato rivestito

Cermet
Coated
Cerm. rives.

Cermet
Non rivestito

Insert Shape Type

Forma inserto Tipo

L |ILC| S d r

XAF151
XAF152
XAF251
® | XAF252
XAF351
XAI102
XAI105
XAI202
XAI205
O | XAO151
XAO153
XA0251
O | XAO253
XAS052
XAS102
XAS152
XAS152C
XCl151
XCl151C
XS101
XS201

ER SNMM250724-ER | 254 | 25.4 | 7.94 | 912 | 2.4

SNMM250732-ER | 254 | 254 | 7.94 | 912 | 3.2

[}
o

SNMM250924-ER | 25.4 | 25.4 |9.525| 9.12 | 2.4

]
[e]
o

Ko}
©
°
©
=
)
o
©
e
=]
=
c
S
'—

General Turning

Roughing | SNMM250932-ER | 25.4 | 25.4 |9.525 9.12 | 3.2
Sgrossatura

]
o

SNMM120408-HDR| 12.7 | 12.7 | 4.76 | 5.16 | 0.8
SNMM120412-HDR | 12.7 | 12.7 | 4.76 | 516 | 1.2
SNMM120416-HDR | 12.7 | 12.7 | 4.76 | 5.16 | 1.6
HDR | SNMM150608-HDR |15.87515.675| 6.35 | 6.35 | 0.8
SNMM150612-HDR [15.875115.875 6.35 | 6.35 | 1.2 | o
SNMM150616-HDR 15.87515.875 6.35 | 6.35 | 1.6
- | SNMM150624-HDR [15.875115.875 6.35 | 6.35 | 2.4
SNMM190608-HDR | 19.05|19.05| 6.35 | 7.94 | 0.8
SNMM190612-HDR | 19.05|19.05| 6.35 | 7.94 | 1.2
SNMM190616-HDR | 19.05|19.05| 635 | 7.94 | 1.6 |0 e
SNMM190624-HDR | 19.05|19.05| 6.35 | 7.94 | 2.4
SNMM250724-HDR | 25.4 | 25.4 | 7.94 | 9.12 | 2.4 ®
SNMM250924-HDR | 25.4 | 254 |9.525| 9.12 | 24 | o

HPR | SNMM190616-HPR 19.05 19.05 6.35 | 7.94 | 16

O/ ®@:0:0:@:0

Roughing
Sgrossatura

]
® 6. 0| ® .0 ®6 O O:0O:0O:® @®@:0:0:0

SNMM190624-HPR | 19.05|19.05| 6.35 | 7.94 | 2.4 o

SNMM250924-HPR | 25.4 | 25.4 |9.525| 9.12 | 2.4

Roughing
Sgrossatura

Tool holder / Cartuccia

DSBNR/L PSBNR/L PSDNN PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75°

PSSNR/L MSBNR/L MSRNR/L
p

MSDNN PSKNR/L
Kr:45° Kr:75°

MSKNR/L
Kr:75°

@Aﬂ.s.
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Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

SN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 90 @ = oosss 88 8 0 ©
o\c (TR S M Sqmesse OOBBOOBH O O
T \ b d = Cast jron
¥ o g2 m Ghisa QB*%®
N . gﬁ Non-ferrite material és *
r [ § Metalli non ferrosi
oo e oo & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% gég Non rivestito
Insert Shape T 2 Carburo cementato
ype 5
Forma inserto Tipo o 52 Q
i Llic|s | d bORRpygaebBRRRSBRS T |53 2
'Ll l=s=cS980000Qanas |= |28 o ©
SXXXIXRSIRIIIRIRIZIIRRZR R (RS =
X XX X [XX c c
[)
SNMG090304 |9.525|9.525| 3.18 | 3.81 | 04 |o (e} |2 (o2
— ®
SNMG090308 9.525(9.525| 3.18 | 3.81 | 0.8 ° g §
c'c
SNMG120404 12.7 | 12.7 | 4.76 | 5.16 | 0.4 (5] 5
[ON =
SNMG120408 12.7 | 12.7 | 476 | 5.16 | 0.8 °
SNMG120412 12.7 | 12.7 | 476 | 516 | 1.2 o o
Basic
SNMG120416 12.7 | 12.7 | 476 | 5.16 | 1.6 fe)
i ]
“ [ I || SNMG150608 1587515875 6.35 | 6.35 | 0.8
==l SNMG150612 [15.875[15.875/ 6.35 | 6.35 | 1.2 |0 o
SNMG190612 19.05(19.05| 6.35 | 7.94 | 1.2 fe)
SNMG190616 19.05(19.05| 6.35 | 7.94 | 1.6 o
SNMG250724 254|254 | 794912 | 24 o
SNMG250924 254 | 2549525/ 9.12 | 24 °
SNMMO090304 9.525|9.525| 3.18 | 3.81 | 0.4
Basic SNMMO090308 | 9.525|9.525| 3.18 | 3.81 | 0.8
|| SNMM120408 | 12.7 | 127 | 476 | 5.16 | 0.8 .
L, | SNMM120412 127 | 12.7 | 476 | 516 | 1.2 fe)
SNMM120416 127 | 12.7 | 476 | 5.16 | 1.6
Tool holder / Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° — Kr:45° ’ Kr:75° Kr:45° Kr:75° Kr:75°

MSDNN PSKNR/L

MSKNR/L
Kr:75°

A51



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

SN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
e e @ = oosss 8 2© 290 O
I M s OOHBOORBS © o
~K N\ \2 =2 Cast iron
o 1 K OBHB
N . _gE Non-ferrite material 0
r ‘L go Metalli non ferrosi
e e oo & ©)
2 | Uncoated
Dimension (mm) Coated Carbide g§ 82| Carbide
Dimensioni Carburo cementato rivestito 3% 555 Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo NN - ® - o O ]
o P LELRRyeNeRB8288888 § (g
o © L s d|r EEEEE::QQOOQOQEQQS S5 |28
£9 SXSSISISISSISISIRZIRSIIIIR (R (R
—_
|2 g SNMM190608 19.05|19.05| 6.35 | 7.94 | 0.8 fe)
— @©
g § Basic SNMM190612 19.05/19.05| 6.35 | 7.94 | 1.2 ® O
c €
8 S SNMM190616 19.05/19.05( 6.35 | 7.94 | 1.6 ® O
'— .
| ] SNMM250724-1 | 254 | 254 | 7.94 | 912 | 2.4 Y
_ SNMM250924 254 | 254 |9.525/ 912 | 2.4 o e
SNMA120408 12.7 | 127 | 476 | 5.16 | 0.8 ee e O [e)
Flat SNMA120412 12.7 | 127 | 476 | 516 | 1.2 |o ® @0 O
Parte supe-
riore piana SNMA120416 12.7 | 12.7 | 476 | 5.16 | 1.6 o0 0
SNMA150608 [15.875/15.875 6.35 | 6.35 | 0.8 o
SNMA150612 |15.875/15.875 6.35 | 6.35 | 1.2 °
SNMA190612 19.05(19.05| 6.35 | 7.94 | 1.2 cee
SNMA190616 19.05|/19.05| 6.35 | 7.94 | 1.6 oe
Tool holder / Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°

MSKNR/L
Kr:75°

MSDNN PSKNR/L
Kr:45° Kr:75°

@Aﬂ.s.
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Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

SN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
a X o PSS 0088 &8 8 80 O
o1c [ LM i OOBBOOBS o O
. | = :
TH K3 0B%S
A 5 e B3
r L S = Heat-resistant steel
Acciaio resistente al calore O O ég O
2 | Uncoated
Dimension (mm) Coated Carbide g’é 82| Carbide
Dimensioni Carburo cementato rivestito 8t g§§ Non rivestito
2 Carburo cementato
II:nsert Shape Type
‘orma inserto Tipo S S}
~ N v N @ O NN NN ()
Lilc|s|d|r (2938888228882l lr b g3 ®
LLOLESSS8000030005 |5 |28 25
REXZIXIZIRZIRIZIRIZIRZIRK R RK €5
=]
SNUN090304 9.525|9.525| 3.18 - 0.4 = g
T &
SNUN090308  |9.525(9.525/ 3.18 | - | 0.8 o 5 =
= =
o =
SNUN120408 12.7 | 12.7 | 4.76 - 0.8 ° 10} lg
Flat SNUN120412 | 127 |127|476| - |12 /0 e o oo °
Parte supe-
riore piana SNUN150408 15.875/15.875/ 4.76 | - | 0.8
SNUN150412 15.875/15.875| 4.76 - 1.2
SNUN190408 19.05(19.05| 4.76 - 0.8
_ SNUN190412 19.05/19.05| 476 | - 12 o o o
SNUN190424 19.05(19.05| 4.76 - 24
SNUN250724 254 | 254 | 7.94 - 24 o
SNUN250924 254 | 254 |9.525| - 24

@[Aﬂ.s.
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General Turning

Turning

-Tornitura

(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

TN** Negative Insert-Inserto negativo

@)

Ideal Machining Condition

Normal Machining Condition Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s s Q 2 Q08B H HH 8 80 O
- ;E’z M SR OCODBDBOOHBE O O
.8 -
sz i OBHB
od 8= o :
§ B ho orrast ]
P sl OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito gg 555 Non rivestito
Insert Shape Type — z Carburo cementato
Forma inserto Tipo - - O
= Llicls | gl B8385y8nesB8R88888; |5 |55
g : EEEEE::SEOOOOU)U)&)Q% 5 gﬁ
e SXXIXIXRZIIRIIIIIIIRIR IR RS
o DF TNMG160404-DF | 16.5 [9.525| 4.76 | 3.81 | 0.4 [ce @
©
5 TNMG160408-DF | 16.5 [9.525/ 4.76 | 381 | 08 |0 @ @ @
=
c TNMG160412-DF | 16.5 |9.525| 4.76 | 3.81 | 1.2 (0 @ ee®
(]
= Finishing TNMG220408-DF | 22 | 12.7 | 476|516 | 08 |0 @ O @
Finitira | TNMG220412-DF | 22 |12.7 476 | 516 | 0.8 [0 @ ® O
WG TNMX160404-WG | 16.5 [9.525| 4.76 | 3.81 | 04 (0 O ©
TNMX160408-WG | 16.5 |9.525| 4.76 | 3.81 | 0.8 °
- TNMX160412-WG | 16.5 [9.525| 476 | 3.81 | 1.2 |0 0 O o
Wiper
TNMG110304-SF | 11 | 6.35|3.18 | 226 | 0.4 o
SF TNMG160404-SF | 16.5 |9.525| 4.76 | 3.81 | 0.4
A TNMG160408-SF | 16.5 |9.525 4.76 | 3.81 | 0.8 °
; TNMG220408-SF | 22 | 12.7 | 4.76 | 5.16 | 0.8
Finishing
Finitura TNMG220412-SF | 22 | 12.7 | 476 | 5.16 | 1.2
TNMG110304-EF 11 | 6.35|3.18 226 | 04
EF TNMG110308-EF | 11 | 6.35|3.18 | 2.26 | 0.8
TNMG160404-EF | 16.5 |9.525| 4.76 | 3.81 | 0.4 ce O e
TNMG160408-EF | 16.5 |9.525| 4.76 | 3.81 | 0.8 ce O @
TNMG160412-EF | 16.5 |9.525| 4.76 | 3.81 | 1.2 C)
TNMG220404-EF | 22 |12.7 | 476 | 5.16 | 0.4 oe
Finishing
Finitura TNMG220408-EF | 22 | 127 | 476 | 516 | 0.8 oe
TNMG220412-EF | 22 | 127|476 | 516 | 1.2 C)
Tool holder / Cartuccia
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
PTFNR/L
Kr:90°

As4

@Aﬂ.s.



Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

TN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 s . Q O0BBHE BB 8 80 O
— M s OOBHOOBE3 o O
8 .
gsld S OB%®
od] | 32 ; .
< Non-ferrite material és *
§ Metalli non ferrosi
oo e oo & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 8t gég Non rivestito
Carburo cementato
’I:nsert Shape Type =
orma inserto Tipo O ]
- N~ N — h 2 B> B oV BN VI oV I o] (0]
OBOLOLONOYNOLOLOWLOBOSWODS [T |« =
= OO0 AANS =« «—|© |
Ljtep s pdr LLESE=SSS80000382285 |5 28 23
REXZIXISIRIRZIRIZIRZIREK R |RK =
=]
FM TNMG160404R-FM | 16.5 (9.525| 4.76 | 3.81 | 0.4 o e . = g
T &
TNMG160408R-FM | 16.5 |9.525| 4.76 | 3.81 | 0.8 o ° ° o 2
= =
=
TNMG160404L-FM | 16.5 |9.525| 4.76 | 3.81 | 0.4 o ° ° 8 |2
Finishing
Finitura TNMG160408L-FM | 16.5 |9.525( 4.76 | 3.81 | 0.8 o ° o
TNMG110304-PM 11 |6.35|3.18|226| 04 |o )
PM TNMG110308-PM | 11 |6.35|3.18 | 2.26 | 0.8 )
TNMG160404-PM | 16.5 (9.525| 4.76 | 3.81 | 0.4 |o ) o o0 0
. TNMG160408-PM | 16.5 (9.525| 4.76 | 3.81 | 08 |0 @ @ @ fe) o0 0
"_ TNMG160412-PM | 16.5 [9.525| 4.76 | 3.81 | 12 |0 @ @ © o cOe e
Medium Cut/ "TNMG220408-PM 22 | 127|476 |516| 08 (0e @ @ o ce e
Media Asport.| TNMG220412-PM | 22 | 127|476 516 12 [0 0 @ ® cee
TNMG220416-PM | 22 | 12.7 | 476 | 516 | 1.6 ® O OO0 e
TNMG110308-DM 11 |6.35|3.18|226| 0.8 ° °
DM TNMG160404-DM | 16.5 |9.525/ 4.76 | 3.81 | 04 O @ ® ® O o
TNMG160408-DM | 16.5 |9.525| 4.76 | 3.81 | 08 [ce ® @ o
TNMG160412-DM | 16.5 |9.525/4.76 /1381 | 1.2 (O @ ®© @ @ o
.l o1 TNMG220404-DM | 22 | 12.7 | 476 | 5.16 | 0.4 ® e 0 O o
Medium Cut/ TNMG220408-DM | 22 | 12.7 | 4.76 | 5.16 | 0.8 CRCO ) o
Media Asport| TNMG220412-DM | 22 | 127 [476 |516 | 12 [0 @ @ ® ® o
TNMG220416-DM | 22 | 12.7 | 476 | 5.16 | 1.6 oo oo o
Tool holder / Cartuccia
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°

PTFNR/L
Kr:90°

@Aﬂ.s.
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

TN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
e @ = ooces e ¢ e0 O
;‘E’z M SEEER S OOLBBOOLBE o O
[
] sy
- @ e 0V%S
§ B ho orrast ]
P sl oo & @)
_2|__4| Uncoated
Dimension (mm) Coated Carbide g8 |E8<| Carbide
Dimensioni Carburo cementato rivestito 8g 885 | . Nonrivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo NN - M= m O 8]

° P LELREygygRERRBSBE, T 5o
23 S| R EEEE5555528592225 5 (2]
gg SEIISSSSISISISSSSISSRRYR (R (29
—
|2 % TNMG160404-EM | 16.5 |9.525| 4.76 | 3.81 | 0.4 o e ° o
_©
g § EM TNMG160408-EM | 16.5 |9.525| 4.76 | 3.81 | 0.8 e eo0 e

'c
qc.) ‘6 / TNMG160412-EM | 16.5 |9.525| 4.76 | 3.81 | 1.2 e« e °
OrF

TNMG220408-EM | 22 | 12.7 | 476 | 516 | 0.8 o e [ Bl }
Medium Cut/ | TNMG220412-EM | 22 | 12.7 | 476 | 516 | 1.2 @ O o
Media Asport.
TNMG220416-EM | 22 | 12.7 | 476 | 5.16 | 1.6 o e °
TNMG160404-TC | 16.5 |9.525| 4.76 | 3.81 | 0.4 °
TC TNMG160408-TC | 16.5 |9.525| 4.76 | 3.81 | 0.8 °
TNMG160412-TC | 16.5 |9.525| 4.76 | 3.81 | 1.2 °
TNMG220412-TC | 22 | 127 | 476 | 516 | 1.2 )
TNMG160408-DR | 16.5 |9.525| 4.76 | 3.81 | 0.8 oo o o0
TNMG160412-DR | 16.5 |9.525/ 476 | 3.81 | 1.2 |0 @ @ @ @ oe
DR TNMG220408-DR | 22 | 12.7 | 476 | 5.16 | 0.8 L ) O O
,g\ TNMG220412-DR | 22 | 127 |476 |516 | 1.2 |0 @ @ @ ® o e
=
TNMG220416-DR | 22 | 127 |476 516 | 16 |0 @ ® ® @ oe
Roughing/ | TNMG270608-DR | 27.5 (15.875 6.35 | 6.35 | 0.8 o
Sgrossatura
TNMG270612-DR | 27.5 [15.875 6.35 | 6.35 | 1.2 °
TNMG270616-DR | 27.5 [15.875/ 6.35 | 6.35 | 1.6 o

Tool holder / Cartuccia

DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kv Ky Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°

PTFNR/L
Kr:90°

@Aﬂ.s.

A56



TN** Negative Insert-Inserto negativo

@)

Ideal Machining Condition

Cementedlcarbideyandlcermetlinsertsplinsertilinicarbaro)

Normal Machining Condition

CEMENENRD © Camm:

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
I Q O0BBHE BB 8 80 O
§=M e iox OOBBOOLBB o O
8 .
TH K3 OBRG
2d; gﬁ Non-ferrite material @ *
§ Metalli non ferrosi
e A oo & @)
2 |__4| Uncoated
Dimension (mm) Coated Carbide % |E82| Carbide
Dimensioni Carburo cementato rivestito 85 | 88& | Nonrivesiito
Insert Shape Type 2 © | Carburo tat
Forma inserto Tipo — — — - M- m Q (@]
P LELRRyRNeRB8288888y T (g3
L) s|d|r il lP==980000annnx= |= |28
O &) 0 v
SEIIZIZIXISIRIIIZIRIRIZIRZIRR R |RK
TNMM160408-LR | 16.5 |9.525| 4.76 | 3.81 | 0.8 ) () ()
TNMM160412-LR | 16.5 |9.525| 4.76 | 3.81 | 1.2 ° ° °
TNMM160416-LR | 16.5 |9.525| 4.76 | 3.81 | 1.6 o o o
Roughing
Sgrossatura
DR TNMM160408-DR | 16.5 |9.525| 4.76 | 3.81 | 0.8 | O ® e O
TNMM160412-DR | 16.5 |9.525| 4.76 | 3.81 | 1.2 ® O
/ﬁ'\\ TNMM220408-DR | 22 |12.7 | 4.76 | 5.16 | 0.8 ® OO
-*./—-:'—.—’;—.n TNMM220412-DR | 22 |12.7 | 476 | 516 | 1.2 ® OO0
TNMM220416-DR | 22 | 12.7 | 4.76 | 516 | 1.6 0O 00
Roughing | TNMM270612-DR | 27.5 [15.875 4.76 | 5.16 | 1.2 oo
Sgrossatura | TNMM270616-DR | 27.5 [15.875 4.76 | 5.16 | 1.6 [e}e}
ER TNMG160408-ER | 16.5 |9.525| 4.76 | 3.81 | 0.8 fe) fe)
f\\ TNMG160412-ER | 16.5 |9.525| 4.76 | 3.81 | 1.2 o o
s | TNMG220408-ER | 22 | 12.7 | 476 | 5.16 | 0.8 o o
Roughing
Sgrossatura | TNMG220412-ER | 22 | 12.7 | 4.76 | 5.16 | 1.2 o o
Tool holder / Cartuccia
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
PTFNR/L

As7

General Turning
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

TN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s Q 2 Q08B H HH & 80 O
;‘E’z M SR OCODBDBOOHBE O O
[
s S
3;[3 i 0V%S
§ B ho orrast ]
P sl OO & o
g | __,| Uncoated
Dimension (mm) Coated Carbide ’§§ g8<| Carbide
Dimensioni Carburo cementato rivestito 3% g§§ Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo - - - — — Q O
© P EERRasyRRBREBEBL; |5 g
23 ST EEEEEE55558899592%5 (5 20
=2 SXSSSSSISSIRRIRSIIIRIR (R IR
—
|2 % TNMM160408-HDR | 16.5 [9.525| 4.76 | 3.81 | 0.8
— ®
oS5 HDR |TNMM160412-HDR| 16.5 |9.525| 476 | 3.81 | 1.2
o =
5% TNMM220408-HDR | 22 | 12.7 | 476 | 5.16 | 0.8
O F
TNMM220412-HDR | 22 | 12.7 | 476 | 5.16 | 1.2
Heavy |TNMM220416-HDR| 22 | 127 | 476 | 516 | 16 o
Turning
. TNMM270612-HDR | 27.5 |15.875 6.35 | 6.35 | 1.2
Asportazione
pesante | rNMM270616-HDR | 27.5 [15.875 6.35 | 6.35 | 1.6 .
TNMM270624-HDR | 27.5 [15.875 6.35 | 6.35 | 2.4 °
TNMG110308 | 11 | 635|318 | 226| 08 |0 [ B
TNMG160404 16.5 |9.525| 4.76 | 3.81 | 0.4 ® O
TNMG160408 16.5 |9.525| 4.76 | 3.81 | 0.8 ® e O
TNMG160412 16.5 |9.525| 4.76 | 3.81 | 1.2 )
Basic
TNMG220404 22 (127|476 (516 | 04 [o}Ne}
TNMG220408 22 | 127|476 516 | 0.8 ® O
r TNMG220412 22 | 12.7 1476 | 516 | 1.2 0O 0 0
Y TNMG220416 22 (127|476 516 | 1.6 o o
NN TNMG270612 | 27.5 [15.875] 6.35 | 6.35 | 1.2 oo e
TNMG270616 275 (15.875 6.35 | 6.35 | 1.6 OO0 e
TNMG330916 33 [19.05/9.525|7.94 | 1.6 0O 0O
TNMG330924 33 [19.05/9.525| 7.94 | 2.4 0O 0 0
Tool holder / Cartuccia
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°

PTFNR/L
Kr:90°

@Aﬂ.s.

A58



TN** Negative Insert-Inserto negativo

@)

Ideal Machining Condition

Cementedlcarbideyandlcermetlinsertsplinsertilinicarbaro)

Normal Machining Condition

CEMENENRD © Camm:

Unfavorable Machining Condition

@Aﬂ.s.

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
e B iz oosex 8 O 80 ©
§= M S COBBOOHBE o O
©
s o
32[3 e 0B%®
;5‘ Bl monorst Dk
oo e OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% gég Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo N ol o I 2 o
P LELREygygRERRBSBE, 1§ oo @
Ljlc)ysjd r EE“‘“‘”'EZQQOOQOQQQQS 5 gﬁ o®
SEISSSSISSSSSSSSSSZR R 28 £9
—
TNMM160404 | 16.5 |9.525/4.76 | 3.81 | 04 |0 e O |2 %
— ®
TNMM160408 16.5 |19.525| 4.76 | 3.81 | 0.8 00O © é
o =
c
Basic TNMM160412 16.5 |9.525| 4.76 | 3.81 | 1.2 e} g ‘5
'_
TNMM220408 22 |12.7 | 4.76 | 5.16 | 0.8 ® 0 O
ah
ST INMM220412 | 22 | 127 | 476 | 546 | 12 e 0O
1 e — |
TNMM220416 22 | 127 | 4.76 | 5.16 | 1.6 oo
TNMM270616 | 27.5 |15.875 6.35 | 6.35 | 1.6 oo e
TNMA160404 16.5 |9.525| 4.76 | 3.81 | 0.4 oo e
TNMA160408 16.5 |9.525| 4.76 | 3.81 | 0.8 o0 0
5 |9. . . . cee
. Flat TNMA160412 | 165 |9.525 4.76 | 3.81 | 1.2
Parte supe-
riore piana TNMA160416 | 16.5 |9.525| 4.76 | 3.81 | 1.6 e e o0
P TNMA220404 22 | 127 | 476|516 | 04 OO0 e
— TNMA220408 22 | 127|476 | 5.16 | 0.8 cee
TNMA220412 22 | 127|476 | 516 | 1.2 ceee
TNMA220416 22 [12.7 | 4.76 | 5.16 | 1.6 o0 o0
TNMA270616 27.5 |15.875 6.35 | 6.35 | 1.6 oo
Tool holder / Cartuccia
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Ky Kr:90° Kr:90° Ky Kr:90°
A » ’
PTFNR/L
Kr:90°

A59



Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

VN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@ Sm oossn ee  @ e0 ©
;}’: M SEEER S OOLBBOOLBE o O
[
] sy
- @ e 0V%S
§ e ek
e e oo & @)
2 | Uncoated
Dimension (mm) Coated Carbide g@ 82| Carbide
Dimensioni Carburo cementato rivestito 3% 555 Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo - O - m = m o 8]

° P LELREygygRERRBSBE, T 5o
o® Lo e s | e o EE“‘“'LLEEQQOOOOQQQQS 5 gﬁ
£9 SXSSSSSSISSIRRIRSIIISIR (R IR
=
|2 % DF VNMG160404-DF | 16.6 |9.525/ 476 | 3.81 | 0.4 (0 @ ee®
— @©
© 5 — VNMG160408-DF | 16.6 (9.525| 4.76 | 3.81 | 0.8 |0 ® e®
o = = -

Nl |~
(] Finishing
Or Finitura
EF VNMG160404-EF | 16.6 [9.525| 4.76 | 3.81 | 0.4 0eo0o0
g VNMG160408-EF | 16.6 |9.525| 4.76 | 3.81 | 0.8 oe o
VNMG160412-EF | 16.6 (9.525| 4.76 | 3.81 | 1.2 o o
Finishing
Finitura
NF VNEG160404-NF | 16.6 |9.525| 4.76 | 3.81 | 0.4 o0 o
- VNEG160408-NF | 16.6 |9.525| 4.76 | 3.81 | 0.8 oe o
N VNEG160408-NGF | 16.6 |9.525| 4.76 | 3.81 | 0.8 ° o
Finishing
Finitura
SF VNMG160404-SF | 16.6 |9.525| 4.76 | 3.81 | 0.4 o °
VNMG160408-SF | 16.6 |9.525| 4.76 | 3.81 | 0.8 fe) o
Finishing
Finitura

Tool holder / Cartuccia
DVVNN DVJNR/L MVVNN MVJNR/L

Kr:72°30' - Ky Kr:72°30' Kr:93° —

@Aﬂ.s.
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VN** Negative Insert: Inserto negativo

@)

Ideal Machining Condition

Normal Machining Condition

Cementedlcarbideyandlcermetlinsertsplinsertilinicarbaro)

CEMENENRD © Camm:

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
I PSS QO0HBBH ©B 8 80 O
§= M S COBBOOHBE o O
©
& i
32[3 e 0B%®
;5‘ Bl monorst Dk
oo e OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% g§§ Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo - N N — M= & o
P LELRRyRNeRB8288888y T (g3
LilC) s |dlr TiiiR==S880000a00ha= |= 28]
@) @) [N
SXSIIIRISIRIIIIISIIRZR R RR
VNMG160404-PM | 16.6 |9.525| 4.76 | 3.81 | 0.4 |0ce @ o0
VNMG160408-PM | 16.6 |9.525| 4.76 | 3.81 | 08 ([0 @ @ ® LN )
X VNMG160412-PM | 16.6 |9.525| 4.76 | 3.81 | 1.2 o0 0 L) [e]
Medium Cut/
Media Asport.
DM VNMG160408-DM | 16.6 ({9.525| 4.76 | 3.81 | 0.8 |ce @
.= | VNMG160412-DM | 16.6 |9.525| 4.76 | 3.81 | 1.2 COXK)
Medium Cut/
Media Asport.
EM VNMG160404-EM | 16.6 |9.525| 4.76 | 3.81 | 0.4 o e L[]
@ VNMG160408-EM | 16.6 (9.525| 4.76 | 3.81 | 0.8 ce e
Medium Cut/
Media Asport.
NM VNMG160412-NM | 16.6 |9.525| 4.76 | 3.81 | 1.2 o e
Medium Cut/
Media Asport.
VNMG160404 16.6 |9.525| 4.76 | 3.81 | 04 |0 O O
Basic VNMG160408 | 16.6 |9.525| 4.76 | 3.81 | 0.8 |0 0 o
= e
Tool holder / Cartuccia
DVVNN DVJNR/L MVVNN MVJNR/L
Kr:72°30 Kr:93° Kr:72°30' Kr:93°

@[Aﬂ.s.

As1

General Turning
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

WN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
. @ = oosss o8 © @0 O
el OOBBOOE © o
iy -
ss[d  Caimn OVHe
ed i :%‘E Non-ferrite material
g Metalli non ferrosi €9 %‘%
e e oo & @)
2 | Uncoated
Dimension (mm) Coated Carbide g@ 82| Carbide
Dimensioni Carburo cementato rivestito 8t 555 Non rivestito
II:nsert Shape Type — = Carburo cementato
orma inserto Tipo - -
[0} $ e I NI BN v B I B N 2
© Lilc|s|d|r |2P288B8cogg--qaad=22rn o |55
8’10_) u.u.u.u.u.::SSOOOOtI)U)&)U)g 6 Y
E¢ XEXXXIXZIRZIIRIIRIIRZIRR (R RR
|2 o WNMGO06T304-DF | 6.5 |9.525| 3.97 | 3.81 | 0.4
— @©
o
g g WNMGO06T308-DF | 6.5 |9.525| 3.97 | 3.81 | 0.8
& £ DF
8 |9 WNMGO06T312-DF | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMG060404-DF | 6.5 9525/ 476 | 381 | 04 ([0 @ @ @
“#% | WNMGO060408-DF | 65 [9.525 476 | 381 | 08 [0 @ @ ®
e
_ WNMG060412-DF | 6.5 |9.525|4.76 |3.81| 1.2 |0 @ O O
Finishing
Finitura WNMGO080404-DF | 8.7 | 127 | 476 |516| 04 ([0 @ @ @
WNMGO080408-DF | 8.7 | 12.7 |4.76t 5.16 | 0.8 |0 @ @O
WNMGO080412-DF | 8.7 | 127 | 476 516 | 1.2 [0 e ee®
WNMG060404-WG | 6.5 |9.525|4.76 | 3.81 | 0.4
WNMG060408-WG | 6.5 |9.525| 4.76 | 3.81 | 0.8
WNMG060412-WG | 6.5 (9.525| 4.76 | 3.81 | 1.2
WNMG080404-WG | 8.7 | 12.7 | 476 | 516 | 0.4
WNMG080408-WG | 8.7 (127 | 476 | 516 | 08 (@ @ ® @ (e} o
WNMG080412-WG | 8.7 | 12.7 [ 476 | 516 | 1.2 e @ e®

Tool holder / Cartuccia

DWLNR/L PWLNR/L MWLNR/L
Kr:95° Kr:95° Kr:95°

PWLNR/L
Kr:95°

@Aﬂ.s.

A62



Cementedlcarbideyandlcermetlinsertstlinsertilin[c arburolcementatolelCermet

WN** Negative Insert: Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s s P 0088 &8 e 80 O
& Stainless Steel
‘ g M iions OOBBOOWS o O
[
8 &=l
. gsld S OB%®
odf] 22
< Non-ferrite material @ *
§ Metalli non ferrosi
e A o0 & ©)
2 |__,| Uncoated
Dimension (mm) Coated Carbide £% |E82| Carbide
Dimensioni Carburo cementato rivestito gg g§§ Non rivestito
2 Carburo cementato
Insert Shape Type
Forma inserto Tipo (] o
~ N N @ O NN NN ()
NN W IR ~ 2
L|IC| S |[d|r |R2R&A&Boocoo-caald8e8llw |v |55 ©
LLESE=SSS880000382285 |5 28 25
REIXXIXXZIRIIRIINIIRZIRR R RR ES
=
WNMGO06T304-SF | 6.5 [9.525| 3.97 | 3.81 | 0.4 ° = g’
SF WNMGO06T308-SF | 6.5 |9.525| 3.97 | 3.81 | 0.8 ° o5
o =
WNMGO06T312-SF | 6.5 |9.525|3.97 | 3.81 | 1.2 GC) g
OrF

WNMG060404-SF | 6.5 |9.525| 4.76 | 3.81 | 0.4
WNMGO60408-SF | 6.5 |9.525| 4.76 | 3.81 | 0.8
Finishing | WNMGO080404-SF | 8.7 | 127 476 516 0.4
Finitura | WNMGO80408-SF | 8.7 | 12.7 | 4.76 | 5.16 | 0.8
WNMG080412-SF | 8.7 | 12.7 | 4.76 | 5.16 | 1.2
WNMGO6T304-EF | 65 |9.525 3.97 | 3.81 | 0.4
WNMGO6T308-EF | 6.5 |9.525| 3.97 | 3.81 | 0.8 .
WNMGO6T312-EF | 6.5 |9.525| 3.97 | 3.81 | 1.2

WNMGO060404-EF | 6.5 |9.525| 4.76 | 3.81 | 0.4 O @ O O
WNMGO060408-EF | 6.5 |9.525| 4.76 | 3.81 | 0.8 O ®O0o

Finishing

Finitura WNMGO080404-EF | 8.7 | 12.7 | 476 | 516 | 0.4 O ® O O
WNMGO080408-EF | 8.7 | 12.7 | 476 | 5.16 | 0.8 O @ OO0

NF WNMGO060408-NF | 6.5 | 12.7 | 476 | 5.16 | 0.8 oo

WNEG080404-NF | 8.7 | 12.7 | 476 | 516 | 0.4 o0
WNEGO080408-NF | 8.7 | 12.7 | 476 | 516 | 0.8

Finishing

Finitura

Tool holder / Cartuccia

DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95° Kr:95°

@’Aﬂ.s.
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

WN** Negative Insert-Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s s Q = O0BBHE BB 8 80 O
[ é’z M SEEER S OOLBBOOLBE o O
iy .
o] sz i 0V%S
§ e ek
e e oo & @)
_2 |__,| Uncoated
Dimension (mm) Coated Carbide g8 | g3 Carbide
Dimensioni Carburo cementato rivestito g; ggg Non rivestito
Insert Shape Type z Carburo cementato
Forma inserto Tipo O &)
(0] ~ N« N @ AN AN NN
K NWDONDLOVWLDWLO WX %
© L |1c| S| d r (LLRR8oco0--aad8228nL b S5
25 LLELEP=--99000032005 |5 |28
Es XEXXZIXIZIRZIIZIRIIZIREINK R RE
=]
= g WNMG060408-PM | 6.5 |9.525| 476 | 3.81 | 0.8 |ce @ O ce e
= 9 PM
gg WNMG060412-PM | 6.5 |9.525/4.76 381 | 12 |0 @ ® ® O cee
= =
5 WNMG080404-PM | 8.7 | 127 (476 | 516 | 04 |0 @ @ ® O cee
OrF
WNMG080408-PM | 8.7 | 127 (476 | 516 | 0.8 |0 @ ee® L]
Medium Cut/ | WNMGO080412-PM | 8.7 | 127 | 476 |516 | 1.2 |0 e e® cee
Media Asport. | WNMG080416-PM | 8.7 | 12.7 | 4.76 | 5.16 | 1.6 oo cee

WNMGO06T304-DM | 6.5 (9.525| 3.97 | 3.81 | 0.4

WNMGO06T308-DM | 6.5 |9.525| 3.97 | 3.81 | 0.8 ® O

DM WNMGO6T312-DM | 65 9525397 | 381 | 12

WNMG060408-DM | 6.5 (9.525| 4.76 | 3.81 | 0.8 [0 @ ee® o o o

WNMG060412-DM | 6.5 (9.525|4.76 (381 | 1.2 ([0 @ @ ® O o o

WNMG080404-DM | 8.7 | 127 | 476 | 516 | 0.4 |0 @ e® o

Medium Cut/

Media Asport. WNMG080408-DM | 8.7 | 12.7 | 4.76 | 516 | 0.8 ([0 @ ee® o o oo

WNMG080412-DM | 8.7 | 127|476 | 516 | 1.2 [0 @ ee® o o o

WNMG080416-DM | 8.7 | 127 | 4.76 | 5.16 | 1.6 ° °

WNMGO06T304-EM | 6.5 9.525|3.97 | 3.81 | 0.4 °

EM WNMGO06T308-EM | 6.5 |9.525| 3.97 | 3.81 | 0.8 °

WNMGO06T312-EM | 6.5 |9.525| 3.97 | 3.81 | 1.2 o °

WNMG060404-EM | 6.5 [9.525| 4.76 | 3.81 | 0.4 e« o o

o | WNMGO060408-EM | 6.5 |9.525|4.76 | 3.81 | 0.8 oe e O e

Medium Cut/ | WNMGO080404-EM | 8.7 | 12.7 | 476 | 5.16 | 0.4 OeOeOe
Media Asport.

WNMGO080408-EM | 8.7 | 12.7 | 476 | 5.16 | 0.8 ce O eO e

WNMGO080412-EM | 8.7 | 12.7 | 476 | 516 | 1.2 o e ° o

Tool holder / Cartuccia

DWLNR/L PWLNR/L MWLNR/L
Kr:95° Kr:95° Kr:95°

PWLNR/L
Kr:95°

@Aﬂ.s.
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Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

WN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
I PSS QO0HBBH ©B @ 0 O
§= M S COBBOOHBE o O
©
s i
32[3 e 0B%®
g ey o
oo e OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% gég Non rivestito
Insert Shape 2 Carburo cementato
Forma T).Ipe
inserto Tipo BSE%ENmNmE%Egﬁ,g&\‘,&x— o )
=2 =iy OO0~ Aa N -~ —|© o) == —
LIPS 1 d )l S PE=S8800003a00s = |28 2 e
SXXIXIXRZIIRIIIRIRIZIIRRZR R (RS E o
50
TC WNMG080404-TC | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 o o
T &
WNMG080408-TC | 8.7 | 127 | 476 | 5.16 | 0.8 o =]
c c
WNMG080412-TC | 8.7 | 12.7 | 476 | 516 | 1.2 ° o ‘C_>
[ON =
WNMGO080404-NM | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 o
WNMG080408-NM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 oe
WNMGO080412-NM | 8.7 | 12.7 | 476 | 5.16 | 1.2 o e
Medium Cut/
Media Asport.
DR | WNMG060408-DR | 6.5 (9525|476 |3.81| 08 0 @ ® ® O Prs
- WNMG060412-DR | 6.5 (9.525/4.76 | 381 | 1.2 |0 o e® o0
)\
PN | WNMGO080408-DR | 8.7 | 127 | 476 | 516 | 08 |0 o e® P
- WNMGO080412-DR | 8.7 | 127|476 |516 | 12 |0 ® e® o0
Roughing/
Sgrossatura WNMGO080416-DR | 8.7 | 12.7 |4.76 | 516 | 16 |10 O @ @ ® O
WNMAO06T308 6.5 |9.525/3.97 | 3.81 | 0.8 o
WNMA060404 6.5 (9.525| 4.76 | 3.81 | 04
Flat WNMA060408 6.5 (9.525| 4.76 | 3.81 | 0.8 oo e
Parte supe-
riore piana | WNMAO060412 | 65 (9.525)4.76 | 3.81 | 12 .
. WNMAO080404 8.7 | 127|476 | 516 | 04 O e eo0
_ WNMA080408 8.7 | 12.7 | 476 | 5.16 | 0.8 e e e O
WNMAO080412 8.7 | 12.7 | 476 | 516 | 1.2 ® ® 0 O
WNMAO080416 8.7 | 127|476 | 516 | 1.6 0 0O
Tool holder / Cartuccia
DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95° Kr:95°
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Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

RN** Negative Insert:Inserto negativo

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s N P O0BBHE BB & 80 ©
s Stainless Steel
E.(__“ M Acciaio inox OO%B%BOO%B%B O O
8 Casti
sz i OBHB
Non-ferrits tterial
§ Wtall non ferros! ek
Heat-resistant steel
ACDI%I?) l;eslssltsentg a?cz%m OO SS O
2 |__,| Uncoated
Dimension (mm) Coated Carbide 88 |E82| Carbide
Dimensioni Carburo cementato rivestito ,f“;g g§§ Non rivestito
2 Carburo cementato
Insert Shape Type
Forma inserto Tipo O S}
(0] ~ N — N @ O NN NN
2 AN WO N W W W W WO ~ - -
o © L{IC|S|d|r 22888203533 2=2qdd08222b |b |55
R=ict |.|_L|_L|_|.|_|.|_::__OOOOCI)CIJCIJ(/J6 ol e
€S REXZIXISIRZIRZIRIZIRZIRK R RK
=)
(o)}
= . RNMG120400 | 127|127 |4.76 | 5.16 . o o
= © Basic
= 3
o - .
c Cc F
2 5 =
o ! J
OrF ~ _,_,,’

Tool holder / Cartuccia
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KN** Negative insert-Inserti negativi

Ideal Machining Condition

Normal Machining Condition

Cementedlcarbideyandlcermetlinsertstlinsertilinfc arburojcementatolelCermet

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 5 i@ A= 88 @ %0 ©
w1t |8 M cEEsis OOBBOORBER O O
. b F -
o meE[d  cmk OBRG
12° gﬁ Non-ferrite material @*
Example R type é Metalli non ferrosi
Versione destra oo e oo & @)
_2 |__g4| Uncoated
Dimension (mm) Coated Carbide g¢ |E82| Carbide
Dimensioni Carburo cementato rivestito 8% |88& | Nonrivestito
Insert Shape e 2 © | Carburo cementato
Forma inserto Tipo S
-M-M- P o NN o
La| L [LW| S |bm Lo 3I8R2RLELSLRS b |gg
muEEEEZEEOOOO§w2m6 5 28
SRZIXRZIZIRIIISIZIIIRIRNR R ORR
KNUX160405L11 | 16 |16.15/9.525|4.76 | 2.2 o o0 0 °
KNUX160410L11 | 16 |16.15/9.525 4.76| 282 o 0] [
KNUX | KNUX160405L12 | 16 |16.15/9.525|4.76 | 2.2 o
W KNUX160410L12 | 16 |16.15/9.525|4.76 | 2.2 o
KNUX160405R11 | 16 [16.15/9.525 4476| 22 °
Finishing/ |
Finitura KNUX160410R11 | 16 [16.15/9.525|4.76 | 2.2 °
KNUX160405R12 | 16 [16.15/9.525 4.76 | 2.2 °
KNUX160410R12 | 16 [16.15/9.525 4.76 | 2.2 o

Chipbreaker / Rompitruciolo

" Finishing - Medium
Finitura - Asportazione media
12 Medium - Roughing
Asportazione media - Sgrossatura

Tool holder / Cartuccia

CKJNR/L CKNNR/L
Kr:93° Kr:63°

@;Aﬂ.s.

Ae7

Q<
©
o
o
c
()
(o)}
©
°
=

=
c
S

l_

General Turning




Turning : Toernitura
(CementedlcarbidefandfcermetinserntsEinsertilinfcarburelcementatolelCermet;

Railway Wheel Machining/
Lavorazione di ruote

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
L N P O0BBHE BB 8 80 ©
= inless Steel
3 M SEEEs R OOLBBOOLBE o O
4 L < =
S o KT oBHS
od 90° | 8= o N
@@ [ﬁ:ﬁ § e ek
LW Heat-resistant steel
e Acciai restentaalcaore oo & @)
2 |__g4| Uncoated
Dimension (mm) Coated Carbide g8 |g82| Carbide
Dimensioni Carburo cementato rivestito 8¢ 83§ Non rivestito
2 Carburo cementato
Insert Shape T)_'pe 3
<@ Forma inserto Tipo N N e co-oaang_ |©
] L{IC|S |d|r|2RR838S888228A82P YL b |55
gg &éuéu::ﬁﬁoooogwggg 5 53
s XEXZIIZIRIRIZIRIIZIRZIRE R RK
(o)}
': © 175.32-191940-22 [19.05| 10 [19.05|6.35| 4.0 |o °
T =
= 3
GCJ ‘é‘ 175.32-191940-227 |19.05| 10 |19.05| 7.2 | 4.0 o
S
OrF
Railway
Wheel
Machining/
Lavorazione
ruote

175.32-191940-24 |19.05| 10 [19.05/6.35| 4.0 |o °

175.32-301940-24 | 30 | 10 [19.05/6.35| 40 |0 O @ O

Railway
Wheel
Machining/
Lavorazione
ruote

175.32-191940-25 |19.05| 10 [19.05| 6.35 | 4.0 fo)

Ti

Railway
Wheel
Machining/
Lavorazione
ruote

175.32-191940-28 |19.05| 10 [19.05/6.35| 40 |0 @ @ ®

175.32-30194031 | 30 | 10 |19.05/6.35| 4.0 oo

Railway
Wheel
Machining/
Lavorazione
ruote

@AfI.S.
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TN** Negative Insert / Inserto negativo

Ideal Machining Condition

Cementedlcarbideyandlcermetlinsertsplinsertilinicarbaro)

Normal Machining Condition

CEMENENRD © Camm:

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
N P 0088 &8 e 80 O
5 Stainly Steel
o M i io OOBBOOLBB o O
8 &=l
TH K3 OBRG
Non-fe I
;a‘ WSt non forros) B3
Heat-resistant steel
Acciato resisterte  caiore o0 & ©)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito gé gég Non rivestito
Carburo cementato
Insert Shape Type z
i Tipo e ® Q o
Forma inserto N NN LR ERNYNYN - |2 |-
L |IC| S d N [~ QAo s ANO ==« 0 55
Lo SYNO0O0O00Nnn NN = |=o
REIXXXXZIRZIIRIIRIIRIRR IR RR
X X X X
TNMX1106-2 11.3 |15.875/ 6.35 | 6.35 | 1.6 o
Basic
TNMX1509-2 15.9 22.225/9.52 | 7.94 | 1.6 o
/. L TNMX15T916-2 | 15.9 [22.225/9.72 | 7.94 | 1.6 e}
Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli

Steel
Acciaio

o0BBE 8

-

- 2
M SR o OOHBBOOBHB o O
is[@ cue OBES
‘8= : : '
§ L Nmsnenesss N oL
e oo & @)
2 .| Uncoated
Dimension (mm) Coated Carbide 28 ggg Carbide
Dimensioni Carburo cementato rivestito 8% | 885 | Nonrivestito
Insert Shape Type 2 © | Carburo cementato
Forma inserto Tipo [©] )
TN NT (b a0 o B0 BN N NN -~
Lilels | dr RPRSBCSR85558885502 2 2§
<<<s< S |G o9
XEXZIXIZIRZIRIZIRIIZIREIRE R |RE
YNMX1812L 18 | 22 | 12 | 20° o
YNMX2518173L 25 | 25 18 7° o
YNUX1812150L 18 18 12 | 15° o e}
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

CC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
e [ = oosen ©8 2© 80 O
s -
21.c M i OOHBBOOBS O O
] K OBH®G
o= " .
§ e e o SR
P T s OO & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito gg 555 Non rivestito
Carburo cementato
Insert Shape Type =
Forma inserto Tipo Q o
() ~ N v« N M Moy
® L|IC| s |d|r|eegry8883228882L09s b |55
25 LiiiEcc98000032295 (5 |28
ES SXXIXIXRZIIRIIIIRIZIRIRIR IR RS
=1
= g USF |CCGTO09T301R-USF| 9.7 |9.525| 3.97 | 4.4 | 0.1 o
T =
o= E CCGTO09T302R-USF| 9.7 (9.525/3.97 | 44 | 0.2 )
c c
=
8 |9 CCGTO09T304R-USF| 9.7 |9.525| 3.97 | 44 | 04 [e}Ne}
Finishing
Finitura
USF  |CCGTO09T301L-USF| 9.7 [9.525/3.97 | 4.4 | 0.1 o
E CCGT09T302L-USF| 97 (9.525/ 397 | 44 | 02 o
CCGTO09T304L-USF| 9.7 |9.525 3.97 | 44 | 04 o
Finishing
Finitura
CCGT060202-SF | 6.4 | 635|238 | 28 | 0.2 ° °
CCGT060204-SF | 6.4 | 635|238 | 2.8 | 04 ° °
CCGTO09T304-SF | 9.7 [9.525| 397 | 44 | 04 ° °
Finishing
Finitura
CCMT060202-HF | 6.4 |6.35|238| 28 | 02 [ce @ o o o
HF CCMT060204-HF @ 64 |6.35(238| 28 | 04 [0 @ @@ Y o o o o
CCMT060208-HF | 6.4 | 635|238 | 28 | 08 [0 @ ®@ O o o o o
\ f
“: CCMTO09T302-HF | 9.7 9525|397 | 44 | 0.2 oo e . o |o
] !
P | CCMTO09T304-HF | 9.7 (9525|397 | 44 |04 (O e @ @ @ 0O ee © o
CCMTO09T308-HF | 9.7 |9.525|/397 | 44 | 08 (O @ @ ® O @0 O ® O o
Finishing
Finitira | CCMT120404-HF | 12.9 | 12.7 | 476 | 556 | 0.4 [ce® @ o o
CCMT120408-HF | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 ® OO0
CPGT050204 56 |556|238| 28 | 04 |e o
Tool holder / Cartuccia
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

CC** Positive Insert/ Inserti positivi

O

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
Bl = CODBB=® A ° 80 O
§= M SRS OODBBOOHBEH O O
H K G Yy es
o= " N
§ Vool hor arroet o Dex
e 00 & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 8t gég Non rivestito
2 Carburo cementato
’I:nsert Shape Type
orma inserto Tipo O o
- A~ N — M T M NN N
LiIC| S |d|r|eenys8888228882L0,s |5 |53
ééﬁgfzzﬁﬂoooogwgwg 5 28
SXXIXIXXZIRIRIIIRIRIZIRIRRZR R RS
CCMT060202-EF | 64 | 635|238 | 28 | 0.2 o0 e}
EF CCMT060204-EF | 6.4 |6.35|238 28 | 04 o e ]
CCMTO09T302-EF | 9.7 |9.525| 397 | 44 | 0.2 oo o
CCMTO09T304-EF | 9.7 |9.525/ 397 | 44 | 04 cee °
o CCMTO09T308-EF | 9.7 |9.525/ 3.97 | 44 | 0.8 coe e
Finishing
Finitura | CCMT120404-EF | 12.9 | 12.7 | 476 | 556 | 0.4 ce e
CCMT120408-EF | 129 | 12.7 | 476 | 556 | 0.8 o e L]
CCMT060204-HM | 6.4 |6.35 (238 28 | 04 |0 @ @@ ® O O o o0
HM CCMT060208-HM | 64 (6.35(238| 28 |08 |0 e @ @ @ ° o o o0
CCMTO09T304-HM | 9.7 |9.525/397 | 44 | 04 [0 @ e@® @ @0 O ° L)
CCMTO09T308-HM | 9.7 (9.525/3.97 | 44 | 08 |0 @ @@ @ ° o ° ()
CCMT120404-HM | 129 | 12.7 | 476 [ 556 | 04 |0 © ® @ @ ° o ° o0
Medium Cut/
Media Asport.| CCMT120408-HM | 12.9 | 12.7 | 476 | 556 | 08 ([0 @ ® ® @ e O e )
CCMT120412-HM | 129 [ 12.7 | 476 | 556 | 1.2 o000 o
CCMT060204-EM | 6.4 | 635|238 | 28 | 0.4 © o o
EM CCMT060208-EM | 64 |6.35| 238 28 | 0.8 e« e o
CCMTO09T304-EM | 9.7 |9.525| 397 | 44 | 04 ce O @ o
. CCMTO09T308-EM | 9.7 |9.525| 397 | 44 | 0.8 oe [ ey
CCMT120404-EM | 129 | 12.7 | 4.76 | 5.56 | 0.4 e« e °
Medium Cut/
Media Asport.| CCMT120408-EM | 12.9 | 12.7 | 4.76 | 556 | 0.8 ce e e
CCMT120412-EM | 12.9 | 12.7 | 476 | 556 | 1.2 o o
Tool holder / Cartuccia
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°

@Aﬂ.s.

A71

General Turning

Q<
©
o
©
=
)
o
©
S
=]

=
c
S

'—




Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

CC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
e [ = oosen ©8 2© 80 O
s -
21.c M i OOHBBOOBS O O
] K OBH®G
o= " .
§ e e o SR
P T s OO & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito gg 555 Non rivestito
Carburo cementato
Insert Shape Type =
Forma inserto Tipo 9 o
© s s NN BLBSNYN = |
e Lol LLR8ococoe-rraad82Ll8w v |55
22 ele|@|r uu&&ﬁzzgsgooo8mmw5 S 128
= SXSXXIZIIIIZIIZIIIIRZR R R R
=1
= g USF |CCGTO09T301R-USF| 9.7 |9.525| 3.97 | 4.4 | 0.1 o
T =
o= E CCGTO09T302R-USF| 9.7 (9.525/3.97 | 44 | 0.2 )
c c
=
8 |9 CCGTO09T304R-USF| 9.7 |9.525| 3.97 | 44 | 04 [e}Ne}
Finishing
Finitura
USF  |CCGTO09T301L-USF| 9.7 [9.525/3.97 | 4.4 | 0.1 o
E CCGT09T302L-USF| 97 (9.525/ 397 | 44 | 02 o
CCGTO09T304L-USF| 9.7 |9.525 3.97 | 44 | 04 o
Finishing
Finitura
CCGT060202-SF | 6.4 | 635|238 | 28 | 0.2 ° °
CCGT060204-SF | 6.4 | 635|238 | 2.8 | 04 ° °
CCGTO09T304-SF | 9.7 [9.525| 397 | 44 | 04 ° °
Finishing
Finitura
CCMT060202-HF | 6.4 |6.35|238| 28 | 02 [ce @ o o o
HF CCMT060204-HF @ 64 |6.35(238| 28 | 04 [0 @ @@ Y o o o o
CCMT060208-HF | 6.4 | 635|238 | 28 | 08 [0 @ ®@ O o o o o
\ f
“: CCMTO09T302-HF | 9.7 9525|397 | 44 | 0.2 oo e . o |o
] !
P | CCMTO09T304-HF | 9.7 (9525|397 | 44 |04 (O e @ @ @ 0O ee © o
CCMTO09T308-HF | 9.7 |9.525|/397 | 44 | 08 (O @ @ ® O @0 O ® O o
Finishing
Finitira | CCMT120404-HF | 12.9 | 12.7 | 476 | 556 | 0.4 [ce® @ o o
CCMT120408-HF | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 ® OO0
CPGT050204 56 |556|238| 28 | 04 |e o
Tool holder / Cartuccia
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR

Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

CC** Positive Insert/ Inserti positivi

O

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
- QB 2= CODBB=® A ° 80 O
§= M SRS OODBBOOHBEH O O
H K G Yy es
o= " N
§ Vool hor arroet o Dex
e oo & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% gég Non rivestito
InsertShaps Type 2 Carburo cementato
Forma inserto Tipo o &)
P R N RN R R R R e B
LlIC| S |d|r 2288 ccoo--aad82L2L8b (b |55
méﬁﬁfzzﬂﬁoooogwmwg 5 28
SXZIXIXRSIRIRIIIIIZIIRIZR R ORK
CCMT060202-EF | 64 | 635|238 | 28 | 0.2 o0 e}
EF CCMT060204-EF | 6.4 |6.35|238 28 | 04 o e ]
CCMTO09T302-EF | 9.7 |9.525| 397 | 44 | 0.2 oo [e]
CCMTO09T304-EF | 9.7 |9.525/ 397 | 44 | 04 cee °
o CCMTO09T308-EF | 9.7 |9.525/ 3.97 | 44 | 0.8 coe e
Finishing
Finitura | CCMT120404-EF | 12.9 | 12.7 | 476 | 556 | 0.4 ce e
CCMT120408-EF | 129 | 12.7 | 476 | 556 | 0.8 o e L]
CCMT060204-HM | 6.4 |6.35 (238 28 | 04 |0 @ @@ ® O O o o0
HM CCMT060208-HM | 64 (6.35(238| 28 |08 |0 e @ @ @ ° o o o0
CCMTO09T304-HM | 9.7 |9.525/397 | 44 | 04 [0 @ e@® @ @0 O ° L)
CCMTO09T308-HM | 9.7 (9.525/3.97 | 44 | 08 |0 @ @@ @ ° o ° ()
CCMT120404-HM | 129 | 12.7 | 476 [ 556 | 04 |0 © ® @ @ ° o ° o0
Medium Cut/
Media Asport.| CCMT120408-HM | 12.9 | 12.7 | 476 | 556 | 08 ([0 @ ® ® @ e O e )
CCMT120412-HM | 129 [ 12.7 | 476 | 556 | 1.2 o000 o
CCMT060204-EM | 6.4 | 635|238 | 28 | 0.4 © o o
EM CCMT060208-EM | 64 |6.35| 238 28 | 0.8 e« e o
CCMTO09T304-EM | 9.7 |9.525| 397 | 44 | 04 ce O @ L]
. CCMTO09T308-EM | 9.7 |9.525| 397 | 44 | 0.8 oe [ ey
CCMT120404-EM | 129 | 12.7 | 4.76 | 5.56 | 0.4 e« e °
Medium Cut/
Media Asport.| CCMT120408-EM | 12.9 | 12.7 | 4.76 | 556 | 0.8 ce e e
CCMT120412-EM | 12.9 | 12.7 | 476 | 556 | 1.2 o o
Tool holder / Cartuccia
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

CC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
D & oomesn o0 o )
2 i
M g OCOBDROOHBDB O O
] K OBH®G
o= " .
§ b e taras o StEX]
P T s OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito gg 555 Non rivestito
Insert Shape Type z Carburo cementato
Forma inserto Tipo O )
Q< R N RN R R R s e
L |IC| S | d r |LLRLLVSSodraNAl8RYhL b IS TS
22 uéﬁﬁﬁzzggoooogwwwg S |28
= SXXIXIXRZIIRIIIIIIIRIR |R RS
|2 o HR CCMT060204-HR | 6.4 [6.35|238| 28 | 04 |0 @ @@
— ®
© 5 CCMTO060208-HR | 6.4 635|238 28 [ 08 |0 @ ® O O .
o =
GCJ c :a/ CCMTO09T304-HR | 9.7 (9525|397 | 44 | 04 [0 e @ @ @ e} e} [}
o !
O S T COMT09T308-HR | 9.7 (9525397 | 44 | 08 [0 e ® ® O O eeoe
Roughing/ CCMT120408-HR | 12.9 | 12.7 | 476 | 556 | 0.8 [0 @ @ ® O o CROK)
Sgrossatura | ccMT120412-HR | 12.9 [ 12.7 | 4.76 | 556 | 12 [0 @ ® @ O o o
LC CCGX060202-LC | 6.4 |6.35|238| 28 | 0.2 °
CCGX060204-LC | 6.4 | 6.35|238| 28 | 04 °
f | CCGX09T302-LC | 9.7 |9.525/ 3.97 | 44 | 0.2 °
5 CCGX09T304-LC | 9.7 (9525|397 | 44 | 04 .
Aluminium | CCGX09T308-LC | 9.7 |9.525| 3.97 | 44 | 0.8 °
Machining/ |“ccGX120404-LC | 12.9 | 12.7 | 4.76 | 55 | 0.4 °
Lavorazione
alluminio | CCGX120408-LC | 12.9 | 12.7 | 476 | 55 | 0.8 .
CCGX060202-LH | 6.4 | 635|238 | 28 | 0.2 Y °
LH CCGX060204-LH | 6.4 | 635|238 | 28 | 04 . .
CCGX060208-LH | 6.4 | 6.35|238| 28 | 0.8 o °
CCGX09T302-LH | 9.7 |9.525| 3.97 | 44 | 0.2 Y °
CCGX09T304-LH | 9.7 |9.525/ 3.97 | 44 | 04 ° .
Aluminium
Machining/ CCGX09T308-LH | 9.7 |9.525/ 3.97 | 44 | 0.8 ° °
LaVHOfa_Zi{Jne CCGX120402-LH | 12.9 | 12.7 | 476 | 5.56 | 0.2 o o
alluminio
CCGX120404-LH | 129 | 12.7 | 4.76 | 556 | 0.4 e [ ]
CCGX120408-LH | 129 | 12.7 | 4.76 | 556 | 0.8 [ ) o [ ]
CCGX120412-LH | 12.9 | 12.7 | 4.76 | 556 | 1.2 o °
i CCMW060204 64 |6.35|238| 28 | 04 o
Basic
CCMWO09T304 9.7 9525|397 | 44 | 04 fo)
CCMWO09T308 9.7 9525|397 | 44 | 08 e}
CCMW120404 | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 o
CCMW120408 | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 o
Tool holder / Cartuccia
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°

@Aﬂ.s.
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CP** Positive Insert/ Inserti positivi

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
S
@ 2= ee e
§= M SiEsshe OODBBOOHBEH
O onw
o= " N
§ Vool hor arroet o Dex
e oo & o
q q q ..% 538 Uncoated
Dimension (mm) Coated Carbide g8 |gs< Carbide
Dimensioni Carburo cementato rivestito 8 838 Nonivestto
S & | Carburocementato
Insert Shape Type =
Forma inserto Tipo S o
- AN~ N — SRS @ NN NN -
IC| s | d|r|eerewd8838LLRg8oLLs |5 (g5
LLLlLl==SS0000B3nnan= |= [
SXIXIXRZIIRIIIRIIZIIRZR IR RS
x x xX X
SF CPGT060202-SF 6.35|238| 28 | 0.2 ° |o
CPGT060204-SF 6.35 238 | 28 | 04 ° °
Finishing CPGT09T304-SF 9525/ 3.97 | 44 | 04
initura
Flat CPGW060204 6.35/238| 28 | 04 [}
HF CPMT060204-HF 635|238 | 28 | 04 o e
\ ¥
)
} CPMT060208-HF 6.35 /238 | 28 | 0.8 o
=1}
Finishing
Finitura
HM | cpmT09T304-HM 9525397 | 44 | 04 o e
| ¥
Jqf CPMT09T308-HM 9525397 | 44 | 08 °
==
Medium Cut
Media Asport.

