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CNMG 4
DNMG 6
SNMG 8
SNMM 10
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WNMG 14
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AT
INDEXABLE CUTTING INSERTS

CNMG -~
Size (1) d d1 s
L 0903 9,7 9,525 3,81 3,18
i 1204 12,9 12,700 5,16 476
V _' 1606 16,1 15,875 6,35 6,35
© Q ° 1906 193 19,050 7,94 6,35
Y 2509 25,8 25,400 9,12 9,52
[
(2 () sle
L~ 27 uAm 2
- £ MRZR | Grades R#:é SREng e
3 adius | Feed per rev. Radius
=2 ISO ANSI
= 0w o oo owmwo
& 25338 INI53 r foo|f a a
O OO O MWW O o o € min max pmin p max
CNMG 120404E-F CNMG 431E-F oole ° o0 04 | 008 | 03 | 05 3,0
CNMG 120408E-F CNMG 432E-F e e ° [ 3K ] 0,8 0,08 | 0,35 0,8 3,0
= | CNMG 120404E-FF CNMG 431E-FF ° 04 | 006 | 015 | 04 15
CNMG 120408E-FF CNMG 432E-FF ° 08 | 008 | 020 | 08 15
CNMG 090304E-FM CNMG 321E-FM o0 ° 04 | 010 | 030 | 05 6,3
CNMG 090308E-FM CNMG 322E-FM o0 ° 08 | 010 | 045 | 08 30
© CNMG 120404E-FM CNMG 431E-FM [ 3K ) [ ] 0,4 0,10 | 0,30 0,5 3,0
CNMG 120408E-FM CNMG 432E-FM 30 ° 08 | 015 | 045 | 08 30
CNMG 120412E-FM CNMG 433E-FM o0 1,2 0,15 0,45 1.2 4,0
CNMG 090308E-M CNMG 322E-M LI ) 08 | 015 | 060 | 08 4,0
CNMG 120404E-M CNMG 431E-M oo oo 04 | 017 | 060 | 08 6,0
CNMG 120408E-M CNMG 432E-M o oloeo 000 08 | 017 | 060 | 08 6,0
— CNMG 120412E-M CNMG 433E-M I olole 12 | 017 | 060 | 12 6,0
IO/ | CNMG 120416E-M CNMG 434E-M olo olele 16 | 017 | 080 | 16 | 60
< < | CNMG 160608E-M CNMG 542E-M ) o o0 0,8 0,17 | 0,60 0,8 7,0
CNMG 160612E-M CNMG 543E-M ° oo|e 12 | 017 | 060 | 12 7,0
CNMG 160616E-M CNMG 544E-M oo 16 | 017 | 060 | 16 7,0
CNMG 190608E-M CNMG 642E-M o o000 08 | 015 | 060 | 08 6,0
CNMG 190612E-M CNMG 643E-M Olele|e oo 12 | 017 | 080 | 1,2 8,0
CNMG 190616E-M CNMG 644E-M o |(eooe 16 | 017 | 080 | 16 8,0
(72}
[
i
iC o
R=
j:-j |
o
+H
=2
(=)
=
o FRAEFETEF= @ / Stock Assort. o JEFRAEEETET M / Non-stock Assort. Fr& R~ / All dimensions [mm]
® FREEETF= M / New Stock Assort. O JEFRERETEF T / New Non-stock Assort.

4 PRAMET




AT
INDEXABLE CUTTING INSERTS

¥E | BRELAE FE

fu % MRS | Grades Radius | Feed per rev. Radius
=2 ISO ANSI
= 0N Wwo o oo wwo
5 B22255888 ¢t aw aw
CNMG 120408E-R CNMG 432E-R oojojoo0e 08 | 0,17 | 060 | 1,0 8,0
CNMG 120412E-R CNMG 433E-R oo 0Olee|0 O 12 1025 | 0,70 | 20 6,0
CNMG 120416E-R CNMG 434E-R ole Ole|e|e® 16 | 030 | 080 | 20 6,0
CNMG 160608E-R CNMG 542E-R Ole|O|C|e|e|® 08 | 025 | 060 | 30 7,0
CNMG 160612E-R CNMG 543E-R Ole|le|OC|e|e|® 12 | 025 | 070 | 3,0 7,0
CNMG 160616E-R CNMG 544E-R Ole olole 16 | 025 | 070 | 30 70
CNMG 190608E-R CNMG 642E-R e e Ol0|e0|@ 0,8 0,25 | 0,60 3,0 8,0
CNMG 190612E-R CNMG 643E-R oo 000 00 1,2 025 | 0,70 3,0 8,0
CNMG 190616E-R CNMG 644E-R oo 000 00 1,6 025 | 070 2,0 9,0
CNMG 120408E-RM CNMG 432E-RM e o o0 08 | 020 | 050 1,0 7,0
CNMG 120412E-RM CNMG 433E-RM eoleojo|o 12 | 025 | 070 | 15 7,0
CNMG 120416E-RM CNMG 434E-RM oo 0 16 | 0,30 | 075 | 20 7,0
CNMG 160608E-RM CNMG 542E-RM eolo|e 08 | 020 | 050 | 1,0 8,0
CNMG 160612E-RM CNMG 543E-RM eolo|e 12 | 025 | 070 | 15 | 80
CNMG 160616E-RM CNMG 544E-RM oo 16 | 030 | 080 | 20 8,0
CNMG 190608E-RM CNMG 642E-RM ) 08 | 020 | 050 | 1,0 | 10,0
CNMG 190612E-RM CNMG 643E-RM [ 3 AN BN ) 1,2 0,25 0,70 15 10,0
CNMG 190616E-RM CNMG 644E-RM e o o0 16 | 0,30 | 080 | 20 10,0
CNMG 250924E-RM CNMG 866E-RM eolo|e 24 | 040 | 1,00 | 25 | 150

CNMG 120408E-DM CNMG 432E-DM ° ° 08 | 015 | 060 | 1,0 70
CNMG 160608E-DM CNMG 542E-DM ° 08 | 0,5 | 060 | 1,0 7,0
CNMG 120408W-F CNMG 432W-F ° o0 08 | 0,10 | 0,60 | 02 44
CNMG 120408W-M CNMG 432W-M 3 oo 08 | 015 | 060 | 08 4,0
CNMG 120412W-M CNMG 433W-M ° oo 12 | 020 | 090 | 12 4,0

CNMG 120404E-NM CNMG 431E-NM
CNMG 120408E-NM CNMG 432E-NM
CNMG 120412E-NM CNMG 433E-NM
@ CNMG 160608E-NM | ONMG 5426
CNMG 160612E-NM CNMG 543E-NM
CNMG 190612E-NM CNMG 643E-NM

(] 04 | 015 | 030 | 05 3,0
[ 08 | 020 | 040 | 08 3,0
1,2 0,20 | 0,40 1,2 35
08 | 025 | 050 | 08 5,0
1,2 025 | 050 1,2 50
12 0,30 | 050 12 8,0

CNMG 120404ER-SI CNMG 431ER-SI 04 | 020 | 030 | 08 5,0

o [ ° )
[b’-/ CNMG 120408ER-S| CNNIG 432ER-S1 o . o |08 | 020 050 | 08 | 50 &=
,-_‘ CNMG 120404EL-SI CONMG 431ELSI o ° ° 04 | 020 | 030 | 08 | 50 iRE &
‘ CNMG 120408EL-S| CNMG 432ELSI o . o [ 08 02005 08 | 50 & w
ﬂ o
52
(=]
=
A& R~ / All dimensions [mm] ® PRERETEF f / Stock Assort. o FEFRIEEETEFS 5 / Non-stock Assort.
® FRERETZF M / New Stock Assort. 0 FEFRERETEF T / New Non-stock Assort.

PRAMET 5




AT
INDEXABLE CUTTING INSERTS

DNMG T~
Size U d d, s
< 1104 11,6 9,525 3,81 4,76
‘ e 1504 155 | 12700 | 516 476
' 1506 15,5 12,700 5,16 6,35
o AC) s
\ A
5/ 0 Ll
Néstroje viz str. / Néstroje vid str.: 18, 33-35, 50, 78
L~ w P ey
g £ MRZEE | Grades R:H'% SHELE R
3 adius | Feed per rev. Radius
=3 ISO ANSI
= 0N Wwo o oo wmwo
& 25338 KINKI53 r foolf a a
O OO O HWH O O o € min max pmin P max
DNMG 150608E-DM DNMG 442E-DM (@) [} 0,8 0,15 0,48 1,0 45
DNMG 110404E-F DNMG 331E-F ° ° ° 04 | 008 | 024 | 05 3,0
DNMG 110408E-F DNMG 332E-F ° ° 08 | 015 | 035 | 08 3,0
__| DNMG 150404E-F DNMG 431E-F o o |ojo 04 | 008 | 024 | 05 | 30
DNMG 150408E-F DNMG 432E-F ° 08 | 008 | 035 | 08 3,0
DNMG 150604E-F DNMG 441E-F Ole|e ° oo 04 | 008 | 024 | 05 30
DNMG 150608E-F DNMG 442E-F [Xie) o |o|e 08 | 008 | 035 | 08 3,0
DNMG 110402E-FF DNMG 33(0.5)E-FF ° 0,2 0,06 | 0,12 0,2 1,5
DNMG 110404E-FF DNMG 331E-FF ° 04 | 006 | 020 | 04 1,5
- DNMG 110408E-FF DNMG 332E-FF ° 08 | 008 | 025 | 08 1,5
DNMG 150404E-FF DNMG 431E-FF . 04 | 006 | 020 | 04 | 15
| DNMG 150604E-FF DNMG 441E-FF ° 04 | 006 | 020 | 04 | 15
DNMG 150608E-FF DNMG 442E-FF ° 08 | 008 | 025 | 08 1,5
DNMG 110404E-FM DNMG 331E-FM N0 ° 04 | 010 | 024 | 04 30
DNMG 110408E-FM DNMG 332E-FM oo ° 08 | 010 | 035 | 08 3,0
DNMG 150404E-FM DNMG 431E-FM [ 3N ) ° 04 0,10 | 0,24 0,5 3,0
DNMG 150408E-FM DNMG 432E-FM oo ° 08 | 015 | 045 | 08 3,0
DNMG 150604E-FM DNMG 441E-FM o0 ° 04 | 010 | 024 | 05 30
DNMG 150608E-FM DNMG 442E-FM o0 ° 08 | 015 | 045 | 08 30
® DNMG 150612E-FM DNMG 443E-FM oo ° 12 | 015 | 045 | 12 | 30
o
it &
R=
o
o
+H
=2
(=
=
o FRAEEETEF= @ / Stock Assort. o JEFRAEEETET M / Non-stock Assort. Fir& R~ / All dimensions [mm]
® FREEETF= M / New Stock Assort. 0 JEFRAERETE & / New Non-stock Assort.
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AT
INDEXABLE CUTTING INSERTS

¥E | BRESE FE

o % MBS,/ Grades Radius | Feed per rev. Radius
5. 1s0 ANSI
= 0 wo o oo wmwo
(S 25338 KINI 53 r foolf a a
©|©|©| O & & o o o & min max pmin | “pmax
DNMG 110404E-M DNMG 331E-M [ 2ok AN 3K ) 0,4 0,12 0,24 0,5 3,0
DNMG 110408E-M DNMG 431E-M [ JEe AN 2K 2N ) 0,8 0,15 | 0,48 0,8 3,0
DNMG 110412E-M DNMG 432E-M (@) e e 1,2 017 | 0,72 1,2 3,3
DNMG 150404E-M DNMG 433E-M O e e 0,4 0,12 0,24 0,5 3,0
DNMG 150408E-M DNMG 332E-M o o000 0 0,8 0,15 | 0,48 0,8 45
E= DNMG 150412E-M DNMG 333E-M ) 1,2 017 | 0,72 1,2 45
DNMG 150604E-M DNMG 441E-M [ ) o0 0,4 0,12 0,24 0,5 3,0
DNMG 150608E-M DNMG 442E-M Cle e e e e e 0,8 0,15 | 0,48 0,8 45
DNMG 150612E-M DNMG 443E-M [ 2K BX AN BN BN J 1,2 017 | 0,72 1,2 45
DNMG 110404E-NM DNMG 331E-NM e e 0,4 0,15 | 0,24 0,5 3,0
DNMG 110408E-NM DNMG 332E-NM [ 3K ) 0,8 0,20 | 0,40 0,8 3,0
DNMG 150604E-NM DNMG 441E-NM e e 0,4 0,15 | 0,24 0,5 3,0
f= DNMG 150608E-NM DNMG 442E-NM o0 ° 08 | 020 | 040 | 08 3,0
DNMG 150612E-NM DNMG 443E-NM [ 3K ) 1,2 0,20 | 0,40 1,2 3,5
DNMG 150608E-R DNMG 442E-R [ AK 3K AN BN AN BN ) 0,8 0,25 | 0,48 2,0 45
DNMG 150612E-R DNMG 443E-R [ 2K 3K JEeRK AN BN ) 1,2 0,25 | 0,70 2,0 45
DNMG 150616E-R DNMG 444E-R [ ) e e 1,6 0,30 | 0,80 2,0 45
DNMG 110408E-RM DNMG 332E-RM olo|e 08 | 020 | 048 | 10 33
DNMG 110412E-RM DNMG 333E-RM olele 12 | 025 | 060 | 15 | 33
. | DNMG 150412E-RM DNMG 433E-RM olele 12 [ 025 | 070 | 15 | 45
DNMG 150608E-RM DNMG 442E-RM [ 2 AN BN ) 0,8 0,20 | 0,48 1,0 45
DNMG 150612E-RM DNMG 443E-RM [ 2K AN BN ) 1,2 0,25 0,70 15 45
DNMG 150616E-RM DNMG 444E-RM e oo 1,6 0,30 | 0,75 2,0 45
DNMG 110404ER-SI DNMG 331ER-SI ) (0] 0,4 0,20 | 0,24 0,8 3,3
DNMG 110408ER-SI DNMG 332ER-SI ° o 08 | 020 | 048 | 08 33
Y= DNMG 150408ER-SI DNMG 432ER-SI ° o 08 | 020 | 048 | 08 45
DNMG 150604ER-SI DNMG 441ER-SI ® ° [ ] 0,4 0,20 | 0,24 0,8 45
DNMG 150608ER-SI DNMG 442ER-S| ® [ ) [ ] 0,8 0,20 | 0,48 0,8 45
DNMG 110404EL-SI DNMG 331ELSI ° o) 04 | 020 | 024 | 08 33
DNMG 110408EL-SI DNMG 332EL-S| ® o 0,8 0,20 | 0,48 0,8 3,3
@ DNMG 150408EL-SI DNMG 432EL S| . o 08 | 020 | 048 | 08 | 45
DNMG 150604EL-SI DNMG 441EL-SI ) ) ° 0,4 0,20 | 0,24 0,8 45
DNMG 150608EL-SI DNMG 442ELS| ° ° ° 08 | 020 | 048 | 08 | 45 n
e
iK &
RZ
£ 3
I 2
2
A& R~ / All dimensions [mm] ® PRERETEF [ / Stock Assort. o FEFRIHEEETEFS T / Non-stock Assort.
® FR/EEETF= M / New Stock Assort. 0 JEFRAERETE & / New Non-stock Assort.
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AT
INDEXABLE CUTTING INSERTS

SNMG -~
Size d d s
I 1204 12,700 12,700 5,16 4,76
1506 15,875 15,875 6,35 6,35
J 1906 19,050 19,050 7,94 6,35
© 'c‘ 2509 25,400 25,400 9,12 9,52
Y \
| . S

MRE% / Grades FE | SRENE HE

5
s Radius | Feed per rev. Radius
B 5 ISO ANSI
= =3 wwoloololwo
S 2583 NK XS r f|f a a
O O OO WM OO O € min max pmin P max
SNMG 150608E-DM SNMG 542E-DM ° 08 | 015 | 068 | 10 | 70
SNMG 120404E-F SNMG 431E-F o|o e |O 04 | 008 | 034 | 05 | 30
@ SNMG 120408E-F SNMG 432E-F o|o e |O 08 | 008 | 035 | 08 | 30

SNMG 120404E-FM SNMG 431E-FM
SNMG 120408E-FM SNMG 432E-FM
SNMG 120412E-FM SNMG 433E-FM
SNMG 120416E-FM SNMG 434E-FM

04 | 010 | 030 | 05 3,0
08 | 015 | 045 | 08 3,0
12 0,15 | 0,45 1,2 3,0
16 | 0,15 | 045 1,6 3,0

SNMG 120408E-M SNMG 432E-M o o000 08 | 015 | 060 | 08 6,0
SNMG 120412E-M SNMG 433E-M ol0|e|e|e|e® 12 | 015 | 060 | 1,2 | 60
SNMG 120416E-M SNMG 434E-M o0 1,6 0,7 | 0,80 1,6 6,0
SNMG 150612E-M SNMG 543E-M eolo|e 12 | 017 | 080 | 12 | 80
SNMG 190612E-M SNMG 643E-M Ole|le|e|e® 12 | 017 | 080 | 12 8,0
SNMG 190616E-M SNMG 644E-M o|o| |e|e 16 | 017 | 080 | 16 | 80
SNMG 120408E-R SNMG 432E-R o/o/0oo 000 08 | 025 | 060 | 20 6,0
SNMG 120412E-R SNMG 433E-R Olele|le e e|e 12 | 025 | 070 | 2,0 6,0
SNMG 120416E-R SNMG 434E-R o|o 0 16 | 030 | 080 | 20 6,0
SNMG 150612E-R SNMG 543E-R [ 3N ] [ 2K AN BN ) 1,2 0,25 0,70 2,0 7,0
o SNMG 150616E-R SNMG 544E-R olo|e|O|e|e|@® 16 | 025 | 0,70 | 20 7,0
T SNMG 190612E-R SNMG 643E-R Oleleeeolee 12 [ 025|070 | 20 | 90
i,é% SNMG 190616E-R SNMIG 644E-R oje/ele/o/e|e 16 | 030 | 080 | 20 | 90
2l
& 8
= B
2
o BRERETEF= M / Stock Assort. o JEFREEETE @ / Non-stock Assort. P R <+ / All dimensions [mm]
® FREEETF=m / New Stock Assort. O JEFRERETEF @ / New Non-stock Assort.
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AT
INDEXABLE CUTTING INSERTS

_ g . oy
s MRER | Grades R#é i s &
3 adius | Feed per rev. Radius
52180 ANSI
= = NWwo o oo wo
&) 25238333 r foolf a a
O O OO H”H O O o € min max p min P max
SNMG 120408E-RM SNMG 432E-RM eo|o|o|e 08 | 020 | 050 | 1,0 7,0
SNMG 120412E-RM SNMG 433E-RM I 12 1025 | 070 | 15 70
SNMG 120416E-RM SNMG 434E-RM o oo 1,6 0,30 | 0,75 2,0 7,0
At | SNMG 150612E-RM SNMG 543E-RM oo o0 12 | 025 | 0,70 15 8,0
i | SNMG 150616E-RM SNMG 544E-RM I 16 | 030 | 08 | 20 | 80
SNMG 190612E-RM SNMG 643E-RM oleo(o|o 12 | 025 | 070 | 15 | 10,0
SNMG 190616E-RM SNMG 644E-RM [ 2K 2N J 1,6 0,30 | 0,80 2,0 10,0
SNMG 250924E-RM SNMG 866E-RM o o0 0 2,4 0,40 1,20 2,4 15,0
SNMG 120408E-NM SNMG 432E-NM o e 0,8 0,20 | 0,50 0,8 3,0
‘@’ SNMG 120412E-NM SNMG 433E-NM oo 12 | 020 | 050 | 12 | 35
»
—
&
i »n
RZ
b
+H
3
=
=
A& R~ / All dimensions [mm] © PRERETEFS f / Stock Assort. o FEFRIHEEETEFS T / Non-stock Assort.
® FREEETF= m / New Stock Assort. O JEFRAERETET= B / New Non-stock Assort.
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AT
INDEXABLE CUTTING INSERTS

SNMM s
Size d d, s
1204 12,700 12,700 5,16 4,76
1506 15,875 15,875 6,35 6,35
1906 19,050 19,050 7,94 6,35
o 2507 25400 | 25400 9,12 7,94
2509 25,400 25,400 9,12 9,52
o S e
= g 4o Sug
a % MRFAR | Grades R::dﬁs ﬁfﬁir:j thfs
=2 ISO ANSI
= OO OO0 WO o
© § § § § § § § § rﬁ fm'" fmax apmin apmax
SNMM 120412E-DR SNMM 433E-DR ° ° oo 12 | 030 | 085 | 25 84
G SNMM 150612E-DR SNMM 543E-DR @) o e 1,2 0,30 | 0,85 2,5 9,0
E\AOJ SNMM 190612E-DR SNMM 643E-DR [ ] ) [ BN ) 1,2 0,30 | 0,85 2,5 9,0
SNMM 190616E-DR SNMM 644E-DR [} o o0 16 | 030 | 085 | 25 9,0
SNMM 190616E-HR SNMM 644E-HR ° ° o0 ° 16 | 050 | 1,36 | 50 | 133
SNMM 190624E-HR SNMM 646E-HR e} o o0 o 24 | 050 | 1,40 | 50 | 133
SNMM 250716E-HR SNMM 854E-HR e) °o0 ° 16 | 050 | 1,36 | 50 14,0
SNMM 250724E-HR SNMM 856E-HR ol |e| |e|le| |e 24 | 050 | 1,40 | 50 | 14,0
SNMM 250732E-HR SNMM 858E-HR O [ 3,2 0,50 1,40 5,0 14,0
SNMM 250924E-HR SNMM 866E-HR [ ) o [ BN ) o 2,4 0,50 1,40 5,0 14,0
SNMM 250932E-HR SNMM 868E-HR o0 32 | 050 | 1,40 | 50 | 14,0
SNMM 120408E-NR SNMM 432E-NR ° ° LI ) 08 | 025 | 0,68 1,0 84
SNMM 120408E-NR2 SNMM 432E-NR2 o e 0,8 0,30 | 0,55 0,8 7,0
SNMM 120412E-NR2 SNMM 433E-NR2 e e 1,2 0,32 0,70 12 75
SNMM 150612E-NR2 SNMM 543E-NR2 o o0 12 | 030 | 070 | 1,2 9,0
SNMM 150616E-NR2 SNMM 544E-NR2 ° 16 | 035 | 090 | 16 9,0
SNMM 190612E-NR2 SNMM 643E-NR2 oo 12 | 032 | 070 | 15 | 120
SNMM 190616E-NR2 SNMM 644E-NR2 e} oo 16 | 035 | 090 | 16 | 120
SNMM 190624E-NR2 SNMM 646E-NR2 oo 24 | 040 | 120 | 25 | 120
® SNMM 250724E-NR2 SNMM 856E-NR2 o oo 24 | 050 | 1,40 | 30 | 16,0
E SNMM 250924E-NR2 SNMM 866E-NR2 ) [} [ ] 2,4 0,50 1,60 3,0 16,0
R 2
= B
2
o FRAEFETEF= @ / Stock Assort. o JEFRAEEETET M / Non-stock Assort. Fir& R~ / All dimensions [mm]
® FRERETE [ / New Stock Assort. O JEFRAERETF 7= / New Non-stock Assort.
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AT
INDEXABLE CUTTING INSERTS

] ¥R | BRBLE &R
L é MRFR | Grades Radius | Feed per rev. Radius
3 1SO ANSI
= olwo oo wae
(S} 223 NNZ 3 S r foolf a a
© O o o o | o o B min max p min p max
SNMM 120408E-OR SNMM 432E-OR Cle oo 0,8 0,30 | 0,68 15 6,0
SNMM 120412E-OR SNMM 433E-OR e) 0 12 | 032 | 070 | 20 6,0
SNMM 120416E-OR SNMM 434E-OR ° 16 | 035 | 080 | 20 8,0
SNMM 150608E-OR SNMM 542E-OR (@) ) 0,8 0,35 | 0,60 2,0 8,0
SNMM 150612E-OR SNMM 543E-OR Ole|e|e® 12 | 035 | 1,00 | 20 9,0
SNMM 150616E-OR SNMM 544E-OR Ole|e 16 | 035 | 1,00 | 20 9,0
SNMM 190612E-OR SNMM 643E-OR ol |o|e|e|e 12 | 035 | 1,00 | 30 | 10,0
SNMM 190616E-OR SNMM 644E-OR ° olooe 16 | 038 | 1,20 | 20 | 100
SNMM 190624E-OR SNMM 646E-OR (@) Ole|le® 2,4 0,45 1,20 3,5 12,0
SNMM 250716E-OR SNMM 854E-OR [} Ole|e|e® 16 | 045 | 1,36 | 40 | 16,0
SNMM 250724E-OR SNMM 856E-OR [ ) Olele e 24 0,45 1,70 4,0 16,0
SNMM 250924E-OR SNMM 866E-OR ¢) Olele|e® 24 1030 | 1,70 | 30 | 16,0
SNMM 190616E-OR1 SNMM 644E-OR1 ° oo 16 | 037 | 1,20 | 30 | 10,0
SNMM 250724S-SR SNMM 856S-SR o} ° ° 24 | 070 | 1,60 | 50 | 16,0
SNMM 250924S-SR SNMM 866S-SR ° ° o0 24 | 070 | 160 | 50 | 16,0
SNMM 190616S5-923 SNMM 644S-923 ° 1,6 0,45 1,36 3,0 13,0
O SNMM 250716S-923 SNMM 854S-923 ° 1,6 0,45 1,36 4,0 16,0
SNMM 2507245-923 SNMM 8565-923 ° 24 | 045 | 1,50 | 30 | 13,0
SNMM 250924S-923 SNMM 8665-923 ° 24 | 045 | 1,50 | 30 | 13,0
(72}
[
0
i »n
RZ
5 a
+H
S
=)
=
A& R~ / All dimensions [mm] © PRERETEFS f / Stock Assort. o FEFRIHEEETEFS T / Non-stock Assort.
® FREEETF= m / New Stock Assort. 0 JEFRAERETZ § / New Non-stock Assort.

PRAMET 11




AT
INDEXABLE CUTTING INSERTS

TNMG i
Size U d d, s
1604 16,5 9,525 3,81 476
2204 22,0 12,700 5,16 4,76
2706 27,5 15,875 6,35 6,35
3309 33,0 19,050 7,94 9,52
ai
A
. Y oo oy
S MR | Grades R::d{i%s ﬁﬁiﬁ: th%s
3] 1SO ANSI
= NWo o000 wWwwo
S 25338 IIS 3 r f f a a
(3R IR-R7-IR- K- AR-R--1E ] € min max p min p max
TNMG 160404E-F TNMG 331E-F o0 ° o 04 | 008 | 024 | 05 3,0
TNMG 160408E-F TNMG 332E-F ° ° ¢} 08 | 008 | 035 | 08 3,0
.| TNMG 160404E-FF TNMG 331E-FF [ 04 | 006 | 020 | 04 | 15
N, | TNMG 160408E-FF TNMG 332E-FF ° 08 | 008 | 025 | 08 1,5
TNMG 160404E-FM TNMG 331E-FM ) ° 04 | 010 | 024 | 05 3,0
TNMG 160408E-FM TNMG 332E-FM ) ° 08 | 015 | 045 | 08 3,0
TNMG 160412E-FM TNMG 333E-FM o0 ° 12 | 015 | 045 | 12 3,0
TNMG 160404E-M TNMG 331E-M [ J¥e] e e 0,4 017 | 0,24 0,8 3,0
TNMG 160408E-M TNMG 332E-M g 08 | 015 | 048 | 08 5.0
TNMG 160412E-M TNMG 333E-M e|O(O|e|® 12 | 015 | 060 | 12 5,0
TNMG 220408E-M TNMG 432E-M Olele|eelee 08 | 015 | 048 | 08 6,0
TNMG 220412E-M TNMG 433E-M OlC|e|e|e @@ 1,2 0,17 | 0,72 1,2 6,0
TNMG 160408E-R TNMG 332E-R o0 0O|C|le 0|0 08 | 025 | 048 | 20 5,0
TNMG 160412E-R TNMG 333E-R O|0 Olele e 1,2 025 | 0,70 2,0 5,0
A\ | TNMG 220408E-R TNMG 432E-R e Ojle|O|e|0|e 08 | 025 | 048 | 20 | 60
TNMG 220412E-R TNMG 433E-R e(Oje|O|e 0|0 12 1025 | 070 | 20 6,0
TNMG 220416E-R TNMG 434E-R Ole|O|e|e|e|® 16 | 025 | 080 | 20 6,0
TNMG 160408E-RM TNMG 332E-RM o oo 0,8 0,20 | 048 1,0 53
TNMG 160412E-RM TNMG 333E-RM eolele 12 | 025 | 065 | 15 53
® TNMG 220408E-RM TNMG 432E-RM eolo|e 08 | 020 | 048 | 10 7,0
E TNMG 220412E-RM TNMG 433E-RM e oo 1,2 0,25 | 0,65 15 7,0
:ié £ TNMG 220416E-RM TNMG 434E-RM e oo 1,6 0,30 | 0,75 2,0 7,0
& TNMG 270616E-RM TNMG 544E-RM oo 16 | 035 | 075 | 20 | 89
% E TNMG 270624E-RM TNMG 546E-RM oo 24 | 035 | 080 | 30 | 89
= TNMG 330924E-RM TNMG 666E-RM ° 24 | 045 | 090 | 30 | 109
=
o FRAEFETEF= @ / Stock Assort. o JEFRAEEETET M / Non-stock Assort. Fr& R~ / All dimensions [mm]
® FRERETEF M / New Stock Assort. O JEFRERETER T / New Non-stock Assort.

12 2/PRAMET



AT
INDEXABLE CUTTING INSERTS

- 5 4 A "
a £ MRZLR | Grades R=H'¥ SHREaR N
5] adius | Feed per rev. Radius
B 5 ISO ANSI
= e v ololo|ov|vlo
& 253838 KK S r f f a_ |a
OO OO HWH M| o O € min max p min p max
TNMG 160404E-NM TNMG 331E-NM 0 04 | 015 | 024 | 05 3,0
TNMG 160408E-NM TNMG 332E-NM I 08 | 020 | 040 | 1,0 3,0
A TNMG 220408E-NM TNMG 432E-NM ele |o | 08 | 020 | 040 | 10 | 35
TNMG 220412E-NM TNMG 433E-NM o0 12 | 020 | 040 1,2 35
,\ TNMG 160404ER-SI TNMG 331ER-SI ° ° ° 04 | 020 | 024 | 08 5,0
TNMG 160408ER-SI TNMG 332ER-S ° ° ° 08 | 020 | 048 | 08 5,0
£
/\ TNMG 160404EL-SI TNMG 331EL:SI ° ° ° 04 | 020 | 024 | 08 5,0
TNMG 160408EL-SI TNMG 332EL-SI ° ° ° 08 | 020 | 048 | 08 5,0
Y2\
(72}
[
0
i »n
RZ
%3
+H
&+
=)
=
A& R~ / All dimensions [mm] ® PRERETEF [ / Stock Assort. o FEFRIEEETEFS T / Non-stock Assort.
® FREEETF= m / New Stock Assort. O JEFRAERETET= B / New Non-stock Assort.

2PRAMET 13




AT
INDEXABLE CUTTING INSERTS

WNMG iﬁf 0 ] " s
80°
0604 6,5 9,525 3,81 476
06T3 6,5 9,525 3,81 3,97
7 % 0804 8,7 12,700 5,16 4,76
i
7
s
o 2 RS / Grades B sRdel | A&
3 adius | Feed per rev. Radius
3 ISO ANSI
= DLW OO0 OO0 WwOo
© § é g § ;&: § § é % rf fmin fmax apmm apmax
WNMG 06T308E-DM | WNMG 3(2:5)2E-DM ° 08 | 015 | 060 | 10 | 42
WNMG 080408E-DM WNMG 432E-DM ol 08 | 0,15 | 0,60 1,0 56
WNMG 060404E-F WNMG 331E-F e} ° Ole 04 | 008 | 030 | 05 30
WNMG 080404E-F WNMG 431E-F [3Ee) ° oo 04 | 008 | 030 | 05 30
WNMG 080408E-F WNMG 432E-F [3Ee) ° oo 08 | 008 | 035 | 08 3,0
WNMG 060402E-FF WNMG 83(0.5)E-FF ) 0,2 0,06 | 0,15 0,2 1,5
WNMG 060404E-FF WNMG 331E-FF ° 04 | 006 | 020 | 04 1,5
WNMG 080404E-FF WNMG 431E-FF ° 04 | 006 | 020 | 04 15
WNMG 080408E-FF WNMG 432E-FF ° 08 | 008 | 025 | 08 1,5
WNMG 060404E-FM WNMG 331E-FM 0 ° 04 | 010 | 030 | 05 30
WNMG 060408E-FM WNMG 332E-FM 30 ° 08 | 010 | 035 | 08 30
WNMG 080404E-FM WNMG 431E-FM 0 ° 04 | 0,10 | 030 | 05 30
WNMG 080408E-FM WNMG 432E-FM o0 ° 08 | 015 | 045 | 08 3,0
WNMG 080412E-FM WNMG 433E-FM oo ° 12 | 015 | 045 | 1,2 4,0
WNMG 060404E-M WNMG 331E-M e} 30 04 | 017 | 030 | 08 30
| WNMG 060408E-M WNMG 332E-M e Olejejo|e 08 | 015 | 060 | 08 | 40
AN, | WNMG 080404E-M WNMG 431E-M elo| |o]e 04 | 017 | 030 | 08 | 30
SO nwia osoaose-n WAMG 432E-0 olejeejeee/0 08 | 015 | 060 | 08 | 56
WNMG 080412E-M WNMG 433E-M o000 oo 12 | 0,15 | 0,60 12 56
Cﬁ
& WNMG 080408E-R WNMG 432E-R oo 00000 08 | 025 | 060 | 20 | 56
ié 2 WNMG 080412E-R WNMG 433E-R e o0 Ole oo 1,2 0,25 | 0,70 2,0 5,6
&y WNMG 080416E-R WNMG 434E-R ole (3 1,6 | 030 | 080 | 20 | 56
® 2
=5
2
[
o FRAEFETEF= @ / Stock Assort. o JEFRAEEETET & / Non-stock Assort. Fr& R~ / All dimensions [mm]
® FREEETF= M / New Stock Assort. 0 JEFRAERETZ & / New Non-stock Assort.

14 2/PRAMET




AT
INDEXABLE CUTTING INSERTS

5 ¥E | BHMAE P23
L § HMRFR | Grades Radius | Feed per rev. Radius
== ISO ANSI
= 0w o oo owwo
o 2583 8XN5 S r f o f a a
OO OO HWMH OO O O € min max pmin p max
WNMG 060412E-RM WNMG 333E-RM eole|e 12 | 025 | 060 | 13 4,0
WNMG 080408E-RM WNMG 432E-RM eolo|oe 08 | 020 | 055 | 1,0 5,0
WNMG 080412E-RM WNMG 433E-RM eole|o 12 1025 | 070 | 15 5,0
®| WNMG 080416E-RM WNMG 434E-RM olole 16 | 030 | 075 | 20 5,0
WNMG 060408W-F WNMG 332W-F (@) o0 0,8 0,15 0,60 0,8 42
/\ WNMG 080404W-F WNMG 431W-F o oo 04 | 015 | 030 | 04 | 44
/ AOA \
WNMG 060408W-M WNMG 332W-M ¢) oo 08 | 015 | 060 | 08 3,0
A | WNMG 060412W-M WNMG 333W-M o L) 12 | 015 | 09 | 12 30
8\ | WNMG 080408W-M WNMG 432W-M ° ole 08 | 015 | 060 | 08 | 40
WNMG 080412W-M WNMG 433W-M o oo 12 | 020 | 090 | 12 | 40
WNMG 060404E-NM WNMG 331E-NM oo 04 | 015 | 0,30 | 05 3,0
WNMG 060408E-NM WNMG 332E-NM oo 08 | 020 | 040 | 08 3,0
@ WNMG 060412E-NM WNMG 333E-NM Ole 12 | 020 | 050 | 1.2 3,5
WNMG 080404E-NM WNMG 431E-NM 00 04 | 015 | 030 | 05 3,0
WNMG 080408E-NM WNMG 432E-NM o0 ° 08 | 020 | 050 | 08 3,0
WNMG 080412E-NM WNMG 433E-NM oo 12 | 020 | 050 | 1.2 35
WNMG 060404ER-SI WNMG 331ER-SI [ ) @) 0,4 0,20 0,30 0,8 42
WNMG 080404ER-SI WNMG 431ER-SI ° ° 04 | 020 | 030 | 08 5,0
WNMG 080408ER-SI WNMG 432ER-SI o ° ° 08 | 020 | 050 | 08 5,0
WNMG 060404EL-SI WNMG 331EL-SI [ ] (@) 0,4 0,20 0,30 0,8 42
WNMG 080404EL-SI WNMG 431ELS ° ° 04 | 020 | 030 | 08 5,0
WNMG 080408EL-SI WNMG 432EL-S| (@) [ ] [} 0,8 0,20 0,50 08 50
[72]
[
&
i »n
RZ
+H
= 2
a
=
A& R~ / All dimensions [mm] ® PRERETEF [ / Stock Assort. o FEFRIHEEETEFS T / Non-stock Assort.
® FRAERETEF= M / New Stock Assort. 0 JEFRAERETE & / New Non-stock Assort.
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TYPE OF CUTTING INSERTS

Buybnoy
TO¢Ek

[ww] 02 + §°1 ‘e [onorww] paad / [34/uw] B 853
¢L 0L 80 90 ¥0 <0
[;-upooy wiw] [1/ww] 08°0 + 0€°0 !
02
'SUOHIPUOD Bumnd Jo ebuey / [ T M T [ (4 [
\ / o S
N9 pajdniajul pue [enunuod - 5
H dnou6 [elayew - uoiyedljdde [euompuod - / \ 09 3
S dnoJb [euarew - uoiresdde Jayjo - w..
) ‘IN ‘d sdnoib |euiajew - ease uones)dde urew - g o
08 2
Buiybnos pue buiybnol-jwas - pay
‘ El
T A - 005
R EHTI L T — - .
kB STUY -~ BB TR - v@
B N dTOf - EEHEEE - jx.me_gﬂuszu
TUYB LSk - 0'vk
uopduasaq uoneoydde jo weibelq

HINNM ‘DNNL ‘DANS “DNNA DN B
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9= 10
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- M ._% abpa Bumno Jo 9| 1Joid m
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H
)
a8
aH
Buiny
[cEs oloud £
aldylo M ™
HE Bl

O- B MR A / Conditional applications

O - E 252 A / Other applications

FA / Main applicatio

B EEN
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JK rev. 01/2011

JJRIsSOC
TOOLS ISO C

JJEI1SOD
TOOLS ISO D

JERISOM
TOOLS ISO M

JEISOP, 71X, 7
TOOLS ISO P, HEADS, CARTRIDGES

JJEI1SOS, 7IF1SOS
TOOLS ISO S, CARTRIDGES ISO S

LRI PR
PARTING AND GROOVING TOOLS

EBamT e
THREADING TOOLS

AR
INSERTS

LIl , Y118

[O)
=
>
o
(@)
x
o
0)
=
=
o
<
o

BEmT
THREADING

Vibay
INSERTS




FmilEk
ISO RIBE# - TR

JEI1SOC-sEmT
JJEI1SOC-AAMmT

JEI1SOD-s\EMT
JEI1SOD-AAMT

JEISOM- 4SBT

JEISOP-4\EMT
JEISOP-4\EMT

JIKH9 1SO K18
IPS

ATEHEMIANIIFE ISO K53

7+, BTEfHEMNT

A 7K 1SO REg
EREWIES

JEI1SOS-AEMT
JEI1SOS-HAmT
J+1S0S

1ISO 183
T HEIET ]

ISO %8 - 124N T
BaMmINE

ISO R - T H/

FRRY -5
JJHFI1SOC, M, P, S

I RYIE D F

ISO %3 - ARSI A
AR, AFB4mT

# CBN M PCDM A

BARERH

FmylE

LIST OF PRODUCTS

List of products
ISO code designation - Tools

Tools ISO C - external
Tools ISO C - internal

Tools ISO D - external
Tools ISO D - internal

Tools ISO M - external

Tools ISO P - external
Tools ISO P - internal

ISO code for heads
Heads

ISO code for Cartridges for heavy roughing
Cartridges for heavy roughing

ISO code for adjustable heads
Adjustable heads

Tools ISO S - external
Tools ISO S - internal
Cartridges ISO S

ISO code
Parting and grooving tools

ISO code - threading
Threading tools

ISO code - inserts

Product line - Inserts

Inserts ISOC, M, P, S

Parting and grooving inserts
ISO code - Inserts for threading
Inserts for threading

Inserts with CBN and PCD

Technical part

6-11
12-15

16 -21
22-24

25-28

29-47
48 - 53

54
55 -64

65
66-73

74
75-80

81-100
101-113
114 -116

118 -119
120 - 136

137
138 - 142

144 - 145
146 — 148
149 -195
196 — 204

205
206 - 225
226 - 228

229 - 328

PRAMET



T - BESE
TOOLHOLDERS - OVERWIEV

¥R i I i T ) ¥R i

Holder Holder Holder Holder
CKJN-Ext 7 KHP-SSN 61 PTFN-Ext 44 SRSC-Ext 89
CSKP-Int 13 KHP-TGN 62 PTFN-Int 52 SSBC-Ext 90
CSSP-Ext 8 KHS-SBC 63 PTGN-Ext 45 SSDC-Ext 91
CTAP-Ext 9 KP-LBN 67 PTTN-Ext 46 SSKC-Ext 92
CTCP-Ext 10 KP-LKN 68 PWLN-Ext 47 SSSC-Int 109
CTFP-Ext 11 KP-SBN 69 PWLN-Int 53 STFC-Ext 93
CTFP-Int 14 KP-SKN 70 S...RIL10 CA-.. | 114-116 STFC-Int 110
CTGP-Int 15 KS-SBC 71 SCAC-Ext 82 STJC-Ext 94
DCLN-Ext 17 KS-SKC 72 SCBC-Ext 83 SVHC-Ext 95
DCLN-Int 23 MS-EN 128 SCFC-Ext 84 SVJC-Ext 96
DDJN-Ext 18 MTJN-Ext 26 SCFC-Int 102 SVPC-Ext 97
DKH 64 MVJIN-Ext 27 SCKC-Int 103 SVQC-Int 111
DKR 73 MWLN-Ext 28 SCLC-Ext 85 SVUC-Int 112
DSBN-Ext 19 PCBN-Ext 30 SCLC-Int 104 SVVC-Ext 98
DTFN-Int 24 PCKN-Ext 31 SCXC-Int 105 SVXC-Ext 99
DTGN-Ext 20 PCLN-Ext 32 SDJC-Ext 86 SWLC-Ext 100
DWLN-Ext 21 PCLN-Int 49 SDNC-Ext 87 SWLC-Int 113
GFIR 03-Axial 122 PDJN-Ext 33 SDQC-Int 106 XLCFN blade1 133
GFIR 04-Axial 123 PDNN-Ext 34 SDUC-Int 107 XLCFN blade2 135
GFIR-Ext 121 PDUN-Int 50 SDZC-Int 108 XLCFN blade3 136
GFKR-Ext 121 PDXN-Ext 35 SER 139 XLCFN DU tools1 134
GG.R-Int 125 PLBN-Ext 36 SER-S 140 XLCFN tools2 135
GGIR Axial90 124 PRDCN-Ext 37 SH-DSH 80 XLCFN tools3 136
GLCC 126 PRSC-Ext 38 SH-PCKN 76 XLCFNRL 129
GLXCL 127 PRSN-Ext 39 SH-PCLN 77 XLCFR-1 131
KHP-CBN 56 PSBN-Ext 40 SH-PDXN 78 XLCFR-2 132
KHP-CLN 57 PSDNN-Ext 41 SH-PWLN 79 XLXFL 130
KHP-LBN 58 PSKN-Ext 42 SIR 141
KHP-RSC 59 PSKN-Int 51 SIR-S 142
KHP-SBN 60 PSSN-Ext 43 SRDC-Ext 88

INSERTS - OVERWIEV
5 i T i 5 ) T i
INSERTS INSERTS INSERTS INSERTS
CCGT 149 LFUX 202 TCMW 181 TN W55 Int 214
CcCMT 150 LNUX 40 164 TN ACME29 Ext | 225 TN16 ZZ Ext 203
CCMW 151 LNUX 163 TN ACME29 Int 225 TN16 ZZ Int 204
CNMA PKBN 226 RCGT 165 TN API Ext 217 TNMA 181
CNMA 151 RCMT 166 TN API Int 217 TNMG 182
CNMG 152 RCMW 167 TN M60 CP Ext 211 TNMM 183
CNMM 154 RCMX 168 TN M60 CP Int 211 TPMR 184
DCGT 156 RCUM 169 TN M60 Ext 207 TPUN 185
DCMT 157 RNMG 170 TN M60 Int 209 VBMT 186
DCMW PKBN 226 SCGT 171 TN M60-S CP Ext 212 VCGT 186
DCMW 158 SCMT 172 TN M60-SCP Int | 212 VCMT 187
DNMA 158 SCMW 173 TN obly30 Ext 216 VCMW 188
DNMG 159 SNMA 173 TN obly30 Int 216 VCMW PKBN 226
DNMM 161 SNMG 174 TN TRPZ30 Ext 218 VNMG 189
KNUX 162 SNMM 175 TN TRPZ30 Int 218 WCGT 190
LCMF 13 197 SNMX 177 TN TRPZ30-S Ext 220 WCMT 191
LCMF 16, 20 198 SPMR 177 TN TRPZ30-S Int | 220 WNMA 192
LCMX MOEN 199 SPUN 178 TN UNG0 Ext 221 WNMG 193
LCMX TN 200 TCGT 179 TN UNG0 Int 223 WNMM 195
LFMX 201 TCMT 180 TN W55 Ext 213

PRAMET 3



ISO K#3 & - & - SAE T
ISO CODE DESIGNATION - TOOLS - EXTERNAL

1+ 3 2 | 3 4 |
KREETR TR AR NEXRH - XRA =y
Clamping designation Insert shape Tool style - cutting edge angle Clearance angle

c % S cﬁoo/ :,\
e AN

Mo N | mmzm
R K K @ \. Direction of cut
75° 95° 117°30'1
M @ 5 Q r, R ﬁ T% z@?

Sx
= I o
E? w v wi @
" UV w x Y
« ¥ v : ?é?

EEFEEERREEE KDEE K EE E5

[ ]
P C L NR-32251L 12 -

gmfﬂ@ :

-

ﬂ?iﬂ?-’f‘
,/‘

E?

¥

TR E [mm] BE YHI A EE
Shank height [mm] EE Total lenght Cutting edge lenght
Iy [mm] S C DV KWTR
08 10 12 16 20 25
0w am [ O em0AQ
E 70
3 38 40 45 50 60 F gy 600 06
H 100 6.35 06 07 1M 11
J0
8.00 08
TR E [mm] @3 _ K 125
Shank width [mm] L . 9525 09 09 11 16 19 06 16
08 10 12 16 20 25 Moo 1000 10
N 160 1200 12
= P 170
32 38 £ 45 50 60 1270 12 12 15 08 22 12
Q 180
15.875 15 16 27 15
R 200
16.00 16
#3578 [mm] | S
Manufacturer’s [mm] T 300 19.05 19 19 19
u 350
20. 2
FERGS R I N o
Clamping system ,S* with shim 25.00 25
W 450
s AT X 2540 25 25 25
With adjusting screws Y 500 3810 38

2/PRAMET
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ISO RKEBEM - JE - WALmNT
ISO CODE DESIGNATION - TOOLS - INTERNAL

1 | 2 |
T TR @
Shank Shank ra[[rrTwrr?wl]
W DA
S Steel shank 08 10 12 16 20
S ER AL RN TR 25 32 40 50 60

Steel shank with coolant hole

ENFEEE REIEEF D ES K EE E3

[ ]
A4 T-P C L NL12---

3§ 4 N 5 |
Bk REEBTR T AR NEXRE - X R/RA
Total lenght Clamping designation Insert shape Tool style - cutting edge angle

T e
80 = b E\VG F ™ G H J

s m AL W“W\id
: s '@ i 1.0, D A5

o

Iy

E A v ol 75 .

220 ‘ =7 U v w, X Y
300 R ™V

o 020’ o ecla o

400 L X 93 72°30 60 p 85

<XSE<CHOVWAIOUVZErXeITTnmo
£83
(7]
s O
=
:/;‘U
=y
& (7]
= =
w

350 X
= BHak  Z
] G Special ‘
500 =
A D NKE & [mm]
Clearance angle Cutting edge lenght Manufacturer’s [mm]
S C DV KW TR y
<1 =
d [mm @ @ ggg@ é @ Special shank style
N C P 600 06
Ons07 1057 [0S 635 06 07 1 1 :
IR o
” 9525 09 09 11 16 19 06 16
AIEAE 10.00 10 87
Direction of cut 12.00 12 ZRNEERA
1270 12 12 15 08 22 12 90 Z -style tool setting angle
R I; i; 15.875 15 16 27 15
16.00 16 93
19.05 19 19 19

20.00 20
L — 25.00 25
2540 25 25 25

2PRAMET 5



Fm&A% - 1ISO C SAEZEH|

PRODUCT LINE - ISO C EXTERNAL TURNING

CSSPR/L

B7 Es ER] B 1o

B11

6 2PRAMET



SAEZH - 1ISO C
EXTERNAL TURNING - ISO C

162
= 5
] =
s
© )
Y
LY
l2
!
y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE , AT EZEH| / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 5
ISO A T e | ae | 0] %8 =
e . b a
CKJNR/L 2020 K 16 e/ 20 | 20 | 30 | 125 | 34 +1 -5 1045 |R1/L1 KNUX 1604..
CKJNR/L 2525 M 16 o/ef 25 | 25 | 32 | 150 | 34 +1 -5 1070 | R/L KNUX 1604..
CKJNR/L 3225 P 16 o/o 32 | 25 32 (170 | 34 +1 -5 11.00| R/L KNUX 1604..
%1 /| SPARE PARTS
-5 B+ R pAk-3 ERGET ER R Z4R4T wRF R4 7]
- Spring Pin Shim Tubular Clamp | Clamp. Screw Key Screwdriver
EFil +spring rivet
e == 5
® & T |86 || 4
PR 07 K23 KNN 190412 R NT 03 UP 25 US 83 HXK 4
L PR 07 K23 KNN 190412 L NT 03 UP 26 Us 83 HXK 4
R1 PR 07 K22 KNN 190412 R NT 03 UP 25 uS 83 HXK 4
L1 PR 07 K22 KNN 190412 L NT 03 UP 26 US 83 HXK 4
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

PRAMET 7



SAEZH - 1SO C
EXTERNAL TURNING - I1SO C

177-178

=

n ]

=
- Q0

&/A L

| b
a| Iy

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

JE , AT/ E%EHI / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm] 2
&3 T
RIL g | 5
ISO hh, | b | f | L | a A |y 9 wg Inserts

w
CSSPR/L 2020 K 12 e/o 20 | 20 | 25 | 125 | 36 | 83 0 +5 | 0.40 | CSP2 SP.. 1203..
CSSPR/L 2525 M 12 e/of 25 | 25 | 32 | 150 | 36 | 8.3 0 +5 | 0.75 | CSP2 SP.. 1203..
CSSPR/L 3225 P 15 e/o 32 | 25 | 32 | 170 | 40 | 102 0 +5 | 1.40 | CSP3 SP.. 1504..
CSSPR/L 4040R 19 o/o| 40 | 40 | 50 | 200 | 45 | 125 0 +5 | 240 | CSP4 SP..1904..
CSSPR/L 5050 S 25 o/o| 50 | 50 | 60 | 250 | 50 16 0 +5 | 4.00 | CSP5 SP.. 2506..

&1 | SPARE PARTS

/B pAk-3 RO ER X ZIR4T wF R4 7]

" Chip breaker Shim Tubular Clamp Clamp. Screw Key Screwdriver
?égi rivet
Tvee =

s Ot T o [ | A
CSP2 | SU 121202 | 1.2 SU 122502 | 2.5 | SPN 120303 NT 03 UP 21 SR04 HXK 4
CSP3 | SU151202 | 1.2 | SU 152502 | 2.5 | SPN 150303 NT 03 UP 21 SR04 HXK 4
CSP4 | SU191602 | 1.6 | SU 193202 | 3.2 | SPN 190405 NT 03 UP 24 SR 24 HXK 6
CSP5 | SU254003 | 4.0 | SU258003 | 8.0 | SPN 250408 NT 03 UP 24 SR 24 HXK 6

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

8 PRAMET



SAEZH - 1SO C
EXTERNAL TURNING - ISO C

184-185
e
I =
=
Y— el
Q’Q
< b
-— »|
Iy
y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

JE , AT\ E%HI/ TOOL FOR EXTERNAL TURNING

R~ / Dimensions [mm] 2
¢ & i
RIL k o L
ISO heh | b | f || L e | g | O] ®E Inserts

(7]
CTAPR/L 2020 K 16 e/o| 20 | 20 | 205 | 125 | 32 0 +5 1040 | CTP2 TP.. 1603..
CTAPRI/L 2525 M 16 e/of 25 | 25 | 255 | 150 | 32 0 +5 1075 | CTP2 TP.. 1603..
CTAPR/L 3225 P 16 o/o| 32 | 25 | 255 | 170 | 32 0 +5 | 1.10 | CTP2 TP.. 1603..
CTAPRI/L 3232 P 22 e/o 32 | 32 | 33 | 170 | 36 0 +5 | 140 | CTP3 TP.. 2204..
CTAPR/L 4040 R 22 o/o| 40 | 40 | 41 | 200 | 36 0 +5 | 240 | CTP3 TP.. 2204..
CTAPRI/L 5050 S 27 o/o| 50 | 50 | 51 | 250 | 36 0 +5 | 4.90 | CTP5 TP.. 2706..

%1 /| SPARE PARTS
=l DIk BRMET EAR KZIRET w®F 84 7]
Chip breaker Shim Tubular Clamp Clamp. Screw Key Screwdriver

;ég'i rivet

Type
S VANE SVANE SRNT2N |

19

& T | A

CTP2 | TU 161202 | 1.2 TU 162502 TPN 160304 NT 03 UP 21 SR04 HXK 4
CTP3 | TU221602 | 1.6 TU 223202 | 3.2 | TPN 220304 NT 03 UP 21 SR04 HXK 4
CTP5 | TU274003 | 4.0 | TU278003 | 8.0 | TPN 270404 NT 03 UP 24 SR 24 HXK 6
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)

PRAMET 9



1

.

S\EI%EH] -1SO C
EXTERNAL TURNING - ISO C

h1=h

184-185

v, - JJEIE# £/ tool orthogonal rake

1.2 - J1 B4 IR} / tool cutting edge inclination

JE , AT/ E%EHI / TOOL FOR EXTERNAL TURNING

R~F / Dimensions [mm] 2
1SO CH -0
heh, | b Lo A | 1 o g Inserts
(%)
CTCPN 2509 K 11 e | 25 | 89 |125 | 20 0 +5 1020 | CO1 TP.. 1103..
CTCPN 2514 M 16 e | 25 | 138 | 150 | 34 0 +5 | 040 | CTP2 TP.. 1603..
CTCPN 3214 P 16 e | 32 | 138|170 | 34 0 +5 | 045 | CTP2 TP.. 1603..
CTCPN 3219 P 22 e | 32 |188 | 170 | 44 0 +5 | 0.80 | CTP4 TP.. 2204..
%1 / SPARE PARTS
B e k-3 BRANET AR REIRET wRF 847
" Chip breaker Shim Tubular Clamp Clamp. Screw Key Screwdriver
?égi rivet
Type
t O 59T & | A
VA= = g 0 o
COo1 UP 20 US 48 (M4x12.0) - SDRT15
CTP2 | TU161202 | 1.2 | TU 162502 | 2.5 | TPN 160304 NT 03 UP 21 SR 04 HXK 4
CTP4 | TU221602 | 1.6 | TU223202 | 3.2 | TPN 220304 NT 03 UP 24 SR 24 HXK 6

o WRAEEETEF= M / Stock Assortiment

10

o IEFRAERETETS M / Non-stock Assortiment

FRA R / All dimensions [mm]

PRAMET



SAEZH - 1SO C
EXTERNAL TURNING - ISO C

184-185
[—
n =
Qo
q;/'
D A
t . -
@ v, - JJRIE# A/ tool orthogonal rake  1.° - J1 2418 553 / tool cutting edge inclination
JE , AT EZEH| / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 5
RIL k o @
ISO heh, | b | f | L | L e | ve | D ®E Inserts
w
CTFPR/L 2020 K 16 ofo| 20 | 20 | 25 | 125 | 32 0 +5 | 040 | CTP2 TP.. 1603..
CTFPR/L 2525 M 16 e/of 25 | 25 | 32 | 150 | 32 0 +5 | 0.75 | CTP2 TP.. 1603..
CTFPR/L 3225 P 16 o/o| 32 | 25 32 [ 170 | 32 0 +5 | 1.10 | CTP2 TP.. 1603..
CTFPR/L 3232 P 22 ofo| 32 | 32 | 40 | 170 | 36 0 +5 | 1.40 | CTP3 TP.. 2204..
CTFPR/L 4040 R 22 o/o| 40 | 40 50 | 200 | 36 0 +5 | 240 | CTP3 TP.. 2204..
%1 /| SPARE PARTS
/8 2% P BT ER R EgET wRF R4 7]
w Chip breaker Shim Tubular Clamp Clamp. Screw Key Screwdriver
;ég'i rivet
™ A g @ | T £
VAN VAN = )| &% || A&
CTP2 | TU 161202 | 1.2 TU 162502 | 2.5 | TPN 160304 NT 03 UP 21 SR04 HXK 4
CTP3 | TU221602 | 1.6 TU 223202 | 3.2 | TPN 220304 NT 03 UP 21 SR04 HXK 4
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)

PRAMET 11



Fm*R3 - AFLFHEI ISO C
PRODUCT LINE - INTERNAL TURNING ISO C

CSKPR/L CTFPR/L CTGPR/L

12 2/PRAMET



MFLZEHl -1SO C
INTERNAL TURNING - ISO C

177-178
N\
<
I}
_:‘_L % ; z
< |
£ _ >
= T '
| u
- y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE , ATHWAZEHEI/ TOOL FOR INTERNAL TURNING
Rt / Dimensions [mm] 2
¢ 3 5
RIL ke
ISO odg7| f | I, | h | b |e@D, Ay S | ligis
w
S20Q-CSKPR/L 09 e/o| 20 13 | 180 | 18 | 185 | 25 0 0 |045| COt1 SP.. 0903..
S25T-CSKPRI/L 12 o/o0| 25 17 1300 | 23 | 23 | 32 0 0 |[1.15| CO2 SP.. 1203..
S32U-CSKPRI/L 12 e/of 32 | 22 | 350 | 30 | 30 | 40 0 0 |210| CO2 SP.. 1203..
%1 /| SPARE PARTS
EMR X ZR4T wF L: 379
?3?2 Clamp Clamp. Screw Key Screwdriver
&
g 3 %
cof UP 20 US 48 (M4x12.0) . SDRTI5
Cco2 UP 21 SR04 HXK 4
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

2PRAMET 13



MAZEH -1SO C

INTERNAL TURNING - ISO C

@ Dmin

184-185

@D

@dg7

h

y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

J1E , BFAFLZEHI / TOOL FOR INTERNAL TURNING

R~ / Dimensions [mm] 2
¢ & i
RIL k N @
ISO @dg7| f | L | h | b |e@D, I P ¢l wg i
(7]
S16M-CTFPR/L 11 e/o| 16 11 | 150 | 145 | 15 | 20 0 0 |025| COf1 TP.. 1103..
S20Q-CTFPR/L 11 e®/o| 20 13 | 180 | 18 | 185 | 25 0 0 |045| COt1 TP.. 1103..
S25T-CTFPRIL 16 e®/o| 25 17 1300 | 23 | 23 | 32 0 0 |115| CO2 TP.. 1603..
S32U-CTFPRIL 16 e/of 32 | 22 | 350 | 30 | 30 | 40 0 0 |210| CO2 TP.. 1603..
%1 / SPARE PARTS
EAR R ZIRET RF 1842 7)
xm Clamp Clamp. Screw Key Screwdriver
o
| @] o2
COo1 UP 20 US 48 (M4x12.0) SDRT15
C02 UP 21 SR 04 HXK 4

o WRAEFETEF M / Stock Assortiment

14

o IEFRAERETETS @ / Non-stock Assortiment

Fi R / All dimensions [mm]

PRAMET



MFLZH -1SO C
INTERNAL TURNING - ISO C

184-185
N
=
i
= E
A )
c |
DE \_. E @ °
- = —T o
2k Wl P s
Q h
Q‘Q
ly
| y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE , ATHWAZEHEI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 il
RIL k
ISO @dg7 | f | I, | h | b |e@D, A |y ¢l wg i
w
S$20Q-CTGPR/L 11 e/o| 20 13 | 180 | 18 | 185 | 25 0 0 |045| COt1 TP.. 1103..
S25T-CTGPR/L 16 o/o0| 25 17 1300 | 23 | 23 | 32 0 0 |[1.15| CO2 TP.. 1603..
S32U-CTGPRI/L 16 o/o| 32 | 22 | 350 | 30 | 30 | 40 0 0 |210| CO2 TP.. 1603..
%1 /| SPARE PARTS
ER X ZIR4T wF R4 7]
?3?2 Clamp Clamp. Screw Key Screwdriver
&
g 3 %
cof UP 20 US 48 (M4x12.0) . SDRTI5
Cco2 UP 21 SR04 HXK 4
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

2PRAMET 15



Fm&A% - 1ISO D SAEZEH|

PRODUCT LINE - ISO D EXTERNAL TURNING

DCLNR/L
- ® M) X
4 . . e -

B17 B1s B19 B2o

16 2/PRAMET



S\EI%H - 1SO D
EXTERNAL TURNING - ISO D

151-155, 227
ey
1 =
<,
A
)
-
ral
y
Q?J
I2
= ls ~
y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE | AT EZEH| - TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
&S 5
RIL k
ISO heh, | b f Lol A |y 9| § Inserts
w
DCLNR/L 1616 H 09 e/o| 16 16 | 20 | 100 | 25 -6 -6 | 0.20 | DCO9 CNM. 0903..-E
DCLNR/L 2020 K 09 ofol 20 | 20 | 25 | 125 | 25 -6 -6 | 0.40 | DCO09 CNM. 0903..-E
DCLNR/L 2525 M 09 o/o| 25 | 25 32 | 150 | 25 -6 -6 | 0.70 | DC09 CNM. 0903..-E
DCLNR/L 2020 K 12 e/e 20 | 20 | 25 | 125 | 30 -6 -6 | 0.40 | DC12 CNM. 1204..-E
DCLNR/L 2525 M 12 o/o 25 | 25 32 | 150 | 30 -6 -6 | 070 | DC12 CNM. 1204..-E
DCLNR/L 3225 P 12 o/o 32 | 25 32 | 170 | 30 -6 -6 | 1.00 | DC12 CNM. 1204..-E
DCLNR/L 3225 P 16 o/ 32 | 25 32 | 170 | 35 -6 -6 | 1.00 | DC16 CNM. 1606..-E
DCLNR/L 3232 P 19 o/e 32 | 32 | 40 | 170 | 40 -6 -6 |1.30 | DC19 CNM. 1906..-E
DCLNR/L 4040 R 19 o/o 40 | 40 50 | 200 | 40 -6 -6 | 240 | DC19 CNM. 1906..-E
%1 /| SPARE PARTS
Ik TIIR4T EHR RZIRET BE 1844 7)
ﬁéi‘l Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
R — i ® | A
2%
DC09 DCN 090412 MSD 5008-TO9P uD 09 SR 85017-TO9P PR 6912 SDR T09P
DC12 DCN 120612 MSD 6312-T15P ub 12 SR 85020-T15P PR 7616 SDR T15P
DC16 DCN 160412 MSD 8015-T20P uD 16 SR 86025-T20P PR9118 SDR T20P
DC19 DCN 190412 MSD 1015-T20P ub 19 SR 86025-T20P PR 9118 SDR T20P
o PRAEEETEF=fm / Stock Assortiment O JEFRAEREFEF=m / Non-stock Assortiment A A R~ / All dimensions [mm]

PRAMET 17



S\EIZHl - 1ISO D
EXTERNAL TURNING - ISO D

158-161
ey
o)
4
y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
J1E , BT 5\E%EH - TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
&3 5
RIL k N @
ISO heh, | b | f | L | e | ve | D | ®E Inserts
w
DDJNR/L 2020 K 11 o/e 20 | 20 | 25 | 125 | 35 6 6 |0.40 | DD11 DNM. 1104..-E
DDJNR/L 2020 K 15 o/e 20 | 20 | 25 | 125 | 40 6 6 | 0.40 | DD15 DNM. 1506..-E
DDJNRI/L 2525 M 11 o/o 25 | 25 32 [ 150 | 35 6 6 |0.70 | DD11 DNM. 1104..-E
DDJNRI/L 2525 M 15 o/o 25 | 25 32 | 150 | 40 6 6 | 0.70 | DD15 DNM. 1506..-E
DDJNR/L 3225 P 15 o/o 32 | 25 32 | 170 | 40 6 6 | 1.00 | DD15 DNM. 1506..-E
%1 / SPARE PARTS
T TIRIRET ER RIFIRET HE 184 7]
xm Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
i = P
S
£ | & ® | £
DD11 DDN 110312 MSD 5008-TO9P ub 09 SR 85017-TO9P PR 6912 SDR T09P
DD15 DDN 150412 MSD 6312-T15P ub 12 SR 85020-T15P PR 7616 SDR T15P
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

18 2/PRAMET



S\EI%H - 1SO D
EXTERNAL TURNING - ISO D

hy =h

173-176

B

]