Tool holder / Cartuccia

SCLPR/L

Kr:95°

@[Aﬂ.s.
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

DC** Positive Insert/Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@ & ooses e @ 80 ©
2 i
M S Riaers e OCOBDROOHBDB O O
] K OBH®G
o= " .
§ e e o StEX]
P T s oo & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 3% 555 Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo O o
() ~ N v« N M Moy
© L|Ic| s |d|r|eenss8888228882LYs |5 |55
25 LiiiEcc98000032295 (5 |28
ES SXXIXIXXZIIRIIIIRIZIIRIR R RS
=
E USE  |DCGTO702005R-USF| 7.8 | 635|238 | 28 | 0.0 .
T =
c 2 DCGT070201R-USF | 7.8 | 635 | 2.38 | 2.8 | 0.1 0
< —_
80 g DCGT070202R-USF | 7.8 | 6.35|2.38 | 2.8 | 0.2 e 0
L DCGT11T301R-USF | 11.6 |9.525| 3.97 | 44 | 0.1 o
Finishing
Finitura | pCGT11T302R-USF | 11.6 |9.525(3.97 | 4.4 | 0.2 .
USF DCGT0702005L-USF| 7.8 | 6.35 | 2.38 | 2.8 | 0.05 o
DCGT070201L-USF | 7.8 | 6.35|2.38 | 2.8 | 0.1 o
e DCGTO070202L-USF | 7.8 | 6.35|2.38 | 2.8 | 0.2 °
N DCGT11T301L-USF | 11.6 [9.525| 3.97 | 4.4 | 0.1 o
Finishing
Finitura | pCGT11T302L-USF | 11.6 |9.525| 3.97 | 4.4 | 0.2 °
DCGT070202-SF | 7.8 |6.35|2.38 | 2.8 | 0.2 o |o
SF DCGT070204-SF | 7.8 | 6.35 238 | 2.8 | 04 o |e
@ DCGT070208-SF | 7.8 | 635|238 | 2.8 | 0.8 o [
DCGT11T302-SF | 11.6 [9.525| 3.97 | 4.4 | 0.2 o o |o
Finishing | DCGT11T304-SF | 11.6 [9.525| 3.97 | 4.4 | 0.4 o |o
Finitura
DCGT11T308-SF | 11.6 |9.525/ 3.97 | 4.4 | 0.8 ° ]
DCMT070202-HF | 7.8 |6.35|/238| 28 | 0.2 ([ce @ ° o o
HF DCMT070204-HF | 7.8 |6.35|2.38 | 28 | 0.4 |ce ® O e o °
i DCMT070208-HF | 7.8 | 635|238 | 28 | 08 |0 @ @ O
E/ DCMT11T302-HF | 11.6 |9.525/ 3.97 | 4.4 | 02 P e o0 e |o
Fishing | DCMT11T304-HF | 116 (9525397 | 44 | 04 [0 @ ® ® © e o ce |eo |e .
DCMT11T308-HF | 11.6 [9.525/ 397 | 44 | 08 [0 @ @ ® e © . o |o

Tool holder / Cartuccia
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr.93° Kr:45° K“Wy Ky Kr:85°
A ’

@Aﬂ.s.

A76



Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

DC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@ = ooses o8 @ e O
§= M SRS OOLBLBOOHBE3 o O
H K G o8 #®
o= " N
§ Vool hor arroet o Dex
A o care oo & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 8t g§§ Non rivestito
Insert Shape T 2 Carburo cementato
Forma inserto Tipo O )
e Bl B s@o-oaanaN o |9 (0]
L |1 r b8 8LRLLELROLYS K S g ©
c|s|d LLESE=SSS80000382285 |5 28 23
REXZIXIZIRZIIZIRIIZIRZIRK R RK =
=
DCMT070202-EF | 7.8 | 635|238 | 28 | 0.2 eo0 O = ::
EF T &
DCMTO070204-EF | 7.8 | 6.35 | 2.38 | 2.8 | 0.4 ee o o =
c c
’ DCMT11T302-EF | 11.6 [9.525| 3.97 | 4.4 | 0.2 ® O o 8 |§
Finishing | DCMT11T304-EF | 11.6 [9.525| 3.97 | 4.4 | 0.4 oo o
Finitura
DCMT11T308-EF | 11.6 (9.525| 3.97 | 44 | 0.8 o e L]
DCMT070204-HM | 7.8 |6.35 (238 28 | 04 [ce @ @ e e O o o0
DCMT070208-HM | 7.8 |6.35(238 28 | 08 |0 @ @ @ O ° o ® O
DCMT11T304-HM | 11.6 [9.525/397 | 44 | 04 |0 @ e® @ ] o [} oo
Medium Cut/ | DCMT11T308-HM | 11.6 |9.525/ 397 | 44 | 08 |0 @ e® O ° 00 o0 o
Media Asport.
DCMT11T312-HM | 11.6 |9.525/397 | 44 | 1.2 |0 0 @ O O o (o)
EM DCMTO070204-EM | 7.8 |6.35|2.38 28 | 04 ce e e
' DCMT070208-EM | 7.8 |6.35|238| 2.8 | 0.8 o e ° (e}
DCMT11T304-EM | 11.6 |9.525| 3.97 | 44 | 04 ® e O e®eO0 e
Miosis Aspert| DCMT1T308-EM | 116 9525 3.97 | 4.4 | 0.8 ce eoce

Tool holder / Cartuccia

SDACR/L
Kr:90°

SDJCR/L SDNCN SDQCRI/L
Kr:93° Kr:45° Kr:107°30'

SDUCR/L SDZCR/L
Kr:93° Kr:85°

@[Aﬂ.s.

A77



Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

DC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@ = oosen o9 o 0 O
s -
M i COBBOOBY o o
] K OBH®G
o= " .
§ oo o ©) SR
P s OO & @)
2 » | Uncoated
Dimension (mm) Coated Carbide g§ 8L | Carbide
Dimensioni Carburo cementato rivestito 8t 555 Non rivestito
Insert Shape e 5 2 Carburo cementato
Forma inserto Tipo ()
o PR R A R R R P b
— LLLLLSSoorvraal28LYb |b |3
= Lfreps pa r LLELE=S995050030005 |5 |28
- REXZIXIZIRIIZIRIZIRZIRK R RR
= > HR | DCMT11T304-HR | 11.6 [9.525/3.97 | 4.4 | 04 [0 0 0 ® © o oo o
T &
o 2 DCMT11T308-HR | 11.6 |9.525/ 397 | 44 | 08 |0 @ @ @ ® o o cee o
= =
3 |§ DCMT11T312-HR | 11.6 [9.525/397 | 44 | 12 | o0 0 o o oo
Roughing/
Sgrossatura
LC DCGX070201-LC | 7.8 | 6.35 | 238 | 2.8 | 0.1 °
DCGX070202-LC | 7.8 (635|238 | 2.8 | 0.2 °
DCGX070204-LC | 7.8 [6.35|238 | 2.8 | 04 °
Aluminium
Machining/ | DCGX11T304-LC | 11.6 [9.525| 3.97 | 44 | 0.4 [ ]
Lavorazione
alluminio | DCGX11T308-LC | 11.6 (9.525| 3.97 | 4.4 | 0.8 °
DCGX070202-LH | 7.8 |6.35 (238 | 28 | 0.2 ° o °
DCGX070204-LH | 7.8 | 6.35|2.38 | 2.8 | 04 ° o °
DCGX070208-LH | 7.8 | 6.35|238| 2.8 | 0.8 o [ ]
Aluminium DCGX11T302-LH | 11.6 [9.525| 3.97 | 44 | 0.2 ° ° °
Machining/
Lavorazione | DCGX11T304-LH | 11.6 (9.525| 3.97 | 4.4 | 0.4 o o .
alluminio
DCGX11T308-LH | 11.6 |9.525| 3.97 | 4.4 | 0.8 ° o °
at DCMW070204 7.8 | 635|238 28 | 04
Parte supe-
rore pi‘;’,),a DCMW11T304 | 11.6 |9.525| 3.97 | 4.4 | 0.4 o o
& /| DcMw11T308 | 116 |9.525) 3.97 | 4.4 | 038 o o

Tool holder / Cartuccia
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr.93° Kr:45° K“‘Oy Ky Kr:85°
A ’
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DP** Positive Insert/ Inserti positivi

O Ideal Machining Condition

Normal Machining Condition
Buone condizioni di lavorazione Condizioni di lavorazione normali

Unfavorable Machining Condition
Condizioni di lavorazione sfavorevoli

= E Asctcei;!o **
§= M SiEEsne HHO0
KT
o= " .
§ ot non et DR
P e s o @)
2 X
Dimension (mm) Coated Carbide 28 | 28¢| carbide
Dimensioni Carburo cementato rivestito 8: |83§| Carburo
insert shape e z cementato
Forma inserto Tipo o o
e I PR 5 BNANN_ |
IcC| s | d LoLLLIZIERLQERSLLL b |55
LLLLrL=-=SSYNNOQOO®Mm N = = -
SSSSSTISISISEIIISSSES 8 22
XX XXXXXX XX XXXX|X |[X |[XX
USF  |DPGT0702005R-USF 6.35 | 2.38 | 2.8 o
g DPGT070201R-USF 6.35 | 2.38 | 2.8 o
DPGT11T301R-USF 9.525(3.97 | 4.4 o
Finishing
Finitura
USF  |DPGT0702005L-USF 6.35 | 238 | 2.8 o
E DPGT070201L-USF 6.35|2.38 | 2.8 )
DPGT11T301L-USF 9525|397 | 4.4 o
Finishing
Finitura
SF DPGT070202-SF 6.35 | 2.38 | 2.8
DPGT070204-SF 6.35 | 2.38 | 2.8
@ DPGT070208-SF 6.35 | 2.38 | 2.8
Finishing | DPGT11T304-SF 9.525( 397 | 44
Finit
MU DpGT11T308-SF 9.525 3.97 | 4.4
DPMW11T304 9.525(3.97 | 4.4
Basic
DPMW11T308 9.525(3.97 | 4.4 o

Tool holder / Cartuccia

SDQPR/L
Kr:107°30'

SDUPR/L
Kr:93°

@;Aﬂ.s.
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

RC** Positive Insert/ Inserti positivi

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 @ s ooses o8 @ 80 O
© Stai s
M priadog OCOBDROOHBDB o O
P> 5 Cast
D §%m Ghisa" QBRSB
o= " .
H § e e o SR
Heat-resi: |
st A g OO & O
_g |__4| Uncoated
Dimension (mm) Coated Carbide g% | 282 Carbide
Dimensioni Carburo cementato rivestito 8% | 885 | Nonrivestito
Insert Shape/ T 2 | Carburo cementato
ype
Forma inserto Tipo - = ® b S
= L|lc|s|d EORRba8agbbalBSBly 5 |53
2% | CEEEEES5290290992285 5 15
=2 SXSXSSSISSIRIRIRIISISISIRR R RE
52 . RCGT1204MO | 12 | 12 | 4.76 | 44 .
F s Basic
@ 5 RCGT190600 19.05(19.05| 6.35 | 6.55 ©
o =
5 c RCMT0803MO 8.0 | 8.0 | 3.18 | 3.36 ° °
(]
OF RCMT10T3MO | 10 | 10 |3.97 | 36 ol o o
RCMT1204MO 12 12 | 476 | 44 O e e@ o o o0
. RCMT1606MO 16 16 | 6.35| 55 cCeeee o e
Ve
cdaAsport.|  RCMT2006MO | 20 | 20 [6.35 | 65 cCeee
RCMT2507MO 25 25 | 794 77 Oe ® O
*k it i Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
RC pOSItIVe insert O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
. Steel
e 7 @ i oosex o8 € 280 ©
al.c MR OOBHBOOBER O O
= Lo f :
s i
ed EH KN OBHR
o - - I B |
§ 5L e o Ly
P ot OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g¢ |E8<| Carbide
Dimensioni Carburo cementato rivestito &= 535 Non rivestito
Insert Shape T 2 Carburo tat
ype
Forma inserto Tipo - - - M- ® Q ]
L|ic|s | EERRBygygbBRRROBE, T 5o
. g LLLLLL%I.L::QQOOOOV)V)UJU)L:) 6 gg
SRXXXIXRIZIIRIZIIRIRIIIRER R RS
LH RCGX0803MO-LH | 8.0 | 80 | 318|336 \ .
Aluminium
Machining/
Lavorazione
alluminio
Tool holder / Cartuccia
SRDCN SRGCR/L

As0
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

RC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
e [ = oosew o8 o o0 O
21.C A ;L M SRS OODBBOOHBEH o O
K IG LYYy
i o= " N
§ R e o Daz
L o
e oo & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide 8% |E82| Carbide
Dimensioni Carburo cementato rivestito ,g‘;g 88 § Non rivestito
Insert Shape Type = Carburo cementato
Forma inserto Tipo . . Q 8}
B Lliel s | 4 B%E‘.Pj;ggggmg&)ﬁ%g%%g 5 == @
" LelE2c=s9980000a00nxs |5 2R o0
REXZXIXZIRZIRZIRRIZIRZREK R |RR £ 2
50
RCMX0803MO 8.0 | 80 |3.18 | 3.36 \ ® O O = S
Basic © 5
RCMX1003MO 10 | 10 |3.18 | 36 \' |o eOC o o =
= =
RCMX1204MO | 12 | 12 [476 44 | \ |0 0 ®0 O o 3e
g RCMX1606MO 16 16 | 6.35| 55 \ looe e e ) oo
RCMX2006MO 20 | 20 | 635 6.5 \'oeeee o ° o o
Light RCMX2507MO 25 | 25 |7.94| 7.2 \ loeoc e e
roughing
Sgrossatura | RCMX2507MO-1 25 25 | 794 | 72 \ o e
leggera
RCMX3209MO 32 | 32 | 952 95 \ /oo eeo
RCMX3209MO-PV | 32 | 32 | 952 | 95 \ oo e e

@[Aﬂ.s.
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General Turning

Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

SC** Positive Insert/ Inserti positivi

Ideal Machining Condition

@)

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 9 D 2= ooses o € 80 O
s -
e.c_[7 \\ &M e OOBBO OB O O
N od [+ |83[Q  cmi oBHEe
A\ 7 o= " .
i § e e @) B4
P T s OO & @)
2 |__,| Uncoated
Dimension (mm) Coated Carbide £% |E82| Carbide
Dimensioni Carburo cementato rivestito & 555 Non rivestito
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo O o
() ~ N v« N M Moy
© NWANWOLVLYDYS WS |=
© L[IC| S |d|r 22888 ccge--qadelPo |b g5
5 LLELE=--99000032005 |5 |28
S SXXIXIXRZIRIRIIIRIRIZIIRIR (R RS
g SCMT09T302-HF /9.525(9.525| 3.97 | 44 | 0.2 O @ O °
o
.*2 SCMT09T304-HF 9.525|9.525| 397 | 44 | 0.4 LN ) °
c
=
|9 SCMT09T308-HF |9.525/9.525| 3.97 | 44 | 0.8 o0 0 °
Finishing
Finitura
EF SCMTO09T302-EF |9.525|9.525(3.97 | 44 | 0.2 ® O o
SCMTO09T304-EF |9.525(9.525| 3.97 | 4.4 | 0.4 oe °
SCMTO09T308-EF |9.525(9.525| 3.97 | 4.4 | 0.8 o e °
Finishing
Finitura
HM SCMT09T304-HM (9.525/9.525/397 | 44 | 04 |0 e @ @ ® )
SCMT09T308-HM (9.525/9.525/ 397 | 44 | 08 |0 e @ @ ® ° o0 fo)
SCMT120404-HM | 12.7 | 12.7 | 476 | 556 | 04 |0 ee o
SCMT120408-HM | 12.7 | 12.7 | 476 | 556 | 0.8 |0 @ @ ® @ o o0 o
Medium Cut/ |
Media Asport.| §CMT120412-HM | 12.7 | 12.7 | 4.76 | 556 | 1.2 POy
SCMTO09T304-EM 9.525(9.525| 3.97 | 4.4 | 04 ®© O o
EM
SCMT09T308-EM |9.525|9.525| 3.97 | 44 | 0.8 ®© e [ ]
SCMT120404-EM | 12.7 | 12.7 | 4.76 | 5.56 | 0.4 e O o
Finishing | SCMT120408-EM | 12.7 | 12.7 | 4.76 | 556 | 0.8 © o o
Finitura
SCMT120412-EM | 12.7 | 12.7 | 476 | 556 | 1.2 ) o
Tool holder / Cartuccia
SSBCR/L SSDCN SSKCR/L SSSCR/L SSKCR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
-

As2
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

SC** Positive Insert/ Inserti positivi

Ideal Machining Condition

O

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 0 B = ooses e ® 80 O
oo IS T (B M i OOLBBOOLE © o
o o |1 (B cEe onse
\ / o= . .
Y 5L e o €35
e oo & o
B
Dimension (mm) Coated Carbide 28 | 28Z| carbide
Dimensioni Carburo cementato rivestito 8: 83§ Carbutrci
i 2 cementato
insert shape Type
Forma inserto Tipo &)
- N~ N - M Ma NN (&)
LiIC| s |d|r|eenys8888228882L0L |5 |53
ééﬁgfzzﬁﬁooooéwggg 5 g§
SXXXIZISISIISIRIZIIIRRR R ORR
LC SCGX09T304-LC [9.525(9.525|3.97 | 4.4 | 0.4 .
=4
Cé") SCGX09T308-LC |9.525(9.525 3.97 | 4.4 | 0.8 .
== SCGX120408-LC | 12.7 | 12.7 | 476 | 55 | 0.8 °
Aluminium
Machining/
Lavorazione
alluminio
LH SCGX09T302-LH |9.525|9.525| 3.97 | 44 | 0.2 o
ﬂ—-‘ SCGX09T304-LH |9.525/9.525| 3.97 | 44 | 0.4 o
,\-,1 SCGX09T308-LH 9.525|9.525| 3.97 | 44 | 0.8 fe) ]
- SCGX120404-LH | 12.7 | 12.7 | 476 | 556 | 0.4 o
Aluminium
Machining/ | SCGX120408-LH | 12.7 | 12.7 | 4.76 | 556 | 0.8 o °
Lavorazione
alluminio
HR SCMTO09T304-HR |9.525|9.525| 3.97 | 44 | 04 ce e o
SCMTO09T308-HR (9.525|9.525/3.97 | 44 | 0.8 |10 @ e® @ °
) {
\-“} SCMTO09T312-HR |9.525(9.525| 3.97 | 4.4 | 1.2 oo
L | SCMT120404-HR | 12.7 | 12.7 | 476 | 556 | 0.4 o @0
Roughing/ SCMT120408-HR | 12.7 | 12.7 | 476 | 5.56 | 0.8 O e® [e]
Sgrossalura |"g e MT120412-HR | 127 | 127 | 476 | 556 | 12| e o °
Basic SCMTO09T304 |9.525(9.525| 3.97 | 4.4 | 0.4 o
U © SCMT120404 | 127 | 12.7 | 476 | 556 | 0.4 o o
| | SCMT120408 12.7 | 12.7 | 476 | 556 | 0.8 fe) o
! 4
Flat SCMW060204 6.35|6.35|238| 28 | 04 o
Pateslpeoepara |\ " S CMWO0OT304  |9.525|9.505| 3.97 | 4.4 | 0.4 o
= SCMWO09T308  |9.525(9.525| 3.97 | 4.4 | 0.8 o
— SCMW120408 | 12.7 | 12.7 | 476 | 556 | 0.8 o
Tool holder / Cartuccia
SSBCR/L SSDCN SSSCR/L SSKCR/L
Kr:75° Kr:45° Kr:45° Kr:75°

@Aﬂ.s.
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

SP** Positive Insert/ Inserti positivi

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
a o o |5l Au O0BSE 8 2 © 80 ©
— — — 5 Stainless Steel
QLC\ s \ N \ | 12‘5= M Acciaio inox OO @@OO%&B O O
s =
O ol 3@ car os%s
\ 7/ o= N N
Y 51 (B L e o €34
P T s OO & @)
_2|__4| Uncoated
Dimension (mm) Coated Carbide g% |g32 Carbide
Dimensioni Carburo cementato rivestito 8% | 885 | Nonrivestito
Insert Shape Type 2 © | Carburo cementato
Forma inserto Tipo e ) Q S}
T Lic|s|alr 22888808y 8bbheBEBbs |5 55
g : LLEEE==-89000039095 |3 gﬁ
e SXXIXIXRSIIRIIZIRIIZIIRZR IR RS
> Flat SPMWO09T304 [9.525|9.525| 3.97 | 44 | 0.4 o o
w Parte supe-
= riore piana SPMW09T308 |9.525(9.525|3.97 | 44 | 0.8 o o
c
l§ ’ SPMW120408 | 12.7 | 12.7 | 476 | 5.56 | 0.8 °
L — ]
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

TB** Positive Insert/ Inserti positivi

Ideal Machining Condition

O

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@D & oo%es o8 & 2 ©0 O
.M oS e OOLBLBOOHBE3 o O
s T
3 K OB#S
o= " N
§ R e o Daz
Heat-resistant steel
Acci:ﬁ) rrezisslzntg a?;leore OO 69 O
_2|__4| Uncoated
Dimension (mm) Coated Carbide g¢ |g82| Carbide
Dimensioni Carburo cementato rivestito 8t 83§ Non rivestito
2 Carburo cementato
Insert Shape Type
Forma inserto Tipo Q )
~ N N ~ M Mooy NN N
NN LWL OLWL W S o
L [IC| S d r LRV SoocoeraaAS2R2hL b ST
Egﬁﬁf::ﬁﬁoooowwgwg 5 g§
REIZZIXISIRZIRIZIRIIZIRZIRK R RE
TBGH060102L 64 397|159 22 | 02 ° ° o
TBGH060104L 64 397|159 22 | 04 ° Y fe)

@;Aﬂ.s.
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

TC** Positive Insert/ Inserti positivi

As6

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
D & oomesn o0 o $0 O
2 ;
M g OCOBDROOHBDB o O
] K OBH®G
o= " .
§ e e o SR
P T s OO & @)
2 | Uncoated
Dimension (mm) Coated Carbide g@ 82| Carbide
Dimensioni Carburo cementato rivestito 8% | 88| Nonrivestito
Insert Shape 2 3 | Carburo cementato
Type 3
Forma inserto Tipo 525 Q
Llicls | o« |B858Ba8ye08R83888; |5 |55
LRl =s=SS98000083000= |= |28
SXRXIXRSIRIIISIIIIRIR IR RS
X XX |X |XX
USF |TCGT110301R-USF| 11 |6.35|3.18| 2.8 | 0.1 .
TCGT110302R-USF| 11 |6.35|3.18 | 28 | 0.2 o
.
Finishing
Finitura
USF |TCGT110301L-USF| 11 |6.35|3.18 | 2.8 | 0.1 o
TCGT110302L-USF| 11 |6.35|3.18 | 28 | 0.2 o
./ o
Finishing
Finitura
TCGT06T102-SF | 6.4 |3.97 | 198 | 22 | 0.2 o [e} [

SF TCGT06T104-SF | 6.4 | 397|198 | 22 | 04 o o
TCGT090202-SF | 96 | 556 238 | 25 | 0.2 o o °
TCGT090204-SF | 96 | 556|238 | 25 | 04 ° °
TCGT090208-SF | 9.6 | 556 | 2.38 | 2.5 | 0.8 o o °
TCGT110302-SF 11 |6.35|3.18| 28 | 0.2 o o °

Finishing
Finitura TCGT110304-SF | 11 |6.35[3.18| 2.8 | 04 o o |o
TCGT110308-SF 11 |635(318| 28 | 0.8 o e} (]
Tool holder / Cartuccia
STACR/L STFCRI/L STGCR/L STTCR/L STFCRI/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°

@Aﬂ.s.



Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

TC** Positive Insert/ Inserti positivi

Ideal Machining Condition

O

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
[ = oosew o9 S 80 ©
§= M SRS OODBBOOHBEH O O
H K 0BHS
o= " N
ed T |5 L e o O
7t g
e oo & @)
2 | Uncoated
Dimension (mm) Coated Carbide g’é 82| Carbide
Dimensioni Carburo cementato rivestito 8t g§§ Non rivestito
Insert Shape Type = 2 Carburo cementato
Forma inserto Tipo NN —m = m o
L|Ic|s|d “%aﬁgsgggﬁﬁaﬁﬁgﬁgz 5 |ss
: "Ll l=s=csS980000Qanas |= |28
SXRIIXRSIRIIISIIZIIRRZR R RS
X XX |[X |[XX
TCMT06T104-HF | 6.4 | 397|198 | 22 | 04
TCMTO06T108-HF | 6.4 | 397|198 | 22 | 0.8
TCMTO090202-HF | 96 |556|238| 25 | 02 ([0 0 @ @ °
HF TCMT090204-HF | 9.6 (556 |238| 25 | 04 |0 0 O @ o o
F TCMTO090208-HF | 9.6 | 556|238 | 25 | 0.8 |0 ® O e}
' TCMT110202-HF 11 |635(238| 28 | 0.2 ® O o e}
TCMT110204-HF 11 [6.35]238| 28 | 04 |0 @ @@ O ° f) fo)
Finishing
Finitura TCMT110208-HF 11 [6.35]238| 28 | 08 |0 @ 0O @O o Y ©
TCMT16T302-HF | 16.5 |9.525| 3.97 | 44 | 0.2 (e}
TCMT16T304-HF | 16.5|9.525/397 | 44 | 04 |0 @ @ o o o
TCMT16T308-HF | 16.5 |9.525/ 397 | 44 | 08 ([0 @ @ o
Tool holder / Cartuccia
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°

@;Aﬂ.s.
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

TC** Positive Insert/ Inserti positivi

O Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
D & oomesn o0 o $0 O
2 ;
M g OCOBDROOHBDB O O
] K OBH®G
o= " .
§ e e o SR
P T s OO & @)
2 | Uncoated
Dimension (mm) Coated Carbide g@ 82| Carbide
Dimensioni Carburo cementato rivestito 8% | 88| Nonrivestito
§ 3
Insert Shape Type 2 Carburo cementato
Forma inserto Tipo - Q &)
i L|lc|s|d Bgﬁﬁﬁggggﬁgﬁﬁgggsﬁ 5 |53
LRl =s=SS98000083000s |= |28
SXXXIXRSIRIZIIRIRIZIIRIR (R RS
XXX | X |[XX
TCMTO090202-EF | 96 | 556|238 | 25 | 0.2 Y
EF TCMT090204-EF | 9.6 | 556|238 | 25 | 04 o e
TCMT110202-EF 11 |6.35|238| 28 | 0.2 o o
TCMT110204-EF 11 | 6.35(238| 28 | 04 o e
TCMT110208-EF | 11 |6.35 (238 | 2.8 | 0.8 oo
Finishing
Fintura | TCMT16T304-EF | 16.5 |9.525| 3.97 | 4.4 | 04 ce e
TCMT16T308-EF | 16.5 |9.525| 397 | 44 | 0.8 o @ °
TCMT090204-EM | 9.6 | 556 | 2.38 | 2.8 | 0.4 oce e
TCMT090208-EM | 9.6 | 556 | 2.38 | 2.8 | 0.8 oo e
EM TCMT110204-EM 11 |6.35(238| 28 | 04 o e [
TCMT110208-EM 11 |635(238| 28 | 0.8 [e)Ne} (]
TCMT110212-EM | 11 |6.35 238 | 28 | 1.2 o
Medium Cut/ | TCMT16T304-EM | 16.5 [9.525| 3.97 | 4.4 | 0.4 ce e
Media Asport.
TCMT16T308-EM | 16.5 |9.525| 3.97 | 44 | 0.8 o e () L]
TCMT16T312-EM | 16.5 |9.525( 3.97 | 4.4 | 1.2 o 0o
Tool holder / Cartuccia
STACR/L STFCRI/L STGCR/L STTCR/L STFCRI/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°

Ass

@Aﬂ.s.



Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

TC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
s @ = ooss: o ©® %0 ©
M R OOBBOONBSB O O
KIS LYY
Ll | E 00 tmansreme o o
st oo & O
2 .| Uncoated
Dimension (mm) Coated Carbide 8¢ |E8L| Carbide
Dimensioni Carburo cementato rivestito gg g§§ Non rivestito
:;::i:: '_Il'_ype - S Carburo cementato
ipo - o
SXXXXISSSISISIRIZIZIIRIRR RO RR -
TCMT090204-HM | 9.6 | 556 | 2.38 | 25 | 0.4 Py oo = g
HM | TCMT090208-HM | 96 |556 238 25 | 08 | o ® o . g 3
TCMT110204-HM | 11 | 635|238 | 28 | 04 |0 @ ® ® O o o .o g 5
i e_ TCMT110208-HM | 11 | 6.35 (238 | 2.8 | 0.8 ® @ O o e =
TCMT16T304-HM | 16.5 |9.525/ 397 | 44 | 04 [0 e @ @ @ o )
Medium Cut/ -
Media Asport.| TCMT16T308-HM | 16.5 |9.525| 3.97 | 44 | 08 (0 @ @ @ @ o o0
TCMT16T312-HM | 16.5 |9.525 3.97 | 44 | 1.2 cCeee
TCMT090204-HR | 9.6 | 556 | 238 | 25 | 0.4 ® O
TCMT090208-HR | 9.6 | 5.56 [ 2.38 | 2.5 | 0.8 oo .
HR TCMT110204-HR | 11 |6.35|2.38 | 2.8 | 0.4 e 0
TCMT110208-HR 11 |6.35(238| 28 | 0.8 ® O
TCMT16T304-HR | 16.5 |9.525| 3.97 | 44 | 0.4 |0 O ee e 0
Roughing/ | TCMT16T308-HR | 16.5 |9.525|3.97 | 44 | 08 |0 O @ O @ o0
Sgrossatura
TCMT16T312-HR | 16.5 |9.525| 3.97 | 44 | 1.2 O e 0 o e
TCMT220408-HR | 22 | 127|476 | 55 | 0.8 o0 00 L]
Basic TCMT220408 22 [ 127|476 | 55 | 0.8 . o
o'}
I
TCMW110204 11 |6.35|238| 28 | 04
pani'gﬁpe_ TCMW16T304 | 16.5 [9.525| 3.97 | 4.4 | 0.4
riore piana | tcMw16T308 | 16.5 |9.525| 3.97 | 4.4 | 08 o
- TCMW16T312 16.5(9.525/3.97 | 44 | 1.2
I | TCMW220408 | 22 | 12.7 | 4.76 | 55 | 0.8 o

Tool holder / Cartuccia

STACR/L STFCRI/L
Kr:90° Kr:90°

STGCR/L STTCR/L
Kr:90° Kr:60°

STFCRI/L
Kr:90°

As9



Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

TC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
s @ & ooses o0 8 )
2 i
M g OCOBDROOHBDB O O
; ] K OBH®G
[ > : :
i § e e @) B4
P T s OO & @)
2 | Uncoated
Dimension (mm) Coated Carbide g@ 82| Carbide
Dimensioni Carburo cementato rivestito 3% 555 Non rivestito
Insert Shape T 2 Carburo cementato
ype )
Forma inserto Tipo 595 Q
© i el sl gl 59585982585 883885 |3 |5x
] r EE&&&::SQOOOO&)&)&)QS 5 gg
=2 SEISISSISSISISSSISSSER (R |28
—
R TCGX090202-LC | 96 |556 | 2.38 | 25 | 02 o
—® LC
o35 TCGX090204-LC | 9.6 | 556 | 238 | 25 | 0.4 .
o =
c
3 S TCGX110202-LC | 11 | 635238 | 28 | 0.2 .
O F
TCGX110204-LC 11 [6.35]|238| 28 | 04 °
Aluminium TCGX110208-LC 11 | 635|238 | 28 | 0.8 o
Machining/
Lavorazione | TCGX16T304-LC | 165 |9.525| 3.97 | 4.4 | 0.4 .
alluminio
TCGX16T308-LC | 16.5 |9.525| 3.97 | 44 | 0.8 °
TCGX090202-LH | 9.6 | 5.56 (238 | 25 | 0.2 o °
LH
TCGX090204-LH | 96 | 556|238 | 25 | 04 o °
’\, TCGX110202-LH 11 |6.35(238| 28 | 0.2 e °
{0
H TCGX110204-LH | 11 |6.35|238 | 28 | 04 . .
Aluminium TCGX110208-LH 11 |6.35|238| 28 | 0.8 o o
Machining/
Lavorazione | TCGX16T302-LH | 16.5 (9.525) 3.97 | 4.4 | 0.2 o .
alluminio
TCGX16T304-LH | 16.5 |9.525| 3.97 | 44 | 0.4 o °
TCGX16T308-LH | 16.5(9.525| 3.97 | 44 | 0.8 o Y
Tool holder / Cartuccia
STACR/L STFCRI/L STGCR/L STTCR/L STFCRI/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°

@Aﬂ.s.
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

TP** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@D & oo%es o8 & 2 ©0 O
EM ey COBBOOHBS ol
H K 0BHS
o= " N
§ Vool hor arroet o Dex
e oo & @)
_2 |__,| Uncoated
Dimension (mm) Coated Carbide g g§§ Carbide
Dimensioni Carburo cementato rivestito 8¢ 83§ Non rivestito
IFnsert Shape Type 5 z Carburo cementato
orma inserto Tipo Q
~ N v N M Moy NN (3]
LDOOODONODNLLOWLLOHBOWBIE |5 |« ©
= =l OO0~ +~Aa N -« |0 [Ye) ©
Lpteypspdjr LiiiEcc9850003220s |5 |28 S5
SXXIXIXRSIIRIIIIIZIRIRZR R RS €S
=
TPGT090202-SF | 9.6 | 556 | 238 | 25 | 0.2 o e F o
SF © S
TPGT090204-SF | 9.6 | 556 | 2.38 | 2.5 | 04 o . 5} =
c
=
TPGT090208-SF | 9.6 | 556 | 2.38 | 2.5 | 0.8 o |e 8 L
TPGT110302-SF 11 | 635(3.18 | 28 | 0.2 ° °
Finishing | TPGT110304-SF | 11 |6.353.18| 2.8 | 04 o |e
Finitura
TPGT110308-SF 11 |[6.35/318| 28 | 0.8 fe) °
TPGH090202L 96 | 556|238 | 25 | 0.2 ° Y
& TPGH090204L | 9.6 | 5.56 | 2.38 | 2.5 | 0.4 . °
TPGH110302L 11 |6.35/318| 28 | 0.2 ° °
Super Finishing
Finit
di p;g:;iusrigne TPGH110304L 11 1635318 | 28 | 04 ° ]

Tool holder / Cartuccia

STUPR/L
Kr:93°

@[Aﬂ.s.
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General Turning

Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

VC** Positive Insert/ Inserti positivi

@)

Ideal Machining Condition Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 w |z ld  aE.  O0B8% 8 @ 80 ©
Wl = N
oic - &M e OOBBO OB O O
AT @ e oeHe
0. o= " .
g De—— 7 3 Mo meterel o e
P T s OO & @)
2 | Uncoated
Dimension (mm) Coated Carbide gg 82| Carbide
Dimensioni Carburo cementato rivestito 8t 555 Non rivestito
Carburo cementato
Insert Shape Type " =
Forma inserto Tipo &)
Q@ PN NN LN DL BRI NNN = =
LLRLBSSodredad2Leb b |55
2 Lle|e|@| e« uéﬁﬁﬁzzggoooogwwwg 5 28
= SXXIIXXISIRIIIIIZIIRZIR (R IRS
= VCGT080201R-USF| 8 | 476|238 | 23 | 0.1 o
5 USF
= VCGT080202R-USF| 8 |4.76 238 23 | 0.2 o
N
i) Finishing | VCGT110301R-USF| 11 |6.35 | 3.18 | 28 | 0.1 .
Finitura |~
VCGT110302R-USF| 11 |6.35|3.18 | 2.8 | 0.2 ]
VCGTO080201L-USF| 8 |4.76 | 238 | 2.3 | 0.1 o
USF
i= _ | VCGT080202L-USF| 8 |4.76 | 238 23 | 0.2 o
Finishing | VCGT110301L-USF | 11 |6.35 | 3.18 | 2.8 | 0.1 .
Finitura
VCGT110302L-USF | 11 |6.35|3.18 | 2.8 | 0.2 °
VCGT110302-SF 1 |635(318| 28 | 0.2 ° [
SF
VCGT110304-SF 11 |635(318| 28 | 04 [e} ° (]
Fingishing VCGT160404-SF | 165 (9.525| 4.8 | 4.4 | 04 .
Finitura
VCGT110304-HF 11 |635(3.18| 28 | 04 ° o
HF
-
g
Finishing
Finitura
VCGT130304 138|794 | 33 | 34 | 04 °
NF VCGT160408-NF | 16.5 |9.525| 476 | 4.4 | 0.8 o e
Finishing
Finitura
Tool holder / Cartuccia
SVQCR/L SVUCR/L SVJCR/L
Kr:107°30' Kr:93° Kr:93°

A92
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Cementedicarbidela ndlcermetlinsentstiinsertili ncatburofcementatolelCermet

VC** Positive Insert/ Inserti positivi

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 L s ooses o8 ® o0 o
§= M SRS OODBBOOHBEH O O
H K o8 #®
o= " N
§ Vool hor arroet o Dex
e oo & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide g% |E82| Carbide
Dimensioni Carburo cementato rivestito 8% | 88| Nonrivestito
NN S 2 © | Carburo cementato
P Type
Forma inserto Tipo &) ) [0)
- - N MmN NN Q
Lilc|s | d|r 85850808 E88R88888; 5 |53 25
LSS SN0000000 NS |S (28 =2
<<<<<<§<§<<<<<<<<O O [2NY) =
X X X X X X x XX X X X X X XX x xX X Em
VCGX110301-LC 11 | 635|318 | 28 | 0.1 ) ° = ©
= 3
LC VCGX110302-LC 1 /635|318 | 28 | 0.2 [eXNe} [ cIC', E
()
(]
VCGX110304-LC | 11 | 6.35|3.18 | 2.8 | 04 ° O+
% VCGX110308-LC | 11 | 6.35|3.18 | 2.8 | 0.8 °
VCGX160404-LC | 16.6 9.525| 4.76 | 44 | 0.4 °
Aluminium |-
Machining/ | VCGX160408-LC | 16.6 |9.525| 4.76 | 44 | 0.8 [ ]
Lavorazione
alluminio | vCGX160412-LC | 16.6 |9.525| 4.76 | 44 | 1.2 .
VCGX220530-LC | 22 127|556 | 55 | 3.0 o e
VCGX110202-LH | 11 |6.35|238 | 2.8 | 0.2 o
VCGX110204-LH | 11 |6.35|238 | 2.8 | 0.4 ° °
VCGX110301-LH 11 /635|318 | 28 | 01 o o o0
LH VCGX110302-LH 11 |635(3.18| 28 | 0.2 3 ° [ 3N
VCGX110304-LH | 11 |6.35 318 | 28 | 04 e o© oo
M= VCGX110308-LH | 11 | 635|318 28 | 08 o °
Aluminium | VCGX160402-LH | 16.6 |9.525| 4.76 | 4.4 | 0.2 ° [ ) [
Machining/
Lavorazione | VCGX160404-LH | 16.6 [9.525| 4.76 | 4.4 | 0.4 ° ° ® O
alluminio
VCGX160408-LH | 16.6 |9.525| 476 | 44 | 0.8 ° ® O
VCGX160412-LH | 16.6 |9.525| 4.76 | 44 | 1.2 ° ® O
VCGX220530-LH 22 | 127|556 | 55 | 3.0 fe) ® O
Tool holder / Cartuccia
SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:107°30" Kr:93° Kr:72°30" Kr:93°

@Aﬂ.s.
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General Turning
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Cementedlcatbidela ndlcermetiinsertstlinsertilinfcarburolcementatolelCerme

VB** Positive Insert/ Inserti positivi

@)

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@ = oosen o9 % 80 O
s -
M g OCOBDROOHBDB O O
] K OBH®G
o= " .
§ e e o StEX]
P T s OO & o
2 |__,| Uncoated
Dimension (mm) Coated Carbide £% |E82| Carbide
Dimensioni Carburo cementato rivestito gg 555 Non rivestito
2 Carburo cementato
|I:nsert Shape Type
orma inserto Tipo O S}
=N - - i 32 Bl B SN I SN oVl oY
L|IcC| S| d|r|eeeed888228882R95s |6 |55
LLONP==cd85000Bnnns |= |28
<<<<<<§<<<<<<<<<<O Q n v
XXXXXXXXXXXXXXXXXX |[X |[XX
SF VBGT110302-SF 11 |6.35|3.18| 28 | 0.2 o [
@ VBGT110304-SF 11 |635(3.18| 28 | 04 o [
Finishing
Finitura
VBMT110302-EF 11 |6.35(3.18| 28 | 0.2 o0
EF | vBMT110304-EF | 11 |635|3.18 | 28 | 04 ol B
Saeoa | VBMT110308-EF | 11 | 635 3.18 28 | 0.8 o0 o
Finishing | yvBMT160404-EF | 16.5 |9.525| 4.76 | 4.4 | 0.4 ce e
Finitura
VBMT160408-EF | 16.5 [9.525| 4.76 | 44 | 0.8 o e °
VBMT110202-HF 11 |6.35|238| 28 | 0.2 ° o 3
VBMT110204-HF 11 |6.35(238| 28 | 04 ° o o ° [
Finishing VBMT110208-HF 11 |6.35|238| 28 | 08 |e@ ° °
Finitura
VBET160404-NF | 16.5 |9.525| 476 | 44 | 0.4 o e
NF
- VBET160408-NF | 16.5 [9.525| 4.76 | 4.4 | 0.8 o e
Finishing VBET160408-NGF | 16.5 |9.525| 4.76 | 4.4 | 0.8 o
Finitura
VBET160412-NGF | 16.5 |9.525| 476 | 4.4 | 1.2 o
Tool holder / Cartuccia
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°

Ag4
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Cementedlcarbidelandlcermetll Insertiinfcarb urolcementatolelCermet

VB** Positive Insert/ Inserti pOSitiVi Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 @ 2E  ooses e & 80 ©
21.C §= M Siasne OOBHOOBH O O
- s Casti
> 5[ omo onne
o= " N
L D—— g it oan s @ O3
A Do D OO & O
2 |__,| Uncoated
Dimension (mm) Coated Carbide g8 |£82| Carbide
Insert Sh Dimensioni Carburo cementato rivestito &= 83§ Non rivestito
nsert shape Type 2 Carburo cementato
: 2 == — o — < )
romeimsere) - Teo ERARasyebBRBBE8Y s § |5
L|{IC|S|d|r|tiililf=s=s9S0000000dh= |= 88
SXXIISSIRIRISIIIIZIISIZR R R
x x X X
EM VBMT110304-EM | 11 |6.35|3.18 | 2.8 | 0.4 oe [} o
— VBMT110308-EM | 11 |6.35|3.18| 2.8 | 0.8 oe ° g’ g
VBMT160404-EM | 16.5 |9.525| 4.76 | 4.4 | 0.4 € ¢
Medium Cut/ o Om° 59
Media Asport.| VBMT160408-EM | 16.5 |9.525| 476 | 4.4 | 0.8 e o = o
o =
HM | VBMT160404-HM | 16.5 |0.525| 476 | 44 | 0.4 S 2
c
VBMT160408-HM | 16.5 |9.525/ 476 | 44 | 08 |0 @ @ @ @ ° o o o0 GC) S
- = (O™
. VBMT160412-HM | 16.5 (9.525| 4.76 | 4.4 | 1.2 o
Medium Cut/
Media Asport.
VBMT160404-HR | 16.5 |9.525| 4.76 | 4.4 | 0.4 o
VBMT160408-HR | 165 (9525476 | 44 | 08 0 @ ® ® O o o
; VBMT160412-HR | 16.5 (9.525| 4.76 | 4.4 | 1.2 o o
Roughing /
Sgrossatura | VBGT160408-HR | 16.5 |9.525| 4.76 | 4.4 | 0.8 o
VBMW160404 16.5 |9.525/ 476 | 44 | 04 |o o
Flat | B 20405 el e
e
Tool holder / Cartuccia
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30 Kr:107°30' Kr:93°
ok i f A Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
VC** Positive Insert/ Inserti pOSItIVI O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
4 D 2= oosen oo & 80 ©
2 £ ;
M CODHOOBE o O
3 i f = Cast i
] <B osss
. - ¢ o= " "
I | Ls ] § ciainon rrag: @) D63
e O & @)
] .
. . . =2 |=ng Uncoated
Dimension (mm) Coated Carbide g% | g3 Cnaolj%aid(_ee
Dimensioni Carburo cementato rivestito 3c |88E Nonrivestto
Insert Shape Type S 8 | Carburocementato
Forma inserto Tipo - - - — — O &)
P EYnNRygNeEBRRR8NS; 2 |5s
L IC| s d NLLLLELS=SSYN00000G 00 = |= 2
SEXIRZZIIZIIIIZIIRIRRR R VR
x x X X
EF VCMT160404-EF | 16 |9.525|4.76 | 44 | 0.4 °
EM VCMT160404-EM | 16 |9.525|4.76 | 44 | 0.4 ® 0O
~ VCMT160408-EM | 16 |9.525/4.76 | 44 | 0.8 ° o

A9s



General Turning
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CementedlcabidelandlcermetiinsentstlinsertilinfcarburolcementatolelCerme

VC** Positive Insert/ Inserti positivi

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
@ = oosen o9 8 80 O
© Stai S
M priadon OCOBDROOHBDB O O
s =
K OB
o= » .
§ e e o StEX]
P s OO & o
B
’ . ’ =2 | 2ot Uncoated
Dimension (mm) Coated Carbide g8 |g3c c"§r°§.d§
Dimensioni Carburo cementato rivestito 8 | 8SE Non ivestto
Insert Shape S & | Carburocementato
Type
Forma inserto Tipo S
= N N M Moo NN o
LilC| S |d|r|eegyeS888r2Q882lby b |55
LLElP==d85000Bnnaz |= |28
LI ILCILILTILIIIIIIILI L0 O 0 n
XXXXXXXXXXXXXXXXX|X x X X
VPGT080201R-USF| 8 |4.76|238| 23 | 0.1 o
USF
- VPGT080202R-USF| 8 |4.76 238 | 23 | 0.2 o
Finishing |VPGT110301R-USF| 11 |6.35 3.18 | 2.8 | 0.1 °
Finitura
VPGT110301FR-USF| 11 |6.35|3.18 | 2.8 | 0.1 o
USF VPGT080201L-USF| 8 |4.76 (243 | 2.3 | 0.1 [
St VPGT080202L-USF| 8 | 476 243 | 23 | 02 o
Finishing
Finitura |VPGT110301L-USF| 11 |6.35|3.18 | 2.8 | 0.1 o
VC** Positive Insert/ Inserti positivi
Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Buone condizioni di lavorazione Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
Steel
L@ s oonen o8 @ ®0 O
b Stainless Steel
.M ctiars inox OOBLHBOOHBH O O
3 ) !
s i
FH] K OBHG
| |e= o A
;é R hor oreast o Dex
Heat-resi ]
Acclgl?ot r;esrssltseﬁz (8?!(.“:?0!9 O O 69 O
2
Dimension (mm) Coated Carbide 83 | g3 carbide
Dimensioni Carburo cementato rivestito 8¢ <§§§ Carbutrci
i 2 cementato
insert shape Type
Forma inserto Tipo &)
- - o
Sl o BB mwmmumvmum)%g%%‘_ o
Lilc|s|d|r|2RB838S322R8&828LLlh b |53
Lhils=SSd80000B3m0nals |= |28
LTI 0 Q 0w n
XXXXXXXXXXXXXX XX x xX X
. WCMX040208R-53 | 4.3 | 6.35|2.38 | 3.1 | 0.8
Basic ° ©
_ WCMX06T308R-53 | 6.5 |9.525|3.97 | 3.7 | 0.8 ) °
_/ D [womxosoa1zrs3| 67 | 127|476 | 43 | 12 o o

Ag6

@Aﬂ.s.



~ INSERTI IN
¢, PCBN-CBN

INSERTS




Q0
®
Y
o
c
()
o
©
Y
=

=
c
S

l_

General Turning

Aos

Turnlng Tonnitura
PCEN & PEb seis Gl [y - Clhssiiserions 59 nserd PEEN & e

Insert shape Tolerance
Forma inserto Grado di tolleranza
- v
A B c
S
< é:: > ‘» Tolerance . Tolerance i
O Code o difofl T S | Code Tol f Thickness S
E H Grado ditolleranza 31.C Spessore Gmdgd? ﬁgl:ﬁza Gmda‘g;t.:gmnza Spessore
o A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| +0.025
/A ()86
K L M F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| £0.025
Q |:| f E C | 0013 $0.025 | $0.025 L $0.025 | +0.05-0.13| 0.025
P S T H +0.013 +0.013 +0.025 M | +0.08-+0.18 |+0.05-+0.13 +0.13
T Others | £0.025 +0.025 £0.025 N | £0.08-+0.18 | £0.05-+0.13| 0.025
® Altri
. w 4 G +0.025 +0.025 +0.13 +0.13-+0.38 | +0.08-+0.25|  +0.13

7 eman

Clearance angle o in cutting edge
Angolo di spo; el fianco
Angle Angle
e Angolo Code) Angolo
D = s (=
30 50
| EE |o
7 15°
E F
20° 25°
o [ |»
30° ~l-0°
Others
P Y Altri
11°

e
serto
Hole Insert Section
Code Foro WPGT Tipo
N 7
>65°
B v
>65°
c v
~ v o
<65°
w v
Q v <65
— Spegcial
X Speciale

@AfI.S.




PCBNIRECDInseitsICode|KeybC assificazionellSOlnsetIRCE NIRIRCD)

Cutting edge length Insert thickness Nose radius
Lunghezza tagliente (mm) Spessore (mm) Raggio di punta (mm)
: Insert Shape )
3'?;2%?; Forma dell'inserto ,D ot Raius (mm)
: c D S T vV | W 1 1
g thickness 00 -
Spessore
w | HE Bl A &ZSQ P 0 02
3.97 06 Insert Insert
2 Code | Thickness | Code | Thickness
50 D (mm) Sp ( 04 0.4
5.56 09
6.0 02 2.38 06 6.35 08 0.8
6.35 7 1
e e " 2 258 | Te 6.75 12 12
9.525 09 1 09 16 16 06
16 .
100 03 3.18 07 7.94 1.6
12.0
20 20
12.7 12 15 12 22 22 08 T3 3.7 09 9.52
15.875 16 15 27 24 2.4
16.0 19 04 4.76 T9 9.72
19.05 19 19 33 | T4 4.96 1 11.11 32 32
;23 5 5 ! . X Othe(s
25.4 5 5 . 05 556 12 12.70 A
X Round Insert
3 !3275 I T5 5.95 Mo Inserti tondi

I

12(04108[T]020

|
-2

Profile of cutting edges Width of cham gle of chamf Number of cutting edges Wiper edge
Versione del tagliente Larghezza smusso Angolo dello Numero dei taglienti Bordo raschiante
Cutting Edge | Shape Form Number of edges
Code Tagliente | Forma dellinserto W [} Code N?;’Z';ZZ. ge: w
Sharp edge
F Spigolo vivo / 1 1 @
010 | 0.10 | 040 | 0.40 05 5°
E Honing T 015 | 0.15| 045 | 0.45 10 10° @
2 2
Arrotondato 020 | 0.20 | 050 |0.50 15 15°
025 | 0.25| 100 | 1.00 20 20°
T | Semes | Zp 030 | 0.30 | 200 |2.00 25 25° 3 3 @
Gharfering 035 0.35 30 30°
Smusso
S | e | ZZ20 s+ [0]
Arrotondato
Standard edge preparation
Versione standard della fase
Solid CBN PCD
CBN CBN integrale PCD
Radius = 0.4 S01020 S01020 S01020 S01020 S01020 T02020 T02025 F
Radius 2 0.8 $02020 S02020 S02020 $02020 S01020 T02020 T02025 F

* other edge preparation on demand
altre versioni dello smusso su richiesta
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General Turning

PCBN

Insert Shape
Forma inserto

Type
Tipo

CNGA120404-2
CNGA120408-2
CNGA120412-2
CNGA120408-2W
CNGA120412-2W

Grade
Grado

DNGA150604-2
DNGA150608-2
DNGA150612-2

Q0
®
Y
o
c
()
o
©
Y
=

=
c
S

l_

SNGA120408-2
SNGA120412-2

O Ol0O O O|lO O O O O

O 0|0 O O|O0O O O O O

O o|O0 O

O OoO|lO0 O O

Negative Inserts
Inserti

TNGA160404-3
TNGA160408-3
TNGA160412-3

VNGA160404-2
VNGA160408-2

WNGA080404-3
WNGAO080408-3
WNGA080412-3

O O 0|0 O|lO O O

® O O |{@mo | O O [ O

CCGW060204-1
CCGW060208-1
CCGW09T304-2
CCGW09T308-2
CCGW120404-2
CCGW120408-2

© el © [Kel

©8 O BN O

DCGW070202-1
DCGW070204-1
DCGW070208-1
DCGW11T304-2
DCGW11T308-2

Positive Inserts
Inserti

TCGW110204-1
TCGW110208-1
TCGW16T304-3
TCGW16T308-3

0O O O o|O ©

VBGW160404-2
VBGW160408-2

VCGW160404-2
VCGW160408-2

0O ol 0j]0O O 0O 0O|]O O O O O|O0O O O O O O

0O 0lo 0|0 0O O 0O|lO O O O 0|0 O O O O O

O OO0 O|O O

A100
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PCBN

Insert Shape
Forma inserto

Type
Tipo

$01020 *

Grade
Grado

T02020 *

T02025 *

CNGNO090308
CNGN090312
CNGN120404
CNGN120408
CNGN120412
CNGN120416
CNGN12T608
CNGN120712

[}

o

o

DNGN110404
DNGN110408

0O o/lo 0 O 0o O O O

O O|l0O O e e @@ O O

0O 0/0O 0O O 0O O O O

Negative Inserts
Inserti

SNGN090308
SNGN090312
SNGN090316
SNGN120404
SNGN120408
SNGN120412
SNGN120416
SNGN12T612
SNGN150716
SNGN150720

WNGN060304
WNGN080408
WNGN080412

RNGNO090300
RNGN020300
RNGN120400
RNGN120700
RNGN150700

O O |0 OSSN O OWeOMO O OO0 0 O O O 0 ©

O O @€ O 0O/0O O 0|0 O O @@ @ @ O O O O

O 0|0 O 0|0 O O[O O 0O O O O O FolmEE G

* Standard edge preparation
Versione standard della fase

* other edge preparation on demand
altre versioni dello smusso su richiesta

@;Aﬂ.s.
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General Turning

PCD/PKD

Insert Shape
Forma inserto

Type
Tipo

Grade
Grado

XFS421

CCMT060202
CCMT060204
CCMTO09T304
CCMT09T308
CCMT120404
CCMT120408

[e]

Q0
®
Y
o
c
()
o
©
Y
=

=
c
S

l_

CCMW060202
CCMWO060204
CCMWO09T304
CCMWO09T308
CCMW120404
CCMW120408

DCMT070202
DCMT070204
DCMT11T302
DCMT11T304
DCMT11T308

DCMW070202
DCMWO070204
DCMW070208
DCMW11T302
DCMW11T304
DCMW11T308

TCMT110204
TCMT16T304
TCMT16T308

0O 0 0Ojo O O O O OO O O O O|O O O O O 0|0 O O o o

TCMW110208
TCMW16T304
TCMW16T308

VBMT160404
VBMT160408

O O|O0 O O

VBMW160404
VBMW160408

[\

VCMT160404
VCMT160408

O 0|0 O

VCMW160404
VCMW160408

o

A102
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PCENIRIPCDIINS ertsHInserti|PC ENIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting * Interrupted cutting
€B Taglio continuo o leggermente interrotto Taglio fortemente interrotto

Hardened material
/ ch m Materiale temprato . ‘ *
kS
E Cast iron
_g’g m Ghisa (©)
S
;° Non-ferrite material
Metalli non ferrosi
T
Insert Shape Type - -
Forma inserto Tipo = &N ™ =
L 1.C S d r L L T o
£ < g g )
x x o ©
CNGA120404-2 12.9 127 476 5.16 0.4 o o o o £0
=
()
=
CNGA120408-2 12.9 127 476 5.16 0.8 o o o o E 2
~ T &
a CNGA120412-2 12.9 12.7 4.76 5.16 1.2 e} o o o ) ..3
c c
CNGA120408-2W {249 12.7 4.76 5.16 0.8 e} e} 8 é
CNGA120412-2W 12.9 12.7 4.76 5.16 1.2 o o

Tool Holder - Cartuccia

DCLNR/L PCLNR/L
Kr:95° Kr:95°

PCLNR/L
Kr:95°

@;Aﬂ.s.
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PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

Continuous cutting

O Taglio contin

uo

Continuous and light interrupted cutting %é Interrupted cutting
€9 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
5 m Materiale temprato . ‘ *
5
s Cast iron
32 hisa
3 ®
P
2 Non-ferrite material
Metalli non ferrosi
D
Insert Shape Type - -
Forma inserto Tipo S N o <
L 1.C s d r L oL oL o
X %X % %
x X
DNGA150604-2 15.5 12.7 6.35 5.16 04 (o) 0] o o
© / DNGA150608-2 155 127 6.35 5.16 08 o o o o
DNGA150612-2 15.5 127 6.35 5.16 1.2 o o o ¢}
Tool Holder - Cartuccia
DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30" Kr:93°

A4
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PCENIRIPCDIINS ertsHInserti|PC ENIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting %v;, Interrupted cutting
€9 Taglio continuo o leggermente interrotto Taglio fortemente interrotto

Hardened material
m Materiale temprato . ‘ *

Cast iron
m Ghisa @

Non-ferrite material
Metalli non ferrosi

Workpiece Material
Materiali

Dimension (mm)
Insert Shape Dimensioni G
Type — —

Forma inserto Tipo = ~ ™ =
L 1.C S d r L &L o
X % % %
x x
SNGA120408-2 12.7 12.7 4.76 5.16 0.8 o o o o
- SNGA120412-2 12.7 127 4.76 5.16 1.2 o o o o

Tool Holder - Cartuccia

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°

@;Aﬂ.s.
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General Turning
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PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting

Taglio contin

uo

Continuous and light interrupted cutting %’g Interrupted cuttin:
€9 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
3 [ e o & %
5
s Cast iron
§§ m Ghisa @
B
2 Non-ferrite material
Metalli non ferrosi
gD
Insert Shape Type - -
Forma inserto Tipo = ~ ™ =
L 1.C s d r L oL oL o
X %X % %
x X
TNGA160404-3 16.5 9.525 4.76 3.81 0.4 o o
-
TNGA160408-3 16.5 9.525 4.76 3.81 0.8 (e) o o o
I - | TNGA160412-3 16.5 9.525 4.76 3.81 1.2 o o o ¢}
Tool Holder - Cartuccia
DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°

A106
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O Continuous cutting
Taglio continuo

PCEN & [Peb hsers

EinsertiPCENIARCD)

Continuous and light interrupted cutting %vzp’ Interrupted cutting
69 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
s m Materiale temprato . * *
s
= Cast iron
88 m Ghisa @
=
2 Non-ferrite material
Metalli non ferrosi
Dimension (mm) CBN
Dimensioni
Insert Shape Type - -
Forma inserto Tipo = &N ™ =
L 1.C S d r L L T o
< < § <
x x x
VNGA160404-2 16.6 9.525 4.76 3.81 0.4 o o
w VNGA160408-2 16.6 9.525 4.76 3.81 0.8 o o
Tool Holder - Cartuccia
DVVNN DVJNR/L MVVNN MVJNR/L
Kr:72°30" Kr:93° Kr:72°30" Kr:93°
O Continuous cutting
Taglio continuo
Continuous and light interrupted cutting % Interrupted cutting
63 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
s m Materiale temprato . ‘ #
gIC 55
. = Cast iron
§§ m hisa .
£
= Non-ferrite material
L\l Metalli non ferrosi
Dimension (mm) CBN
Dimensioni
Insert Shape Type
Forma inserto Tipo = S ) =
L 1.C S d r L L & o
< < § <
x x X
= WNGA080408-3 8.69 12.7 476 5.16 0.8 o
. WNGA160404-3 8.69 12.7 4.76 5.16 04 o
- WNGA160408-3 8.69 12.7 4.76 5.16 0.8
Tool Holder - Cartuccia
DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°

@Aﬂ.s.
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General Turning
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PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting

Taglio continuo

Continuous and light interrupted cutting %% Interrupted cutting
69 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
T m Materiale temprgta o SR
5
5 Cast iron
§% m Ghisa @
;B Non-ferrite material
Metalli non ferrosi
T
Insert Shape Type - -
Forma inserto Tipo = ~ ™ =
L 1.C s d r L oL oL o
§ < < <
X X X
CCGW060204-1 6.4 6.35 2.38 2.8 0.4 o o
CCGW060208-1 6.4 6.35 2.38 2.8 0.8 o o
Q o CCGW09T304-2 9.7 9.525 3.97 4.4 0.4 o o o o
_ CCGW09T308-2 9.7 9.525 3.97 4.4 08 o ¢} o o
CCGW120404-2 129 12.7 4.76 5.5 04 o o o o
CCGW120408-2 129 12.7 4.76 @5 0.8 o o o o
Tool Holder - Cartuccia
SCACR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:90° Kr:95°

A108
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PCEN & [Peb hsers

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting
€9 Taglio continuo o leggermente interrotto

EinsertiPCENIARCD)

Interrupted cutting
Taglio fortemente interrotto

o2

@;Aﬂ.s.

/ Hardened material
7° s m M:rtet;'z?e 121::;70 . ‘ *
35
3 -
K s ®
[ ks
S Non-ferrite material
S s Wietal non ferrosi
Dimension (mm) CBN
Insert Shape Type Dimensioni
Forma inserto Tipo = N ) hy
L 1.C s d r EoLL g
X % % %
DCGW070204-1 7.8 6.35 2.38 2.8 0.4 o o
DCGW070208-1 7.8 6.35 2.38 2.8 0.8 o o
‘ / DCGW11T304-2 11.6 9.525 3.97 4.4 0.4 (e} o (e} o
DCGW11T308-2 11.6 9.525 3.97 4.4 0.8 © o (e} o)
Tool Holder - Cartuccia
SDACRI/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30° Kr:107°30' Kr:93° Kr:85°
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General Turning

Q0
®
Y
o
c
()
o
©
Y
=
=
c
S
l_

PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

@)

€9 Taglio continuo o

Continuous cutting
Taglio continuo

Continuous and light interrupted cutting

leggermente interrotfo

&

Interrupted cutting
Taglio fortemente interrotto

4 Hardened material
S K] m M?artezgle tg}z:rg?o . ‘ *
— g
T o=
=g Cast iron
o2 hisa .
od} o3 K
£
= S Non-ferrite material
v = Wietal non ferrosi
DmI\De.nsmn. (m'm) CBN
e Type imensioni
Forma inserto Tipo - S o =
L 1.C s d r L oL &
x % % %
X X
TCGW110204-1 9.6 5.56 2.38 25 0.4 o o o
&9 TCGW110208-1 9.6 5.56 2.38 25 08 o o o
- TCGW16T304-3 16.5 9.525 397 4.4 04 © e} o e}
Q TCGW16T308-3 16.5 9.525 3.97 44 08 o o o o
Tool Holder - Cartuccia
STACR/L STFCR/L STGCR/L STTCR/L STFCRI/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:90°

A110

@AfI.S.



PCEN & [Peb hsers

O Continuous cutting
Taglio continuo

ontinuous and Ii?ht interrupted cutting %
e

C
@ Taglio continuo o leggermente interrotto

EinsertiPCENIARCD)

Interrupted cutting
Taglio fortemente interrotto

/ Hardened material
s )  ereemeeds o & %
g3
K —
K O
3
§ Non-ferrite material
Metalli non ferrosi
Dimension (mm)
Insert Sh Dimensioni CBN
nsel ape Type
Forma inserto Tipo = I ) =
L 1.C s d r L L & o
< < § <
x X x
< ) VBGW160404-2 16.6 9.525 4.76 4.4 0.4 o ¢} o
VBGW160408-2 16.6 9.525 4.76 4.4 0.8 ) o o
Tool Holder - Cartuccia
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBRI/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
O Continuous cutting
Taglio continuo
[ Continuous and light interrupted cutting % Interrupted cutting
) SS Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
PHY © & %
5
s Cast iron
;2 m Ghisa (]
B Non-ferrite material
r m Metalli non ferrosi
Dimension (mm)
. I CBN
Insert Shape Type Dimensioni
Forma inserto Tipo = S ) =
L 1.C S d r EoLoL g
X X % %
VCGW160404-2 16.6 9.525 4.76 4.4 0.4 ] o o
v () y VCGW160408-2 16.6 9.525 476 4.4 0.8 o o o
Tool Holder - Cartuccia
SVVCN SVJCR/L SVQCR/L SVUCR/L
Kr:72°30" Kr:93° Kr:107°30' Kr:93°
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General Turning

PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting
69 Taglio continuo o leggermente interrotto

o3

Interrupted cutting
Taglio fortemente interrotto

Ko}
©
°
©
=
)
o
©
e
=]

=
c
S

'—

/ " Hardened material
&0 : 0 o 8
glc &
5 Cast iron
88 Ghisa &
ik
.g Non-ferrit terial
lon-ferrite material
= Metalli non ferrosi
Dimension (mm) CBN
Dimensioni
Insert Shape Type = = =
Forma inserto Tipo ] N ')
L 1.C s d r < % 2
X x ;
CNGNO090308 9,7 9,525 3,18 - 0.8 o o o
CNGNO090312 9,7 9,525 3,18 - 1,2 [o) o o
CNGN120404 129 12.7 4.76 - 0.4 © o o
CNGN120408 12.9 12.7 4.76 - 0.8 o [ o
CNGN120412 12.9 12.7 4.76 - 1.2 o ° o
CNGN120416 129 12.7 4.76 - 1,6 o ° o
CNGN12T608 129 127 6.75 - 0.8 o o o
CNGN120712 12.9 12.7 7.94 - 0.8 (o) o o
o Continuous cutting
Taglio continuo
Continuous and light interrupted cutting % Interrupted cutting
63 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
_:_:u m Materiale temprato ‘
5
= Cast iron
) "
% X m Ghisa ‘ *
£
—IN Non-ferrite material
Metalli non ferrosi
Dimension (mm) CBN
Dimensioni
Insert Shape Type = = =
Forma inserto Tipo N N ™
L 1.C s d r < g g
X X X
DNGN110404 15.5 9.525 4.76 - 0.4 (o) o o
DNGN110408 15.5 9.525 4.76 - 0.8 o o o

A112
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PCENIRIPCDIINS ertsHInserti|PC ENIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting * Interrupted cuttini
69 Taglio continuo o leggermente interrotto Taglio fortemente interrotto

/ " Hardened material
L 2 [ e &
[l %-T;
=g Casti
K i ® %
2s
£
r 5 ) )
Non-ferrite material
2 e et
Dimension (mm) CBN
Dimensioni
Insert Shape Type = = =
Forma inserto Tipo N N )
L 1.C s d r < 2 <
2 % %
SNGN090308 9,625 9,525 3,18 - 0,8 o o o
SNGN090312 9,525 9,625 3,18 - 1,2 o [e) ]
SNGN090316 9,525 9,525 3,18 - 1,6 o ) o
SNGN120404 127 12.7 4.76 - 0.4 o [} o
SNGN120408 127 12.7 4.76 - 0.8 o ° o
SNGN120412 12.7 12.7 4.76 e 1,2 o ] ©
SNGN120416 12.7 12.7 4.76 - 1.6 o ° o
SNGN12T612 127 12.7 6.75 - .2 o o o
SNGN150716 15.875 15.875 7.94 - 1.6 o o o
SNGN150720 15.875 15.875 7.94 - 2.0 o o ©
Continuous cuttin
O Taglio continuo g
k Continuous and Ii?ht interrupted cutting % Interrupted cuttin
69 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ 80° Hardened material
s m Materiale temprato ‘
o
gic 5 et
K = e =
E:
r et g Non-ferrite material
B Metall non ferrosi
Dimension (mm) CBN
Dimensioni
Insert Shape Type = = =
Forma inserto Tipo ] N Ie)
L 1.C s d r < g g
x X X
WNGN060304 6.5 9.525 3.18 - 0.4 o o o
WNGNO080408 8.69 12.7 4.76 - 0.8 o o o
WNGNO080412 8.69 127 4.76 - 1.2 o o o

@[Aﬂ.s.
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General Turning
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PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting *
69 Taglio continuo o leggermente interrotto

Interrupted cutting

Taglio fortemente interrotto
/ Hardened material
PO H i e &
21c 2.
=g Cast iron XFS421
§§ m Ghisa ® =*
£
§° Non-ferrite material
Metalli non ferrosi
T
Insert Shape Type = = =
Forma inserto Tipo ‘q N ™
L 1.C s d < g <
X x ;
RNGN090300 9.525 9.525 3.18 - o o o
RNGN120300 12.7 12.7 3.18 - o) o o
RNGN120400 127 12.7 4.76 - o ° [}
RNGN120700 127 12.7 7.94 - o o o
RNGN150700 15.875 15.875 7.94 - o o o
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PCENIRIPCDIINS ertsHInserti|PC ENIEIPCD)

O Continuous cutting
Taglio continuo

ontinuous and Ii;;ht interrupted cutting * Interrupted cutting
e

C
S} Taglio continuo o leggermente interrotto Taglio fortemente interrotto

/ Hardened material
s [ o
r é'ﬁ
= Cast iron
gﬁ m Ghisa
£
S Non-ferrite material
= WMetailinon ferrosi @)
Dimension (mm) PCD
Dimensioni
Insert Shape Type =
Forma inserto Tipo g
P L Ic s d r b
s <
x o ©
CCMT060202 6.4 6.35 2.38 238 0.2 o E g
=
o
CCMT060204 6.4 6.35 2.38 2.8 0.4 o 2 ?
o =
CCMT09T304 9.7 9.525 3.97 4.4 0.4 o g _,3
c c
CCMT09T308 o7 9.525 3.97 4.4 0.8 o 8 é
CCMT120404 12.9 12.7 4.76 5.56 0.4 o
CCMT120408 12.9 12.7 476 5.56 0.8 (e}
Tool Holder - Cartuccia
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
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PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting
69 Taglio continuo o leggermente interrotto

* Interrupted cutting
Taglio fortemente interrotto

/ Hardened material
PR H i)
i
m'g Cast iron
o% Ghisa
22
S Non-ferrite material
= Wetsli non ferrosi (@)
Dimension (mm)
: P PCD
Dimensioni
Insert Shape Type -
Forma inserto Tipo ~
L 1.C S d r P
[T
X
CCMW060202 6.4 6.35 2.38 28 0.2 e}
CCMW060204 6.4 6.35 2.38 2.8 0.4 o
‘ a CCMW09T304 9.7 9.525 3.97 4.4 0.4 o
h CCMWO09T308 9.7 9.525 3.97 4.4 0.8 o
CCMW120404 12.9 12.7 4.76 5.56 0.4 ©
CCMW120408 12.9 12.7 4.76 5.56 0.8 o
Tool Holder - Cartuccia
SCACR/L SCLCR/L SCLCRI/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°

At16
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PCENIRIPCDIINS ertsHInserti|PC ENIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting * Interrupted cutting
S} Taglio continuo o leggermente interrotto Taglio fortemente interrotto

/ Hardened material
s m Materiale tempralto
5
0’5 Cast iron
& Gh
gg B isa
=
X S Non-ferrite material
A 2 oot meere) s}
ho
Insert Shape Type -
Forma inserto Tipo g :
L I.C s d r by o®
s S o
< c c
S0
DCMT070202 7.8 6.35 2.38 238 0.2 o =ie)
— ®
DCMT070204 7.8 6.35 2.38 2.8 0.4 o) g _§
cc
DCMT11T302 11.6 9.525 3.97 4.4 0.2 o [0 ‘5
[ON =
DCMT11T304 11.6 9.525 3.97 4.4 04 o)
DCMT11T308 11.6 9.525 3.97 4.4 0.8 o
Tool Holder - Cartuccia
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30" Kr:107°30' Kr:93° Kr:85°

@;Aﬂ.s.

A7



General Turning

PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting %'%
69 Taglio continuo o leggermente interrotto

Interrupted cutting
Taglio fortemente interrotto

H|

Hardened material

E Materiale temprato
g5 .
kK] o
K by
E L§
Non-ferrit terial
Wetall non ferrosi @)
e
Insert Shape Type -
o Forma inserto Tipo NI
© L 1.C S d r >
o L
c X
()
(=] DCMW070202 7.8 6.35 2.38 2.8 0.2 o
©
§ DCMW070204 7.8 6.35 2.38 238 0.4 o
'c
5] DCMW070208 7.8 6.35 2.38 2.8 0.8 o
L ¢
DCMW11T302 11.6 9.525 3.97 4.4 0.2 o
DCMW11T304 11.6 9.525 3.97 4.4 0.4 o
DCMW11T308 11.6 9.525 3.97 44 0.8 o
Tool Holder - Cartuccia
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30" Kr:107°30' Kr:93° Kr:85°

A118
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PCEN & [Peb hsers

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting
69 Taglio continuo o leggermente interrotto

o=

EinsertiPCENIARCD)

Interrupted cutting
Taglio fortemente interrotto

H)

Hardened material

K Materiale temprato
23 .
5 ast iron
3 m Ghisa
3=
Non-ferrite material
Metalinon ferrosi @)
Dimension (mm)
Insert Shape Dimensioni PCD
P Type —
Forma inserto Tipo ~
L I.C S d r >
w
x
. TCMT110204 1 6.35 2.38 2.8 0.4 o
TCMT16T304 16.5 9.525 3.97 4.4 0.4 o
TCMT16T308 16.5 9.525 3.97 4.4 0.8 o
Tool Holder - Cartuccia
STTCR/L STFCR/L
Kr:60° Kr:90°

STACR/L STFCR/L STGCR/L

@;Aﬂ.s.
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General Turning

PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting
@ Taglio continuo o leggermente interrotto

&

Interrupted cutting
Taglio fortemente interrotto

Hardened material
Materiale temprato

T
]
gE Cast iron
gé m Ghisa
ks
S Non-ferrite material
= Metali non ferrosi o
Orser (o)
Insert Shape Type
Forma inserto Tipo §
L I.C S d r >
o s
@ X
() TCMW110208 11 6.35 2.38 2.8 0.8 fe)
c
S Q TCMW16T304 16.5 9.525 3.97 4.4 0.4 o
©
§ — TCMW16T308 16.5 9.525 3.97 4.4 0.8 o
'c
S
l_
Tool Holder - Cartuccia
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:90°

A120
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O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting

69 Taglio continuo o leggermente interrotto

PCEN & [Peb hsers

4]

EinsertiPCENIARCD)

Interrupted cuttin:
Taglio fortemente interrotto

Hardened material
Materiale temprato

K]

Materiali

Cast iron
Ghisa

Workpiece Material

Non-ferrite material
Metalli non ferrosi

Insert Shape

Forma inserto

Type
Tipo

Dimension (mm)
Dimensioni

PCD

S

VBMT160404

16.6

9.525

4.76

4.4

0.4

O | XFS421

VBMT160408

16.6

9.525

4.76

44

0.8

o

Tool Holder - Cartuccia

SVJBR/L
Kr:93°

Pag. A??

SVABR/L
Kr:90°

SVVBN

SVQBR/L

A?? A??

SVUBRI/L
Kr:93°

O Continuous cutting
Taglio continuo

Continuous and li
63 Taglio continuo o

ht interrupted cutting

leggermente interrotto

=

ted cutting
Taglio fortemente interrotto

K]

Workpiece Material
Materiali

Hardened material
Materiale temprato

Cast iron
hisa

Non-ferrite material
%‘etaﬂ:" non femlasi O
e
Insert shape Type
Forma inserto Tipo S
L 1.C S d r &
w
x
VBMW160404 16.6 9.525 4.76 4.4 0.4 (o)
! = VBMW160408 16.6 9.525 4.76 4.4 0.8 ()
Tool Holder - Cartuccia
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBRI/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
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PCBNIZIECDlnsetotlnee tIPCBNIEIPCD)

O Continuous cutting
Taglio continuo

Continuous and light interrupted cutting

69 Taglio continuo o leggermente interrotto %

Interrupted cutting
Taglio fortemente interrotto

Hardened material
3 [ e
5
g Casti
0 K] oo
2s
3
S Non-ferrite material
= Wetall non ferrosi o
Dimension (mm) PCD
Dimensioni
Insert Shape Type
Forma inserto Tipo §
L 1.C S d r >
o) 1
o ® =
g ?:.) VCMT160404 16.6 9.525 476 4.4 0.4 o
F=r) -
|2 o % VCMT160408 16.6 9.525 4.76 4.4 0.8 o
—_ ®© A
w5
o =
55
OrF
Tool Holder - Cartuccia
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBRI/L
Kr:93° Kr:90° Kr:72°30" Kr:107°30' Kr:93°
O Continuous cutting
Taglio continuo
Continuous and light interrupted cutting * Interrupted cuttin
63 Taglio continuo o leggermente interrotto Taglio fortemente interrotto
/ Hardened material
5 m Materiale temprato
g5
s Cast iron
_gg m Ghisa
e
S Non-ferrite material
s Wetall on ferrosi o
Dimension (mm) PCD
Dimensioni
Insert Shape Type =
Forma inserto Tipo g
L 1.C s d r &
1
X
VCMW160404 16.6 9.525 476 4.4 0.4 o
% [ VCMW160408 16.6 9.525 4.76 4.4 0.8 o
Tool Holder - Cartuccia
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBRI/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°

A12
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PCENIRAPCDIIns entsplinsertilPC ENISIECD)

Troubleshooting - PCBN Cutting Materials

Risoluzione dei problemi - Materiale da taglio PCBN

For investigation please send us used inserts. If breakage is problem please use inserts only 80-90% of
expected tool life because broken inserts almost have no information.

Per un'analisi dettagliata, vi preghiamo di inviarci gli inserti usati. Se il problema & la rottura, si prega di
utilizzare inserti solo per I'80-90% della durata dell'utensile prevista, poiché gli inserti rotti non contengono

piu alcuna informazione.

Wear phenomenon

Geometry

Sharp cutting edge to reduce cutting force

Flank wear - smaller negative lend
- change to positive inserts
Notch wear Bigger nose radius

Crater wear/ Breakage due to crater wear  Crater wear - due to crater wear

Chipping due to rough condition or vibration Bigger negative lend; angle and -or honing
Sharp cutting edge to reduce cutting force
- smaller negative lend

- change to positive inserts

Sharp cutting edge to reduce cutting force

- smaller negative lend

- change to positive inserts

Bigger negative lend

Flaking

Thermal crack

Chipping

Fenomeno di usura

Geometria

Tagliente a spigolo vivo

per una minore forza di taglio
- fase negativa piu piccola

- utilizzare inserti positivi

Usura sul fianco

Intagliatura Raggio maggiore

Craterizzazione/ Rottura dovuta a
craterizzazione

Scr_meggl_a tu_re el & et Fase negativa maggiore Angolo e/o onatura
o vibrazioni

Tagliente pit affilato per una forza di taglio
minore

- fase negativa piti piccola

- utilizzare inserti positivi

Tagliente piu affilato per una forza di taglio
minore

Sfaldamento

Incrinatura - Rottura . L
- fase negativa piu piccola
- utilizzare inserti positivi
Scheggiature Fase negativa maggiore

@;Aﬂ.s.

Cutting co

Reduce cutting speed
- increase feed rate to minimise contact time

Use method of altering feed rate

Reduce cutting spped

- increase feed rate to minimise contact time
and increase distance between cutting edge
and crater

Increase feed rate to reduce number of hits

Increase feed rate to reduce cutting time

Reduce cutting speed, feed rate and depth of
cut. Use dry machining.

Increase cutting speed to reduce cutting force

Contromisura

Condizioni di taglio

diminuire la velocita di taglio
- aumentare la velocita di avanzamento per
ridurre la durata del taglio

Utilizzare il "metodo della velocita di
avanzamento variabile"

- diminuire la velocita di taglio

- aumentare la velocita di avanzamento per
ridurre la durata del contatto ed aumentare
la distanza tra tagliente e cratere

- aumentare la velocita di avanzamento per
diminuire il numero degli impatti

- aumentare la velocita di avanzamento per
ridurre la durata del taglio

Diminuire velocita di taglio, velocita di
avanzamento e profondita di taglio Taglio a
secco

Aumentare la velocita di taglio per ridurre la
forza di taglio

A123
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@@mmmmy Classificazione]lISOlpenlinsertilceramici

Insert Shape
Forma inserto

B
<

O [

Tolerance
Grado di tolleranza

A4

O Code Tgleje[)ce S Cod Tolerence G,Igﬁirzﬂe‘;‘:"m Thickness S
E H Grado ditolleranza o1.C P ode do di toll 21.C Spessore
o A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| +0.025
o) A QLE
o ©
= B K L M F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
Es
=) Q D A C | 0013 £0.025 | 20025 | L | #0025 |£0.05£0.13] 0.025
— @©
T =
’qj.::’ P S T H +0.013 +0.013 +0.025 M | £0.08-+0.18 | +0.05-+0.13 +0.13
c c
o =
(]
(O~ [ 500 Others +0.025 +0.025 +0.025 N | £0.08-£0.18 |+0.05-+0.13| +0.025
. w Altr 4 G +0.025 +0.025 +0.13 U | £0.13-+0.38 | 0.08-+0.25| +0.13
Clearance angle of uttlng edge e
Angolo di spoglia serto
Angle Angle Hol Insert Secti
code Angolo code Angolo Code F:’,: nvsl/i’GTeﬂ;:oon
3° 5°
>65°
B Yes
Cc Yes
20° 25°
<65°
w Yes
30° ~L-0° 5
<65
Q Yes
Others
P T o] Altri Special
X e Speciale

@AfI.S.




(Ceramic]inserts{Code]keyMISOlKennzeichnunglfiilkeramikschneidplatten

Cutting edge length .
Lunghezza tagliente (mm) Insert thickness Nose radius
insert shape Spessore (mm) Raggio di punta
Diameter Forma dell'inserto codebRadipis (mm)
of incircle
Inscritto c D S T v w 00 no Radius
Cerchio Q g Q A g q thickness
(mm) - N Spessore 02 02
Insert Insert
397 06 code thickness code thickness
5.0 Spessore(mm) Spessore(mm) 04 0.4
5.56 09
6.0 02 2.38 06 6.35 08 0.8
6.35 06 07 1 11
80 T2 2.58 T6 6.75 12 1.2
9.525 1 16
9 0 16| 06 03 318 | o7 7.94 16 16
10.0
12.0
20 20
12.7 12 15 12 22 22 08 T3 s.o7 9 9.52
15.875 16 15 27 24 2.4
16.0 19 04 4.76 T9 9.72
19.05 19 33 32
e 19 T4 4.96 1 .11 32
A x Others
25.0 25 25 Altri
554 05 5.56 12 12.70
S. 25 Insert diameter .
31.75 Diametro inserto | Runde insert
35 T5 5.95 Mo (metric) Inserti tondi

120408 T]020

|

Profile of cutting edges
Versione del tagliente

Width of ch:
Larghez

code Cutting Edge Shape For
Tagliente | Forma dell'inserto W
E Honing 4
Arrotondato
010 0.10 040 0.40 05 5°
Chamferi
T P 7/l 4 015 | 0415 | 045 | 045 10 10°
Cgamfering 020 0.20 050 0.50 15 15°
musso
s Hoging m 025 0.25 100 1.00 20 20°
Arrotondato
030 0.30 200 2.00 25 25°
F Sharp edges /
Spigolo vivo 035 0.35 30 30°

@;Aﬂ.s.
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Turning - Tornitura
(Ceramic]nsetsHInsertifceramic

Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

Unfavorable Machining Condition

Condizioni di lavorazione sfavorevoli

s Steel
E B Ieg:l?o .
g5
23
£s
= Casti
: @ % @ X *
Dimension (mm) Grade
Insert Shape Type Dimensioni Grado
Forma inserto Tipo 8 8 8
L 1.C s d r 2 = I
@ o0 O O
o S w w w
g o CNGA120404T02020 12.9 12.7 4.76 5.16 0.4 °
=
[@)
|2 o CNGA120408T02020 12.9 12.7 4.76 5.16 0.8 (o} ]
— ®
o
g .3 CNGA120412T02020 12.9 12.7 4.76 5.16 1.2 o
S E
8 lg ' CNGA120412T03020 12.9 12.7 4.76 5.16 2 e}
CNGA160608T02020 16.1 15.875 6.35 6.35 0.8 o
CNGA160612T02020 16.1 15.875 6.35 6.35 1.2 o
CNGA160616T02020 16.1 15.875 6.35 6.35 1.6 °
Tool Holder - Cartuccia
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95°

Kr:95° — Kr:75° ’ Kr:95°

A126
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Ideal Machining Condition

Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

s’g Unfavorable Machining Condition
Condizioni i h P .

Turning  Tornitura
Ceramiclinsentslinsertifceramici

0° P Steel ®
[5] legato
gIC T35
=
pS i
.%3
E Casti
ML 5 E @ e e o8 %
Dimension (mm) Grade
Insert Shape Type Dimensioni Grado
Forma inserto Tipo 8 8 8
L 1.C s d r 2 = I
m o o
w w w
CNGN120404T02020 12.9 12.7 4.76 - 04 o o o
CNGN120408T02020 12.9 12.7 4.76 - 0.8 ] ] ]
CNGN120412T02020 12.9 12,1/ 4.76 - 1.2 ° o o
CNGN120708T02020 12.9 12.7 7.94 - 0.8 (e} o o
CNGN120712T02020 12.9 12.7 7.94 - 1.2 ° [ o
CNGN120716T02020 12.9 12.7 7.94 - 1.6 © ] o
CNGN160408T02020 16.1 15.875 476 - 0.8 o
CNGN160412T02020 16.1 15.875 4.76 - 1.2 o o o
CNGN160416T02020 16.1 15.875 4.76 - 1.6 o (e} o
CNGN160612T02020 16.1 15.875 6.35 - 1.2 o o
CNGN160616T02020 16.1 15.875 6.35 - 1.6 o o o

Tool Holder - Cartuccia

CCLNR/L
Kr:95°

@;Aﬂ.s.
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General Turning

Turning

: Tornitura
Ceramiclinsertsinsertilceramici

Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition

Condizioni di lavorazione normali

Unfavorable Machining Condition
Condizioni di lavorazione sfavorevoli

Steel

‘% g legato .
83
3 ast iron
¢t @ & e o8
Dimension (mm) Grade
Dimensioni Grado
Insert Sh
nsel ape Type — p -
Forma inserto Tipo S 3 S
L I.c S d r = = S
o om O O
© w s s
?:-’ CNGX120712T02020 12.9 127 7.94 - 1.2 °
()
o \ CNGX120716T02020 12.9 12.7 7.94 - 1.6 )
©
5 .
=
c
S
'—
Tool Holder - Cartuccia
JCLNR/L
Kr:95°
Ideal Machining Condition
Buone condizioni di lavorazione
Normal Machining Condition Unfavorable Machining Condition
Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
5° ] Steel
g1C </ § = B legato .
‘v =
LT
£ Cast iron
r L s S m Ghisa () (OX o*
Dimension (mm) Grade
[neericnape T Dimensioni Grado
ype o o =)
Forma inserto Tipo = 3 S
L 1.C s d r S = Q
o O O
[ 'S 'S
DNGA150604T02020 15.5 12.7 6.35 5.16 0.4 [
= DNGA150608T02020 15.5 127 6.35 5.16 0.8 [
J DNGA150612T02020 15.5 127 6.35 5.16 1.2 o
DNGA150616T02020 15.5 12.7 6.35 5.16 1.6 o
Tool Holder - Cartuccia
DDJNRI/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°

A128




Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition

Condizioni di lavorazione normali

Turning  Tornitura
Ceramiclinsentslinsertifceramici

Unfavorable Machining Condition
Condizioni di lavorazione sfavorevoli

Steel

=
agIC N/ ‘:!;‘_‘ g legato .
g3
AN, g
-3 t il
T K e o8 %
Dimension (mm) Grade
Insert Shape - Dimensioni Grado
ype o =) =)
Forma inserto Tipo S 3 S
L 1.C S d r = =4 Q
om O O
w s s
DNGN150408T02020 15.5 127 4.76 - 0.8 o
DNGN150412T02020 15.5 12.7 4.76 - 1.2 o
DNGN150704T02020 15.5 (2% 7.94 - 0.4 o o o
J DNGN150708T02020 15.5 127 7.94 - 0.8 ° o o
DNGN150712T02020 15.5 12.7 7.94 E 1.2 (e} e} o
DNGN150716T02020 15.5 12.7 7.94 - 1.6 o
Tool Holder - Cartuccia
CDJNR/L
Kr:93°
Ideal Machining Condition
Buone condizioni di lavorazione
Normal Machining Condition * Unfavorable Machining Condition
Condizioni di lavorazione normali Condizioni di i fe li
= Steel
E ﬂ legato .
=8
1
82
Cast i
ol K O o® o
Dimension (mm) Grade
Insert Shape o Dimensioni Grado
ype =) =) o
Forma inserto Tipo ] S S
L 1.C s d r S e S
o O O
w s 'S
DNGX150712702020 15.5 127 7.94 - 1.2 o
\ DNGX150716T02020 15.5 12.7 7.94 - 1.6 [

Tool Holder - Cartuccia

JDJNR/L
Kr:93°
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Turning

: Tornitura
Ceramiclinsertsinsertilceramici

Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition

Condizioni di lavorazione normali

Unfavorable Machining Condition

Condizioni di lavorazione sfavorevoli

90’ kS Steel
™ 5 g Iegea?o (@)
gIc |- 1 - B
~{ N =8
od E 33
[\ ; 5= ot
o~ e = ast iron
) s : [ ‘& e o8 *
Dimension (mm) Grade
Insert Shape Type Dimensioni Grado
Forma inserto Tipo 8 § 8
L 1.C s d r = e S
[} fei] O O
o ©® o s T8
S =
= ?:-’ SNGA120404T02020 12.7 127 4.76 5.16 0.4 o
5 o
|2 (o)) . SNGA120408T02020 12.7 127 4.76 5.16 0.8 [
— @©
© 5 SNGA120412T02020 12.7 1247 4.76 5.16 1.2 [
o =
QC_, g _ SNGA120412T03020 12.7 127 4.76 5.16 174 o
o
= SNGA120416T02020 12.7 12.7 4.76 5.16 1.6 o
SNGA120416T03020 127 127 4.76 5.16 1.6 o
Tool Holder - Cartuccia
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Ideal Machining Condition
Buone condizioni di lavorazione
Normal Machining Condition Unfavorable Machining Condition
Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
4 o0 s Steel
- N »;E; B Ieg:so .
Qic |~ R 35
~] = E
a 5}
'\% & %&2 o
S L ast iron
1 il K - e o8 &%
Dimension (mm) Grade
Insert Shape Type Dimensioni Grado
Forma inserto Tipo S S S
L 1.C s d r S = S
o O O
[ s s
SNGX120708T02020 12.7 127 7.94 - 0.8 o
\'/ SNGX120712T02020 | 127 127 7.94 - 12 °
2 I SNGX120716T02020 12.7 127 7.94 - 1.6 [

Tool Holder - Cartuccia

JSDNN
Kr:45°

A130
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Ideal Machining Condition

Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

Turning  Tornitura
Ceramiclinsentslinsertifceramici

Unfavorable Machining Condition
Condizioni di lavorazione sfavorevoli

9 k] Steel
e ’\ 'g E Ieg?a?o .
gIC 1 \\\ T35
') =
] 83
> J EE Casti
o~ 2 ast iron
r L 2 B Ghisa (@) (OX L]
Dimension (mm) Grade
Insert Shape Dimensioni Grado
Type o o o
Forma inserto Tipo S S 3
L 1.C s d r 2 = S
m (@) O
[’ w w
SNGN090308T01020 9.525 9.525 3.18 - 0.8 (e}
SNGN090312T01020 9.525 9.525 3.18 - 1.2 o
SNGN120404T702020 12.7 12.7 4.76 - 04 ©
SNGN120408T02020 42474 12.7 476 - 0.8 ] o (e}
SNGN120412T702020 12.7 12.7 4.76 - 1.2 ° ) °
SNGN120412T03020 12.7 12.7 4.76 - 1.2 o
SNGN120416T02020 12.7 12.7 4.76 - 1.6 o o (e}
SNGN120704T02020 12.7 12.7 7.94 - 0.4 (]
|
SNGN120708T702020 12.7 12.7 7.94 - 0.8 o o o
_ SNGN120712T02020 12.7 12.7 7.94 - 1.2 ] o (e}
SNGN120716T02020 12.7 12.7 7.94 - 1.6 () ()
SNGN150708T02020 15.875 15.875 7.94 - 0.8 o
SNGN150712T02020 15.875 15.875 7.94 - 1.2 o o (e}
SNGN150716T02020 15.875 15.875 7.94 - 1.6 ] o o
SNGN190708T03020 19.05 19.05 7.94 - 0.8 o
SNGN190712T03020 19.05 19.05 7.94 - 1.2 o
SNGN190716T03020 19.05 19.05 7.94 - 1.6 ©
SNGN190724T703020 19.05 19.05 7.94 - 24 o
SNGN191024T04020 19.05 19.05 10.05 - 24 e}
SNGN251024T10015 254 254 10.05 - 24 o

Tool Holder - Cartuccia

CSRNR/L
Kr:75°

@;Aﬂ.s.
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General Turning

Turning - Tornitura
(Ceramic]nseptsHInsertifceramic

Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

%‘% Unfavorable Machining Condition
Condizioni di . - h

60° s 5 Steel
\% '% ﬂ IegZ?o .
35
aIc 28
D (3
‘ s ed EE Cast iron
. 3 g m Ghisa @ (0K L]
Dimension (mm) Grade
e Shigme — Dimensioni Grado
ype =) S S
Forma inserto Tipo 8 8 8
L [l r = 2 I
P C S d = 5 N
S [’ w w
o TNGA160404T01020 16.50 9.525 4.76 3.86 04 °
[@)
g TNGA160408T02020 16.50 9.525 4.76 3.86 0.8 °
o
_.3 . TNGA160412T02020 16.50 9.525 476 3.86 1.2
c
=
,9 — TNGA220408T02020 22.00 12.7 476 5.16 0.8 o
TNGA220412T02020 22.00 12.7 4.76 5.16 12 o
TNGA220416T02020 22.00 12.7 4.76 5.16 1.6 ©
TNGA220416T03020 22.00 12.7 4.76 5.16 16 o
Tool Holder - Cartuccia
PTGNR/L PTFNR/L
Kr:90° Kr:90°

DTGNR/L

A1

PTFNR/L

PTTNR/L
Kr:60°

@AfI.S.




Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

% Unfavorable Machining Condition
Condizioni di h "

Turning  Tornitura
Ceramiclinsentslinsertifceramici

/
t @ &= @
i@ W e es @
Dimension (mm) Grade
i Shiee Type Dimensioni _ Grido _
Forma inserto Tipo o o o
L 1.C s d r § § §
TNGN160404T02020 16.50 9.525 4.76 - 0.4 ° o o
TNGN160408T02020 16.50 9.525 4.76 - 0.8 ° o o
TNGN160412T02020 16.50 9.525 476 - 1.2 °
TNGN160708T02020 16.50 9.525 7.94 - 0.8 ] ] ]
TNGN160712T02020 16.50 9.525 7.94 - 12 o o o
TNGN160716T02020 16.50 9.525 7.94 - 1.6 ©
— TNGN220408T02020 22.00 127 4.76 - 0.8 o o o
TNGN220412T02020 22.00 127 4.76 - 12 o o o
TNGN220416T02020 22.00 12.7 4.76 - 1.6 o o o
TNGN220712T02020 22.00 127 7.94 - 12 o
TNGN220716T02020 22.00 127 7.94 - 1.6 o

Tool Holder - Cartuccia

CTJNR/L
Kr:93°

@;Aﬂ.s.
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General Turning

Turning - Tornitura
(Ceramic]nseptsHInsertifceramic

Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

%‘% Unfavorable Machining Condition
Condizioni di . - h

60° s 5 Steel
\% '% ﬂ IegZ?o .
35
aIc 28
D (3
‘ s ed EE Cast iron
. 3 g m Ghisa @ (0K L]
Dimension (mm) Grade
e Shigme Type Dimensioni Grado
Forma inserto Tipo 8 8 8
L I.C S d r Q = Q
o m O (&)
S w w w
o TNGA160404T01020 16.50 9.525 4.76 3.86 04 °
[@)
g TNGA160408T02020 16.50 9.525 4.76 3.86 0.8 °
o
_.3 . TNGA160412T02020 16.50 9.525 476 3.86 1.2 o
c
=
g — TNGA220408T02020 22.00 12.7 476 5.16 0.8 o
TNGA220412T02020 22.00 12.7 4.76 5.16 12 o
TNGA220416T02020 22.00 12.7 4.76 5.16 1.6 ©
TNGA220416T03020 22.00 12.7 4.76 5.16 16 o
Tool Holder - Cartuccia
PTGNR/L PTFNR/L
Kr:90° Kr:90°

DTGNR/L

A1

PTFNR/L

PTTNR/L
Kr:60°

@AfI.S.




Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition
Condizioni di lavorazione normali

% Unfavorable Machining Condition
Condizioni di h "

Turning  Tornitura
Ceramiclinsentslinsertifceramici

s Steel
g ﬂ Ieg%?o .
TS
=38
sd
é’:
= Cast i
: @ & @ (R L]
Dimension (mm) Grade
i Shiee Dimensioni Grado
Type =) o o
Forma inserto Tipo oS o o
L 1.C S d r S e Q
m O O
w w w
TNGN160404T02020 16.50 9.525 4.76 - 0.4 ° o o
TNGN160408T02020 16.50 9.525 4.76 - 0.8 . ¢} o
TNGN160412T02020 16.50 9.525 476 - 1.2 ] o °
TNGN160708T02020 16.50 9.525 7.94 - 0.8 ] ] ]
TNGN160712T02020 16.50 9.525 7.94 - 1.2 o o o
TNGN160716T02020 16.50 9.525 7.94 - 1.6 (e}

e TNGN220408T02020 22.00 12.7 4.76 - 0.8 o o e}
TNGN220412T02020 22.00 12.7 4.76 - 1.2 o o o
TNGN220416T02020 22.00 12.7 4.76 - 1.6 (e} o (e}
TNGN220712T02020 22.00 12.7 7.94 - 1.2 o
TNGN220716T02020 22.00 12.7 7.94 - 1.6 o

Tool Holder - Cartuccia

CTJNR/L
Kr:93°

@;Aﬂ.s.

A135

General Turning

Q<
©
o
o
c
()
(o)}
©
°
=

=
c
S

l_




General Turning

Turning - Tornitura
(Ceramic]nseptsHInsertifceramic

Ideal Machining Condition
Buone condizioni di lavorazione

Normal Machining Condition

* Unfavorable Machining Condition
Condizioni di lavorazione normali Condizioni di i fe li

Ko}
©
°
©
=
)
o
©
e
=]

=
c
S

'—

i Steel
g g !eg:?o .
b
28
88
= Casti
HEO@ = e eoee &
Dimension (mm) Grade
Dimensioni Grado
Insert Shape Type
Forma inserto Tipo g S S
L 1.C S d r S ) S
om O O
TR L 0T,
WNGA080408T02020 8.69 127 4.76 5.16 0.8 ]
WNGA080412T02020 8.69 12.7 4.76 5.16 1.2 ]
WNGA080416T02020 8.69 2.7 4.76 5.16 1.6 ]
Tool Holder - Cartuccia
DWLNR/L PWLNR/L PWLNR/L
Ki%’ KV Kr:95°
L)
Ideal Machining Condition
Buone condizioni di lavorazione
Normal Machining Condition Unfavorable Machining Condition
Condizioni di lavorazione normali Condizioni di lavorazione sfavorevoli
S, © G Steel
8 legato .
23
- - g
88
2s
= Cast iron
el KR e eoes %
Dimension (mm) Grade
Insert Shape T Dimensioni Grado
ype o o o
Forma inserto Tipo g S
L I.C s d r = 2 S
o O O
s s s
RNGN090400T02020 - 9.53 4.76 - - (e}
RNGN120400T02020 — 127 4.76 — . o o [
RNGN120700T02020 - 12.7 7.94 - - ° o ]
v RNGN150700T02020 - 15.875 7.94 - - ] e}
RNGN190700T03020 —_ 19.05 7.94 - - o} e} ]
RNGN251000T05020 - 25.40 10.05 - - (e} o

Tool Holder - Cartuccia

CRDNN

A13%6







General Turning

Applicaon ef (rming DApplicazioneldilutensilif

® External and internal turning - Lavorazione interna ed esterna

Q0
®
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A138

Type - Tipo
PCBNR/ L** PSBNR/ L** PSSN * PTGNR/L** PTTNR/ L** MCBNR/ L**
_]—| MSBNR/L*  MSRNR/L**  MTGNR/L**  MTJNR/L**  SCACR/L** SSBCR/ L**
SSSCR/ L** STACR/ L** STGCR/ L** STTCR/ L** SWACR/ L** DTJNR/L*
DSBNR/L**
Type - Tipo Type - Tipo
PCLNR/L*  PWLNR/L** PDNNR/L**  PSDNN** MDPNN** MSDNN**
: MCLNR/ L** MWLNR/ L** MVVNN** MRDNN** SDNCN** SVVBN**
SCLCR/ L** DCLNR/ L** SVVCN** SSDCN** SRDCN**  CKNNR/L**
DWLNR/ L** DVVNN**
—
Contornatura \ Type - Tipo Contornatura W Spianatura Type - Tipo
PDJNR/L**  MDJNR/L**  MVJNR/L** MRGNR/ L** PSKNR/L**  PTFNR/L**
\ SDACR/L* SDJCR/L** SVABR/L** ==!‘ SRGCR/ L** MSKNR/ L*  MTFNR/ L**
H=‘I, SVJBR/L**  SVJCR/L** CKJINR/L** SSKCR/L** STFCR/L**
DDJNR/L**  DVJCR/L**
)
T
oG
88 N A\ N
Sc
(_>u'é S*-PSKNR/ L* S*-PCLNR/ L* S*-PDSNR/ L* S*-PDUNR/ L* S$*-SDQCR/ L* S*-SDZCR/ L*
39 S*-PTFNR/ L* S*-PWLNR/ L* S*-SDUCR/ L* S*-SDQPR/ L*
o g S*-SCFCR* S*-SCLCR/ L* S*-SDUNR/ L* S*-SVQBR/ L*
é £ S*-SSKCR/ L* S*-SCLPR/L* S*-SDUPR/ L* S*-SVQCR/ L*
1] g S*-STFCR/ L* S*-SVUBR/ L*
= S*-STUPR/ L* S*-SVUCR/ L*
)
s
—— B
28
L9
g3 AN N ~\
©
g% C*-STUPR/ L* C*-SCLPR/L* C*-SDUPR/ L* C*-SDQPR/ L*
=
£c
I3 2 C*-SVUCR/ L* C*-SVQCR/L*

@AfI.S.




@ Parting, Grooving and Threading Tools -

Appicaion ef (umming LVApplicazione

*
EE o= o

Lavorazione esterna,

scanalature, gole,
contornatura

Presicion grooving and turning -
e tornitura di precisi

External profiling
Contornatura (esterna)

Grooving (difficult material)
Scanalatura (metalli difficili)

@;Aﬂ.s.

e*szaen

QE*D*R/IL GQCR/L**
QZQ*RIL

ZQS*RIL

QT*R

QECD*R/L025
QX*D*R/L* -45
QE*S*R/L*-* N

Turning - Tonnitura
difutensilifpergtornitural

Utensili per scanalature, gole e filettatura

* M)k x| *_k|
Utensili per scanalatura assiale| QF*D**R/ L*-*H

*
Utensili per filettatura (intema) SNR/L

C*Q*DR/L*
SH_QCHR/ L*
C*-QZSR/ L*

Utensili per scanalatura

(interna)

- - %
- Utensili per scanalatura assiale QF*D*R/ L*-"L

A139

General Turning

*
gl Utensili per filettatura (esterna) SWR/L A
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NOTES / NOTE:
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TOOLS
TURNING
OUTDOOR



External turning tools Overview - Utensili per tornitura esterna Panoramica

Q0
®
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General Turning

58 o8 Turning Application - Applicazione Workpiece - Pezzo
2 -8
%g Tool Type & _§ External turning | Facing Profiling Profiling Stable
= Tipo .S Té Lavorazione est. | Spianatura Contornatura Contornatura Stabile
=4} f @5
B © utensile o% 1
I ] \ |
5 == = | = B
DCLNR/L
’ 95 v
DDJNR/L
’ 93 v v
DSBNR/L
’ 75 v v
DTGNR/L
’ 91 v v
DVVNN
‘ 72,5 v
DVJNRI/L
’ 93 v v
DWLNR/L
’ 95 v
PCBNR/ L
’ 75 v v
PCLNR/ L
’ 95 v
PDJNR/ L
’ 93 v v
PDNNR/ L
’ 63 v
PSBNR/ L
’ 75 v v
PSDNN
’ 45 v
PSKNR/L
’ 75 v v
PSSNR/ L
’ 45 v v
-

v/ Recommended - Raccomandato




External turning tools Overview - Utensili per tornitura esterna - Panoramica

] o2 Turning Application - Applicazione Workpiece - Pezzo
2 S
7] c P
23 & & | External turning | Facing Ext,, tuming & | profijing Profiling Profiling Stable Unstable
2= JColvee 5%’ La’i/orazionl; elst. Spialnalura ;i%;?e-slﬁ?:g;?frg' Contc:rnatura Con:&;rnatura Con;t;matura Stabile Instabile
g_i Tipo utensile 8% |" '| —
il FEEEEEIE
o2 <2 = i | | == [
PTFNR/ L
’ % v v v
PTTNR/L
F_IN ‘
P PTGNR/L
’ 90 v v v
PWLNR/ L
’ 95 v v
MCBNR/ L
’ 75 v v
MCLNR/ L
’ 95 v v
MDJNR/ L
’ 93 v v v
MDPNN
p 62.5 v v
MSBNR/ L
75 v v
MSRNR/ L
M ’ BV v
MSKNR/ L
’ 75 v v
MSDNN
’ 45 v v
MTGNR/ L
’ 0 | v v v
MTJNR/ L
’ 93 v v
MTJINR/L-Z
’ 93 v v v

@;Aﬂ.s.

v/ Recommended - Raccomandato
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nnin
Extemaliturningltoo|slovenviewrUtensililpetornituralesternatin
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General Turning

g§ o2 Turning Application - Applicazione Workpiece - Pezzo
2 5
%g %_E Facing - _| Profiling Profiling Stable Unstable
U’E .EE) Spianatura Contornatura | Contornatura Stabile Instabile
2t £3 \ Y | e
Q5
3% =l =
Oo® <z - \ [
MTFNR/ L
’ 90 v v
MVVNN
’ 725 v
MVJNR/ L
’ 93 v v v
MWLNR/ L
’ 95 v
MRGNR/ L
- A ‘ ‘
MRDNN
& ’
SCACR/L
’ 90 v v
SCLCR/L
’ 95 v v
SDACR/L
’ 90 v v v
SDJCR/L
’ 93 v v v
R
SDNCN
‘ 62.5 v v
SVJBR/ L
’ 9 v v v
SVABR/ L
920 v v v
SVVBN
’ 72.5 v v
SVVCN
’ 725 v v

v/ Recommended - Raccomandato




ExternallturningltoolstovenviewtUtensililpertornituralesternabipanoramicay

58 o2 Turning Application - Applicazione Workpiece - Pezzo
L 53]
gg & g External turning Facing Ext,, turning & Profiling Profiling Profiling Stable Unstable
g% eclilyes %§ LX o elsl. e :g?stg Aty Contorlr:atura Contorlnlatura Comor:-llatura Stabile Instabile
gg Tipo utensile 8% — |" '| r
£ So
T O = o= =0 = 0l | Bm | —
On <=z
SVJCR/L
’ 03 v v v
SSBCR/ L
’ 75 v v
SSDCN
& - i
SSKCR/ L
’ 75 v v
SSSCR/ L
’ 45 v v
STACR/L
’ 90 v v v
s STFCR/L
’ 91 v v
STGCR/L
’ 91 v v v
STTCR/L
’ 60 v v
SWACR/L
’ 90 v v v
SRDCN
o i
SRGCR/ L
' - v v
CKJNR/ L
93 v v
c CKNNR/L
’ 63 v v

@[Aﬂ.s.

v/ Recommended - Raccomandato
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General Turning
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P

lever lock clamping
Bloccaggio a leva

Screw clamping
Bloccaggio a vite

S

Wedge lock clamping
Bloccaggio a cuneo

C

Overhead clamping
Bloccaggio a staffa

i)
id)
i
=
=]

D

Double clamping
Doppio bloccaggio

Turning: Tornitu
Externai[turningitosIS|Cous

a
KeyHlUtensililpertonnituralesternablClassificazionellSO)

Holder execution

Versione portautensile
e
L =
C D
N .770 L
R | \:15" —
R
35° 00
a —
T \"
\;/0 ?
a
w N Dﬂa N

1

!

75°

60°

90°

r

-

Holder style and lead angle
Forma portautensile e angolo di attacco

50° 6

U \"

93°
72°30’

1730’

90°
(o]
3

f
xﬁ'u

Bgf

62°30"

107°30"

107°30"

i

120°

A6

ALLS.
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ExternaliturningltoolSICodelkeydUtensililpertornituralesteatClassificazione]|SO

Height
Altezza stelo

Code

12
16
20
25
32
40
50

Height
Altezza

12
16
20
25
32
40
50

Tool length
Lungh. portautensile
b
Width Length
(Ceilo Larglhezza Code Lunegr;lgzza

12 12 H 100
16 16 K 125
20 20 M 150
25 25 P 170
Q 180

32 32
R 200

40 40
S 250

50 50
l_ T 300

Cutting edge length

Lunghezza tagliente
T

Insert shape
Forma dell'inserto

s T

&7

O

0 &

Diameter of incircle
Diametro (mm) CI

Cutting edge length / Lunghezza tagliente

5.556 09
6.350 06 07 11
9.525 09 11 09 09 16 16 06
12.700 12 15 12 12 22 22 08
15.875 16 19 15 15 27
19.050 19 19 19 33
25.400 25 25 25 44
32.000 32
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CN** Toolholder -

Kr:95°

DCLNR/L

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal
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General Turning

L
Stock Dimension (mm) Screw Shim Wrench Clamp | Shim screw | Spring
Type Magazzino Dimensioni Vite Spessore | Chiave Staffa  |Vite perspessore | Molla
Tipo RLabthe’E(ﬂ@@
DCLNR/L| 1616H09 | @ | O 16 16 | 100 | 16 20 24
2020K09 | o | @ | 20 20 | 125 | 20 25 24 | CM5x22C | C09BM WH30L C1RA SM5x8.65XA1 | SPR6
2525M09 | @ | ® | 25 25 | 150 | 25 32 24
2020K12 | @ | ® | 20 20 | 125 | 20 25 28
2525M12 | @ | ® | 25 25 | 150 | 25 32 28 | CM6x25C | C12BM WH40L C2RA SM6 x10XA1 SPR4
3225P12 | @ | @ | 32 25 | 170 | 32 32 28
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media pesante  Lavor. ghisa grigia PCBN - PCD
HDR e Pare
Doume supe- supe- |
riore ’ riore ,
blla(mle piana piana
HPR TC
smg‘e . .
side
ol
Insert shape

Forma inserto

Smgle
side

monolaterale

Slng\e

Duuble _'
hlla(erale

Nmn\mzvde

DCLNR/L**H/K/IM09

CN**0903**

CN**0903**

DCLNR/L*K/M/P12

CN**1204**

CN**1204**

CN**1204**

CN**1204**

CN**1204**

CN**1204**

Type - Tipo
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DN** Toolholder -

DDJNR/ L
Kr:93°

Portautensile

h aI
s b[
o ‘\\/
_Jose
- L
Stock Dimension (mm) Screw Shim Wrench Clamp L,_Shim screw | Spring
T Magazzino Dimensioni Vite Spessore | Chiave Staffa ite per spessore  Molla
ype
nge RLabthe,ﬂ/(qw®
DDJNR/L | 1616H11 | o | o | 16 | 16 | 100 | 16 | 20 | 30
2020K11 | @ | ® | 20 20 | 125 | 20 25 30
CM5x22C | D11BM WH30L C1RA | SM5x865XA1 | SPR6
2525M11 | @ | @ | 25 25 | 150 | 25 32 30
3225P11 | o | o | 32 25 | 170 | 32 32 30
2020K15 | @ | ® | 20 20 | 125 | 20 25 35
2525M15 | @ | ® | 25 25 | 150 | 25 32 35 | CM6x25C | D15BM WH40L C2RA SM6 x 10XA1 SPR4
3232P15 | @ | @ | 32 32 | 170 | 32 40 35
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Asp! pesante  Lavor. ghisa grigia PCBN - PCD
DF PM Flat Flat
Duuble i E) i L
b\\a(emle fiowe riore
piana piana
SF DM
Slr\gle .
side [ /
monoaterde
Insert shape EF EM

Forma inserto

Sterale J

4
S

LR

ER

Single
side

monolgerse

monoaierde

- 4
= &

DDJNR/L**H/KIM/P11

DN**1104**

DN**1104**

DN**1104**

DDJNR/L**KIM/P15

DN**1506™*

DN**1506™*

D

N**1506**

DN**1506**

DN**1506™*

DN**1506™*

Type - Tipo

A150
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SN** Toolholder -

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

Kr:75°
h[ a
SL o b|
s
e
L
Stock Dimension (mm) Screw Shim Wrench Clamp | Shim screw | Spring
T Magazzino Dimensioni Vite Spessore | Chiave Staffa |Viteperspessore| Molla
ype
Tipo RLabthe,E(ﬂ@@
DSBNR/L | 1616H09 | @ | © 16 16 | 100 | 16 13 26 | CM5x22C | S09BM WH30L C1RA SM5x 8.65XA1 | SPR6
2020K12 | @ | ® | 20 20 | 125 | 20 17 34
2525M12 | @ | ® | 25 25 | 160 | 25 22 34 | CM6x25C | S12BM WH40L C2RA SM6 x 10XA1 SPR4
3225P12 | @ | ® | 32 25 | 170 | 32 22 34
3232P15 | @ | ® | 32 32 | 170 | 32 27 41 | CM6x25C | S15BM WH40L C3RA SM6 x 10XA2 SPR4
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media %l Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DF o PM —-— DR HDR Flat Flat
e - Doutle (R e N )
[e— el 1 C— flos
DR E;W":, HPR TC
S,ggle L.‘
o =]
Insert shape ER [—
Double
Forma inserto side E i
bilaterale
ER
Single
side
monoaterde
Single
side
monoaterale
é. DSBNR/L**H09 SN**0903** SN**0903** SN**0903**
. DSBNR/L**K/IM/P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
[}
o
|2’ DSBNR/L**P15 SN**1506™* SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
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TN** Toolholder -

Portautensile

ExtennallturningjtocisEUtensililpeitornnitiiralesternnal

DTGNR/ L
Kr:91°

L
Stock Dimension (mm) Screw Shim Wrench Clamp | Shim screw | Spring
T Magazzino Dimensioni Vite Spessore | Chiave Staffa  |Vite per spessore| Molla
ype
Tipo
RLabthe,A(qw®
DTGNR/L | 1616H16 | @ | @ 16 16 | 100 | 16 20 25
2020K16 e | 20 20 | 125 | 20 25 25 | CM5x22C | T16BM WH30L C1RA SM5x865XA1 | SPR6
2525M16 ® | 25 25 | 150 | 25 32 25
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
P Flat Flat
DF PM DR HDR pare part
A fa A, - side S gy roe £
d | [o—— E\[:ze- piana  — piana [—
SF DM DR TC
Lo .
Insert shape B e
Forma inserto EF EM ER
A A A
rale | L
LR a
Single
side
monola-
terale
DTGNR/L**H/KIM16 TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**

Type - Tipo

A152
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ExtennaljturningjteclsEUtensililperitornnituralesternnal

VN** Toolholder - Portautensile _D-Clamping - Portautensile tipo D |
Kr:72°30°
h a
=g 3
72°307 ‘
6]
L
Stock Dimension (mm) Screw Shim Wrench Clamp | Shim screw | Spring
Type Magazzino Dimensioni Vite Spessore | Chiave Staffa  |Viteper spessore| Molla
Tipo
N a | b L | h s e , — ( q w @
DVVNN 2020K16 ] 20 | 20 | 125 | 20 10 | 44
CM5%x22C | V16BM WH30L C6RA SM5x8.65XA1 | SPR6
2525M16 [ 25 | 25 | 150 | 25 [125| 44
Inserti
Application Finishing Semi-Finishing PCBN - PCD
Applicazione Finitura Asportazione media PCBN - PCD
DF . PM Flat
_— @ s [ S
EF DM
<= ==
Insert shape =
Forma inserto SF EM g
NF | NM i

DVVNN**K/M16

VN*1604*

VN*1604*

VN*1604*

Type - Tipo

)
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ExtennallturningjtocisEUtensililpeitornnitiiralesternnal

V/N** Toolholder -

DVJNR/L

Kr:93°

Portautensile

j93°
e

L
Stock Dimension (mm) Screw Shim Wrench Clamp | Shim screw | Spring
T Magazzino Dimensioni Vite Spessore | Chiave Staffa  |Vite per spessore] Molla
ype
Tipo
P RLabthe"(ﬂW@
DVJNR/L | 2020K16 [ ) [ ] 20 | 20 [125| 20 | 25 | 41
CM5%x22C | V16BM WH30L C6RA SM5x8.65XA1 | SPR6
2525M16 ° ° 25 |25 |150| 25 | 32 | 41
Applicable insert
Inserti
Application Finishing Semi-Finishing PCBN - PCD
Applicazione Finitura Asportazione media PCBN - PCD
Flat
DF p— PM - <
V — superiore v’
piana
EF DM
Insert shape o @
Forma inserto SF EM
NF NM
o DVVNN**K/M16 VN**1604** VN**1604** VN**1604**
a
=
]
S
=

A1

@AfI.S.




WN** Toolholder -

DWLNR/ L
Kr:95°

ExtennaljturningjteclsEUtensililperitornnituralesternnal

Portautensile  (EEEERBIMNNEOISIEISISIPORD

©
95°
e . 4
Stock Dimension (mm) Screw Shim Wrench Clamp | Shim screw | Spring
Type Magazzino Dimensioni Vite Spessore | Chiave Staffa  |Vite perspessore| Molla
Tipo
RiLla|b|L|nh|s|e , ‘ ( i w @
DWLNR/L | 1616H06 | o | @ 16 16 | 100 | 16 20 24
2020K06 | @ | ® | 20 20 | 125 | 20 25 24 | CM5x22C | WO06BM WH30L C1RA | SM5x8.65XA1 | SPR6
2525M06 | o | @ | 25 25 | 150 | 25 32 24
2020K08 | @ | ® | 20 20 | 125 | 20 25 31
2525M08 (o | ® | 25 25 | 150 | 25 32 31 | CM6x25C | WO08BM WH40L C2RA SM6 x 10XA1 SPR4
3225P08 | @ | @ | 32 25 | 170 | 32 32 31
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Lavor. Ghisa grigia
DF da. PM y. DR A Rt
bilaterale . - |
SF g DM A TC ‘
===
Insert shape EF @ EM A
Forma inserto —
NF g NM a
DWLNR/L**H/K/M06 WN**0604** WN**0604** WN**0604** WN**0604**
DWLNR/L**K/M/P08 WN**0804** WN**0804** WN**0804** WN**0804**

Type - Tipo

@;Aﬂ.s.
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General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

CN** Toolholder - Portautensile
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Kr:75°
h a e
1B .,
o
75
~—e
L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemodistanziatore
ype
Tipo
SRR e B
PCBNR/L| 2020K12 | @ | @ | 20 20 | 125 | 20 17 | 27
2525M12 [ N ] 25 25 | 150 | 25 22 27 LEM8x21 C12AP WH30L L4 SP4
3232P12 | e | @ | 32 32 | 170 | 32 27 | 27
2525M16 | @ | @ | 25 25 | 150 | 25 22 33
LEM8x25 C16AP WH30L L5 SP5
3232P16 e | e | 32 32 | 170 | 32 27 33
3232P19 [ I ] 32 32 | 170 | 32 27 38
LEM10x27 C19AP WH40L L6 SP6
4040819 e | o | 40 40 | 250 | 40 35 38
404052507 | @ | @ | 40 40 | 250 | 40 35 50 C25AP-07
LEM12x36A WH50L L8 SP8
404052509 | @ | e | 40 | 40 | 250 | 40 35 50 C25AP
Applicable inserts
Inserti
Application Finishing Semi-Finishing Rough machining Heavy Duty Cast iron
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante Lavor. ghisa grigia
DF . DR ‘HDR - Flat
A Double g \ ;Ja;: [
ﬁ/ side ) . ii# riore ’
bilaterale piana
SF DM DR - HPR TC |
o

Inserts EF H

Inserti

e [JAT
Double |
Bi%erale U

NF &

-

/s

ER

Single |
side j
monolaterde

LR
Single
: o
monolaterae
PCBNR/L*K /M / P12 CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
o PCBNR/L*M / P16 CN**1606** CN**1606** CN**1606** CN**1606** CN**1606**
Qo
',_ PCBNR/L**P | S19 CN**1906** CN**1906** CN**1906** CN**1906**
(9]
I% PCBNR/L**S2507 CN**2507**
PCBNR/L**S2509 CN**2509** CN**2509**

A1%6

@AfI.S.