(e

b2

y,° - JJEIEF £/ tool orthogonal rake

1.2 - J1 B4 IR / tool cutting edge inclination

JE , AT\ EZHI - TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] 2
&S 5
RIL k
ISO heh, | b f Lol A | v 9| § Inserts
(7]
DSBNR/L 2525 M 12 e/o| 25 25 22 | 150 | 35 -6 -6 |0.70 | DS12 SNM. 1204..-E
DSBNR/L 3225 P 15 o/o| 32 25 22 | 170 | 40 -6 -6 | 1.00 | DS15 SNM. 1506..-E
DSBNR/L 3232 P 19 o/o 32 32 27 | 170 | 45 -6 -6 | 130 | DS19 SNM. 1906..-E
DSBNR/L 4040 R 19 o/o| 40 40 35 | 200 | 45 -6 -6 | 240 | DS19 SNM. 1906..-E
& / SPARE PARTS
k- TIIRET ER R IBET ¥ 87
ﬁéi‘l Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
Type = 9
W W‘
N | £ | F e
DS12 DSN 120612 MSD 6312-T15P ub12 SR 85020-T15P PR 7616 SDR T15P
DS15 DSN 150412 MSD 8015-T20P ub 16 SR 86025-T20P PR9118 SDR T20P
DS19 DSN 190412 MSD 1015-T20P ub 19 SR 86025-T20P PR9118 SDR T20P

o FRAEFETEF= M / Stock Assortiment

PRAMET

o IEFRAERETET= M / Non-stock Assortiment

Fi R 1 All dimensions [mm]

19




S\EIZH - 1ISO D
EXTERNAL TURNING - ISO D

181-183
=
I =
<,
- =
i
lo

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

JE , AT EZEHI - TOOL FOR EXTERNAL TURNING

Rt / Dimensions [mm] 2
&S kK
RIL k 35
ISO heh, | b | f | L | L e | ve | D ®E Inserts

(7]
DTGNRI/L 2020 K 16 ®/of 20 | 20 | 25 | 125 | 25 6 6 | 040 | DT16 TNM. 1604..-E
DTGNRI/L 2525 M 16 e/of 25 | 25 | 32 | 150 | 25 6 6 | 0.70 | DT16 TNM. 1604..-E
DTGNRI/L 2525 M 22 o/o| 25 | 25 | 32 | 150 | 30 6 6 | 0.70 | DT22 TNM. 2204..-E
DTGNRIL 3225 P 22 e/of 32 | 25 | 32 | 170 | 30 6 6 |1.00| DT22 TNM. 2204..-E

&1 | SPARE PARTS

T TIERIR4T EMR R ZIRET M L:32))
xm Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
Type »
@ M)
&/ iz, & &
DT16 DTN 160312 MSD 5008-T09P ub 09 SR 85017-T09P PR 6912 SDR TO9P
DT22 DTN 220612 MSD 6312-T15P ub12 SR 85020-T15P PR 7616 SDR T15P
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

20 2/PRAMET




S\EI%H - 1SO D
EXTERNAL TURNING - ISO D

192-195
I =
y _
o

/”

I2

1

»|

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

JE , AT\ EZH - TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
<3 il
ISO At N I A A e | e | . 5 e
w
DWLNR/L 2020 K 08 e/ 20 | 20 | 25 | 125 | 35 6 6 | 0.40 | DW08 WNM. 0804..-E
DWLNRI/L 2525 M 08 o/o 25 | 25 32 | 150 | 35 6 6 | 0.70 | DW08 WNM. 0804..-E
DWLNRI/L 3225 P 08 o/o 32 | 25 32 | 170 | 35 6 6 | 1.00 | DW08 WNM. 0804..-E
DWLNR/L 3225 P 10 e/of 32 | 25 32 | 170 | 36 6 6 | 1.00 | DW10 WNM. 1006..-E
DWLNR/L 3232 P 13 e/of 32 | 32 | 40 | 170 | 40 6 6 | 1.30 | DW13 WNM. 1306..-E
DWLNRI/L 4040 S 13 e/o| 40 | 40 50 | 250 | 40 6 6 |3.10 | DW13 WNM. 1306..-E

%1% | SPARE PARTS

PIE- TN IRET EAR REIBET % 847
?é?'.i Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
Type <> »
\&Y . D
-7/ ® & &
DW08 DWN 080416 US 4008-T15P ub 12 SR 85020-T15P PR 7616 SDR T15P
DW10 DWN 100612 US 5018-T20P uD 16 SR 86025-T20P PR 9118 SDR T20P
DW13 DWN 130612 US 6013-T20P uD 19 SR 86025-T20P PR 9118 SDR T20P
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)

PRAMET 21



FmA% - 1SO D AFLEHI
PRODUCT LINE - ISO D INTERNAL TURNING

DCLNR/L DTFNR/L

< (»“
N\
._Y _
23 24

22 2/PRAMET



MFLZHl -1SOD
INTERNAL TURNING - ISO D

151-155, 227
h
—>
-QL
~
o)
i}
2 \
X —
A= e\ h= hi2
! y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
7E , BTHWAZEHEI/ TOOL FOR INTERNAL TURNING
Rf / Dimensions [mm] 2
¢ 3 5
RIL ke
ISO dg7 f ) h b | D, 2| 1 9 | % Inserts
w
A25T-DCLNR/L 09 o/o| 25 17 | 300 | 23 23 32 -1 -6 | 1.10 | DCI09 CNM. 0903..
A25T-DCLNRIL 12 o/e 25 17 1300 | 23 | 23 | 32 -1 -6 | 1.10 | DCH2 CNM. 1204..
A32U-DCLNR/L 12 o/e 32 | 22 | 350 | 30 | 30 | 40 -1 -6 | 210 | DCI12 CNM. 1204..
A40V-DCLNR/L 12 e/e 40 | 27 | 400 | 38 | 38 | 50 -14 | -6 |3.60| DC12 CNM. 1204..
%1 /| SPARE PARTS
DIk TIHAR4T EMR Xk Z9R4T HE 1:37))
ﬁéi‘l Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
Type ) » »
P £ ® | A
= | =
DCI09 DCI 090308 US 3007-TO9P ub 09 SR 85017-TO9P PR 6912 SDR T09P
DCIH2 DCI 120310 US 4008-T15P ub 12 SR 85020-T15P PR 7616 SDR T15P
DC12 DCN 120612 MSD 6312-T15P ub 12 SR 85020-T15P PR 7616 SDRT15P
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

2PRAMET 23



DTFNR/L RLZEH - 1ISO D

INTERNAL TURNING - ISO D

B2181-183

/]

Lj

=<
f
S
Q
N
@dg7

I ‘ hy = h/2

y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , BTHRAZEHI/ TOOL FOR INTERNAL TURNING

R / Dimensions [mm] 2
&3 5
RIL k
ISO a7 | f ) h b | D, e | 9| o % Inserts
(7]
A32U-DTFNR/L 16 o/o| 32 | 22 | 350 | 30 | 30 | 40 -12 | -6 |210| DT16 TNM. 1604..-E
%1 / SPARE PARTS
T TIERIR4T EMR R EIRET M L322
xm Shim Shim screw Clamp Clamp. Screw Spring Screwdriver
Type @ »
M
&/ Vo & &
DT16 DTN 160312 MSD 5008-T09P ub 09 SR 85017-T09P PR 6912 SDR TO9P

o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

24 2/PRAMET




mR35 - 1SOM SEZEHI
PRODUCT LINE - 1ISO M EXTERNAL TURNING

B o6 Bo7 Bos

2/PRAMET 25



S\EIZEH] - 1ISO M
EXTERNAL TURNING - ISO M

181-183
A
<
Y
A
o
A
Iy
4—1 y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , AT /\EZHIl/ TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k o O
ISO heh, | b | f | 1| e | ve | D | ®E Inserts
w
MTUNR/L 2020 K 16 o/e 20 | 20 | 25 | 125 | 34 -6 -6 | 045 | MT16 TNM. 1604..-E
MTJINR/L 2525 M 16 o/o| 25 | 25 32 | 150 | 34 -6 -6 | 080 | MT16 TNM. 1604..-E
MTJINR/L 3232 P 22 o/o 32 | 32 | 40 | 175 | 42 -6 -6 | 1.40 | MT22 TNM. 2204..-E
%1 / SPARE PARTS
REH Ik REH SRET wF
xm Clamping element Shim Clamping pin Screw Key
R | S P P
MT16 UE 16 MTN 160312 uUcC 52 HS 93 HXK 5
MT22 UE 22 MTN 220612 UC 53 HS 94 HXK 5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

26 2/PRAMET




SAEIZH] - ISO M
EXTERNAL TURNING - ISO M

MVJNR/L
Ll

2189

Iy

y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

JE , AT SEZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] 2
&S 5
RIL k
ISO heh, | b f . A | v 9 | & % Inserts
(7]
MVJNR/L 2020 K 16-A o/e 20 20 25 | 125 | 41 45 |-135]045 | MV2 VNM. 1604..
MVJNRIL 2525 M 16-A o/o 25 25 32 | 150 | 41 -45 -135]0.70 | Mv2 VNM. 1604..
MVJNRIL 3225 P 16-A o/o 32 25 32 (170 | 41 -45 -135]1.00 | Mv2 VNM. 1604..
& / SPARE PARTS
k- E1R REH 24T w®F 87
ﬁéi‘l Shim Clamp Clamping pin Screw Key Screwdriver
" === @ | & | ¢ A
== 2
Mv2 MVN 160316 UPC 22 UP 0909-TO9P PS 6026-T09P SDR T09P

o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment

2PRAMET

Fi R 1 All dimensions [mm]

27




S\EIZEH] - 1ISO M
EXTERNAL TURNING - ISO M

192-195
e
1 =
=
o o
- B
q‘o
l2
Iy
y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , AT S\EZHI/ TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
ISO i IO I L e ||| ®E =
w
MWLNR/L 2525 M 08 o/o 25 | 25 32 | 150 | 32 -6 6 | 070 | MW1 WNM. 0804..
MWLNRI/L 3225 P 08 o/e 32 | 25 | 32 | 170 | 32 -6 -6 |1.00| MW1 WNM. 0804..
MWLNRI/L 4040 R 08 o/e 40 | 40 | 50 | 200 | 32 -6 -6 | 250 | MW1 WNM. 0804..
%1 / SPARE PARTS
REH Ik REH SRET wF
xm Clamping element Shim Clamping pin Screw Key
Type % 2 ﬁ
& g”
MWA1 UE 05 WNW 080412 UC 51 HS 0408
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

28 2PRAMET



FmAR% - 1SO P SNEZFH|
PRODUCT LINE - ISO P EXTERNAL TURNING

PDXNR/L

v

B3s

PRSNR/L

44 45
4 12
|2
46 47
2/PRAMET 29



S\EIZH - ISO P
EXTERNAL TURNING - ISO P

151-155, 227
Ny
n =
=
{@© °
1
P
|
q
y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , AT 5\EZHI / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k S O
ISO heh, | b | f | L | e | ve | D | ®E Inserts
w
PCBNR/L 2020 K 12 o/o 20 | 20 17 | 125 | 36 -6 -6 |0.38| PC22 CNM. 1204..E
PCBNRI/L 2525 M 12 o/of 25 | 25 | 22 | 150 | 36 -6 -6 | 0.63 | PC20 CNM. 1204..E
PCBNR/L 3225 P 12 o/e 32 | 25 | 22 | 170 | 36 -6 -6 |0.70 | PC20 CNM. 1204..E
PCBNR/L 3232 P 16 o/e 32 | 32 | 27 | 170 | 40 -6 -6 | 1.25 | PC40 CNM. 1606..E
PCBNR/L 3232 P 19 o/e 32 | 32 | 27 | 170 | 45 -6 -6 | 1.25| PC50 CNM. 1906..E
PCBNR/L 4040 S 19 o/e 40 | 40 35 | 250 | 45 -6 -6 |3.10 | PC50 CNM. 1906..E
PCBNRI/L 4040 S 25 o/o 40 | 40 35 | 250 | 45 -6 -6 | 320 | PC60 CNM. 2509..E
PCBNR/L 5050 T 25 e/e 50 | 50 | 43 | 300 | 50 -6 -6 | 580 | PC60 CNM. 2509..E
%1 /| SPARE PARTS
Ik REATHF R ZIRET BRI REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
Type =
d 0
PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PC22 CNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
PC40 CNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
PC60 CNU 250620 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

30 2PRAMET



S\EIZH - ISO P
EXTERNAL TURNING - ISO P

151-155, 227

il :

= /\7@@ =

a,l| l4
T
— y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
<3 by
ISO At heh | b | | L || oa e | e | . 5 e
w
PCKNR/L 2020 K 12 e/of 20 | 20 | 25 | 125 | 36 | 3. 6 6 | 042 | PC22 CNM. 1204..-E
PCKNRI/L 2525 M 12 o/o 25 | 25 32 | 150 | 36 | 3.1 6 6 |0.68 | PC20 CNM. 1204..-E
PCKNR/L 3225 P 12 e/o| 32 | 25 32 | 170 | 36 | 3.1 6 6 |0.85| PC20 CNM. 1204..-E
PCKNR/L 3232 P 16 o/e 32 | 32 | 40 | 170 | 40 | 3.9 6 6 | 1.40 | PC40 CNM. 1606..-E
PCKNR/L 3232 P 19 o/e 32 | 32 | 40 | 170 | 45 | 4.6 6 6 | 1.40 | PC50 CNM. 1906..-E
PCKNR/L 4040 S 19 o/e 40 | 40 50 | 250 | 45 | 4.6 6 6 |3.25| PC50 CNM. 1906..-E

%1 | SPARE PARTS

T X EATHF K ERET BERGET REHTE w®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
e
R I R A O N T 4
PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05
PC22 CNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05
PC40 CNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

151-155. 227

il s

$ @ -

>

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

JJE , BT S\BEZ%EH| / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm] 2
&3 T
RIL k st
ISO heh, | b | f | 1| e | ve | D | ®E Inserts
w
PCLNR/L 2020 K 12 o/o 20 | 20 | 25 | 125 | 36 -6 -6 | 042 | PC22 CNM. 1204..-E
*PCLNR/L 2525 K 12-S o/o 25 | 25 32 | 125 | 36 -6 -6 | 0.68 | PC20 CNM. 1204..-E
PCLNRI/L 2525 M 12 o/o 25 | 25 32 | 150 | 36 -6 -6 |0.68 | PC20 CNM. 1204..-E
*PCLNR/L 3225 L 12-S e/o| 32 | 25 32 | 140 | 36 -6 -6 | 0.85| PC20 CNM. 1204..-E
PCLNR/L 3225 P 12 o/o 32 | 25 32 | 170 | 36 -6 -6 |0.85| PC20 CNM. 1204..-E
PCLNR/L 3225 P 16 o/o 32 | 25 32 | 170 | 40 -6 6 |1.10 | PC40 CNM. 1606..-E
PCLNR/L 3232 P 19 o/e 32 32 | 40 | 170 | 45 -6 -6 | 1.40 | PC50 CNM. 1906..-E
PCLNR/L 4040R 19 o/e 40 | 40 | 50 | 200 | 45 -6 -6 | 260 | PC50 CNM. 1906..-E
PCLNR/L 4040 S 19 e/e 40 | 40 | 50 | 250 | 45 -6 -6 | 315 | PC50 CNM. 1906..-E
PCLNR/L 4040 S 25 e/e 40 | 40 | 50 | 250 | 45 -6 -6 |320| PC60 CNM. 2509..-E
PCLNR/L 5050 T 25 e/e 50 50 | 60 | 300 | 50 -6 -6 | 580 | PC60 CNM. 2509..-E
*) 1 N [EIR4T OS 2, 2 MUl [EIER4T SS 02/ 1 x axial screw OS 2. 2 x side screw SS 02
%1 / SPARE PARTS
T REATHF RZIRET BT REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
Type =
d ¢
PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PC22 CNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
PC40 CNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
PC60 CNU 250620 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
o FRAEFETFT= M / Stock Assortiment o JEFRHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

158-161

h

< .
N

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
<3 il
ISO At N I A A e | e | . 5 e
w
PDJNR/L 2020 K 11 e/ 20 | 20 | 25 | 125 | 30 -6 -6 | 0.44 | PD60 DNM. 1104..-E
PDJNR/L 2525 M 11 o/o 25 | 25 32 | 150 | 30 -6 -6 | 0.68 | PD60 DNM. 1104..-E
PDJNR/L 3225 P 11 e/o| 32 | 25 32 | 170 | 30 -6 -6 | 0.82 | PD60 DNM. 1104..-E
PDJNR/L 2020 K 15 o/o 20 | 20 | 25 | 125 | 40 -6 -6 | 0.44 | PD31 DNM. 1506..-E
PDJNR/L 2525 M 15 o/o 25 | 25 32 | 150 | 40 -6 -6 | 0.68 | PD30 DNM. 1506..-E
*PDJNRIL 2525 K 15-S o/of 25 | 25 32 | 125 | 40 -6 -6 | 0.68 | PD30 DNM. 1506..-E
PDJNR/L 3225 P 15 o/ 32 | 25 32 | 170 | 40 -6 -6 |0.82| PD30 DNM. 1506..-E
PDJNR/L 3232 P 15 e/e 32 | 32 | 40 | 170 | 40 -6 -6 |0.82| PD30 DNM. 1506..-E

) 1 N HEIRET OS 2, 2 MUEERET SS 02/ 1 x axial screw OS 2. 2 x side screw SS 02

%1% | SPARE PARTS

T R EATHF REIRET BT REHE ]®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
el
=2 B | V| &
PD30 DNU 150308 PU 03 US 36 (M8x26.0) NT 05 MT 05
PD31 DNU 150308 PU 03 US 40 (M8x20.5) NT 05 MT 05
PD60 PDN 110308 PU 3512 PS 0616 NT 5153 MT 0912 HXK 2.5
o FRAEFETET= M / Stock Assortiment o JEFRHEEETFT= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

158-161

hy
h

1 .
s

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

J1E | BT S ALY / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm] 2
&3 T
RIL k st
ISO h h, b § . A | 9| o % Inserts
w
PDNNR/L 2020 K 11 o/o 20 | 20 | 20 10 | 125 | 24 6 6 | 0.44 | PD60 DNM. 1104.-E
PDNNR/L 2525 M 11 e/of 25 | 25 | 25 | 125 150 | 30 6 6 | 0.64 | PD60 DNM. 1104.-E
PDNNRI/L 2525 M 15 o/of 25 | 25 | 25 | 125 150 | 40 6 6 | 0.64 | PD30 DNM. 1506.-E
PDNNRI/L 3225 H 15 o/o| 32 | 36 | 25 | 125 100 | 40 6 6 | 0.55| PD30 DNM. 1506.-E
PDNNR/L 3225 P 15 o/e 32 32 | 25 | 125|170 | 40 6 6 | 0.82 | PD30 DNM. 1506.-E

&1 | SPARE PARTS

T R ZATHF RZIRET BT REMHE ]®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type =
& | & | §F | & |
PD30 DNU 150308 PU 03 US 36 (M8x26.0) NT 05 MT 05 HXK 4
PD60 PDN 110308 PU 3512 PS 0616 NT 5153 MT 0912 HXK 2.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

158-161

g-@

I

h

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] 2
&S 5
RIL k
ISO heh, | b f Lol A |y 9| & % Inserts
(7]
PDXNR/L 2020 K 15 e/e 20 | 20 | 25 | 125 | 40 -6 6 |0.42 | PD31 DNM. 1506..-E
PDXNR/L 2525 M 15 o/e 25 | 25 32 | 150 | 40 -6 6 | 0.66 | PD30 DNM. 1506..-E
PDXNR/L 3225 P 15 o/e 32 | 25 32 [ 170 | 40 -6 6 |0.80 | PD30 DNM. 1506..-E
%1 /| SPARE PARTS
T R EATHF REIRET BT REHE ]®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
el
=2 B | V| &
PD30 DNU 150308 PU 03 US 36 (M8x26.0) NT 05 MT 05
PD31 DNU 150308 PU 03 US 40 (M8x20.5) NT 05 MT 05

o WRAEEETEF= M / Stock Assortiment

2PRAMET

o IEFRAERETETS M / Non-stock Assortiment

Fi R 1 All dimensions [mm]
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S\EIZH] - ISO P
PLBNR/L EXTERNAL TURNING - ISO P

164
=
II‘_ =
~
Y— O
% .
—
y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination
JE , AT/ \EZHI / TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 TH
RIL k S O
ISO heh, | b | f | L | e | ve | D | ®E Inserts
w
PLBNRI/L 6060 V 40-A e/o 60 | 60 | 60 | 400 | 62 -6 6 | 11.3| PL71 LNUX 40....
PLBNR/L 6060 V 50 e/o| 60 | 60 60 | 400 | 62 -6 -6 | 11.3| PL72 LNUX 50....
%1 / SPARE PARTS
WAk REATHF R ZIRET BERET REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
L s N S o ¥ | &
PL71 LNX 400632 PU 06 PS 12040 (M12x40.0) NT 08 MT 08
PL72 LNX 500632 PU 06 PS 12040 (M12x40.0) NT 08 MT 08
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

168
<
I IS
o
i -
I
I
y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination
718 , BFSNEZEH / TOOL FOR EXTERNAL TURNING
Rt / Dimensions [mm] 2
IS0 o | &5
h=h, b f X - A0 | e o ] Inserts
7]
PRDCN 3225 P 16 e | 32 | 25 | 205|170 | 32 0 0 |0.80 | PRP70 | RCMX 1606 MO
PRDCN 3232 P 20 e | 32 | 32 | 2 |170 | 32 0 0 | 1.30 | PRP90 | RCMX 2006 MO
PRDCN 4040 S 20 o | 40 | 40 | 30 | 250 | 40 0 0 |3.10 | PRP90 | RCMX 2006 MO
PRDCN 4040 S 25 e | 40 | 40 | 325|250 | 40 0 0 |320|PRP80 | RCMX2507 MO
PRDCN 5050 S 32 o | 50 | 50 | 41 | 250 | 50 0 0 | 350 |PRP100| RCMX 3209 MO
PRDCN 5050 T 32 e | 50 | 50 | 41 | 300 | 50 0 0 | 450 |PRP100| RCMX 3209 MO

%1% | SPARE PARTS

DIE- REATHF RRIRET BRANET REHTE w®F

" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
e
. © | & & ¥ | &
PRP70 RCU 160300 PU 07 US 36 (M8x26.0) NT 05 MT 05
PRP80 RCU 250600 PU 08 US 38 (M10x29.0) NT 06 MT 06
PRP90 RCU 200400 PU 09 US 36 (M8x26.0) NT 07 MT 07
PRP100 RCU 320600 PU 10 US 47 (M12x36.0) NT 08 MT 08

o FRAEFETFT= M / Stock Assortiment o JEFRMEEETFT= & / Non-stock Assortiment Ffi Rt / All dimensions [mm]
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S\EIZH] - 1SO P
EXTERNAL TURNING - ISO P

2168

h,=h

y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination

J1E | BF S ALY / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm] 2
&3 T
RIL k o @
ISO heh, | b | f | e | ve | D | ®E Inserts
(7]
PRSCRI/L 3225 P 16 o/e 32 | 25 32 | 170 0 0 |090|PRP70 | RCMX 1606 MO
PRSCR/L 3232 P 20 e/e 32 | 32 | 40 | 170 0 0 |140|PRP90| RCMX2006 MO
PRSCR/L 4040 R 16 e/o 40 | 40 50 | 200 0 0 |2.80|PRP70 | RCMX 1606 MO
PRSCRIL 4040 S 25 o/e 40 | 40 50 | 250 0 0 |340| PRP80 | RCMX 2507 MO
%1 / SPARE PARTS
T REATHF RZIRET BT RERBFE w®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type ©
© & | & ¥ | & |
PRP70 RCU 160300 PU 07 US 36 (M8x26.0) NT 05 MT 05 HXK 4
PRP80 RCU 250600 PU 08 US 38 (M10x29.0) NT 06 MT 06 HXK'5
PRP90 RCU 200400 PU 09 US 36 (M8x26.0) NT 07 MT 07 HXK 4

o FRAEFETEF M / Stock Assortiment

38

o IEFRAERETETS M / Non-stock Assortiment

FR R / All dimensions [mm]
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

170
n =
-— el
®

l

y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO heh, | b f Lol R 9| § Inserts
(7]
PRSNR/L 2525 M 12 e/of 25 | 25 | 32 | 150 | 32 -6 -6 |0.68 | PR20 RNM. 120400-E
PRSNR/L 3232 P 15 ofo| 32 | 32 | 40 | 170 | 38 -6 -6 | 1.40 | PR40 RNM. 150600-E
PRSNR/L 4040 R 19 o/o| 40 | 40 | 50 | 200 | 40 -6 -6 | 2.60 | PR50 RNM. 190600-E
& / SPARE PARTS
DIE SRATHF RERET ERART RRMTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
s & & ¥ | &
PR20 RNU 120300 PU 02 US 35 (M8x22.5) NT 05 MT 05
PR40 RNU 150300 PU 04 US 36 (M8x26.0) NT 07 MT 07
PR50 RNU 190400 PU 05 US 38 (M10x29.0) NT 06 MT 06

o WRAEFETEF M / Stock Assortiment

2PRAMET

o IEFRAERETET M / Non-stock Assortiment

Fi R / All dimensions [mm]
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S\EZH - ISO P
EXTERNAL TURNING - ISO P

173177
ey
1 =
<
L@ * °
‘_] y
lp
Ny :
- (&
y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination
JE , AT 5\EZHI / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k et
ISO heh, | b | f | 1| e | ve | T ®E Inserts
w
PSBNR/L 2020 K 12 o/o 20 | 20 17 | 125 | 36 -6 -6 |0.38| PS22 SNM. 1204..-E
PSBNR/L 2525 M 12 o/of 25 | 25 | 22 | 150 | 36 -6 -6 | 0.63| PS20 SNM. 1204..-E
PSBNR/L 3225 P 15 o/e 32 | 25 | 22 | 170 | 40 -6 -6 | 0.65| PS40 SNM. 1506..-E
PSBNR/L 3232 P 19 o/e 32 | 32 | 27 | 170 | 45 -6 -6 | 1.30 | PS50 SNM. 1906..-E
PSBNR/L 4040 R 19 o/e 40 | 40 35 | 200 | 45 -6 -6 | 250 | PS50 SNM. 1906..-E
PSBNR/L 4040 S 19 o/o 40 | 40 35 | 250 | 45 -6 -6 |3.10| PS50 SNM. 1906..-E
PSBNR/L 4040 R 25 o/o 40 | 40 35 | 200 | 50 -6 -6 | 250 | PS60 SNM. 2507..-E
PSBNR/L 4040 S 25 o/e 40 | 40 35 | 250 | 50 -6 -6 |3.20 | PS60 SNM. 2507..-E
PSBNR/L 4040 S 2509 o/e 40 | 40 35 | 250 | 50 -6 -6 |320| PS70 SNM. 2509..-E
PSBNR/L 4040 S 2512-A o/e 40 | 40 | 35 | 250 | 50 -6 6 | 320 | PS72 SNM. 2512..-E
PSBNR/L 5050 S 25 o/o| 50 50 | 43 | 250 | 50 -6 -6 | 470 | PS60 SNM. 2507..-E
PSBNR/L 5050 T 25 eo/e 50 50 | 43 | 300 | 50 -6 6 |5.80| PS60 SNM. 2507..-E
PSBNR/L 5050 T 2509 e/o| 50 50 | 43 | 300 | 50 -6 6 | 580 PS70 SNM. 2509..-E
PSBNR/L 5050 T 2512-A eo/e 50 50 | 43 | 300 | 50 -6 6 | 580 PS72 SNM. 2512..-E
%1 /| SPARE PARTS
k-] REATH R ERET BEROET REHRFE w®F
. Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
B3l
we | ()
@]
PS20 SNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PS22 SNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
PS40 SNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PS50 SNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK'5
PS70 SNU 250624 PU 06 US 47 (M12x36.0) NT 08 MT 08 HXK 5
PS72 SNU 250624 PU 10-N PS 12040 (M12x40.0) NT 08 MT 08 HXK 5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EIZH - ISO P
EXTERNAL TURNING - ISO P

173177

y,° - JJEIEF £/ tool orthogonal rake

1.2 - J1 B4 R} / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] 2
IS0 o | &5 | e
h=h b f L o rS A ‘%
PSDNN 2020 K 12 e | 20 | 20 10 | 125 | 36 -6 6 |035| PS22 SNM. 1204..-E
PSDNN 2525 M 12 e | 25 | 25 | 125|150 | 36 -6 -6 | 0.60| PS20 SNM. 1204..-E
PSDNN 3232 P 15 e | 32 | 32 16 | 170 | 40 -6 -6 |1.25| PS40 SNM. 1506..-E
PSDNN 3232 P 19 e | 32 | 32 16 | 170 | 45 -6 6 |1.25| PS50 SNM. 1906..-E
PSDNN 4040 S 19 e | 40 | 40 | 20 | 250 | 45 -6 -6 |3.10 | PS50 SNM. 1906..-E
PSDNN 4040 S 25 e | 40 | 40 | 20 | 250 | 50 -6 -6 |320| PS60 SNM. 2507..-E
PSDNN 5050 T 25 e | 50 | 50 | 25 | 300 | 50 -6 6 | 570 | PS60 SNM. 2507..-E
%1 /| SPARE PARTS
DIk REATHF RZBET BRI REMPE wRF
x7 Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
&| & |0 | & |
O
PS20 SNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PS22 SNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
PS40 SNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PS50 SNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5

o WRAEFETEF M / Stock Assortiment

2PRAMET

o IEFRAERETET M / Non-stock Assortiment

Fi R / All dimensions [mm]
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S\EIZH] - 1SO P
EXTERNAL TURNING - ISO P

173177
I =
=
Y— Qo
e
[
a .l I
)
y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination
JE , BT S\EZHI/ TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k S O
ISO heh, | b | f | L | L. | a e | ve | D ®E Inserts
w
PSKNR/L 2020 K 12 e/of 20 | 20 | 25 | 125 | 36 | 3.1 -6 -6 | 042 | PS22 SNM. 1204..-E
PSKNR/L 2525 M 12 e/e 25 | 25 | 32 | 150 | 36 | 3. -6 -6 | 0.68 | PS20 SNM. 1204..-E
PSKNR/L 3225 P 15 e/o| 32 | 25 32 | 170 | 40 | 3.9 -6 -6 | 1.10 | PS40 SNM. 1506..-E
PSKNR/L 3232 P 19 o/e 32 | 32 | 40 | 170 | 45 | 4.6 -6 -6 | 1.40 | PS50 SNM. 1906..-E
PSKNR/L 4040 S 19 o/e 40 | 40 50 | 250 | 45 | 46 -6 -6 |3.10| PS50 SNM. 1906..-E
PSKNR/L 4040 S 25 o/o 40 | 40 50 | 250 | 50 | 6.5 -6 -6 | 320 | PS60 SNM. 2507..-E
PSKNR/L 5050 T 25 o/o| 50 50 60 | 300 | 50 | 6.5 -6 -6 |5.80 | PS60 SNM. 2507..-E
PSKNR/L 5050 T 2509 o/o| 50 50 60 | 300 | 50 | 6.5 -6 -6 |5.80| PS70 SNM. 2509..-E
PSKNR/L 5050 T 2512-A o/o| 50 50 60 | 300 | 50 | 6.5 -6 -6 |5.80 | PS72 SNM. 2512..-E
%1 / SPARE PARTS
Ik REZATHF R ZIRET BERAET REHTE wF
. Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
we | /5]
Q
PS20 SNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PS22 SNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
PS40 SNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PS50 SNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
PS70 SNU 250624 PU 06 US 47 (M12x36.0) NT 08 MT 08 HXK 5
PS72 SNU 250624 PU 10-N PS 12040 (M12x40.0) NT 08 MT 08 HXK 5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EZH - ISO P
EXTERNAL TURNING - ISO P

173177
[} =
=
- ©® 2
&f )
Il
a L 4
y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
7E , AT\ EZHEI/ TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO heh, | b f T R 9| § Inserts
w
PSSNR/L 2020 K 12 o/o 20 | 20 | 25 | 125 | 36 | 8.3 0 -8 | 041 | PS22 SNM. 1204..-E
PSSNRI/L 2525 M 12 o/o 25 | 25 32 | 150 | 36 | 83 0 -8 | 067 | PS20 SNM. 1204..-E
PSSNRI/L 3225 P 15 o/o 32 | 25 32 | 170 | 40 | 10.2 0 -8 |0.82| PS40 SNM. 1506..-E
PSSNR/L 3232 P 19 o/e 32 | 32 | 40 | 170 | 45 | 125 0 -8 | 1.34 | PS50 SNM. 1906..-E
PSSNR/L 4040 R 19 e/o| 40 | 40 50 | 200 | 45 | 125 0 -8 | 258 | PS50 SNM. 1906..-E
PSSNRI/L 4040 S 19 o/e 40 | 40 50 | 250 | 45 | 125 0 -8 | 320 | PS50 SNM. 1906..-E
PSSNRI/L 5050 S 25 o/o| 50 | 50 60 | 250 | 50 16 0 -8 | 475 | PS60 SNM. 2507..-E
PSSNRI/L 5050 T 25 o/o| 50 | 50 60 | 300 | 50 16 0 -8 |5.80 | PS60 SNM. 2507..-E
PSSNRI/L 5050 T 2509 o/o| 50 | 50 60 | 300 | 50 16 0 -8 |5.80| PS70 SNM. 2509..-E
PSSNRI/L 5050 T 2512-A o/o| 50 50 | 60 | 300 | 50 16 0 -8 |5.80 | PS72 SNM. 2512..-E
%1 /| SPARE PARTS
DIE- REATAF RFIRET BRANET REBFE w®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
we | =)
Q
PS20 SNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PS22 SNU 120312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
PS40 SNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PS50 SNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
PS70 SNU 250624 PU 06 US 47 (M12x36.0) NT 08 MT 08 HXK 5
PS72 SNU 250624 PU 10-N PS 12040 (M12x40.0) NT 08 MT 08 HXK 5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EIZH] - ISO P
EXTERNAL TURNING - ISO P