CN** Toolholder -

PCLNR/L
Kr:95°

Portautensile

(B (nrmiing teels = Uisnsil par (el eSEme

4

R Type L
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Type Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemodistanziatore
Rl e (8 e A
PCLNR/L| 1616H09 | @ | @ | 16 | 16 | 100 | 16 | 20 | 20
2020K09 e | o 20 20 | 125 | 20 25 22 LEM6x13.4A CO09AP WH25L L3 SP10
2525M09 o | e 25 25 | 150 | 25 32 22
2020K12 e | o 20 20 | 125 | 20 25 28
2525M12 o | e 25 25 | 160 | 25 32 28 LEM8x21 C12AP WH30L L4 SP4
3232P12 o | o 32 32 | 170 | 32 40 28
2525M16 e | o 25 25 | 150 | 25 32 33
LEM8x25 C16AP WH30L L5 SP5
3232P16 e | o 32 32 | 170 | 32 40 33
3232P19 | e | @ | 32 32 | 170 | 32 40 38
LEM10x27 C19AP WH40L L6 SP6
4040819 o o 40 40 | 250 | 40 50 38
404082507 | @ | o 40 40 | 250 | 40 50 49 C25AP-07
LEM12X36A [ WHS0L L8 SPe
404082509 | o @ 40 40 | 250 | 40 50 49 C25AP
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia ~ PCBN - PCD
= PM HDR - Flat Flat
: & B a8 =) =5
biaterale ﬂﬁa ::Iinarr?a |
SF DM HPR TC
Smgle ' .
S side
E nonolerdle
Insert shape EF E

Forma inserto

Y

Smgle

nmn\alemb

Smgle

o
Double 1
side L
bilaterale

monolaterale:

PCLNR/L**H/ K/ M09 CN**0903** CN**0903**

PCLNR/L**K /M /P12 CN**1204** CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
é’ PCLNR/L**M / P16 CN**1606** CN**1606** CN**1606** CN**1606** CN**1606**
:1: PCLNR/L**P / $19 CN**1906** CN**1906** CN**1906** CN**1906**
E-‘ PCLNR/L**$2507 CN**2507**

PCLNR/L**$2509 CN**2509** CN**2509**

\
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ExtennalftunningjtocisEUtensililperitornnituiralesternnal

DN** Toolholder - Portatensic  (ECHHpRGIIPSARERSIEIEBED
Kr:93°
h a
s b \/ A
©/©
R Type £ L
Versione destra
()
o ® Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
c 6 Magazzino Dimensioni Vite Spessore Chiave | Leva difissaggio | Pemodistanziatore
€ 8 Type
55 Tipo RLabthe@ ﬂ/(b.
=
s
o = PDJNR/L| 1616H11 | @ | @ | 16 | 16 | 100 | 16 | 20 | 25
c c
8 é 2020K11 e | o | 2 20 [ 125 | 20 25 25 LEM6x13.4A D11AP WH25L L3 SP3
2525M11 e | @ | 25 25 | 150 | 25 32 30
2020K15 | e | @ | 20 20 | 125 | 20 25 35
2525M15 | o | ® | 25 25 | 150 | 25 32 35 LEM8x21 D15AP WH30L L4B SP4
3232P15 [ I ] 32 32 | 170 | 32 40 35
2020K15-3 | @ | @ | 20 20 | 125 | 20 25 35
2525M15-3 | @ | ® | 25 25 | 150 | 25 32 35 LEM8x21 D15AP WH30L L4 SP4
*3232P15-3| @ | @ | 32 32 | 170 | 32 40 35
* For DNMG1504 / Per DNMG 1504
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DF § : ‘HDR Flat Flat
- g Dm.e g .y o AN ) | 4a
1z e pana pana
SF DM =g
g / o A /
T side
monore
Insert shape EF EM
Double Fe
Forma inserto ﬂ g Sierle J
NF NM
r v At
side
e
e
o PDJNR/IL*H/K/M11 DN**1104** DN**1104** DN**1104**
<%
= PDJINR/L*K /M /P15 DN**1506** DN**1506** DN**1506** DN**1506** DN**1506** DN**1506**
[}
S PDJNR/L**K/M/
< - - . - - - - -
= p153 DN**1504 DN**1504 DN**1504 DN**1504

A158

@AfI.S.



DN** Toolholder -

PDNNR/L
Kr:63°

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

=g :
ERO)
T b
68 @ V\
- L
L Type
Versione sinistra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemodistanziatore
ype
Tipo RLabtheWﬂ/(b.
PDNNR/ L| 2020K15 e o | 2 20 | 125 | 20 8 37
2525M15 | @ | @ | 25 25 | 150 | 25 | 125 | 37 LEM8x21 D15AP WH30L L4B SP4
3232P15 | e | @ | 32 32 | 170 | 32 16 37
2020K15-3 | @ | ® | 20 20 | 125 | 20 8 37
2525M15-3 | @ | @ | 25 25 | 150 | 25 | 125 | 37 LEM8x21 D15AP WH30L L4 SP4
*3232P15-3| @ | @ 32 32 | 170 | 32 16 37
* For DNMG1504 / Per DNMG 1504
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DF : PM DR § HDR Flat Flat
Double & sP\?;?: ‘ :S[;Le— L]
ide riore fiore
ot piana piana
F DM f DR ;
s g f Single M
" side -
mono- d
laterale
Insert shape EF EM ER —
g Double :. ’
Forma inserto ﬂ Hire-
rale
Ay A
"z Single
mono-
laterale
LR &
Snge 4
side
monola
terale
8_ PDNNR/L**K /M/ P15 DN**1506** DN**1506** DN**1506** DN**1506** DN**1506** DN**1506**
=
PDNNR/L**K / M/ P15-3 DN**1504** DN**1504** DN**1504** DN**1504**

_IJALLS.
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General Turning

ExternaljturningjteclsElUtensililperitornituralestennal

SN** Toolholder -

Portautensile

Kr:75° =
“F\ °
°|fo]o i
755
5% .
R Type
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemodistanziatore
ype
o Tipo RiL|a|b|L|h|s]|e & = ( b .
o}
g PSBNR/L| 1616H09 | e | @ | 16 | 16 | 100 | 16 | 13 | 21
(o)) LEM6x13.4A S09AP WH25L L3 SP10
© 2020K09 e o | 2 20 | 125 | 20 17 23
.‘g 2020K12 e o | 2 20 | 125 | 20 17 28
5 2525M12 | @ | @ | 25 25 | 1256 | 25 22 28
= LEM8x21 S12AP WH30L L4 SP4
3225P12 ® O | 32 25 | 170 | 32 22 28
3232P12 e o | 32 32 | 170 | 32 27 28
2525M15 | @ | O | 25 | 25 | 150 | 25 | 22 | 35
LEM8x25 S15AP WH30L L5 SP5
3232P15 | e (e | 32 | 32 | 170 | 32 | 27 | 35
3232P19 | e e | 32 | 32 | 170 | 32 | 27 | 40
------ LEM10x27 S19AP WH40L L6 SP6
4040819 e o | 40 40 | 250 | 40 35 40
404082507 | o | o | 40 40 | 250 | 40 35 48 S25AP
LEM12x36A WH50L L8 SP8
404082509 | o | o | 40 40 | 250 | 40 35 48 S25AP-09
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Castiron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DF 7 PM ~ ‘DR —— HDR [Flat Flat
tes e (RO E e - e e ’
f - side i | riore. riore.
ﬁ Biaterale pana I piana
EF & . DM DR HPR ¢ TC
= - e
rovssece | S
Insert shape SF ER [5p—e
-~ poutie (FAERR
Forma inserto Sierale
ER

Single
side
mondlaterale

LR
Single
side
nondaede
PSBNR/L**H / K09 SN**0903** SN**0903** SN**0903**
PSBNR/L**K /M /P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
o
'% PSBNR/L**M / P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
:1: PSBNR/L**P / $19 SN**1906** SN**1906** SN**1906** SN**1906**
Q
= PSBNR/L**S2507 SN**2507** SN**2507**
PSBNR/L**S2509 SN**2509** SN**2509**

A160
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SN** Toolholder -

PSDNN
Kr:45°

Portautensile

(B (nrmiing teels = Uisnsil par (el eSEme

s J—<C>@ b1
145
e
L
Dimension (mm) Screw Shim Wrench Lever Shim pin
Dimensioni Vite Spessore Chiave Leva difissaggio | Pemodistanziatore
Type Stock
= el o B
PSDNN 1212F09 o 12 12 80 12 6 21 LEM5x12B — WH20L L3B —
1616H09 ° 16 | 16 | 100 | 16 8 23 LEM6x13.4A S09AP WH25L L3 SP10
2020K12 ° 20 | 20 | 125 20 | 10 | 30
2525M12 ° 20 | 20 [ 150 | 20 |125| 30 LEM8x21 S12AP WH30L L4 SP4
3232P12 ° 32 32 | 170 | 32 16 40
2525M15 [ ] 25 25 | 150 | 25 | 12,5 | 40
LEM8x25 S15AP WH30L L5 SP5
3232P15 [ ] 32 32 | 170 | 32 16 40
3232P19 [ ] 32 32 | 170 | 32 16 40
LEM10x27 S19AP WH40L L6 SP6
4040819 ° 40 | 40 | 250 | 40 | 20 | 40
Applicable insert
Inserti - .
Application F“niﬁhim Semi-Finishing Roughing y Duty Cast iron machining  PCBN - PCD
Applicazione me . Asgonaziqng media C ] ﬁwzwns pesante  Lavor. ghisa grigia PCBN - PCD
DF - - PM DR HDR Flat Flat
‘o - R A e el
~ side [t | )
[===5) blatrcle — e piana
DM | ] DR HPR TC
Singe
o -
Insert shape
Douhle !
Forma inserto Hierle
NM
- e |
side
oo
Smgle %
side
ook
PSDNN**F / H09 SN**0903** SN**0903** SN**0903**
o
o
= PSDNN*"K/M/P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
2 PSDNN**M / P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
>
= PSDNN*P/S19 SN**1906** SN**1906** SN**1906** SN**1906**
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General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

SN** Toolholder -

Kr:75°

PSKNR/ L

Portautensile

. b[
s ,\% (e
= L
I
R Type
Versione destra
()
© Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
) Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemodistanziatore
8 Type
5 Tipo RiL|a|b|L|n|s|e W : ( b .
©
o
=0 |PSKNR/L| 1616H09 | o | e | 16 | 16 | 100 | 16 | 20 | 17
c LEM6x13.4A S09AP WH25L L3 SP10
lg 2020K09 | e | @ | 20 | 20 | 125| 20 | 25 | 20
2020K12 | @ | ® | 20 | 20 | 125 | 20 | 25 | 26
2525M12 | @ | @ | 25 | 25 | 150 | 25 | 32 | 26 LEM8x21 S12AP WH30L L4 SP4
3232P12 e o | 32 32 | 170 | 32 40 26
2525M15 | @ | O | 25 25 | 150 | 25 32 32
LEM8x25 S15AP WH30L L5 SP5
3232P15 e o | 32 32 | 170 | 32 40 32
3232P19 e o | 32 32 | 170 | 32 40 36
LEM10x27 S19AP WH40L L6 SP6
4040819 | o | O | 40 | 40 | 250 | 40 | 50 | 40
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DR HDR Flat Flat
Doue | - e | B e
side g -~ 1o . i
pelele — o - Li"a'ﬁa_‘
DR HPR TC
Si‘?g‘e . H -
side
nvaese |
Insert shape

Forma inserto

ER [y

side .
bilaterale

Single
side

e fig

LR
Single
side
nondede
PSKNR/ L**H / K09 SN**0903** SN**0903** SN**0903**
o
E‘ PSKNR/L*K/M /P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
:1: PSKNR/L**M /P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
Q
= PSKNR/L**P / $19 SN**1906** SN**1906** SN**1906** SN**1906**

A162
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(B (nrmiing teels = Uisnsil par (el eSEme

SN** Toolholder - Portautensilc  (EHGEISSANEIENAERED
Kr:45° —
h | a
| P i
o)
1455
R Type 2 L
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave |Levadifissaggio | Pemodistanziatore
ype
Tipo R|{L|a|b|L | h|s]e & : ( b .
PSSNR/L| 1616H09 [ ) [ ] 16 16 | 100 | 16 20 25 LEM6%13.4A S09AP WH25L L3 SP10
2020K12 ] [ 20 | 20 | 125 | 20 | 25 | 30
2525M12 [ ) [ ] 25 | 25 | 150 | 25 32 30 LEM8x21 S12AP WH30L L4 SP4
3232P12 [ ) o 32 | 32 | 170 | 32 | 40 | 40
2525M15 o o 25 25 | 150 | 25 32 30
LEM8x25 S15AP WH30L L5 SP5
3232P15 ° [ ] 32 32 | 170 | 32 40 | 40
3232P19 (] ° 32 32 | 170 | 32 40 | 40
LEM10x27 S19AP WH40L L6 SP6
4040819 ° ° 40 40 | 250 | 40 50 50
404052507 | e ] 40 | 40 | 250 | 40 | 50 | 50 S25AP
LEM12x36A WH50L L8 SP8
404052509 | o [ 40 | 40 | 250 | 40 | 50 | 50 S25AP-09
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante ~ Lavor. ghisa grigia PCBN - PCD
DR HDR Flat Flat
bouie 8 ) ol i
Bl s o lana
DR - HPR TC |
Sige
oz
Insert shape

Forma inserto

Duub\e

Slng\e

mnnnwme

_
Herte L

Smg\e
side

nonlede
PSSNR/ L**H09 SN**0903** SN**0903** SN**0903** SN**0903**
é— PSSNR/L**K /M /P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
- PSSNR/L*M /P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
§ PSSNR/L**P / §19 SN**1906** SN**1906** SN**1906** SN**1906**
= PSSNR/ L**82507 SN**2507** SN**2507**
PSSNR/ L**$2509 SN**2509** SN**2509**

@[Aﬂ.s.
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General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

TN** Toolholder -

PTFNR/L

Portautensile

Q0
®
Y
o
c
()
o
©
Y
=

=
c
S

l_

Kr:90°
a
b
L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemodistanziatore
ype
Tipo RLabthewé(D.
PTFNR/ L| 1616H16 [ ) [ ] 16 16 | 100 | 16 20 20
2020K16 ] [ 20 | 20 | 125 | 20 | 25 | 20 LEM6x13.4A T16AP WH25L L3 SP3
2525M16 ] [ 25 | 25 [ 150 | 25 | 32 | 20
2525M22 o o 25 | 25 | 150 | 25 | 32 | 25
LEM8x21 T22AP WH30L L4 SP4
3232P22 [ ) ° 32 32 | 170 | 32 40 25
3232P27 ° e} 32 32 | 170 | 32 40 34
LEM8x25 T27AP WH30L L5 SP5
4040827 o [e] 40 40 | 250 | 40 50 34
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia ~ PCBN - PCD
= i i
DF A PM DR HDR Pare Pt
o'\ ¢ doe oS e - o
= biae- o — v
SF DM DR g TC
2 Ta 7N
e o] side N
Insert shape e mono- (S
terale
Forma inserto EF EM ER
Double Jp‘\
e,
Tl e
LR ;a
Single
side
monola
ferale
g_ PTFNR/L**H/ K/ M16 TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
=
- PTFNR/L**M /P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
©
o
£ PTFNR/L*P/S27 TN**2706** TN**2706** TN**2706**

A
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TN** Toolholder -

PTTNR/ L
Kr:60°

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

o
&
= L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave |Levadifissaggio | Pemo distanziatore
ype
e Rttt ® A (B K
PTTNR/L| 1616H16 [ ) [ ] 16 16 | 100 | 16 13 25
LEM6%x13.4A T16AP WH25L L3 SP3
2020K16 [ 20 | 20 | 125 | 20 17 | 25
2525M22 [ ] 25 25 | 150 | 20 22 32 LEM8x21 T22AP WH30L L4 SP4
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN : PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia ~ PCBN - PCD
DF PM DR HDR = S o
- ¢ e -~ ol o
e é bt G b s
F DM -~ DR g TC
s 4 “a Single f"ﬁ\'\
Insert shape o) ﬂg:& LIS
Forma inserto e
i
EF EM ER \
gy
[
LR a
Single
side
mono-
laterale
8. PTTNR/L**H/ K16 TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
=
. PTTNR/L**M22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
g
=

)

_IJALLS.
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General Turning

ExternaljturningjteclsElUtensililperitornituralestennal

TN** Toolholder -

Kr:90°

PTGNR/ L

Portautensile

h al
s| [p@ b]
o
907
- .| L
R Type
Versione destra
()
© Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
6 Magazzino Dimensioni Vite Spessore Chiave | Levadifissaggio | Pemo distanziatore
8 Type
& Tipo R|L|a|b|L|h|s]|e ? A ( b ‘
©
S
2 PTGNR/L| 1010E11 | o | o | 10 | 10 |70 | 10 | 14 | 16
k) 1212F11 | o | o | 127 12 | 80 | 12 | 16 | 14
1616H11 ° ) 16 | 16 | 100 | 16| 20 | 18 LEM5x9B — WH20L L2 —
2020K11 [ ] ) 20 | 20 | 125 20 | 25 | 19
2525M11 o ] 25 | 25 | 150 | 25 | 32 | 20
1616H16 [} [ 16 16 | 100 | 16 20 20
2020K16 [ ] ° 20 20 | 125 | 20 25 20
LEM6x13.4A T16AP WH25L L3 SP3
2525M16 [} ° 25 25 | 150 | 25 32 20
3232P16 [ [ ) 32 32 | 170 | 32 40 20
2525M22 [ ] 25 | 25 | 150 | 25 | 32 | 28
LEM8x21 T22AP WH30L L4 SP4
3232P22 [ ] ] 32 | 82 | 170 | 32 | 40 | 28
3232P27 ° [ ) 32 32 (170 | 32 40 33
LEM8x25 T27AP WH30L L5 SP5
4040827 o L[] 40 | 40 | 250 | 40 | 50| 33
Applicable insert
Inserti
Application Finishing q mg Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigig =~ PCBN - PCD
HDR pare oo
-~ ape. e oy
- ke e riore riore
[ piana [ ] piana
TC
Insert shape movla preEET ‘
Forma inserto ER
. o
Dt
i &
Single
side
monola-
terale
PTGNRIL*E/F/H/K/M11 TN**1103** TN**1103** TN**1103**
o
<%
= PTGNR/IL*H/K/M16 TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
o PTGNR /L**M / P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
o
|2‘ PTGNR/L**P | S27 TN**2706** TN**2706** TN**2706**

A6
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\WN** Toolholder -

Kr:95°

PWLNR/ L

ExtennaljturningjteclsEUtensililperitornnituralesternnal

Portautensile  (ECIEMPNONNEOIANESISISHPOD

R Type
Versione destra
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
T Magazzino Dimensioni Vite Spessore Chiave |Levadifissaggio |Pemo distanziatore
ype
Tipo R|L|a|b|L|h|s]|e w ‘ ( b ‘
PWLNR/ L | 1616H06 ] [ ] 16 16 (100 | 16 20 20
2020K06 ° ° 20 | 20 | 125 | 20 | 25 | 20 LEM6x13.4A WOBAP WH25L L3 SP3
2525M06 ) ° 25 | 25 | 150 | 25| 32 | 20
2020K08 ] ° 20 | 20 | 125 | 20 | 25 | 26
LEM8x21 WO8AP WH30L L4 SP4
2525M08 ° ° 25 25 | 150 | 25 32 26
Applicable insert
Inserto utilizzabile
Application inishing Semi-Finishing ing Cast iron machining
Applicazione itura Asportazion grossatura Lavor. ghisa grigia
DF PM DR A Flat
;ﬁ\; o - e
SF g DM 0 TC ‘
Insert shape EF EM
Forma inserto
=
NF g NM !
PWLNR/ L**H / K/ M06 WN**0604** WN**0604** WN**0604** WN**0604**
PWLNR/ L**K / M08 WN**0804** WN**0804** WN**0804** WN**0804**

Type - Tipo

7_Jhs1s
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ExtennalftunningjtocisEUtensililperitornnituiralesternnal

CN** Toolholder -

MCBNR/ L
Kr:75°

Portautensile

|

=

R Type L
Versione destra
Stock Dimension (mm) Clsacr?epWQ Shim Wrench Clamp Dowel pin
Magazzino Dimensioni Vit Spessore Chiave Staffa Perno passante
Type ite
=Rkt O — M
MCBNR/ L| 2020K12 e O | 2 20 | 125 | 20 17 32 DM6x25
2525M12 | @ | @ | 25 | 25 | 150 | 20 | 22 | 32 C12BM WH30L C1RD TM6x17
DM6x30
3225P12 | e | @ | 32 | 25 | 170 | 32 | 22 | 32
2525M16 | o | O | 25 25 | 150 | 25 22 40
DM6x30 C16BM WH30L C2RD TM8x21
3232P16 e o | 32 32 | 170 | 32 27 40
3232P19 o| o | 32 32 | 170 | 32 27 45
DM8x30X C19BM WH40L C5RD TM10x21
4040R19 o | o | 40 40 | 200 | 40 35 45
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante Lavor. ghisa grigia
DF Lo HDR Flat
Qj | e LM ’
. riore
piana
SF p— HPR TC |
2 £/ 5= -
pa— oo
Insert shape EF EM ER ,
Forma inserto Eﬁgb‘e I O.‘
[ bilaterale
NF =7 NM ER
J-~] e i
monoaterale
LR
Sige H
side
monoaterde
8_ LII::ZBNRIL KM CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
=]
: MCBNR/L**M / P16 CN**1606™* CN**1606™* CN**1606** CN**1606** CN**1606**
]
Q
|2‘ MCBNR/ L**P / R19 CN**1906** CN**1906** CN**1906** CN**1906**

A6

@AfI.S.



CN** Toolholder -

MCLNR/ L
Kr:95°

R Type
Versione destra

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

|

Stock Dimension (mm) lecrpgxlg Shim Wrench Clamp Dowel pin
Magazzino Dimensioni Vit Spessore Chiave Staffa Perno passante
Type ite
= Rkt e O M S
MCLNR/L| 2020K12 | @ | @ | 20 | 20 | 125 | 20 | 25 | 32 | DMéx25
2525M12 | o | ® | 25 25 | 150 | 25 32 32 C12BM WH30L C1RD TM6x17
DM6x30
3225P12 | e | ® | 32 25 | 170 | 32 32 o2
2525M16 [ I ) 25 25 | 150 | 25 32 38
DM6x30 Cc16BM WH30L C2RD TM8x21
3232P16 e | o 32 32 | 170 | 32 40 38
3232P19 e o 32 32 | 170 | 32 40 45
DM8x30X C19BM WH40L C5RD TM10%21
4040R19 ® | O 40 40 | 200 @ 40 50 45
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
= Flat Flat
HDR
A T = E)
/ riore riore
piana piana
HPR ' TC . |
Insert shape

Forma inserto

E

Single

side

mono-

laterale

LR

Single

side

mono-

laterale
o MCLNR/L*K/M/P12 CN**1204** CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
o
'-_ MCLNR/L**M /P16 CN**1606™* CN**1606™* CN**1606™* CN**1606™* CN**1606™*
(93
o
|2‘ MCLNR/ L**P / R19 CN**1906** CN**1906** CN**1906** CN**1906**

@[Aﬂ.s.
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ExtennalftunningjtocisEUtensililperitornnituiralesternnal

4
m

DN** Toolholder - Portautensile  (MECIamping N PoRaUtEHSieipoN)
Kr:93°
= h[ | | aI
s o ~ b
[©)
. 93e°
R Type E
Versione destra
Q0 0
o © Stock Dimension (mm) C';’é?epx‘g Shim Wrench Clamp Dowel pin
£ o Magazzino Dimensioni g Spessore Chiave Staff Pemo passante
c g Type Vite
> o
F Ulz® RiLla|blL|h|s]|e - ( m ?
" J
3
CIC.) é MDJNR/ L| 2020K11 e | e 20 20 | 125 | 20 25 32 DM6x25
OR 2525M11 | o | @ | 25 | 25 [150 | 25 | 32 | 32 DBM | \WH20L CIRD | TM5x13
DM6x30 WH30L
3225P11 e | O | 32 25 | 170 | 32 32 32
2020K15 oo 20 20 | 125 | 20 25 38 DM6x25
2525M15 | o | @ 25 25 | 150 | 25 32 38 D15BM WH30L C2RD TM6%x19
DM6x30
3225P15 e | o 32 25 | 170 | 32 32 38
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
Flat Flat
DF , — :
y e PM y Do..me g et oy gy
P 1= J riore / fore ¢ /
P piana piana
SF DM : =y
g .’ Smgle £ - ’
o side
e
Insert shape EF EM
Forma inserto ” g Double A -

NMg

monoaferde

Type - Tipo

o
rﬂJNRI EHEsiwy DN**1104** DN**1104** DN**1104**
MDJNR/L**K /M / P15 DN**1506** DN**1506** DN**1506** DN**1506** DN**1506** DN**1506**

A170
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DN** Toolholder -

MDPNN
Kr:62°30"

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

h I a
-
S.Lﬁo
oL _0) | b[
62°30'] =
2 L
Dimension (mm) Cls"‘crpepx‘g Shim Wrench Clamp Dowel pin
Dimensioni Vite Spessore Chiave Staffa Perno passante
Type Stock
Tipo Magazzio | o | p | L [ h | s | o , -, ( m ?
MDPNN 2020K11 [ ) 20 20 | 125 | 20 10 35 DM6x25
2525M11 | e | 25 | 25 | 150 | 25 | 125 35 D1BM WH29L C1RD TM5x13
DM6x30 WH30L
3225P11 o 32 25 | 170 | 32 | 125 35
2020K15 ° 20 20 | 125 | 20 10 40 DM6x25
2525M15 ° 25 25 | 150 | 25 | 12.5| 40 D15BM WH30L C2RD TM6x19
DM6x30
3225P15 [ ] 32 25 | 170 | 32 |12.5| 40
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
Flat Flat
i - & P N P
i o riore tiore
bilaterale piana piana
SF DM +—
g ; , f Slng\e . ’
i
Insert shape EF EM
5 Doub\e .
Forma inserto g‘lfjtem‘e
NF NM
LAY BT 4
side
el
o
8 MDPNN*K/M /P11 DN**1104** DN**1104** DN**1104**
=
MDPNN**K /M /P15 DN**1506** DN**1506** DN**1506** DN**1506** DN**1506** DN**1506**
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ExternaljturningjteclsElUtensililperitornituralestennal

SN™* Toolholder - Portautensile  (MECIapiGINPSHaUEnSISipo )

MSBNR/ L
h ‘ E a

Kr:75°
g s_I_ b

75e

R Type
Versione destra

Stock Dimension (mm) Clgg'epx‘g Shim Wrench Clamp Dowel pin
Type Magazzino Dimensioni Vite Spessore Chiave Staffa  |Pemo passante
Tipo
RiL|alb|Llnh|s]|e , u ( m ?
MSBNR/L| 2020K12 | @ | @ | 20 | 20 | 125 | 20 | 17 | 32 DM6x25
2525M12 ) (e} 25 | 25 | 150 | 25 | 22 | 32 S12BM WH30L C1RD TM6x17
DM6x30
3225P12 ) © 32 | 25 | 170 | 32 | 22 | 32
2525M15 o © 25 25 | 150 | 25 22 38
3232P15 () o 32 32 | 170 | 32 29 38 DM6x30 S15BM WH30L C2RD TM8x%21
4032R15 o © 40 32 | 200 | 40 27 38
3232P19 o o 32 32 | 170 | 32 27 | 45
DM8x30X S19BM WH40L C5RD TM10%21
4040R19 o} ] 40 | 40 | 200 | 40 | 35 | 45
4040R25 ) o 40 | 40 | 200 | 40 | 35 | 50 WH40L
DM10x35X S25BM WH40L CB6RD TM12x29
404082509 | o o 40 40 | 250 | 40 35 50 WH50L.
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Lavor. ghisa grigia PCBN - PCD

Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante

DR =8 HDR &
~
Hirdle a—

Flat
Parte

Flat
Parte
supe-
riore
piana

2

DR =« HPR
Single Y
o ]

Insert shape ER

Dauble

side
bilaterale

Forma inserto

ER
Single
side
monogterde

LR
Single
side
monoaterde
]
gl%BNRI SN SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
o ~
o B
F foBNR AERMUEY SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
g. MSBNR /L**P / R19 SN**1906** SN**1906** SN**1906** SN**1906**
=
P MSBNR/L"R/S2509 SN**2509** SN**2509**

A172
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(B (nrmiing teels = Uisnsil par (el eSEme

SN** Toolholder - Portautensile  (ECERPRGIIPSTEUERSIENEEN)
Kr:75°
: | <]
o
L
R Type
Versione destra
Stock Dimension (mm) Cl:;‘gx‘g Shim Wrench Clamp Dowel pin
Type Magazzino Dimensioni Vite Spessore Chiave Staffa  |Pemo passante
Tipo
el ellel e® B M &
MSRNR/L| 2020K12 | @ | @ | 20 | 20 [125| 20 | 22 | 36 DM6x25
2525M12 | o ® | 25 | 25 [ 150 | 25 | 27 | 36 S12BM WH30L C1RD TM6x17
DM6x30
3225P12 ° O | 32| 25 |1707| 32 | 27 | 36
2525M15 ° o 25 25 | 150 | 25 27 40
3232P15 [ ] o 32 32 | 170 | 32 35 40 DM6x30 S15BM WH30L C2RD TM8x21
4032R15 o o 40 32 | 200 | 40 35 | 40
3232P19 o o 32 32 | 170 | 32 35 | 45
DM8x30X S19BM WH40L C5RD TM10x21
4040R19 o 40 | 40 | 200 | 40 | 43 | 45
4040R2509 | © O | 40 | 40 | 200 | 40 | 43 | 50 WH40L
DM10x35X S25BM WH50L. C6RD TM12x29
404052509 | o O | 40 | 40 | 250 | 40 | 43 | 50
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
— — Flat Flat
PM DR | HDR P P
w Double - -~ | ﬁgaé;:- a 25;};:— @
e aterde [ plana  |— piana J
DM = DR gus HPR TC
|L‘ S‘ggle = -
[~
Insert shape ER - :
Forma inserto g‘ggmeg |
bilaterale
NM ER
HW =
side
monolgterale
LR
Single
side
monoiferde
gl%RNRIL KUMY SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
9 ¥
I% xf?NRIL MUY SN**1506™** SN**1506™** SN**1506** SN**1506** SN**1506**
2 MSRNR /L**P /| R19 SN**1906™* SN**1906** SN**1906** SN**1906**
>
P MSRNR/L*R/S2509 SN**2509** SN**2509**

\
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General Turning

MSKNR/ L
Kr:75°

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

SN** Toolholder -

Portautensile

L
R Type
Versione destra
Q< -
© Stock Dimension (mm) Cfg‘:‘:\?g Shim Wrench Clamp Dowel pin
[0} Magazzino Dimensioni Vit Spessore Chiave Staffa  |Pemo passante
= Type ite
2 )
: = Rt e® B S
o
=
E MSKNR/L| 2020k12 | @ | @ | 20 | 20 | 125 | 20 | 25 | 32 DM6x25
|9 2525M12 ° ° 25 | 25 | 150 | 25 | 32 | 32 S12BM WH30L C1RD TM6%17
DM6x30
3225P12 o o 32 | 25 | 170 | 32 | 32 | 32
2525M15 ] (€] 25 25 | 150 | 25 32 28
3232P15 L[] [e] 82 32 | 170 | 32 40 38 DM6x30 S15BM WH30L C2RD TM8x%21
4032R15 [e] © 40 32 | 200 | 40 40 38
3232P19 L] © 32 32 | 170 | 32 40 45
DM8x30X S$19BM WH40L C5RD TM10x21
4040R19 e} © 40 | 40 | 200 | 40 | 50 | 45
404052509 O | e | 40 | 40 | 250 | 40 | 50 | 50 | DM10x35X | S25BM | M40k | CeRD | TMi2x29
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigig ~ PCBN - PCD
m— Flat Flat
DR HDR Par Part
i (O - B - ol
e le [e— plana  [— plana
DR HPR TC
e = -
e |
Insert shape ER |

Forma inserto

Double |
side i, |
bilaterale

Single
side
nondatede

Type -Tipo

LR
s a
side
nonee
IF\’II1$2KNRI B0 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
2135KNR UMUE SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
MSKNR /L**P /| R19 SN**1906** SN**1906** SN**1906** SN**1906**
MSKNR / L**$2509 SN**2509** SN**2509**

A174
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ExtennaljturningjteclsEUtensililperitornnituralesternnal

SN** Toolholder - Portautensile  (M:Clamping s Porautensile tipoviy
MSDNN

Kr:45°
h a
s
L @ro | :
45>
. L
- Q@
Dimension (mm) Clamping Shim Wrench Clamp Dowel pin o ©
Dimensioni S\‘}'-'tew Spessore Chiave Staffa Pemo passante R=NN)
Type Stock e € c
Tipo Magaz- Sh
=Ll e B — e & B
T O
o=
MSDNN | 2020K12 = e | 20 | 20 | 125 | 20 | 10 | 35 | DM6x25 g‘é
o
2525M12 o 25 | 25 | 150 | 25 | 125 35 S12BM WH30L C1RD TM6x17 (O
DM6x30
3225P12 o 32 | 25 | 170 | 32 | 125 35
2525M15 [ ] 25 25 | 150 | 25 |125| 42
3232P15 o 32 32 [ 170 | 32 16 42 DM6x30 S15BM WH30L C2RD TM8x%21
4032R15 o 40 32 | 200 | 40 16 42

Applicable insert
Inserti

Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante ~ Lavor. ghisa grigia PCBN - PCD
m— Flat
DR HDR | e P
Dot | P -~ ﬁ? L) ﬁgi cn’
A s piana piana A131
DR g HPR TC
snge @
e,
Insert shape
. ER
R Double
Forma inserto S e
ER
Single
side
oo

LR

Single

side

onle
o MSDNN*K-M - P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
o
= MSDNN**M - P - R15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**

_IJALLS.

A175



General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

TN** Toolholder -

Portautensile

MTGNR/ L
Kr:90°

R Type L
Versione destra
Q< -
© Stock Dimension (mm) Clé’é?epx‘g Shim Wrench Clamp Dowel pin
[9) Magazzino Dimensioni Vit Spessore Chiave Staffa  |Pemo passante
5 Type =
()]
1 = LR e A — a2
o
=
E MTGNR/L| 2020K16 | e | o | 20 | 20 | 125 | 20 | 25 | 33 DM6x25
e 2525M16 | o | e | 25 | 25 | 150 | 25 | 32 | 33 TieM | WH2OL | o | TMsxas
DM6x30 WH30L
3225P16 ) e} 32 | 25 | 170 | 32 | 32 | 33
2525M22 o o 25 25 | 150 | 25 32 35
DM6x30 T22BM WH30L C2RD TM6%17
3225P22 o o 32 25 | 170 | 32 32 35
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DF PM DR HDR ot oo
- Dguble - supe- e ) supe- gy
— Bl O piana
rale
SF DM TC
e
nsert shapi
Forma inserto
EF g EM g
'\P";?NR’ ELSULG TN*1604** TN*1604* TN*1604** TN™1604* TN 1604 TN 1604**
MTGNR / L**M | P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204*

Type - Tipo

A176
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TN** Toolholder -

MTJNR/ L
Kr:93°

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

L
R Type
Versione destra
Stock Dimension (mm) CI:éTrlep‘iA:lg Shim Wrench Clamp Dowel pin
T Magazzino Dimensioni Vite Spessore Chiave Staffa | Pemo passante
ype
= LR e A o
MTJNR/L| 2020K16 | @ | o | 20 | 20 [125| 20 | 25 | 32 DM6x25
2525M16 | o | e | 25 | 25 |150 | 25 | 32 | 32 TieeM | WHAOL | ciRD | TMsx13
DM6x30
3225P16 [ ) 32 | 25 | 170 | 82 | 32 | 32
2525M22 [} [ ) 25 25 | 150 | 25 32 36
DM6x30 T22BM WH30L C2RD TM6%17
3225P22 ©® ° 32 25 | 170 | 32 32 36
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
Flat Flat
DF PM DR - HDR Pare Pare
- . é Double - supe- W supe- gy
e ctd side ded” riore riore
rTE——— a3 [EES piana N— piana
SF DM DR Y. TC
Insert shape é ol 28 "
. P ﬁ ::m;mmb_.-.
Forma inserto
EF EM ER
@ ﬁ Double
side
bilate
rale
LR
Double
side
bilate-
rale
'\P";rs"NR’L WS TN*1604* TN*1604** TN*1604** TN™1604** TN™1604* TN*1604**
MTJNR / L**M / P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**

Type - Tipo
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General Turning

Q0
®
Y
o
c
()
o
©
Y
=

=
c
S

l_

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

TN** Toolholder - Portautensile

MTJNR/ L-Z
Kr:93°

=

s ©

R Type L
Rechtsausfiihrung
Stock Dimension (mm) Cgpgx‘g Shim Wrench Clamp Dowel pin
Magazzino Dimensioni Vit Spessore Chiave Staffa | Perno passante
Type ite
m Lkl e A a2
MTJNR/ L|2020K16-Z| @ | @ | 20 | 20 | 125 | 20 | 25 | 32 DM6x25
2525M16-Z| ® | e | 25 | 25 | 150 | 25 | 32 | 32 TieBM | WH20L | oipp | Tvsx1s
DM6x30 WH30L
3225P16-Z | o ° 32 25 | 170 | 32 32 32
2525M22-Z | o o 25 | 25 [ 150 | 25 | 32 | 36
DM6x30 T22BM WH30L C2RD TM6%x17
3225P22-Z2 | © o 32 | 25 [ 170 | 32 | 32 | 36
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Castiron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
DF PM HDR pare it
- . -~ suee- S o
h— | e S
SF DM TC
Insert lshape é -
Forma inserto
EF § EM g
:,'I;I-:NRIL iyl TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
MTJNR /L**M / P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**

Type - Tipo

A178
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TN** Toolholder -

Kr:90°

MTFNR/ L

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

n

s 9(?' o b
L
R Type
Versione destra
Stock Dimension (mm) Clsacl‘l;lepwg Shim Wrench Clamp Dowel pin
Type Magazzino Dimensioni Vite Spessore | Chiave Staffa | Pemo passante
Tipo
el e e A M
MTFNR/ L| 2020K16 ] [e) 20 20 | 125 | 20 25 32 DM6x25
2525M16 [} o 25 25 | 150 | 25 32 32 T16BM WH20L C1RD TM5%13
DM6x30 WH30L
3225P16 [ ] o 32 25 | 170 | 32 32 32
2525M22 [ ] @] 25 25 | 150 | 25 32 36
DM6x30 T22BM WH30L C2RD TM6%17
3225P22 (] [e} 32 | 25 | 170 | 32 | 32 | 36
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Applicazione Finitura Asportazione media Sgrossatura Asportazione pesante  Lavor. ghisa grigia PCBN - PCD
s Flat
DF & PM DR HDR Pate pare
- L e (e e o
— & faam E4
SF DM TC
il y
Insert shape ] - LT
P ot oo
Forma inserto EF EM ER
A "A A
,a'laele' [ ]
LR ia
Double
side
bilate-
rale
y;l'sFNR YL TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
MTFNR / L**M / P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**

Type - Tipo

@[Aﬂ.s.
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ExtennalftunningjtocisEUtensililperitornnituiralesternnal

\V/N** Toolholder - Portautensile

MVVNN
Kr:72°30"

h a
s /
< 0) b h
72°30’
e
L
Dimension (mm) C':épgx‘g S Shim VCV'zench gltarfrrlp F,Dowel pin
¢ 1Am r : o
s e Dimensioni Vite pessore iave affa emo passa
Tipo
Magaz-
zelo e = @a &
MVVNN | 2020K16 [ ) 20 20 | 125 | 20 10 45 DM6x25
2525M16 o 25 25 | 150 | 25 | 125 | 45
V16BM o C3RD TM5x13
3225P16 o 32 25 | 170 | 32 | 125 | 45 DM6x30
3232P16 o 32 32 | 170 | 32 16 45
Applicable insert
Inserti
Application Finishing Semi-Finishing PCBN - PCD
Applicazione Finitura Asportazione media PCBN - PCD
DF Flat
riore
piana
EF
Insert shape @
Forma inserto SF
NF
——

MVVNN**K/M/P16

VN**1604**

VN**1604**

VN**1604**

Type - Tipo

A180
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V/N** Toolholder -

MVJNR/ L
Kr:93°

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

|

93

R Type L
Versione destra
Stock Dimension (mm) Clé’;‘epwg Shim Wrench Clamp Dowel pin
Magazzino Dimensioni Vit Spessore Chiave Staffa  |Pemo passante
Type ite
Tipo R|L|a|blL|h|s]|e , - ( m w
MVJNR/L| 2020K16 o | @ | 20 | 20 | 125 | 20 | 25 | 45 DM6x25
2525M16 ° ° 25 | 25 | 150 | 25 | 32 | 45
vieM | W20 | CaRD | TMsx13
3225P16 ° o 32 | 25 | 170 | 32 | 32 | 45 DM6x%30
3232P16 [} ° 32 32 | 170 | 32 40 45
Applicable insert
Inserti
Application Finishing Semi-Finishing PCBN - PCD
Applicazione Finitura Asportazione media PCBN - PCD
DF PM Flat
s o = P
w v riore
piana
i
Insert shape =
Forma inserto SF EM
NF & NM E

MVJINR /L™ K/ M/
P16

VN**1604**

VN**1604**

VN**1604**

Type - Tipo

@;Aﬂ.s.
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General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

\WN** Toolholder -

Kr:95°

MWLNR/ L

Portautensile  (HECIEMBRGRIROIANESISISHPOND

L
R Type
Versione destra
Q<
o Stock Dimension (mm) Clsaé?gx\g Shim Wrench Clamp Dowel pin
qc‘) Magazzino Dimensioni Vite Spessore Chiave Staffa  |Pemo passante
g Type
Tipo
o 2 RiL|a|b|L his|e , ‘ ( m ?
=
=
= MWLNR/ L| 2020K06 [ ) [ ] 20 20 | 125 | 20 25 30 DM6x25 WH20L
i) WOBBM | unelr CIRD | TM5x13
2525M06 ] [ 25 | 25 | 150 | 25 | 32 | 30 DM6x30
2020K08 ° ° 20 | 20 | 125 | 20 | 25 | 30 DM6x25
2525M08 ) o 25 | 25 | 150 | 25 | 32 | 35
W08BM WH30L C1RD TM6%17
3525P08 [e] o} 32 25 | 170 | 32 32 35 DM6x30
3232P08 o ] 32 32 | 170 | 32 40 35
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Lavor. ghisa grigia
DF i PM DR Flat
Loy Double SP:‘;t;m -
o side
bilaterale pana Er=sd
SF g DM TC ‘
Insert shape EF EM
Forma inserto
NF A NM
o MWLNR/L*K/MO06 WN**0604** WN**0604** WN**0604** WN**0604**
o
'._ rngNRI SRRl WN**0804** WN**0804** WN**0804** WN**0804**
g
=

A2

@AfI.S.



RN** Toolholder -

MRGNR/ L

Portautensile

(B (nrmiing teels = Uisnsil par (el eSEme

l

2,

L
R Type
Versione destra
. . Application Clamping . .
Stock Dimension (mm) inserts Screw Shim Wrench | Clamp |Dowel pin
Type Magazzino Dimensioni Inserti Vite | Spessore| Chiave | Staffa p:ses:‘r?te
= sl e e ® — s
MRGNR/ L| 2020K12 o e} 20 20 | 125 | 20 25 32 DM6x25
2525M12 | © | @ | 25 | 25 | 150 | 25 | 32 | 32 | Rnwqo04
R12BM | WH30L | C1RD | TM6x17
3225P12 ] o 32 25 | 170 | 32 32 32 DM6x30
3232P12 o o 32 32 | 170 | 32 | 40 32
*% | i
RIN** Toolholder - Portautensile  (NECApNGIIPOEUEASISHRON)
- e— a—

sL"

e
L
: . Applicati i
Dimension (mm) i Clsaépgwg Shim Wrench Clamp | Dowel pin
Type Stock Dimensioni LEe vite | Spessore | Chiave p:szme
Magazzi-
RS Wlalb|L|n|s e - ’ . ( ﬁ
MRDNN | 2020K12 | o | 20 | 20 | 125 | 20 | 10 | 35 DM6x25
2525M12 | o | 25 | 25 | 150 | 25 |125| 35 | myeqo04n
R12BM WH30L C1RD TM6%x17
3225P12 o 32 25 | 170 | 32 |125]| 35 DM6x30
3232P12 o 32 32 | 170 | 32 16 | 35

@Aﬂ.s.
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General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

CC** Toolholder -

SCACR/ L
Kr:90°

Portautensile

©

©
o
o \S,

R Type
Versione destra

()
® Stock Dimension (mm) S\(/:_rew \granCh
?:') Type Magazzino Dimensioni ite iave
()
S Tipo R|{L|a|b|L|h|s]e v V
©
o
.‘3 SCACR/ L| 1010E06 [ ] [ ) 10 10 70 10 | 10.5| 10 160M2.5%6.5 WTO7IP
c
é 1212F09 [ ] 12 12 | 80 12 | 127 | 16 160M3.5x8 WT15IP

Applicable insert

Inserti

Application Extra Finishing Finishing Semi-finishing Roughing Al machining ~ Cast iron machining PCBN/PCD
Applicazione Finitura Finitura A media Sgre ra 1 jone alluminio  Lavor. ghisa grigia inserti
| Flat Flat
SF ‘HF \ ’ HM HR W LH r = :.%; ::E‘; -
3 "_ /’ riore ‘ ) ’ r\pre.
iana ianal
Insert shape e g

Forma inserto

EF

EM

LC

g

SCACR/ L**E06

CC**060:

CC**060

CC**060:

CC**0602**

CCGX 0602**

CC** 0602**

CC** 0602**

SCACR/ L**F09

CC**09T3**

CC*09T3**

CC*09T3**

CC**09T3**

CCGX 09T3*

CC** 09T3**

CC** 09T3**

Type - Tipo

A

@AfI.S.




CC** Toolholder -

Kr:95°

SCLCR/ L

Portautensile

(B (nrmiing teels = Uisnsil par (el eSEme

o
s
®
957
- L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
ype
= LR e 8 e
SCLCR/ L| 0808D06 ° ° 08 | 08 | 60 | 08 | 10 | 10
160M2.5%6.5 — — WTO7IP
1010E06 [ ) [ ] 10 10 70 10 12 10
1212F09 [ ) ° 12 12 80 12 16 16
1616H09 ] o 16 16 | 100 | 16 | 20 | 16 160M3.5x8 — — WT15IP
1616H12 ] o 16 16 | 100 | 16 | 20 | 18
2020K09 ° [ 20 20 [ 125 | 20 25 25
2020K12 ° ] 20 20 [ 125 | 20 25 25
WT15IP
2525M12 [ ] 25 25 | 150 | 25 32 26 160M4x11X C12BS SM6x10XA WH40L
3225P12 [ ) [ ] 32 25 | 170 | 32 32 26
3232P12 [ ) o 32 32 | 170 | 32 40 28
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining ~ Castiron mach. ~ PCBN - PCD
Applicazione Finitura Finitura Asportazione media  Sgrossatura  Lavorazione alluminio Lg}’]'i"sraazg'ﬁgiea' PCBN - PCD
SF HF r HM . |HR e LH r fat flat
o D o )] e PR e 6D
Insert shape _— L ___J ﬂ piana piana h
Forma inserto EF EM LC .
o SCLCR/L**D / E06 CC** 0602** CC* 0602** CC** 0602** CC** 0602** CCGX 0602** CC** 0602** CC** 0602**
2
',_ SCLCR/L*F/HO9 CC** 09T3* CC** 09T3** CC** 09T3** CC** 09T3** CCGX 09T3** CC** 09T3** CC** 09T3**
13 Hk |
E §1C2LCR/ SRl CC** 1204* CC** 1204** CC** 1204** CCGX 1204** CC** 1204* CC** 1204*

e

fLS.
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General Turning

ExtennalftunningjtocisEUtensililperitornnituiralesternnal

DC** Toolholder -

SDACR/L
Kr:90°

R Type
Versione destra

Portautensile

[©)

s
\/kh?'

()
© Stock Dimension (mm) Screw Shim Shim screw Wrench
) Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
8 Type
S Tipo R|{L|a|b|L|h|s|e v ~y w L} ’/
©
o
.‘3 SDACR/ L| 1010E07 [ ] [ ) 10 10 70 10 | 10.5| 15 160M2.5%6.5 — — WTO7IP
c
é 1212F11 [ ] 12 12 | 80 12 | 125 15 160M3.5x8 — — WT15IP
1616H11 [ ° 16 16 | 100 | 16 | 16.7 | 24 160M3.5x12 D11BS SM5x8.65XA sl
WH35L
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Ciast iron mach.  PCBN - PCD
Applicazione Finitura Finitura Asportazione media ~ Sgrossatura  Lavorazione alluminio Sﬁ?srgzdﬁgii' PCBN - PCD
SF HF HR Flat Flat
@ w By Ky
riore riore
Insert shape piana piana
Forma inserto EF EM
SDACR / L*E07 DC** 0702* DC** 0702* DC** 0702** DCGX 0702** DC**0702* DC**0702**
SDACR/L**F [/ H11 DC** 11T3* DC* 11T3** DC* 11T3** DC** 11T3** DCGX 1173** DC** 11T3* DC* 11T3**

Type - Tipo

A186

@AfI.S.



DC** Toolholder -

Kr:93°

SDJCR/ L

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

s b[
®,
93°e
L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
ype
Tipo R|L|a|b|L|h|s]|e v ~y w L} 9/
SDJCR/ L| 1010E07 [ ) [ ] 10 10 70 10 12 15
1212F07 ] ° 12 12 | 80 12 16 | 15 160M2.5x6.5 — — WTO7IP
1616H07 ] ] 16 16 | 100 | 16 | 20 | 18
1616H11 [} o 16 16 | 100 | 16 | 20 | 24
2020K11 [ ) o 20 20 [ 125 | 20 25 24 WT151P
160M3.5%12 D11BS SM5x8.65XA WH35L
2525M11 ° [ ] 25 25 | 150 | 25 32 29
3225P11 (] o 32 25 | 170 | 32 32 29
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cl.aa\s\ﬁc:;grz‘i?n??' PCBN - PCD
Applicazione Finitura Finitura Asportazione media  Sgrossatura  Lavorazione alluminio  Ghisa grigia PCBN - PCD
SF HF HM =7 HR LH e |im Pl
& o, &7 & ey
riore
jana
Insert shape ’
Forma inserto EF’ EM ' L@

3 SDJCR /L**E/F/H07 DC**0702** DC** 0702** DC**0702** DCGX 0702** DC** 0702** DC** 0702**
= W

5 §1D1JCR ERHUKUN DC** 11T3** DC** 11T3* DC*11T3** DC*11T3* DCGX 1173** DC* 11T3* DC** 11T3**
&

=

)

& s

fLS.
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ExtennalltunningjtocisEUtensililpenitonnituralesternnal

DC** Toolholder -

SDNCN
Kr:62°30"

Portautensile

s
—L b[
62°30’
2 L
Dimension (mm) Screw Shim Shim screw Wrench
Dimensioni Vite Spessore Vite per spessore Chiave
Type Stock
Tipo Mgez | a | b | L | h| s |e v - w r
zino J
SDNCN 1010E07 [ ) 10 10 70 10 5 20
160M2.5%6.5 — — WTO7IP
1212F07 ° 12 | 12 | 80 | 12 6 20
1212H11 ° 12 12 | 100 | 12 6 30 160M3.5x8 — — WT15IP
1616H11 ° 16 16 | 100 | 16 8 30
2020K11 ° 20 20 | 125 | 20 10 30 160M3.5x12 D11BS SM5x8.65XA VV\(ITH1355|E
2525M11 ° 25 25 | 150 | 25 | 125 30
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-ﬁnishig Roughing Al machining Cf:\}g;gl;ignnaecr. PCBN - PCD
Applicazione Finitura Finitura Asportazione media  Sgrossatura  Lavorazione alluminio Ghisa grigia PCBN - PCD
Flat Flat
SF HF . HM 7 HR LH s |Pare Parte
@ ANy -/ ‘ J o B e K
piana piana
Insert shape

Forma inserto

EF EM
& &

SDNCN**E / FO7

DC**0702**

DC** 0702**

DC**0702**

DCGX 0702**

DC** 0702**

DC** 0702**

SDNCN**H/K/M11

DC** 11T3™

DC** 1173

DC*11T3** DC*11T3**

DCGX 1173**

DC*™* 11T3*

DC** 11T3*

Type - Tipo

A188

@AfI.S.



\V/B** Toolholder -

SVJBR/ L

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

- o
Kr:93 Sl E
-
-
s b
©
939 \/
£ L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
ype
Tipo RiL|a|b|L|h|s]|e v - @ L} V
SVJBR/L| 1212F11 [ ) [ ] 12 12 80 12 16 27
1616H11 ] ° 16 16 | 100 | 16 | 20 | 27
160M2.5x6.5 — — WTO7IP
2020K11 ] ] 20 | 20 | 125 | 20 | 25 | 27
2525M11 ] L] 25 | 25 | 150 | 25 | 32 | 27
1616H16 [ ) o 16 16 | 100 | 16 20 36
2020K16 ° [ ] 20 20 [ 125 | 20 25 | 41 WT15IP
160M3.5x12 V16BS SM5x8.65XA WH35L
2525M16 (] o 25 25 | 150 | 25 32 | 4
3225P16 [ ) ° 32 25 [ 170 | 32 32 | 4
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Cast iron mach. PCBN - PCD
Applicazione Finitura Finitura Asportazione media Sgrossatura Lavor.- ghisa grigia PCBN - PCD
SF EF HM HR Flat Flat
[ - o S
piana piana
HF EM
Insert shape - -
Forma inserto w @
NF‘
o SVIERULERIKY VB**1102** VB**1102** VB**1102**
e Mn
E sV =
. §\1/\SJBRI SREUCINY VB**1604** VB**1604** VB**1604** VB**1604** VB**1604**
g
ey

@[Aﬂ.s.
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\V/B** Toolholder -

SVABR/ L

Portautensile

Kr:90°
T T [
s
® b[
90°
e
L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
ype
Tipo RLabthevow‘V
SVABR/L| 1010F11 | @ | @ | 10 | 10 | 80 | 10 | - - | 160M2.5%6.5 — — WTO7IP
1616H16 ] ° 16 16 | 100 | 16 | 16.5| 28
2020K16 | ® | O | 20 | 20 | 125 | 20 |20.5| 28 | I6OM3.5x12 V16BS SM5x8 65XA e
2525M16 o o 25 | 25 | 150 | 25 | 255 | 28
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Cast iron mach. PCBN - PCD
Applicazione Finitura Finitura Asportazione media Sgrossatura Lavor.- ghisa grigia ~ PCBN - PCD
SF EF HM R e, 3
g@; -_— w2 : e O ey
g e g | S 2
Insert shape HF EM

Forma inserto

o SVABR/L*F11 VB**1102** VB**1102** VB**1102**

o

— k|

'._ ;‘:’:BR LHURY VB**1604** VB**1604** VB**1604** VB**1604** VB**1604**
&

=

A190
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ExtennaljturningjteclsEUtensililperitornnituralesternnal

\/B** Toolholder - Portautensile

SVVBN
Kr:72°30"

(3]
Dimension (mm) Screw Shim Shim screw Wrench o ®
Dimensioni Vite Spessore Vite per spessore Chiave C ‘5
Type Stock c
Magazzi- ( 5 0
Tipo o lalb|L|nh|s|e v - w ’/ 2
—_
SVVBN | 1212F11 o | 1212|812 6 |27 5 =
c Cc
1616H11 [ 16 16 | 100 | 16 8 27 160M2.5x6.5 — — WTO71P 8 é
2020K11 [ 20 | 20 | 125 | 20 10 | 30
1616H16 ® 16 | 16 | 100 | 16 8 33
2020K16 ° 20 20 | 125 | 20 10 33 160M3.5x12 V16BS SM5x8.65XA V\IVVTF:géi
2525M16 (] 25 25 | 150 | 25 | 125 | 38
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Cast iron mach. PCBN - PCD
Applicazione Finitura Finitura Asportazione media Sgrossatura Lavor.- ghisa grigia ~ PCBN - PCD
Flat Flat
SF EF Pare Parte
O e T L@
piana v piana
Insert shape HF o
Forma inserto w
-
g_ SVVBN**F /| H/ K11 VB**1102** VB**1102** VB**1102**
=
. SVVBN*H/K/M16 VB**1604** VB**1604** VB**1604** VB**1604** VB**1604**
g
=

@[Aﬂ.s.
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\V C** Toolholder -

Portautensile

SVVCN
Kr:72°30"

disill]

st b[ | .
L4250 \, 1
- L
Dimension (mm) Screw Shim Shim screw Wrench
Dimensioni Vite Spessore Vite per spessore Chiave
Type Stock
Magazzi- (
Tipo b4 alb|L|h|s]|e v — w ’/
SVVCN 1212F11 ° 12 | 12 | 80 | 12 6 27
1212M11 ° 12 | 12 | 150 | 12 6 27
1616H11 ] 16 16 | 100 | 16 8 27 160M2.5x6.5 — — WTO7IP
2020K11 ° 20 | 20 | 125 | 20 10 | 30
2525M11 ° 25 25 | 150 | 25 | 125 | 38
1616H16 ° 16 16 | 100 | 16 8 33
2020K16 | e | 20 | 20 [125| 20 | 10 | 33 | I6OM3.5%12 V16BSC SM5x8.65XA Whisar
2525M16 [ 25 25 | 150 | 25 | 125 | 38
Applicable insert
Inserti
Application Extra Finishing Finishing Al machining PCBN - PCD
Applicazione Finitura Finitura Lavorazione alluminio PCBN - PCD
SF HF LH Flat
<= <= S
- riore
Insert shape piana
Forma inserto NF LC
o SVVCNERHIIY VC**1103** VC**1103** VCGX1103**
'g_ M11
- SVVCN**H/K/M16 VC**1604** VCGX1604** VC**1604**
=
s

A12
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ExtennaljturningjteclsEUtensililperitornnituralesternnal

\/C** Toolholder - Portautensile  (S:Clamping IPorautensiie lipo 'Sy

Kr:93° ]‘_l \l
h a
-
. .
s b]
©
5 L
e
L
R Type
Versione destra
(3]
Stock Dimension (mm) Screw Shim Shim screw Wrench o ®
Magazzino Dimensioni Vite Spessore Vite per spessore Chiave c ‘q—_)
Type € S
Tipo R|L|a|b|L|h|[s]|e v —a- @ L Y V S o
— @©
w5
SVJCR/ L| 1010E11 ° o |10 |10 |70 | 10 | 12 | 22 =
c Cc
1212F11 | o | @ | 12| 12 | 80 | 12 | 16 | 27 8 l§
1616H11 ] ] 16 16 | 100 | 16 | 20 | 27 160M2.5x6.5 — — WTO7IP
2020K11 [ ) ° 20 | 20 | 125 | 20 | 25 | 27
2525M11 [ ) o 25 25 | 150 | 25 32 27
1616H16 ° [ ] 16 16 | 100 | 16 20 36
2020K16 (] o 20 20 [ 125 | 20 25 | 41
2020M16 | ® | ® | 20 | 20 | 150 | 20 | 25 | 41 | I6OM3.5x12 V16BSC SM5x8.65XA Whisar
2525M16 [ ) [ ) 25 25 | 150 | 20 32 | 41
3225P16 o o 32 | 25 [ 170 | 32 | 32 | 41
Applicable insert
Inserti
Application Extra Finishing Finishing Al machining PCBN - PCD
Applicazione Finitura Finitura Lavorazione alluminio PCBN - PCD
SF HF LH Flat
@ o P ::r:‘: =Y
e < V riore h -4
Insert shape pena
Forma inserto NF LC
o SVJCR/L*E/F/H/K/M11 VC**1103** VC**1103** VCGX1103**
=%
= SVJCR/L*H/K/M/P16 VC**1604** VCGX1604** VC**1604**
®
S
=

@[Aﬂ.s.
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General Turning

ExternaliturningltoclskElUtensilifpenitornituralesternal

SC** Toolholder -

SSBCR/ L
Kr:75°

R Type
Versione destra

Portautensile

o T

*l |®

75
e

Stock Dimension (mm) Screw Shim Shim screw Wrench
Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
<2 Type
(0]
o Tipo R|L|[a|b|L|h|s]|e v u w C *;}/
c =
S
= SSBCR/L| 1212F09 | @ | @ | 12 | 12 [ 80 | 12 | 11 | 16 | I60M3.5x8 — WT15IP
o
2 1616H09 | o | o | 16 | 16 | 100 | 16 | 13 | 16 | 160M3.5x8 S09BS SMsx365XA | WP
c
o 2020K12 | o | ® | 20 | 20 | 125 | 20 | 17 | 25 | 160Mdx11X S12BS SM6x10XA WIISIR
= WH40L

SC** Toolholder

Portautensile

SSDCN
Kr:45°

=T

T

L
Stock Dimension (mm) Screw Shim Shim screw Wrench
Magazzi Dimensioni Vite Spessore Vite per spessore Chiave
Type
Tipo a|b|L|h|s | e v n w S y/
SSDCN 1212F09 [ 12 12 | 80 | 12 6 | 155 160M3.5x8 — — WT15IP
1616H09 | e | 16 | 16 | 100 | 16 | 8 [155| I6OM3.5x12 S09BS SM5x8.65XA Whisar
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Al machining Cast iron machining
Applicazione Finitura Finitura Asportazione media Lavorazione alluminio Lavor. ghisa grigia
HF ” HM ; HR LH — :’I::te
e - (2 we G
Insert shape i) T _ pena - w—
Forma inserto EF EM LC _
g SSBCR/L**F / HO9 SC**09T3** SC*09T3** SC**09T3** SCGX09T3** SC**09T3**
g
. SSBCR/L**K12 SC**1204** SC**1204** SCGX1204** SC**1204**
[}
'g'. SSDCN**F / H0O9 SC**09T3** SC**09T3** SC*09T3** SCGX09T3** SC*09T3*

A1
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SC** Toolholder -

SSKCR/ L
Kr:75°

Portautensile

(B (nrmiing teels = Uisnsil par (el eSEme

s ,\(,; )
N e
L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
Type
Tipo R|L|a|b|L|h|s]|e v = w ‘ V
WT15IP
SSKCR/L| 1616H09 ° e | 16 | 16 | 100 | 16 | 20 | 13 160M3.5x12 S09BS SM5x8.65XA WH35L
— |
e H [
h a
1S :
45N
& L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
pe
e R|L|a| b L h|s]|e ' : W Ly S)/
SSSCR/ L| 1616H09 [ ] ° 16 16 | 100 | 16 17 16 160M3.5x12 — WT15IP
2020K12 | ® | ® | 20 | 20 | 125| 20 | 21 | 24 | IGOMAxT11X $12BS SMBx10XA Wiaap
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Al machining Cast iron machining
Applicazione Finitura Finitura Asportazione media Lavorazione alluminio Lavor. ghisa grigia
HF . HM : HR LH - - Fat
(= (ol o o = o
Insert shape | b v _ e ]
Forma inserto EF u EM E LC
8. SSKCR/L**H09 SC**09T3** SC**09T3** SC**09T3** SCGX09T3** SC**09T3**
=
. SSSCR/L**H09 SC**09T3** SC**09T3** SC*09T3* SCGX09T3** SC**09T3**
]
Q
2  SSSCR/L"K12 SC**1204** SC**1204** SCGX1204** SC**1204**

)

"_JAfIS

A195

General Turning

Q<
©
o
©
=
)
o
©
S
=]
=
c
S
'—




General Turning
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ExternaljturningjteclsElUtensililperitornituralestennal

TC** Toolholder -

Portautensile ’ S-Clamping - Portautensile tipo S |

STACR/L
Kr:90°

R Type
Versione destra

Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Vite Chiave
Type
Tipo R|L|a|b|L|h|s]|e v V
STACR/ L‘ 1212F11 [ ) [ ] 12 12 80 12 | 125 14 160M2.5%6.5 WTO7IP
Kr:91°
hl ' \ al
sl91@ b
e
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
ype
e R e fptinlsle g A& P Ty -
STFCR/L| 1212F11 [ o 12 | 12 | 80 | 12 | 16 | 14
160M2.5x6.5 — — WTO7IP
1616H11 [ ) o 16 16 | 100 | 16 20 14
1616H16 [ ) @] 16 16 | 100 | 16 | 20 19 WT15IP
160M3.5x12 T16BS SM5x8.65XA WH35L
2020K16 [ ) [ ] 20 20 | 125 | 20 25 19
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining ~ Cast iron machining  PCBN/PCD
Applicazione Finitura Finitura Asportazione media ~ Sgrossatura Lavorazione alluminio Lavor. Ghisa grigia inserti
SF HF HM HR LH A ot 3 pet
@ - - YOO
leaieiEme TE— E—— 7 N P te—
Forma inserto EF EM LC
o STACR/L**F11 TC**1102** TC*1102** TC*1102** TC*1102* TCGX1102** TC**1102** TC*1102*
=%
'._ STFCR/L**F/H11 TC**1102* TC**1102* TC*1102* TC**1102** TCGX1102** TC**1102** TC**1102**
@
S STFCR/L**H /K16 TC**16T3** TC*16T3** TC*16T3** TCGX16T3** TC*16T3** TC*16T3**

A1%

@Aﬂ.s.