181-183
ey
1 =
=
] vl
) "
>
™ Iy
O/
f
= y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination
JE , AT 5\ EZHI / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k s
ISO heh, | b | f | 1| e | ve | D | ®E Inserts
w
PTFNRIL 1616 H 16 o/c| 16 | 16 | 20 | 100 | 32 6 | 6 |025] PT11 | TNM.1604.E
PTFNR/L 2020 K 16 e/of 20 | 20 | 25 | 125 | 32 6 6 |0.40| PT10 TNM. 1604..-E
PTFNR/L 2525 M 16 e/o| 25 | 25 32 | 150 | 32 6 6 |0.65| PT10 TNM. 1604..-E
PTFNR/L 2525 M 22 o/o 25 | 25 32 | 150 | 36 6 6 | 0.65| PT20 TNM. 2204..-E
PTFNR/L 3225 P 22 o/o 32 | 25 32 | 170 | 36 6 6 |0.80| PT20 TNM. 2204..-E
PTFNR/L 4040 R 27 e/o| 40 | 40 50 | 200 | 40 6 6 |255| PT40 TNM. 2706..-E
%1 /| SPARE PARTS
WAk REATHF R ZIRET BERET REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
Type
IR | &L 0| &L
PT10 TNU 160308 PU 01 US 34 (M6x19.0) NT 04 MT 04 HXK 3
PT11 TNU 160308 PU 01 US 46 (M6X13.2) NT 04 MT 04 HXK 3
PT20 TNU 220312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PT40 TNU 270416 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

a4 2PRAMET



S\EIZH - ISO P
EXTERNAL TURNING - ISO P

181-183
ey
n =
=
= ® 2
/e\
KN
I
B .
)
p——— . B . . . .
—— y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination
JE , AT\ BEZHEI/ TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO heh, | b f Lol A |y 9| § Inserts
w
PTGNR/L 1616 H 16 e/o| 16 16 | 20 | 100 | 32 -6 -6 |025| PT1 TNM. 1604..-E
PTGNR/L 2020 K 16 o/e 20 | 20 | 25 | 125 | 32 -6 -6 040 | PT10 TNM. 1604..-E
PTGNR/L 2525 M 16 o/o 25 | 25 32 | 150 | 32 -6 -6 |0.65| PT10 TNM. 1604..-E
PTGNRI/L 2525 M 22 o/o 25 | 25 32 | 150 | 36 -6 -6 |0.65| PT20 TNM. 2204..-E
PTGNR/L 3225 P 22 e/o| 32 | 25 32 | 170 | 36 -6 -6 1080 | PT20 TNM. 2204..-E
PTGNR/L 3232 P 22 o/e 32 | 32 | 40 | 170 | 36 -6 -6 | 132 | PT20 TNM. 2204..-E
PTGNR/L 4040 R 27 o/e 40 | 40 50 | 200 | 40 -6 -6 | 255 | PT40 TNM. 2706..-E
PTGNRIL 5050 S 27 o/o| 50 | 50 | 60 | 250 | 40 6 | -6 |485| PT40 | TNM.2706.-E
%1 /| SPARE PARTS
T X EATHF X EWRET BT REHFE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
E¥i)
Type
PT10 TNU 160308 PU 01 US 34 (M6x19.0) NT 04 MT 04 HXK 3
PT11 TNU 160308 PU 01 US 46 (M6x13.2) NT 04 MT 04 HXK 3
PT20 TNU 220312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PT40 TNU 270416 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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S\EIZH] - ISO P
EXTERNAL TURNING - ISO P

181-183
I =
=y
“'L j @\ @
N
I
I
y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination
JE , AT/ \EZHI / TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 TH
RIL k S O
ISO heh, | b | f | L | e | ve | D | ®E Inserts
w
PTTNR/L 2020 K 16 e/o 20 | 20 17 | 125 | 32 6 6 |0.38| PT10 TNM. 1604..-E
PTTNR/L 2525 M 16 o/of 25 | 25 | 22 | 150 | 32 6 6 |0.63| PT10 TNM. 1604..-E
PTTNR/L 3225 P 16 ofo| 32 | 25 | 22 | 170 | 32 6 6 |0.73 | PT10 TNM. 1604..-E
PTTNR/L 2525 M 22 e/of 25 | 25 | 22 | 150 | 36 6 6 | 0.63| PT20 TNM. 2204..-E
PTTNR/L 3225 P 22 o/e 32 | 25 | 22 | 170 | 36 6 6 |0.73| PT20 TNM. 2204..-E
%1 / SPARE PARTS
WAk REATHF R ZIRET BERET REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
Type
@ & | &L |0 | &\
PT10 TNU 160308 PU 01 US 34 (M6x19.0) NT 04 MT 04 HXK 3
PT20 TNU 220312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

46 2PRAMET



S\EIZH - ISO P
PWLN R/L EXTERNAL TURNING - ISO P

192-195

& o
’@
b

y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination

JE , BT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
<3 il
ISO AL o I we | e | . 4 R
w
PWLNRIL 1616 H 0604 o/e| 16 | 16 | 20 | 100 | 20 6 | 6 |022| PWI1 | WNM.0604.E
PWLNR/L 2020 K 0604 e/o 20 | 20 | 25 | 125 | 20 -6 -6 | 040 | PW10 WNM. 0604..-E
PWLNRI/L 2020 K 08 o/o 20 | 20 | 25 | 125 | 22 -6 6 | 040 | PW22 WNM. 0804..-E
*PWLNRI/L 2525 K 0604-S o/-| 25 | 25 32 | 125 | 22 -6 6 |0.70 | PW10 WNM. 0604..-E
PWLNRJ/L 2525 M 08 o/o 25 | 25 32 | 150 | 22 -6 6 |0.70 | PW20 WNM. 0804..-E
*PWLNR/L 2525 K 08-S o/-| 25 25 32 | 125 | 22 -6 -6 |0.70 | PW20 WNM. 0804..-E
PWLNRI/L 3225 P 08 o/o 32 | 25 32 | 170 | 22 -6 -6 |1.00 | PW20 WNM. 0804..-E
*PWLNR/L 3225 L 08-S o/-| 32 25 32 | 140 | 22 -6 -6 |1.00 | PW20 WNM. 0804..-E

) 1 N HEIRET OS 2, 2 MUEERET SS 02/ 1 x axial screw OS 2. 2 x side screw SS 02

%1% | SPARE PARTS

T REATAF X ERET BRI REBTE w®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
Byl
Type
yp Q| & & ¥ | &
%
PW10 WNU 060308 PU 01 US 34 (M6x19.0) NT 04 MT 04 HXK 3
PW11 WNU 060308 PU 01 US 46 (M6x13.2) NT 04 MT 04 HXK 3
PW20 WNU 080312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PW22 WNU 080312 PU 02 US 42 (M8x21.0) NT 05 MT 05 HXK 4
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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FmAR5 - 1SO P AA.ZEH|
PRODUCT LINE - ISO P INTERNAL TURNING

PSKNR/L
J&.
o

\\‘ Ny

- -

PCLNR/L PDUNR/L

i3
|
3

1Bk

N\ d

|

B 49 Bso B 51 Bs2

PWLNR/L
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MFLZHl - 1ISO P
PCLN RIL INTERNAL TURNING - ISO P

151-155, 227

h

/]

H (] s .
§RC) :

“| o
a v"[o) 05° _
hy = h/2
I

y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

712, BFAFLZEH| / TOOL FOR INTERNAL TURNING

R / Dimensions [mm] 2
¢S il
ISO RIL o | . " b | o, A | v k| % Inserts

w
A25R-PCLNR/L 12 o/e 25 17 1200 | 23 | 23 | 32 -13 | -7 |0.65| PC25 CNM. 1204..
S25T-PCLNR/L 12 o/o| 25 17 1300 | 23 | 23 | 32 -13 | -7 |1.15| PC25 CNM. 1204..
A32S-PCLNR/L 12 e/e 32 | 22 | 250 | 30 | 30 | 40 -12 | -6 |1.40| PC21 CNM. 1204..
A40T-PCLNR/L 12 e/e 40 | 27 | 300 | 38 | 38 | 50 12 | -6 |290 | PC20 CNM. 1204..
A40T-PCLNR/L 16 e/e 40 | 27 | 300 | 38 | 38 | 50 12 | -6 | 290 | PC41 CNM. 1606..
A50U-PCLNR/L 16 o/e 50 35 | 350 | 47 | 485 | 63 12 | -6 | 520 | PC40 CNM. 1606..
A50U-PCLNR/L 19 ®/0| 50 35 | 350 | 47 | 485 | 63 12 | -6 |520| PC50 CNM. 1906..
A60V-PCLNR/L 16 o/o| 60 | 43 | 400 | 57 |585| 80 -12 | -6 | 870 | PC40 CNM. 1606..
A60V-PCLNR/L 19 e/o 60 | 43 | 400 | 57 | 585 | 80 -12 | -6 |870| PC50 CNM. 1906..

%1% | SPARE PARTS

T REATHT REZIRET BT RERERE wF
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key

%

e & &£ |F |&

o]

PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PC21 CNU 120312 PU 02 US 41 (M8x17.0) NT 05 MT 05 HXK 4
PC25 ; PU 32 US 46 (M6x13.2) ; } HXK 3
PC40 CNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PC41 CNU 150312 PU 04 US 40 (M8x20.5) NT 07 MT 07 HXK 4
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5

o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZEHl - 1ISO P
INTERNAL TURNING - ISO P

158-161

<2
f
.
N 1+ A
2dg7
Il
DN

le Iy | hi=hp2
A
| y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , AFTM7F.%EHI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
&S 5
RIL k
ISO dg7 f ) h b D, A | v 9 | % Inserts
w
S25T-PDUNRIL 11 o/e 25 17 | 300 | 23 23 32 -12 | -6 |1.15| PD61 DNM. 1104..
S32U-PDUNR/L 11 o/e 32 22 | 350 | 30 30 40 -12 | -6 | 215 | PD60 DNM. 1104..
A32S-PDUNRIL 15 o/e 32 22 | 250 | 30 30 40 -12 | -6 |1.40| PD33 DNM. 1504..
A40T-PDUNRI/L 15 o/e 40 27 | 300 | 38 38 50 12 | -6 290 | PD30 DNM. 1504..
A50U-PDUNRIL 15 o/e 50 35 | 350 | 47 | 485 | 63 -12 | -6 | 520 | PD30 DNM. 1504..
A60V-PDUNRI/L 15 ®/o| 60 43 | 400 | 57 | 585 | 80 -12 | -6 |870| PD30 DNM. 1504..

&1 / SPARE PARTS

& REATAF K ERET BRI REHFE w®F
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
e
187 =
& | & |§ & |~
PD30 DNU 150308 PU 03 US 36 (M8x26.0) NT 05 MT 05 HXK 4
PD33 - PU 03-A US 41 (M8x17.0) NT 15 MT 05 HXK 4
PD60 PDN 110308 PU 3512 PS 0616 NT 5153 MT 0912 HXK 2.5
PD61 - PU 3611 PS 0512 - - HXK 2
o 'R M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZHl - 1ISO P
INTERNAL TURNING - ISO P

173177

Ddg7

y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

712, BFAFLZEH| / TOOL FOR INTERNAL TURNING

R / Dimensions [mm] 2
&3 5
RIL k 35
ISO a7 | f ) h b | D, A | 9| o % Inserts
(7]
A32S-PSKNRI/L 12 e/of 32 | 22 | 250 | 30 | 30 | 40 12| -6 | 1.4 | PS21 SNM. 1204..
A40T-PSKNR/L 12 ®/o| 40 | 27 | 300 | 38 | 38 | 50 12| -6 | 29 | PS20 SNM. 1204..
A40T-PSKNR/L 15 o/o| 40 | 27 | 300 | 38 | 38 | 50 12| -6 | 29 | PS41 SNM. 1506..
A50U-PSKNRIL 15 o/o| 50 | 35 | 350 | 47 | 485 | 63 12 | -6 | 52 | PS40 SNM. 1506..
A50U-PSKNR/L 19 o/o| 50 35 | 350 | 47 | 485 | 63 -12 | -6 | 52 | PS50 SNM. 1906..
A60V-PSKNRI/L 15 o/o| 60 | 43 | 400 | 57 | 585 | 80 12 | -6 | 87 | PS40 SNM. 1506..
A60V-PSKNR/L 19 o/o| 60 | 43 | 400 | 57 | 585 | 80 -12 | -6 | 87 | PS50 SNM. 1906..
%1 /| SPARE PARTS
T REATHT REZIRET BT RERERE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type =
O

PS20 SNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PS21 SNU 120312 PU 02 US 41 (M8x17.0) NT 05 MT 05 HXK 4
PS40 SNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07 HXK 4
PS41 SNU 150312 PU 04 US 40 (M8x20.5) NT 07 MT 07 HXK 4
PS50 SNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5

o FRAEFETEF= M / Stock Assortiment

2/PRAMET

o IEFRAERETET= M / Non-stock Assortiment

Fi R 1 All dimensions [mm]
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MFLZEHl - 1ISO P
INTERNAL TURNING - ISO P

B2181-183

<25
f
2.
O,
®
N 1/
@dg7
S

-« y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

J1E , BFAFLZEHI / TOOL FOR INTERNAL TURNING

RF / Dimensions [mm] £
3 Pl
ISO RIL | . " b | o, A | v kg f:ﬁ § Inserts
w
A25R-PTFNR/L 16 o/e 25 17 | 200 | 23 | 23 | 32 12| -6 |065| PT11 TNM. 1604..
A32S-PTFNR/L 16 o/e 32 | 22 | 250 | 30 | 30 | 40 12 | -6 | 1.4 | PT10 TNM. 1604..
A40T-PTFNRI/L 22 o/o| 40 | 27 | 300 | 38 | 38 | 50 12 | -6 | 29 | PT20 TNM. 2204..
A50U-PTFNRIL 22 e/of 50 | 35 | 350 | 47 | 485 | 63 12| -6 | 52 | PT20 TNM. 2204..
A60V-PTFNRIL 22 o/o| 60 | 43 | 400 | 57 | 585 | 80 12| -6 | 87 | PT20 TNM. 2204..

&M | SPARE PARTS

T KEATH X EWRET BRI REBFE w|F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
Byl
Type
& | & & ¥ |& |rT
PT10 TNU 160308 PU 01 US 34 (M6x19.0) NT 04 MT 04 HXK 3
PT11 TNU 160308 PU 01 US 46 (M6x13.2) NT 04 MT 04 HXK 3
PT20 TNU 220312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
o 'RHEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZHl - 1SO P
INTERNAL TURNING - ISO P

2192-195
h
/\l
[ 5 o
X O/\1 2

_f
-
&

hy = hi2
|1 =h2

Il

7

&\\\\\\\
A
i y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

712 , BFAFZEH| / TOOL FOR INTERNAL TURNING

RF / Dimensions [mm] £
¢ 8 Pl
ISO W | o I R A | “ e R

w
S25T-PWLNR/L 0604 o/o| 25 17 1300 | 23 | 23 | 32 12| -6 |0.75| PW11 WNM. 0604..
A25R-PWLNRI/L 08 o/o| 25 17 | 200 | 23 23 32 -12 -6 | 0.65 | PW25 WNM. 0804..
S25T-PWLNRI/L 08 o/o| 25 17 | 300 | 23 | 23 | 32 12 | -6 |0.75 | PW25 WNM. 0804..
A32S-PWLNR/L 0604 o/o| 32 | 22 | 250 | 30 | 30 | 40 12 | -6 |1.40| PWIH WNM. 0604..
A32S-PWLNR/L 08 o/e 32 | 22 | 250 | 30 | 30 | 40 12 | -6 | 1.40 | PW21 WNM. 0804..
S32U-PWLNR/L 08 o/eo 32 | 22 | 350 | 30 | 30 | 40 12 | -6 | 215 PwW21 WNM. 0804..
A40T-PWLNR/L 08 e/e 40 | 27 | 300 | 38 | 38 | 50 12 | -6 | 290 | PW20 WNM. 0804..
A50U-PWLNR/L 08 o/e 50 35 | 350 | 47 | 485 | 63 -12 -6 |5.20 | PW20 WNM. 0804..
A60V-PWLNRI/L 08 of/o| 60 | 43 | 400 | 57 | 585 | 80 12 | -6 |870| PW20 WNM. 0804..

%1% | SPARE PARTS

T REATH REZIRET BT RERETE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type
"l & &L F |
N7
PW11 WNU 060308 PU 01 US 46 (M6x13.2) NT 04 MT 04 HXK 3
PW20 WNU 080312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PW21 WNU 080312 PU 02 US 41 (M8x17) NT 05 MT 05 HXK 4
PW25 - PU 32 US 46 (M6x13.2) - - HXK 3
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)

2/PRAMET 53



ISO KEB&EH - 1ISO P 713k
ISO CODE DESIGNATION - ISO P HEADS

REER TR AR NEXH - X RA
Head Clamping designation Insert shape Tool style - cutting edge angle

Clearﬁcf angle ¢ % ) cm"‘/ :tﬂ z\ﬂ : E] I:V i B
an @ ET F G H J
g ° TA 60° G:ﬁimw“:ﬁj \H
Un=0°  On=7° Q=11 E R < | %} | T} »\/
— ") L %E\@%@Z“ﬁ%

S E? w \' 107°30
S ’ "
730" 60° Special 4,

™
5 &i X ‘§7 L X — ﬂ
N I?? G @ ﬁsﬁﬁf Kzﬁj
ENFE E R D
KH P - C L | N R|25

8 N o of 10ff 11]
DKH | R 50|60 | W
- f s ______f ]

THEIIKE T3k TR B
Cutting edge lenght Head holder Total lenght
S ¢C DV KWTR | o]
atml [O] O] o] 7 7 B A © W1
6,00 06 J 10
6,35 06 07 1 1 K 125
800 oo I N L w0
TREE [mm] _ M 150
9525 09 09 11 16 19 06 16 Shank height [mrm] El:?g
N 160
10,00 10
08 10 12 16 20 25 P 170
12,00 12
- Q 180
1270 12 12 15 08 22 12 -
32 40 5 60 70 80 R 200
15,875 15 16 27 15 o
1600 1o I |
TIHREE [mm 3
D | i | 3 19 ShankMdﬂE[mrﬂ] @j U 350
20,00 20 V400
08 10 12 16 20 25
25,00 25 W 450
x
R B % 4 s 6 70 8 e
38,10 38 Y 500
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FmR% -ISOP 7k
PRODUCT LINE - ISO P HEADS

)
5

=

Bso

KHP-TGNR/L KHS-SBCR/L

B e0 B 61 Be2 Be3

Be4
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SNEIZEH] - Tk

EXTERNAL TURNING - HEADS

DKHR + KHP-CBNR

B =

DKHR + KHP-CBNL

&

154-155

y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

SNEIZHl - 703k / EXTERNAL TURNING - HEADS

R / Dimensions [mm] 2
&3 5K
ISO RIL A 5 e | v k| % Inserts
(7]
KHP-CBNRIL 25 o/e 32 | 47 -6 6 | 1.30 | PC60 CNM. 2509..-E
%1 / SPARE PARTS
T REATHF REZIRET BT RERERE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type =)
d ¢
PC60 CNU 250620 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
o FREFETEF= M / Stock Assortiment

56

o IEFRAERETETS @ / Non-stock Assortiment

Fi R / All dimensions [mm]

PRAMET




SNEIZEH] - 70K
EXTERNAL TURNING - HEADS

A 151-155, 227

A

o

y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

SNEIZEHl - 713k / EXTERNAL TURNING - HEADS

RF / Dimensions [mm] £
ISO RLL | 2o | e 9 | & g In}Ze)?t-s
w
KHP-CLNR/L 12 o/o| 35 | 45 6 6 |1.30 | PC20 CNM. 1204..-E
KHP-CLNR/L 16 o/o| 35 | 45 6 6 |1.30 | PC40 CNM. 1606..-E
KHP-CLNR/L 19 o/e 35 | 45 6 6 | 1.30 | PC50 CNM. 1906..-E
KHP-CLNRIL 25 o/ 35 | 45 6 6 |1.30 | PC60 CNM. 2509..-E

%1 | SPARE PARTS

& REATAF K ERET BRI REHFE w®F
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
e &) &L | F | &
PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05
PC40 CNU 150312 PU 04 US 36 (M8x26.0) NT 07 MT 07
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06
PC60 CNU 250620 PU 06 US 39 (M10x33.0) NT 08 MT 08
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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SNEIZEH] - Tk
EXTERNAL TURNING - HEADS

164
- t
DKHR + KHP-LBNR DKHR + KHP-LBNL y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
SNEZEHI - 773k / EXTERNAL TURNING - HEADS
R / Dimensions [mm] 2
&3 5
ISO RIL A 5 A | v k| % Inserts
w
KHP-LBNR/L 40-A o/e 48 | 36 -6 -6 | 140 | PLT1 LNUX 40....
FF KHP-LBNR/L 40 JJ45 DKH 6080W /FOR KHP-LBNR/L 40 HOLDER DKH. 6080W
%1 / SPARE PARTS
Ik REATHF K EWRET BERET REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
R I o B I S IR BT
PL71 LNX 400632 PU 06 PS 12040 (M12x40.0) NT 08 MT 08
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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SNEIZEH] - 70K
EXTERNAL TURNING - HEADS

B168

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

SNEIZEHl - 713k / EXTERNAL TURNING - HEADS

RF / Dimensions [mm] £
ISO RLL | 2o | e kg ft« g .n’Ze’is
w
KHP-RSCRI/L 16 o/o| 35 | 45 0 0 |1.30 | PRP70 | RCMX 1606 MO
KHP-RSCRIL 20 e/o| 35 | 45 0 0 |1.30 | PRP90 | RCMX 2006 MO
KHP-RSCRIL 25 o/o 35 | 45 0 0 |1.30 | PRP80 | RCMX 2507 MO
KHP-RSCRIL 32 o/ 35 | 45 0 0 |1.30 |PRP100| RCMX 3209 MO

%1% | SPARE PARTS

DIE- R EATHF RFIRET BRANET REHTE w®F
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
e
. © | & & ¥ | &
PRP70 RCU 160300 PU 07 US 36 (M8 x 26.0) NT 05 MT 05
PRP80 RCU 250600 PU 08 US 38 (M10 x 29.0) NT 06 MT 06
PRP90 RCU 200400 PU 09 US 36 (M8 x 26.0) NT 07 MT 07
PRP100 RCU 320600 PU 10 US 47 (M12 x 36.0) NT 08 MT 08
o FRAEFETET= M / Stock Assortiment o JEFRHEEETFT= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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SNEIZEH] - Tk
EXTERNAL TURNING - HEADS

DKHR + KHP-SBNR DKHR + KHP-SBNL

173, 175-171

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

SNEIZHl - 703k / EXTERNAL TURNING - HEADS

R / Dimensions [mm] 2
&3 5
ISO RIL A 5 A | v k| % Inserts
(7]
KHP-SBNRI/L 25 o/e 47 | 36 6 6 | 1.30 | PS60 SNM. 2507..-E
KHP-SBNR/L 2509 o/e 47 | 36 6 6 | 1.30 | PS70 SNM. 2509..-E
KHP-SBNRI/L 2512-A o/o 47 | 36 6 6 |1.30| PS72 SNM. 2512..-E
%1 / SPARE PARTS
T REATHF REZIRET BT RERETE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
- 8 & | § L
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
PS70 SNU 250624 PU 06 US 47 (M12x36.0) NT 08 MT 08 HXK'5
PS72 SNU 250624 PU 10-N PS 12040 (M12x40.0) NT 08 MT 08 HXK 5

o WRAEEETEF= M / Stock Assortiment

60

o IEFRAERETETS M / Non-stock Assortiment

FRA R / All dimensions [mm]

PRAMET




SNEIZEH] - 70K
EXTERNAL TURNING - HEADS

173-176

B

¥4

>

R

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

SNEIZEHl - 713k / EXTERNAL TURNING - HEADS

RF / Dimensions [mm] 2
&S 5
|SO RIL A 5 A | g kg | o § Inserts
(7]
KHP-SSNR/L 19 o/o| 15 | 45 -6 -6 | 130 | PS50 SNM. 1906..-E
KHP-SSNRIL 25 o/e 15 | 45 -6 -6 |1.30| PS60 SNM. 2507..-E
%1 /| SPARE PARTS
-] R EATHF RZBET BRI REMPE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
"8 & L W |
PS50 SNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment

2PRAMET

Fi R 1 All dimensions [mm]

61



SNEIZEH] - Tk
EXTERNAL TURNING - HEADS

B2181-183

FU

\

y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination

SNEIZHl - 703k / EXTERNAL TURNING - HEADS

RF / Dimensions [mm] 2
&3 5
ISO RIL A 5 A | v k| W % Inserts
w
KHP-TGNR/L 22 o/o| 35 | 45 -6 6 | 130 | PT20 TNM. 2204..-E
KHP-TGNR/L 27 o/o| 35 | 45 -6 -6 | 1.30 | PT40 TNM. 2706..-E
KHP-TGNR/L 33 o/o| 35 | 45 -6 -6 | 130 | PT50 TNM. 3307..-E

&1 | SPARE PARTS

Pk RZATHF R ZIRET B LT REREFE RF
. Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
%@
Type
@ & | &£ | T | &£
PT20 TNU 220312 PU 02 US 35 (M8 x 22.5) NT 05 MT 05 HXK 4
PT40 TNU 270416 PU 04 US 36 (M8 x 26.0) NT 07 MT 07 HXK 4
PT50 TNU 330412 PU 05 US 38 (M10 x 29.0) NT 06 MT 06 HXK 5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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SNEIZEH] - 70K
EXTERNAL TURNING - HEADS

172
]
t 9
DKHR + KHS-SBCR DKHR + KHS-SBCL y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination
S\EIZEH| - T3k / EXTERNAL TURNING - HEADS
RF / Dimensions [mm] 2
&S s
ISO RIL A B A | 1o o | % Inserts
w
KHS-SBCRIL 25 o/o| 47 | 36 0 0 |1.30| SS25 SC.. 2509..
KHS-SBCRIL 38-A o/o 47 | 36 0 0 |1.40| SS38 SC.. 3809..
FTF KHP-LBNR/L 40 JJ45 DKH 6080W /FOR KHP-LBNR/L 40 HOLDER DKH. 6080W
%1 /| SPARE PARTS
R RIRET SR -] I 4R4T Bu 7] w®F
Clamp. Screw Thread Shim Shim screw Screwdriver Key
s
S y
SS825 US 8025-T30P (M8x25.0) SSN 250620 MS 8020 SDR T30P HXK 5
SS38 US 8025-T30P (M8x25.0) SSN 380620 MS 8020 SDR T30P HXK 5
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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SNEIZEH] - Tk
EXTERNAL TURNING - HEADS

B56-63
I3 -
lp -
—h
el
Y
L
J#RIE A 713K / HOLDERS FOR HEADS
R ~F / Dimensions [mm] 2
&3 5
ISO At hsh | b | Lo | A : *5 ——
(7]
DKHR/L 4050 V ®/o 40 | 50 | 400 | 425 | 325 7.80 | DKH10
DKHR/L 5060 W /e 50 | 60 | 450 | 475 | 365 11.30| DKH10
DKHR/L 6080 W-A e/e 60 | 80 | 450 | 485 | 395 20.50 | DKH10

JJ48 DKHR/L 6080W IS &M J1 /7 LNUX 40 AND SCMT 38 / HOLDER DKHR/L 6080W IS FOR INSERT LNUX 40 AND SCMT 38
TREFEER S —HTIRR~ / ANOTHER DIMENSION OF HOLDER FOR HEADS FOR DEMAND

# 14 /| SPARE PARTS

SR4T ]®RF
Screw Key
Type
Tipo
O
DKH10 SR 14 HXK 10

o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment

FR R / All dimensions [mm]

PRAMET
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ISO K#3&% - I+ , ATERAMT

ISO CODE DESIGNATION - CARTRIDGES FOR HEAVY ROUGHING
.+ § 2 __J 3 |

T+ REEH TR TNE%RE - ERA
Cartridge Clamping designation Insert shape Tool style - cutting edge angle

[ 5 ] S (03 : A B___C ™ D D
Clear;ﬁc? angle ¢ Mo/ gtﬂ 7;\@ 2 E] 45.,V B
X/ ™
A= TA .9

0n=0°  Op=7° Op=11°

6
LIEIS

Direction of cut

< s E? w v — > :
) o\
Y A TR " e B
N B @ e

EEEE EEEE R

K P - S B N R 25

8 N o Nl ofl 100 11]
DK || R||60|/60 V

=
> O
ax
b v
g
=
§ 7
i,

c

%%ﬁ?

s X 11 |
YHIAKE VIR VAL ] B
Cutting edge lenght Catridge holder Total lenght
S C DV KWTR Iy [mm]
am [0 [o] [o] &7 7 & A © W0
6.00 06 J 10
6.35 06 07 11 11 LS 125
8.00 os I e
TREE [mm] @ _— M 150
9.525 09 09 1" 16 19 06 16 Shankheight[mm]
N 160
10.00 10
08 10 12 16 20 2 P 170
12.00 12
_ Q 180
12.70 12 12 15 08 22 12 -
32 40 5 60 70 R 200
15.875 15 16 27 15 S 250
16.00 oy 10 | T 300
TR [mm] @ —
19.05 19 19 19 Shank width [mm] < U 350
20.00 20 V| A
08 10 12 16 20 25
25,00 25 W 450
X EEAE
25.40 25 25 25 Special
32 40 5 60 70 80 .
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FmAR5 -+, ATESENT

PRODUCT LINE - CARTRIDGES FOR HEAVY ROUGHING

KP-LBNR/L KP-LKNR/L KP-SBNR/L KP-SKNR/L

8 || .m

68 69 70
KS-SKCR/L  DKR
O ©
71 72 73
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I+, ATEsEMT
CARTRIDGES FOR HEAVY ROUGHING

164
f h,
; W
- b |
v, - JJRIE# A/ tool orthogonal rake  1.° - J1 241K 553 / tool cutting edge inclination
S\EZHl - 71+ / EXTERNAL TURNING - CARTRIDGES
R / Dimensions [mm] 2
¥ 8 &
ISO RIL h . . | e | v k| fé Inserts
w
KP-LBNR/L 40 o/o| 40 | 645|525 | 83 6 6 | 14 | PLT1 LNUX 40....
%1 /| SPARE PARTS
T REATHT K EWRET BERAET REHTE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
E%i)
& SO ¥ | &
PL71 LNX 400632 PU 06 PS 12040 (M12x40.0) NT 08 MT 08
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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I+, ATEsEMmT
CARTRIDGES FOR HEAVY ROUGHING

2164

v, - JJRIE#TA/ tool orthogonal rake  2.° - J1 B4 HI X055 / tool cutting edge inclination

SNEIZHl - 145 / EXTERNAL TURNING - CARTRIDGES

RF / Dimensions [mm] 2
&S s
RIL k o
ISO h, b f ) A | 9| o E Inserts
(7]
KP-LKNR/L 40 o/o| 40 | 60 | 71 68 6 6 | 14 | PLT1 LNUX 40....
%1 / SPARE PARTS
DIk R EATHF RZBET BERIET REMPE wF
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type =y
& & ¥ | & |
PL71 LNX 400632 PU 06 PS 12040 (M12x40.0) NT 08 MT 08 HXK 5

o WRAEEETEF= M / Stock Assortiment

68

o IEFRAERETETS M / Non-stock Assortiment

FRA R / All dimensions [mm]
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I+, ATEsEMmT
CARTRIDGES FOR HEAVY ROUGHING

173. 175171

b

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

SNEIZHl - 714 / EXTERNAL TURNING - CARTRIDGES

R / Dimensions [mm] 2
&3 5
RIL k
ISO h, b ¢ ) e | 9 | o % Inserts

w
KP-SBNRIL 25 o/o| 40 | 64 |515| 82 -6 -6 | 1.40 | PS60 SNM. 2507..-E
KP-SBNRI/L 2509 o/o| 40 | 64 |515| 82 -6 -6 | 140 | PS70 SNM. 2509..-E
KP-SBNR/L 2512-A o/o| 40 | 64 |515| 82 -6 -6 | 140 | PS72 SNM. 2512..-E

%1% | SPARE PARTS

T REATH RFIRET BT RERETE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
A I N Y S o B A -
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08
PS70 SNU 250624 PU 06 US 47 (M12x36.0) NT 08 MT 08
PS72 SNU 250624 PU 10-N PS 12040 (M12x40.0) NT 08 MT 08
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)
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7+, ATEZEMNT
CARTRIDGES FOR HEAVY ROUGHING

173, 175-171

h,
~ >
Y
b
t
y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
S\BlZHl - JJ4 / EXTERNAL TURNING - CARTRIDGES
RF / Dimensions [mm] 2
&S 5
ISO RIL h, b f ) A | 1o o | % Inserts
w
KP-SKNRI/L 25 o/o| 40 | 60 | 70 68 -6 -6 | 1.40 | PS60 SNM. 2507..-E
KP-SKNRI/L 2509 o/o| 40 | 60 | 70 68 -6 -6 | 1.40 | PS70 SNM. 2509..-E
KP-SKNR/L 2512-A o/o| 40 | 60 | 70 68 -6 -6 | 1.40 | PS72 SNM. 2512..-E
%1 / SPARE PARTS
DIE- REATAF RFIRET BRANET REBFE w®F
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
e R § | &
PS60 SNU 250624 PU 06 US 39 (M10x33.0) NT 08 MT 08 HXK 5
PS70 SNU 250624 PU 06 US 47 (M12x36.0) NT 08 MT 08 HXK 5
PS72 SNU 250624 PU 10-N PS 12040 (M12x40.0) NT 08 MT 08 HXK 5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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I+, ATEsEMmT
CARTRIDGES FOR HEAVY ROUGHING

B172

f h,

=

e

) ;
- )
y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination
S\EZHl - 71+ / EXTERNAL TURNING - CARTRIDGES
R / Dimensions [mm] 2
&3 5
ISO RIL h . . . A | v k| % Inserts
w
KS-SBCRIL 25 o/o| 40 |645 | 53 83 0 0 |1.30| SS25 SC.. 2509..
KS-SBCRI/L 38 o/o| 40 |645| 53 | 83 0 0 |1.30| SS38 SC.. 3809..
%1 /| SPARE PARTS
T REATH RFIRET BT RERETE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
> | o 5 £
8825 US 8025-T30P (M8x25.0) SSN 250620 MS 8020 SDR T30P HXK 5
SS38 US 8025-T30P (M8x25.0) SSN 380620 MS 8020 SDR T30P HXK 5

o WRAEEETEF= M / Stock Assortiment

2/PRAMET

o IEFRAERETETS M / Non-stock Assortiment

Fi R 1 All dimensions [mm]
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I+, ATEsxEMT
CARTRIDGES FOR HEAVY ROUGHING

h,

B172

v, - JJRIE#T A/ tool orthogonal rake  .° - J1 B4 HI X075 / tool cutting edge inclination

SNEIZHl - 7145 / EXTERNAL TURNING - CARTRIDGES

RF / Dimensions [mm] 2
&S s
ISO RIL h, b f ) A | 1o o | % Inserts
(7]
KS-SKCRIL 25 o/o| 40 | 60 | 715 | 68 0 0 |1.30| SS25 SC.. 2509..
KS-SKCRIL 38 o/o| 40 | 60 | 71.5| 68 0 0 |1.30| SS38 SC.. 3809..
%1 / SPARE PARTS
-] R EATHF RZBET BRI REMPE wRF
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
Type 0 M)
£
® ® %
SS25 US 8025-T30P (M8x25.0) SSN 250620 MS 8020 SDR T30P HXK 5
SS38 US 8025-T30P (M8x25.0) SSN 380620 MS 8020 SDR T30P HXK 5

o WRAEEETEF= M / Stock Assortiment

72

o IEFRAERETETS @ / Non-stock Assortiment

Fi R / All dimensions [mm]
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I+, ATExEMT
CARTRIDGES FOR HEAVY ROUGHING

67-72
y
= -
HEZEH I,
AXIAL TURNING
mm [O O ]
v o)
o
L
0
= IREZEH mLk | © o
FACE TURNING Q
JI4%% , AT w813 / HOLDERS FOR CARTRIDGES
Rt / Dimensions [mm] 2
¢ 3 5
ISO RIL h b L L A |y ko | § Inserts
w
DKR/L 6060 V o/o 60 60 | 398 | 105 - - |12.00| DK10
DKR/L 6060 V-K o/o| 60 60 | 408 | 105 - - |12.30| DK10
%1 | SPARE PARTS
24T E E BT T wF wF
ﬁiiﬂ Screw up Screw down Key Key
DK10 2 x HS 1060 HS 0840
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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ISO XF3 &% - AIE =Tk
ISO CODE DESIGNATION - ADJUSTABLE HEADS

Shank
M| D
S Steel shank O
R AR L RO 4 Bl D AR 25

Steel shank with coolant hole

7]

@ [mm]

Shank @ [mm]

10 12

32 40

"Hﬂitﬂ;k
Adjustable head

20

50 60

A |50 160

DSH

Il N K K A K e

A |50 - SH

P

C

L N R|16

4+ M 5 |
REETH T RAR

Clamping designation Insert shape

-8 0T
"@TA
sE?