TC** Toolholder -

STGCR/ L

Portautensile

ExtennaljturningjteclsEUtensililperitornnituralesternnal

Kr:91°
h ]=' a
S b
> ;
91
e, L
R Type
Versione destra
Stock Dimension (mm) Screw Shim Shim screw Wrench
Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
Type
Tipo RiL|a|b|L|h|s]e v A w g ,/
STGCR/ L| 0808D09 ° e |08 08 |60 | 8 10 | 11
160M2.2x5.5 — — WTO06IP
1010E09 ° e | 10|10 [ 70 | 10 | 12 | 11
1212F11 ° e | 12 | 12 | 80 | 12 | 16 | 14
160M2.5%6.5 — — WTO7IP
1616H11 ° e | 16 | 16 [ 100 | 16 | 20 | 16
2020K16 (] o 20 20 | 125 | 20 25 21 WT151P
160M3.5x12 T16BS SM5x8.65XA WH35L
2525M16 [ ] ° 25 25 | 150 | 25 25 21
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Castironmachining PCBN/PCD
Applicazione Finitura Finitura Asportazione media Sgrossatura Lavorazione alluminio Lavor. Ghisa grigia inserti
SF HF HM HR LH A o ;‘:‘r“e
[ = L 1 we e 6y
e aEEs E— S Eme— piana [ | pene Se—
Forma inserto EF ! EM !
8. STGCR/L*D/E09 TC**0902** TC**0902** TC**0902** TC**0902** TCGX0902** TC**0902** TC**0902**
g
. STGCR/L**F/H11 TC*1102* TC**1102** TC**1102** TC**1102** TCGX1102* TC*1102* TC**1102**
)
Q
|Z‘ STGCR/L*K/M16 TC*™*16T3* TC*16T3** TC*16T3** TCGX16T3** TC*16T3** TC**16T3*

Ve
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ExtennalftunningjtocisEUtensililperitornnituiralesternnal

TC** Toolholder -

Portautensile

STTCR/L
Kr:60°

s b[
©
60
© L
R Type
Versione destra
()
o © Stock Dimension (mm) Screw Shim Shim screw Wrench
c 5 Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
‘S ¢ Type
59 Ti
2o ipo RiL|a|b|L|h|s]|e ,/
— @©
w5
’cT_) = STTCR/ L | 1616H11 [ ] o 16 16 | 100 | 16 13 14 160M2.5x6.5 — — WTO7IP
= =
8 é 1616H16 ° 16 | 16 | 100 | 16 | 13 | 19 WT15IP
160M3.5x12 T16BS SM5x8.65XA
2020K16 | o 20 | 20 | 125 | 20 | 17 | 19 WH35L
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast ironmachining PCBN/PCD
Applicazione Finitura Finitura Asportazione media Sgrossatura Lavorazione alluminio Lavor. Ghisa grigia inserti
SF HF HM HR Flat Flat
é @ = - ey
Insert shape e \Ems—— — piana I | piona Se—
Forma inserto EF EM LC
STTCR/L**H11 TC**1102** TC**1102** TC*1102** TC**1102** TCGX1102** TC*1102** TC**1102**
STTCR/L**H /K16 TC**16T3** TC**16T3** TC*16T3* TCGX16T3** TC*16T3** TC**16T3*

Type - Tipo

A1%8
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ExtennaljturningjteclsEUtensililperitornnituralesternnal

W C** Toolholder - Portautensile (S:Clamping - Porautensile ipoS5)

SWACR/L
Kr:90°

s[ © b
907
G
L
R Type
Versione destra
Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Vite Chiave
Type
Tipo R|L|a|b|L|[h|s]|e v ’/
SWACR/L| 1010E04 | @ | @ | 10 | 10 | 70 | 10 [10.5| 10
160M2.5x6.5 WTO7IP
1212F04 | o e |12 | 12 | 80 | 12 |12.0| 14
1616H06 ° o 16 16 | 100 | 16 |16.5| 20 160M3x7 WT10IP
2020K08 ] ® 20 | 20 | 125 | 20 | 205 | 24 160M3.5%x12 WT15IP
Applicable insert
Inserti
Application Finishing
Applicazione Finitura
53
Insert shape
Forma inserto
g SWACR /L**E / F04 WC*X0402**
2
o SWACR / L**H06 WC*X06T3**
[}
Qo
2 SWACR/L*Ko08 WC*X0804**

@;Aﬂ.s.
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ExtennalltunningjtocisEUtensililpenitonnituralesternnal

RC** Toolholder -

SRDCN

Portautensile

-
h a h‘
SHeX b
. \/
f
Dimension (mm) Screw Shim Shim screw Wrench
Dimensioni Vite Spessore Vite per spessore Chiave
Type Stock
. Magazzi-
Tipo W b L h|s e v ‘ w 9/
SRDCN 1616H08 o 16 16 | 100 | 16 8 16 160M3x7 — — WT10IP
2020K08 ] 20 | 20 [ 125 | 20 10 16
2020K10 ] 20 | 20 | 125 | 20 10 | 25 160M3.5x10 — — WT15IP
2525M10 ) 25 | 25 | 150 | 25 |125| 25
2020K12 o 20 20 | 125 | 20 10 35
2525M12 o 25 25 | 150 | 25 | 125 | 35 160M3.5x12 R12BS SM5x8.65XA \\,IVVT-I1355|E
3225P12 ° 32 25 | 170 | 32 | 125 | 35
3225P16 [ ) 32 25 | 170 | 32 | 125 | 35
3232P16 | e | 32 | 32 |170| 32 | 16 | 40 | I6OM4x15X R16BS SM6x10XA Wi
4040816 ] 40 | 40 | 250 | 40 | 20 | 50
4040S20 [ ) 40 40 | 250 | 40 20 50 143M6x16 —_ — WT25IT
Applicable insert
Inserti
Application Semi-Finishing Al machining
Applicazione Asportazione media Lavorazione alluminio
LH
Insert shape

Forma inserto

&

SRDCN**H08 RCMT0803MO RCGX0803MO-LH
_8. SRDCN**H/K/M10 RCMT10T3 MO
'._ SRDCN**K /M /P12 RCMT1204 MO
é: SRDCN**P / §16 RCMT1606 MO

SRDCN**P / S20 RCMT2006 MO

Holder not suitable for RCMX

inserts

Portautensile non adatto per inserti RCMX

@AfI.S.



ExtennaljturningjteclsEUtensililperitornnituralesternnal

RC** Toolholder - Portautensile

SRGCR/ L

R Type
Versione destra

Stock Dimension (mm) Screw Shim Shim screw Wrench
T Magazzino Dimensioni Vite Spessore Vite per spessore Chiave
ype
Tipo R|L|a|b|L|h|s v ‘ w L Y ,/
SRGCR/L| 1616H08 | @ | e | 16 | 16 | 100 | 16 | 20 160M3x7 — — WT10IP
1616H10 o o 16 16 | 100 | 16 | 20
2020K10 [ ) [ ] 20 20 | 125 | 20 | 25 160M3.5x10 < — WT15IP
2525M10 ] o 25 | 25 | 100 | 25 | 32
2020K12 [ ) o 20 20 [ 125 | 20 27
160M3.5x12 R12BS SM5xB65XA | Wil
2525M12 ° o 25 25 [ 150 | 25 32
Applicable insert
Inserti
Application Semi-Finishing Al machining
Applicazione Asportazione media Lavorazione alluminio
LH
Insert shape
Forma inserto w
SRGCR/L**H08 RCGX0803MO-LH
o
o
= SRGCR/L*H/K/M10 RCMT10T3 MO
:1: SRGCR/L*K/M12 RCMT1204 MO
o
e

Holder not suitable for RCMX inserts
Portautensile non adatto per inserti RCMX
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B (vriing Geels = Uicnsii par fermiim GSiEme

KNUX** Toolholder -

CKJNR/ L

Portautensile  (CECIEMPNGNNEOMSUISHSISHPOICY

Kr:93° =
h a
| Lo o
93)
e
R Type L
Versione destra
. . Application Clamp Dowel Shim
Dimension (mm) inserts Clamp screw. Spring pin Shim screw Wrench
Type Stock Dimensioni et Staffa ﬁ;fs":ggzo Molla pgsir:gte Spessore s\pfggs%erg Chiave
Tipo Magazzino| o | b | L | h| s | e o/ ,\ ¢ & f P w (
CKJNR | 2525M16 ° 25 | 25 |150| 25 | 32 | 32
3232P16 ° 32|32 (170| 32 | 40 | 32 KNUX1604 AES C6RI1T K16CC
4040R16 L] 40 | 40 |200| 40 | 50 | 32 SPR1
| CMBx25A PO515 smaxt08 | WHaOk
CKJNL | 2525M16 | e |25|25 150| 25|32 | 32 SPR2
3232P16 L] 32 |32 (170] 32 | 40 | 32 KNUX1604A:5 C6L1T K16CCL
4040R16 ° 40 | 40 |200| 40 | 50 | 32
Kr:63°
R Type ‘
Versione destra
. . Application Clamp Shim
Dimension (mm) inserts Clamp screw Spring | Dowel pin Shim screw Wrench
Dimensioni Inserti Staffa Vite di Molla | Pemopassante | Spessore Vite per Chiave
Type Stock fissaggio spessore
Tipo Magazzi-
v lalp|Lin|s| /@D ¢ N F & vV
CKNNR | 2525M16 | e |25 |25 |150| 25 |14.3 o SPR1
KNUX1604"R C6R1T | CM6x25A P0515 K16CC | SM3x10B
3232P16 | © |32 |32(170| 32 (16.8 A% SPR2 WH20L
CKNNL | 2525M16 ° 25| 25 [150| 25 |14.3| KNUX1604*L SPR1 WH40L
C6L1T | CM6x%25A P0515 K16CCL | SM3x10B
3232P16 | o |32 |32|170|32 1638 A% SPR2

@Aﬂ.s.



CN** Toolholder - Portautensile

CCLNR/L
Kr:95°

(B (nrmiing teels = Uisnsil par (el eSEme

SL 4S) I
957
R Type S L
Versione destra
) : Applicati o] =
Stock Dimension (mm) s Clamp o Wrench Shim e Spring
Magazzino Dimensioni Mser Staffa Vite di Chiave | Spessore Vite per | Molla
Type fissaggio spessore
Tipo RiLla|b|L|h|s|e ")(0*@
CCLNR/ L|2020K12 | 0 | 0 [ 20 | 20 [125| 20 | 27 | 32 | CNGN1207* )
(1204") | CIRC | CM6x308 | WH20L | C120C07 | smaxtop | SPR1
2525M12 | o | @ | 25 | 20 [100| 25 | 27 | 36 Al153 ( -04)
2525M16 | 0 | 0 |25 | 25 [150| 25 | 32 | 36 | onGN160G™
(1604™) | C2RC | CMBx308 | WH3O- | C18CC08 | smaxizs | PR3
3225P16 | 0 |0 | 32 | 25 |170| 32 | 32 | 36 Al53 (16CC-04)

TN** Toolholder - Portautensile  (JCiClampingPorautensileipo C1)

Kr:93°
B
© ]b
93/ |
R Type e L
Versione destra
. . Applicati CI Shi
Stock Dimension (mm) '?ﬁs'g?téon Clamp scé:::nv;v) Wrench Shim scr'eTv Spring
Magazzino Dimensioni Inserti Staffa Vite di Chiave | Spessore Vite per Molla
Type fissaggio spessore
Tipo Rlitlalolilnls!e e)(av’&
|
CTJNR/ L|2020K16 |0 | O | 20 | 20 |125| 20 | 25 | 30 | TNGN1607** g
(1604") | CIRC | CM6x308 | WH20- | T18CC07 | sm3x108 | sPRi
2525M16 | 0 | 0 | 25 | 25 |150| 25 | 32 | 30 A159 ( -04)
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ExtennalftunningjtocisEUtensililperitornnituralesterna

TN** Toolholder -

CTUN
Kr:93°

R/ L

Portautensile

-

S@: ©
e

|-~ | L
R Type
Versione destra
. . Applicati Ci S
Stock Dimension (mm) s Clamp o Wrench Shim ey Spring
Magazzino Dimensioni e Staffa Vite di Chiave | Spessore Vite per | Molla
Type fissaggio spessore
Tipo RiL|la blL|h|s|e ‘)(A*@
—
CTUNR/ L|2020K12 | 0 |0 | 20 | 20 |125| 20 | 25 | 27
2525M16 | 0 | O | 25 | 25 |150| 25 | 32 | 27 TN?QOLQQT* CIRC | CM6x308 | WH20L | T16CC-07 | qyasq0p | spRY
( ) ise WHA4OL | (T16CC-04)

DN** Toolholder *

Portautensile.  (EECERBNNNEOICSISIENPOC)

CDJNR/ L

Kr:93°

h

lo

|

v

i

93’
e
R Type L
Versione destra
. . Applicati Cl Shi

Stock Dimension (mm) e Clamp o Wrench Shim Sy Spring

Magazzino Dimensioni [D=eh Staffa Vite di Chiave | Spessore Vite per Molla
Type fissaggio spessore
e RiL|a|blL|h|s|e / e » ( y - 4 " @

CDJNR/ L|2525M15 | @ | @ | 25 | 25 |150| 25 | 32 | 32
DNGN1507** WH20L | D15CC-07
3225P15 | o0 |0 | 32 | 25 (170| 32 | 32 | 32 (1504**) A155 C1RC | CM6%30B WH40L |(D15CC-04) SM3x10B | SPR1

@Aﬂ.s.




SN** Toolholder -

Kr:75°

CSRNR/ L

Portautensile

(B (nrmiing teels = Uisnsil par (el eSEme

R Type L
Versione destra
. . Applicati Cl: Shi
Stock Dimension (mm) [ Clamp G Wrench Shim ey Spring
Magazzi- Dimensioni Insertl Staffa Vite di Chiave | Spessore Vite per olla
Type no fissaggio spessore
Tipo
RiLla|b|L|h|lsl|e e)(erﬁ
]
CSRNR/ L |2020K12 | 0 | 0 [ 20 | 20 125 20 | 22 | 32
aazomiz| o | o |28] %0 100 | 25 | 27faa [IEN00000 MphciRe | cmexaos | WH2OL | 5120007 | o aciigl cpr
! - ( ) 157 WH40L |(S12CC-04)
3225P12 |0 | 0| 32|25 [170( 32 | 27 | 32
3225P15 | 0 | 0 | 32| 25 [170| 32 | 32 | 40 -
SNGN1S07 c2re | cmexaos | VO | si5cc.07 | smaxize | PR3
4040R15 | O | O | 40 | 40 |200| 40 | 43 | 40 A157 WHS0L
*% . .
SN** Toolholder - Portautensile  (SiCIAmpiGRNPOtaUEnSISHPOCH
Kr:75°
R Type
Versione destra
. . Applicati Cl; Shit
Stock Dimension (mm) o=l Clamp sp?tra"ve. Wrench Shim = || ring
Magazino Dimensioni Inserti Staffa Vite di Chiave | Spessore Vite per ollal
Type fissaggio spessore
Tipo
e R|L|a|b|L|h|s|e S LA e v e
.
CSKNR/ L | 2020K12 | © | © | 20|20 |125| 20 | 25| 25 | o 100
WH20L | S12CC-07
2525M12 | o | 0 | 25|25 [170| 25 | 32 | 25 xx C1RC | CM6x30B SM3x10B | SPR1
(12047) WH40L | (s12CC-04)
3225P12 | O | 0 |32 | 25 [170| 32 | 32 | 25 AtsT
SNGN1507*
3225P15 | o | o | 32 | 25 |170| 32 | 32 | 30 ©1sy| C2RC | CM8x308 WH30L | $15CC-07 | SM4x128 | SPR3
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ExtennalftunningjtocisEUtensililperitornnituralesterna

SN** Toolholder -

CSDNN

Kr:45°

Portautensile

h )a ’.
S
Ib
KN
e
L
. . Application Clamp . Shim
Dimension (mm) inserts Clamp screw Wrench Shim screw Spring
Dimensioni Inserti Staffa Vite di Chiave | Spessore Vite per | Molla
Type Stock fissaggio spessore
. Magaz-
Tipo o [a|b|L|h|s|e ‘)(e*@
|
CSDNN | 2020K12 o 20 | 20 [125(20 | 10 | 35
2sosM12| o |55 | 25 10| 25 |125] 30 | (19049 | CIRC | cMexaom | WH2OL | S120C07 | oo ion | oy
: ( ) ier WH40L |(S12CC-04)
3225P12 | o |32 |25 170| 32 |12.5] 35
*% ;
RN** Toolholder - Portautensile  (CCApRERIESANSHEIENEeIN
g N
o ‘u)"
L
. . Application Clamp . Shim
Dimension (mm) inserts Clamp screw Wrench Shim screw Spring
Dimensioni lieeid Staffa Vite di Chiave | Spessore Vite per | Molla
Type Stock fissaggio spessore
- Magaz-
Ti ;
po o | a|b|L|h|s]|e 6»(6”@
CRDNN |[2020K12| o |20 |20 |125| 20 | 10 | 32
sszsmiz| o |7 55 [150] 25 [125] 52| F\(0iny | CiRC | oMexaos | WH2OL | R120C07 | gy oo | song
- ( ) oo WHA40L | (R12CC-04)
3225P12 | o |32 |25 (170| 32 [12.5] 32
3232P15| o |32 |32 |170| 32 [17.5] 40 x WH20L
RNGN1507 C2RC | CM8x30B R15CC-07 | SM3x10B | SPR3
4040R15| O | 40 | 40 [200| 40 | 20 | 40 A160 WHS0L

@Aﬂ.s.



CN** Toolholder - Portautensile

JCLNR/ L
Kr:95°

(B (nrmiing teels = Uisnsil par (el eSEme

il

e
R Type L
Versione destra :
. q licati Cl: Shi
Stock Dimension (mm) Aplgs'g?t;on Clamp s_c?L“J@ Wrench Shim scr(le"v:/ Spring
Magazzino Dimensioni =e Staffa Vite di Chiave | Spessore | Viteper | Molla
Type fissaggio spessore
Uz RIL|a|b|L|h|s|e >/ D A T © v &
JCLNR/ L|2020K12 |0 | O | 20 | 20 |125| 20 | 29 | 32
2525M12 |0 |0 | 25 | 25 |150| 25 | 32 | 32 CNGX1207 C1RJ | CM6x%30B WH20L, C12CC-07 | SM3x10B | SPR1
A154 WH40L
*% ;
DN** Toolholder - Portautensile
Kr:93°
a
s _[b
93/
R Type Q L
Versione destra
h . Applicati Ci Shi
Stock Dimension (mm) Fhsers Clamp scargnviv? Wrench | Shim s.crtlan:v Spring
Magazzino Dimensioni Insertl Staffa Vite di Chiave | Spessore | Vite per olla
Type fissaggio spessore
Tipo RltlalolLlnls!e \/ e ) ( ﬂ w @
JDJNR/ L|2525M15 | @ | 0| 25 | 25 |150| 25 | 32 | 38
DNGX1507** WH20L
3225P15 |0 (0| 32 | 25 |170| 32 | 32 | 38 C1RJ | CM6x30B D15CC-07| SM3x10B | SPR1
A155 WH40L
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General Turning

ExtennalfturningjtocisEUtensililperitornnituralestennal

SN** Toolholder -

JSDNN

Portautensile

Kr:45°
a
lo
e
. . Clamp ) Shim
Dimension (mm) Clamp screw Wrench Shim screw Spring
Staffa Vite di Chiave | Spessore | Vite per Molla
Type Stock fissaggio spessore
Magezino
DA @ Ve
JSDNN | 2020K12| o |20 |20
2525M12| o© 25 | 25 C1RJ | CM6x30B W:igt $12CC-07 | SM3x10B | SPR1
3225P12 | © 32|25

7 J5AfLS,
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g

InternallturningftoolsiOvenviewklUtensili[pertonnitural

internal-lPancramica

min. @ di lavora-

5 % 62°30" 75° 85° 90° 91° 93° 93° 95° 107°30"
1
zé Feature
£  Caratteristiche
3 N
55 D X At
min. @ to be PDSN PSKN PTFN PDUN PCLN
machined =
20mm
min. @ di lavora-
zione = 20mm
P neg. inserts with
good stability and PWLN
economy
Neg. Inserto con
buona stabilita ed
economicita
SSKC SDZC SCFC STFC STUP SDUC sDQC
min. @ to be .| sDUP | scLC @ SBQP |
machined = [
8,5mm [
(Screw Clamping)

s zione = 8,5mm
(blocc. a vite)

Inserts with
5°/7°111°

Inserto pos. con
5°/7°111°

SvucC

A

SVUB

\

o

SCLP

&

svaB

=

svac |

&~

Antivibration
toolholder
(Cemented
Carbide)
min. @ to be
machined =
8,5mm
Inserts with
5°7°111°

STUP

'

SDUP

)

SCLP

&~

SDQP

=

Portautensile
antivibrazio-
ne (carburo
cementato)
min. @ di lavora-
zione = 8,5mm
Inserto con
5°/7°111°

Antivibration
Antivibrazione

SvucC

A

svac

&

@;Aﬂ.s.
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turhing

toolsICodelkeyalUtensiliperitonnituralinternatiClassificazione]lS©)

Shank diameter
Diametro dello stelo

Type
. E}
Steel shank+ é
A Coolant hole P
Stelo di acciaio con L
foro per refrigerante c D
e diameter b length
c Carbide shank Diametro Lunghezza
Stelo in carburo
cementato 16 16 H 100 M s X . .
crew clamping
K 125 Sistema di bloccaggio a vite R S
Carbide shank+
Q< E Coolant hole 20 20 M 150
g) E Stelo in carburo cementato N 160
é ?:.) con foro per refrigerante 25 25
58 Q 180 s A o)
— Wedge lock clamping
= g S Steel shank 32 32 R 200 Bloccaggio a cuneo T \Y
telo il iai
!g _E Stelo in acciaio s 250
g5 a0 40 I T 300 @
Special insert °
X application U 350 [ 80
Applicazione speciale 50 50 Overhead clamping
I v 400 Bloccaggio a cuneo
m -
Holder style and lead angle
Forma portautensile e angolo di attacco
A B F G H
90° 90°
A 45° 60° >
;(;E|/_\| 5 ;"q]\tl 107°30’
J K L M N o P Q
‘- 95° 17°30’ 107°30"
93° 50° 63 62°30"
95
R S T U \" w X
93" 60° 120°
75 45° 60° 7230

7 FALLS,

A212



InternalfturningjtoclsiCodelkeyilUtensililperjtornituralinternabiClassificazione]lSO)

N \‘_/200

Insert shape
Forma inserto

Holder execution
Versione portautensile

Manufacture option
Opzioni di fabbricazione

Increase offset

f size+1.0mm

D | offsetdi

F +1mm aumentare

Increase offset

f size+2.0mm

E | offsetai

F +2mm aumentare

Round shank
Stelo tondo

Wedge clamping
w Bloccaggio a staffa

Back boring
X Tornitura posteriore

Cutting edge length
Lunghezza tagliente

&) 0

L]

O
—

Diameter of incircle (mm)
Diametro cerchio interno

Cutting edge length
Lunghezza tagliente

5.556 - - - - 09 -
6.350 06 07 - - 1 -
9.525 09 " 09 09 16 16 06
12.700 12 15 12 12 22 22 08
15.875 16 19 15 15 27 - -
19.050 19 - 19 19 33 - —
25.400 25 - 25 25 44 - -

@;Aﬂ.s.
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CN** Toolholder - Portautensile

Internalltunninglte o ISR Utens ljpegtonnituralinternal

PCLNR/L
Kr:95°

Dmin
- f )

ST
R type
Versione destra

Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
Magazzino Dimensioni Bullone di fissaggio = Chiave | Levadifissaggio Spessore  Pemodistanziatore
Type

ipo ’

P R L Dmin ed ‘ h L s 8 e @O ( b | = | ‘
S16M-PCLNR/L09 o o 20 16 15 } 150 11 -12° 28 1
S16R-PCLNR/L09 ° ] 20 16 ‘ 15 200 11 -12° 28 ‘

S20Q-PCLNR/L09 o [ 25 20 18 180 13 -11° 31

""""" = ‘ ‘ | LEM5x9B WH20L L3C e o
S$20S-PCLNR/L09 ° o 25 20 ‘ 18 1250 13 -11° 31
S$25Q-PCLNR/L09 [e] o 32 25 | 23 180 17 -10° 35
S25T- PCLNR/L09 L[] ° 32 25 23 300 17 -10° 35 ‘
$25Q-PCLNR/L12 o o 32 25 23 180 17 -12° 40 \ ‘

LEM6x13.4A WH25L L4A _— _—

S25T- PCLNR/L12 L) o 32 25 23 300 17 -12° 40
S32R-PCLNR/L12 ] ] 44 32 30 200 22 -10° 50
S32U-PCLNR/L12 ° ° 44 32 | 30 350 22 -10° 50
S40S-PCLNR/L12 [e] [e] 54 40 | 37 250 27 -10° 55

""""" = LEM8x21 WH30L L4 C12APB SP4
S40V-PCLNR/L12 L[] o 54 40 ‘ 37 400 27 -10° 55
S50S-PCLNR/L12 (o] ° 63 50 47 ‘ 250 ‘ 35 -10° 56 ‘
S50W-PCLNR/L12 L] o ‘ 63 50 47 450 35 -10° 56
S$50S-PCLNR/L19 o o f 63 50 47 250 35 -10° 63

—————————— - e - LEM10x27  WH4oL L6 C19AP SP6
S50W-PCLNR/L19 ° o 63 50 ‘ 47 450 35 |-10° 63
+ A25R-PCLNR/L12 L[] o 32 25 24 200 17 -12° 40 LEM6%x13.4A WH25L L4A e e

| [ | | | | | | |

+A32S-PCLNRIL1Z | o ‘ e 4 32 31 250 22 40" 50  LEMS21 | WHL | L4  CI2APB  SP4

A214
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Applilcable sert

nserti

Application
Applicazione

Insert shape
Forma inserto

**-PCLNR/L09

**-PCLNR/L19

@;Aﬂ.s.

Internalfturningjtoelsy

Turnning

Utensili

pertennituralinternal

-flornitura

Finishing Semi-Finishing Roughing Cast iron machining
Finitura Asportazione media Sgrossatura Asportazione ghisa grigia
DF PM DR (= i Flat
Double side L '1|.' Parte =]
bilaterale ;:‘apg"”e
SF DM e DR TC
1 '. Single side
:M’ monolaterale
EF - EM S ER
1 Double side
i bilaterale
NF NM ER J=-
Single side i
monolaterale
LR
Single side
monolaterale
|
CN**0903** CN**0903** CN**0903**
CN**1204** CN**1204** CN**1204** CN**1204**
CN**1906** CN**1906**
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Internailtunninglte o ST Utens ljpetonnituralinternal

DN** Toolholder - Portautensile  (PCEBROIPSHAUEHSIENER
Kr:62°30"
R type
Versione destra
()
o © Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
c 5 T Magazzino Dimensioni Bullone difissaggio|  Chiave  Levadifissaggio Spessore | Pemodistanziatore
‘S ¢ pe
535 o R L Dmin od h‘L‘S e‘ef @O ‘/ b -y .
=
. | |
’cT_) g S32R-PDSNR/L15 o o 40 32 | 30 200 22 -11° 45 85
C C [ LEM8x21  WH30L L4B D15AP SP4
8 lg S32U- PDSNRIL15 e o 40 32 ‘ 30 350 22 -11° 45 85
*S32R-| PDSNRIL15-3 e o 40 32 30 200 22 -11° 45 85
—————————— | | LEM8x21 WH30L L4 D15AP SP4
*832U-| PDSNRIL15-3 o o 4007 32 | 30 350 22 -11° 45 85
S40S-| PDSNRIL15 e o 50 40 ‘ 37 250 27 -11° 43 94
—————————— e LEM8x21 WH30L L4B D15AP SP4
S40VPDSNRIL15 o o 50 40 | 37 400 27 -11° 43 94 ‘
*S40S-PDSNR/L15-3 o o 50 40 | 37 250 27 -11° 43 9.4
LEM8x21 WH30L L4 D15AP SP4
*S40V-PDSNR/L15-3 e o 50 40 | 37 400 27 -11° 43 94
+ A32S- PDSNRI/L15 o o 40 32 | 31 250 22 -11° 45 85 LEM8x21 WH30L L4B D15AP SP4
*¢ A32S- PDSNR/L15-3 e e 40 32 31 250 22 -11° 45 85 LEM8x21 WH30L L4 D15AP SP4
* For DNMG1504 / Per DNMG1504
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione ghisa grigia
DF —— DR Flat
@ g ‘ Double side Parte .
== bilaterale Superiore
; piana
SF a7 =
g Slngleslde r
- monolaterale d
Insert shape EF
Forma inserto ” g Double siie 0NN f
bilaterale
NF
ﬂ Slngleslde @
monolaterale
Smglesme g
monolaterale
**-PDSNR/L-15-3 DN**1504** DN**1504** DN**1504**
o
S8 **-PDSNRI/L-15 DN**1506** DN**1506** DN**1506** DN**1506**
(=

A216
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DN** Toolholder - Portautensile

PDUNR/L
Kr:93°

Turning
Internallturningjtoolsk

Utensili

- Tonnitura
pertennituralinternal

e od
R type L
Versione destra
Stock Dimension (mm) el Wrench Lever Shim Shim pin
T Magazzino Dimensioni Bullone di fissaggio Chiave Levadifissaggio Spessore | Pemodistanziatore
ype
Tipo R L Dmin od ‘ h L S 8 e aﬂ ( b -y .
S$20Q-PDUNR/L11 ® O 25 20 18 180 13 -16° 30
S$20S-PDUNR/L11 e o 25 20 18 1250 13 -16° 30
—————————— = LEM5x12B WH20L L3D - —_—
$25Q-PDUNR/L11 o o 82 25 23 180 ‘ 17 -13° 35 |
S$25T-PDUNR/L11 e o 32 25 | 23 1300 17 -13° 35 ‘
$32R-PDUNR/L11 e e 40 32 30 200 22 -16° 40 ‘
—————————— = f : LEM6x17 WH25L L3 D11AP SP3
S32U-PDUNR/L11 o o 40 32 30 350 22 -16° 40
S32R-PDUNR/L15 o o 40 32 30 200 22 -16° 50
LEM8x21 WH30L L4B D15AP SP4
S32U-PDUNR/L15 e o 40 32 30 350 22 -16° 50
*S$32R-PDUNR/L15-3 e o 40 32 30 200 22 -16° 50
rrrrrrrrrrrrrrr LEM8x21 WH30L L4 D15AP SP4
*$32U-PDUNR/L15-3 e o 40 32 30 350 22 -16° 50
S40S-PDUNR/L15 e o 50 40 | 37 1250 27 -11° 50
—————————— = LEM8x21 WH30L L4B D15AP SP4
S40V-PDUNR/L15 o o 50 40 37 400 27 -11° 50
*S40S-PDUNR/L15-3 e o 50 40 = 37 | 250 \ 27 | -11° | 50 ‘
= = i LEM8x21 WH30L L4 D15AP SP4
*S40V-PDUNR/L15-3 o e 50 40 37 | 400 27 -11° 50
+ A32S- PDUNR/L15 o o 40 32 31 250 22 -16° 50 LEM8x21 WH30L L4B D15AP SP4
*¢ A32S-PDUNR/L15-3 @ e 40 32 ‘ 31 | 250 ‘ 22 ‘ -16° | 50 ' LEM8x21 WH30L L4 D15AP SP4

* For DNMG1504 / Per DNMG1504

@;Aﬂ.s.
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General Turning
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Applicable insert
Insel

, ura
InternalfturningjtoclsQlUtensililpentonnituralinternal

Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione ghisa grigia
DF F- oy PM — DR Flat
- Double side ﬁ Parte ¥
== bilaterale = superiore 5
d_ J piana d
SF DM DR g
g : ? Single side £ - ’
e monolaterale ~
EF EM ER o ——
I-!nsert §hape ' g Double side j L 3
orma inserto bilaterale
NF NM ER r
Single side 2
i monolaterale
LR e
Single side
monolaterale
**-PDUNR/L11 DN**1104** DN**1104**
[ —
E;é— **-PDUNR/L15-3 DN**1504** DN**1504** DN**1504**
**-PDUNR/L15 DN**1506** DN**1506** DN**1506** DN**1506**

A218
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SN** Toolholder -

PSKNR/L
Kr:75°

Portautensile

Turning
Internallturningjtoolsk

Utensili

a——

- Tonnitura
pertennituralinternal

Dmin
ey
1 \
slzaied- A
e od i
L ]
R type
Versione destra
Stock Dimension (mm) Wrench Lever Shim Shim pin
T Magazzino Dimensioni Bullone di fissaggio Chiave | Levadifissaggio Spessore | Pemodistanziatore
ype
Tipo R L Dmn ed h L S 8 e w ( b B .
$25Q-PSKNR/L12 o o 32 25 23 180 17 -12°| 42
,,,,,,,,,,, B | LEMBx134A | WH25L L4A — —
S25T-PSKNR/L12 ® O 32 25 23 [300 17 -12° 42
S32R-PSKNR/L12 e o 44 32 30 200‘ 22 ‘-10° 45
S32U-PSKNR/L12 e o 44 32 | 30 |350 22 -10° 45
——————————— = LEM8x21 WH30L L4 S12APB SP4
S40S-PSKNR/L12 o o 54 40 | 37 250 27 -10° 50
S40V-PSKNR/L12 ® O 54 40 37 400 27 -10° 50 |
4 A25R-PSKNR/L12 e o 32 25 24 200 17 -12°| 42 LEM6x13.4A WH25L L4A —_— —_—
+ A32S-PSKNR/L12 e o 44 32 31 250 22 -12°| 50 LEM8x21 WH30L L4 S12APB SP4
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Lavor. Ghisa grigia
DF PM DR ~—m Flat
W Double side A Parte >
: N\ superiore
- bilaterale
[t pne
EF DM DR TC
Singleside -
monolaterale —
Insert shape SF E i EM ER . e
q Double side
Forma inserto bilaterale b
NM ER
Single side
monolaterale
LR
Single side
monolaterale

**-PSKNR/L12

SN**1204**

SN**1204**

SN**1204**

SN**1204**

Type
Tipo

@;Aﬂ.s.
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General Turning
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Internailtunninglte o ST Utens ljpetonnituralinternal

TN** Toolholder - Portautensile  ([CHpRGIPSTETIEHRR)
Kr:90° @
-
s &
1(90“
R type e L ed
Versione destra
(] . .
o © Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
= 6 Magazzino Dimensioni Bullone di fissaggio Chiave | Levadifissaggio Spessore = Pemodistanzi
= 8 Type
25 Tig® R L Dmin nd‘h L s‘e e @’ ( b A .
s I ]
'cT_) g S$16M-PTFNR/L11 o o 20 16 15 } 150 11 14> 28
c C e o R U N > —
8 é S16R-PTFNR/L11 e o 20 16 ‘ 156 /200 | 11 -14° 28 ‘
S20Q-PTFNR/L11 o o 25 20 ! 18 180 13 120 31
,,,,,,,,,, = LEM5x9B WH20L L2 — S
S$20S-PTFNR/L11 ° ‘ ° 25 20 | 18 ‘250 13 -12° 31
S$25Q-PTFNR/L11 o | O 32 25 ‘ 23 180 17 -10° 35
S25T-PTFNR/L11 o[ o 32 25 23 /300 17 -10° 35
S$25Q-PTFNR/L16 o ‘ o 32 25 23 180 | 17 -12° 42
- | LEM5x12B WH20L L3B N — —
S25T-PTFNR/L16 e o 32 25 23 300 17 -12° 42
S32R-PTFNR/L16 o |FO 44 32 30 200 22 -10° 50
S32U-PTFNR/L16 e o 44 32 30 350 22 -10° 50
S40S-PTFNR/L16 o | 0 54 40 37 250 27 -10° 55
""""" - ! LEM6x17 WH25L (LS T16APB SP3
S40V-PTFNR/L16 o o 54 40 37 400 27 -10° 55
+ A25R-PTFNR/L16 e O 32 25 24 1200 17 -12°| 40
+ A32S-PTFNR/L16 o e L44 32 31 250 22 -10° 50 ‘
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione ghisa grigia
DF PM 4 0 DR x\}\ Flat
it : Parte
i ¥ F -. Double side i
-4 o M e
SF DM i DR N TC
é i SingleI s‘ideI A
monolaterale 1
Insert shape Pr=—tt] =]
Forma inserto EF EM ER
Ili))_t‘)u'ble ‘side A
ilaterale -
[
LR a
Single side
monolaterale
**PTFNR/L11 TN**1103** TN**1103** TN**1103**
é",é *PTFNR/L16 TN**1604** TN**1604** TN**1604** TN**1604**

@AfI.S.



VWN** Toolholder - Portautensile

PWLNR/L
Kr:95°

R type

Versione destra

Turning
Internallturningjtoolsk

Utensili

- Tonnitura
pertennituralinternal

Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
T Magazzino Dimensioni Bullone di fissaggio Chiave | Levadifissaggio Spessore | Pemodistanziatore
ype
Tipo R L Dmin od h L S 6 e # ( b ‘ .
S16M-PWLNR/L06 o o 20 16 15 | 150 ‘ 1 -13° 25
"""""" - i LEM5X12B WH20L L3B _ _
o o 20 16 } 15 1200 11 -13° 25 ‘
e o 25 20 18 | 180 13 -13° 35
o o 25 20 18 | 250 ' 13 -13° 35 ‘
LEM5X12B WH20L L3B _ —_
S$25Q-PWLNR/L06 o o 32 25 ‘ 23 180 17 -13° 35
S25T-PWLNR/L06 o | O 32 25 23 300 17 -13° 35 ‘
S$20Q-PWLNR/L08 e e 25 20 18 180 13 -13°| 32 ‘ ‘
S20S-PWLNR/L08 © /S 25 20 18 250 13 -13° 32
1 ) 1 ) LEM6X13.4A WH25L L4A e _—
S$25Q-PWLNR/L08 e O 32 25 23 /180 17 -13° 45
S25T-PWLNR/L08 e O 32 25 23 /300 17 -13° 45
S32R-PWLNR/L08 e o 40 32 30 200 22 -15° 50
- - - 1 LEM8X21 WH30L L4 WO08AP SP4
S32U-PWLNR/L08 e o 40 32 30 350 22 -15° 50
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione ghisa grigia
DF i PM - DR A Flat
- S Double si ‘o aro,
% .' -!-ﬁ.- bﬁ;g;gde - Q ~ ::Janneanore L
SF g DM TC ‘
Insert shape EF EM :
Forma inserto
==
NF g NM !
**-PWLNR/L06 WN**0604** WN**0604** WN**0604** WN**0604**
éé- **-PWLNR/L08 WN**0804** WN**0804** WN**0804** WN**0804**
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CC** Toolholder -

SCLCR/L
Kr:95°

R type

Versione destra

Portautensile

Internalltunninglte o ISR Utens ljpegtonnituralinternal

Q0
®
Y
o
c
()
o
©
Y
=

=
c
S

l_

General Turning

Stock Dimension (mm) crew Wrench Shim Shim screw
Magazzino Dimensioni Bullone di fissaggio Chiave Spessore Vite per spessore
s

R L od a w
S08K-SCLCR/L06 o o 8 5 i
S10K-SCLCR/L06 ° o 10 7 125 5 -15°
S10M-SCLCR/L06 * o 10 9 150 6 |13 | SMESER b T T
$12M-SCLCR/L06 ° o 12 11 150 9 -10°| 25
$12M-SCLCR/L09 . ‘ . 122 11 150 9 -10°| 25
S16M-SCLCR/L09 e o 16 15 150 11 -12°| 325
S16R-SCLCRILOS o o 16 15 200 11 -12°|325  160M3.5x8 WT15IP = —_—
S20Q-SCLCRILOI o o 20 18 | 180 13  -8° | 38
S20S-SCLCRILO9 o o 20 18 250 13 -8° | 38
$25Q-SCLCRIL09 e o 25 23 | 180 17 -6° | 45
S25T-SCLCR/L09 ° o 25 23 300 17 g | 45 OMSIO g 4 T
$25Q-SCLCRIL12 e o 25 23 | 180 17 -6° | 45  I60M4x11X | WT15IP A —
S25T-SCLCR/L12 e o 25 23 300 17 -6° | 45  I60M4x11X  WTA5IP — —
S32R-SCLCR/L12 o o 32 30 200 22 -10°| 50 ‘
$32U-SCLCR/L12 o o 32 30 350 22 -10° 50 WH40L
$40S-SCLCR/L12 o o w0 37 250 27 & go oM WT15IP Glees EMERIORN
S40V-SCLCR/L12 ° o 40 | 37 400 27 -8 | 60
+AOBF-SCLCRILO6 o @ 8 75|80 | 5 |15°| 14
+A10H-SCLCRILO6 o @ 10 95 100 6 -13° 14 I60M2.5x55 WTO7IP —_ —
+A12K-SCLCRILO6 | o | o 12 115 125 9 | -10°| 25
+A12K-SCLCR/IL09 o o 12 115 125 | 9 -10°| 25
+A16M-SCLCRILOS o o 16 (155 150 | 11 | -12°|325  160M3.5%8
+A20Q-SCLCRILOS | o | o 20 19 | 180 | 13  -8° | 38 WTTsIP T T
+A25R-SCLCRIL0O9 | o | o 25 | 24 | 200| 17 @ 6° | 45 | 160M3.5%10
¢A25R-SCLCRIL12 o o 25 | 24 200 | 17 | -6° 45 WT15IP — —
+A32S-SCLCRIL12 | o | ® 2 31 20 22 400 50 O whaoLwrisie | cizes SMBx10XA

@AfI.S.



Applicable insert

Internalfturningjtoelsy

Turnning

Utensili

- Tonnitura
pertennituralinternal

Insel
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Applicazione Finitura Finitura Asportazione media Sgrossatura Asportazione alluminio ~ Lavor. Ghisa grigia
SF HF HM i HR/ LH Flat
H o D - [®) = &)
Py — riore
Insert shape M=y === _— d piana
Forma inserto EF : EM. LCQ
**.SCLCR/L06 CC**0602** CC**0602** CC**0602** CC**0602** CCGX0602** CC**0602**
3
Eé **.SCLCR/L09 CC**09T3** CC*09T3** CC*09T3** CC*09T3** CCGX09T3** CC**09T3**
**.SCLCR/L12 CC**1204* CC**1204** CC**1204* CC**1204** CCGX1204** CC**1204**
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Internailtunninglte o ST Utens ljpetonnituralinternal

DC** Toolholder - Portautensile

SDQCR/L
Kr:107°30"

R type
Versione destra
(] n 0
o © Stock Dimension (mm) Screw Wrench
€0 Magazzino Dimensioni Bullone di fissaggio Chiave
Es e
2o po R L Dmin zd‘ h L s ‘ 8 e v ’/
= U e | |
’qj 2 S$10M-SDQCR/L07 e o 13 10 9160 | 7 -8 20 160M2.5x5.5
CIC) ’5 e o 16 12 ‘ 1 150 9 -8 22
OF o e 20 16 ’ 15 150 11 -6° 27 WTO7IP
- - | 160M2.5x6.5
e o 20 16 15 150 11 -6° 27
S$16R-SDQCR/L07 e o 20 16 ‘ 15 200 11 -6° 27
$20Q-SDQCR/L11 ® O 25 20 18 180 13 -6° 32
rrrrrrrrrr - e 160M3.5%8
$20S-SDQCR/L11 e o 25 20 18 250 13 -6° 32 T
S$25Q-SDQCR/L11 ® O 32 25 23 180 17 -6° 32
— 4 160M3.5x10
S$25T-SDQCR/L11 e o 32 25 23 300 17 -6° 32
+ A10H-SDQCR/L07 e o 13 10 95 100 7 -8° | 20 160M2.5x5.5 |
+ A12K-SDQCR/L07 e o 16 12 115 125 9 -8 22 160M2.5%6.5
+ A16M-SDQCR/L11 o o 20 16 155 150 11 -6° 27
—————————— N ‘ 160M3.5%8
+ A20Q-SDQCR/L11 e o 25 20 | 19 180 13 -6° 32 WT15IP
+ A25R-SDQCR/L11 e o 32 25 24 ‘ 200 | 17 -6° 32 160M3.5%10

Applicable insert
Inserti

Application Extra Finishing Finishing Semi-finishing Roughing Al machining ~ Cast iron machining
Applicazione Finitura Finitura Asportazione media Sgrossatura Asportazione alluminio  Lavor. Ghisa grigia
SF HF - HR LH - Flat
& & & E&y
- A\ supe-
Insert shape g?arr?a
Forma inserto EF LC . :
**-SDQCR/L07 DC**0702** DC**0702** DC**0702* DCGX0702** DC**0702**
(3
E‘,é **-SDQCR/L11 DC**11T3** DC*11T3** DC**11T3** DC*11T3** DCGX11T3** DC*11T3**

@AfI.S.



Turnning - Tornitura
Internallturningftoo!sEMUtensilifpertornituralinternal

DC** Toolholder - Portautensile  (E:Clamping/Portautensile fipo's)

SDUCRI/L
Kr:93°

R type
Versione destra

(3]
Stock Dimension (mm) Screw Wrench o ®
Magazzino Dimensioni Bullone di fissaggio Chiave €0
s ES
[E2 R | L | Dmin ad‘ h L s ‘ o e v V R
| = U
S10M-SDUCR/L07 e e 13 10 9 150 7 -8 0 160M2.5%55 5 =
. . = =
o o 16 12 ‘ 1 150 9 -8° | 22 [0 ‘5
- WTO7IP oL
o o 20 16 ‘ 15 1150 11 | -6° | 27 160M2.5%6.5
e o 20 16 15 | 200 ’ " f 6 | 27 |
e o 25 20 18 | 180 13 -6° 40
4 160M3.5x8
7777777777 F o o 25 20 18 250 13 -6 40 WT15IP
$25Q-SDUCR/L11 ° ‘ o 32 25 23 180 17 -6° 46
160M3.5x10
S$25T-SDUCR/L11 ° ‘ ° 32 25 23 300 17 -6° 46
4 A10H-SDUCR/LO07 e o 13 10 95 100 7 -8 0 160M2.5%5.5
e o 16 12 115 125 9 -8° | 22 WTO71P
160M2.5%6.5
o e 20 16 155 150 11 -6° 27
o e 25 20 19 180 13 -6° | 40 160M3.5x8
—————————— = \ WT15IP
+ A25R-SDUCR/L11 o o 32 25 24 200 17 -6° 46 160M3.5x10
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Applicazione Finitura Finitura Asportazione media Sgrossatura Asportazione alluminio  Lavor. Ghisa grigia
SF HF - HM . HR LH . Flat
@ =5 o ; rae G
L.y ‘\ / Supe-
Insert shape :gr?a
Forma inserto EF EM LC . .
g & &/
**-SDUCR/L07 DC**0702** DC**0702** DC**0702** DCGX0702** DC**0702**
'%é **-SDUCR/L11 DC**11T3* DC*™1T3* DC*11T3** DC*11T3** DCGX11T3* DC*11T3**
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DC** Toolholder -

SDZCR/L
Kr:85°

R type
Versione destra

Portautensile

Internailtunninglte o ST Utens ljpetonnituralinternal

Stock Dimension (mm) Wrench Shim Shim screw
T Magazzino Dimensioni Bullone di fissaggio Chiave Spessore | Vite per spessore
YPE
Tipo R L Dmin od h L s ‘ 6 e f v ‘,/ ~y w
I \
S$25Q-SDZCR/L11 e o 32 25 23 ‘180 17 -6° 30 6.9
rrrrrrrrrrr = (e 160M3.5x10 | WT15IP
S$25T-SDZCR/L11 e o 32 25 23 ‘300 17 -6° 30 6.9
S32R-SDZCR/L11 o e 40 32 30 200 22 -6°|39 84
$32U-SDZCR/L11 o o ‘ 40 32 30350 22 6 39 84 WhisIP
——————————— = | 160M3.5x12 D11BS SM5x8.65XA
S40S-SDZCR/L11 o o ‘ 50 |40 | 37 250 27 -4° 47 94 WH35L
S40V-SDZCR/L11 o o 50 40 37 400 27 -4° 47 94 ‘
+ A25R-SDZCR/L11 ° ‘ o 32 25 24 200 17 -6° | 30 45 160M3.5x10 ‘ WT15IP
/ WT15IP '
+ A32S-SDZCR/L11 o o 40 32 31 250 22 -6°|39 6.0 160M3.5x12 WH35L D11BS SM5x8.65XA
Il
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Applicazione Finitura Finitura Asportazione media Sgrossatura Asportazione alluminio ~ Lavor. Ghisa grigia
SF HF HM HR LH e Flat
- Ay By & iy
Supe-
Insert shape :gr?a
Forma inserto EF EM LC .
**-SDZCR/L11 DC**11T3** DC*1T3** DC**11T3** DC*1T3** DCGX11T3** DC**11T3**

@AfI.S.



Turnning

Internallturningjtoolsk

Utensili

- Tonnitura
pertennituralinternal

SC** Toolholder - Portautensile  ( TRRGIPSHEUEHIEIEOS)
Kr:75° T y
Y= 1t ] Dmin
=y
£ 1 —|0 7
GAe\ | —|((l<— J
e od et~
L
I
R type
Versione destra
Stock Dimension (mm) Wrench Shim Shim screw
T Magazzino Dimensioni Bullone di fissaggio Chiave Spessore Vite per spessore
ype
e R‘L Dmin‘ﬂd h L‘S 8 e v 9/ B w
S$12M- SSKCR/L09 e o 16 12 1" “50 9 |-10 26
S16M- SSKCR/L09 e o 20 16 ‘ 15 ‘150 11 -11 325
S16R- SSKCR/L09 e o 20 16 15 200 11 -1 ‘32.5‘ 160M3.5x8 WT15IP
$20Q- SSKCR/L09 e o 25 20 18 ‘180 13 | -6 345
S$20S- SSKCR/L09 (] 25 20 18 250 13 -6 345
$25Q- SSKCR/L12 o o 32 25 23 180 17 -8 36.3
| WT15IP
S$25T- SSKCR/L12 e o 32 25 23 300 17 -8 36.3
160M4x11X
S32R- SSKCRI/L12 ® e 40 32 30 200 22 -10 435 WT15IP
S$12BS SM6x10XA
S32U- SSKCR/L12 . 40 32|30 350 22 -10 435 WH40L
+ A12K- SSKCR/L09 ° 16 12 11 125 9 -10 26
+ A16M- SSKCR/L09 [ ] 20 16 ‘ 15 150 11  -11 325 160M3.5%8 WT15IP
+ A20Q- SSKCR/L09 [ ] 25 20 19 180 13 -6 345
+ A25R- SSKCR/L12 e o 32 25 24 ! 200 17 -8 }41.3‘ WT15IP
T ‘ 160M4x11X WT15IP
+ A32S- SSKCR/L12 [ ] 40 32 31 250 22 -10 428 S12BS SM6Ex10XA
WH40L
Applicable insert
Inserti
Application Finishing Semi-finishing Roughing Al machining Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione alluminio Lavor. Ghisa grigia
HF - ? HM - 7 HR = i LH Flat
- 0w Lol
Insert shape ==l e sl e i
Forma inserto EF : EM LC ﬁi
**-SSKCR/L09 SC**09T3** SC*09T3** SC**09T3** SCGX09T3** SC**09T3**
§§ **-SSKCR/L12 SC**1204** SC**1204** SCGX1204** SC**1204**
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TC** Toolholder -

STFCR/L
Kr:91°

R type

Portautensile

Internailtunninglte o ST Utens ljpetonnituralinternal

Versione destra
Stock Dimension (mm) Screw Wrench Shim Shim screw
Magazzino Dimensioni Bullone di fissaggio Chiave Spessore Vite per spessore
Type
ipo . ‘
R L [Dmin ed h | L S 6 e A
S$12M-STFCR/L11 o o 16 12 /11 1150 9 -10° 30 ‘ i
o | o 20 16 | 15 ‘ 150 11 -6° 35
[ 2NN ) 20 16 | 15 200 11 | -6° 35 160M2.5%6.5 WTO7IP
o o 25 20 18 180 13 3 36
e | e 25 20 18 ! 250 13  -3° 36
o | O 32 25 23 180 17  -6° 49
. 160M3.5x10 WT15IP
e | e 32 25 | 23 300 17  -6° 49
o | o 40 32 | 30 200 22 -10° 50 ‘
o o 40 32 | 30 350 22 -10° 50 WT15IP
160M3.5x12 T16BS SM5x8.65XA
o | o 50 40 37 250 27 -8° 60 WH35L
e | e 50 40 | 37 400 27 -8 60
L IR 16 12 115 125 9 -10° 26
® O 20 16 155 150 11  -6° 30 160M2.5x6.5 WTO7IP
+ A20Q-STFCR/L11 e o 25 20 19 | 180 13 -3° 36
+ A25R-STFCR/L16 o o 32 25 24 ‘ 200 ‘ 17 ‘ -6° 45 160M3.5x10 WT15IP
+ A32S-STFCR/L16 e O 40 32 31 250 22 '-10” 49 160M3.5%12 [ WT15IP T16BS SM5x8.65XA
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Applicazione Finitura Finitura Asportazione media Sgrossatura  Asportazione alluminio ~ Lavor. Ghisa grigia
SF HF HM HR LH A Elan‘
“ = A 7 -
Insert shape e v e ey (Y, wm—
Forma inserto EF EM LC .
**-STFCR/L11 TC**1102** TC**1102** TC**1102** TC**1102** TCGX1102** TC**1102**
é’é **-STFCR/L16 TC*16T3** TC*16T3** TC*16T3** TC*16T3** TCGX16T3** TC*16T3**

@AfI.S.




Turnning - Tornitura
Internallturningftoo!sEMUtensilifpertornituralinternal

\/C** Toolholder - Portautensile  (E:Clamping/Portautensile ipo'S)

SVQCR/L
Kr:107°30"

R type
Versione destra
Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
ipo
P R| L |ominfed| 0| L]sele v ,/
|

$16Q-SVQCR/L11 o o 22 16 | 15 180 13 -6° 28 ‘

rrrrrrrrrrr = f 160M2.5%6.5 WTO07IP
S20R-SVQCR/L11 e O 26 20 18 200 15 -4°
[EEN
Application ~ Extra Finishing Finishing Al machining
Applicazione Finitura Finitura Asportazione alluminio
Insert shape SF HF - LH
Forma inserto v
**-SVQCR/L11 VC**1103** VC**1103** VCGX1103**
g —
28
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General Turning
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\/ C** Toolholder - Portautensile

SVUCRI/L
Kr:93°

R type
Versione destra

Internailtunninglte o ST Utens ljpetonnituralinternal

Stock Dimension (mm) Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
Type
& a0 L]s o]
R L /[Dmin ed h | L S 6 e
. | ]
$16Q-SVUCR/L11 e o 24 16 | 15 180 15 -6° 25 ‘
rrrrrrrrrrr = f 160M2.5%6.5 WTO7IP
S20R-SVUCR/L11 e o 28 ‘ 20 18 200 17 -4°
Applicable insert
Inserti
Application Extra Finishing Finishing Al machining
Applicazione Finitura Finitura Asportazione alluminio
Insert shape SF HF ) ‘ LH
Forma inserto v
**.SVUCR/L11 VC**1103** VC**1103** VCGX1103**

@AfI.S.



\V/B** Toolholder -

SVQBR/L
Kr:107°30"

R type

Portautensile

Versione destra

Turnning - Tornitura
Internallturningftoo!sEMUtensilifpertornituralinternal

AN

Stock Dimension (mm) Screw Wrench Shim Shim screw
T Magazzino Dimensioni Bullone di fissaggio Chiave Spessore Vite per spessore
ype
Ti
po R L Dmin‘ad h L‘S 6 e f f —_—a w-
S32R-SVQBR/L16 o | o 40 32 30 200 22 -8 56 84 ‘
S32U-SVQBR/L16 o o 40 32 30 350 22 -8 56 84
"""""" . e WT15IP
S40S-SVQBR/L16 o | o 50 40 37 250 27 -8° 64 94 ‘ 160M3.5x12 w V16BS SM5x8.65XA
S40V-SVQBR/L16 o o 50 40 ‘ 37 ’400 27 -8° 64 94
¢ A32S- SVQBR/L16 o | o 40 32 ‘ 31 250 22 | -8° 56 84
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura Asportazione ghisa grigia
p_— Flat
EF HM o G -— @
v supe- v
Insert shape [,'?J.fa

Forma inserto

**-SVQBR/L16

Type
Tipo

HF

—
- 2

VB**1604**

S

VB**1604**

VB**1604**

VB**1604**
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\V/B** Toolholder -

SVUBRI/L
Kr:93°

R type
Versione destra

Portautensile

Internailtunninglte o ST Utens ljpetonnituralinternal

Stock Dimension (mm) Screw Wrench Shim Shim screw
Magazzino Dimensioni Bullone di fissaggio Chiave Spessore Vite per spessore
Type
o nlod|n|L]s
R L Dmn ed h L S 6 e f ’/ —_—
S | |
S32R-SVUBR/L16 e o 40 32 30 200 22 -8° 49 84
S32U-SVUBR/L16 e o 40 32 30 350 22 -8° 49 84
"""""" . S WT15IP
S40S- SVUBR/L16 o o 50 40 37 250 27 -8° ‘56.5\ 9.4} 160M3.5x12 WH35L V16BS SM5x8.65XA
S40V- SVUBR/L16 e o 50 40 37 400 27 -8° 56.5 9.4
+ A32S- SVUBR/L16 | o o 40 32 31 250 22 -8° 49 84
Applicable insert
Inserti
Application Finishing Semi-Finishing Roughing Cast iron machining
Applicazione Finitura Asportazione media Sgrossatura ‘Asportazione ghisa grigia
EF HM HR - Flat
_ e i ‘ @ Pare @
N e
riore
| | piana
{ [
e i T ol
Forma inserto
NF I 1

**-SVUBR/L16

VB**1604**

VB**1604**

VB**1604**

VB**1604**

Tipo

Type

@AfI.S.



CP** Toolholder - Portautensile

Internallturningjtoolsk

Turnning

Utensili

- Tonnitura
pertennituralinternal

Kr:95°
sisim .
h  ad Dmin
ge— Sg—
E 2 || I 1 @
e L ‘ )
I 1
R type
Versione destra
Stock Dimension (mm) Screw Wrench
T Magazzino Dimensioni Bullone di fissaggio Chiave
pe
Jaln]c]s]e]
R L Dmin gd h L S 8 e
e |
S10K-SCLPR/L06 o o 12 10 9 125/ 6 -7° 17 ‘
——————————— - i 160M2.5x5.5 WTO7IP
S$12M-SCLPR/L06 e o 16 12 11 150 8 -4° 20
$16Q-SCLPR/L09 e e 20 16 15 180 10 | -4° | 29 |
rrrrrrrrrrr E H— 160M3.5x8 WT15IP
S20R-SCLPR/L09 o | o ‘ 25 20 | 18 1200 13 | -4°

Applicable insert
Inserti -
Application '
Applicazione
SF
Insert shape
Forma inserto

**-SCLPR/L06

@;Aﬂ.s.