XW

SIHI IR E
Cutting edge lenght

S§S C DV KWTR

st (2] @@gg@é@

6.00

6.35 06 07 1M "

8.00 08
9525 09 09 11 16 19 06 16
10.00 10
12.00 12
1270 12 12 15 08 22 12
15.875 15 16 27 15
16.00 16
19.06 19 19 19
20.00 20
25.00 25
2540 25 25 25

74

msg

-8

~
&

107°30’]

c

=17 B

93°

y4

N

iz

TEXE - XR/A

Tool style - cutting edge angle

=

v

HBK
Total lenght

EA

Clearance angle

Cc D

™

Al @ =
H\AU \H an-o un-7 an—11

N7 % mmn
Cutting direction

62°30"! 117°30""

RN

. %

‘ Vg

ﬁﬁﬁkﬂﬁ
Special

T3k TR
Head holder

PRAMET



PR - AiEA sk

PRODUCT LINE - ADJUSTABLE HEADS

SH-PCKNR/L SH-PCLNR/L SH-PDXNR/L SH-PWLNR/L

iy D

N2 N

| Al
&\\\\\\\

-

B7e B77 B7s B 79

2PRAMET 75



MFLZEH] - ATER Ik
INTERNAL TURNING - ADJUSTABLE HEADS

151-155, 227

U
od

- y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

M FLZEHI - "TA 03k / INTERNAL TURNING - ADJUSTABLE HEADS

R / Dimensions [mm] %
ISO RLL | o ae | e o | & g Ir'z::‘t-s

w
§32-SH-PCKNR/L 12 o/o| 36 | 22 | 46 12 | -6 |0.25| PC21 CNM. 1204..
A40-SH-PCKNR/L 12 o/o| 42 25 52 -12 -6 | 0.30 | PC20 CNM. 1204..
A50-SH-PCKNRI/L 12 o/o| 52 | 30 62 -12 | -6 | 050 | PC20 CNM. 1204..
A50-SH-PCKNR/L 19 o/o| 52 | 30 62 12 | -6 | 050 | PC50 CNM. 1906..
A60-SH-PCKNR/L 12 o/o| 62 35 72 12 | -6 |0.70 | PC20 CNM. 1204..
A60-SH-PCKNR/L 19 o/o| 62 35 72 12 | -6 |0.70 | PC50 CNM. 1906..

&1 / SPARE PARTS

T REATH REZIRET BT RERERE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
gz =)
d ¢
PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05 HXK 4
PC21 CNU 120312 PU 02 US 41 (M8x17.0) NT 05 MT 05 HXK 4
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06 HXK 5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

76 2/PRAMET



MFLZEH] - ATE=R Tk
SH-PCLNR/L INTERNAL TURNING - ADJUSTABLE HEADS

151-155, 227
£ O
gl | =
&) Q
[
| y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
AFZEH - AT =TIk / INTERNAL TURNING - ADJUSTABLE HEADS
Rt / Dimensions [mm] 2
¢ 3 5
ISO RIL ] i 1o e | g ko | wg Inserts
‘min s o U%
S$32-SH-PCLNR/L 12 ofo| 36 | 22 | 46 -12 | -6 |0.25| PC21 CNM. 1204..
A40-SH-PCLNR/L 12 e/o| 42 | 25 | 52 12 | -6 |0.30| PC20 CNM. 1204..
A50-SH-PCLNR/L 12 o/ 52 | 30 62 12 | -6 | 050 | PC20 CNM. 1204..
A50-SH-PCLNR/L 19 o/o| 52 | 30 62 12 | -6 | 050 | PC50 CNM. 1906..
A60-SH-PCLNR/L 12 o/o| 62 | 35 72 12 | -6 |0.70 | PC20 CNM. 1204..
A60-SH-PCLNR/L 19 e/o 62 | 35 72 12| -6 |0.70 | PC50 CNM. 1906..
%1 /| SPARE PARTS
DIE- REATAF RRIRET BRANET REHTE S
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
s
e R S ¥ | &
PC20 CNU 120312 PU 02 US 35 (M8x22.5) NT 05 MT 05
PC21 CNU 120312 PU 02 US 41 (M8x17.0) NT 05 MT 05
PC50 CNU 190416 PU 05 US 38 (M10x29.0) NT 06 MT 06
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZEHI - ATER Ik
INTERNAL TURNING - ADJUSTABLE HEADS

158-161

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

M FLZEHI - "TA 03k / INTERNAL TURNING - ADJUSTABLE HEADS

R / Dimensions [mm] 2
&3 5
|SO RIL o ‘o, A | e kg | % Inserts
w
$32-SH-PDXNRIL 15 ofo| 36 | 22 | 46 -12 | -6 |0.25| PD33 DNM. 1504..
A40-SH-PDXNR/L 15 e®/o| 42 25 52 -12 -6 | 0.30 | PD30 DNM. 1504..
A50-SH-PDXNR/L 15 e/o| 52 | 30 62 -12 | -6 | 050 | PD30 DNM. 1504..
A60-SH-PDXNR/L 15 o/o| 62 | 35 72 -12 | -6 |0.70 | PD30 DNM. 1504..

&1 | SPARE PARTS

T REATHF RFIRET BT RERETE wF
" Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key
3]
s =5
& | & |V | & |
PD30 DNU 150308 PU 03 US 36 (M8x26.0) NT 05 MT 05 HXK 4
PD33 - PU 03-A US 41 (M8x17.0) NT 15 MT 05 HXK 4
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

78 2PRAMET



MFLZEH] - ATER Tk
INTERNAL TURNING - ADJUSTABLE HEADS

192-195

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

MFLZEHI - ATA= 703k / INTERNAL TURNING - ADJUSTABLE HEADS

RF / Dimensions [mm] £
ISO RLL | 0 2o | e kg ft« g .n’Ze’is
w
$32-SH-PWLNRI/L 08 ofo| 36 | 22 | 46 -12 | -6 |025| PW20 WNM. 0804..
A40-SH-PWLNRI/L 08 ofo| 42 | 25 | B2 -12 | -6 |0.30| PW20 WNM. 0804..
A50-SH-PWLNRI/L 08 e/o| 52 | 30 62 12 | -6 050 | PW20 WNM. 0804..
A60-SH-PWLNRI/L 08 o/o| 62 | 35 72 12 | -6 |0.70 | PW20 WNM. 0804..

%1% | SPARE PARTS

DIE- R EATHF RFIRET BRANET REHTE w®F
Shim Clamping lever Clamp. Screw Tubular rivet Mount. taper plug Key

]

Type

2 © | & &> & &

V%

PW20 WNU 080312 PU 02 US 35 (M8x22.5) NT 05 MT 05

o FRAEFETET= M / Stock Assortiment o JEFRHEEETFT= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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MFLZEHI - ATER Ik

INTERNAL TURNING - ADJUSTABLE HEADS

76-79
I |
1’77 o ‘
: = :I: < 'y
] kel
= [I_Fv/ A - <
[L_ LS ]L 1
7% , AF =70k / HOLDER FOR ADJUSTABLE HEADS
Rt / Dimensions [mm] 2
|SO K &3S Tk
d h 9 | w2 Inserts
»
$32-160-DSH o| 32 | 160 | 29 120 | D32
$32-210-DSH o | 32 210 | 29 140 | D32
$32-260-DSH o | 32 | 260 | 29 160 | D32
A40-160-DSH o | 40 | 160 | 37 250 | D40
A40-210-DSH o | 40 | 210 | 37 2.90 | D40
A40-260-DSH e | 40 | 260 | 37 3.30 | D40
A50-230-DSH e | 50 | 230 | 46 470 | D50
A50-280-DSH e | 50 | 280 | 46 520 | D50
A50-330-DSH o | 50 | 330 | 46 5.70 | D50
A60-200-DSH o | 60 | 200 | 54 8.00 | D50
A60-300-DSH o | 60 | 300 | 54 8.70 | D50
A60-400-DSH o | 60 | 400 | 54 9.40 | D50
%1 / SPARE PARTS
R RIRET A IRET RF wRF
" Clamping screw Adjustable srew Key Key
E3i) CSNo21187
Type W K K
D32 HS 0825 M6x10 HXK 6 HXK 3
D40 HS 0830 M6x15 HXK 6 HXK 3
D50 HS 0835 M8x20 HXK 6 HXK 4

o WRAEEETEF= M / Stock Assortiment

80

o IEFRAERETETS M / Non-stock Assortiment

FRA R / All dimensions [mm]
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Fm*R%-1SO S MAZEHI
PRODUCT LINE - ISO S INTERNAL TURNING

T\ TR
N
g Jd7
. %{j l%

Bos Bos Bo7

oy
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B o8 B 99 B 100
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SN\EIZEH]-1SO S
EXTERNAL TURNING - ISO S

149-151
I
o =
-, [®] 4
- 3
Q’Q
Iy
<_T
y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , BT S\EZHI / TOOL FOR EXTERNAL TURNING
R~ / Dimensions [mm] 2
¢ 3 5K
ISO RIL | b . | e | v k| % Inserts
w
SCACR/L 0808 D 06 o/o| 8 8 85 | 60 0 0 |0.04| SOf CC.. 0602..
SCACR/L 1010 E 06 o/o 10 10 | 105 | 70 0 0 |0.06 SOt CC.. 0602..
SCACR/L 1212 F 09 o/e 12 | 12 | 125 | 80 0 0 |010| SO8 CC.. 09T3..
SCACR/L 1616 H 09 o/e 16 16 | 16.5 | 100 0 0 |022| SO8 CC.. 09T3..
%1 / SPARE PARTS
RIFIRET SR & TR IR4T 24 7] wF
. Clamping screw Thread Shim Shim screw Screwdriver Key
s
- | o =) £
i
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

82 2/PRAMET



S\EIZEH] - 1SO S
EXTERNAL TURNING - ISO S

EEL_/ 3
" (@] 2

y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] 2
&S TE
RIL k
ISO heh, | b | f | e | ve | D | ®E Inserts
w
SCBCRIL 1212 F 09 o/o] 12 | 12 | 11 | 80 0 | o [ot0] so8 | cc.o9Ts.
SCBCRI/L 1616 H 09 e/o| 16 16 13 | 100 0 0 |020| SO8 CC.. 09T3..
SCBCRI/L 2020 K 12-M-A o/o| 20 | 20 17 | 125 0 0 |040| SC20 CC.. 1204..
SCBCRI/L 2525 M 12-M-A o/o 25 | 25 | 22 | 150 0 0 |0.75| SC20 CC.. 1204..

%1 | SPARE PARTS

R IRET 204 Pk TIIRET B4 7] wRF
s Clamping screw Thread Shim Shim screw Screwdriver Key
" | @ = A
® &
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SC20 US 5012-T15P (M5x12.0) SCN120304 MS 5008 SDR T15P HXK'5
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

2PRAMET 83



S\EIZEH]-1SO S
EXTERNAL TURNING - ISO S

149-151
|
= <
EI
Y— o
$
2
| I
.
y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
718, BFSMEZEHI / TOOL FOR EXTERNAL TURNING
Rt / Dimensions [mm] 2
&S s
ISO RL heh, | b f . A |y ko | % Inserts
w
SCFCR/L 0808 D 06 o/o| 8 8 10 | 60 8 0 0 |0.04| SOf CC.. 0602..
SCFCR/L 1010 E 06 e/o 10 10 12 | 70 8 0 0 |006| SOt CC.. 0602..
SCFCR/L 1212 F 09 o/o| 12 12 16 | 80 | 16 0 0 |010| SO8 CC.. 09T3..
SCFCR/L 1616 H 09 o/e 16 16 | 20 | 100 | 16 0 0 |022| SO8 CC.. 09T3..
%1 / SPARE PARTS
RZRET 1R Ik T IRET 18447 e
s Clamping screw Thread Shim Shim screw Screwdriver Key
| g = Y
i
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

84 2PRAMET



S\EIZEH] - 1SO S
EXTERNAL TURNING - ISO S

149-151
<
4

y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
&+ o 7
ISO RL heh, | b f Lol 2| 1 ko | % Ins:js

w
SCLCR/L 0808 D 06 e/o 8 8 10 60 1" 0 0 |0.04| SOt CC.. 0602..
SCLCR/L 1010 E 06 o/o 10 10 12 70 1" 0 0 |0.06 SOt CC.. 0602..
SCLCR/L 1212 F 09 o/ 12 | 12 | 16 | 80 | 16 0 0 [0.10| SO8 CC.. 09T3..
SCLCR/L 1616 H 09 o/e 16 16 | 20 | 100 | 16 0 0 |022| SO8 CC.. 09T3..
SCLCR/L 2020 K 12-M-A o/o 20 | 20 25 [ 125 | 20 0 0 |042| SC20 CC.. 1204..
SCLCRI/L 2525 M 12-M-A e/e 25 | 25 32 | 150 | 20 0 0 |0.68| SC20 CC.. 1204..

%1% | SPARE PARTS

R ZIRET R pAE: 3 TIBRET R4 7] ]®F
xm Clamping screw Thread Shim Shim screw Screwdriver Key
12 <> [=) O
® ® %
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SC20 US 5012-T15P (M5x12.0) SCN 120304 MS 5008 SDR T15P HXK 5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)

2PRAMET 85



S\EIZEH]-1SO S
EXTERNAL TURNING - ISO S

156-158, 227
4

|

i O

Iy

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

J1E | BT S ALY / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
<3 il
ISO At N I A A e | e | . 5 e
w
SDJCRI/L 0808 D 07 o/o| 8 8 10 60 14 0 0 |0.04| SOf DC.. 0702..
SDJCR/L 1010 E 07 o/e 10 10 12 70 14 0 0 |0.06| SOt DC.. 0702..
SDJCR/L 1212 F 07 o/e 12 12 16 80 14 0 0 |0.10| SOf DC.. 0702..
SDJCR/L 1212 F 11 o/o 12 12 16 | 80 | 20 0 0 |010| SO8 DC.. 11T3..
SDJCR/L 1616 H 11 o/e 16 16 | 20 | 100 | 20 0 0 |020| SO8 DC.. 11T8..
SDJCR/L 2020 K 11-M-A o/o 20 | 20 25 | 125 | 20 0 0 |040| SD10 DC.. 11T3..
SDJCRIL 2525 M 11-M-A o/o 25 | 25 32 | 150 | 20 0 0 |0.75| SD10 DC.. 11T3..

&1 | SPARE PARTS

KR IRET 24 T TIRIRET 847 wRF
s Clamping screw Thread Shim Shim screw Screwdriver Key
Type » S
A
® = ® i
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P
SD10 US 3510-T15P (M3.5x10.4) SDN 110304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

86 2PRAMET



S\EIZEH] - 1SO S
EXTERNAL TURNING - ISO S

156-158, 227
I
- e
{ 690
Y
2
<
| . < 62°30'
N '1
E : ]
y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination
JE , AT\ EZHI/ TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¥ 8 a5
ISO heh, | b f | 2| g o | § Inserts
(7]
SDNCN 0808 D 07 . 8 8 4 60 0 0 |0.04]| SOt DC.. 0702..
SDNCN 1010 E 07 e | 10 10 5 70 0 0 |006| SOt DC.. 0702..
SDNCN 1212 F 07 ° | 12 12 6 80 0 0 |008]| SOt DC.. 0702..
SDNCN 1212 F 11 o | 12 12 6 80 0 0 |008| SO8 DC.. 11T3..
SDNCN 1616 H 11 e | 16 16 8 100 0 0 |0.18| SO8 DC.. 11T3..
SDNCN 2020 K 11-M-A e | 20 | 20 10 | 125 0 0 |035]| SD10 DC.. 11T3..
SDNCN 2525 M 11-M-A e | 25 | 25 |125| 150 0 0 |070| SD10 DC.. 11T3..
%1 /| SPARE PARTS
R RIRET R g T IR4T R4 7] w®F
s Clamping screw Thread Shim Shim screw Screwdriver Key
Type N N
& — A
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SD10 US 3510-T15P (M3.5x10.4) SDN 110304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)

2PRAMET 87



SN\EIZEH]-1SO S
EXTERNAL TURNING - ISO S

165-168

y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination
JE , AT 5\ EZHI / TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
SO o ||
h=h, | b | f | b A0 e 4 ey
SRDCN 1212 F 06 e | 12 | 12 9 80 | 12 0 0 |0.10| SOt RC.. 0602MO
SRDCN 1616 H 06 e | 16 16 11 100 | 12 0 0 |[020| SO1 RC.. 0602MO
SRDCN 2020 K 08 e | 20 20 14 1125 | 20 0 0 |040| SO3 RC.. 0803MO
SRDCN 2020 K 1003-M-A e | 20 20 15 | 125 | 25 0 0 |040| SR10 RC.. 1003MO
SRDCN 2020 K 10-M-A e | 20 20 15 | 125 | 25 0 0 |040| SR10 RC.. 10T3MO
SRDCN 2525 M 10-M-A o | 25 25 | 175|150 | 25 0 0 |070| SR10 RC.. 10T3MO
SRDCN 2525 M 12-M-A e | 25 25 | 185 | 150 | 30 0 0 |070| SRi2 RC.. 1204MO
SRDCN 3225 P 10-M o | 32 25 | 175170 | 25 0 0 |090| SR10 RC.. 10T3MO
SRDCN 3225 P 12-M ° | 32 25 | 185|170 | 30 0 0 |090| SR12 RC.. 1204MO
SRDCN 3225 P 16-M o | 32 25 | 205|170 | 32 0 0 |1.00| SR16 RC.. 1606MO

&1 | SPARE PARTS

R EIRET SR Pk TIRARET 847 w®F
" Clamping screw Thread Shim Shim screw Screwdriver Key
e
Type » »
( ©
®/ = ® % o
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S03 US 3007-TO9P (M3.0x7.5) - - SDR T09P -
SR10 US 3510-T15P (M3.5x10.4) SRN 100300 MS 3510 SDRT15P HXK 3.5
SR12 US 3510-T15P (M3.5x10.4) SRN 120300 MS 3510 SDR T15P HXK 3.5
SR16 US 5018-T20P (M5x18) SRN 16T3M0 MS 5015 SDR T20P HXK 5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

88 2PRAMET



S\EIZEHI - 1SO S
EXTERNAL TURNING - ISO S

165-168
L w— i
= d=
o]
i
I
l1
y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination
JE , AT\ BEZHEI/ TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
&3 5
ISO RL heh, | b f Lo e | ko | % Inserts
(7]
SRSCR/L 1212 F 06 ofo| 12 | 12 | 16 | 80 | 12 0 0 |010| SOf RC.. 0602MO
SRSCRI/L 1616 H 06 e/e 16 | 16 | 20 | 100 | 12 0 0 |022| SOt RC.. 0602MO
SRSCRI/L 2020 K 08 e/ 20 | 20 | 25 | 125 | 20 0 0 |045| SO3 RC.. 0803MO
SRSCRI/L 2020 K 10-M-A e/e 20 | 20 | 25 | 125 | 20 0 0 |045| SR10 RC.. 10T3MO
SRSCRIL 2525 M 10-M-A e/e 25 | 25 | 32 | 170 | 20 0 0 |075| SR10 RC.. 10T3MO
SRSCRIL 2525 M 12-M-A o/e 25 | 25 | 32 | 150 | 20 0 0 |075]| SR12 RC.. 1204MO
SRSCRIL 3225 P 10-M e/o 32 | 25 | 32 | 170 | 20 0 0 |1.00| SR10 RC.. 10T3MO
SRSCRIL 3225 P 12-M ofo| 32 | 25 | 32 | 170 | 20 0 0 |1.00| SR12 RC.. 1204MO
SRSCRIL 3225 P 16-M e/e 32 | 25 | 32 | 170 | 20 0 0 |1.10| SR16 RC.. 1606MO
%1 /| SPARE PARTS
R ZIRET R4 pAE: 3 TIERIR4T R4 7] w®F
xm Clamping screw Thread Shim Shim screw Screwdriver Key
Type s W)
v ©)
@ |8 AN
SO1 US 2506-TO7P (M2.5x6.3) SDR TO7P
SO3 US 3007-TO9P (M3.0x7.5) - - SDR TO9P -
SR10 US 3510-T15P (M3.5x10.4) SRN 100300 MS 3510 SDR T15P HXK 3.5
SR12 US 3510-T15P (M3.5x10.4) SRN 120300 MS 3510 SDR T15P HXK 3.5
SR16 US 5018-T20P (M5x18) SRN 16T3M0 MS 5015 SDR T20P HXK'5

o WRAEFETEF= M / Stock Assortiment

2PRAMET

o IEFRAERETET M / Non-stock Assortiment

FiA R 1 All dimensions [mm]
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SNEIZEH]-1SO S
EXTERNAL TURNING - ISO S

B171-173

h
h |

‘f
®)
b

N

y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination

J1E | BF S ALY / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
ISO RIL m o | | ae | e o | & g In}Ze)js

w
SSBCR/L 1212 F 09 o/e| 12 12 1 80 0 0 |0.10| SO8 SC.. 09T3..
SSBCR/L 1616 H 09 o/e 16 16 13 | 100 0 0 |020| SO8 SC.. 09T3..
SSBCRI/L 2020 K 12-M-A o/o 20 | 20 17 | 125 0 0 |040| SS20 SC.. 1204..
SSBCRI/L 2525 M 12-M-A o/o 25 | 25 | 22 | 150 0 0 |0.75| SS20 SC.. 1204..
SSBCRI/L 4040 S 25 o/o 40 | 40 35 | 250 0 0 |310| SS25 SC.. 2509..
SSBCRI/L 5050 T 25 olo| 50 50 | 43 | 300 0 0 |580| SS25 SC.. 2509..
SSBCR/L 5050 T 38 e/e 50 50 | 43 | 300 0 0 |5.80| SS38 SC.. 3809..
SSBCR/L 6060 V 38 e/e 60 | 60 | 53 | 400 0 0 [10.80| SS38 SC.. 3809..

&1 / SPARE PARTS

REIBAT 204 -] T IR4T R4 7] ]®F
" Clamping screw Thread Shim Shim screw Screwdriver Key
3]
= A
® %
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P -
S$S20 US 5012-T15P (M5x12.0) SSN 120304 MS 5008 SDR T15P HXK 5
SS25 US 8025-T30P (M8x25.0) SSN 250620 MS 8020 SDR T30P HXK 5
SS38 US 8025-T30P (M8x25.0) SSN 380620 MS 8020 SDR T30P HXK 5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

%0 2PRAMET




S\EIZEHI - 1SO S
EXTERNAL TURNING - ISO S

171-173
{ |
o o
450
1 ~
@ B
o]
_ Ny
(& ‘
H y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination

JE , AT EZEH| / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm]

2
IS0 0| %5 e
h=h, | b | f ! | 4 sl
SSDCN 1212 F 09 e | 12 | 12| 6 | 8 0 0 |010| SO8 SC.. 09T3..
SSDCN 1616 H 09 e | 16 | 16 | 8 | 100 0 0 |020| SO8 SC.. 09T3..
SSDCN 2020 K 12-M-A e | 20 | 20 | 10 | 125 0 0 |040 | SS20 SC.. 1204..
SSDCN 2525 M 12-M-A e | 25 | 25 | 125 | 150 0 0 |075| SS20 SC.. 1204..

%1% | SPARE PARTS

R ZIRET 1R pAE: 3 TIBIRET R4 7) wF
" Clamping screw Thread Shim Shim screw Screwdriver Key
3]
- | & = £
b¥
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P -
S$S20 US 5012-T15P (M5x12.0) SSN 120304 MS 5008 SDR T15P HXK'5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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SNEIZEH]-1SO S
EXTERNAL TURNING - ISO S

171-173
_ 4
< <

A
- ]

y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination

J1E | BF S ALY / TOOL FOR EXTERNAL TURNING

RF / Dimensions [mm] £
<3 il
ISO Rt N I A A e | ae | . 4 e
w
SSKCR/L 1212 F 09 o/o| 12 12 16 80 | 32 0 0 |0.10| SO8 SC.. 09T3..
SSKCR/L 1616 H 09 e/o 16 16 | 20 | 100 | 32 0 0 |020| SO8 SC.. 09T3..
SSKCR/L 2020 K 12-M-A e/of 20 | 20 | 25 | 125 | 36 0 0 |040| SS20 SC.. 1204..
SSKCR/L 2525 M 12-M-A o/o| 25 | 25 32 | 150 | 36 0 0 |0.75| SS20 SC.. 1204..
SSKCR/L 4040 S 25 o/o| 40 | 40 50 | 250 0 0 |310| SS25 SC.. 2509..
SSKCR/L 5050 T 25 olo| 50 50 | 60 | 300 0 0 |580| SS25 SC.. 2509..
SSKCR/L 5050 T 38 olo| 50 50 | 65 | 300 0 0 |5.80| SS38 SC.. 3809..
SSKCR/L 6060 V 38 of/o| 60 | 60 | 75 | 400 0 0 |[11.50| SS38 SC.. 3809..

&1 / SPARE PARTS

REIBAT 204 -] T IR4T R4 7] ]®F
" Clamping screw Thread Shim Shim screw Screwdriver Key
3]
= A
® %
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P -
S$S20 US 5012-T15P (M5x12.0) SSN 120304 MS 5008 SDR T15P HXK 5
SS25 US 8025-T30P (M8x25.0) SSN 250620 MS 8020 SDR T30P HXK 5
SS38 US 8025-T30P (M8x25.0) SSN 380620 MS 8020 SDR T30P HXK 5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

92 2PRAMET



S\EIZEHI - 1SO S
EXTERNAL TURNING - ISO S

179-181
T
c o
S o)
,,,,,,,,,,,,,,,,,,,,, el S
- ,
| 2|
‘\ R —
l4
t
y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
7E , AT\ EZHEI/ TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k S O
ISO heh, | b | f | 1| e | ve | T ®E Inserts
w
STFCR/L 1616 H 11 e/o| 16 16 | 20 | 100 | 18 0 0 |022| SOt TC.. 1102..
STFCR/L 2020 K 16-M-A e/of 20 | 20 | 25 | 125 | 25 0 0 |040| ST10 TC.. 16T3..
STFCR/L 2525 M 16-M-A e/o 25 | 25 32 (150 | 25 0 0 |075| ST10 TC.. 16T3..
%1 /| SPARE PARTS
X ZR4T B4 T TIERRET By 7 w®F
§§ ZL'J Clamping screw Thread Shim Shim screw Screwdriver Key
Type N
£
® ® %
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P -
ST10 US 3510-T15P (M3.5x10.4) STN 160308 MS 3510 SDR T15P HXK 3.5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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SNEIZEH]-1SO S
EXTERNAL TURNING - ISO S

179-181
I o
< =
,/.5,‘7
2
( l1
—
y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination
JE , BT S\EZHI/ TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
&S 5
w

STJCR/L 1616 H 11 o/o| 16 16 | 20 | 100 | 18 0 0 |022| SOt TC.. 1102..

STJCR/L 2020 K 16-M-A e/of 20 | 20 | 25 | 125 | 25 0 0 |040| ST10 TC.. 16T3..

STJCR/L 2525 M 16-M-A o/o 25 | 25 32 | 150 | 25 0 0 |0.75| ST10 TC.. 16T3..
%1 / SPARE PARTS

R RIRET SR -] TIER4T By 7] w®F
s Clamping screw Thread Shim Shim screw Screwdriver Key
| &P £
p¥S
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P -
ST10 US 3510-T15P (M3.5x10.4) STN 160308 MS 3510 SDR T15P HXK 3.5

o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

94 2PRAMET



S\EIZEHI - 1SO S
EXTERNAL TURNING - ISO S

186-188, 228
]
= <
(37°30)
Qa
Y— ﬂ
107°30'
I
l4
y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
7E , AT\ EZHEI/ TOOL FOR EXTERNAL TURNING
R ~F / Dimensions [mm] e
g TH
ISO RL heh, | b ¢ Lol A |y 9| g Inserts
w
SVHCR/L 1616 H 11 eo/e 16 16 | 20 | 100 | 14 0 0 [020]| SOf VC.. 1103..
SVHCR/L 2020 K 16-M-A |e/e| 20 | 20 | 25 | 125 | 20 0 0 |040| SV10 |VB..1604..;VC.. 1604..
SVHCR/L 2525 M 16-M-A |e/e| 25 | 25 | 32 | 150 | 20 0 0 |0.68| SVI0 |VB..1604.; VC.. 1604..
%1 /| SPARE PARTS
RIZIRET R4 & TN IRET B4 7] wF
xm Clamping screw Thread Shim Shim screw Screwdriver Key
Type »
= £
® ® %
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P -
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

2PRAMET %



SN\EIZEH]-1SO S
EXTERNAL TURNING - ISO S

186-188, 228

C 4
o o
4

y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination

J1E |, BT S EZEH| / TOOL FOR EXTERNAL TURNING

R ~F / Dimensions [mm] e
¢S L
R/IL ke
ISO heh, | b f . 2|y 9 | o § Inserts
w
SVJCR/IL 1212F 11 o/e| 12 12 16 | 80 | 20 0.10 | SOf1 VC.. 1103..
SVJCR/L 1616 H 11 eo/e 16 16 | 20 | 100 | 20 0.20 | SOf1 VC.. 1103..