Extra Finishing
Finitura

CP**0602**

CP**09T3**
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General Turning
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DP** Toolholder - Portautensile

SDQPR/L
Kr:107°30'

R type

Versione destra

Internailtunninglte o ST Utens ljpetonnituralinternal

=

Dmin

g %00
\e Y @/Q h
e | L 0 -

Forma inserto

**-SDQPR/L07

&

DP**Q702**

39  *.SDQPRIL11
22

DP**11T3**

Stock Dimension (mm) Screw Wrench
T Magazzino Dimensioni Bullone di fissaggio Chiave
pe
ipo . ‘
R L Dmin ed h L S 6 e
S10K-SDQPR/ILO7 e e 13 10 9 125 7 -8° \
rrrrrrrrrrr - ‘ 160M2.5x5.5
S$12M-SDQPR/L0O7 e o 16 12 11 150 9 -8° 22 WTO07I1P
$16Q-SDQPR/L07 o o 20 16 15 180 11 | -6° 27 @ 160M2.5x6.5
S$16Q-SDQPR/L11 ° o 20 16 | 15 ‘180 1| -6°
160M3.5%8 WT15IP
S20R-SDQPR/L11 | L] ‘ [ ) 25 20 ‘ 18 200 13 | -6° 33
Applicable insert
Inserti
Application Extra Finishing
Applicazione Finitura
SF
Insert shape

@AfI.S.



DP** Toolholder - Portautensile

Turnning
InternallturningjtoolsElUtensili

- Tonnitura
pertennituralinternal

Kr:93°
o 0 od
R | I
S 1 I
e
‘ L
R type
Versione destra
Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
s
Jaln]c]o]e]
R L Dmin gd h L S 8 e
e |
S10K-SDUPR/L07 o o 15 10 9 125 9 -8° 18 ‘
rrrrrrrrrrr - f 160M2.5x5.5
S$12M-SDUPR/L07 e o 16 12 | 11 |[150| 9 | -8° 19 WTO7IP
S$16Q-SDUPR/L07 e e 20 16 15 180 11 | -6°| 25  160M2.5%6.5

Applicable insert
Inserti

Application
Applicazione

Insert shape
Forma inserto

**-SDUPR/L07

Extra Finishing
Finitura

&

DP**0702**

SF

@;Aﬂ.s

General Turning

Q<
©
o
o
c
()
(o)}
©
°
=

=
c
S

l_




General Turning
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Internailtunninglte o ST Utens ljpetonnituralinternal

TP** Toolholder - Portautensile  (E*Clamping/iPortattensile tipo'S)

STUPRI/L
Kr:93°

Dmin

.m{l_
H!&

- L
I \

R type

Versione destra

Stock Dimension (mm) Wrench

Magazzino Dimensioni Bullone di fissaggio Chiave

Type
Ipo . ‘

R L Dmin ' gd h L S 6 e ‘
S10K-STUPR/L09 e o 12 10 9 125 6 | -6° 20 ‘
rrrrrrrrrrr - | 160M2.2%5.5 WTO07IP
S$12M-STUPR/L09 e o 16 12 11 150 8 | -4° 22
S$12M-STUPR/L11 o | o 16 12 11 150 8 | -4° 25
rrrrrrrrrrr o e { 160M2.5%6.5 WTO7IP
S$16Q-STUPR/L11 e o 20 16 | 15 ’180 10 | -3° 27

Applicable insert
Inserti

Application Extra Finishing
Applicazione Finitura
SF
Insert shape
Forma inserto
**-STUPR/L09 TP**0902**
3
S8 *.STUPR/L11 TP*1103**
2F

@AfI.S.



Internallturningjtoolsk

Turnning

Utensili

CC** Toolholder - Portautensiie  (SETBRGIEEIISENS

SCFCR
Kr:90°

- Tonnitura
pertennituralinternal

o

Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
T
el
R L Dmin gd L s a b e
S10M-SCFCR/L06S25 e o 13 10 150 7 27 25| 30 160M2.5x5.5 ‘
rrrrrrrrrrr = | WTO07IP
S12P-SCFCR/L06S25 e 16 12 170 ‘ 9 27 25 35 160M2.5%6.5
S16Q-SCFCR/L09S25 e e 20 16 180 11 27 | 25 | 40
rrrrrrrrrrr = =P 160M3.5%8 WT151P
S20R-SCFCR/L09S25 e 25 20 | 200 ‘ 13 27 25| 45
S25R-SCFCR/L12S25 e 32 25 ‘ 200 17 27 25 50 160M5x%13 WT20IP
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cast iron ma.
Applicazione Finitura Finitura Asportazione media gl ra A ione alluminio  Asport. Ghisa grigia
HM Flat

" e
Insert shape

jo==1
Forma inserto E =

**-SCFCR06 CC**0602** CC**0602**

é‘. é‘ **-SCFCR09 CC*09T3** CC**09T3**
**-SCFCR12 CC**1204** CC**1204**

)

:

"
‘ e

(-
v

“
|

CC**0602**

CC**09T3**

CC™1204"

CC**0602**
CC**09T3**

CC™1204"

LC !7:2 |
CCGX0602**

CCGX09T3**

CCGX1204*

Parte a
supe-
tiore
piana

CC**0602**
CC**09T3**

CC**1204**

@;Aﬂ.s.
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General Turning
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CC** Toolholder -

SCLCR
Kr:95°

Portautensile

Internailtunninglte o ST Utens ljpetonnituralinternal

L

Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
Type
Tipo R L Dmin ‘ od L s a b e v ’/
I | |
S10M-SCLCR06S20 o 13 10 150 7 22 20 30 ‘
rrrrrrrrrrr - | I60M2.5%5.5 WTO7IP
$12P-SCLCR06S20 ° 16 ‘ 12 1700 9 22 | 20 35
S16Q-SCLCR09S20 @ 20 16 180 11 22 20 40
rrrrrrrrrrr = ! | 160M3.5x8 WT15IP
S20R-SCLCR09S20 e ‘ 25 20 ‘200‘ 13 122 20| 60
Applicable insert
Inserti
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cast iron
Applicazione Finitura Finitura Asportazione media Sgrossatura Asportazione alluminio Asport. Ghisa grigia
SF HF - " HR LH Flat
a ‘ @ r~7 Paane a
e 4 - 1 supe- ’
Insert shape A fo—14 ‘ Sioar:a
Forma inserto EF . f LC )
**-SCLCR06S20 CC**0602** CC**0602** CC**0602** CC**0602** CCGX0602** CC**0602**
§,'§ **-SCLCR09S20 CC*09T3** CC*09T3** CC**09T3** CC**09T3** CCGX09T3** CC**09T3**

@AfI.S.






General Turning
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CP** 1 CC** Toolholder -

SCLPR/L
SCLCRI/L

Portautensile

Internailtunninglte o ST Utens ljpetonnituralinternal

Kr:95°
)
Y S
f
R type
Versione destra
Stock Dimension (mm) Wrench Shim Shim screw
T Magazzino Dimensioni Bullone di fissaggio Chiave Spessore Vite per spessore
ype
Tipo R L  Dmin ‘ gd s Li L2 h ‘ 8 v ’/ a w

C1OM-SCLPRILOG e e 12 10 6 150 17| 9 7° \

rrrrrrrrrrr = ! 160M2.5x5.5 WT07IP

C12Q-SCLPR/L06 e o 16 | 12 8 180 20 11 4°

C16R-SCLPR/L09 e o 20 ‘ 16 10 200 29 15 4°

rrrrrrrrrrr - | | 160M3.5x8 WT15IP

C20S-SCLPR/L09 e o 25 20 13 ’ 250 35 | 18 4°
+ E16R-SCLPR/L09 o | O 19 ‘ 16 10 200 - 155 -2°

rrrrrrrrrrr = { 160M3.5x10 WT15IP
¢ E20S-SCLPR/L09 o | o 24 ‘ 20 | 13 250 - 195 -2°
¢+ EOBK-SCLCR/L06-9 e O 9 8 5 126 - 75 -12°
¢+ EOBK-SCLCR/L06-10 @ O 10 8 6 125 - 75 -12°

rrrrrrrrrrr = o 160M2.5x5.5 WTO7IP
+ E10M-SCLCR/L06 ® O 12 10 7 150 - 95 -10°
+ E12Q-SCLCR/L06 ® O 15 12 ‘ 9 180 - 115 -10°
+ E12Q-SCLCR/L09 o o 15 12 9 180 - 115 -9° 160M3.5x8 WT15IP
+ E16R-SCLCR/L06 ® O 18 16 10 )200 - /155 -8° 160M2.5%5.5 WTO7IP
+ E16R-SCLCR/L09 L 2NN 1 18 16 10 200 - 15,5 -10°
+ E20S-SCLCR/L09 e o 24 20 | 13 250 - 195 -8° 160M3.5x10 WT15IP
¢ E25T-SCLCR/L09 e o 31 25|17 300 - 24 -6°

More diameter on demand
Altri diametri su richiesta

Applicable insert
Inserti

Application Extra Finishing
Applicazione Finitura
SF
Insert shape
Forma inserto
C*-SCLPR/L06 CP**0602**
o C*--SCLPR/L09 CP**09T3**
o9
>
~F  E*~SCLCRIL06 CC**0602**
E*--SCLCR/L09 CC**09T3**

A240
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Turnning - Tornitura
Internallturningftoo!sEMUtensilifpertornituralinternal

DP** /DC** Toolholder - Portautensile  (SiClamping/Portautensile tipo's)

Kr:107°30° g J
S N od Dmin
,\6\‘"5 T '@% N,
_ 1 /3
L1 8
I
R type
Versione destra
Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
Type
R R L Dmin‘ad s Lilz h o v ,/
C10M-SDQPR/LO7 e e 13 10 7 150‘ 20 9 |8
—————————————————————— et 160M2.5x5.5
C12Q-SDQPR/L07 e o 16 12‘ 9 180 22 11| 8° WTO7IP
C16R-SDQPR/L07 e O 20 16 11 200 27 ‘ 15 6”‘ 160M2.5x6.5
,,,,,,,,,,,,, { { {
C16R-SDQPR/L11 e o 20 16 1 ‘200[ 32 15 6°
rrrrrrrrrrrrr p - 160M3.5x8 WT15IP
C20S-SDQPR/L11 ® | 0| 25 {20 |13 |250| 33|18 6° |
+ E08K-SDQCR/L07 e O 1 8 65 140 - 75 -12° ‘
+ E10M-SDQCR/L07 ® O 12 10 7 150 - 95 -10°
160M2.5x5.5 WTO07IP
¢E12Q-SDQCR/LO7 e o 15 12 9 180 - 11.5-10°
+ E16R-SDQCR/L07 e O 18 16 10 200 - 155 -6°
+E16R-SDQCR/L11 e o 18 16 10 200 - 155 -8°  160M3.5x10 WT15IP ‘
+E20S-SDQCRILO7 ® o 24 20 13 250 - 195 -4°  I60M2.5%5.5 WTO07IP
¢ E20S-SDQCR/L11 e O 24 20 13 250 - 195 -8°
+ E25T-SDQCR/L11 e O 31 25 17 300 - | 24 |-6° 160M3.5x10 WT15IP

More diameter on demand
Altri diametri su richiesta

Applicable insert
Inserti

Application Extra Finishing
Applicazione Finitura
SF
Insert shape
Forma inserto

C*-SDQPR/LO7 DP**0702**
o CUSDGPRLIT oPurTI
P E*-SDQCR/L07 DC**0702**
E*--SDQCR/L11 DC**11T3**

@;Aﬂ.s.

Ao

General Turning

Q<
©
L
o
c
()
(o)}
©
£
=
=
c
S
l_




Internailtunninglte o ST Utens ljpetonnituralinternal

Portautensile

DP** | DC** Toolholder -

SDUPR/L

SDUCRI/L
Kr:93°

R type

Versione destra

[0)
o © Stock Dimension (mm) Screw Wrench
€0 Magazzino Dimensioni Bullone di fissaggio Chiave
Eg e
2o P R L Dmin ed s L Lz h @ v ’/
-y \ |
o = C10M-SDUPR/LO7 e e 15 10 9 150 18 9 8  160M2.5x5.5 \
C C . . (U U W | |
o8c C12Q-SDUPR/LO7 e e 16 12 9 ’180 19 11 8 WT07IP
O~ [ - 160M2.5%6.5
C16R-SDUPR/L07 o | o 20 16 11 200 25 15| 6°
4+ E10M-SDUCR/L07 e O 127| 10 | 47 ’150 - 95 -10°
¢E12Q-SDUCR/L07 e e 15 12 9 180 - 115 -10° I60M2.5%5.5 WT07IP
+ E16R-SDUCR/L07 e © 18 16 10 200 - 155 -6° ‘
+E16R-SDUCR/L11 e O 18 16 10 200 - 155 -8° 160M3.5x10 ‘ WT15IP
¢E20S-SDUCR/IL0O7 © O 24 20 13 250 - (195 -4°  160M2.5%x5.5 WT07IP
¢E20S-SDUCR/L11 o o 24 20 13 250 - 195 -8°
¢E25T-SDUCRIL11 o o 31 25 17 300 - 24 -6°  I60M3.5x10 WT15IP

More diameter on demand
Altri diametri su richiesta

Applicable insert
Inserti

Application Extra Finishing
Applicazione Finitura
Insert shape

Forma inserto

C*-SDUPR/L07

E*-SDUCR/L07

DC**0702**

Type

)
1%
=

E*-SDUCR/L11

DC11T3"

Aoa2

@AfI.S.



Turnning

InternallturningjtoolsElUtens

- Tonnitura
pertennituralinternal

TP** Toolholder - Portautensile  (SCiApRGUPOIAUESIENEOS
Kr:93°
it .
h .
. ad Dmin
5 I — T 1 7y
[ |
R type
Versione destra
Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
Type
Tipo . ‘
P RLDmmudsuLzhe,v ’/
e : |
C10M-STUPR/L09 o e 12 10 6 150 20 9 @ 6°
rrrrrrrrrrrr f 160M2.2%5.5 WTO7IP
C12Q-STUPR/L09 e © 16 12 8 180 22 11
C12Q-STUPR/L11 ® O 16 12 8 180 25 11 4° |
rrrrrrrrrrrr free 160M2.5%6.5 WTO07IP
C16R-STUPR/L11 o | o ‘ 20 16 | 10 200 27 |15 3
Inserti
Application Extra Finishing
Applicazione ‘ Finitura
SF
Insert shape
Forma inserto
° C*-STUPR/L09 TP**0902**
- :
FE  C*STUPRIL1 TP™1103*

@;Aﬂ.s.

A243

General Turning

Tornitura generale



General Turning
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Internailtunninglte o ST Utens ljpetonnituralinternal

TC** Toolholder - Portautensile  (ClampingIPOHaUENSIEpOS)
Kr:90° T ]
. ad Dmin
< 7 1
oo —
by
L2 L1 ‘ \
f |
R type
Versione destra
Stock Dimension (mm) Screw Wrench
T Magazzino Dimensioni Bullone di fissaggio Chiave
pe
ipo
P R L Dmnod s Li Lo h @ v ’/
+EOBK-STFCRILOS o o 11 8 6 125 - 75 -12 |
rrrrrrrrrrrrrrrr 160M2.2x5.5 WTO07IP
+ E1OM-STFCR/L09 o o©O 12 10 7 150 - |95/ -10
+E12Q-STFCR/IL11 o © 15 12 9 180‘ - 1157 -10
+ E16R-STFCR/L 11 o4l © 18 16 | 10 /1200 - (155 -8 160M2.5x5.5 WTO71P
+ E20S-STFCRI/L 11 o | O 24 20 13 250 - (195 -8
+ E20S-STFCR/IL16 © o© 24 20 13 250 - (195 -8
160M3.5x10 WT15IP
+ E25T-STFCR/L 16 o | o 31 25 17 300 - 24 | -6
+ E1IOM-STFPR/IL11 O © 12 10 6 150 - 95 -5
+ E12Q-STFPR/L 11 | o | o 15 12 8 180 - 115 -4
rrrrrrrrrrrrrrrr 160M3.0x7.0 WTO08IP
+ E16R-STFPRI/L 11 o | o 19 16 | 10 200 - (155 -2
+ E20S-STFPRI/L 11 o [|o 24 20 13 250 - 19 | -2
More diameter on demand
Altri diametri su richiesta
Applicable insert
Inserti
Application Extra Finishing
Applicazione Finitura
Insert shape

Forma inserto

T A

E*-STFCR/L09 TC**0902**
o E*-STFCR/L11 TC**1103**
S8
~F  E*STFCRIL16 TC**16T3**
E*-STFPR/L11 TP**1103**

A2s4

@AfI.S.



VC** Toolholder - Portautensile

SVQCR/L
Kr:107°30"

R type
Versione destra

Turnning - Tornitura
Internallturningftoo!sEMUtensilifpertornituralinternal

Stock Dimension (mm) Screw Wrench
Magazzino Dimensioni Bullone di fissaggio Chiave
Type
Tipo R L Dminod s Li Lo h v ’/
|
C16R-SVQCRIL11 e e 22 16| 13 200 28 15 -6° \
rrrrrrrrrrrr | | ofrreee 160M2.5%6.5 WTO07IP
C20S-SVQCR/L11 L 2NN 1 26 ‘ 20 ‘ 15 250 32 18 | -4°
Applicable insert
Inserti
Application Extra Finishing Finishing Al machining
Applicazione Finitura Finitura Asportazione alluminio
SF HF LH
Insert shape o @
Forma inserto V
C*-SVQCRI/L11 VC**1103** VC**1103** VCGX1103**
éé- C*-SVUCR/L11 VC**1103** VC**1103** VCGX1103**
&

@;Aﬂ.s.
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InermailturningltocloHlUtens llpertoriturajinternal

\/C** Toolholder - Portautensile  (SXCIampINg/PoRaULeRSIleipoS)

‘ l Kr:93°
)
[yl 1
n 6d
g'g I @
S 1 L
L2
L
I . \
R type
Versione destra
Q<
o Stock Dimension (mm) Screw Wrench
= OC-’ Magazzino! Dimensioni Bullone di fissaggio Chiave
55 s | | | |
F e Tipo R L Dmn ed s Li L2 h © v
T =
“ 3 |
o = L
5 = C16R-SVUCRIL11 e e 24 16 15 200 25 15 6°
0L I - e o 160M2.5%6.5 WTO7IP
C20S-SVUCR/L11 o o 28 20 17 250 30 18‘
#E16R-SVUCRLM o o | 22 16|13 200 - 15 -65°
rrrrrrrrrrrrrrrr e | 160M2.5%6.5 WT07IP
+ E20S-SVUCRI/L 11 [e e) 27 20 13 250 | - 18 -6.5°
+ E25T-SVUCR/L 16 o | o 35 25 205 300 - 23 -6.5°
rrrrrrrrrrrrrrrrrrrrr - ot 160M3.5%10 WT15IP
More diameter on demand
Altri diametri su richiesta
Applicable insert
Inserti
Application Extra Finishing Finishing Al machining
Applicazione Finitura Finitura Asportazione alluminio
SF HF . LH
Insert shape = ) ®
Forma inserto B ‘
C*-SVUCR/L11 VC**1103** VC**1103** VCGX1103**
::’é- E*-SVUCR/L11 VC**1103** VC**1103** VCGX1103**

@AfI.S.
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Turningl: Tornitura

Applicationlinformationilinformazionifdifapplicazione)

® Recommended cutting data - Dati di taglio consigliati

(3]
_ ‘g C=0.15% | 125 |430-200  430-190 | 500-270 | 480-240  380-165 | 460-220 | 380-180 550-350 | 580-350 800-300 ©
o o
»
ég C=0.35% 150 380-180‘410—180 460-250 | 460-230 | 300-150 | 440-210 | 300-170 500-300 520—300‘ ‘600—200 %
5 o o
§ C=0.60% 200 330-150 350-150 400-220 400-200 260-130 380-180 260-150 460-260 480-260 400-150 =
c
low alloy, 5
annealed 180 | 350-170 350-150 400-180 400-200 200-100 380-180 200-120 410-240 430-240 150-180 | 400-150 =
temprato
o lowalloy,
g g tempered | 275 230-100 210-100 280-150 260-140 140-70 240-120 140-90 300-180 320-180 350-120 | 300-100
» 2L | pre-temprato
39 lowalloy,
< g tempered 300 210-100 190-70 260-150 240-120 125-60  220-100 125-80 250-170 270-170 300-100 | 250-80
< | pre-temprato N
low alloy,
tempere: 350 | 180-80 170-70 230-120 220-120 110-55 200-100 110-75 230-150  250-150 300-80
pre-tem
_ o | highall
§ % anne: 200 320-150 260-120 360-190 310-170 175-80 290-150 175-100 350-200  370-200 400-150 | 350-120
2 temprato
= o highalloy,
%-g tempered 325  140-90 100-50 190-130 150-100 85-40 & 130-80 = 85-60 170-110  190-110 300-100 | 280-80
< | pre-temprato | b |
Non-Alloy
180 240-120 200-100 280-160 250-140 135-75  230-125 135-95 260-170 280-170 600-220
=9 non legato ‘
[
% “3 Low alloy ‘
2 200  230-70 170-60 280-110 220-110 120-80 | 200-90  120-100 260-170 280-170 400-150
2 .§ basso legato
(]
2 "
Highalloy o5 16070 14050 |21o-11o 190-100  95-55 | 170-80 95-55 260-100 | 280-100 350-120
alto legato

B EZ:I‘::? 200 | 250-180 | 280-180 | 230-140 | 250-140 240-170 | 250-170 330-220 | 350-210

[

23

£ ;

o S| Austenite |60 990-150 | 250-150 | 180-110 200-110 180-110 | 200-100 250-150 | 270-140

& ‘g | Austenitico

£8

Sz f

@ Martensite | 55 | 11060 | 130-60 | 90-50 | 110-50 120-80 | 130-80 270-170 | 290-160
Martensitico

O AfLS.

Aoar



Turning: Tornitura

Applicationlinformationilinformazionildifapplicazione

= Recommended table of cutting parameters for general turning
Parametri di taglio raccomandati per la tornitura

§ 2 | Ferrous
] Ferritico 130 350-230 | 330-220 | 320-105 | 320-105 280-160 | 300-180 | 1200-200| 800-600 | 800-600
83
2 £
g 8 | Pearlite
=25 Frifies 230 250-105 | 230-100 | 230-100 | 230-100 220-120 | 240-150 | 1000-200 700-500 | 700-500
() =
o © Low cast iron
£ o Ghisa grigia 180 520-200 | 480-200 | 480-190 | 480-190 400-250 | 420-270 | 1200-200| 800-600 | 700-500
c c
5 % High cast iron
~ Ghi L 260 230-120 | 220-115 | 210-100 | 210-100 360-240 | 380-260 | 1000-200 | 750-500 | 800-600
—© isa grigia |
E 5 <o ! { { —
o = £ g | Ferrous |
c c % 2 Ferritico 160 310-150 | 300-150 290-140 290-140 330-190 ' 350-210 | 800-200 600-450 = 600-450
3 5 g5
(O 5 )
R Peaility 250 230-110 | 220-105 210-100 210-100 310-200 | 330-220 | 700-200 500-350 @ 500-350
8& Perlitico g < g | g - - % - 8
= | _ 4 '\

No heat
"ea:";‘e"t 60 1750-800
trattato termic. | |
Heat | [
treatment 100 510-250
trattato termic.
No heat
treatment
no
trattato termic.
Heat
treatment 20 300-110
trattato termic.
Cu-alloy
short chip
Leg. Cu
romp. corto
Messing,
Bronze 90 310-195
Ottone rosso
unalloy
electrolytic
Cupper 499 225115
non legato
Rame
elettrolitico
Ni-base
alloy
Lega di Ni
lega
Hard steel 45
Acciaio duro HRC

uper hai
steel

Al alloy
Lega di alluminio

75 460-175

Cast aluminum alloy,
Lega diAl

10 610-205

Copper alloy
Lega di rame

40 90-30 100-30 70-20

Ni-base alloy|
Lega di Ni

50~60
Acciaio super | HRC
duro

illed cas

iron
Ghisa raffreddata 500

Other materials
Altri materiali

A48



Turning - Tornitura

InternalfturningltoclsEbrehwerkzeugenfzurdinnenbearbeitiing

m Cutting parameters for internal turning
Parametri di taglio per tornitura interna

Internal turning tools by P type clamping - Utensile per tornitura (interna) - Bloccaggio tipo P

Carbon steel, Alloy steel Semi-finishing
Acciio al carbonio, acciziolegato| 1B 180—280 acport media | 0-1-0-25-04 <5.0 0.1-0.2-03 <40
Stainless steel Semi-finishi
P <HB220  Report media | 0.1-0.2-0.3 <4.0 0.1-0.15-0.25 <3.0
Castron HB170—230 | Aeport medy | 0.1-0.25-0.4 <50 0.1-0.2-0.3 <4.0

Internal turning tools by S type clamping - Utensile per tornitura (interna) - Bloccaggio tipo S

For finishing
Fimtorn | 0.05:0.1-0.15 | <0.2 | 0.05-0.1-0.15 <0.2 - - - -
P Acciaio al HB180:-280 | popoomi
o — finishing ~ 0.15-0.25-0.35| <3.0  0.1-0.15-02 <15 . - - -
acciaio legato Asport. media
Stainless Forfinishing 4 45.0.1.0.15 <02 | 0.05-0.1-0.15 <0.2 . . . =
steel Finitura
Acciaio inox <HB220 For semi-
finishing | 0.15-0.2-0.25 <20 0.1-0.15-0.2 <1.0 - - - -
Asport. media
F°,2if'1’i‘tijg"9 0.05-0.1-0.15 | <0.2 |0.05-0.1-0.15 <0.2 |0.05-0.1-0.15| -0.15 | 0.05-0.1-0.15 | <0.1
N Al Alloy
Lega Al - For semi-
finishing | 0.05-0.1-0.15 = <2.0 0.05-0.1-0.15 <1.5 |0.05-0.1-0.15 -1.0 | 0.05-0.1-0.15 | <1.0
Asport. media

Antivibration internal turning tools - Utensili antivibrazioni (interni)

Steel HB180—280

Acciaio

Stainless steel <HB220

Acciaio inox

Cast iron HB170—230

Ghisa

Finishing
SF
Finitura

XCl151

XCIl151C

0.05-0.2-0.35 0.05-0.1-0.3-0.5
0.05-0.2-0.35 0.05-0.1-0.3-0.5
0.05-0.2-0.35 0.05-0.1-0.3-0.5

@fl.s.

The characters in blue color are recommended cutting parameters.
Le cifre di colore blu sono dati di taglio consigliati.
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Applicationlinformationflinformazienildifapplicazione)

Tool
* wear type

1+2 Flank wear

Situation

Poor surface quality
and inconsistent
measurement. Increase
in cutting force.

Reason

Grade is too soft

Cutting speed is too high.
Flank angle is too small.
Feed rate is too low

Countermeasures

Select grade with higher wear
resistance

Reduce cutting speed
Increase flank angle.
Increase feed rate

3 Crater wear

Bad surface and
chip control

Grade is too soft.
Cutting speed is too high.
Feed rate is too high.

Select grade with higher wear
resistance

Reduce cutting speed
Reduce feed rate

4  Chipping

Tool life not stable
Sudden breakage of
cutting edge

Grade is too hard.

Feed rate is too high.
Cutting edge strength not
strong enough

The rigidity of holder in
insuffiecient (vibration)

Select grade with higher
toughness

Reduce feed rate

Change honing of cutting edge
Use holder with bigger shank size

5 Fracturing
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General Turning

6 Plastic
deformation

7 Welding
8 Thermal
Cracks

9 Notch wear

Cutting force increasing
Surface roughness and
measure becomes bad

Inconsistent measure
meet.
Damage to the cutting
edge

Poor surface quality
and inconsistent
measurement. Increase
in cutting force.

Break due to thermal
variation effect often
caused when cutting is
interrupted.

Burr Increase of
cutting force

Grade is too hard.

Feed rate is too high.
Cutting edge strength not
strong enough

The rigidity of holder in
insufficient

Grade is too soft.
Cutting speed is too high.

Depth of cut and feed rate too

high
Cutting temperature is high

Cutting speed is low.
Cutting edge not sharp
enough

Grade not suitable

Expansion or

shrinkage due to cutting heat

Grade is too hard.

Unstable cutting condition

(uncut surface,chilled parts,

machining hardened layer)
Friction caused by jagged
shape chips.

Feed rate and cutting speed

too high

Select grade with higher toughness
Reduce feed rate

Change honing of cutting edge
Use holder with bigger shank size

Grade with high wear resistance.
Reduce cutting speed

Decrease depth of cut and feed rate.
Grade with high thermal conductivity.

Increase cutting speed
Increase rake angle.
Select grade with lower affinity

Use dry cutting
Select grade with higher
toughness

Grade with high wear resistance.
Increase rake angle to improve
sharpness

Decrease cutting speed

10  Flaking

Mostly happens during
machining of high hard
materials or vibration

Cutting edge welding and
adhesion.
Bad chip removing

Increase rake angle to improve
sharpness

Use chip breaker with wider chip
pocket




Inmagine ~ Tipo di usura

1+2 Usura sul fianco

ApplicationlinformationiCllinformazionildifapplicazione)

Effetti

Scarsa qualita superficiale e

dimensioni inconsistenti

Aumento della forza di taglio

Grado con resistenza
all'usura insufficiente
Velocita di taglio troppo
elevata

Angolo di spoglia troppo
piccolo

Velocita di avanzamento
troppo bassa

Contromisura

Grado con maggiore
resistenza all’'usura

Ridurre la velocita di taglio
Aumentare |'angolo di spoglia
Diminuire la velocita di
avanzamento

3 Craterizzazione

Qualita superficiale e
controllo del truciolo scarsi

Grado con resistenza
all'usura insufficiente
Velocita di taglio troppo
elevata

Velocita di avanzamento

Grado con maggiore
resistenza all’'usura
Diminuire la velocita di taglio
Diminuire la velocita di

troppo alta avanzamento
Grado troppo duro Grado con maggiore tenacita
: . Velocita di avanzamento Diminuire la velocita di
_ Duatautensie nonstebie yoppoaia”  avanzamento
4 Scheggiatura tagliente Stabilita del tagliente Cambiare I'arrotondamento
9 insufficiente del tagliente

Stabilita del portautensile
o bloccaggio insufficiente

Utilizzare un portautensile
con maggiore stabilita

5 Rottura

Grado troppo duro
Velocita di avanzamento

Aumento della forza di taglio troppo alta
Scarsa qualita superficiale e Stabilita del tagliente

dimensioni inconsistenti

insufficiente
Stabilita del portautensile
o bloccaggio insufficiente

Grado con maggiore tenacita
Diminuire la velocita di
avanzamento

Cambiare I'arrotondamento
del tagliente

Utilizzare un portautensile
con maggiore stabilita

6 Deformazione
plastica

Dimensioni inconsistenti
Danneggiamento del
tagliente

Grado con resistenza
all'usura insufficiente
Velocita di taglio troppo
elevata

Profondita e/o velocita di
taglio troppo alta
Temperatura sul tagliente
troppo alta

Grado con maggiore
resistenza all’'usura
Diminuire la velocita di taglio
Ridurre la profondita di taglio
e la velocita di avanzamento
Grado con maggiore
resistenza al calore

7 Tagliente di
riporto

Velocita di taglio troppo

Aumento della forza di taglio bassa

Pessima finitura superficiale

a
Tagliente non
sufficientemente affilato
Grado non adatto

Aumentare la velocita di taglio
Aumentare |'angolo di spoglia
Grado con bassa affinita

Incrinature da
8 sollecitazione

Rottura per interazione
termica
Soprattutto in caso

A causa di variazioni
di temperatura della
lavorazione

Taglio a secco
Grado con maggiore tenacita

el di taglio interrotto (fresatura) Grado troppo duro
Danneggiamento dovuto  Grado con maggiore
ai trucioli (rompitruciolo  resistenza all'usura )
9 Intagliatura Bave sfilacciato) Aumentare |'angolo di spoglia

Aumento della forza di taglio Velocita di avanzamento e per ottenere un tagliente piu

di taglio
troppo alte

affilato
Diminuire la velocita di taglio

Sfaldamento

e (rivestimento)

@Aﬂ.s.

Soprattutto durante la
lavorazione di materiali piu
duri o quando si verificano
vibrazioni

Adesioni sul tagliente e
scheggiature

Scarso deflusso del
truciolo

Aumentare l'angolo di spoglia
per ottenere un tagliente piu
affilato

Rompitruciolo con tasca piu
grande
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PARTING &
GROOVING



application

Parting
Asportazione

\

Machining

Lavorazione

Rartingf&IGroovinglOvenviewtlRanoramicalscanalaturelelgole)

Toolholder
Cartuccia

QZ**+QE**

'

Inserts
Inserti

Zprg**

'

Tool’s feature and parameters
Caratteristiche dell'utensile e
parametri

e Assemble structure of parting blade and holder,
good rigidity and parting range is adjustable.
e The max. parting @ = 120mm.

e La sporgenza della lama di asportazione
€ impostabile per ottenere una stabilita pit
elevata

o @ max. della lama = 120mm

QE**R/L

ZP**D*

i
/!

ZP*S*

'

e Inserts have 3d chip breaker, small cutting
force, good performance on chip breaking
e maximum parting @ = 60mm

e Inserto con 3 diversi rompitrucioli per una
bassa forza di taglio & buon controllo del
truciolo.

o @ max. della lama = 120 mm

Lavorazione esterna
Grooving and turning

External machining
Asportazione e tornitura

QE*R/L

Double
Bilaterale

ZT*D**

D

Profile turning
Contornatura

ZR*D*

il [

Single cutting edge for
deep Grooving
Monolaterale

ZT*8*

)

e Various applications can be realised by one
single tool, installed with different inserts for
grooving, profiling and parting, It reduces the
tool category.

e [nstalled with grooving inserts, the tool realises
grooving and transverse cutting. This tool is
multifunctional.

e The max. slot depth = 30mm.

o Diverse applicazioni possono essere eseguite
con questo strumento universale mediante
differenti inserti come scanalature, gole,
profilatura e tornitura.

e Max. profondita scanalatura = 30mm

Precise grooving
Scanalatura di precisione

QECD

-

Precise grooving
Scanalatura di precisione

ZT*D**-EG

Edge width1.2~2.4mm
Larghezza tagliente

QE*R/L

Precise grooving
Scanalatura di precisione

ZT*D**-EG

:

Edge width1.2~2.4mm
Larghezza tagliente

o Grinded insert, used for precise grooving.

e Edge width can be any size between 1.0
6.5mm according to customers requirement.

e ZT*D*- EG inserts: When edge width is
between 1.2-2.4mm, the maximum cutting
depth is 2.5mm; When edge width is
>2.4~6.5mm, the maximum cutting depth is
22mm

e inserti rettificato per la scanalatura di precisione

o La larghezza del taglio pud essere compresa
tra 1.0-6.5mm su richiesta.

e ZT*D*-EG Inserto: per S.- Larghezze da 1.2-
2.4mm, e max. prof. taglio di 2.5mm; per S.-
Larghezze da >2.4~6.5mm, la max prof. di
taglio & 22mm

@;Aﬂ.s.
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Scanalatura e gole

ining

External Mach
Lavorazione esterna

Internal machining

application

Lavorazione interna

Grooving
Scanalatura

Machining
Lavorazione

Toolholder
Cartuccia

QC Series GQCR/L

Inserts
Inserti

QcC16/220000

Tool’s feature and parameters
Caratteristiche dell'utensile e
parametri

e Finish grinding with high tolerance.

e Sharp cutting edge with accarate
machining.

e Good economy with 3-lips grinding edge.

o For the light grooving, slot width 0.5-4.8 mm.

e Max cutting depth 5 mm.

. di precisione con elevata
tolleranza.

e Tagliente per lavorazione di
precisione.

e Alta economicita grazie all'inserto con 3
taglienti.

o Finitura di precisione con larghezza di
scanalatura di 0.5-4.8 mm.
© Massima profondita della scanalatura 5 mm.

e By installing different inserts for grooving

SOOO0-QCOOR/LO

QC11/16/220000

7Y
<

C*-Q*R/L* Grooving, Turning & one single tool realizes various
ga Scanalatura, tornitura applications, it reduce the tool category.
= e The max. slot depth can be machined =
=0 ZT*D**
5o 13mm
L] § Q e The min @ can be machined = 27 mm
53
o c turning .
§ g Wiiitoimiatiia e Un sistema per scanalatura e contornatura.
8 (%] - Il numero di sistemi di taglio viene ridotto.
5 ZR*D e Max. profondita scanalatura = 13 mm

D o min. @ = 27 mm
QC Series

e Fine grinded inserts, high precision

® Slot width can be machined is 0.5-4.8mm
® The min. @ can be machined = 16mm

© The max. slot depth can be machined = 4 mm

o Inserto rettificato per elevata precisione
el arghezza scanalatura = 0,5-4,8 mm

e min. @ =16 mm

e Max. profondita scanalatura =4 mm

@AfI.S.




Axial Grooving
Scanalatura assiale

Recess Machining

ation and aerospace industries Alu profiling
Contornatura dell'alluminio

Tools for

Retro-tornitura

Utensili per l'industria aerospaziale

Grooving and turning
Asportazione e tornitura

Machining
Lavorazione

Toolholder
Cartuccia

QF**H

Inserts
Inserti

Grooving, Turning
Scanalatura, tornitura
ZT*D**

D

Profile turning
Contornatura
ZR*D**

)

Rarting[3iGroovinglOyenviewilRaneramicalscanalaturelelgole]

Tool’s feature and
parameters
Caratteristiche dell'utensile

e By installing different inserts as for
grooving and profiling, one single tool
realises various applications, it reduces
the tool category.

e Grooving * g scanalatura = 48-400mm

e Grooving depth - Profondita scanalatura
10-30mm

o Un sistema per scanalatura e contornatura.

Il numero di sistemi di taglio viene

ridotto.

QF*L

Grooving, Turning
Scanalatura, tornitura
ZT*D**

D

Profile turning
Contornatura
ZR*D**

© 90° toolholder, top clamping

e By installing different inserts as for
grooving and profiling, one single tool

realizes various applications, it reduce

the tool category.

e Grooving - @ scanalatura = 48-400mm
® Grooving depth - Profondita scanalatura 10-30mm

e Un sistema per scanalatura e contorna-
tura. Il numero di sistemi di taglio viene
ridotto.

e Cartuccia a 90°, bloccaggio a staffa

Recess and turning

YR Y*

Grooving, Turning
Scanalatura, tornitura

N

5

1
DU
%

*

Profile turning
Contornatura
ZR*D**

Ll

e The unique tool for recess machining
e Variing recess machining can be
realized, inserts programm is complete

e Un sistema per la retro-tornitura

o E' possibile eseguire differenti
lavorazioni di retro-operazioni. La
gamma degli inserti € completa.

External mach.
Lavorazione est. | Retro-tornitura e tornitura

QE*RI/L .

e The unique chip breaker for profiling Al
material

e Cutting edge is designed as combination|
of sharpness and stability, and it's
suitable for continuous to intermittent
cut.

e Used for for external, surface and inner

s 8 ZR**-LH wall machining of Al wheelboss.
£
o) g
R C40x* - o Rompitrucioli speciali per la lavorazione
s £ dell'alluminio
‘__: s o |l tagliente affilato e stabile si adatta al
H % taglio continuo e interrotto.
g E o Contornatura di cerchioni in Alluminio
e e V type locating, top clamping, precisely
QE*S*N locating, safely clamping
o g ZIGQ** e Inserts are suitable for difficult to
9 machine materials like: Ni-base,Ti alloy,
S 8 . Stainless steel and Exotic material.
T o
E g e Sede a forma di V, bloccaggio superiore
o N per impieghi di precisione, fissaggio e
b1 g bloccaggio sicuro
< z ZIMF** o Inserto per materiali di difficili
w3 lavorazione come: Materiale a base di
. Ni, leghe di Ti, acciaio inox e materiale
esotico.
©» e Instantly supply solutions for machining
S % Select and various parts to satisfy your machining
=5 manufacture requirement.
B3 Non-Standard tools according to
-tg“ g requirement.  Soluzioni di utensili speciali per la
S5 Utensile speciale Scelta in base lavorazione di pezzi diversi.
g S all'applicazione
2 ]
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m Reduction of tool cost by using one
special design insert in various.
* One insert fits several tool holders
o One insert suitable for serveral applications

o Reduction of tool cost and warehouse charges

m Riduzione dei costi utensile attraver-
so l'uso di solo una geometria dell'in-
serto per molte applicazioni.

o L'inserto si adatta a differenti portautensili
o L'inserto adatta per differenti lavorazioni

* Riduzione dei costi utensile e di magazzino

m Unique structure design of parting

inserts

B Universal -\ chip breaker series
Suitable for parting, grooving, profiling and turning etc;

good chip control, surface quality and low cutting force

Chip breaker m serie universale & rompitruciolo
Rompitruciolo

Impiegpbilecanalature, gole, contornatura, torni-
tura, buon controllo del truciolo.

Baonaiéita delle superficie e basse forze di taglio

External turning

Axial grooving
Tornitura esterna

Scanalatura assiale
Internal turning
Tornitura

interna

Internal
Scanalatura
Scanalatura

(interna) Axial turning
External grooving Scanalatura
Scanalatura (esterna)  gssiale

Special design reduce vibration and
cutting force by 20%

Rompltrucwlo appositamente
progettato‘c riduce)le vibrazioni
e le forze dléagllo 1i20%

k4

o A special flank structure is designed to reduce cutting -

force by 20% and diminish vibration, which improve
the surface quality
o A special edge design requires less rigidity of machine, it

can be used on machine with low power

m Tagliente con design unico per inserti per
scanalature e gole
e La struttura speciale del fianco riduce le forze di taglio de
20%, per evitare vibrazioni e per migliorare la qualita:de
superfici
o Un progetto del tagliente di nuova concezione ne permette

I'utilizzo anche su macchine meno potenti.



Precise grooving, profiling &turninglinSets
Speciallchiplbreakeridesignisuitable {tor [orrcelisien meehining of lowrcarben steel, skEfness
steel, sticky/materialsiand[nonferrolsimetall

precisione per lavorazioni di scanalatura,
ornatura e tornitura

Rompitruciolo appositamente progettato per lavorazioni di precisione di acciaio basso-legato,
acciaio inossidabile, materiali abrasivi e metalli non ferrosi

1.0-6.5mm according to your

requirement. -E Precision profiling

and turning inserts
Larghezza scanalatura Round inserts for precision, turning and grooving

da 1.0-6.5 mim secondo richiesta.
Inserti di precisione per
L contornatura e tornitura

: ! Inserti con profilo tondo per contornatura e tornitura di
precisione

The tolerance of edge width S of precise grooving and
profiling inserts can be produced up to +0.025 mm and also
can be mounted on the corresponding specifications of
original toolholder series.

La larghezza S della scanalatura pud essere essere
realizzata con una tolleranza fino a +0,025 mm e l'inserto
impiegato con il portautensile della serie standard.

Profiling turning inserts for AL
Inserti per scanalatura di alluminio

The unique chip breaker for aluminum
profiling machining. Cutting edge is
designed by combining sharpness and
intensity, The special chip breaker
structure which effectively reduces
the frictional coefficient between
chips and rake face, enable the
inserts suitable for continuous
and intermittent profiling Al alloy
machining.

Il design unico del

rompitruciolo per la contornatura

dell'alluminio garantisce un
tagliente affilato e allo stesso

tempo stabilita. La forma speciale
impedisce la formazione di saldature
ed € impiegabile per la lavorazione con
taglio continuo e leggermente interrotto.

@mﬂ.s.



Turning : Tornitura

Rartingf&iGroovinglCodelKeyLlClassificazionellSOIdilutensililpescanalaturelelgole

Parting, Grooving, Profiling and Turning Code Key
Classificazione per scanalature, gole, contornatura e tornitura

Tolerance class
Grado di tolleranza

zp Parting
Troncatura

Corresponding code of
toolholder and width of
cutting edge.

Codice corrispondente
del portautensile e della

S

Single cutting edge

Tolerance class

ZT Grooving and larghezza del tagliente Un tagliente Grado di tolleranza
Turning
Scanalatura e Code Height /Altezza
tornitura
E 25 D E
F 3.0
ZR Profile machning G 4.0 Double cutting edges Tolerance class
Contornatura H 5.0 Due taglienti Grado di tolleranza
K 6.0

General Turning
Tornitura generale

s T

T a

Parting & Grooving
Scanalatura e gole

| 1

Corner radius ' brer
Raggio di punta Ol
General chip breaker,
suitable for all kinds of
— G machined material.
— .-; Rompitruciolo uni
. pitruciolo universale, adatta
E_—S per differenti materiali.
025=2.5mm 02 =020 mm
03 =3.0mm e
04 =4.0mm gi _ gig mm Special chip breaker
05 =5.0mm T et i) L .
06 =6.0mm 08 =0.80 mm Rompitruciolo speciale




[Pering & Creeving = Scanekrs 6 gelb

@ Parting inserts - Inserto per troncare

(2}
Single cutting edge R

Double cutting edge
2 taglienti

1 tagliente
Grade
Dinﬁe_ension_ (mm) Grado
Type imensioni
e P M, = N
S+g'1 R#0.1 Lamx | XAI202 | XAI302 | XAF251 | XAl202 | XAI302 | XAl202 | XS101 | XS201
° ZPED02502-MG 25 0.2 17 ° ° ° ° ° °
§_| zproozozmMG | 30 | o2 17 . . . . . . o
g
£2| zpeDoaozMG | 40 | 02 2 o o o . . o o
% ~'| ZPHD0503-MG 5.0 03 22 . o o . ° °
o
e ZPKD0604-MG 6.0 0.4 22 ° ° o ° ° °
ZPES02502-MG 25 0.2 - ° ° ° ° ° °
ZPFS0302-MG 3.0 0.2 - ° ° ° ° o °
ZPGS0402-MG 4.0 0.2 - o ° o o ° ° o
ZPHS0503-MG 5.0 03 - o ° o o ° °
ZPKS0604-MG 6.0 04 - ° ° ° ° °
Insert with single cutting edge only be used to parting blad
Inserti a tagliente unico esclusivamente per l'impiego su lame per gole
Tool holder / Utensile
QZ*+QE** QE**R/L
Pag. A?? A?? A?? A?? A??

Please reduce the feed rate by 30% when the insert is

approaching the centre of workpiece.

Per una maggiore durata dell'inserto, ridurre la velocita di avanzamento del 30%
quando l'inserto si avvicina al centro.

Optimal chip breaker design for good chip control.
Rompitruciolo ottimale per un buon controllo del
truciolo.

Cutting force is reduced by 20% less vibration.
Riduce del 20% le vibrazioni e la forza di taglio
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Scanalatura e gole

[Pariing & Creeving

LhTroncaturatefgolel

B ZP*D-MG Series

pe———

Grade
Dimension (mm) Grado
Type Dimensioni
Tipo ﬂ M) m ._I
L S 6 R |Lamax| XAI202 | XAI302 XAI202 | XAI302 | XAI302 | XS101
ZPED02502-MG-6L 20 | 235 6 0.2 17 o [ o [ [ o
ZPED02502-MG-6R | 20 | 235 | 6 0.2 17 (¢} ° (¢} ° ° ¢}
ZPED02502-MG-15L | 20 | 235 | 15 0.2 17 ° o ) o o o
ZPED02502-MG-15R | 20 | 2.35 | 15 0.2 17 ] o ° o o o
ZPFD0302-MG-6L 20 | 2.85 6 0.2 17 ] [ ] ] [ o
ZPFD0302-MG-6R 20 | 285 | 6 0.2 17 ° ° ° ° ¢} o
ZPFD0302-MG-15L 20 | 285 | 15 0.2 17 o [ o [ Ie) o
ZPFD0302-MG-15R | 20 | 285 | 15 0.3 17 ] ] [ ° © o
Tool holder / Cartuccia
QE**R/L
@ ZTBD-MG Series
L
R
B
i)
Grade
Dimension (mm) Grado
Type Dimensioni
Tipo ﬂ
L S R |Lamax XAI202 XAI205 XAI302
+0.05
ZTBD02002-MG 163 | 20 | 0.2 13 o ) o
Tool holder / Utensile
C*-Q*R/L* QE*R/L QFGD

@AfI.S.




[Pering & Creeving = Scanekrs 6 gelb

| Grooving and turning inserts - Inserti per scanalatura e tornitura

am E
R

e -

y

e B

Double cutting edge Single cuttjng edge »n
2 taglienti 1 tagliente R
Grade
Dimension (mm) Grado
Dimensioni
3 M
=)
D +0.1
S 9 R£0.10 Lamac | XAI202| XAI205 | XAI302 [ XAF151XAF251XAI202 | XAI205 XAI302 | XAI302 | XS101

ZTED02503-MG 25 0.3 17 [ o ° . [e] . .
=3
£ = ZTFD0303-MG 3.0 03 17 . . . o . . . .
5
gg’ % ZTGD0404-MG 4.0 04 22 . . ) o . . . . .
oo o
5 | zTHDoso4me 5.0 04 22 . . . o . . . .
[a}

ZTKD0608-MG 6.0 0.8 22 [ [} ° o ° [ ° °
<3
-25__. Fé ZTHS0504-MG 5.0 0.4 - [ [e) ° o [e] ° .
S50 §
) :
2 e ZTKS0608-MG 6.0 08 [ o ° o [e] ° .
& =

Tool holder / Cartuccia

QE**RI/L ’ C*-Q*RIL* QFGD '

@ Precise grooving and turning inserts -
|

Inserti di precisione per scanalatura e tornitura
P —

o
=t 5

>2.4~6.5mm

Dimension (mm)
Type Dimensioni a
Tipo
$+0.025 R?:0.05 | Lamax | XAI202 XAI302 XAI202 XAI302 XAI302 XS101

ZTC**-EG 1oe 28 o o
Y 1.6~2.4 34
B ZTE***-EG 24~3.0 17 o e}
=)
£= o "
£5 ZTFD***-EG 3.0~3.8 ) 17 o [¢]
° 2| ZTGD™EG 3.8-4.8 22 o o
28
3N ZTHD***-EG 4.8~5.8 22 o o
o

ZTKD****-EG 5.8~6.5 22 o o

Note: (1) The code indicated with * is to be designated based on the edge width and edge radius. The code will be
ZTFDO03503-EG if the ordered insert is with an edge width of 3.5mm and an edge radius of 3.0mm.
(2) Edge radius R is based on customers' requirements

Informazioni per I'ordinazione:

(1) es. ZTFD03503-EG indica una larghezza del tagliente di 3.5mm e un raggio di punta di 0.3mm.
(2) Raggio di punta in base alla richiesta del cliente

Tool holder / Cartuccia

QECD ’ QE*RI/L ’

@;Aﬂ.s.
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[Pering & Creeving = SceRelEim 6 gelb

@ Profiling and turing inserts - Inserti per contornatura e tornitura

7

Grade
Dimension (mm) Grado
Type Dimensioni
Too [P | M K RN
s Lamsc | XAI202 | XAI302 | XAF151 | XAI202 | XAI302 | XAI302 | XS101
) . | ZRED025.MG 25 20 o o o B o o
S
2N 8| zrrDosme 30 20 . . o . . .
SN 52| zreDuame 40 25 . . . . .
% & |2~| ZzRHDO5-MG 50 25 . o . o .
E
=0 |° | zRKD06-MG 6.0 25 . . o N N
*
O+

Tool holder / Cartuccia

QE*RIL ’ C*-Q'RIL* [QFH [aFGD Qx*D*
[

@ Precise profiling and turning inserts - Inserti di precisione per contornatura e tornitura

Parting & Grooving
Scanalatura e gole

La i
i
-@E—F© s
'
Grade
Dimension (mm) Grado
Dimensioni
B0 [P | ) K BRI
Tipo
S10.025 Lamsx XAI202 | XAI302 XAI202 | XAI302 | XAI302 | XS101
) ZRFD03-EG 3.0 20 o o
D
25| ZRGDO4-EG 4.0 25 o o
3 €| ZRHDO5-EG 50 25 o o
EN
g ZRKD06-EG 6.0 25 o o

Tool holder / Cartuccia
QE**RIL C*-Q*RIL* QX*D*

@Aﬂ.s.



Raiting[&{Groovinglililioncaturalelgolel

. Single-cutting edge grooving and turning inserts for machining of heatresistance super alloy

Inserti per scanalatura e tornitura di superleghe resistenti al calore

Type

Dimension (mm)
Dimensioni

Tipo M‘
W=0.05 | Rz0.1 b L XS101 XAI102 XAI105 XAI202 XAI202
ZIMF304N-NM 3 0.4 24 15.3 o e
ZIMF406N-NM 4 0.6 3.2 15.3 ] ]
ZIMF506N-NM 5 0.6 4 15.3 . °
ZIMF608N-NM 6 0.8 4 15.3 o °

Tool holder / Cartuccia

QE*S*N

. Single-cutting edge grooving and turning inserts for machining of heatresistance super alloy

Inserti per scanalatura e tornitura di superleghe resistenti al calore

Dimension (mm)

Type Dimensioni
T)ilgo M]
W:0.025 b L XS101 XAI102 XAI105 XAI202 XAI202
ZIGQ3N-NM 3 24 15.3 o °
ZIGQ4N-NM 4 3.2 156.3 e} [
ZIGQ5N-NM 5 4 15.3 o °
ZIGQ6N-NM 6 5 15.3 o °

Tool holder / Cartuccia

QE*S*N

@;Aﬂ.s.
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General Turning
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[Pering & Creeving = SceRelEim 6 gelb

@ Profiling Inserts for Al - Inserti per contornatura di alluminio

-

-

== T

Dimension (mm) Grade
Type Dimensioni Grado
e S10.025 [ XS101
ZRKDO06- LH 6.0 25
ZRLDO08-LH 8.0 30
Tool holder / Cartuccia
QF**H ’ QFGD ’ QX*D*
@ Profiling Inserts for Al - Inserti per contornatura di alluminio
La
s
a 10° F
=0
Dimension (mm) Grade
Type Dimensioni Grado
Tipo S10.025 Lamax XS$101 XS201
ZILDO08-LC 8.0 22 ) o

@AfI.S.



QC seriers grooving insert / Inserti serie QC
QC series grooving insert code key / Classificazione serie QC

e Triangular straight grooving insert / Inserti triangolari per scanalatura con tagliente diritto A

Cutting edge

length code ZIc
Lunghezza G)
del tagliente

=8

Series
Serie

1 6.35
16 9.525
22 12.70

e

right

R Destra
left

L Sinistra

¢ Triangular round grooving insert / Inserti triangolari per scanalatura con tagliente tondo

Cutting edge
length code
Lunghezza

SENES
Serie

R
del tagliente
1 6.35
16 9.525 e
22 12.70

@;Aﬂ.s.

Direction
Direzione di taglio
cod ode code

.

Slot
Larghezza scanalatura (mm)

d width
gode Larghezza
050 0.50
100 1.00
480 4.80

;"| c

Nose shape
Forma tagliente

s

Radlus or Chamfer

Raggl
code q S|ze_
Dimensione
005 0.05
02 0.2
03 0.3
04 0.4

radius
Raggio

chamfer
Smusso

L
i

code

right
Destra
050
100
left
Sinistra
480

Direction Slot Round
Direzione di taglio Larghezza scanalatura (mm) Tondo

width
Larghezza

0.50
1.00

4.80

General Turning

Parting & Grooving
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General Turning

Parting & Grooving
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Scanalatura e gole

[Parriing & @reeving = ScamakEnrm e gelo

B QC seriers grooving insert / Inserti serie QC

)
right hand style S
Versione destra
Dimgnsion_ (mm) Sﬁggg
'%/gg Dimensioni <> M <>
Sw00%5 | la,, | RIC | @I.C | S, od | XAI202 | XAI205 | XAI202 | XAI205 | XAI202 | XAI205
120-R02 | 120 | 150 | RO.2 | 635 | 3.18 | 28 ° . ° o ° .
125-R02 | 125 | 150 | RO2 | 635 | 318 | 258 o . o . o o
145.R02 | 145 | 150 | RO2 | 635 | 3.18 | 2.8 o . o . o o
QEMRIL | iso.ro2 | 150 | 150 | Ro2 | 635 | 318 | 28 o . ° o o o
©200-R02 | 200 | 200 | RO2 | 635 | 318 | 2.8 o . o . o .
225-R02 | 225 | 2.00 | R0O.2 | 635 | 3.18 | 28 o o o ° ° o
110-R01 110 | 2.00 | ROA | 9525 | 3.18 | 44 o . o . o o
125-R02 | 1.25 | 200 | R0.2 | 9525 | 3.18 | 4.4 ° . o . » 3
130-R02 | 1.30 | 200 | R0.2 | 9.525 | 3.18 | 44 . .
145.R02 | 145 | 200 | RO2 | 9.525 | 3.18 | 44 ° . o . o .
150-R02 | 1.50 | 2.00 | RO.2 | 9.525 | 3.18 | 4.4 o . o . o o
QC16R/IL | 160-R02 | 160 | 200 | RO.2 | 9525 | 318 | 44 . .
175-R02 | 1.75 | 200 | RO.2 | 9525 | 318 | 4.4 ° . o . ° .
185-R02 | 1.85 | 250 | RO.2 | 9.525 | 3.18 | 4.4 o . o . ° .
200-R02 | 2.00 | 250 | RO.2 | 9525 | 3.18 | 4.4 o . o . o .
250-R02 | 250 | 250 | RO.2 | 9525 | 318 | 4.4 o . o . o o
300-R02 | 3.00 | 3.00 | RO.2 | 9525 | 318 | 4.4 o . o . ° o
125-R02 | 125 | 2.00 | RO.2 | 1270 | 476 | 55 o o o . o o
145.R02 | 145 | 2.00 | R0.2 | 1270 | 476 | 55 o . o . o o
150-R02 | 1.50 | 350 | RO.2 | 12.70 | 476 | 55 o . o . ® 9
175-R02 | 1.75 | 350 | R0.2 | 1270 | 476 | 55 o . ° . ° .
185.R02 | 1.85 | 350 | RO.2 | 1270 | 476 | 55 o . o . ° o
QC22RIL 1 00:r02 | 200 | 350 | Ro2 | 1270 | 476 | 55 o . o . o o
230-R02 | 2.30 | 350 | RO.2 | 1270 | 476 | 55 ° o o . o .
250-R03 | 250 | 400 | RO.3 | 1270 | 476 | 55 ° o o . o o
265-R03 | 2.65 | 400 | R0O.3 | 1270 | 476 | 55 ° o o . o o
280-R03 | 2.80 | 4.00 | RO.3 | 1270 | 476 | 55 o . o . o o

The code of other size for your order, for example: QC22R160-R03 if S+0.025=1.60mm, @1.C=12.70mm and cutting edge with R=0.3mm

Informazioni per I'ordinazione: es.QC22R160-R03 indica $+0.025=1.60mm, @1.C=12.70mm e un raggio di punta R=0.3mm.

Tool holder / Cartuccia

QC Serie
S QCHRIL*

@Aﬂ.s.




[Pering & Creeving = Scanekrs 6 gelb

@ Triangular straight grooving insert / Inserti triangolari per scanalatura con tagliente diritto

O
8
right hand style
Versione destra
Grade
Dimension (mm) Grado
Type Dimensioni <> m <o
Tipo
S20025 | La,, R/IC al.Cc S, 2d | XAI202 | XAI205 | XAI202 | XAI205 | XAI202 | XAI205
(3]
300-R03 3.00 4.00 R0.3 12.70 4.76 55 o . o . o o g) E
= 0
320-R03 3.20 4.00 R0.3 12.70 4.76 5.5 o . o . o o c f]:)
=

330-R03 3.30 4.00 R0.3 12.70 4.76 55 o . o . o o [= (?
350-R03 350 | 500 | RO3 | 1270 | 476 515 o . o o o ) o5
QC22RIL OR=
400-R04 4.00 5.00 R0.4 12.70 4.76 55 ) . o . [e) ] o ‘5
430-R04 4.30 5.00 R0.4 12.70 4.76 5.5 o (o) (e} (e} © o Or

450-R04 4.50 5.00 R0.4 12.70 4.76 55 o o ] o o o

480-R04 4.80 5.00 R0.4 12.70 5.06 5:5 (©) o o o o ()

@ Triangular round grooving insert / Inserti triangolari per scanalatura con tagliente tondo

Parting & Grooving
Scanalatura e gole

right hand style
Versione destra
Grade
. Dimgnsion.(m'm) Grado
‘I}ilss Dimensioni CP ) M CK )
S$20025 | La,, R/C gl.c S, 2d | XAI202 | XAI205 | XAl202 | XAI205 | XAI202 | XAI205
200R 2.00 2.50 1.00 12.70 3.18 4.4 o o o o o [¢}
QC16RIL 300R 3.00 2.50 1.50 12.70 3.18 4.4 o o o [e] o o
100R 1.00 2.00 0.50 12.70 4.76 55 o [e] [e) o o o
150R 1.50 3.50 0.75 12.70 4.76 5.5 o o o [e] o o
200R 2.00 3.50 1.00 12.70 4.76 55 o o o o o [¢}
QC22RIL 250R 2.50 4.00 1.25 12.70 4.76 55 (e) o o [e] o o
300R 3.00 4.00 1.50 12.70 4.76 55 o [e) [e) o o o
400R 4.00 5.00 2.00 12.70 4.76 5.5 o o o [e] o o

Tool holder / Cartuccia

QE Serie GQCR/L

@[Aﬂ.s.