SVJCR/L2020 K 16-M-A  |e/e| 20 | 20 | 25 | 125 | 28
SVJCR/IL 2525 M 16-M-A  |e/e| 25 | 25 | 32 | 150 | 32
SVJCRIL3225P 16-M-A  |e/e| 32 | 25 | 32 | 170 | 32

0.40 | SV10 |VB..1604..;VC.. 1604..
0.68 | SV10 |VB..1604..;VC.. 1604..
1.10 | SV10 |VB.. 1604..; VC.. 1604..

o|lo|lo|o|o
o|lo|lo|lo|o

&4 | SPARE PARTS
RZIBET B4 k- TIRRIET 847 wRF
s Clamping screw Thread Shim Shim screw Screwdriver Key
| & == A
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P -
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

% 2PRAMET



S\EIZEHI - 1SO S
EXTERNAL TURNING - ISO S

186-188, 228

= -
= =
s g

: "
y,°- JJEE# £/ tool orthogonal rake  1.° - J1 B 4THI 1% / tool cutting edge inclination

JE , BT EZEH| / TOOL FOR EXTERNAL TURNING

<——>‘

P,

Rt / Dimensions [mm] 2
¢ & Vil
R/IL ke 35
ISO hen, | b ¢ . A |y 9 | o § Inserts
ow
SVPCR/L 1616 H 11 olo| 16 16 | 20 | 100 | 12 020 | SO1 VC.. 1103..
SVPCR/L 2020 K 11 o/e| 20 20 25 | 125 | 12 0.40 | SO1 VC.. 1103..

SVPCR/L2020 K16-M-A |e/e| 20 | 20 | 25 | 125 | 20
SVPCR/L 2525 M 16-M-A  |e/e| 25 | 25 | 32 | 150 | 25
SVPCR/L3225P 16-M-A  |e/e| 32 | 25 | 32 | 170 | 25

0.40 | SV10 |VB..1604..;VC.. 1604..
0.75| SV10 |VB..1604..; VC.. 1604..
1.10 | SV10 |VB..1604..; VC.. 1604..

o|lo|lo|o|o
o | o |lo| oo

%1% | SPARE PARTS

R ZIRET R4 pAE: 3 TIERIR4T R4 7] wF
xm Clamping screw Thread Shim Shim screw Screwdriver Key
Type S N
== A
® ® %
SO1 US 2506-TO7P (M2.5x6.3) - - SDR TO7P -
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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SN\EIZEH]-1SO S
EXTERNAL TURNING - ISO S

186-188, 228
L £
= =

< -

; E |1
M y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination

J1E |, BT S EZEH| / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm]

£
ISO o | &5 il
heh, | b | f | A |y 2
SVVCN 1212 F 11 ° 12 12 6 80 0 0 0.08 | SO1 VC.. 1103..
SVVCN 1616 H 11 ° 16 16 8 100 0 0 0.18 | SO1 VC.. 1108..
SVVCN 2020 K 11 ° 20 20 10 | 125 0 0 0.35 | SO1 VC.. 1103..
SVVCN 2020 K 16-M-A o 20 20 10 | 125 0 0 0.35 | SV10 |VB..1604..; VC.. 1604..
SVVCN 2525 M 16-M-A o 25 25 | 125 | 150 0 0 0.70 | SV10 |VB.. 1604..; VC.. 1604..
SVVCN 3225 P 16-M-A o 32 25 | 125 | 170 0 0 1.00 | SV10 |VB..1604..;VC.. 1604..

&1 | SPARE PARTS

RZIBET L2544 T TIERIRET 847 wRF
s Clamping screw Thread Shim Shim screw Screwdriver Key
™ | & == A
® %
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P -
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

% 2PRAMET



S\EIZEHI - 1SO S
EXTERNAL TURNING - ISO S

186-188, 228

l4

y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination

JE , BT EZEH| / TOOL FOR EXTERNAL TURNING

R / Dimensions [mm] 2
# 3 s
R/IL k &
ISO heh | b | f | L | L e lye | D | ®E Inserts
ow
SVXCR/L 1212 F 11 ofol 12 | 12 | 16 | 80 | 20 0.10 | SO1 VC.. 1103..
SVXCR/L 1616 H 11 e/e| 16 | 16 | 20 | 100 | 20 0.20 | SO1 VC.. 1103..

SVXCR/L2020 K16-M-A e/ 20 | 20 | 25 | 125 | 28
SVXCR/L 2525 M 16-M-A  |e/e| 25 | 25 | 32 | 150 | 32
SVXCR/L3225P 16-M-A  |e/o| 32 | 25 | 32 | 170 | 32

0.75 | SV10 |VB..1604..;VC.. 1604..
0.68 | SV10 |VB..1604..;VC.. 1604..
1.10 | SV10 |VB.. 1604..; VC.. 1604..

o|lo|lo|o|o
o|lo|lo|lo|o

%1% | SPARE PARTS

R ZIRET R4 pAE: 3 TIERIR4T R4 7] wF
xm Clamping screw Thread Shim Shim screw Screwdriver Key
Type > =) >
o == A
SO1 US 2506-TO7P (M2.5x6.3) - - SDR TO7P -
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)

2PRAMET 9



SNEIZEH]-1SO S
EXTERNAL TURNING - ISO S

190-191
EI
N h
A
’ y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination
JE , BT S\EZHI/ TOOL FOR EXTERNAL TURNING
Rt / Dimensions [mm] 2
& o 5
ISO AL N I O A e ||| ®E R
w
SWLCRI/L 1616 H 06 o/o| 16 16 | 20 | 100 | 15 0 0 |020| SO8 WC.. 06T3..
SWLCRIL 2020 K 06 o/of 20 | 20 | 25 | 125 | 15 0 0 |040| SO8 WC.. 06T3..
SWLCRIL 2525 M 08 o/e 25 | 25 | 32 | 150 | 20 0 0 |075| SO9 WC.. 0804..
%1 / SPARE PARTS
R RIRET R -] T IR4T R4 7] ]®F
s Clamping screw Thread Shim Shim screw Screwdriver Key
Type < N
) \&/ )
& & o %
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P
S09 US 4512-T15P (M4.5x12.0) - - SDR T15P
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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F=m&3% - 1SO S WLZEH|
PRODUCT LINE - ISO S INTERNAL TURNING

B 102 B 103 B 104 B 105
SDQCR/L
g
[}
106

=

B 110 B111 B112 B113

2/PRAMET 101



MFLFH -1SO S
INTERNAL TURNING - ISO S

149-151
s - h
) 5 (D-
J ’ kel
K @ / s \U
4 L Iy J hy=h/2
= y,° - JJEIEFI A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
JE , BTRAZEHI/ TOOL FOR INTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
RIL k
ISO @dg7| f [ I | h | b |eD, v | | ®E i
w
S10H-SCFCRIL 06 o/e 10 7 100 | 9 95 | 13 -10 0 |0.06| SO2 CC.. 0602..
S12K-SCFCRI/L 06 o/o 12 9 125 | 11 | 115 | 16 -7 0 |0.11| SO2 CC.. 0602..
%1 / SPARE PARTS
RIRIRET R4 ik TIE 24T B4 7] wF
?E 7l Clamping screw Thread Shim Shim screw Screwdriver Key
I =) y.
i
S02 US 2505-T07P (M2.5x5.2) - - SDR TO7P
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZEH -1SO S
INTERNAL TURNING - ISO S

149-151
h
=
q i
Q
Iy \ | hy=h/2
E
-« y,° - JJRIE# £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE , ATHWAZEHEI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
&S 5
RIL k
ISO o, | f ) h b |on, A | v 9| & % Inserts
w
S08F-SCKCRI/L 06 o/o| 8 6 80 | 72 | 76 | 11 -12 0 |0.03| SO2 CC.. 0602..
S10H-SCKCRI/L 06 o/o| 10 7 100 | 9 95 | 13 -10 0 |0.06| SO2 CC.. 0602..
S12K-SCKCRIL 06 o/o| 12 9 125 | 11 | 115 16 -8 0 |[011| SO2 CC.. 0602..
S16M-SCKCRI/L 09-A e/o| 16 11 | 150 | 145 | 15 | 20 -8 0 |024| SO5 CC.. 09T3..
$20S-SCKCR/L 09 e/o0| 20 13 | 250 | 185 | 185 | 25 -5 0 |0.60| SO8 CC.. 09T3..
S$25T-SCKCRI/L 09 o/o| 25 17 | 300 | 23 | 23 | 32 -3 0 [1.15| SO8 CC.. 09T3..
S32U-SCKCR/L 12-A ®/of 32 | 22 | 350 | 30 | 30 | 40 -10 0 |210| SC20 CC.. 1204..
%1 /| SPARE PARTS
RZRET 1R Ik TEIRET 1847 e
s Clamping screw Thread Shim Shim screw Screwdriver Key
Type < N
&7 =) 8| A
S02 US 2505-T07P (M2.5x5.2) - - SDR T07P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P
S05 US 4008-T15P (M4x7.8) - - SDR T15P -
SC20 US 5012-T15P (M5x12.0) SCN 120304 MS 5008 SDR T15P HXK 5
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLFH -1SO S
INTERNAL TURNING - ISO S

149-151
== s
i O
— NN
h
N
<
S
S
m
v _&_
[
i
i y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination
T & , BTHRAZEHI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO odg7| f | L, | h | b | A |oD, A |y ¢l wg i
w
SO08F-SCLCRI/L 06 o/ 8 6 80 | 72 | 7.6 - 11 -13 0 |0.03| SO2 CC.. 0602..
S10H-SCLCR/L 06 o/o| 10 7 100 | 9 9.5 - 13 -10 0 |0.06| SO2 CC.. 0602..
A10H-SCLCRI/L 06 o/e 10 7 100 | 9 - @4 | 13 -10 0 [0.05| SO2 CC.. 0602..
A12K-SCLCR/L 06 o/o 12 9 125 | 1 - @5 | 16 -8 0 |0.10| SOf CC.. 0602..
S12K-SCLCRI/L 06 o/o| 12 9 125 | 11 | 115] - 16 -8 0 |011| SOt CC.. 0602..
S16M-SCLCRI/L 06 o/e 16 11 | 150 | 145 | 15 - 20 -8 0 |024| SOf CC.. 0602..
S16M-SCLCRI/L 09-A o/o| 16 11 | 150 | 145 | 15 - 20 -8 0 |024| SO5 CC.. 09T3..
A16M-SCLCRI/L 09-A o/o| 16 11 | 150 | 145 | - @6 | 20 -8 0 |022| SO5 CC.. 09T3..
A20Q-SCLCR/L 09 o/e 20 | 13 | 180 | 18 - @8 | 25 -5 0 |040| SO8 CC.. 09T3..
S20S-SCLCRI/L 09 o/e 20 13 | 250 | 18 | 185 | - 25 -5 0 |0.60| SO8 CC.. 09T3..
A25R-SCLCRI/L 09 o/o 25 17 | 200 | 23 23 | @8 | 32 -3 0 |0.65| SO8 CC.. 09T3..
S25T-SCLCR/L 09 o/e 25 17 1300 | 23 | 23 - 32 -3 0 [1.15| SO8 CC.. 09T3..
A32S-SCLCR/L 12-A o/ 32 | 22 | 250 | 30 30 | @8 | 40 -10 0 |1.35| SC20 CC.. 1204..
S32U-SCLCR/L 12-A o/e 32 | 22 | 350 | 30 30 - 40 -10 0 |210| SC20 CC.. 1204..
%1 / SPARE PARTS
R Z9R4T R4 T T R4T 24 7] w®F
ﬁéi‘l Clamping screw Thread Shim Shim screw Screwdriver Key
o &P =) | A
%
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S02 US 2505-T07P (M2.5x5.2) - - SDR T0O7P
S08 US 3510-T15P (M3.5x10.4) - - SDRT15P
S05 US 4008-T15P (M4x7.8) - - SDRT15P -
SC20 US 5012-T15P (M5x12.0) SCN 120304 MS 5008 SDRT15P HXK 5
o FRAEFETFT= M / Stock Assortiment o JEFRHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]

104 2/PRAMET



MFLFH -1SO S
INTERNAL TURNING - ISO S

149-151
2] prea i
\ = y
i z’ g <
s "@ p '
ﬁ Y vf $40°
Y ‘ I h,=h/2
‘_l» y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination
JE , AFAFZEHI/ TOOL FOR INTERNAL TURNING
R~ / Dimensions [mm] 2
¢ 3 TH
RIL k
ISO @dg7| f | I | h | b |e@D, A | ye | wg s
w
S10H-SCXCRI/L 06 e/o 10 7 100 | 9 95 | 13 -10 0 |0.06| SO2 CC.. 0602..
S12K-SCXCR/L 06 o/o 12 9 125 | 11 | 115 | 16 -8 0 |011| SO02 CC.. 0602..
S$16Q-SCXCRI/L 06 e/o 16 | 11 | 150 | 145 15 | 20 -7 0 |024| SOt CC.. 0602..
%1 /| SPARE PARTS
RIFIRET R4 Ak T AR4T B4 7] wF
xm Clamping screw Thread Shim Shim screw Screwdriver Key
e = £
S8
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S02 US 2505-T07P (M2.5x5.2) - - SDR T0O7P
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)
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MFLFH -1SO S
INTERNAL TURNING - ISO S

156-158, 227

4 107°30'

y,° - JJEIEF A/ tool orthogonal rake  2.° - 71 B4 HI IR} / tool cutting edge inclination

J1E , BFAFLZEHI / TOOL FOR INTERNAL TURNING

R / Dimensions [mm] £
¢ s Al
ISO AL @dg7| f | L, | h | b | A |oD, A |y ‘9| - § i
A10H-SDQCR/L 07 o/e 10 7 100 | 9 - @4 | 13 -10 0 [0.05| SO2 DC.. 0702..
A12K-SDQCR/L 07 o/o 12 9 125 | 11 - @5 | 16 7 0 |0.10| SO2 DC.. 0702..
A16M-SDQCRI/L 07 o/e 16 11 | 150 | 145 | - @6 | 20 7 0 |022| SOt DC.. 0702..
$20S-SDQCR/L 11 o/e 20 13 | 250 | 18 | 185 | - 25 5 0 |0.60| SO8 DC.. 11T3..
A20Q-SDQCRIL 11 o/e 20 13 | 180 | 18 - @8 | 25 -5 0 |040| SO8 DC.. 11T3..
S$25T-SDQCR/L 11 o/e 25 17 1300 | 23 | 23 - 32 3 0 [1.15| SO8 DC.. 11T3..
A25R-SDQCRIL 11 o/e 25 17 | 200 | 23 | 23 | @8 | 32 3 0 |0.65| SO8 DC.. 11T3..
S$32U-SDQCR/L 11-A o/e 32 | 22 | 350 | 30 30 - 40 -10 0 |210| SD10 DC.. 11T3..
A32S-SDQCR/L 11-A o/ 32 | 22 | 250 | 30 30 | @8 | 40 -10 0 |1.35| SD10 DC.. 11T3..

&1 | SPARE PARTS

R ZIRET R pAE: 3 TIBRET R4 7] ]®F
xm Clamping screw Thread Shim Shim screw Screwdriver Key
Type W »
® —=~ | © %
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
S02 US 2505-T07P (M2.5x5.2) - - SDR TO7P
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SD10 US 3510-T15P (M3.5x10.4) SDN 110304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZEH -1SO S
INTERNAL TURNING - ISO S

156-158, 227

NN~
[ © Q
—S ;T %
h
A =
a— S
=y
_______ ISR &
| S S S il =
@ o 8 T
NS
I L
—=>
! y,° - JJEIEH A/ tool orthogonal rake  2.° - 7] B4 A / tool cutting edge inclination
JE , ATHWAZEHEI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
& o 5
RIL ke
ISO odg7| f | I, | h | b | A |@D, Ay ¢l wg liszis
w
A10H-SDUCRI/L 07 o/o 10 7 100 | 9 - @4 | 13 -10 0 [0.05| SO2 DC.. 0702..
A12K-SDUCRIL 07 o/o 12 9 125 | 11 - @5 | 16 7 0 |0.10| SO02 DC.. 0702..
A16M-SDUCRIL 07 o/e 16 11 | 150 | 145 | - @6 | 20 7 0 |022| SOt DC.. 0702..
$20S-SDUCRIL 11 o/e 20 13 | 250 | 18 | 185 | - 25 5 0 |0.60| SO8 DC.. 11T3..
A20Q-SDUCRIL 11 o/e 20 13 | 180 | 18 - @8 | 25 -5 0 |040| SO8 DC.. 11T3..
S$25T-SDUCRIL 11 o/o 25 17 1300 | 23 | 23 - 32 3 0 |1.15| SO8 DC.. 11T3..
A25R-SDUCRIL 11 o/o| 25 17 | 200 | 23 | 23 | @8 | 32 3 0 |0.65| SO8 DC.. 11T3..
S32U-SDUCR/L 11-A e/e 32 | 22 | 350 | 30 | 30 - 40 -10 0 |210| SD10 DC.. 11T3..
A32S-SDUCR/L 11-A o/e 32 | 22 | 250 | 30 | 30 | @8 | 40 10| 0 |1.35] SD10 DC.. 11T3..

%1% | SPARE PARTS

R RIRET R g T IR4T R4 7] ]®F
" Clamping screw Thread Shim Shim screw Screwdriver Key
3]
Type L »
@ d @ P
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
S02 US 2505-T07P (M2.5x5.2) - - SDR T07P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SD10 US 3510-T15P (M3.5x10.4) SDN 110304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)
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MFLFH -1SO S
INTERNAL TURNING - ISO S

156-158, 227
\
[ I _E'J | a
iojo
I hy=h/2
1%
y,° - JJEIEF A/ tool orthogonal rake  2.° - JJ B4 HI IR} / tool cutting edge inclination
T & , BTRAZEHI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO odg7 | f | 1, | L | h | b |oD, A |y ¢l wg i
w
S16M-SDZCR/L 07-93 o/e 16 17 | 150 | 163 | 145 | 15 27 -4 0 |026| SOf1 DC.. 0702..
S$20Q-SDZCRI/L 11-93 o/e 20 | 22 | 180 | 198 | 18 | 185 | 35 -5 0 |048| SO8 DC.. 11T3..
S25R-SDZCR/L 11-93 o/e 25 | 27 | 200 | 218 | 23 | 23 | 42 -3 0 |0.80| SO8 DC.. 11T3..
S32S-SDZCR/L 11-93-A o/e 32 | 35 | 250 | 268 | 30 | 30 | 53 -6 0 |1.60 | SD10 DC.. 11T3..
S40T-SDZCR/L 11-93-A o/ 40 | 43 | 300 | 322 | 38 | 38 | 65 -5 0 |3.00| SD10 DC.. 11T3..
%1 / SPARE PARTS
RIRIRET SR pak-] TR IR4ET 244 7) wF
" Clamping screw Thread Shim Shim screw Screwdriver Key
s
Type D »
® —= | & %
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SD10 US 3510-T15P (M3.5x10.4) SDN 110304 MS 3510 SDR T15P HXK 3.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZFH -1SO S
INTERNAL TURNING - ISO S

B171-173

1 ‘
I
|

o]

d

@dg7 ‘

y,° - JJRIEH A/ tool orthogonal rake  2.° - 7] B4 HI IR} / tool cutting edge inclination
JE , AFAFZEHI/ TOOL FOR INTERNAL TURNING

RF / Dimensions [mm] 2
&3 5
RIL k o
ISO @dg7| f | L | h | b |e@D, A |y | wg i
(7]
$20S-SSSCR/L 09 o/e 20 13 | 250 | 18 | 185 | 25 -5 0 |060| SO8 SC.. 09T3..
S25T-SSSCRI/L 09 o/o| 25 17 | 300 | 23 | 23 | 32 -3 0 |115| SO8 SC.. 09T3..
%1 /| SPARE PARTS
RZIRET R pAE: 3 TR IR4T R4 7) RF
" Clamping screw Thread Shim Shim screw Screwdriver Key
3]
Type H
A
® = ® %
SO8 US 3510-T15P (M3.5x10.4) SDR T15P

o WRAEFETEF= M / Stock Assortiment

2/PRAMET

o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLFH -1SO S
INTERNAL TURNING - ISO S

179-181
h
_— % r
o SAAe> | S |
‘ 4 hy=h/2
<= y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination
JE , BTRAZEHI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO @dg7 | f | I, | h | b |e@D, A |y ¢l wg i
w
S10H-STFCRIL 11 o/o 10 7 100 | 9 95 | 13 -10 0 |0.06| SO2 TC.. 1102..
S12K-STFCR/L 11 o/o 12 9 125 | 11 | 115 16 -7 0 |011| SOt TC.. 1102..
S16M-STFCR/L 11 o/e 16 11 | 150 | 145 | 15 | 20 -7 0 |025| SOt TC.. 1102..
S20Q-STFCRIL 11 o/e 20 13 | 180 | 18 | 185 | 25 -7 0 |045| SOt TC.. 1102..
S25T-STFCR/L 16 o/e 25 17 1300 | 23 | 23 | 32 -3 0 |[1.15| SO8 TC.. 16T3..
S32U-STFCR/L 16-A e/of 32 | 22 | 350 | 30 | 30 | 40 -10 0 |210| ST10 TC.. 16T3..
%1 / SPARE PARTS
R RIRET R T T R4T 24 7] wF
s Clamping screw Thread Shim Shim screw Screwdriver Key
- | o £
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S02 US 2505-T07P (M2.5x5.2) - - SDR T0O7P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P -
ST10 US 3510-T15P (M3.5x10.4) STN 160308 MS 3510 SDR T15P HXK 3.5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZFHl -1SO S
INTERNAL TURNING - ISO S

186-188, 228
h
\
/ﬂ | ;T o
| o
5]
(127°30")
ly h,=h/2
A " y [
1 y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE , ATHWAZEHEI/ TOOL FOR INTERNAL TURNING
R / Dimensions [mm] K]
¢ 3 TH
RIL ke
ISO edg7 | f | L | h | b |oD, N ¢l wg it
w
S16R-SVQCR/L 11 o/e 16 11 | 200 | 145 | 115 | 20 5 0 |045| SOt VC.. 1103..
S20S-SVQCR/L 11 eo/o| 20 13 | 250 | 18 | 185 | 25 4 0 |060| SOt VC.. 1103..
S25T-SVQCRI/L 16 o/e 25 17 [ 300 | 23 | 23 | 32 7 0 |115| SO8 |VB..1604.;VC.. 1604..
S32U-SVQCRIL 16 e/o| 32 | 22 | 350 | 30 | 30 | 40 5 0 |[210| SO8 |VB..1604..;VC..1604..
S40V-SVQCR/L 16-A e/o| 40 | 27 | 400 | 38 | 38 | 50 5 0 |4.10| SV10 |VB..1604..;VC.. 1604..
%1 /| SPARE PARTS
RIFIRET SR & T R4T 244 7) wF
" Clamping screw Thread Shim Shim screw Screwdriver Key
s
> | — £
SO1 US 2506-T07P (M2.5x6.3) - - SDR T07P
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P -
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLFH -1SO S
INTERNAL TURNING - ISO S

186-188, 228

f

Do

CAN
N——1
2dg7
b

[t
\ I L L=t
- y,° - JJRIEFI A/ tool orthogonal rake  2.° - 71 E41HI IR} / tool cutting edge inclination
JE , BTRAZEHI/ TOOL FOR INTERNAL TURNING
R~F / Dimensions [mm] e
¢ 3 TE
R/L ke
ISO @ig7| | |, | h | b |oD, e e | | ®E Inserts
w
$20S-SVUCRIL 11 eo/e 20 13 | 250 | 18 | 185 | 25 4 0 [0.60]| SOt VC.. 1103..
S25T-SVUCRIL 16 /e 25 17 | 300 | 23 | 23 | 32 -7 0 [1.15| SO8 |[VB..1604.;VC..1604..
S32U-SVUCRI/L 16 o/e 32 22 | 350 | 30 | 30 | 40 -5 0 [210| SO8 |VB..1604.;VC..1604..
S40V-SVUCRIL 16-A e/e| 40 | 27 | 400 | 38 | 38 | 50 -5 0 |4.10| SV10 [VB..1604.;VC.. 1604..

&1 / SPARE PARTS

REIBAT 204 Pk TIRIRET B4 7) wRF
s Clamping screw Thread Shim Shim screw Screwdriver Key
| P === A
b
SO1 US 2506-T07P (M2.5x6.3) - - SDR TO7P
SO8 US 3510-T15P (M3.5x10.4) - - SDR T15P
SV10 US 3512-T15P (M3.5x12.5) SVN 160304 MS 3510 SDR T15P HXK 3.5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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MFLZFHl -1SO S
INTERNAL TURNING - ISO S

190-191
h
s
s o)
\o) S5 o
S y | o
- / g
z7 5 i
4 ® hy=h/2
Iy
i y.° - JJRIEH £/ tool orthogonal rake  2.° - 7] B4 IR} / tool cutting edge inclination
JE , ATHWAZEHEI/ TOOL FOR INTERNAL TURNING
RF / Dimensions [mm] 2
&S TE
RIL k
ISO @dg7 | f | I, | h | b |oD, e | ve | D | ®E s
w
$20S-SWLCRI/L 06 o/o 20 13 | 250 | 18 | 185 | 25 -7 0 |0.60| SO8 WC.. 06T3..
S25T-SWLCRI/L 06 o/e 25 17 1300 | 23 | 23 | 32 -7 0 |[1.15| S08 WC.. 06T3..
S$32U-SWLCRI/L 08 e/of 32 | 22 | 350 | 30 | 30 | 40 -5 0 |410| SO09 WC.. 0804..
%1 /| SPARE PARTS
R RIRET R -] T R4T 24 7] wF
s Clamping screw Thread Shim Shim screw Screwdriver Key
Type < 9
W \&y N
® & ®p %
S08 US 3510-T15P (M3.5x10.4) - - SDR T15P
S09 US 4512-T15P (M4.5x12.0) - - SDR T15P
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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»

Fm*3% -1S0 S 7%

PRODUCT LINE - 1ISO S CARTRIDGES

»

SCLCR/L SRSCR/L SSKCR/L SSRCR/L

115-116

75°
115-116

SSSCR/L

s

115-116
45°

STFCR/L

STGCR/L

2.

115-116
90°

115-116

115-116

115-116

2/PRAMET



JI% -1SO S
CARTRIDGES - ISO S

STGCR
CR
SSRCL 1%‘2‘;?.:}
10CA-09

Y, - tool orthogonal rake / Ang. saida ortogonal A% - tool cutting edge inclination / Ang. de inclinagdo

SR 41
0,4
‘ a7 S

- = S

_ & %

o {D 1 § ol ®

= ; o 4 E
0, A

8 max.11
L VS UT
M3x8 20 | OS 11
(CSN 021181.2)
71+ | CARTRIDGES
&4 play
ISO RL kg Spare parts Inserts
SCLCRI/L 10 CA-09 e /O 0.06 S04 CC.. 09T3.. @ 149 - 151
SRSCRI/L 10 CA-10 o/O 0.06 SO4 RC.. 10T3MO @ 166 - 167
SSKCR/L 10 CA-09 e /O 0.06 SO4 SC.. 09T3.. [a 172-173
SSSCRIL 10 CA-09 o/O 0.06 SO4 SC.. 09T3.. [a 172-173
SSRCRIL 10 CA-09 o/O 0.06 SO4 SC.. 09T3.. @ 172-173
STFCR/L 10 CA-11 e /O 0.06 SO1 TC.. 1102.. @ 179 - 181
STGCRI/L 10 CA-11 o /O 0.06 SOt TC.. 1102.. @ 179 -181
& / SPARE PARTS
R EIRET SR g TIEIRET R4 7) w®F
. Clamping screw Thread Shim Shim screw Screwdriver Key
il
| &P S
SOt US 2506-TO7P (M2.5x6.3) SDR T07P
SO4 US 3508-T15P (M3.5x8.5) SDR T15P

o FRAEFETEF= M / Stock Assortiment

2PRAMET

o IEFRAERETET= M / Non-stock Assortiment

Fi R 1 All dimensions [mm]
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JI3% -1SO S
CARTRIDGES - ISO S

SCLCR/L 10 CA-0

-

50
SRSCR/L 10 CA-10
/ 50

SSKCRI/L 10 CA-09

50

.
i
7

50

2,1

RC
]
s

SSRCIT*

SSSCRIL 10 CA-0

i
@

6,1 44

STFCR/L 10 CA-1 .
) 50
STGCR/L 10 CA-1
Y T

116 2/PRAMET
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ISO XE3 &% - LI, 14 - RIS

ISO CODE DESIGNATION - PARTING.GROOVING - EXTERNAL TOOLS

1 B 20 3 0 4 I s Q el 70 sl of 10N 11]
G F | I | L 25/ 25 | M 03| R | 030 017

REEH NRERA RAYE (ZH) TR (RIE)
Clamping designation Toolholders setting angle Maximal grooving (turning) Version (right/left)

a
\ G-=20xa | N=b5xa
H=25xa | 0=60xa
[ 1=30xa P=65xa
= *;jg J=35xa | 0=70xa
T-30° B=105° K=40xa R=75xa
S-a5 | E-120° L=45xa | S=80xa
W=60° | D=135° M=50xa | T=85xa
5 5 6 | 7 8 |
TR E [mm] JIRRTEE [mm] KE NREE
Shank height [mm] Shank width [mm] Lenght Insert width
a
> ﬁ
|
e . 12=12mm .
o = 16=16mm L
i 8 20=20mm amm]
B 112 = i el H=100mm 02 | 20
B 16EH B mim K=125mm 03| 30
E=§0) 20 =20mm [ M=150mm | 04 4.0
R Bt b P=170mm 05 | 50
E R =200mm 06 6.0
<<
o
T EFH BRAER BPER
Blade curvature direction Maximum diameter Minimum diameter

="
[
A
AN

‘ ‘
Q. | i

Z’ﬁ\ A j

| O |

I HIR R NE B i i

Additional information
for axial turning.

>
o

HEEHIR M E R, HEEHIB M E S,
Additional information Additional information
for axial turning. for axial turning.
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ISO KEB & - tIM, N - AEIDE

ISO CODE DESIGNATION - PARTING.GROOVING - NITERNAL TOOLS

KN IFE R ElEDDEE
Al16//Q - |G |G| E | L 0313

Y] - IRER THKE
Type of tool Diameter of shank Lenght of shank
T 7
[ 1 .
A
|
SAATTS 16 =16mm < J >
St |ﬁ{;ﬁp7ﬁﬂth | S Ely=
eel with coolant hole &/)/ £=2mn K=125mm | R=200mm
- L = 140mm S =250mm
M =150mm T=300mm
N =160mm U =350mm
P=170mm V =400mm
Q=180mm

KEEH TIRERS RAYIHE (FHI)
Clamping designation Toolholders setting angle Maximal grooving (turning)

90°

a E-10xa J=35xa
F-15xa K=40xa @
G=20xa L=45xa p=4
H=25xa M=5.0xa =
g
o 1=30xa N-55xa %8
o = >
K =75 X = Speciél NG
R=15° F=90° -
T=30° | B=105" =29
S=45° | E=120° [
W=60° | D=135° =
o
7 8 |
TS| (RIE) PIHIRE
Version (right/left) Cutting edge lenght
a
R L
a[mm]
0313 3.0
0413 40
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FmR5l - YIuT, LI
PRODUCT LINE - PARTING.GROOVING

GFIR/L. GFKR/L GFIR 03 AXIAL GFIR 04 AXIAL GGIR AXIAL 90°

t

o) [EaBa | BT

|

+

d| ol

121 122 123 124

GG.R/L INT
N
W

-

125

GLCCR/L

<[] Dmax

N
g
(e

126 127

[ MS-EN | XLCFN/R/ XLXFL XLCFR/L

B 128 B 129 B 130 B 131

g
=R
E=1
=R

PARTING, GROOVING

I
-

B 133 B134 B 135

B 136

120 2PRAMET




LIM LI D B
GFIR GFKRIL PARTING AND GROOVING TOOLS

198
P
1 -
o ‘
= ~_ L. v °
A
1
A
€] i
© | v
TR , AT \E %4l / HOLDER FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
ISO RL heh, | b ) a D o | % Inserts
w
GFIR/L 1616 H 03 o/e 16 16 | 100 | 3 18 0.30 | GLO3 LCMF 0316..
GFIR/L 2020 K 03 o/ef 20 | 20 | 125 | 3 18 0.40 | GLO4 LCMF 0316..
GFIR/L 2525 M 03 o/of 25 | 25 | 150 | 3 18 0.60 | GLO5 LCMF 0316..
GFIR/L 1616 H 04 o/e 16 16 | 100 | 4 24 0.30 | GLO3 LCMF 0416..
GFIR/L 2020 K 04 o/e 20 | 20 | 125 | 4 24 0.40 | GLO4 LCMF 0416..
GFIR/L 2525 M 04 e/e| 25 | 25 | 150 | 4 24 0.60 | GLO5 LCMF 0416..
GFIR/L 2020 K 05 e/o 20 | 20 | 125 5 28 0.40 | GLO4 LCMF 0516..
GFIR/L 2525 M 05 eo/e 25 25 | 150 5 28 0.60 | GLO5 LCMF 0516..
GFIR/L 2020 K 06 e/o 20 | 20 | 125 6 28 0.40 | GLO4 LCMF 0616..
GFIR/L 2525 M 06 /e 25 25 | 150 | 6 28 0.60 | GLO5 LCMF 0616..
GFKR/L 1616 H 02 o/e 16 16 | 100 | 2 32 0.30 | GLO3 LCMF 0220..
GFKRI/L 2020 K 02 e/ 20 | 20 | 125 | 2 32 0.40 | GLO4 LCMF 0220.. [0
GFKRI/L 2525 M 02 e/e 25 | 25 | 150 | 2 32 0.60 | GLO5 LCMF 0220.. - %
o
RE
-0
5O
RE
=
%1 | SPARE PARTS o
SRET wF
xm Screw Key
Type “\\\\\\\
®) 0
GL03 HS 0616C HXK 5
GL04 HS 0620C HXK 5
GL05 HS 0625C HXK 5
o PRAEBETEF=fm / Stock Assortiment O JEFRAEREEFEF=m / Non-stock Assortiment A A R~ / All dimensions [mm]
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I A G140 &
GFIR/L 03 PARTING AND GROOVING TOOLS

197-198
A
- %l A
o
L
y
A4
) u
e
ST NN g ||
d DT
JE , ATiwMEZHl/ TOOL FOR FACE TURNING
RF / Dimensions [mm] 2
ISO W | £ g nE
h=h1 b |1 a tmaX Dmm Dmax m g lnserts
(7]
GFIR 2525 M 03L 030017-A o| 25 25 | 150 3 95 | 17 30 0.75 | GL07 LCMF 0313..
GFIR 2525 M 03L 039024-A o| 25 25 | 150 3 95 | 24 39 0.75 | GLO7 LCMF 0313..
GFIR 2525 M 03L 050033-A o | 25 25 | 150 3 1" 33 50 0.75 | GLO7 LCMF 0313..
GFIR 2525 M 03L 060043-A o | 25 25 | 150 3 1" 43 60 0.75 | GLO7 LCMF 0313..
GFIR 2525 M 03L 076053-A o | 25 25 | 150 3 1" 53 76 0.75 | GLO7 LCMF 0313..
GFIR 2525 M 03L 100070-A o| 25 25 | 150 3 9 70 | 100 0.75 | GL08 LCMF 0316..
GFIR 2525 M 03L 130090-A o| 25 25 | 150 3 9 90 | 130 0.75 | GL08 LCMF 0316..
GFIR 2525 M 03L 170110-A o| 25 25 | 150 3 9 110 | 170 0.75 | GL08 LCMF 0316..
GFIL 2525 M 03R 030017-A e | 25 25 | 150 3 95 | 17 30 0.75 | GLO7 LCMF 0313..
GFIL 2525 M 03R 039024-A e | 25 25 | 150 3 95 | 24 39 0.75 | GLO7 LCMF 0313..
GFIL 2525 M 03R 050033-A e | 25 25 | 150 3 1" 33 50 0.75 | GLO7 LCMF 0313..
GFIL 2525 M 03R 060043-A e | 25 25 | 150 3 1 43 60 0.75 | GL07 LCMF 0313..
% GFIL 2525 M 03R 076053-A o | 25 25 | 150 3 1 53 76 0.75 | GLO7 LCMF 0313..
g GFIL 2525 M 03R 100070-A o| 25 25 | 150 3 9 70 | 100 0.75 | GL08 LCMF 0316..
8 GFIL 2525 M 03R 130090-A o| 25 25 | 150 3 9 90 | 130 0.75 | GL08 LCMF 0316..
@ GFIL 2525 M 03R 170110-A o| 25 25 | 150 3 9 110 | 170 0.75 | GL08 LCMF 0316..
g
=
=
a %1 /| SPARE PARTS
$R4T 124 7)
?é m Screw Screwdriver
2
GL07 US 5018-T20P SDR T20P
GL08 US 6020-T25P SDR T25P
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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I A G140 &
GFIR/L 04 PARTING AND GROOVING TOOLS

197-198
A
- | A
=
N
y
\ y
I ]
ot
SN ||
J d
7E , ATi%EZH/ TOOL FOR FACE TURNING
Rt / Dimensions [mm] 2
S0 o | &5
h=h, b l a i Dy Dmax - g R
(7]
GFIR 2525 M 04L 030017-A o| 25 25 | 150 4 95 | 17 30 0.75 | GLO7 LCMF 0413..
GFIR 2525 M 04L 034021-A o| 25 25 | 150 4 95 | 21 34 0.75 | GL0O7 LCMF 0413..
GFIR 2525 M 04L 040026-A o| 25 25 | 150 4 1 26 40 0.75 | GL0O7 LCMF 0413..
GFIR 2525 M 04L 050032-A o| 25 25 | 150 4 11 32 50 0.75 | GL07 LCMF 0413..
GFIR 2525 M 04L 060042-A o| 25 25 | 150 4 1 42 60 0.75 | GL07 LCMF 0413..
GFIR 2525 M 04L 075052-A o| 25 25 | 150 4 1" 52 75 0.75 | GLO7 LCMF 0413..
GFIR 2525 M 04L 100070-A o | 25 25 | 150 4 12 70 | 100 0.75 | GLO8 LCMF 0416..
GFIR 2525 M 04L 130090-A o| 25 25 | 150 4 12 90 | 130 0.75 | GL08 LCMF 0416..
GFIR 2525 M 04L 170110-A o| 25 25 | 150 4 12 | 110 | 170 0.75 | GL08 LCMF 0416..
GFIR 2525 M 04L 230140-A o| 25 25 | 150 4 12 | 140 | 230 0.75 | GLO8 LCMF 0416..
GFIL 2525 M 04R 030017-A o| 25 25 | 150 4 95 | 17 30 0.75 | GLO7 LCMF 0413..
GFIL 2525 M 04R 034021-A o | 25 25 | 150 4 95 | 21 34 0.75 | GLO7 LCMF 0413..
GFIL 2525 M 04R 040026-A o| 25 25 | 150 4 1 26 40 0.75 | GLO7 LCMF 0413..
GFIL 2525 M 04R 050032-A o| 25 25 | 150 4 1 32 50 0.75 | GLO7 LCMF 0413..
GFIL 2525 M 04R 060042-A o | 25 25 | 150 4 1 42 60 0.75 | GL07 LCMF 0413.. [0)
GFIL 2525 M 04R 075052-A o| 25 25 | 150 4 1 52 75 0.75 | GL07 LCMF 0413.. 5
GFIL 2525 M 04R 100070-A e | 25 25 | 150 4 12 70 | 100 0.75 | GL08 LCMF 0416.. g—t 8
GFIL 2525 M 04R 130090-A e | 25 25 | 150 4 12 90 | 130 0.75 | GL08 LCMF 0416.. ""” %
GFIL 2525 M 04R 170110-A e | 25 25 | 150 4 12 | 110 | 170 0.75 | GL08 LCMF 0416.. =A%)
GFIL 2525 M 04R 230140-A o | 25 25 | 150 4 12 | 140 | 230 0.75 | GL08 LCMF 0416.. [~ é
o
<
%1 | SPARE PARTS o
9247 R4 7)
;ﬁgg Screw Screwdriver
Type “\\\\\\\\ /
®) bk
GL07 US 5018-T20P SDR T20P
GL08 US 6020-T25P SDR T25P
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)
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LIM LI D 8
GGIR/L = PARTING AND GROOVING TOOLS

197-198
i = A
) i
\ y A
4
A
i -
@, @ y
+
JE , AFIMEZFHI/ TOOL FOR FACE TURNING - 90°
R / Dimensions [mm] 2
ISO W | £ s nE
h=h1 b |1 a tmaX Dmm Dmax m g lnsens
(7]
GGIR 2525 M 03R 030017 o | 25 25 | 150 3 95 | 17 30 0.80 | GLO1 LCMF 0313..
GGIR 2525 M 03R 039024 e | 25 25 | 150 3 95 | 24 39 0.80 | GLO1 LCMF 0313..
GGIR 2525 M 03R 050033 e | 25 25 | 150 3 1" 33 50 0.80 | GLO1 LCMF 0313..
GGIR 2525 M 03R 060043 e | 25 25 | 150 3 1" 43 60 0.80 | GLO1 LCMF 0313..
GGIR 2525 M 03R 076053 e | 25 25 | 150 3 1" 53 76 0.80 | GLO1 LCMF 0313..
GGIR 2525 M 03R 100070 o| 25 25 | 150 3 9 70 | 100 0.80 | GL04 LCMF 0316..
GGIR 2525 M 03R 130090 o| 25 25 | 150 3 9 90 | 130 0.80 | GL04 LCMF 0316..
GGIR 2525 M 03R 170110 o| 25 25 | 150 3 9 110 | 170 0.80 | GL04 LCMF 0316..
GGIL 2525 M 03L 030017 o | 25 25 | 150 3 95 | 17 30 0.80 | GLO1 LCMF 0313..
GGIL 2525 M 03L 039024 o | 25 25 | 150 3 95 | 24 39 0.80 | GLO1 LCMF 0313..
GGIL 2525 M 03L 050033 o | 25 25 | 150 3 1" 33 50 0.80 | GLoO1 LCMF 0313..
GGIL 2525 M 03L 060043 o | 25 25 | 150 3 1 43 60 0.80 | GLoO1 LCMF 0313..
% GGIL 2525 M 03L 076053 o | 25 25 | 150 3 1 53 76 0.80 | GLoO1 LCMF 0313..
g GGIL 2525 M 03L 100070 o| 25 25 | 150 3 9 70 | 100 0.80 | GL04 LCMF 0316..
8 GGIL 2525 M 03L 130090 o| 25 25 | 150 3 9 90 | 130 0.80 | GL04 LCMF 0316..
@ GGIL 2525 M 03L 170110 o| 25 25 | 150 3 9 110 | 170 0.80 | GL04 LCMF 0316..
g
=
e
a %1 /| SPARE PARTS
SRET wF
xm Screw Key
Type “\\\\\\\
®) 0
GLO1 HS 0520C HXK 4
GL04 HS 0620C HXK 5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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GG LIl Pt
. PARTING AND GROOVING TOOLS
197
10
N h J
b
£ S ——— ———-——-Q
DE Y
JE , AFIHMEZHI/ TOOL FOR FACE TURNING
RF / Dimensions [mm] 2
¢ 3 5
RIL k
ISO d | h|h | 6|, | L | alt, |D, ¢l wg i
w
A16Q-GGER/L 0313 o/e 16 15 | 75 | 155 | 180 | 25 3 3 16 0.30 | GLO6 LCMF 0313..
A20R-GGFR/L 0313 o/e 20 18 | 9.0 | 19 | 200 | 30 3 55 | 20 0.40 | GLO6 LCMF 0313..
A25S-GGHR/L 0313 o/e 25 23 | 115 | 24 | 250 | 40 3 75 | 25 0.75 | GLO6 LCMF 0313..
A25S-GGFR/L 0413 o/e 25 23 | 115 24 | 250 | 40 4 75 | 25 0.75 | GLO6 LCMF 0413..
A32T-GGHR/L 0413 o/e 32 30 | 15.0| 31 | 300 | 50 4 1105 32 155 | GL06 LCMF 0413..
O]
=
=
s
=2
B x
-0
£=40)
RE
e
%4 / SPARE PARTS a
24T 1242 7)
§§ 7l Screw Screwdriver
e @ /&
bY
GL06 SR 85011-T15P SDR T15P
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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g
[~
s
R

PARTING, GROOVING

LIM LI &
PARTING AND GROOVING TOOLS

200
A
o
A4
I1
A
Qo
\
JE |, BT EZEHEI/ TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
¢ 3 TH
|SO RIL | b . s | o kg | o % Inserts
w
GLCCRI/L 2020 K 2.65 o/e 20 20 | 130 | 2.65 | 40 0.30 | ND1 LCMX 02050.
3.15 LCMX 03050.
GLCCR/L 2020 K 4.15 e/o| 20 20 | 130 | 415 | 50 0.30 | NDf1 LCMX 04050.
5.15 LCMX 05050.
GLCCRI/L 2525 M 2.65 o/e 25 25 | 150 | 2.65 | 40 0.50 | ND2 LCMX 02050.
3.15 LCMX 03050.
GLCCR/L 2525 M 4.15 o/e 25 25 | 150 | 415 | 50 0.50 | ND2 LCMX 04050.
515 LCMX 05050.
%1 /| SPARE PARTS
24T wF
x7m Screw Key
o g
® O
ND1 HS 0620 HXK 5
ND2 HS 0625 HXK 5
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)

126 2/PRAMET



IR A Y14 0 B
PARTING AND GROOVING TOOLS

200
' Z:i e
= <
y
Iy
- © E e
h: ) 1@ QI
S I,
‘! \© j < L T
tmax
.
7E , AFEZEHI / TOOL FOR FACE TURNING
R~F / Dimensions [mm] 2
1SO o|$:|
h:h1 b 1 |2 a Dmm Dmax ‘max w g lnserts
(7]
GLXCL 2525-50 M 2.65 e | 25 | 25 | 150 | 20 | 265 | 50 | 65 18 0.5 ND2 LCMX 02050.
3.15 LCMX 03050.
GLXCL 2525-60 M 2.65 e | 25 | 25 | 150 | 20 | 2.65| 60 | 85 18 0.5 ND2 LCMX 02050.
3.15 LCMX 03050.
GLXCL 2525-60 M 4.15 e | 25 | 25 | 150 | 25 |415| 60 | 100 | 23 0.5 ND2 LCMX 04050.
515 LCMX 05050.
GLXCL 2525-80 M 2.65 e | 25 | 25 | 150 | 20 (265 | 80 | 110 | 18 0.5 ND2 LCMX 02050.
3.15 LCMX 03050.
GLXCL 2525-100 M 2.65 e | 25 | 25 | 150 | 20 | 265 | 100 | 160 | 18 0.5 ND2 LCMX 02050.
3.15 LCMX 03050.
GLXCL 2525-100 M 4.15 e | 25 | 25 | 150 | 25 |4.15| 100 | 200 | 23 0.5 ND2 LCMX 04050.
5.15 LCMX 05050.
GLXCL 2525-150 M 2.65 e | 25 | 25 | 150 | 20 | 265 | 150 | 250 | 18 0.5 ND2 LCMX 02050. %
3.15 LCMX 03050. i g
GLXCL 2525-200 M 4.15 e | 25 25 | 150 | 25 | 415|200 | 700 | 23 05 ND2 LCMX 04050. [~ 8
5.15 LCMX 05050. =&
£
BE
e
%% / SPARE PARTS &
HR4T wRF
Screw Key
E%ii)
Type “\\\\\\\\\
® O
ND2 HS 0625 HXK 5
o PRAEEETEF=fm / Stock Assortiment O JEFRAEFEEFE=m / Non-stock Assortiment FA R~ / All dimensions [mm]
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il EeE DIE
PARTING AND GROOVING TOOLS

129-130
blade / lamina holder / bloco
S } o)
.EI Iy © <
#»J l1min.
11 :
«grFl Jo O
 E—
7 , AT S \EZHI / HOLDER FOR EXTERNAL TURNING
Rt / Dimensions [mm] 2
ISO kg & u% i)y
h h, b I ! R off 5 Inserts
(2]
MS-EN-1212 F e | 12 | 12 | 12 | 90 | 15 - 0.09 | ND4 XLCF. 16..15...
95 | 20 - 0.09 | ND4 XLCF. 16..20...
MS-EN-1616 H e | 16 | 16 | 16 | 95 | 15 - 0.19 | ND4 XLCF. 16..15...
100 | 20 - 0.19 | ND4 XLCF. 16..20...
MS-EN-2020 K e | 20 | 20 | 20 | 115 | 15 - 0.44 | ND5 | XLCF. 25..15.... XLXFL 25...
125 | 25 - 0.44 | ND5 XLCF. 25..25...
MS-EN-2525 M e | 25 | 25 | 25 | 140 | 15 - 0.68 | ND5 | XLCF.25..15.... XLXFL 25...
150 | 25 - 0.68 | ND5 XLCF. 25..25...
MS-EN-3225 P e | 32 | 32 | 25 [160| 15 - 1.05 | ND5 | XLCF. 25..15.... XLXFL 25...
170 | 25 - 1.05 | ND5 XLCF. 25..25...
MS-EN-2020 KS o] 20|20 | 20 | 115 | - 25 0.48 | ND5 XLCF. 25..15...
125 - 25 0.48 | ND5 XLCF. 25..25...
% MS-EN-2525 MS e | 25 | 25 | 25 | 140 - 25 0.72 | ND5 XLCF. 25..15...
g 150 | - 25 0.72 | ND5 XLCF. 25..25...
8 MS-EN-3225 PS o| 32 |3 |25 |160| - 25 1.10 | ND5 XLCF. 25..15...
© 170 - | 25 1.10 | ND5 XLCF. 25..25...
g
=
£
o %1 / SPARE PARTS
RZRET KRIRET 184 7)
Clamp. Screw Clamp. Screw Screwdriver
Type
Tipo PN -
i y
ND4 3x US 4011-T15P SDR T15P
ND5 2x US 45013-T20P|  US 46017-T20P SDR T20P
o PRAEEETEF=fm / Stock Assortiment o JEFRAEFEFEF= M / Non-stock Assortiment A A R~ / All dimensions [mm]
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IR EIHE 0 &
PARTING AND GROOVING TOOLS

201
~ c
B O
O v
I
1 Ix © [ e i | et e |
£
t
T, BF5\EZEH| / BLADE FOR EXTERNAL TURNING
R~ / Dimensions [mm] @
¢ 3 TH
ISO AL N . |y Ol we Inserts
&
XLCFR/L 160115-1.60 o/e| 25 12 35 [160| 15 0.01 KV LFMX 1.60.....
XLCFR/L 160115-2.00 o/e| 25 12 3% [ 20| 15 0.01 KV LFMX 2.00.... LFMX 2.20...
22 LFMX 2.00.... LFMX 2.20...
XLCFN 160215-3.00 e | 25 12 35 | 3.1 15 0.01 KV LFMX 3.10.....
XLCFN 160220-3.00 e | 25 12 | 40 | 31 20 0.02 KV LFMX 3.10.....
XLCFR/L 250115-1.60 e/e| 20 | 24 | 40 | 1.6 | 15 0.01 KV LFMX 1.60.....
XLCFR/L 250115-2.00 e/e| 20 | 24 | 40 | 2.0 | 15 0.02 KV LFMX 2.00.... LFMX 2.20...
2.2 LFMX 2.00.... LFMX 2.20...
XLCFN 250215-3.00 e | 29 | 24 | 40 | 31 15 0.02 KV LFMX 3.10.....
XLCFN 250225-3.00 e | 29 | 24 | 50 | 31 25 0.02 KV LFMX 3.10.....
XLCFN 250315-4.00 e | 29 | 24 | 40 | 441 15 0.02 KV LFMX 4.10.....
XLCFN 250325-4.00 e | 29 | 24 | 50 | 441 25 0.03 KV LFMX 4.10.....
XLCFN 250425-5.00 e | 29 | 24 | 50 | 51 25 0.04 KV LFMX 5.10..... %
XLCFN 250525-6.35 e | 29 | 24 | 50 |635| 25 0.04 KV LFMX 6.35..... r g
R
-0
£=40)
RE
e
%1 | SPARE PARTS [an
Kiigs
?ég;l Extractor
Type '/
KV KV 5x70
o PRAEEETEF=fm / Stock Assortiment O JEFRAEFEEFE=m / Non-stock Assortiment FA R~ / All dimensions [mm]
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IR AR 0 &
PARTING AND GROOVING TOOLS

201
< ]
< O
O / \
|
y — —_—
o R B
i
75, AT i%E %4 / BLADE FOR FACE TURNING
Rt / Dimensions [mm] 2
¥ 8 ¥
ISO h | b a |t |D, |D kool w 2 Inserts
1 max min ‘max UQJ'
XLXFL 250220-3.00-60 e | 29 24 46 | 3.1 20 60 85 0.03 KV LFMX 3.10...
XLXFL 250220-3.00-80 e | 29 24 46 | 3.1 20 80 | 105 0.02 KV LFMX 3.10...
XLXFL 250220-3.00-100 e | 29 24 46 | 3.1 20 | 100 | 155 0.02 KV LFMX 3.10...
XLXFL 250220-3.00-150 e | 29 24 46 | 3.1 20 | 150 | 280 0.02 KV LFMX 3.10...
O]
=
=
s
=2
B x
-0
E=80)
RE
e
a %1 /| SPARE PARTS
Kigs
ﬁiiﬂ Extractor
Type '/
KV KV 5x70
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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LIM LI &
XLCFR/L PARTING AND GROOVING TOOLS

202
] _-;f
_ A '\‘ ,,'// ]
< e
A 7 Y
= ,‘ —
s
| S | B
©
b |
1
715 , AT iwMEZH / BLADE FOR FACE TURNING
R ~F / Dimensions [mm] 2
&3 5
ISO RIL b, | b . 2 | o, k| % Inserts
w
XLCFR/L 1612 H 03 o/e 16 12 1100 | 3 40 0.15 KV LFUX 03080.
XLCFR/L 2016 K 03 o/o 20 16 | 130 | 3 50 0.30 KV LFUX 03080.
XLCFR/L 2016 K 04 o/o 20 16 | 130 | 4 50 0.30 KV LFUX 04080.
(O]
=
=
L
£
= x
-0
E=g0)
RE
£
%1 /| SPARE PARTS a
KRR
?Eiﬂ Extractor
Type (
KV KV 5x70
o FRAEFETFT= M / Stock Assortiment o JEFRHEEETFT= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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g
[~
s
R

PARTING, GROOVING

IR D &

PARTING AND GROOVING TOOLS

h,

202

t
JE , AFSEZFHI/ TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
¥ 2 D&
ISO RIL hen, | b . s | o, k| % Inserts
7]
XLCFR/L 2520 K 03 o/e 25 | 20 | 130 | 3 50 0.15 KV LFUX 03080.
XLCFR/L 2520 K 04 e/e 25 | 20 | 130 | 4 50 050 | KV LFUX 04080.
XLCFR/L 2520 K 05 e/e 25 | 20 | 130 | 5 50 050 | KV LFUX 05080.
XLCFRIL 3225 P 05 e/of 32 | 25 | 170 | 5 65 1.00 | KV LFUX 05080.
XLCFR/L 3225 P 06 e/e| 32 | 25 | 170 | 6 65 1.00 | KV LFUX 06080.
%1 / SPARE PARTS
KRR
ﬂiﬂ Extractor
Type K
KV KV 5x70
o FRAEFETFT= M / Stock Assortiment o JEFRIHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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I A LIFE D B
PARTING AND GROOVING TOOLS

201
- a -
f I
= >
ot
JE , AT BEZEHI/ TOOL FOR EXTERNAL TURNING
RF / Dimensions [mm] )
ISO K ¢ 3 Pk il
b om0 | a | 9 | § Holder Inserts
w
XLCFN 2601 J 1.60 e | 20 | 26 |110| 16| 15 0.03| KV 26-DU-2020 LFMX 1.60...
XLCFN 2601 J 2.00 e | 20 | 26 |110| 20| 25 0.04| KV 26-DU-2020 LFMX 2.00.... LFMX 2.20...
22 LFMX 2.00.... LFMX 2.20...
XLCFN 2602 J 3.00 e | 20 | 26 | 110 | 3.1 |375 0.05| KV 26-DU-2020 LFMX 3.10...
XLCFN 2603 J 4.00 e | 20 | 26 |110| 4.1 | 40 0.06 | KV 26-DU-2020 LFMX 4.10...
XLCFN 3201 M 1.60 e | 25 |32 |150| 16| 15 0.06 | KV 32-DU-25.. LFMX 1.60...
XLCFN 3201 M 2.00 e | 25|32 15020 | 25 0.07 | KV 32-DU-25.. LFMX 2.00.... LFMX 2.20...
22 LFMX 2.00.... LFMX 2.20...
XLCFN 3202 M 3.00 e | 25 | 32 |150| 3.1 | 50 0.08| KV 32-DU-25.. LFMX 3.10...
XLCFN 3203 M 4.00 e | 25 | 32 | 150 | 4.1 | 50 011 ] KV 32-DU-25.. LFMX 4.10...
XLCFN 3204 M 5.00 e | 25 | 32 |150| 5.1 | 60 0.14| KV 32-DU-25.. LFMX 5.10...
XLCFN 3205 M 6.35 e | 25 | 32 | 150|6.35| 60 017 | KV 32-DU-25.. LFMX 6.35...
XLCFN 4502 S 3.00 e | 32 |45 |250| 3.1 80 012 | KV 45-DU-3229 LFMX 3.10... %
XLCFN 4503 S 4.00 e | 32 | 45 250 | 4.1 | 80 0.19| KV 45-DU-3229 LFMX 4.10... r g
XLCFN 4504 S 5.00 e | 32 | 45 |250| 5.1 80 028 | KV 45-DU-3229 LFMX 5.10... [~ 8
XLCFN 4505 S 6.35 e | 32 | 45 | 250|6.35| 80 040 | KV 45-DU-3229 LFMX 6.35... 5" g_
RE
e
%1 /| SPARE PARTS a
Kiigs
?ég;l Extractor
Type (
KV KV 5x70
o PRAEEETEF= i / Stock Assortiment O JEFRAEREFEF=m / Non-stock Assortiment A A R~ / All dimensions [mm]
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IR A G140 &
PARTING AND GROOVING TOOLS

J1 5 [ blade JI4A / holder
| | |
,,,,,,(.'Ih;'_.u,___-.'*.'}.z".-__ﬁ.._.:1:‘31'3, -
rc ’:
I2 b
1
7 , AT S \EZHI / HOLDER FOR EXTERNAL TURNING
Rt / Dimensions [mm] @
¢ 8 b
ISO e |, o El Blade
w
26-DU 2020 e | 20 [ 20 | 90 0.67 ND2 XLCFN 26....
32-DU 2523 e | 25 | 23 | 110 1.00 ND2 XLCFN 32....
32-DU 2532 e | 25 | 32 [ 110 1.22 ND2 XLCFN 32....
32-DU 3229 o | 32 29 | 110 1.28 ND2 XLCFN 32....
45-DU 3229 o | 32 29 | 110 1.48 ND7 XLCFN 45....
O]
=
=
0
xS
B x
-0
E=80)
RE
e
o %1 /| SPARE PARTS
9247 wRF Wit
xm Screw Key Extractor
Type “\\\\\\\\\\\
® O
ND2 HS 0625 HXK 5
ND7 HS 0630 HXK 5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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I A LIFE D B
PARTING AND GROOVING TOOLS

200, 202
Iy _ a
g
A ] b
< 1 uae
- \ Y
e R LCMX & J) 55 I blade JI4R / holder|
I Type for LCMX | _ Iy <D,
i
ot
715 , AT45\EZEH / BLADE FOR EXTERNAL TURNING
RF / Dimensions [mm] 2
ISO K ¢ 3 Pk il
bl [ | a | 9 | § Holder Inserts
w
XLCFN 2602 J 2.65 e | 20 | 26 | 110 |2.65| 35 0.05| KV 26-D2020 LCMX 02050.
XLCFN 2603 J 3.15 e | 20 | 26 | 110|3.15|375 0.06 | KV 26-D2020 LCMX 03050.
XLCFN 3202 M 2.65 e | 25 | 32 | 150 |2.65| 40 0.08| KV 32-D2530 LCMX 02050.
XLCFN 3203 M 3.15 e | 25 | 32 | 150 |3.15| 50 0.08| KV 32-D2530 LCMX 03050.
XLCFN 3204 M 4.15 e | 25 | 32 | 150 |4.15| 50 0.09| KV 32-D2530 LCMX 04050.
XLCFN 2603 J 03 e | 20|26 |110] 3 |375 0.06 | KV 26-D2020 LFUX 03080.
XLCFN 3202 M 03 e | 25|32 |150| 3 | 50 0.08| KV 32-D2530 LFUX 03080.
XLCFN 3203 M 04 e | 25|32 |150| 4 | 50 011 ] KV 32-D2530 LFUX 04080.
XLCFN 3204 M 05 e | 25|32 |150| 5 | 60 0.14| KV 32-D2530 LFUX 05080.
Tt , AFS\EZH / HOLDER FOR EXTERNAL TURNING Q
>
R~ / Dimensions [mm] 2 fau 8
¢ 38 BE
ISO . 5 kg W 2 -0
2 & = O
==
B E
26-D 2020 e | 20 | 20 | 100 0.90 ND2 g
32-D 2530 e | 25 | 30 | 115 1.30 ND2 (5
%1 | SPARE PARTS
24T w®F KiHigs
" Screw Key Extractor
E3idl
Type (y\\\\\\\\‘ K
ND2 HS 0625
KV KV 5x70
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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I G 0 &
PARTING AND GROOVING TOOLS

202
B I _ a
v | s | W | W Ef
S—T1 )\ T A
@ K = i H Ei_&“
A\
— _— SN | EE——
71 5 | blade I JJ#A / holder b
715, AT EZEH| / BLADE FOR EXTERNAL TURNING
Rt / Dimensions [mm] 2
2 bl il
ISO h h a s ko | 2 Holder Inserts
1 2 1 ‘max %
XLCFN 4704 S 05 e | 38 |47 (270 5 | 100 040 | KV 47-D4040 LFUX 050802
XLCFN 4705 S 06 e | 38 | 47 (1270 6 | 100 050 | KV 47-D4040 LFUX 060802
7 , AT \EZHI / HOLDER FOR EXTERNAL TURNING
Rt / Dimensions [mm] )
ISO o | Ee
h | b |1 g
w
(O]
= 47-D 4040 e | 40 | 40 | 150 4.00 | ND3
S
RE
-0
E=80)
RE
o
<
a
%1 | SPARE PARTS
24T wRF WHigR
Screw Key Extractor
Type &) ¢
ND3 HS 1030 HXK 8
KV KV 5x70
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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ISO REBAT - BT
ISO CODE DESIGNATION - THREADING

KRBT mIA=R IHI75 b il
Clamping designation Way of machining Direction of cut Type of construction
E ©
SNE . EE - =
(o3 @ Edemal %j:% £ <2 @_f—_% #5f [ Normal
255
| il
P IE? Inlzqer?r';al m o Fﬁ% S S HRMAE / Special
KE
e
i 5 =2
= ]
H
' ©
-4 ®mE
S E? e
EH Fl EE Rl B | 8 |
S ER-S 2525 M 16 -
5 5 6 N 8 |
R~ [mm] HE 2HEA A
Dimension [mm] Total lenght Helix angle L
SNE ZEHI Iy [mm] IRHEA r=0°
External turning 2525 A i e 0 Helix angle A=0°
AL EH JI4R / Shank - 14 mm J 10 L d=] R=P
Lo 1416 IMEE 1 R =
peliging Shank width - 16 mm K 125 Helix angle 1=
L
R [mm] M 150
Dimension [mm] —
N 160
T
P 170
d
i | _ Q 180
6.350 1 E o O]
9.505 16 s 20 HZ
12.700 22 8| <D(
T30 & m
— U 350 ®T
'_
v 400
W 450
X B
Special
Y 500
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FRRG - R]EUNT
PRODUCT LINE - THREADING

142

139 140 141

7#, BTAMA . SRERED TE 310
SHIMS FOR ANGLE OF INCLINATION A SEE TECHNICAL PART PAGE 310

O}
HZ
[=ga)
B
LE:
'_

2PRAMET

138



RGN T

THREADING
203, 207-208, 211, 213, 216-218, 221-222, 225
“A] OB S RSB -1.5° - +4.5° Rk 2R
WA\, BRE 310 T
The helix angle A can be selected by the changing the anvil in range 2°
1.5° - +4.5° See page 310 ‘
&/
y
T i
'd ‘ -
Iy
® @H )
-—— ‘
JE , BT EZEH / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
&3 5
ISO RIL N | k| w2 Inserts
\ h &
SER/L 2020 K 16 o/e 20 | 20 | 125 050 | Z12 TN 16ERIL..
SER/L 2525 M 16 e/e 25 | 25 | 150 070 | z12 TN 16ERIL..
SER/L 3225 P 16 e/e 32 | 25 | 170 0.80 | Zz12 TN 16ERIL..
SER/L 2525 M 22-A e/e 25 | 25 | 150 0.70 | Z13 TN 22ERIL..
SER/L 3225 P 22-A e/e 32 | 25 | 170 0.80 | Z13 TN 22ERIL..
%1 /| SPARE PARTS
RZBET TIIRET R4 7] w®F PIE-
" Clamp. Screw Shim screw Screwdriver Key Shim )
Type » > g0
» ) R g
@ & % o & W
®E
212 US 3512A-T15P HS 0304 SDR T15P HXK 2.5 T8 / page 310 [—
713 US 4514A-T20 SP 0405 SDR T20 - T1%8 / page 310
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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BT