Turning : Tornitura

Rartingf&IGrooyvingliloolsikeyiCodeR€lassificazione]lSOlutensililpedscanalaturelelgole)

Number of cutting edge
Numero taglienti

E S

External cutting Single cutting edge
Lavorazione esterna Un tagliente

F D

axial cutting Double cutting edges
Lavorazione assiale Due taglienti

Q<
©
o
()
c
()
o
©
S
S

=
c
o

'_

General Turning

T T T
[5 2525|R|S
E¥] []

CIEEL] Mﬁimﬁi [EF][T]

| ]

Parting & Grooving
Scanalatura e gole

Hand of tool
\ COdI Style of surface
utting depth grooving holder
. Max. profondita di taglio S Testa tagliente
R Right hand Strengthened holder
Destra for external and
surface deep machin- H o L 90
ing, general holder
L Lefthand without this code
Sinistra
Portautensile rinforzato Minimum diameter for
. per tagli profondi, first cutting of surface
N Both right and left senza codice per grooving
Destro e sinistro portautensili generali Diametro min. per la
prima scanalatura assiale

s



Turnning - Tornitura

Partingf&IGroovinghloolsikeylCodefMClassificazionellSOlutensililpedscanalaturelefgole

Number of cutting edge
Numero taglienti

S

Single cutting edge

Un tagliente .

Width of blade holders Height of blade

D Larghezza del porta lama Altezza del porta o

Double cutting edges =2 ©

Due taglienti c q;:‘)
509
2 o
— ®
s
o=
S E
oR
23
> O
o
o o
—
° g

Code of grooving holder I g ©
Codice portautensile per scanalatura < g

t o
© O
o w

Diam

S EEI

Length
Lunghezza

Minimum of material @

Diametro interno min. del
materiale

s



General Turning

Parting & Grooving
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[Palfiing & @reeving

@ External parting, grooving and turning tools - Utensili per scanalatura e tornitura (esterni)

Alf
120l

LEScanalaturalelgolel

Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserto Bullone di fissaggio Chiave
Type
T
ve R|L| HxB L | s | W | ama % r (
1616R/L04 o o 16%x16 150 16.17 2 4 ZTBD02002
M5x16 WH40L
QEBD 2020R/LO7 oo 20%20 150 | 20.17 2 7 ZTBD02002

@ Internal parting, grooving and turning tools -

Utensili per scanalatura e tornitura (interni)

1

@Z'._'

20

Stock Dimension (mm) Inserts Wrench
Magazzino Dimensioni Inserto Bullone di fissaggio Chiave
Type -
Tipo R[L| d L | s | W | arma % v (
C16M-QBDR/L04-20 e | O 16 150 12 2 4
ZTBD02002-MG M5x10 WH40L

@AfI.S.



[Pering & Creeving = Scanekrs 6 gelb

@ External parting, grooving and turning tools - Utensili per scanalatura e tornitura (esterni)

H § H
sl 2ffo | e '
W H] L /
Stock Dimension (mm) Inserts Screw Wrench
e Magazzino Dimensioni Inserto Bullone di fissaggio Chiave )
Y . ®©
po R|L| HxB L s | w £ 5
armax 4 c C
58
1616R/L10 oo 16x16 125 15 25 10 Z*ED025** F s
GB70-85-M5x20 | WH40L © 5
1616R/L17 o | e 16x16 125 15 25 17 Z*ED025** o=
c C
2020R/L10 e | @ | 20x20 15 10 25 10 Z*ED025** 8 5]
QEED =
2020R/L17 e | o | 20x20 25 19 2.5 17 Z*ED025**
GB70-85-M6x20 | WH50L
2525R/L10 e | o | 25x25 150 19 25 10 Z*ED025** 20
. =0
2525R/L17 e | o | 25x25 150 19 25 17 Z*ED025** 3 o
oo
1616R/L10 LY 16x16 125 14.8 3 10 Z*FD03** ISR
GB70-85-M5x20 | WH40L 5
1616R/L17 o e 16x16 125 14.8 3 17 Z*FD03** B =
o3
2020R/L10 e | o | 20x20 125 18.8 3 10 Z*FD03** £8
QEFD g 8
2020R/L17 e | o | 20x20 125 18.8 3 17 Z*FD03** ch
GB70-85-M6x20 | WH50L
2525R/L10 e | o | 25x25 150 2338 3 10 Z*FD03**
2525R/L17 e | o | 25x25 150 23.8 3 17 Z*FD03**
2020R/L13 e | o | 20x20 140 18.5 4 13 Z*FD04**
2020R/L22 e | @ | 20x20 140 18.5 4 22 Z*GD04**
2525R/L13 e | o | 25x25 150 235 4 13 Z*GD04**
QEGD GB70-85-M6x20 | WH50L
2525R/L22 e | ® | 25x25 150 235 4 22 Z*GD04**
3232R/L13 o | o | 32x32 170 30.5 4 13 Z*GD04**
3232R/L22 e | o | 32x32 170 30.5 4 22 Z*GD04**
2525R/L13 e | o | 25x25 150 23 5 13 Z*HDO5**
QEHD
2525R/L22 e | o | 25x25 15 23 5 22 Z*HDO5**
QEHS 2525N30 ° 25%25 150 125 5 30 Z*HS05**
GB70-85-M6x20 | WH50L
3232R/L13 e | o | 32x32 170 30 5 13 Z*HDO5**
QEHD
3232R/L22 e | | 32x32 170 30 5 22 Z*HDO05**
QEHS 3232N30 . 32x32 170 16 5 30 Z*HS05**
2525R/L13 e | o | 25x25 150 226 6 13 Z*KD06**
QEKD
2525R/L22 e | o | 25x25 150 226 6 22 Z*KD06**
QEKS 2525N30 o) 25x25 15 125 6 30 Z*KS06**
GB70-85-M6x20 | WH50L
3232R/L13 e | o | 32x32 170 29.6 6 13 Z*KD06**
QEKD
3232R/L22 e | o | 32x32 170 29.6 6 22 Z*KD06**
QEKS 3232N30 o 32x32 170 16 6 30 Z*KS06**

@Aﬂ.s.



General Turning

Parting & Grooving

@ Precise grooving and turning tools - Utensili di precisione per scanalatura e tornitura

[Parriing & @reeving = ScamakEnrm e gelo

R type
Versione destra

X

Stock Dimension (mm) Inserts Screw Wrench
() Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
e Tyee
g e R|L| HB | L | S | W |arma / ( (
5
© 1616R/IL025 | O | O | 16x16 | 125 | 14.75 GB70-85-M5x20 WH40L
2 QECD | 2020R/L025 20%20 125 | 18.75 25 ZT**D***.EG
c GB70-85-M6x%20 WH50L
S 2525R/L025 25x25 | 150 | 23.75
@
o
(o)}
()
o
=] 31 - TH )
© @ External recess and profiling turning tools - Utensili per retro-tornitura e contornatura (esterne)
2
(0]
O
(%}

R type
Versione destra

/

Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
Type
Tipo RIL| me | L | s | W |am / o (
2020R/L03-45 o o 20%x20 125 23
ZR(T)FDO3-EG
2525R/L03-4 25%25 150 28 3.0 3.0
QXFD LIRS bl i ) ZR(T)FDO3-MG
3232R/L03-45 o o 32x32 170 35
2020R/L03-45 [} o 20x20 125 23
ZR(T)GD04-EG
2525R/L03-45 o | o 25x25 150 28 4.0 3.0
axco : ZR(T)GD04-MG
3232R/L03-45 o o 32x32 170 35
GB70-85-M6x20 WH50L
2020R/L04-45 o o 20%20 125 24
XHD 2525R/L04-45 o o 25x25 150 29 5.0 4.0 ZR(THDOS-EG
Q ’ ' ZR(T)HDO5-MG
3232R/L04-45 o | o 32x32 170 36
2020R/L04-45 20%20 125 24
ZR(T)KD0B-EG
25%25 150 29 6.0 4.0
QXKD | 2525R/L04-45 | o | O x ZR(IKDOBMG
3232R/L04-45 o 32x32 170 36

@Aﬂ.s.




@ External grooving tools for difficult machining

[Pering & Creeving = Scanekrs 6 gelb

Utensili per scanalature per lavorazioni difficili (esterne)

R type
Versione destra

=

Stock Dimension (mm) Inserts Screw Wrench
- Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
pe
e RIL| W6 | L | s | W lam| gh r (
QEFS 2525R/L12-3N o o 25x25 150 25.3 8] 12 ZIGQ3N-NM
3232R/L22-3N o | o | 32x32 170 | 323 3 22 ZIMF304N-NM
QEGS 2525R/L12-4N o o 25x25 150 25.3 4 12 ZIGQ4N-NM
3232R/L22-4N o | o | 32x32 | 170 | 323 4 22 ZIMF406N-NM
GB70-85-M6x20 | WHS50L
QEHS 2525R/L12-5N o o 25%25 150 254 5 12 ZIGQ5N-NM
3232R/L22-5N o | o | 32x32 | 170 | 324 5 22 ZIMF506N-NM
QEKS 2525R/L12-6N o o 25x25 150 25.4 6 12 ZIGQBN-NM
3232R/L22-6N o | o | 32x32 170 | 324 6 22 ZIMF608N-NM

@[Aﬂ.s.
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General Turning
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[Parriing & @reeving = ScamakEnrm e gelo

@ Blade for external parting - Lame per lavorazione esterna

=i} Py

Dimension (mm) Inserts Wrench
Dimensioni Inserti Chiave
Type Stock
Tipo Magaz-
Zino L H h B w @D max r
QEES26N [ ) 110 26 19 2 25 60 ZPES02502-MG
QEFS26N ° 110 26 19 2.4 3 60 ZPFS0302-MG
QEGS26N ° 110 26 19 3.2 4 70 ZPGS0402-MG
QEHS26N ° 110 26 19 4 5 70 ZPHS0503-MG
QEKS26N ° 110 26 19 5 6 70 ZPKS0604-MG
W50RL
QEES32N [ ) 150 32 24.6 2 25 100 ZPES02502-MG
QEFS32N [ ) 150 32 24.6 24 3 100 ZPFS0302-MG
QEGS32N ) 150 32 246 3.2 4 120 ZPGS0402-MG
QEHS32N [ ) 150 32 24.6 4 5 120 ZPHS0503-MG
QEKS32N ° 150 32 24.6 5 6 120 ZPKS0604-MG

@ Holder for external parting - Portautensile per tornitura esterna

H 1

H ;[ hz
hi ‘
L N\
B1
Dimension (mm) Clamp Screw Wrench
Dimensioni Morsetto Bullone di fissaggio Chiave
Type Stock
Tipo Magaz-
AL H i ha B B1 & e
QZS2026 [ 86 20 10 46.6 19 38 QzC26
QZS2526 [ 86 25 5 46.6 23 42 QzZC26
QZS3226 o 86 32 3 51.6 30 48 QZC26
GB70-85-M6x20 WH50L
QZS2032 [ 110 20 13 50 19 38 QzC32
QZS2532 (] 110 25 8 50 23 42 QZC32
QZS3232 [ 110 32 5 54 30 48 QZzC32

Aora

@Aﬂ.s.




[Pering & Creeving = Scanekrs 6 gelb

B Axial grooving and turning tools - Utensile per scanalatura assiale e tornitura

S
: Y

[

A

L type @D= Range of entering
Versione sinistra @D= Area
Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
i = - o
s R|L|HB | L | s | W  am| ' V4 C ( o
(min-max) e, £ o
E =
2020R/L7-48H o o 20x20 150 21 3 7 48-66 |2 %
2020R/L10-48H | o | o | 20x20 | 150 21 3 10 48-66 © g
=
2525R/L10-48H | @ | e | 25x25 | 150 26 3 10 48-66 % =
o
2525R/L17-48H | @ | e | 25x25 | 150 26 3 17 48-66 [ON =
2020R/L7-60H @ o | o | 20x20 | 150 21 3 7 60-80
D o
2020R/L10-60H | o | o | 20x20 | 150 21 3 10 60-80 % °
)}
2525R/IL10-60H | ® | e | 25x25 | 150 | 26 | 3 | 10 | 60-80 S o
[~
©
2525R/L17-60H ° [ 25x25 150 26 3 17 60-80 o 5
QFFD ZTFD0303-MG B =
2020R/L7-74H o o 20x20 150 21 3 7 74-110 E} ©
= C
2020R/L10-74H | © | o | 20x20 | 150 21 3 10 74-110 E S
2525R/L10-74H | @ | @ | 25x25 | 150 26 3 10 74-110 a o
2525R/L17-74H | @ | @ | 25x25 | 150 26 3 17 74-110
2020R/L7-100H | o | o | 20x20 | 150 21 3 7 100-150
2020R/L10-100H | © | o | 20x20 | 150 21 3 10 | 100-150
2525R/L10-100H | e | e | 25x25 | 150 26 8 10 | 100-150
2525R/L17-100H | o ° 25x25 150 26 3 17 100-150
GB70-85-M6x20 WH50L
2020R/L10-52H o o 20x20 150 21 4 10 52-72
2525R/L13-52H | @ | @ | 25x25 | 150 26 4 13 52-72
2020R/L15-52H | o | o | 20x20 | 150 21 4 15 52-72
2525R/L22-52H | @ | @ | 25x25 | 150 26 4 22 52-72
2020R/L10-64H | o | O | 20x20 | 150 21 4 10 | 64-100
2525R/L13-64H | @ | @ | 25x25 | 150 26 4 13 | 64-100
2020R/L15-64H o o 20x20 150 21 4 15 64-100
2525R/L22-64H ° ) 25x25 150 26 4 22 64-100
QFGD ZTGD0404-MG
2020R/L10-90H | o | O | 20x20 | 150 21 4 10 90-140
2525R/L13-90H | @ | @ | 25x25 | 150 26 4 13 90-140
2020R/L15-90H | o | O | 20x20 | 150 21 4 15 90-140
2525R/L22-90H | @ | ® | 25x25 | 150 26 4 22 90-140
2020R/L10-130H | © | o | 20x20 | 150 21 4 10 | 130-230
2525R/L13-130H | @ [ 25x25 150 26 4 13 130-230
2020R/L15-130H | © o 20x20 150 21 4 15 130-230
2525R/L22-130H | @ | ® | 25x25 | 150 26 4 22 | 130-230
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General Turning

Parting & Grooving

[Parriing & @reeving = ScamakEnrm e gelo

@ Axial grooving and turning tools - Utensile per scanalatura assiale e tornitura

@D= Range of entering

A

L type
Versione sinistra D= Area
Stock Dimension (mm) Inserts Screw | Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio | Chiave
o Type
© Ipo &
‘(]_,) P R L HxB L S W armax ﬂ o « (
c (min-max) e,
[@)
(o2 2525R/L13-58H [ [ ) 25x25 150 26 5 13 58-96
©
§ 2525R/L22-58H [ ) [ ) 25x25 150 26 5 22 58-96
g 2525R/L13-86H ° ° 25x25 150 26 5 13 86-140
= 2525R/L22-86H ° ] 25%25 150 26 5 22 86-140
QFHD ZTHD0504-MG
® 2525R/L13-130H | e o 25x25 150 26 5 13 130-200 GB70-85-M6x20 WH50L
g 2525R/L22-130H | e ° 25x25 150 26 5 22 130-200
g 2525R/L13-185H | e o 25x25 150 26 5 13 185-400
§ 2525R/L22-185H | e ° 25x25 150 26 5 22 185-400
©
§ QFHS | 2525R/L30-185H | e ° 25x25 150 26 5 30 185-400 | ZTHS0504-MG
8 2525R/L13-60H [ ) ° 25x25 150 26 6 13 60-100
(2]
2525R/L22-60H ° ] 25%25 150 26 6 22 60-100
2525R/L13-88H | O | ® | 25x25 | 150 | 26 6 13 | 88-180 | ZTKD0G08-MG
QFKD |-
2525R/L22-88H | @ | e | 25x25 | 150 | 26 6 22 | 88-180 | ZRKDO6-MG | GB70-85-M6x20 | WHS0L
2525R/L13-160H | o [ ] 25x25 150 26 6 13 160-400
2525R/L22-160H | o ° 25x25 150 26 6 22 160-400
QFKS | 2525R/L30-160H | e ° 25x25 150 26 6 30 160-400 | ZTKS0608-MG
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[Pering & Creeving = Scanekg 6 gelb

@ Axial grooving and turning tools - Utensile per scanalatura assiale e tornitura

R type

@D= Range of entering

Versione destra @D= Area
Stock Dimension (mm) Inserts Wrench
e Magazzino Dimensioni Inserti Bullone di fissaggio|  Chiave
Tipo RIL|HB | L | s | W am 2P / ( (
(min-max) ¢
2020RR7-48H o o 20x20 150 21 3 7 48-66
2020RR10-48H o [e] 20x20 150 21 3 10 48-66
2525RR10-48H o [e] 25x25 150 26 3 10 48-66
2525RR17-48H o [e} 25x25 150 26 3 17 48-66
2020RR7-60H ) © 20%x20 150 21 3 7 60-80
" 2020RR10-60H | o | o | 20x20 | 150 | 21 | 3 | 10 | 60-80
2525RR10-60H © o 25x25 150 26 3 10 60-80
2525RR17-60H o o 25x25 150 26 3 17 60-80
QFFD ZTFDO0303-MG
2020RR7-74H o © 20x20 150 21 3 7 74-110
2020RR10-74H o o 20x20 150 21 3 10 74-110
2525RR10-74H 0] [e] 25x25 150 26 3 10 74-110
2525RR17-74H ) o 25x25 150 26 3 17 74-110
2020RR7-100H o o 20x20 150 21 3 7 100-150
2020RR10-100H ] o 20x20 150 ‘‘‘‘‘‘ 21 ‘‘‘‘‘‘ 3 vvvvv 10 100-150
2525RR10-100H o o 25x25 150 26 5 10 100-150
2525RR17-100H o o 25x25 150 26 3 17 100-150
GB70-85-M6x20 WH50L
2020RR10-52H o [e] 20x20 150 21 4 10 52-72
2020RR15-52H o o 20x%20 150 26 4 15 52-72
2525RR13-52H ) o 25x25 150 21 4 13 52-72
2525RR22-52H o) o 25x25 150 26 4 22 52-72
2020RR10-64H o o 20%20 150 21 4 10 64-100
2020RR15-64H ¢} o 20x20 150 26 4 15 64-100
2525RR13-64H o o 25x25 150 21 4 13 64-100
2525RR22-64H o o 25x25 150 26 4 22 64-100
QFGD ZTGD0404-MG
2020RR10-90H o o 20x20 150 21 4 10 90-140
2020RR15-90H o O | 20x20 | 150 26 4 15 90-140
2525RR13-90H [¢) o 25x25 150 21 4 13 90-140
2525RR22-90H o o 25x25 150 26 4 22 90-140
2020RR10-130H ) o 20x%20 150 21 4 10 130-230
2020RR15-130H e} [e] 20x20 150 26 4 15 130-230
2525RR13-130H o o 25x25 150 21 4 13 130-230
2525RR22-130H o [e] 25x25 150 26 4 22 130-230
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General Turning

Parting & Grooving
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[Pering & Creeving = SceRelEim 6 gelb

@ Axial grooving and turning tools - Utensile per scanalatura assiale e tornitura

sz |

- P
R type @D= Range of entering
Versione destra @D= Area
Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave

Type

po R|L|HB | L |s | w lamx| 2P / r (
(min-max)

2525RR13-58H
2525RR22-58H
2525RR13-86H
2525RR22-86H
2525RR13-130H

2525RR22-130H

25x25 150 26 13 58-96

25x25 150 26 22 58-96

25x25 150 26 13 86-140
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General Turning

25%25 150 26 22 86-140
ZTHDO0504-MG

13 130-200 GB70-85-M6x20 WHS50L

QFHD
25x25 | 150 | 26

25%25 150 26 22 130-200

2525RR13-185H
2525RR22-185H
QFHS | 2525RR30-185H
2525RR13-60H
2525RR22-60H

25%25 150 26 13 185-400

25x25 150 26 22 185-400

25x25 150 26 185-400 | ZTHS0504-MG

25x25 150 26 13 60-100

Parting & Grooving
Scanalatura e gole

25x25 150 26 22 60-100

2525RR13-88H 25%25 | 150 | 26 13 | 88180 | 7TKD0G08-MG

22 88-180 ZRKDO6-MG | GB70-85-M6x20 | WHS50L

QFKD

2525RR22-88H 25x25 | 150 26

2525RR13-160H 25x25 150 26 13 160-400

2525RR22-160H
QFKS | 2525RR30-160H

25x25 150 26 22 160-400

0O|l0i0O!0O:0:0:!0|0|0O:!0C: ®:0:0:0:@®@:0
0O|0:0:0:i0:i0:{0|0O0|0i0:0:0:i0:0:0:0

oloioioo ool aalaliala;la; gl
w
S

25x25 150 26 30 160-400 | ZTKS0608-MG

@AfI.S.



[Pering & Creeving = Scanekg 6 gelb

@ Axial grooving and turning tools - Utensile per scanalatura assiale e tornitura

AL

L type @D= Range of entering
Versione destra @D= Area
Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
Type . .
po R|L|HB| L | S | W lamx 2 / o (
(min-max)
2020LL7-48H [¢] [e) 20x20 150 21 3 vA 48-66
2020LL10-48H o o 20x20 150 21 3 10 48-66
2525LL10-48H o o 25x25 150 26 3 10 48-66
2525LL17-48H o o 25x25 150 26 3 17 48-66
2020LL7-60H e} o 20%x20 150 21 3 7 60-80
2020LL10-60H e} [e} 20%x20 150 21 3 10 60-80
2525L1.10-60H o o 25x25 150 26 3 10 60-80
2525LL17-60H o o 25x25 150 26 3 17 60-80
QFFD ZTFD0303-MG
2020LL7-74H © o 20x20 150 21 3 7 74-110
2020LL10-74H o o 20x20 150 21 3 10 74-110
2525LL10-74H o o 25x25 150 26 3 10 74-110
2525LL17-74H o o 25x25 150 26 3 17 74-110
2020LL7-100H o o 20%20 150 21 3 7 100-150
2020LL10-100H | © o 20%20 150 21 3 10 100-150
2525L1.10-100H o o 25x25 150 26 3 10 100-150
2525LL17-100H o © 25x25 150 26 3 17 100-150
GB70-85-M6x20 WH50L
2020LL10-52H o o 20x20 150 21 4 10 52-72
2020LL15-52H o o 20x20 150 26 4 15 52-72
2525LL13-52H o o 25x25 150 21 4 13 52-72
2525L1L22-52H e} o 25x25 150 26 4 22 52-72
2020LL10-64H o o 20%20 150 21 4 10 64-100
2020LL15-64H o o 20x20 150 26 4 15 64-100
25251 113-64H o [e] 25x25 150 21 4 13 64-100
25251 122-64H [¢] o 25x25 150 26 4 22 64-100
QFGD ZTGD0404-MG
2020LL10-90H o o 20%x20 150 21 4 10 90-140
2020LL15-90H o o 20%x20 150 26 4 15 90-140
2525LL13-90H o o 25x25 150 21 4 13 90-140
25251 122-90H o o 25x25 150 26 4 22 90-140
2020LL10-130H | o o 20%x20 150 21 4 10 130-230
2020LL15-130H o o 20x20 150 26 4 15 130-230
2525LL13-130H o o 25x25 150 21 4 13 130-230
2525LL22-130H o o 25x25 150 26 4 22 130-230
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General Turning

Parting & Grooving
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Scanalatura e gole

[Palfiing & @reeving

L type

LEScanalaturalelgolel

@D= Range of entering

@ Axial grooving and turning tools - Utensile per scanalatura assiale e tornitura

AL

Versione sinistra @D= Area
agaraho D o™ 5 | | S
Type
Tipo R|L|[HB| L | s | w|am 2° Ly v (
(min-max)
2525LL13-58H | o | o | 25x25 | 150 | 26 5 13 58-96
2525L1L22-58H | o | o | 25x25 | 150 | 26 5 22 58-96
2525LL13-86H | o | o | 25x25 | 150 | 26 5 13 | 86-140
2525LL22-86H | o | o | 25x25 | 150 | 26 5 22 | 86-140
QFHD ZTHDO0504-MG
2525LL13-130H | o | o | 25x25 | 150 | 26 5 13 | 130-200 GB70-85-M6x20 | WH50L
2525LL22-130H | o | o | 25x25 | 150 | 26 5 22 | 130-200
2525LL13-185H | o | o | 25x25 | 150 | 26 5 13 | 185-400
2525LL22-185H | o | o | 25%25 | 150 | 26 5 22 | 185-400
QFHS | 2525LL30-185H | o | O | 25x25 | 150 | 26 5 30 | 185-400 | ZTHS0504-MG
2525LL13-60H | o | o | 25x25 | 150 | 26 6 13 | 60-100
2525LL22-60H | o | o | 25x25 | 150 | 26 6 22 | 60-100
2525LL13-88H | o | o | 25x25 | 150 | 26 6 13 | 88180 | ZTKDOG08-MG
QFKD 2525L122-88H | o | O | 25x25 | 150 26 6 22 88-180 ZRKDO6-MG | GB70-85-M6x20 | WH50L
2525LL13-160H | o | o | 25x25 | 150 | 26 6 13 | 160-400
2525LL22-160H | 0 | o | 25%25 | 150 | 26 6 22 | 160-400
QFKS | 2525LL30-160H | o | O | 25x25 | 150 | 26 6 30 | 160-400 | ZTKS0608-MG

@Aﬂ.s.



[Pering & Creeving = Scanekg 6 gelb

@ L type tools for Axial grooving and turning - Utensile tipo L per scanalatura assiale e tornitura

R type

Versione destra

@D= Area

@D= Range of entering

Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
Type &
e RIL|HB| L | S | W am| 2P <,// o (
(min-max)
2020R/L7-48L e} O | 20%x20 150 285 3 7 48-66
2020R/L10-48L | O o | 20%20 150 315 3 10 48-66
7;;’;25RIL1 0-48L o ] 25x25 150 36.5 3 10 48-66
2525R/L17-48L | O O | 25%x25 150 435 ........ 3 .......... 1 7 ........ 4866 vvvvv
2020R/L7-60L o (e} 20x20 150 28.5 3 " 60-80
2020R/L10-60L ) (e} 20x20 150 315 3 10 60-80
2525R/L10-60L ° o 25x25 150 36.5 3 10 60-80
2525R/L17-60L o [e] 25x25 150 435 3 17 60-80
QFFD ZTFD0303-MG
2020R/L7-74L e} o | 20%x20 150 285 3 7 74-110
2020R/L10-74L | o o | 20%20 150 315 3 10 74-110
2525R/L10-74L o o 25x25 150 36.5 3 10 74-110
2525R/L17-74L o o 25x25 150 435 3 17 74-110
2020R/L7-100L o o 20x20 150 28.5 3 7 100-150
2020R/L10-100L | © o 20x20 150 315 3 10 100-150
2525R/L10-100L | O (e} 25x25 150 36.5 3 10 100-150
2525R/L17-100L | o [e] 25x25 150 435 3 17 100-150
GB70-85-M6x20 WH50L
2020R/L10-52L | © o | 20%20 150 315 4 10 52-72
2525R/L13-52L | O O | 25%25 150 39.5 4 13 52-72
2020R/L15-52L o o 20x20 150 36.5 4 15 52-72
2525R/L22-52L o e} 25x25 150 48.5 4 22 52-72
2020R/L10-64L o o 20x20 150 315 4 10 64-100
2525R/L13-64L o o 25x25 150 39.5 4 13 64-100
2020R/L15-64L o o 20%20 150 36.5 4 15 64-100
2525R/L22-64L | O O | 25%x25 150 48.5 4 22 64-100
QFGD ZTGD0404-MG
2020R/L10-90L | o O | 20%x20 150 315 4 10 90-140
2525R/L13-90L o o 25x25 150 39.5 4 13 90-140
2020R/L15-90L o ¢} 20x20 150 36.5 4 15 90-140
2525R/L22-90L o o 25x25 150 48.5 4 22 90-140
2020R/L10-130L | @ e} 20x20 150 315 4 10 130-230
2525R/L13-130L | O o 25x25 150 39.5 4 13 130-230
2020R/L15-130L | O O | 20%x20 150 36.5 4 15 130-230
2525R/L22-130L | e O | 25%x25 150 48.5 4 22 130-230
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General Turning

Parting & Grooving

Tornitura generale

Scanalatura e gole

@ L type tools for Axial grooving and turning - Utensile tipo L per scanalatura assiale e tornitura

[Pariing & Creeving

R type

LEScanalaturalelgolel

D= Range of entering

Versione destra @D= Area
Stock Dimension (mm) Inserts Screw Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
Type -
Tipo RIL|mwB | L | s | W am 2P y v (
(min-max)
2525R/L13-58L [e) o 25x25 150 39.5 5 15 58-96
2525R/L22-58L o o 25x25 150 48.5 5 22 58-96
2525R/L13-86L [ ) o 25x25 150 39.5 5 13 86-140
2525R/L22-86L o O | 25x25 | 150 | 485 5) 22 86-140
QFHD ZTHD0504-MG
2525R/L13-130L | O O | 25x25 | 150 | 395 5 13 130-200 GB70-85-M6x20 WH50L
2525R/L22-130L o o 25x25 150 48.5 5 22 130-200
2525R/L13-185L o o 25x25 150 39.5 5 13 185-400
2525R/L22-185L o o 25x25 150 48.5 5 22 185-400
QFHS | 2525R/IL30-185L | 0 | o | 25x25 | 150 | 56.5 5 30 | 185-400 | ZTHS0504-MG
2525R/L13-60L o o 25x25 150 39.5 6 13 60-100
2525R/L22-60L o [ ) 25x25 150 48.5 6 22 60-100
QFKD ZTKD0608-MG | GB70-85-M6x20 WH50L
2525R/L13-88L o O | 25x25 | 150 | 395 6 13 88-180
2525R/L22-88L o O | 25x25 | 150 | 485 6 22 88-180

@Aﬂ.s.




@ Internal grooving and turning tools - Utensili per scanalatura e tornitura (interni)

R type

Versione destra

[Pering & Creeving = Scanekg 6 gelb

Stock

Dimension (mm) Inserts Wrench
Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
Type -
Tipo R|L| ed | L S | W | arma | @Dmin / v (
€
C20Q-QEDR/L05-27 ] [ ] 20 180 15.2 2.5 5 27 GB70-85-M4x12 WH30L
ZTEDO2*
C25R-QEDR/L07-33 | e ° 25 200 20.3 25 7 33 GB70-85-M5x16
ZREDO025* WH40L
C32S-QEDR/L09-42 ° ° 32 250 253 25 9 42 GB70-85-M5%x20
C20Q-QFDR/L05-27 ] ] 20 0 15.2 3 5 27 GB70-85-M4x12 WH30L
C25R-QFDR/L07-33 ] [ ] 25 200 20.3 3 7 33 ZTFDO3 GB70-85-M5x16
ZRFDO03* WH40L
C32S-QFDR/L09-42 ° ° 32 250 25.3 3 9 42 GB70-85-M5x20
C25R-QGDR/L08-35 | e ° 25 200 215 4 8 35 GB70-85-M5x16 WH40L
ZTGD04*
C32S-QGDR/L11-44 o [ ] 32 250 275 4 " 44 bl GB70-85-M6x20
ZRGD04* WH50L
C40T-QGDR/L13-54 ° ] 40 300 33.5 4 13 5 GB70-85-M6x20
C25R-QHDR/L08-35 | e o 25 200 215 5 8 35 GB70-85-M5x16 WH40L
ZTHDO5*
C32S-QHDR/L11-44 | e ° 32 250 275 5 11 44 GB70-85-M6x20
ZRHDO5* WH50L
C40T-QHDR/L13-54 ] o 40 300 33.5 5 13 54 GB70-85-M6x20
C25R-QKDR/L08-35 o [ 25 200 215 6 8 35 GB70-85-M5x16 WH40L
ZTKDO06*
C32S-QKDR/L11-44 ] [ ] 32 250 275 6 1" 44 GB70-85-M6%20
ZRKDO06* WH50L
C40T-QKDR/L13-54 ° [} 40 300 335 6 13 54 GB70-85-M6x20

@ Profiling and turning tools for Al - Utensili per contornatura e

scanalatura di Al. (interna)

R type

Versione destra

Y« Y w—

s
L1

Stock Dimension (mm) Inserts Screw Wrench
T Magazzino Dimensioni Inserti Bullone di fissaggio Chiave
ype
A -
Tipo R| L 000 od S L1 L2 G’ r (
C40X-QLDR/L65-15A o o 160 40 21 320 65 ZRLDO8-LH
C40X-QLDR/L80-15A | o o 160 40 21 320 80 ZRLDO08-LH
GB70-85-M6x20 WH50L
C40X-QKDR/L60-15A o [¢] 160 40 20 320 60 ZRKDO06-LH
C40X-QKDR/L75-15A ° o 160 40 20 320 75 ZRKDO06-LH
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QC series tools holder code key / Serie QC Classificazione per portautensile

Direction
Direzione di taglio

right / Destra code
L left/ Sinistra 16
20
25

e External grooving / Scanalature / Gole (esterna)

Height
Altezza (mm)

height /Altezza

Width range of insert
Area larghezza scanalatura
. 0.558<1.8(QC16***)

16 1.0s8<2.3(QC22***)

1.858<3.0(QC16***)
2.3<8<3.3(QC22"*)

3.3<S<4.8

20
25

25

35
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General Turning

Dimension

Dimensioni (mm)

Parting & Grooving
Scanalatura e gole

Mode of toolholder

Versione

Length of tool holder

code mode Lunghezza del portautensile (mm)
S steel Acciaio code length / Lung
cemented carbide H 100
Cc toolholder /
Portautensile carburo cementato K 125
steel toolholder M 150

and internal coolant /
Stelo in carburo cementa-
to con refrigerante interno

Diameter of toolholder
Diametro del

Series
Serie

portautensile

20 20
25

Length of tool holder
Lunghezza del portautensile (mm)

Cutting edge

length

code length /Lunghezza gic
Lunghezza (mm)
K 125 )
del tagliente
M 150
6.35
9.525
12.70

Cutting edge

Lunghezza del (mm) Direzione di taglio
tagliente R right / Destra
6.35 L left/ Sinistra
16 9.525
22 12.70

Minimum diameter for
machining
Lavorazione minimo

Width range of insert
Area larghezza scanalatura

15 0.58<1.8 gCrG"“

QC11***

0.558<1.8 d
25 QC16 20 20

2.358<3.3 (QC22**)
25 25
35 3.3s8<4.8

35 35



[Pering & Creeving = Scanekg 6 gelb

m External grooving / Scanalature / Gole (esterna)

Right hand style
Versione destra

e |
L L 1

| S |

=

Stock Dimension (mm) Inserts Screw Wrench
i Dimensioni Width Inserto Bullone di fissaggio| ~ Chiave
-.ll-}i'gg Larghezza
RIL| H B | s e L (mm) q v &
GQCR/L | 1616K16-15 | o | ® 16 16 21 125
2020K16-15 | o | @ 20 20 25 125 0.5-1.80 QC16R/L 050~180
2525M16-15 (e | @ 25 25 30 150
160M3.5x10 | WT15IP
1616K16-25 (o | @ 16 16 21 125
2020K16-25 | o | @ 20 20 25 125 1.8-3.0 QC16R/L 180~300
2525M16-25 (e | ® 25 25 30 e e 150
2020K22-15 (@ | ® | 20 20 25 ' 125
1.0-2.3 QC22R/L 100~230
2525M22-15 (e | @ 25 25 30 150
2020K22-25 (e | @ 20 20 25 125
2.3-3.3 QC22R/L 230~330 | 160M5x13 WT20IP
2525M22-25 (e | @ 25 25 30 150
2020K22-35 | e | @ 20 20 25 125
3.3-48 QC22R/L 330~480
2525M22-35 (e | @ 25 25 30 150

= Internal grooving / Scanalature e gole (interna)

Right hand style
Versione destra

Stock Dimension (mm) Inserts Screw Wrench
i Dimensioni Width Inserto Bullone di fissaggio| ~ Chiave
-%Ig g Larghezza
R|L|@Dmin| od | s | e L | (mm) # %
S20K-QC1115R/L 16 o0 16 20 11.1 40 125 0.5-1.80 QC11R/L 050~180
S20K-QC1125R/L 16 o | o 16 20 11.1 40 125 1.8-3.0 QC11R/L180~300
160M2.5x6.5 | WTO7IP
S$16H-QC1115R/L 20 L N ] 21 16 1.5 12 100 0.5-1.80 QC11R/L 050~180
S16H-QC1125R/L 20 o0 21 16 11.5 12 100 1.8-3.0 QC11R/L180~300
S20M-QC1615R/L 25 o|e 12.5 0.5-1.80 QC16R/L050~180
26 20 160M3.5x10 WT15IP
S20M-QC1625R/L 25 o0 12.5 15 1.8-3.0 QC16R/L180~300
S$25M-QC2215RI/L 35 L N ] 18.2 150 1.0-2.3 QC22R/L100~230
S$25M-QC2225R/L 35 o0 35 25 18.2 20 2.3-3.3 QC22R/L230~330 160M5x13 WT20IP
S$25M-QC2235R/L 35 o | O 18.2 20 3.3-4.8 QC22R/L 330~480
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Scanalatura e gole

Application Informationkllnformazionildifutilizzo

Center height controlling of parting and grooving tools

Impostazione dell‘altezza del tagliente per scanalature e gole

e No matter what kind of parting and grooving cutting tools you choose, you should
keep 90° between the insert and the center line of the work-piece material to get perfect
machined surface, and to reduce liberation during machining.

e Montare il portautensile in maniera tale che si trovi a 90° rispetto all'asse centrale del
pez;”o. In questo modo si ottiene una migliore qualita della superficie e si riduce il rischio di
oscillazioni.

e Height tolerance between the cutting edge of an insert and the center of work piece should
be kept + 0.1mm, especially for the parting of rods and grooving of materials with a small
diameter. You achieve a longer tool lifetime and reduce cutting resistance and burrs.

e Si prega di montare il portautensile in modo tale che durante la realizzazione di
scanalature e gole I'area di tolleranza sia nell'intervallo di + 0,1 mm rispetto all'asse centrale,
in particolare per pezzi con diametri piccoli. In questo modo si ottiene una maggiore durata,

si riducono le forze di taglio e la formazione di bave.

Parting - Asportazione

o Areduction of the feedrate by 30% is preferred when the inserts approach the centre of
workpiece, prolonging the life-time of the inserts.

e Una riduzione della velocita di avanzamento del 30% in avvicinamento alla lama all'asse
centrale del pezzo prolunga la durata dell'inserto.

e A tool holder overhang with as little as possible to insure good stability.

e Selezionare il portautensile con la sporgenza piti piccola possibile per evitare vibrazioni e la
deformazione dell'utensile.

External grooving, turning and profile turning
Tornitura longitudinale, contornatura

e Cutting sequences: As the cutting depth is bigger than 0.5mm, radial cutting (biggest
cutting depth 0.75 x edge width of insert) radial backing 0.1mm axial feed oblique back
axial cutting radial cutting to the depth require.

e Sequenza di lavorazione 0,5mm: Avanzamento radiale alla profondita richiesta di taglio (circa
max. 0.75 x larghezza inserto), tornare indietro radialmente di 0.1 mm, tornitura longitudinale
sulla spalla opposta, tornare indietro diagonalmente di 0.5mm verso I'esterno fino al punto di
partenza, avanzamento radiale alla profondita richiesta di taglio, ecc.

e When cutting bottom border or chamfering, do what the sketch show, reducing liberation by
the friction of cutting tools with chippings.

o Durante la tornitura del fondo della scanalatura o dello smusso, seguire i passaggi adiacenti
Questo riduce la flessione dell'utensile ed impedisce la scheggiatura del tagliente.

Surface grooving and turning - Scanalatura assiale

Roughing - Sgrossatura
e Infeed from largest @ inwards insert offset slightly from inner side of groove when

retracting as shown in sketch (1).
o Lavorazione dal @ piu grande verso I'asse. Durante il ritorno dell'utensile si raccomanda I T

di piegarlo leggermente.

) 2 0
Flute turning - Scanalature interne ! (1)
o Depth of axial turning less than 0.75 x S (Width of insert)
width > depth of breaker, suggest to do as shown in sketch (2)
depth > width of breaker, suggest to cut with a lot breaker. ®
o Profondita di taglio per avanzamento assiale inferiore a 0,75 x S (larghezza dell'inserto ‘—T
Quando la Iarghegza Fc;ella camera € maggiore della profondita, seg(uirg i passaggi ) \ e [@)) o

indicati. Quando la profondita della camera & maggiore della larghezza, si consiglia in "
ogni passaggio |'asportazione del @ richiesto (2).

Finishing - Finitura
e Finish machining external @ and bottom firstly, then machining the internal @ to the size \

regired as shown in sketch (3).

i
o Per la finitura, realizzare prima il @ esterno e il fondo. Infine realizzare il @ interno fino |
alla dimensione richiesta, disegno (3). (3)




Internal grooving - Lavorazione interna

e Follow the machining sequence as shown in the picture.

Good for chip flow, always feed along the direction of moving from the
deepest in the hole to outside.

e Sequenza di lavorazione come da figura. Per lavorazione di fori ciechi, & necessario
lavorare dell'interno verso I'esterno per garantire un migliore deflusso del truciolo.

Application - di

® Recommended cutting parameters - Parametri di taglio consigliati

eCco endaed reed ale e
Dime O erto elocita di avanzamento co gliata
Inserts width(mm) Parting Turning Profiling
Larghezza inserto Troncatura ura ornitura Contornatura
25 0.05—0.15 0.05—0.15 0.05—0.15 0.05—0.15
3 0.05—0.15 0.05—0.15 0.07—0.15 0.1—0.2
4 0.05—0.2 0.05—0.2 0.07—0.25 0.1—0.2
5 0.07—0.2 0.07—0.22 0.1—0.25 0.15—0.3
6 0.1—0.3 0.07—0.25 0.1—0.3 0.15—0.3
Workpiece Material Hardness *
> YBG302 | YBG202 | YBC151 | YBC251 Y 2| YC1 YC40
Materiale pezzo rezza (cidu © €y ©
Carbonsteel | o5 ipe170 | 120-260 | 150-280 | 140-280 | 150-280 130-280 | 110-260
Acciaio al carbonio
Low alloy steel
Acciaio basso 180<HB<275 | 80-175 | 110-200 | 100-240 | 110-200 90-200 | 70-175
legato
High alloy steel | 4a4 1 pe3p5 | 80-160 | 110-190 | 100-220 | 110-190 90-190 | 70-160
Acciaio alto legato
Caststeel 180<HB<250 | 75-140 | 100-170 | 80-160 | 100-170 80-170 | 60-140
Acciaio fuso
Ferrite
! 200<HB<300 | 70-170 | 100-200 100-200 80-200 | 60-170
M Martensite
Austenitic 180<HB=<300 | 80-200 | 110-220 110-220 90-220 | 70-200
Austenite
Malleable castiron | 450 <530 | 100200 | 130-220 90-160
Ghisa malleabile
Grey castiron | g0 1p<r50 | 90170 | 120-200 80-140
Ghisa grigia
Nodular castiron | g, \pcosy | g0-150 | 110-180 60-140
Ghisa sferoidale
Al alloy
Lega di alluminio 200-400
Heat resistant alloy
Leghe resistenti al <400 20-50 30-60
calore

The cutting parameters recommended are suitable for wet machining.

| parametri di taglio indicati sono consigliati per la lavorazione con liquido refrigerante.
Advice: internal machining and Axial machining, The cutting speed should be reduced by 30%-40%.
Nota: Per scanalatura interna e assile, &€ necessario ridurre la velocita di taglio del 30%-40%.
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Applications

Applicazioni

Cutline
Linea di taglio

fihreadingftoclsi@venviewiRanoramicalutensililperfilettatura

General information
Informazioni generali

Thread name

1SO metric thread

General pitch thread

General pitch thread

N filettat Full profile Partial profile Partial profile
ome Hettatura Profilo completo Profilo parziale Profilo parziale
Profile Profilo GM 60° 55°

Shape of insert
Dimensioni inserto

(length / Lunghezza: 11, 16, 22mm)

lllustration: external thread right
hand

Figuré: filettatura esterna
destrorsa

B

lllustration: external thread right
hand.

Figura: filettatura esterna
destrorsa

=

lllustration: external thread right
hand

Figuré: filettatura esterna
destrorsa

-

Toolholder
Portautensile

Pitch
Passo

Dimensions (mm)
Dimensioni (mm)
(HxWxL)
(DxLengthxMin.J)
(@*LunghezzaxMin.@)

Pitch/mm
Passo/mm
(pitch/Inch)

Pitch/mm
Passo/mm
(pitch/Inch)

Pitch/mm
Passo/mm
(pitch/Inch)

External thread
Filettatura esterna

16x16x100
20%20x125
25x25x150
32x25x170
32x32x170
40x40%250

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

Internal thread
Filettatura interna

16x125%12
16x150%16
16x150%20
20%150%25
20%x180%25
25x150%32
32x200x40
32x250%40
40x300%50
50%350%63

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)
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For aerospace and
General information aviation industries

gas and water

Industria
aerospaziale

Informazioni generali
Vapore, gas e

riscaldamento

jihreadingltooIsIOveniewtPancramicatutensili perifilettatura

Pipe thread for heater,

Filettatura tubi per:

For connecting
between pipe fitting
and coupling of gas

and water
Giunti e raccordi
per gas e acqua

For connecting
between pipe fitting
and coupling of gas

and water

Giunti e raccordi
per gas e acqua

American standard taper

American pipe

destrorsa destrorsa destrorsa

«.

-

. Unified thread British standard taper . i
Whitworth thread 3 i P pipe threads threads dry sealing
(American standard threads) piper threads Filettatura americana Americano
Filettatura o y . X Filettatura per tubi
UN 60 Filettatura per tubi BSPT per tubi tenuta a secco
w UN BSPT NPT NPTF
lllustration: external thread lllustration: external thread lllustration: external thread right lllustration: external thread right lllustration: external thread right
right hand. right hand. hand. hand. hand.
Figura: filettatura esterna Figura: filettatura esterna Figura: filettatura esterna Figura: filettatura esterna destrorsa | Figura: filettatura esterna destrorsa

™

Pitch/mm Pitch/mm Pitch/mm Pitch/mm Pitch/mm
Passo/mm Passo/mm Passo/mm Passo/mm Passo/mm
(pitch/Inch) (pitch/Inch) (pitch/Inch) (pitch/Inch) (pitch/Inch)

8~16 8~20 11~28 8~27 8~27
8~16 8~20 11~28 8~27 8~27

@AfI.S.




Applications
Applicazioni

Cutline
Linea di taglio

For food industry and

fire apparatus
Per l'industria
alimentare e

antincendio

{l
R=0.23851P

For aerospace
industry
Industria
aerospaziale

R=018042P

fihreadingftoclsi@venviewiRanoramicalutensililperfilettatura

For aerospace
industry
Industria
aerospaziale

R=018042P

Drive Screw
Trazione a vite

Thread name
Nome filettatura

30° conical threads
Conica Whitworth 30°
Filetto per tubi

Metric thread for
air space industry
Filetto metrico per

l'industria aerospaziale

American standard thread
for air industry
Americano
Filetto metrico per
l'industria aerospaziale

ISO trapezoidal 30° thread
Filetto ISO trapezoidale 30°

Profile  Profilo

R

MJ

UNJ

Tr

Shape of insert
Forma dell'inserto
Dimensioni inserto
( length / Lunghezza:

11,16, 22mm )
y

»‘A

lllustration: external thread right
hand

Figura: filettatura esterna
destrorsa

)

L

Illustration: external thread right
hand

Figura: filettatura esterna
destrorsa

A

lllustration: external thread right
hand

Figura: filettatura esterna
destrorsa

.
(€
L |

Illustration: external thread right
hand

Figura: filettatura esterna
destrorsa

“

Dimensions (mm

Dot . |
'm(e:s'\:’vm y F',D 'tCh/;“m Pitch/mm F',: 'tc'z;:‘nm Pitch/mm
(@xLengthxMin.@) ?Sf:/)l m?: Passo/mm ?Sill T Passo/mm
(@xLunghezzaxMin. @) (pitch/Inch) (pitch/Inch)
.| 16x16x100
85| 20x20x125
£8| 25x25x150
e 6~10 1.5~2.0 8~32 1.5~3.0
25| 32x25x170
% 32x32x170
“ 1 40x40x250
16x125x12
16x150x16
.| 16x150x20
$5| 20x150x25
E£E| 20x180%x25
= 6~10 — — 1.5~3.0
£3| 25x150x32
O
£8| 32x200x40
"1 32x250x40
40x300x50
50x350%63
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Drive Screw
Trazione a vite

jihreadingltooIsIOveniewtPancramicatutensili perifilettatura

For connecting between pipe fitting and coupling of oil and gas
Giunti e raccordi per gas e petrolio

ACME
American trapezoidal
29° thread
Filettatura americana
trapezoidale 29°

american ACME thread
with short depth
Filettatura americana ACME,
appiattita, con profondita di
filettatura ridotta

API 60° thread
Filettatura API 60°

API round threads
Filettatura tonda API

API Sawtooth threads
Filettatura americana a
dente di sega

AC

STAC

AP

RD

BUT

General Turning
Tornitura generale

Threading
Filettatura

Illustration: external thread right
hand.

Figura: filettatura esterna

destrorsa
I"d \‘)i
|

lllustration: external thread right
hand.

Figura: filettatura esterna
destrorsa

»

destre

lllustration: external thread right
hand.

ra: filettatura esterna
orsa

Ky
o

lllustration: external thread right
hand.

Figura: filettatura esterna
destrorsa

®
N Za

Illustration: external thread right
hand

Figuré: filettatura esterna
destrorsa

Pitch/mm Pitch/mm Pitch/mm Pitch/mm Pitch/mm
Passo/mm Passo/mm Passo/mm Passo/mm Passo/mm
(pitch/Inch) (pitch/Inch) (pitch/Inch) (pitch/Inch) (pitch/Inch)

8~16 8~16 4~5 8~10 5
8~16 8~16 4~5 8~10 5

@AfI.S.



[ Thin Type ]

Applications
Applicazioni

Cutline
Linea di taglio

General information
Informazioni generali

fihreadingftoclsi@venviewiRanoramicalutensililperfilettatura

General information

Informazioni generali

General information
Informazioni generali

Thread name
Nome filettatura

1SO metric (full profile)
1SO metrico (profilo-completo)

Partcial-Profile 60°
Profilo parziale 60°

Partcial-Profile 55°
Profilo parziale 55°

Profile / Profilo

GM

60

55

Shape of insert
Dimensioni inserto
(length/ Lunghezza: 16mm)

lllustration: external thread right

and.
Figura: filettatura esterna
destrorsa

lllustration: external thread right
hand.

Figura: filettatura esterna
destrorsa

lllustration: external thread right
hand.

Figura: filettatura esterna
destrorsa

Dimensions (mm)

A346

: Pitch | Dimensioni (mm) Pitch/mm Pitch/mm Pitch/mm
Tl Passo " () 3 Passo/mm Passo/mm Passo/mm
xLengthxMin. . it i
e (@xLunghezzaxMin.g) (pitch/Inch) (pitch/Inch) (pitch/Inch)
3 g 16x16x%100
2% 20%20x125
§ g 25%25%150 0.5~3.0 0.5~3.0(8~48) 0.5~3.0(8~48)
88 32x25x170
X0
YT 32x32x170
A346
o8 16x150%x20
82 20x180%25
58 25x150%32 0.5~3.0 0.5~3.0(8~48) 0.5~3.0(8~48)
gg 32x200%40
T 32x250%40
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( ThinType )

General information
Informazioni generali

fihreadingltoelsiOvenviewBRanoramicalutensilifperfilettatura

For aerospace and aviation

industries

Industria aerospaziale

and water
Filettatura tubi

per: Vapore, gas e
riscaldamento

For connecting between
Pipe thread for heater, gas pipe fitting and coupling of
gas and water

Giunti e raccordi per
gas e acqua

Whitworth
Filetto per tubi

UN Unified Conventional Thread
Americano UN 60°

BSPT Britain Standard
Taper Pipe Thread
Filetto di tubi per vapore, gas e
tubature d'acqua

NPT American Standard
Americano
filetto conico per tubi

w

UN

BSPT

NPT

Figura: filettatura esterna destrorsa

lllustration: external thread right hand.

lllustration: external thread right hand.
Figura: filettatura esterna destrorsa

lllustration: external thread right hand.
Figura: filettatura esterna destrorsa

lllustration: external thread right hand.
Figura: filettatura esterna destrorsa

Pitch/mm Pitch/mm Pitch/mm Pitch/mm
Passo/mm Passo/mm Passo/mm Passo/mm
(pitch/Inch) (pitch/Inch) (pitch/Inch) (pitch/Inch)

8~16 8~20 11~28 8~27
8~16 8~24 11~28 8~27

)
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Turning : Tonnitura

Threading inserts code key

Classificazione inserti per filettatura Thread profle
Profilo del filetto

GM 60 SO metric threads
Metrico 60°
60 General pitch threads partial profile 60°
Profilo parziale 60°
55 General pitch threads partial profile 55°
Profilo parziale 55°
w Whitworth threads
Filetto Whitworth per tubi
UN Unified Threads(American standard)
UN 60°
British standard taper pipe threads
BSPT
Filettatura per tubi BSPT
NPT American standard taper pipe threads
Filettatura americana per tubi
NPTF American pipe threads dry sealing
Filettatura per tubi tenuta a secco
R 30° conical threads
Filettatura conica Whitworth 30°
MJ Metric thread for air space industry
Filetto metrico per l'industria aerospaziale
American standard thread for air industry
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General Turning

o © UNJ Filetto americano per l'industria aerospaziale
£ 5 ISO trapezoidal 30° thread
T = TR . " 2
[ Filetto ISO trapezoidale 30
o E Type of machining AC American trapezoidal 29° thread
rE ir R 22 1C=6.35mm Tipo lavorazione Filettatura americana trapezoidale 29°
Right Hand / Destra STAC ﬁmerican ACME tgreq;ﬁ ,:vith short gggth
L apple
16 1C=9.525mm w External threading
L Filettatura esterna AP AP 60° thread
Loft Hand/ 4 11 ic=12.7mm | T Filettatura API 60°
eft Han inistra nternal threading
N Fiettatura interna RD API round threads
Filettatura tonda API

API Sawtooth threads

| : BUT Filettatura americana a dente di sega

Chip  breakers  are
indicated by P (P is
omitted when it is metric

Insert shape
Forma dell'inserto

Omni-tooth(Range of pitch

indicated in numbers) thread except "thin type”)
others Dente Omni (intervallo del P & stato omesso per
Altri passo indicato in numeri) filettatura metrica ad
mm TPI eccezione per il "tipo
T Y4 0.35-9.0 72-2 sottile"

A 0515 48-46
AG 0.5-3.0 48-8

G 1.75-3.0 14-8
01 One tooth per cutting edge / N 3550 7-5

1 dente Q 5560 4124

02 Two teeth per cutting edge /
2 denti




1ISO metric thread insert (full profile)
Uso generale (profilo completo)

1ISO 965-1980 DIN 13
GB-T 197-2003 Tolerances: 6g-6H
Tolleranza

@’Aﬂ.s.

S
(G - ,‘
R L
Type Dimension (mm) Grade
Tipo Dimensioni Grado

Right hand Left hand Pitch - Passo s aI.c o XAI201 XAI205
Versione destra Versione sinistra (T.P.i) R L R L
RT16.01W-1.00GM LT16.01W-1.00GM 1.00 3.97 9.525 44 [ [ ° °
RT16.01W-1.25GM LT16.01W-1.25GM 1.25 3.97 9.525 4.4 ] ° ) ]
RT16.01W-1.50GM LT16.01W-1.50GM 1.50 3.97 9.525 44 ° [} o °
RT16.01W-1.75GM LT16.01W-1.75GM 1.75 3.97 9.525 4.4 [ ] L] L[] L[]
RT16.01W-2.00GM LT16.01W-2.00GM 2.00 3.97 9.525 44 ° ° o o
= RT16.01W-2.50GM LT16.01W-2.50GM 2.50 3.97 9.525 44 ° . ° °
I3 & | RT16.01W-3.00GM LT16.01W-3.00GM 3.00 3.97 9.525 44 ° . ° °
afi RT22.01W-3.50GM LT22.01W-3.50GM 3.50 5.56 12.7 5.5 ° . ° °
RT22.01W-4.00GM LT22.01W-4.00GM 4.00 5.56 12.7 55 ° [ o °
RT22.01W-4.50GM LT22.01W-4.50GM 4.50 5.56 12.7 55 [ o o o
RT22.01W-5.00GM LT22.01W-5.00GM 5.00 5.56 12.7 5:5] ° ° o °
RT22.01W-5.50GM LT22.01W-5.50GM 5.50 5.56 12.7 55 ° o o o
RT22.01W-6.00GM LT22.01W-6.00GM 6.00 5.56 12.7 55 ° ° ° °

Tool holder / Cartuccia

R R
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ISO metric thread insert (full

Uso generale (profilo completo)

I1ISO 965-1980
GB-T 197-2003

DIN 13
Tolerances: 6g-6H
Tolleranza

S

: ‘i

' i "

L
Type Dimension (mm) Grade
Tipo Dimensioni Grado

Right hand Left hand - o - pd  [XAI201 | XAI205
Versione destra Versione sinistra (TPi) R L R L
RT11.01N-0.50GM LT11.01N-0.50GM 0.50 3.18 6.35 2.8 o o [} [}
RT11.01N-0.75GM LT11.01N-0.75GM 0.75 3.18 6.35 2.8 o © © [e}
RT11.01N-1.00GM LT11.01N-1.00GM 1.00 3.18 6.35 28 [ L[] ] ]
RT11.01N-1.25GM LT11.01N-1.25GM 1.25 3.18 6.35 2.8 ° ° o o
RT11.01N-1.50GM LT11.01N-1.50GM 1.50 3.18 6.35 2.8 ° ° ° [
RT11.01N-1.75GM LT11.01N-1.75GM 1.75 3.18 6.35 28 () [ o e}
RT11.01N-2.00GM LT11.01N-2.00GM 2.00 3.18 6.35 28 [ [ ° o
RT16.01N-0.50GM LT16.01N-0.50GM 0.50 3.97 9.525 4.4 ) ° o o
RT16.01N-0.75GM LT16.01N-0.75GM 0.75 3.97 9.525 44 ° ° o o
RT16.01N-1.00GM LT16.01N-1.00GM 1.00 3.97 9.525 4.4 ) ° ° o
‘_E“ g RT16.01N-1.25GM LT16.01N-1.25GM 1.25 3.97 9.525 44 ° ° [0) o
EE RT16.01N-1.50GM LT16.01N-1.50GM 1.50 3.97 9.525 4.4 ° ° ° [
RT16.01N-1.75GM LT16.01N-1.75GM 1.75 3.97 9.5625 44 [ [ e} e}
RT16.01N-2.00GM LT16.01N-2.00GM 2.00 3.97 9.525 4.4 [ [ ] ]
RT16.01N-2.50GM LT16.01N-2.50GM 25 3.97 9.525 44 [ l o o
RT16.01N-3.00GM LT16.01N-3.00GM 3.00 3.97 9.525 4.4 ° ° o o
RT22.01N-3.50GM LT22.01N-3.50GM 3.50 5.56 12.7 55 ° ° o o
RT22.01N-4.00GM LT22.01N-4.00GM 4.00 5.56 12.7 55 ] [ ] ] ]
RT22.01N-4.50GM LT22.01N-4.50GM 4.50 5.56 127 55 ° ° [¢) o
RT22.01N-5.00GM LT22.01N-5.00GM 5.00 5.56 127 55 ° ° ° )
RT22.01N-5.50GM LT22.01N-5.50GM 5.50 5.56 12.7 55 [ e} o o
RT22.01N-6.00GM LT22.01N-6.00GM 6.00 5.56 12.7 55 ° ) ] ]

Tool holder / Cartuccia
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General pitch thread insert (partical profile)
Uso generale (profilo parziale)

ae

*Inserts with chip-breakers
Inserti con rompitruciolo

Type Dimension (mm) Grade

Tipo Dimensioni Grado
Right hand Left hand Ifaltscsr:) s olC od @ XAI201 XAI205
Versione destra Versione sinistra (TPJ) R L R L
RT16.01W-A60 LT16.01W-A60 0.5-1.5(48-16) 397 | 9525 4.4 60° . . o o
RT16.01W-G60 LT16.01W-G60 1.75-3.0(14-8) 3.97 9.525 4.4 60° . . o o
o0 RT16.01W-G60P* LT16.01W-G60P* 1.75-3.0(14-8) 397 | 9525 4.4 60° o . o o
RT16.01W-AG60 LT16.01W-AG60 0.5-3.0(48-8) 397 | 9525 4.4 60° . . o o

_ RT22.01W-N60 - 3.5-5.0(7-5) 5.56 127 55 60° . 5 o
g2 " RT22.01W-N60P* LT22.01W-N60P* 3.5-5.0(7-5) 556 | 12.7 55 60° e |5
l‘% ﬁ RT16.01W-A55 LT16.01W-A55 0.5-1.5(48-16) 397 | 9525 44 55° o . ° o
RT16.01W-G55 LT16.01W-G55 1.75-3.0(14-8) 397 | 9525 44 55° . o o o
55° RT16.01W-G55P* LT16.01W-G55P* 1.75-3.0(14-8) 3.97 9.525 4.4 55° . . o o
RT16.01W-AG55 LT16.01W-AG55 0.5-3.0(48-8) 397 | 9525 4.4 55° . o o o
- LT22.01W-N55 3.5-5.0(7-5) 5.56 12.7 55 55° = o o o

RT22.01W-N55P* - 3.5-5.0(7-5) 5.56 12.7 55 55° i " o

*Inserts with chip-breakers

R L Inserti con rompitruciolo

Type Dimension (mm) Grade

ipo Dimensioni Grado
Right hand Left hand pasil Ay, | XA | XAl205
Versione destra Versione sinistra (TPi) . R L R L
RT16.01N-A60 LT16.01N-A60 0.5-1.5 (48-16) 397 | 9525 44 60° . . o °
RT16.01N-G60 LT16.01N-G60 1.75-3.0 397 | 9525 4.4 60° . ° ° °
00 RT16.01N-G60P* LT16.01N-G60P* 1.75-3.0 397 | 9525 4.4 60° o ° o °
RT16.01N-AG60 LT16.01N-AG60 0.5-3.0 (48-8) 397 | 9525 4.4 60° . . o o
RT22.01N-N60 LT22.01N-N60 3.5-5.0 (7-5) 5.56 12.7 5.5 60° o ° o °

Ee RT22.01N-N60P* . 3.55.0 (7-5) 556 | 127 | 55 60° | o | - | o
%’ E RT16.01N-A55 LT16.01N-A55 0.5-1.5(48-16) 397 | 9525 4.4 55° o o o °
- RT16.01N-G55 LT16.01N-G55 1.75-3.0(14-8) 397 | 9525 4.4 55° . ° o °
5 RT16.01N-G55P* LT16.01N-G55P* 1.75-3.0(14-8) 397 | 9525 4.4 55° . . o °
RT16.01N-AG55 LT16.01N-AG55 0.5-3.0(48-8) 397 | 9525 4.4 55° . . o °
RT22.01N-N55 LT22.01N-N55 3.5-5.0(7-5) 5.56 12.7 55 55° o o o o

RT22.01N-N55P* - 3.5-5.0(7-5) 5.56 12.7 5.5 55° o - o

Tool holder / Cartuccia
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ilhreading dUtensililperfilettatura

Whitworth thread inse

Filetto Whitworth per tubi

ISO 228-1:1982, DIN 259

, B.S.84:1956

Tolerance: Medium class A
Tolleranza: Classe A media

R=0.137P

R L
Type Dimension (mm) Grade
ipo Dimensioni Grado
v Right hg"dt v Left hand . lfaltggo & e - XAI201 | XAI205
ersione destra ersione sinistra (T.P.i) R L R L
RT16.01W-8W LT16.01W-8W 8 3.97 9.525 44 ° ° o) (o)
RT16.01W-9W LT16.01W-9W 9 3.97 9.525 44 ° ° o) o
) RT16.01W-10W LT16.01W-10W 10 3.97 9.525 4.4 [ ) e} (e}
cE
§ % RT16.01W-11W LT16.01W-11W 1 3.97 9.525 4.4 ) ) [} o
x
W RT16.01W-12W LT16.01W-12W 12 3.97 9.525 4.4 ° ° [o) (o)
RT16.01W-14W LT16.01W-14W 14 3.97 9.525 44 ° ° ° [¢)
RT16.01W-16W LT16.01W-16W 16 3.97 9.525 44 [ [ e} o
I |
) (T
51— - .
R L
Type Dimension (mm) Grade
Tipo Dimensioni Grado
Right hand Left hand e . e od XAI201 | XAI205
Versione destra Versione sinistra (TPJ) : R L R L
RT16.01N-8W LT16.01N-8W 8 3.97 9.525 4.4 ° ° o o
RT16.01N-9W LT16.01N-9W 9 3.97 9.525 4.4 ° ° ) o
5w RT16.01N-10W LT16.01N-10W 10 3.97 9.525 4.4 ° ° o o
QE, g RT16.01N-11W LT16.01N-11W 1" 3.97 9.525 4.4 ] [ [ ] o
=
== RT16.01N-12W LT16.01N-12W 12 3.97 9.525 44 ° ° o o
RT16.01N-14W LT16.01N-14W 14 3.97 9.525 4.4 o ° ° o
RT16.01N-16W LT16.01N-16W 16 3.97 9.525 4.4 ° ° o o

Tool holder / Utensile
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ASME B1.1-1989
Tolerances: 2A-2B

Tolleranza

R L
Type Dimension (mm) Grade
Tipo Dimensioni Grado
Right hand Left hand F',Da'tscsr"a s al.c o 200 07205
Versione destra Versione sinistra (TPJ) R L R L
RT16.01W-8UN LT16.01W-8UN 8 3.97 9.525 4.4 ] o) o o
RT16.01W-10UN LT16.01W-10UN 10 3.97 9.525 4.4 [ ) [ ) o
'_E @ RT16.01W-12UN LT16.01W-12UN 12 3.97 9.525 4.4 [ ) ] o o
§ § RT16.01W-14UN LT16.01W-14UN 14 3.97 9.525 44 [ ) () @ e]
'jj”(?' RT16.01W-16UN LT16.01W-16UN 16 3.97 9.525 4.4 (e} ] o o
RT16.01W-18UN LT16.01W-18UN 18 3.97 9.525 4.4 ° ° o o 7
RT16.01W-20UN LT16.01W-20UN 20 3.97 9.525 4.4 ° ] o o
9 L
R L
Type Dimension (mm) Grade
ipo Dimensioni Grado
Right hand Left hand F!’:a“scsho s a1.c i a2 A2
Versione destra Versione sinistra (TPJ) R L R L
RT16.01N-8UN LT16.01N-8UN 8 3.97 9.525 44 ° o o o
RT16.01N-10UN LT16.01N-10UN 10 3.97 9.525 4.4 ] ] o o
3o RT16.01N-12UN LT16.01N-12UN 12 3.97 9.525 4.4 ° ° o o
> § RT16.01N-14UN LT16.01N-14UN 14 3.97 9.525 4.4 ] ] o o
EE RT16.01N-16UN LT16.01N-16UN 16 3.97 9.525 4.4 [ [ o o
RT16.01N-18UN LT16.01N-18UN 18 3.97 9.525 4.4 L[] ] o o
RT16.01N-20UN LT16.01N-20UN 20 3.97 9.525 4.4 ° ° o o
RT16.01N-24UN LT16.01N-24UN 24 3.97 9.525 4.4 ° ° o o

Tool holder / Utensile
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ilhreading dUtensililperfilettatura

British standard taper pipe thread insert

Filetta di tubi per vapore, gas e acqua

ISO7:1:1994 B.S.21:1985
Standard BSPT
BSPT standard

L

Type Dimension (mm) Grade

Dimensioni Grado
Versione destra Versione sinistra (TPi) R L R L
RT16.01W-11 BSPT LT16.01W-11 BSPT 1 3.97 9.525 4.4 . ° o o
g E RT16.01W-14 BSPT LT16.01W-14 BSPT 14 3.97 9.525 44 . ° o o
% ﬁ RT16.01W-19 BSPT LT16.01W-19 BSPT 19 3.97 9.525 44 ° o (e} o
RT16.01W-28 BSPT LT16.01W-28 BSPT 28 3.97 9.525 44 ° ° o o

)
= =
R IL

Type Dimension (mm) Grade

Dimensioni Grado
Right hand Left hand Passo s @1.c od XAIZOT XAIZ00
Versione destra Versione sinistra (TPi) R L R L
RT16.01N-11 BSPT LT16.01N-11 BSPT 11 3.97 9.525 44 o [ o o
T ©| RT16.01N-14 BSPT LT16.01N-14 BSPT 14 397 9525 44 o|e| oo
g j::} RT16.01N-19 BSPT LT16.01N-19 BSPT 19 3.97 9.525 4.4 o ° o o
- RT16.01N-28 BSPT LT16.01N-28 BSPT 28 3.97 9.525 44 . ° o o

Tool holder / Cartuccia
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NPT American standard taper pipe with a s
Filettatura americana conica per tubi

ASME B1.20.1-1983
Standard NPT
NPT standard

Type Dimension (mm)
Ipo Dimensioni
. Pitch
Right hand Left hand
Versione destra Versione sinistra ?.Ié.’f:,s'f)’ s 21.c L R L
RT16.01W-8 NPT LT16.01W-8NPT 8 3.97 9.525 o o o o
T © RT16.01W-11.5 NPT LT16.01W-11.5NPT 11.5 3.97 9.525 o o o o
cE
& 8| RT16.01W-14 NPT LT16.01W-14NPT 14 3.97 9.525 [ ] o o o
g0
i RT16.01W-18 NPT LT16.01W-18NPT 18 3.97 9.525 4.4 ] © o [e]
RT16.01W-27 NPT LT16.01W-27NPT 27 3.97 9.525 4.4 ° o © [e)
S
==
2d i | od
L
Type Dimension (mm) Grade
Tipo Dimensioni Grado
Right hand Left hand nggcs‘:, s a1.c o XAI201 XAI205
Versione destra Versione sinistra (TPi) : R L R L
RT16.01N-8 NPT LT16.01N-8 NPT 8 3.97 9.525 44 o o o o
5o RT16.01N-11.5 NPT LT16.01N-11.5 NPT 11.5 3.97 9.525 4.4 o o o o
c
g © | RT16.01N-14 NPT LT16.01N-14 NPT 14 3.97 9.525 4.4 o o o o
=
== RT16.01N-18 NPT LT16.01N-18 NPT 18 3.97 9.525 4.4 o o [e) o
RT16.01N-27 NPT LT16.01N-27 NPT 27 3.97 9.525 4.4 o o o o

Tool holder / Cartuccia
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ilhreading dUtensililperfilettatura

NPTF60°

ANSI B1.20.1-1983
Tolerance: 2
Tolleranza

60
/ S

T -

R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
I s s ai.c od XAI201 | XAI205

RT16.01W-8NPTF 8 3.97 9.525 4.4 o o
58 RT16.01W-11.5NPTF 11.5 3.97 9.525 44 o o
C =
82| RT16.01W-14NPTF 14 3.97 9.525 44 o o
x
it RT16.01W-18NPTF 18 3.97 9.525 4.4 © o

RT16.01W-27NPTF 27 3.97 9.525 4.4 (e} o

R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand
Versione destra (":raSis)o S a1.c od XAI201 | XAI205

RT16.01N-8NPTF 8 Sl 9.525 4.4 o o
< o | RT16.01N-11.5NPTF 11.5 3.97 9.525 44 o o
cc
§ Q RT16.01N-14NPTF 14 3.97 9.525 4.4 o o
X N
W RT16.01N-18NPTF 18 3.97 9.525 4.4 o o

RT16.01N-27NPTF 27 3.97 9.525 4.4 o o

Tool holder / Utensile
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Round screw
Vite tonda

DIN 405

Tolerance: 7

Tolleranza

t

PN
A€

Tinteading . Penfilottatara

R=0.23851P

R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
Right hand el 3 GG q XAI1201 | XAI205
Versione destra (TPi) : 2
58 RT16.01W-6R 6 3.97 9.525 44
c o
§ % RT16.01W-8R 8 3:97 9.525 4.4
Xl
[l RT16.01W-10R 10 3.97 9.525 44
i =
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
Ridndhand Passo s 21.c od XAI201 | XAI205
Versione destra (TPJ) .
5w RT16.01N-6R 6 3.97 9.525 4.4 o
5 E RT16.01N-8R 8 3.97 9.525 4.4 o
£= RT16.01N-10R 10 397 9525 44 o

Tool holder / Utensile
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ilhreading dUtensililperfilettatura

MJ (Metric)

MJ (Spitzgewinde)

ISO 5855-1999
Tolerance: 4
Tolleranza

A

R=018042P

R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
: Pitch
Right hand
Vershne chsin lz?sl;slt)) S 21.c od XAI201| XAI205
B % RT16.01W-1.50MJ 1.50 3.97 9.525 44
52
Fdi RT16.01W-2.00MJ 2.00 3.97 9.525 44
UNJ (American)
UNJ (American)
1ISO 3161-1999
Tolerance: 3A
Tolleranza
3
i' w
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
Rightlland Pase s 21.c od XAI201 | XAI205
Versione destra (TPi) .
RT16.01W-8UNJ 8 3.97 9.525 44 o o
RT16.01W-10UNJ 10 3.97 9.525 4.4 [e} o
RT16.01W-12UNJ 12 3.97 9.525 4.4 o o
RT16.01W-14UNJ 14 3.97 9.525 4.4 o o
sg RT16.01W-16UNJ 16 3.07 9.525 44 o o
[CRY)
= E’ RT16.01W-18UNJ 18 3.97 9.525 4.4 o o
RT16.01W-20UNJ 20 3.97 9.525 4.4 o o
RT16.01W-24UNJ 24 3.97 9.525 4.4 o o
RT16.01W-28UNJ 28 3.97 9.525 44 o o
RT16.01W-32UNJ 32 3.97 9.525 4.4 o o

Tool holder / Utensile
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ISO trapezoid thread 3
iletto 1ISO trapezoidale

ISO 2901-2904

Tolerance: 7
Tolleranza
=
€3
Iy N
R
(0]
Type Dimension (mm) Grade o ®
ipo Dimensioni Grado €0
Right hand Pitch =
Veradhe dostra Passo S 2l1.c od XAI201 | XAI205 2 o
(T.P.i) = c
T RT16.01W-1.50TR 1.50 3.97 9.525 4.4 o . 5 2
c =
52 RT16.01W-2.00TR 2.00 3.97 9.525 44 35
SA%]
i RT16.01W-3.00TR 3.00 3.97 9.525 4.4 Or

Threading
Filettatura

R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand
e g o o IZ’_?}SDSI()) S al1.Cc od XAI201 | XAl205

=a RT16.01N-1.50TR 1.50 3.97 9.525 4.4 o o
55 RT16.01N-2.00TR 2.00 3.97 9.525 44 o o
£= RT16.01N-3.00TR 3.00 3.97 9.525 44 o o

Tool holder / Utensile
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ACME American standa
Filettatura americana 29°

ANSI B1.5-1988 ANSI B1.5-1988
Tolerance: 2G
Tolleranza

f

£,

<
il

R
@
o ©
S o Type Dimension (mm) Grade
c g Tipo Dimensioni Grado
== Pitch
|_ .
. Ve dnchand oy Passo s 21.c od XAI201 | XAI205
W S (T.P.i)
[T
5 g RT16.01W-8AC 8 3.97 9.525 44 o o
OF 5 ©| RT16.01W-10AC 10 3.97 9.525 44 o o
C o
& 2| RT16.01W-12AC 12 3.97 9.525 4.4 o o
2 (X4
£ 3 w RT16.01W-14AC 14 3.97 9.525 4.4 o o
©
3= RT16.01W-16AC 16 3.97 9.525 44 o o
c2
(=
)
1
b <[
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand
Versione destra '(DTag,sl? S a1.c od XAI201 | XAI205
RT16.01N-8AC 8 3.97 9.525 4.4 o o
S RT16.01N-10AC 10 3.97 9.525 4.4 o o
55 RT16.01N-12AC 12 397 9.525 44 o o
== RT16.01N-14AC 14 3.97 9.525 44 o o
RT16.01N-16AC 16 3.97 9.525 4.4 o o
Tool holder / Utensile
R R
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STUB - ACME di filettatura ridotta

ANSI B1.8-1988
Tolerance: 2G
Tolleranza

\,‘\\
4¢ 9
d N |

R
<
- . o ©
Type Dimension (mm) Grade S o
Tipo Dimensioni Grado c g
IRUGT: e Pae s 21.c od XAI201 | XAI205 E o
Versione destra ety ¢ © =
(T.Pi) 5=
RT16.01W-8STAC 8 3.97 9.525 44 o o S €
o
Ta RT16.01W-10STAC 10 3.97 9.525 44 e} o (O =
cCc
o8 RT16.01W-12STAC 12 3.97 9.525 4.4 o o
24 2e
0 RT16.01W-14STAC 14 3.97 9.525 44 o o .% 5
RT16.01W-16STAC 16 3.97 9.525 4.4 (e} ] QS g
=2
=
.
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
i Pitch
Right hand
Versina dactra Passo s 21.c ad XAI201 | XAI205
(T.Pi)
RT16.01N-8STAC 8 3.97 9.525 4.4 o o
) RT16.01N-10STAC 10 3.97 9.525 4.4 e} (e}
c
s RT16.01N-12STAC 12 3.97 9.525 44 o o
e c
5= RT16.01N-14STAC 14 3.97 9.525 4.4 o o
RT16.01N-16STAC 16 3.97 9.525 4.4 o o

Tool holder / Utensile
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Tornitura generaie

ilhreading dUtensililperfilettatura

API 6

Me=taper, 2i.p.f—4°46’, 3i.p.f—7°01
API SPEC7:1990, Tolerance: API standard
Tolleranza: Standard API

e

T

Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand
Versione destra '?ﬁfi‘; s g1.c od XAI201 | XAI205
RT22.01W-4AP382 4 5.56 12:0 55 e} o
olo RT22.01W-4AP383 4 5.56 12.7 55 © [e}
cc
§ § RT22.01W-5AP403 5 5.56 12.7 55 e} (e}
x 0
(T RT22.01W-4AP502 4 5.56 12.7 5.5 o o
RT22.01W-4AP503 4 5.56 12.7 55 [e} o
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
YA D Pased s 2l.c od XAI201 | XAI205
Versione destra (T.Pi) .
RT22.01N-4AP382 4 5.56 12.7 55 o o
o RT22.01N-4AP383 4 5.56 12.7 55 o (e}
S5 | RT22.01N-5AP403 5 5.56 12.7 55 o o
££ RT22.01N-4AP502 4 5.56 12.7 55 o (e}
RT22.01N-4AP503 4 5.56 12.7 55 ] o

Tool holder / Utensile
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API (round)
API (tonda)

API spec.5B
Tolerance: API RD
Tolleranza

| 50 S
“'—i 21.C
‘\‘ / 1 od
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand
e ?‘I?E’Sl()) S @21.c od XAI201 | XAI205
RT16.01W-8RD 8 3.97 9.525 4.4 (o} (e]
HE RT16.01W-10RD 10 3.97 9.525 44 o o
c 2
2 RT22.01W-8RD 8 5.56 127 5.5 o o
RT22.01W-10RD 10 5.56 {1237 55 (e} o
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
; Pitch
Right hand
Versione destra '(:.?‘ESS s 91.c ed XAI201 | XAI205

RT16.01N-8RD 8 3.97 9.525 4.4 o o
To RT16.01N-10RD 10 3.97 9.525 44 o )
28 RT22.01N-8RD 8 556 127 55 o o
RT22.01N-10RD 10 5.56 12.7 55 o o

Tool holder / Utensile
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General Turning

Threading

ilhreading dUtensililperfilettatura

API (Filettatura americana a dente di sega)

API ned trapezoid screw)

Me=taper 3/4i.p.f~1°47’for & 4 1/2~13 3/8”
1i.p.f—2°23for & 16”
SEPC.5B.1979
Tolerance: API standard
Tolleranza: Standard API

‘h\l‘\ S
‘ ’ 21.C
| | l 'ﬁ od
o R
g
OC-’ Type Dimension (mm) Grade
> Ipo Dimensioni Grado
o -
. Pitch
g VARPRURENE) Passo s @l.c ad XAI201 | XAI205
= (T.P.i)
=
S HEE RT22.01W-5BUT 5 5.56 127 55 o o
g2
X RT22.01W-5BUT1 5 556 12.7 55 o o
o
=2
=
Q2
i . 130 ~
(b| P
" | =
< )
W & m,
R
Type Dimension (mm) Grade
Ipo Dimensioni Grado
Right hand Fi:ts%ho S a1.c od XAI201 | XAI205
Versione destra (TPi) i
T‘g © RT22.01N-5BUT 5 5.56 (237 55 o o
s
EX| RT22.01N-5BUT1 5 5.56 12.7 55 o o
Tool holder / Utensile
R R

A312
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ISO 965-1980, DIN 13, GB/T 197-2003
Tolerances: 6g/6H

Tolleranza
60°
S
a1.c
od *Inserts with chip-breakers
R Inserti con rompitruciolo
Type Dimension (mm) Grade
ipo Dimensioni Grado
: Pitch o
Right hand o ®
Versione destra Passo S a1c od XAI201 | XAI205 25
(T.Pi) g c
RT16.01W-0.50GMB 0.50 3.52 9.525 4.0 . o = g
RT16.01W-0.75GMB 0 g5 9.525 4.0 . o = B
=]
RT16.01W-1.00GMB 1.00 852 9.525 4.0 . o gj =
_ RT16.01W-1.25GMB 1.25 852 9.525 4.0 . o 8 S
g E RT16.01W-1.50GMB 1.50 222 9.525 4.0 . o =
[5]
L3 RT16.01W-1.50GMPB* 1.50 3.52 9.525 4.0 o .
L o ©
RT16.01W-1.75GMB 1.75 3.52 9.525 4.0 . o £ 5
T =
RT16.01W-2.00GMB 2.00 3.52 9.525 4.0 . o g <
RT16.01W-2.50GMB 2.50 3.52 9.525 4.0 i ° 2
RT16.01W-3.00GMB 3.00 352 9525 40 . o L
60°
S
21.C
ad *Inserts with chip-breakers
R Inserti con rompitruciolo
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand
Versione destra Passo S a1.c od XAI201| XAI205
(T.P.i)
RT16.01N-0.50GMB 0.50 3.52 9.525 4.0 . o
RT16.01N-0.75GMB 0.75 352 9.525 4.0 . °
RT16.01N-1.00GMB 1.00 3.52 9.525 4.0 . °
RT16.01N-1.00GMPB* 1.00 3.52 9.525 4.0 .
5o RT16.01N-1.25GMB 1.25 3.52 9.525 4.0 . o
g g RT16.01N-1.50GMB 1.50 3.52 9.525 4.0 . o
§§ RT16.01N-1.75GMB 1.75 3.52 9.525 4.0 . o
RT16.01N-2.00GMB 2.00 3.52 9.525 4.0 . °
RT16.01N-2.00GMPB* 2.00 3.52 9.525 4.0 . .
RT16.01N-2.50GMB 2.50 3.52 9.525 4.0 . o
RT16.01N-3.00GMB 3.00 3.52 9.525 4.0 . o
RT16.01N-3.00GMPB* 3.00 3.52 9.525 4.0 .

Tool holder / Utensile

= =~
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General Turning

Threading

General pitch thread insert (p
Uso generale (profilo parzial

*Inserts with chip-breakers
Inserti con rompitruciolo

Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
o i) I(’ass? s 21.c od o XAI201 | XAI205
Qo T.Pi
©
° RT16.01W-A60B 0.5-1.5(48-16) 3.52 9.525 4.0 60° ° o
S 60° RT16.01W-G60B 1.75-3.0(14-8) 3.52 9.525 4.0 60° o o
g o RT16.01W-AG60B 0.5-3.0(48-8) 3.52 9.525 4.0 60° ° o
§ £ o RT16.01W-AG60PB* 0.5-3.0(48-8) 3.52 9.525 4.0 60° | o .
= 5 2 RT16.01W-A55B 0.5-1.5(48-16) 3.52 9.525 4.0 55° . o
i) - s5° RT16.01W-G55B 1.75-3.0(14-8) 3.52 9.525 4.0 55° | o o
RT16.01W-AG55PB* 0.5-3.0(48-8) 3.52 9.525 4.0 55° ° °
© RT16.01W-AG55B 0.5-3.0(48-8) 352 9.525 40 55 | e o
2
©
=
ke @
i \V4 s
21
O oc
Type Dimension (mm) Grade
Tipo Dimensioni Grado
. Pitch
Right hand o
Versione destra '?.?f:,sl‘)) S 21.c od a XAI201 | XAI205
RT16.01N-A60B 0.5-1.5(48-16) 3.52 9.525 4.0 60° ° o
60° RT16.01N-G60B 1.75-3.0(14-8) 3.52 9.525 4.0 60° ° o
T2 RT16.01N-AG60B 0.5-3.0(48-8) 3.52 9.525 4.0 60° ° o
o)
2£ RT16.01N-A55B 0.5-1.5(48-16) 3.52 9.525 40 55° ° o
55° RT16.01N-G55B 1.75-3.0(14-8) 3.52 9.525 4.0 55° ° o
RT16.01N-AG55B 0.5-3.0(48-8) 352 9.525 4.0 55° ° o

A314

Tool holder / Utensile

@Aﬂ.s.



Whitworth thread inser

Filetto Whitworth per tubi

ISO 228/1:1982,DIN 259,B.S.84:1956
Tolerance: Medium class A
Tolleranza: Classe A media

55°
S
ai.c
o
R
Type Dimension (mm) Grade @
ipo Dimensioni Grado o ®
Right hand Passo s ai.c od XAI202 | XAI205 g2
Versione destra (TPi) : 5 2
RT16.01W-8WB 8 3.52 9.525 40 . o s S
—
RT16.01W-9WB 9 352 9525 40 . o o=
5 =
= © RT16.01W-10WB 10 3.52 9.525 4.0 o o (O] |9
£c
§ Qo RT16.01W-11WB " 3.52 9.525 4.0 () o
aftt RT16.01W-12WB 12 352 9525 40 2g
. - . . . L] (0] c 55
RT16.01W-14WB 14 352 9.525 40 o o 5 ©
RT16.01W-16WB 16 3.52 9.525 4.0 o o E é)
Y -
*Inserts with chip-breakers
R Inserti con rompitruciolo
Type Dimension (mm) Grade
ipo Dimensioni Grado
. Pitch
Right hand
Versione destra Fi’_?;slc)a S 21.c ed Rl pee
RT16.01N-8WB 8 3.52 9.525 4.0 ° o
RT16.01N-9WB 9 3.52 9.525 4.0 [ ) o
RT16.01N-10WB 10 3.52 9.525 4.0 ) o
5T RT16.01N-11WB 1" 3.52 9.525 4.0 () o
c
g% RT16.01N-11WPB* 1" 3.52 9.525 4.0 o o
S RT16.01N-12WB 12 352 9.525 40 . o
RT16.01N-14WB 14 3.52 9.525 4.0 ) o
RT16.01N-14WPB* 14 3.52 9.525 4.0 o ()
RT16.01N-16WB 16 3.52 9.525 4.0 ° o

Tool holder / Utensile

&
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General Turning

Threading

ilhreading dUtensililperfilettatura

UN full profile

Profilo complete UN
ASME B1.1-1989
Tolerances: 2A/2B

Tolleranza
60°
WV S
a.c
o X
R
[0) Type Dimension (mm) Grade
© ipo Dimensioni Grado
@ Pitch
Right hand
& Versione destra Passo s alc od XAI202 | XAI205
)] (T.P.i)
w RT16.01W-8UNB 8 352 9.525 4.0 . o
=
= RT16.01W-10UNB 10 352 9.525 4.0 ° o
£
i) @ RT16.01W-12UNB 12 352 9.525 4.0 . o
ctE
S8 RT16.01W-14UNB 14 352 9.525 4.0 ° o
T 0
] it RT16.01W-16UNB 16 352 9.525 40 . o
=}
© RT16.01W-18UNB 18 352 9.525 4.0 ° o
2 RT16.01W-20UNB 20 352 9.525 4.0 ° o
[
60°
/ S
alc
Ly -
R
Type Dimension (mm) Grade
Tipo Dimensioni Grado
" Pitch
Right hand
Versione destra '???,Sg S 21.c od XAI202 | XAI205
RT16.01N-8UNB 8 3.52 9.525 4.0 . o
RT16.01N-10UNB 10 3.52 9.525 4.0 . o
RT16.01N-12UNB 12 3.52 9.525 4.0 . o
sg RT16.01N-14UNB 14 3.52 9.525 4.0 . o
£2 RT16.01N-16UNB 16 352 9.525 4.0 . o
RT16.01N-18UNB 18 3.52 9.525 4.0 . o
RT16.01N-20UNB 20 3.52 9.525 4.0 . o
RT16.01N-24UNB 24 3.52 9.525 4.0 . o

Tool holder / Utensile

A316
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British standard taper pipe thread insert
Filetta di tubi per vapore, gas e ac

ISO 7/1:1994,B.5.21:1985
Standard BSPT

BSPT standard
55° .
W S N
gic W 3‘
@) h chio
*Inserts with chip-breakers
R Platten mit Spanbrecher
Type Dimension (mm) Grade [
ipo Dimensioni Grado o®
Rightiband Passo s @1.c d XAI202 | XAI205 g2
Versione destra TP) d 2 é o8
RT16.01W-11BSPTB 1 3.52 9.525 4.0 ° o 5 g
o =
— RT16.01W-14BSPTB 14 3.52 9.525 4.0 ° o c C
gg 2 5
&&| RT16.01W-14BSPTPB* 14 3.52 9.525 4.0 o ° Or
7]
ajul RT16.01W-19BSPTB 19 3.52 9.525 4.0 ] [e}
o ©
RT16.01W-28BSPTB 28 3.52 9.525 4.0 ° o % 5
T ®
[ORE=]
2
[T
2.c
QY oo ,
*Inserts with chip-breakers
R Inserti con rompitruciolo
Type Dimension (mm) Grade
Tipo Dimensioni Grado
: Pitch
Right hand
Versione destra '?f-‘},ﬁ‘)’ 5 g od XAI202 | XAI205
RT16.01N-11BSPTB 1" 3.52 9.525 4.0 ° o
S0 RT16.01N-14BSPTB 14 3.52 9.525 4.0 [ ] (e}
?,g RT16.01N-14BSPTPB* 14 352 9.525 4.0 o .
=4
= RT16.01N-19BSPTB 19 3.52 9.525 4.0 ° o
RT16.01N-28BSPTB 28 3.52 9.525 4.0 ° o

Tool holder / Utensile

&=
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Filettatura americana conica per tubi

ASME B1.20.1-1983
Standard NPT
NPT standard

R
Q<
o © - -
£ 0o Type Dimension (mm) Grade
c g Ipo Dimensioni Grado
5 :
2 Right hand ity
=8 VRl Passo s a1.c od XAI202 | XAI205
o5 (T.P.i)
o =
5 = RT16.01W-8NPTB 8 352 9.525 4.0 . o
o
O 5o RT16.01W-11.5NPTB 1.5 352 9.525 4.0 . o
cE
T2 RT16.01W-14NPTB 14 3.52 9.525 4.0 o o
22 B e Hres ESssorrsssesh S TS S
._% S w RT16.01W-18NPTB 18 3.52 9.525 4.0 [} o}
2
3 £ RT16.01W-27NPTB 27 3.52 9.525 4.0 ° o
=2
L
60°
' S
21.Cc
* ﬂdt *Inserts with chip-breakers
R Inserti con rompitruciolo
Type Dimension (mm) Grade
Tipo Dimensioni Grado
; Pitch
iohdhand e s 21.c ad XAI202 | XAI205
Versione destra (T.Pi)
RT16.01N-8NPTB 8 3.52 9.525 4.0 [ ) o
RT16.01N-11.5NPTB 11.5 3.52 9.525 4.0 ] o
5 RT16.01N-11.5NPTPB* 1.5 3.52 9.525 4.0 o °
©
5E RT16.01N-14NPTB 14 352 9525 40 . o
=£ RT16.01N-14NPTPB* 14 3.52 9.525 4.0 o °
RT16.01N-18NPTB 18 3.52 9.525 4.0 o o
RT16.01N-27NPTB 27 3.52 9.525 4.0 o o
Tool holder / Cartuccia
R R

@Aﬂ.s.
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Turning - Tornitura

Threading toolholders code key
Classificazione ISO portautensili per filettatura

Tool length
Lunghezza stelo
Length
Code Lunghezza
H 100
K 125
Type of screw M 150
Tipo lavorazione ]ﬂ:l P 170 o
h Qa 180 >
External threading R 200 g g
Filettatura esterna Integers to be proceeded by 0 s 250 =
eg: h=8 indicated by 08 S o
. T 300 =
Internal threading Altezza stelo h - ©
Filettatura interna U 350 g 2
5
Or

Threading
Filettatura

Clamping system
Sistema di bloccaggio

Shank width
l Larghezza stelo
Cutting edge length Ic
% [? %‘ é ]:lEli Lunghezza tagliente (mm)
c L “ MR 22

lefthand e Integers to be proceeded by 0 6.35
. efthan Ighthan eg: h=8 indicated by 08
Top clamping Sinistra Destra g ¥ 16 9.525
Bloccaggio a staffa Larghezza stelo b
11 12.7
S
Screw on

Bloccaggio a vite

s

A319



General Turning

Threading
Filettatura

Tornitura generale

@ External threading tools - Portautensile filettatura esterna

10°
h a
®| fa 1 \ ‘b
L
Dimension (mm) Inserts Screw Shim Shim screw Wrench
Dimensioni Inserti Vite Sottoplacchetta | Vite per spessore Chiave

Type Stock

Tipo L e N T v A ' ’/

1616H16 [ 16 16 16 | 100 | 20

2020K16 ] 20 20 20 125 | 25

2525M16 ] 25 25 25 150 32 RT16.01W-**** 160M3.5x12 MT16-**M SM4x8C WT15IP

3225P16 ] 32 32 25 170 32

SWR | 3232P16 . 32 | 32 | 32 | 170 | 40

2525M22 ° 25 25 25 | 150 | 32

3225P22 | o | 32 | 32 | 25 | 170 | 32 WHSIP
RT22.01W-*** 160M5x17 MT22-*M | SM5x8.5C
3232P22 | e | 32 | 32 | 32 | 170 | 40 WT20IP
4040822 | o | 40 | 40 | 40 | 250 | 50
1616H16 | ® | 16 | 16 | 16 | 100 | 20
2020K16 | ® | 20 | 20 | 20 | 125 | 25
2525M16 | e | 25 | 25 | 25 | 150 | 32 LT16.01W-*** I60M3.5%12 | MT16-*M | SM4x8C | WT15IP
3225P16 | e | 32 | 32 | 25 | 170 | 32
SWL | 3232P16 o 32 | 32 | 32 | 170 | 40
2525M22 | e | 25 | 25 | 25 | 150 | 32
3225P22 | o | 32 | 32 | 25 | 170 | 32 WT15IP
LT22.01W-** 160M5x17 MT22-*M | SM5x8.5C
3232P22 | e | 32 | 32 | 32 | 170 | 40 WT201P
4040822 | o | 40 | 40 | 40 | 250 | 50

@Aﬂ.s.



lihreading - filettatura

B Table of recommended infeed for NPTF 60° internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna NPTF 60°
External / Esterna

Internal / Interna

FAtch{(mm) 8 15 | 14 18 27 ) 8 15 | 14 18 27
In;oeﬁlef:;dt(:t)ale 2S5 I RRTEG S I R ol (IRECORS (0ot Incroments e | 238 | 163 | 135 | 100 | 0.64
R T 12 10 8 B Cutting tmes(nap)) - e . 5
di tagli Numero di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.32 0.24 0.23 0.19 0.16 1 0.35 0.27 0.25 0.2 0.15
2 0.27 0.23 0.21 0.16 0.14 2 0.29 0.22 0.20 0.17 0.13
3 0.23 0.19 0.16 0.14 0.1 3 0.26 0.20 0.18 0.15 0.12
4 0.19 0.15 0.14 0.13 0.09 4 0.20 0.16 0.14 0.12 0.09
5 0.17 0.13 0.13 0.12 0.08 5 0.17 0.13 0.12 0.1 0.08
6 0.16 0.1 0.12 0.11 0.06 6 0.15 0.12 0.1 0.09 0.08
7 0.15 0.1 0.11 0.09 7 0.14 0.10 0.10 0.09
8 0.14 0.1 0.10 0.06 8 0.12 0.10 0.09 0.08
9 0.13 0.10 0.09 9 0.12 0.09 0.08
10 0.12 0.10 0.06 10 0.11 0.08 0.08
" 0.12 0.10 1" 0.10 0.08
12 0.1 0.06 12 0.10 0.08
13 0.11 13 0.09
14 0.10 14 0.09
15 0.06 15 0.09
B Table of recommended infeed for 30° round screw internal and external threading inserts
Valori d'incremento consigliati per inserti tondi 30°per filettatura interna ed esterna
External / Esterna Internal / Interna
EOUN : o e | o : C
inoromentaotie| 212 159 127 incromenta toteie| 212 159 127
Cutting Cutting
=) 12 10 8 times(nap) 12 10 8
di tagli Numero di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.26 0.23 0.23 1 0.35 0.29 0.26
2 0.225 0.21 0.21 2 0.29 0.24 0.22
3 0.24 0.20 0.20 3 0.26 0.22 0.20
4 0.22 0.19 0.19 4 0.20 0.17 0.15
5 0.21 0.18 0.16 5 0.17 0.14 0.13
6 0.19 0.16 0.12 6 0.15 0.13 0.11
7 0.17 0.14 0.10 7 0.14 0.1 0.10
8 0.16 0.12 0.06 8 0.13 0.10 0.09
9 0.14 0.10 9 0.12 0.10
10 0.12 0.06 10 0.11 0.09
1" 0.10 " 0.10
12 0.06 12 0.10

General Turning

Threading
Filettatura
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ilhreading dUtensililperfilettatura

@ External threading tools :
Portautensile filettatura esterna (___ThinType )

Dimension (mm) Inserts Screw Shim Shim screw Wrench
Dimensioni Inserti Vite etta |Vite per Chiave

Type Stock

Tipo Megazino | h o p | L | s p v d * ,/

1616H16B | e 16 16 16 100 | 20

2020K16B | o 20 20 20 | 125 | 25

General Turning
Tornitura generale

SWR | 2525M16B | e 25 25 25 150 32 RT16.01W-***B | I60M3.6x12TT | MT16-**M SM4x8C WT15IP

3225P16B | e 32 32 25_4@ 17071 32

3232P16B | e 32 32 32 170 | 40

Threading
Filettatura

@ Internal threading tools

Portautensile filettatura interna [ Thin Type ]

Dimension (mm) Inserts Screw Shim Shim screw Wrench
Dimensioni Inserti Vite Sottoplacchetta | Vite per sottoplacchetta Chiave
ppe Stock
Ipo i
p Magzio 4| g Ip | s | h | L b v d v ’/
0016M16B| e 16 | 150 | 15,5 | 20 12 | 156 | 27 160M3.5x08TT — —
0020Q16B| e 20 | 180 | 19 25 14 | 18 | 34
SNR RT16.01N-
0025M16B| e 25 | 150 | 24 32 17 | 23 |28.8 WT15IP
oooos I60M3.5%12TT| MT16-*M | SM4x8C
0032R16B| e 32 | 200 | 31 40 | 22 | 30 |30.9
0032S16B| o 32 | 250 | 31 40 | 22 | 30 |30.9

@Aﬂ.s.



Steps to get the best threading result:
Sequenza di lavorazione per i migliori risultati di filettatura:

0 Select thread machining method
Selezione del metodo di filettatura

9 Decide helical angle, select shim
Scelta dell'angolo e dello spessore

9 Choose insert and toolholder size
Scelta del portautensile e degli inserti

Thread machining method - Metodo di filettatura

External threading machining (Right thread)
Lavorazione esterna (destrorsa)

y—
y—

TF T 7

lihreading - perfilettatura

e By checking reference table of standard threading
program, select feasible cutting parameters.
Scelta dei parametri di taglio

6 Select feed way
Scelta della direzione di taglio

External threading machining (Left thread)
Lavorazione esterna (sinistrorsa)

T

—_—

1
=

Internal threading machining W_\ i-gjernal threading machining (Left thread)
Lavorazione interna (destrorsa ™ /’ avorazione interna (sinistrorsa)

\
I

S -

@[Aﬂ.s.

General Turning

Threading
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General Turning

Threading
Filettatura
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ilihreading dUtensililperfilettatuna

Decide helical angle, select shim - Scelta dell'angolo e dello spessore

The flank clearance angles of the thread profile is dependent
on the helix angle of the thread. The helix angle of the thread
must coincide with the insert's angle of inclination angle

as far as possible to get the ideal profile, to avoid longer
unfavourable wear on one of the flanks and thus to ensure
tool life.

Gli angoli di spoglia del fianco del profilo della filettatura
dipendono dall'angolo di passo della filettatura.
L'angolo di passo della filettatura deve essere

per quanto possibile coincidere con I'angolo di
inclinazione dell'inserto, al fine di ottenere un profilo
accurato, per evitare I'usura irregolare sul fianco
dell'inserto e per garantire una maggiore durata.

_ P
A\ =arctan g

2xJL

p = Helix angle
Angolo di passo

=%
3

-

}73

A = Inclination angle
Angolo d'inclinazione

. - . p = Pitch
Shim épeC|f|cat|on table are as following: Passo
Selezione dello spegeRlg d,= Effective diameter of thread
Screw pitch Insert Inclined A Diametro del fianco
range  dimensions ~ angle sg!!},re A = Inclination angle
In;e;;:go- Dimensioni ingir:m%iliz-ne Angolo d'inclinazione
0 MT16-00M
053.0 16 1 MT16-01M
o 2 MT16-02M o
elect shim:
g MT16-021 Scelta del corretto spessore:
0 MT22-00M
1 y
3.5-6.0 22 Rii201M (Screw pitch)mm Threading number/inch
2 MT22-02M Passo/ mm Numero di filetti / inch
3 MT22-03M 3
/
8
7 b7 PV
I'</ i :‘:V
. e o T 4
Shim for A= 1° is as the standard A
shim with the toolholder. 5 I
I/ < A
=49 v/i 4 I | 6
Lo spessore per A=1° viene | L,
consegnato insieme al s III/ ] -8
portautensili. A . 11
2 P i 14
18
+ /A 24
32
Working diameter 50 100 150 200 mm
Diametro di lavorazione 2 4 6 8



lihreading - filettatura

Select proper inserts and size of toolholder (Please refer to detailed table of threading tools and inserts)
Selezionare inserti e dimensione del portautensili adeguati

Parameter table for threading machining program under different conditions
Tabella di parametri per il programma di filettatura in condizioni diverse

Table of recommended infeed for metric ISO external threading with wiper edge
Valori di incremento consigliati per filettatura esterna metrica ISO con raschiante

Pitch(mm) 1.0 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
otal feed (@) 0.72 0.86 1.02 1.47 1.33 1.63 1.94 2.58 3.21
(Cluiiig Eimesi(iE)s) 5 6 7 8 9 11 13 15 17
Numero di tagli
Radial X - Axial Z
Cutting order Radiale X . Assiale Z
Qudinelditaglo X/z X/z X/z X/z X/z X/z X/z X/z ‘ X/z
1 0.20/- 0.20/- 0.21/- 0.22/- 0.24/- 0.25/- 0.26/- 0.35/- 0.40/-
2 0.18/0.10 0.18/0.10 0.18/0.10 0.20/0.12 0.22/0.13 0.24/0.14 0.24/0.14 0.30/0.17 0.35/0.20
3 0.16/0.09 0.14/0.09 0.18/0.10 0.18/0.10 0.20/0.12 0.21/0.12 0.20/0.12 0.25/0.14 0.30/0.17
4 0.10/0.06 0.10/0.08 0.15/0.09 0.15/0.09 0.15/0.09 0.18/0.10 0.20/0.12 0.20/0.12 ‘ 0.28/0.16
5 0.08/- 0.08/0.06 0.12/0.07 0.13/0.08 0.12/0.07 0.15/0.09 0.18/0.10 0.18/0.10 0.25/0.14
6 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 012/0.07 | 0.15/0.09 | 0.18//0.10 ‘ 0.20/0.12
7 008/ | 0.10/0.06 | 0.10/0.06 | 012/0.07 | 0.13/0.08 | 0.16/0.09 | 0.18/0.10
8 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09 ‘ 0.16/0.09
9 0.08/- 0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.15/0.09
10 0.08/0.05 | 0.10/0.06 | 0.13/0.08 ‘ 0.15/0.09
y 0.08/- | 0.08/0.06 | 0.12/0.07 | 0.13/0.08
” 0.08/0.05 | 0.12/0.07 | 0.13/0.08
13 0.11/0.06 0.12/0.07
14 0.10/0.06 | 0.12/0.07
15 0.08/- 0.11/0.06
16 0.10/0.06
17 0.08/-
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Tornitura generale

flihreading HUtensili filettatuira

Table of recommended infeed for metric ISO internal threading with wiper edge

Valori di incremento consigliati per filettatura interna metrica ISO con raschiante

Pltch(mm) 1.00 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
naotal fesd (a) 062 | 077 | 092 | 1.06 | 121 | 015 | 179 | 236 | 295
gl 5 6 7 8 ) 1 13 15 17
Numero di tagli
Radial X - Axial Z
Cutting order Radiale X - Assiale Z

Ordine di taglio Xz X/z x/z x/z X/z X[z X/z X/z X/z
1 0.18- 0.20/- 0.22/- 0.23/- 0.24/- 0.25/- 0.26/- 0.30/- 0.32/-
2 0.14/0.08 | 0.15/0.09 | 0.16/0.09 | 0.16/0.09 | 0.18/0.10 | 0.20/0.12 | 0.20/0.12 | 0.25/0.14 | 0.28/0.16
3 0.12/0.07 0.12/0.07 0.14/0.08 0.14/0.08 0.15/0.09 0.15/0.09 0.20/0.12 0.22/0.13 0.25/0.14
4 0.10/0.06 0.12/0.07 0.12/0.07 0.13/0.08 0.14/0.08 0.15/0.09 0.18/0.10 0.20/0.12 0.22/0.13
5 008/ | 010/0.06 | 0.41/006 | 042/0.07 | 0.12/0.07 | 0.13/0.08 | 0.15/0.09 | 0.18/0.10 | 0.21/0.12
G 0.09/0.05 | 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.20/0.12
7 0.08/- 0.10/0.06 0.10/0.06 0.12/0.07 0.12/0.07 0.15/0.09 0.18/0.10
8 0.08/- 0.09/0.05 0.10/0.06 0.10/0.06 0.15/0.09 0.18/0.10
o 008 | 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09
2 009/0.05 | 010/0.06 | 012/0.07 | 0.15/0.09
11 0.08/- | 0.10/0.06 | 0.12/0.07 | 0.15/0.09
12 0.08/0.05 0.11/0.06 0.15/0.09
13 0.11/0.06 0.12/0.07
” 0.10/0.06 0.11/0.06
is 0.08/- 0.10/0.06
1 0.10/0.06
" 0.08/-




ihreading - perifilettatura

Table of recommended infeed for American unified standard external threading inserts
Valori d'incremento consigliati per inserti per filettatura esterna American unified standard
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ilihreading HUtensililperdfilettatira

Table of recommended infeed for American unified standard internal threading inserts
Valori d'incremento consigliati per inserti per filettatura interna American unified standard
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ihreading - perifilettatura

Table of recommended infeed for British standard internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna British standard
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flihreading HUtensili filettatuira

Table of recommended infeed for NPT internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna NPT

icamg) 27 18 14 11.5 8
otalissc (=) 0.75 1.129 1.451 1.767 2.54
R aap’ 6 8 10 12 14
Radial X - Axial Z
8?5}:1negd?::;|rio Radiale X - Assiale Z
X/z X/z X/z X/z X/z
1 0.19/- 0.22/- 0.240/- 0.24/- 0.255/-
2 0.15/0.087 0.181/0.104 0.200/0.115 0.208/0.120 0.250/0.144
3 0.13/0.075 0.152/0.088 0.170/0.098 0.182/0.105 0.245/0.141
4 0.11/0.063 0.141/0.081 0.150/0.086 0.168/0.097 0.230/0.133
5 0.09/0.052 0.131/0.075 0.140/0.081 0.155/0.089 0.210/0.121
6 0.08/0.46 0.121/0.070 0.130/0.075 0.145/0.084 0.195/0.112
7 0.101/0.058 0.120/0.069 0.138/0.079 0.180/0.104
8 0.082/0.047 0.110/0.063 0.124/0.072 0.175/0.101
9 0.100/0.058 0.117/0.067 0.170/0.098
10 0.091/0.052 0.105/0.060 0.155/0.089
11 0.095/0.055 0.140/0.080
12 0.090/0.052 0.125/0.072
13 0.110/0.063
14 0.100/0.058
Table of recommended infeed for BSPT internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna BSPT
gicimy) 28 19 14 11
Nctalieeciizln 0.581 0.856 1.162 1.479
et 5 6 s 10
Radial X - Axial Z
Cutting order. Radiale X - Assiale Z
Ordine di taglio X/Z X/Z X/Z X/Z
1 0.179/- 0.223/- 0.222/- 0.214/-
2 0.134/0.070 0.181/0.094 0.213/0.111 0.242/0.126
3 0.103/0.054 0.139/0.072 0.163/0.085 0.186/0.097
4 0.087/0.045 0.117/0.061 0.138/0.072 0.157/0.082
5 0.078/0.040 0.103/0.054 0.121/0.063 0.138/0.072
6 0.093/0.049 0.110/0.057 0.125//0.065
7 0.101/0.052 0.115/0.060
8 0.094/0.049 0.107/0.056
9 0.100/0.052
10 0.095//0.049
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lihreading - filettatura

B Table of recommended infeed for NPTF 60° internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna NPTF 60°
External / Esterna

Internal / Interna

FAtch{(mm) 8 15 | 14 18 27 ) 8 15 | 14 18 27
In;oeﬁlef:;dt(:t)ale 2S5 I RRTEG S I R ol (IRECORS (0ot Incroments e | 238 | 163 | 135 | 100 | 0.64
R T 12 10 8 B Cutting tmes(nap)) - e . 5
di tagli Numero di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.32 0.24 0.23 0.19 0.16 1 0.35 0.27 0.25 0.2 0.15
2 0.27 0.23 0.21 0.16 0.14 2 0.29 0.22 0.20 0.17 0.13
3 0.23 0.19 0.16 0.14 0.1 3 0.26 0.20 0.18 0.15 0.12
4 0.19 0.15 0.14 0.13 0.09 4 0.20 0.16 0.14 0.12 0.09
5 0.17 0.13 0.13 0.12 0.08 5 0.17 0.13 0.12 0.1 0.08
6 0.16 0.1 0.12 0.11 0.06 6 0.15 0.12 0.1 0.09 0.08
7 0.15 0.1 0.11 0.09 7 0.14 0.10 0.10 0.09
8 0.14 0.1 0.10 0.06 8 0.12 0.10 0.09 0.08
9 0.13 0.10 0.09 9 0.12 0.09 0.08
10 0.12 0.10 0.06 10 0.11 0.08 0.08
" 0.12 0.10 1" 0.10 0.08
12 0.1 0.06 12 0.10 0.08
13 0.11 13 0.09
14 0.10 14 0.09
15 0.06 15 0.09
B Table of recommended infeed for 30° round screw internal and external threading inserts
Valori d'incremento consigliati per inserti tondi 30°per filettatura interna ed esterna
External / Esterna Internal / Interna
EOUN : o e | o : C
inoromentaotie| 212 159 127 incromenta toteie| 212 159 127
Cutting Cutting
=) 12 10 8 times(nap) 12 10 8
di tagli Numero di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.26 0.23 0.23 1 0.35 0.29 0.26
2 0.225 0.21 0.21 2 0.29 0.24 0.22
3 0.24 0.20 0.20 3 0.26 0.22 0.20
4 0.22 0.19 0.19 4 0.20 0.17 0.15
5 0.21 0.18 0.16 5 0.17 0.14 0.13
6 0.19 0.16 0.12 6 0.15 0.13 0.11
7 0.17 0.14 0.10 7 0.14 0.1 0.10
8 0.16 0.12 0.06 8 0.13 0.10 0.09
9 0.14 0.10 9 0.12 0.10
10 0.12 0.06 10 0.11 0.09
1" 0.10 " 0.10
12 0.06 12 0.10
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flihreading HUtensili filettatuira

B Table of recommended infeed for MJ und UNJ external threading inserts
Valori d'incremento consigliati per inserti per filettatura esterna MJ e UNJ

MJ UNJ
i) 15 2.0 AT e 8 | 10 | 12 | 14 | 16| 18 | 20 | 24 | 28 | 32
Passo Passo
Total feed(a) 0.87 1.16 Total feed(a) | 4 g3 | 147 | 122 | 1.05 [0.92| 0.81 | 0.73 | 0.61 | 0.52 | 0.46
Incremento totale Incremento totale
Cutting Cutting
times(nap) 6 8 times(nap) 1 9 7 7 6 6 6 5 5 4
Numero Numero
di tagli di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.22 0.25 1 0.31 0.30 | 028 | 0.26 | 0.26 | 0.23 | 0.19 | 0.17 | 0.16 | 0.16
2 0.19 0.21 2 030 | 029 | 027 | 023 | 0.21 | 0.18 | 0.16 | 0.14 | 0.12 | 0.14
3 0.16 0.18 3 0.23 | 0.21 0.20 | 0.17 | 0.14 | 0.14 | 0.13 | 0.14 | 0.09 | 0.10
4 0.13 0.15 4 0.18 | 0.15 | 0.17 | 012 | 0.12 | 0.10 | 0.10 | 0.10 | 0.09 | 0.06
5 0.11 0.12 5 0.15 | 0.13 | 0.13 | 0.11 | 0.10 | 0.010 | 0.09 | 0.06 | 0.06
6 0.06 0.10 6 0.14 | 0.12 | 0.11 0.10 | 0.09 | 0.06 | 0.06
7 0.09 7 0.13 | 0.1 0.06 | 0.06
8 0.06 8 0.12 | 0.10
9 0.11 | 0.06
10 0.10
1 0.06
B Table of recommended infeed for Tr internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna Tr
External / Esterna Internal / Interna
Pitch(mm) Pitch(mm)
Passo 1.5 2 8 B 1.5 2 3
Total feed(a) Total feed(a)
Incremento totale 0.90 1.25 1.75 Incremento totale 0.90 1.25 1.75
Cutting Cutting
times(nap) times(nap)
Ghisa 6 7 9 Numero 6 7 9
sferoidale di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.23 0.29 0.32 1 0.22 0.28 0.34
2 0.21 0.26 0.31 2 0.18 0.23 0.28
3 0.16 0.21 0.24 3 0.17 0.21 0.26
4 0.13 0.17 0.19 4 0.13 0.16 0.20
5 0.1 0.14 0.18 5 0.11 0.14 0.17
6 0.06 0.12 0.17 6 0.10 0.12 0.15
7 0.06 0.15 7 0.1 0.13
8 0.13 8 0.12
9 0.06 9 0.10

@;Aﬂ.s.



@ For ACME internal and external threading inserts
Per inserti per filettatura interna ed esterna ACME

lihreading - filettatura

@ For STUB-ACME internal and external threading inserts

Per inserti per filettatura interna ed esterna STUB-ACME

Pitch(mm) Pitch(mm)
Passo 8 10 12 14 16 Passo 8 10 12 14 16
Total feed (a) Total feed (a)
oot oie | 186 | 185 | 121 | 105 | 094 | oF EC el 128 | 108 | 081 | 073 | 066
Cutting times(nap) Cutting times(nap)
Numero 12 10 8 7 6 Nf'mef? 9 8 7 6 5
di tagli di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.31 0.28 0.25 0.23 0.23 1 0.22 0.20 0.17 0.17 0.17
2 0.26 0.23 0.21 0.20 0.19 2 0.20 0.18 0.14 0.14 0.15
3 0.23 0.21 0.18 0.18 0.17 3 0.18 0.15 0.12 0.12 0.14
4 0.18 0.16 0.15 0.14 0.14 4 0.15 0.13 0.1 0.11 0.1
5 0.15 0.15 0.12 0.11 0.11 5 0.12 0.12 0.1 0.1 0.09
6 0.14 0.13 0.11 0.10 0.10 6 0.1 0.11 0.09 0.09
7 0.12 0.11 0.10 0.09 7 0.1 0.10 0.09
8 0.11 0.10 0.09 8 0.10 0.09
9 0.10 0.09 9 0.09
10 0.09 0.09
11 0.09
12 0.08
@ Table of recommended infeed for AP 60° internal and external threading inserts
Valori d'incremento consigliati per inserti per filettatura interna ed esterna API 60°
External / Esterna Internal / Interna
Piehmm) | 4(382) | 4(383) | 5(403) | 4(502) | 4(503) Plen(mm) | 4(382) | 4(383) | 5(403) | 4(502) | 4(503)
Total feed (a) Total feed (a)
Incremento totale 3.12 3.1 3.00 3.78 3.77 Incremento totale 3.12 31 3.00 3.78 3.77
Cutting times(nap) Cutting times(nap)
Numero 12 12 12 15 15 mero 12 12 12 15 15
di tagli di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.51 0.50 047 0.51 0.51 1 0.52 0.52 0.51 0.55 0.54
2 047 0.47 0.44 0.48 0.48 2 0.43 0.43 0.42 0.46 0.46
3 0.42 0.42 0.40 0.44 0.44 3 0.39 0.39 0.38 0.42 0.42
4 0.35 0.35 0.35 0.39 0.39 4 0.30 0.30 0.29 0.32 0.32
5 0.31 0.31 0.30 0.34 0.34 5 0.25 0.25 0.24 0.27 0.27
6 0.26 0.26 0.25 0.30 0.30 6 0.22 0.22 0.21 0.24 0.24
7 0.22 0.22 0.21 0.26 0.26 7 0.20 0.20 0.19 0.22 0.22
8 0.18 0.18 0.17 0.22 0.22 8 0.18 0.18 0.17 0.20 0.20
9 013 0.13 0.14 0.19 0.19 9 017 017 0.16 0.18 0.18
10 0.11 0.11 0.11 0.16 0.16 10 0.16 0.16 0.15 0.17 0.17
" 0.10 0.10 0.10 0.13 0.13 11 0.15 0.15 0.14 0.16 0.16
12 0.06 0.06 0.06 0.1 0.10 12 0.15 0.14 0.14 0.16 0.16
13 0.10 0.10 13 0.15 0.15
14 0.09 0.09 14 0.14 0.14
15 0.06 0.06 15 0.14 0.14
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flihreading HUtensili filettatuira

B Table of recommended infeed for API round internal and external threading inserts
Valori d'incremento consigliati per inserti tondi per filettatura interna ed esterna API

External / Esterna

Internal / Interna

g ; o e : o
e 181 141 et 181 141
Cutting times(nap) Cutting times(nap)

Numero 12 10 Numero 12 10

di tagli di tagli

Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X

1 0.25 0.25 1 0.30 0.26
2 0.24 0.23 2 0.25 0.21
3 0.19 0.16 3 0.22 0.19
4 0.16 0.14 4 0.17 0.15
5 0.14 0.12 5 0.15 0.13
6 0.14 012 6 013 ‘ 0.11
7 0.13 0.12 7 0.12 0.10
8 0.13 0.1 8 0.1 l 0.09
9 0.13 0.1 9 0.10 0.09
10 0.13 0.06 10 0.09 0.08
1" 0.11 11 0.09

12 0.06 12 0.08

@ Table of recommended infeed for API inclined trapezoidal screw internal and external threading inserts
Valori d'incremento consigliati per inserti a vite trapezoidale inclinata americana per filettatura interna ed esterna
External / Esterna

Internal / Interna

By : g :
In;gﬁlefr\iidté?gle 1.55 In;‘;trilef:;dtézle 1.55
Cutting timgs(nalp) 1 Cutting timgs(nap) 1

Numero di tagli Numero di tagli
Cutting order Radial X Cutting order Radial X
Ordine di taglio Radiale X Ordine di taglio Radiale X
1 0.25 1 0.27
2 0.23 2 0.22
3 0.17 3 0.20
4 0.15 4 0.16
5 0.13 5 0.13
6 0.12 6 0.12
7 0.12 7 0.10
8 0.11 8
9 0.11 9
10 0.1 10
11 0.06 "
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0.08
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lihreading - perfilettatura

® Recommended Cutting parameters - Parametri di taglio consigliati

Workpiece Material
Materiale pezzo

Hardness HB
Durezza HB

Cutting speed (m-min)
Velocita di taglio (m-min)

Carbon steel
Acciaio al carbonio

C=0.15%
C=0.35%
C=0.60%

125
150
200

150-175
140-155
130-145

Alloy steel
Acciaio legato

Anneal / Temprato
Tempered / Pre-temprato
Tempered / Pre-temprato
Tempered / Pre-temprato

180
275
300
350

110-130
80-100
70-90
60-80

High alloy steel
Acciaio alto legato

Anneal / Temprato
Hardened / Pre-temprato

200
325

90-115
70-90

Non-alloy / Non legato 180 180-210
Cast steel Low alloy / Basso legato 200 90-115
Acciaio fuso High alloy / Alto legato 225 90-115
Martensite steel 12%Mn
Acciaio martensite 12%Mn 250 40-50
Austenite
Stainless steel Austenitico 180 jicglel
Acciaio inox Martensite-Ferrite
Martensitico-Ferritico 200 U=ty
Malleable cast iron Ferrite / Ferritico 130 110-140
Ghisa malleabile Pearlite / Perlitico 230 85-105
Grey cast iron Martensite / Martensitico 180 110-140
Ghisa grigia Ferrite / Ferritico 260 90-115
Nodular cast iron Ferrite / Ferritico 160 110-130
Ghsl?ear:i ;laef'te Pearlite / Perlitico 250 80-100
Non-aging treatment
Alalloy Non tatiato 60 1300-1450
Lega di alluminio Aging treatment 100 450-500
Pre-temprato
i Non-aging treatment
Cast atjen;gl:j?q alloy Non trattato 75 430-470
alluminio fusa A et 90 250-290
Anneal
Iron Base | Temprato 200 35-50
Abase Aging 280 25-35
Heat resistant alloy ferrosa | Pre-temprato
Resistenza Anneal
. T t 250 =
a shock termici Ni- Or Co- ZEES © 15-25
Lega Base | Pre-temprato 350 10-20
Base Casting 320 10-15
Ghisa
Hardened steel Hardened
Acciaio temprato Temprato HRC55 40-50
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