THREADING
B212. 220
“ALAEN MF RSB E -1.5° - +4.5° Kk iRIR
A A, B0 310 o
The helix angle A can be selected by the changing the anvil in range A
-1.5° - +4.5° See page 310
S/
——
L :
<] 3 =
I
N
o el
- 1
JE , BT EZFH / TOOL FOR EXTERNAL TURNING
R / Dimensions [mm] 2
&S TE
ISO RIL o | b | k| g Inserts
1 1 (%
SER/L-S 2525 M 22-A o/o| 25 25 | 150 0.70 | Z13 TN 22EN..
SERI/L-S 3225 P 22-A o/o 32 25 | 170 0.80 | Z13 TN 22EN..
&4 | SPARE PARTS
ES 30 TIRIRET 847 wF Pk
v % xm Clamp. Screw Shim screw Screwdriver Key Shim
=0 Type < <
R 0 >
& ® & 2 0
®E
[ Z13 US 4514A-T20 SP 0405 SDR T20 %5 / page 310

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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RGN T
THREADING

204, 209-211, 214-217, 219, 223
“A] OB S RSB -1.5° - +4.5° RiE 247
HEA N, BRE 310"

The helix angle A can be selected by the changing the anvil in range
1.5° - +4.5° See page 310

il

i

D]
®
[L1]

“«——

JE , AFTHWA.%EHI/ TOOL FOR INTERNAL TURNING

RF / Dimensions [mm] 2
¢ o il
RIL k e
Iso b d | D, | h h, I I, 9| % Inserts
w
*SIR/L 0010 K 11-1 o/e 145 | 16 13 14 7 125 | 25 010 | Z11 TN 11NR/L.
*SIR/L 0013 M 11-1 o/e 145 | 16 16 14 7 150 | 32 015 Z11 TN 11NR/L..
SIR/L 1416 N 16-0 o/e 14 16 | 22 | 145 | 75 | 160 - 0.25 729 TN 16NR/L..
SIR/L 1416 N 16-1 o/e 14 16 | 22 | 145 | 75 | 160 - 0.25 29 TN 16NR/L..
SIR/L 1820 P 16 e/e 185 20 | 27 18 9 170 - 035 | Z12 TN 16NR/L..
SIR/L 2325Q 16 /e 235| 25 | 29 | 23 | 115 180 - 1.00| Z12 TN 16NR/L..
SIR/L 2532 S 16 e/e 30 | 32 36 | 25 | 125 250 - 170 | Z12 TN 16NR/L..
SIR/L 2532 S 22-A e/e 30 | 32 36 | 25 | 125 | 250 - 170 | Z13 TN 22NR/L..
SIR/L 3240 T 22-A e/e 38 | 40 | 48 | 32 16 | 300 - 230 | Z13 TN 22NR/L..
*) B T8 / without shim
%1 | SPARE PARTS
RRR4T TEIRET Ry 7] w"F pIE-S
" Clamp. Screw Shim screw Screwdriver Key Shim
% 2
Type P P =0
® ® ERS o |
% @
I
729 US 3510A-T15P - SDR T15P - P-16 =
YAl US 2506-T07P - SDR T07P
712 US 3512A-T15P HS 0304 SDR T15P HXK 2.5 T1#5 / page 310
Z13 US 4514A-T20 SP 0405 SDR T20 - TT%5 / page 310
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)
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BT

THREADING
5212, 220
“A OB R DRSEE -1.5° - +4.5° RikiRR
A A, B0 310
The helix angle A can be selected by the changing the anvil in range
-1.5° - +4.5° See page 310
X ) T
x ) V.
5 1{ 4 '
) 1
L h J
/] %
I . [ N 1
)3 \[ o
o
R ARSE—
-~ —> "
JE , BFRFEFEHI / TOOL FOR INTERNAL TURNING
R~F / Dimensions [mm] 2
&S TE
RIL ke e
ISO b | d | D, | h|h || 9 | W :”:i Inserts
SIR/L-S 2532 S 22-A e/of 30 | 32 | 39 | 25 | 125 | 250 Z13 TN 22NN..
SIR/L-S 3240 T 22-A e/o 38 | 40 | 48 32 16 | 300 Z13 TN 22NN..
%1 / SPARE PARTS
RZBET T IR4T R 7] ]®RF k-]
y 2 #7 Clamp. Screw Shim screw Screwdriver Key Shim
=9 Type ® W
B < ») 0
3 & |F” A |
®E
= Z13 US 4514A-T20 SP 0405 SDR T20 - T8 / page 310
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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SIRSE S|
He




ISO KEBE % - A
ISO CODE DESIGNATION - INSERTS

4 |
T B TR [ Insert shape J& £ | Clearance angle TI 2R | Insert type
Q000 £ & =0o
A B N R
,\7 ’ 2 2 o om
(o] D F A
s 1 ¢ o 2 2 on o
x/ Y = - i Y >
- N 2 OO0 U
G N w T
85° o o
| | B P | L R R
11° Special Eﬂ Special
L A B K P (0] Q X
1SO ﬁ?ﬁ 1+ N 2 W 3 N 4
ISO code T N U N
-) ANl o1 W 2> N 3 W 4
ISO code
lﬁ@%@d GnBn T N U N
/AZETolerances
#F5 | Symbol NE (%F) / Tolerances [Inch] /AZ (%) / Tolerances [Inch]
m () s (%) d=1.C. (%) m () s (%) d=1.C. (%)
A 0.005 0.025 0.025 0.0002 0.001 0.0010
F 0.005 0,025 0.013 0.0002 0.001 0.0005
(o3 0.013 0,025 0.025 0.0005 0.001 0.0010
H 0.013 0,025 0.013 0.0005 0.001 0.0005
E 0.025 0.025 0.025 0.0010 0.001 0.0010
G 0.025 0.130 0.025 0.0010 0.005 0.0010
J 0.005 0.025 0,05+ 0,13 0.0002 0.001 0,002 + 0,005
K 0.013 0.025 0,05+ 0,13 0.0005 0.001 0,002 + 0,005
L 0.025 0.025 0,05+ 0,13 0.0010 0.001 0,002 + 0,005
M 0,08 + 0,18 0.130 0,05+ 0,13 0.003 + 0,007 0.005 0,002 + 0,005
N 0,08 + 0,18 0.025 0,05 +0,13 0.003 + 0,007 0.001 0,002 + 0,005
u 0,05 + 0,38 0.130 0,08 + 0,25 0.005 + 0,015 0.005 0,003 + 0,010
A S >
/6% D o U
- @d=1.C. @d=1.C!

IR

n
'_
x
w
%)
=
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ISO RKBAEM - T
ISO CODE DESIGNATION - INSERTS

5 . 6 | 7
Y18 3K / Cutting edge lenght [EE / Thickness TR ¥4 | Nose radius
d=I.C. R s T c D v w I
€
Inch Y A ? 'E
mmin & 1 Dq Y m e
in
397 532" 06 <,
5.00 05 00 0 0"
556 7/32" 09 03 02 0.2
6.00 06 B g 04 04  1/64"
635 14 106 07 04 [ H N 08 08  1/32"
8.0 08 ‘ ra 12 12 3/64"
9525 38" 09 09 16 09 11 16 06 16 16 1/16"
10.0 10 — - 24 24 332"
120 12 Sym mm  Inchin R
127 12 12 2 2 12 15 08 o1 159 By
15875 58" 15 15 27 16 T1 198
16.0 i 02 238 332 :
1905 34 19 19 33 19 03 318 18" d=IC. gﬁ
200 20 T3 397 5/32"
25,0 25 04 4.76 3/16" Inch 00
%4 1" 25 25 2 05 5.56 in
3175 114" 31 06 6.35 114"
320 32 07 7.94 5/16" mm MO
381 110" 38 09 952 3/8"

N A

5 | _8 N 9 10
22 04 08
22 04 08 E N - M
ETNE TN 8 N o 10|
4 3 2
4 3 2 E N - M

ANSI| 4%18 /1SO code

YIHI FIRZS / Cutting edge condition

KA EE TRER (FEoEIETBS] [i=ipwl
Inscribed circle Thickness Nose radius ﬁzgﬁ%sg E Rounded edges
7 o AT
() (=) 7)) Anaasae BRI R
M Edges width facet Rounded edges width facet
| EIh:JEY Y EI XA 5 PE B B FAIEI DR I T E
‘@ : = Edges width double facet Rounded edges width double facet
y we fa
IC. IC o i S T T
o _ NS 0 0050  1/512" . —
G2 d=IC. Sym. mm Wi 2 o096 #4575 18 / Feed direction
Sym.  mm  inchin 1 1588 1/16" (05 0198  1/128" [T
1 3175 18" (12) 1984 564’ 1 0397 /64" E "('1 =
(12) 3909 582 (15 2381 332 2 0794 132 R Fee . N
(15 4763 36" 2 375 1 3 1191 36 < oo
(18) 556 782 (25) 3969 532" 4 1588 118 H P
2 6350 14 3 4763 36 5 1984 564 i ot Feed 9=I=l i
@5  79%8  SHE'  (35) 5556  7/32" 6 2381 332 i Feod ) ' Feed
3 955 aF 4 6350 14 7 278 T4 L ’ et <« . —
4 12700 1 5 798 56 8 815 18 -
5 15875 58" 6 955 38" 10 3969 582
6 19050 o 7 113 76 12 4763 36
7 225 8 12700 1R 14 556 72 &
8 25400 1" 9 14288 916" 16 6350 14" . ianati
0 atmsy | 0 Cisas | a5 el W7 FB 4 & #5 / Chip breaker designation ic 5
)
Z
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by

0
'_
o
L
0
P

CCGT

@I

CCMT

@I

FmR5 - IkA

PRODUCT LINE - INSERTS

L comw |

[o]

149

150

B 151

B 151

7|

9|

B 152 B 154
DCGT DCMT . ocvw | DNVA |
B 156 B 157 B 158 B 158
B 159 B 161
[ KNUX | LNUX LNUX 40, 50; LNMX
B 162 B 163 B 164
RCMT . Rcvw | RCMX_ |
B 165 B 166 B 167 B 168

_

46

PRAMET



|
°|

169

170

SCGT

Iiil ||

%
Iz
=
=

@RI - DA

PRODUCT LINE - INSERTS

Iiiill t!

©]

B171

B172

B173

B173

9]
|
|
|

174

175

B177

B177

|

B178

TCGT

|

TCMT

o

TCMW

|

TNMA

B179

B 180

B 181

B 181

TNMG

|

TNMM

TPMR

TPUN

182

B 183

B 184

B 185
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FmR - D
PRODUCT LINE - INSERTS

VBMT VCGT VeMT [ vemw |

L7 || L7 || L7 || o7

B 186 B 186 B 187 B 188

X

'

B 189

WCGT wemT [ wNwa__ WNMG

o) o | &

B 190 B 191 B192 B 193

o

g

B 195

by

0
'_
o
L
0
P
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AT
INDEXABLE CUTTING INSERTS

Gl R T. 0] d d s
Dimension 1
)y 0602 6.4 6.350 2.80 2.38
A 09T3 9.7 9.525 4.40 397
@ 1204 12.9 12.700 5.50 4.76
" °
Y i’\#\
G () bols |,
JJB - R / Tools - see page No.: 82-85, 102-105
- Y N 5%
5 ISO ANSI
£ 28I
o 38 E Lol fun | P | @i | @pmae
CCGT 060202F-AL CCGT2(15)05)FAL | ® ° 02 | 006 | 0.15 | 03 3.0
CCGT 060204F-AL CCGT 2(1.5)1F-AL ° ° 04 | 010 | 030 | 04 35
CCGT 09T302F-AL CCGT3(25)05FAL  |®| |®@ 02 | 010 | 015 | 03 | 40
CCGT 09T304F-AL CCGT 3(2.5)1F-AL ° ° 04 | 010 | 030 | 04 45
CCGT 09T308F-AL CCGT 3(2.5)2F-AL ° ° 08 | 015 | 060 | 08 5.0
CCGT 120404F-AL CCGT 431F-AL ° ° 04 | 010 | 030 | 04 7.0
CCGT 120408F-AL CCGT 432F-AL ° ° 08 | 015 | 0.60 | 08 7.0
CCGT 060202ER-SI CCGT 2(1.5)(0.5)ER-SI o 02 | 008 | 0.15 | 04 1.6
CCGT 060204ER-SI CCGT 2(15)1ER-SI ° 04 | 008 | 025 | 05 15
CCGT 09T304ER-SI CCGT 3(2.5)1ER-SI ) 04 0.14 | 0.30 0.8 2.0
CCGT 120408ER-SI CCGT 432ER-SI ° 08 | 022 | 044 | 1.0 4.0
CCGT 060202EL-SI CCGT 2(1.5)(0.5)EL-S! o 02 | 008 | 0.15 | 04 1.6
]| CCGT 060204EL-SI CCGT 2(1.5)1ELSI ° 04 | 008 | 025 | 05 | 15
CCGT 09T304EL-SI CCGT 3(2.5)1ELSI ° 04 | 014 | 030 | 08 | 20
CCGT 120408EL-SI CCGT 432ELSI ° 08 | 022 | 044 | 1.0 | 40

o FRAEFETEF= M / Stock Assortiment

PRAMET

o IEFRAERETET= M / Non-stock Assortiment

Fi R 1 All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

CCMT R 0 ] , .
Dimension 1
)\y 0602 6.4 6.350 2.80 2.38
i 0973 9.7 9.525 4.40 397
' 1204 12.9 12.700 5.50 4.76
_ < > HE
L "’\7*\
w ) bols .
T8 - LT | Tools - see page No.: 82-85, 102-105
& ¥R | BRHBLE YIHIREE
- g MRFR | Grades Radius| Feed perrev. | Cutting depth
Hs ISO ANSI
= 0WOo O oo wmwo
S 253383853 ro|f | f a a
O O OO NHH OO O o € min max p min P max
CCMT 060202E-UM CCMT 2(1.5)(0.5)E-UM I 02 | 008 | 015 | 05 3.0
CCMT 060204E-UM CCMT 2(1.5)1E-UM ° oo o0 04 | 008 | 025 | 05 3.0
CCMT 09T304E-UM CCMT 3(2.5)1E-UM o (oo (o]0 04 | 008 | 025 | 05 3.0
CCMT 09T308E-UM CCMT 3(2.5)2E-UM o (oo (o]0 08 | 008 | 025 | 08 3.0
CCMT 120404E-UM CCMT 431E-UM ° [} [ 0.4 0.08 | 025 0.5 3.0
CCMT 120408E-UM CCMT 432E-UM ° o0 ° 08 | 008 | 025 | 08 3.0
CCMT 060202E-UR CCMT 2(1.5)(0.5)E-UR e|O eoloo|o 02 | 008 | 015 | 02 2.0
CCMT 060204E-UR CCMT 2(1.5)1E-UR e(eO|eojo 0|00 04 | 008 | 030 | 04 2.0
CCMT 060208E-UR CCMT 2(1.5)2E-UR oo oo ° 0.8 | 008 | 050 | 0.8 2.0
CCMT 09T304E-UR CCMT 3(2.5)1E-UR ) ) oo 04 | 008 | 030 | 04 2.0
CCMT 09T308E-UR CCMT 3(2.5)2E-UR oo (o0 |00 0.8 | 008 | 050 | 08 3.0
CCMT 120404E-UR CCMT 431E-UR oo oo 04 | 015 | 030 | 04 3.0
CCMT 120408E-UR CCMT 432E-UR ) ) 08 | 015 | 050 | 08 4.0
CCMT 120412E-UR CCMT 433E-UR ) o0 12 | 015 | 050 | 1.2 4.0
CCMT 060202E-46 CCMT 2(1.5)(0.5)E-46 ° ° 02 | 009 | 015 | 1.0 3.0
CCMT 060204E-46 CCMT 2(1.5)1E-46 o o000 0|0 04 | 010 | 030 | 1.0 3.0
CCMT 09T304E-47 CCMT 3(2.5)1E-47 [ AKX K AN BN AN BN ) 0.4 0.10 | 0.30 0.8 4.0
CCMT 09T308E-47 CCMT 3(2.5)2E-47 oojojeoo00 08 | 010 | 040 | 08 4.0
CCMT 120404E-48 CCMT 431E-48 3 oo 04 | 020 | 030 | 1.0 8.0
CCMT 120408E-48 CCMT 432E-48 o o000 0|0 08 | 020 | 060 | 1.0 8.0
CCMT 120412E-48 CCMT 433E-48 ole ° 12 | 020 | 070 | 12 8.0
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

cCMw R 0 ) ) .
Dimension 1
P 0602 6.4 6.350 2.80 2.38
A ‘ 09T3 9.7 9.525 4.40 397
1204 129 12.700 5.50 4.76
= o
A
Y R~
e 0 NI
JIE - 80T / Tools - see page No.: 82-85, 102-105
el ¥R | BRBLE YIHIREE
i g HMRFR | Grades Radius| Feed perrev. | Cutting depth
=5 ISO ANSI
= 0
o § rg f min f max ap min ap max
CCMW 060202 CCMW 2(1.5)(0.5) ° 02 | 005 | 015 | 02 4.2
CCMW 060204 CCMW 2(1.5)1 ° 04 | 005 | 030 | 04 42
CCMW 09T304 CCMW 3(2.5)1 ° 04 | 005 | 030 | 04 6.3
CCMW 09T308 CCMW 3(2.5)2 ° 0.8 0.05 | 035 0.8 6.3
CCMW 120404 CCMW 431 e} 04 | 005 | 030 | 04 84
CCMW 120408 CCMW 432 ) 0.8 0.05 | 0.40 0.8 8.4
CNMA RY (1) d d S
Dimension 1
1204 12.9 12.700 5.16 476
1606 16.1 15.875 6.35 6.35
1906 19.3 19.050 7.94 6.35
o
JI8 - B8R T / Tools - see page No.: 17. 23. 30-32. 49. 57. 76. 77
8 4 ¥R | BHHAE YIHIRE
i § MBI | Grades Radius| Feed perrev. | Cutting depth
=5 1SO ANSI
35 [T+ 20 s]
S 3|5 r f | f a a
[=3K=) € min max pmin P max
CNMA 120404 CNMA 431 [ ] 04 0.10 | 0.30 0.4 8.4
CNMA 120408 CNMA 432 oo 0.8 | 010 | 060 | 08 8.4
CNMA 120412 CNMA 433 oo 12 | 010 | 060 | 1.2 8.4
@ CNMA 160612 CNMA 543 ° 12 | 010 | 060 | 1.2 8.5
CNMA 190612 CNMA 643 ° 12 | 010 | 090 | 12 | 127
CNMA 190616 CNMA 644 [ ] 16 0.10 | 0.90 1.6 12.7 "
icfr
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

CNMG <
mﬁ%m U d d, s
0903 9.7 9.525 3.81 3.18
1204 12.9 12.700 5.16 4.76
1606 16.1 15.875 6.35 6.35
1906 19.3 19.050 7.94 6.35
J1E - LT / Tools - see page No.: 17. 23. 30-32, 49, 57, 76, 77
3 ¥4 “HE ”li I
. HRER Cates | AL BN | nw e
i £ 1SO ANSI
= NDLWOo O OO0 Wwwo
S 253838 I[N 3 ro|f | f a a
©|[©| | | o o o B min max pmin p max
CNMG 120404E-F CNMG 431E-F LI ° o0 04 | 008 | 030 | 05 3.0
CNMG 120408E-F CNMG 432E-F oo ° oo 08 | 008 | 035 | 08 3.0
CNMG 120404E-FF CNMG 431E-FF ° 04 | 006 | 015 | 04 1.5
CNMG 120408E-FF CNMG 432E-FF ° 08 | 008 | 020 | 08 1.5
CNMG 090304E-FM CNMG 321E-FM oo ° 04 | 010 | 030 | 05 6.3
CNMG 090308E-FM CNMG 322E-FM oo ° 08 | 010 | 045 | 08 3.0
O | CNMG 120404E-FM CNMG 431E-FM ole o | 04 | 010|030 | 05 | 30
CNMG 120408E-FM CNMG 432E-FM oo ° 08 | 015 | 045 | 08 3.0
CNMG 090308E-M CNMG 322E-M [ 2K BN J 0.8 0.15 | 0.60 0.8 4.0
CNMG 120404E-M CNMG 431E-M o0 [ 3K ) 0.4 017 | 0.60 0.8 6.0
CNMG 120408E-M CNMG 432E-M oo 000 0 00 0.8 0.17 | 0.60 0.8 6.0
CNMG 120412E-M CNMG 433E-M o o0 olole 12 | 017 | 060 | 1.2 6.0
—— | CNMG 120416E-M CNMG 434E-M olo LK) 16 | 017 | 080 | 16 6.0
@ CNMG 160608E-M CNMG 542E-M ° eoloo 0.8 | 017 | 060 | 08 7.0
== | CNMG 160612E-M CNMG 543E-M o |ojo]e 12 | 017 | 060 | 12 | 70
CNMG 160616E-M CNMG 544E-M oo 16 | 017 | 060 | 16 7.0
CNMG 190608E-M CNMG 642E-M o o000 0.8 0.15 | 0.60 0.8 6.0
CNMG 190612E-M CNMG 643E-M Olelele e e 1.2 017 | 0.80 12 8.0
CNMG 190616E-M CNMG 644E-M ) e oo 1.6 017 | 0.80 1.6 8.0
CNMG 120408E-R CNMG 432E-R o 08 | 017 | 060 | 1.0 8.0
CNMG 120412E-R CNMG 433E-R e eleOele 0O 12 | 025 | 070 | 2.0 6.0
CNMG 120416E-R CNMG 434E-R Ole| |O|e|e|e® 16 | 030 | 080 | 20 6.0
CNMG 160608E-R CNMG 542E-R Ole|lOo|O|e|e|e® 08 | 025 | 060 | 3.0 7.0
CNMG 160612E-R CNMG 543E-R OClelelO|ee| @ 1.2 025 | 0.70 3.0 7.0
CNMG 160616E-R CNMG 544E-R Ole oo o 1.6 025 | 0.70 3.0 7.0
CNMG 190608E-R CNMG 642E-R e/eO|0C|e|0|® 08 | 025 | 060 | 3.0 8.0
CNMG 190612E-R CNMG 643E-R oojojoo0e 12 | 025 | 070 | 3.0 8.0
CNMG 190616E-R CNMG 644E-R o o000 0|0 16 | 025 | 070 | 2.0 9.0

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

¥ | BRHKE | HRE

5]
2 4
i § MBI | Grades Radius| Feed perrev. | Cutting depth
=5 180 ANSI
2 gesgsages
o D00 o NN NS S r f f a a
O O OO MW H OO O o € min max pmin P max
CNMG 120408E-DM CNMG 432E-DM ° ° 08 | 015 | 060 | 1.0 7.0
CNMG 160608E-DM CNMG 542E-DM ° 08 | 015 | 060 | 1.0 | 7.0
CNMG 120408W-F CNMG 432W-F [ ) e e 0.8 0.10 | 0.60 0.2 4.4

CNMG 120408W-M CNMG 432W-M
CNMG 120412W-M CNMG 433W-M ° °

0.8 0.15 | 0.60 0.8 4.0
1.2 020 | 0.90 1.2 4.0

CNMG 120404E-NM CNMG 431E-NM
CNMG 120408E-NM CNMG 432E-NM
CNMG 120412E-NM CNMG 433E-NM
@ CNMG 160608E-NM CNMG 542E-NM
CNMG 160612E-NM CNMG 543E-NM
CNMG 190612E-NM CNMG 643E-NM

(] 04 | 015 | 030 | 05 3.0
(] 08 | 020 | 040 | 08 3.0
1.2 0.20 | 0.40 1.2 35
08 | 025 | 050 | 08 5.0
1.2 025 | 0.50 1.2 5.0
1.2 0.30 | 050 1.2 8.0

CNMG 120404ER-SI CNMG 431ER-SI o ° ° 04 | 020 | 030 | 08 5.0
[b’-/ CNMG 120408ER-SI CNMG 432ER-S| o . ° 08 | 020 | 050 | 08 | 50
:_" CNMG 120404EL-SI CONMG 431ELS| o ° ° 04 | 020 | 030 | 08 | 50
’ CNMG 120408EL-SI CNMG 432EL-SI (@] [ [ 0.8 0.20 | 0.50 0.8 5.0
7]
ik
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

CNMM <
mﬁ$m U d d, s
\%3 1204 12.9 12.700 5.16 4.76
A 7 1606 16.1 15.875 6.35 6.35
1906 19.3 19.050 7.94 6.35
e Q ° 2509 2538 25.400 9.12 9.52
%
D, O s |
T8 - LT / Tools - see page No.: 17, 23, 30-32, 49, 56, 57, 76, 77
. s PN SRR
= HMMER | Grades th%s Eﬁ ;;ﬁe; réi;. Cftjtijgf:th
®s ISO ANSI
= o WMo oo wWwo o
5 22255888 . .t e aw
CNMM 160612E-DR CNMM 543E-DR e (O |o|e® 12 | 030 | 085 | 25 9.0
CNMM 190608E-DR CNMM 642E-DR ° ° 0.8 | 030 | 060 | 25 9.0
CNMM 190612E-DR CNMM 643E-DR o (O |o|e® 12 | 030 | 085 | 25 9.0
CNMM 190616E-DR CNMM 644E-DR ° o oo 16 | 030 | 0.8 | 25 9.0
CNMM 190616E-HR CNMM 644E-HR ° ° oo ° 16 | 050 | 120 | 50 | 133
CNMM 190624E-HR CNMM 646E-HR el (O |e|le| |@ 24 | 050 | 1.40 | 50 | 133
CNMM 250924E-HR CNMM 866E-HR [ ] ) [ 3N ) [ 2.4 0.50 1.40 5.0 14.0
CNMM 120408E-NR CNMM 432E-NR [ ) ) e oo 0.8 0.25 | 0.60 1.0 8.4
7 | CNMM 120412E-NR CNMM 433E-NR o) ° e|e|O 12 | 025 | 0.80 | 1.2 8.4
CNMM 120408E-NR2 CNMM 432E-NR2 o LI 08 | 025 | 055 | 08 75
CNMM 120412E-NR2 CNMM 433E-NR2 o0 12 | 028 | 070 | 1.2 75
CNMM 160608E-NR2 CNMM 542E-NR2 e e 0.8 0.30 | 0.60 1.0 9.5
CNMM 160612E-NR2 CNMM 543E-NR2 o0 12 | 035 | 065 | 15 9.5
CNMM 160616E-NR2 CNMM 544E-NR2 o0 16 | 035 | 0.80 | 2.0 9.5
CNMM 190612E-NR2 CNMM 643E-NR2 O e e 1.2 0.35 | 0.90 15 12.0
CNMM 190616E-NR2 CNMM 644E-NR2 olo oo 16 | 040 | 1.00 | 20 | 120
CNMM 190624E-NR2 CNMM 646E-NR2 e 24 | 040 | 120 | 25 | 120
CNMM 250924E-NR2 CNMM 866E-NR2 o) oo 24 | 040 | 120 | 25 | 16.0

0
'_
x
w
%)
=

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

5] ¥R | BRBLAE | YHRE
i é MRER | Grades Radius| Feed perrev. | Cutting depth
Es ISO ANSI
4= oOLwo oo wmwo| o
o 22D NRN]3|S r f | f a _ |a
O O O H O o o o € min max p min p max
CNMM 120408E-OR CNMM 432E-OR ° eolooe 08 | 025 | 060 | 20 8.0
CNMM 120412E-OR CNMM 433E-OR Ole|e|e® 12 | 030 | 070 | 25 8.0
CNMM 120416E-OR CNMM 434E-OR ol |e 16 | 035 | 080 | 25 8.0
CNMM 160608E-OR CNMM 542E-OR (@] L AN BN ) 0.8 0.30 | 0.60 3.0 8.0
=3 | CNMM 160612E-OR CNMM 543E-OR o OClele|le 1.2 0.35 0.90 3.0 10.0
CNMM 160616E-OR CNMM 544E-OR Ole|e 16 | 036 | 1.00 | 3.0 | 100
CNMM 190612E-OR CNMM 643E-OR o (ojojo|e 12 | 035 | 090 | 30 | 100
CNMM 190616E-OR CNMM 644E-OR ° Olele|e® 16 | 037 | 120 | 30 | 100
CNMM 190624E-OR CNMM 646E-OR Ole|e 24 | 038 | 125 | 30 | 120
CNMM 250924E-OR CNMM 866E-OR e (O|le|e|e® 24 | 045 | 170 | 40 | 16.0
CNMM 190616E-OR1 CNMM 644E-OR1 [ ) [ BN ) 1.6 0.30 1.00 3.0 11.0
CNMM 250924S-923 CNMM 8665-923 ° 24 | 045 | 150 | 3.0 | 130
%)
ik
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

DCGT R 0 , , .
Dimension 1
& 0702 7.8 6.350 2.80 2.38
1 11T3 1.6 9.525 4.40 3.97
° s
A
) ,szL\
J1E - 2 T8 / Tools - see page No.: 86, 87, 106-108
& p ¥R | BRBLE | THIRE
ﬁ g ISO ANSI MR | Grades Radius| Feed perrev. | Cutting depth
o
B2 2E
© 8 == I’L_ f min f max ap min ap max
DCGT 070202F-AL DCGT2(15)05)F-AL  |®@|® 02 | 006 | 012 | 03 2.1
DCGT 070204F-AL DCGT 2(1.5)1F-AL [ 3K ) 0.4 010 | 0.24 0.4 2.1
Y4 DCGT 11T302F-AL DOGT3RS)05FAL | @ | @ 02 | 006 | 012 | 03 | 33
== | DCGT 11T304F-AL DCGT 3(2.5)1F-AL S 04 | 010 | 024 | 04 | 33
DCGT 11T308F-AL DCGT 3(2.5)2F-AL o0 08 | 015 | 048 | 08 33
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

DCMT
R~
Dimension U d d, s
0702 7.8 6.350 2.80 2.38
11T3 11.6 9.525 4.40 3.97
S g
J1E - BB / Tools - see page No.: 86, 87, 106-108
& 4 ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= D WO QO 9 WOo
S 25338 II 353 ro|f f a a
O O OO NHH OO O O € min max pmin P max
DCMT 070202E-UM DCMT 2(1.5)(0.5)E-UM ) [ 0.2 0.08 | 0.12 0.5 2.1
DCMT 070204E-UM DCMT 2(1.5)1E-UM ° [ 2N} 0.4 0.08 | 024 0.5 2.1
DCMT 11T304E-UM DCMT 3(2.5)1E-UM ) [ 2N J 0.4 0.08 | 024 0.5 3.0
DCMT 11T308E-UM DCMT 3(2.5)2E-UM ° ° 08 | 008 | 025 | 08 3.0
DCMT 070202E-UR DCMT 2(1.5)(0.5)E-UR ° ° o0 02 | 005 | 012 | 02 1.0
DCMT 070204E-UR DCMT 2(1.5)1E-UR ° oo o0 04 | 008 | 024 | 04 2.0
DCMT 11T302E-UR DCMT 3(2.5)(0.5)E-UR ) [ [ ] 0.2 0.05 | 0.12 0.2 2.0
DCMT 11T304E-UR DCMT 3(2.5)1E-UR [ 3K ] [ 3N ) [ 2N J 0.4 0.05 | 0.15 0.4 2.0
DCMT 11T308E-UR DCMT 3(2.5)2E-UR [ 3K ] [ 2N ) [ 2N J 0.8 0.08 | 0.30 0.8 2.0
DCMT 11T312E-UR DCMT 3(2.5)3E-UR ) [ 2N J 1.2 0.15 | 0.30 1.2 2.0
DCMT 11T304E-47 DCMT 3(2.5)1E-47 o o000 00 o 0.4 0.10 | 0.24 0.8 3.3
DCMT 11T308E-47 DCMT 3(2.5)2E-47 elejeO|00|0 0.8 | 0.10 | 040 | 08 33
DCMT 11T312E-47 DCMT 3(2.5)3E-47 ° 1.2 0.10 | 0.40 1.2 33
(%2}
icfr
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

DCMW R 0 , . .
Dimension 1
‘(e/ 0702 7.8 6.350 2.80 2.38
11T3 11.6 9.525 4.40 3.97

V'E%

J1E - 2 T8 / Tools - see page No.: 86, 87, 106-108

8 4 ¥R | BRHLE YIHIRE
ﬁ g I S 0 AN SI MRFR | Grades Radius| Feed perrev. | Cutting depth
= :é- 0
S 2 r f f a a
[7=} € min max p min P max
DCMW 070202 DCMW 2(1.5)(0.5) o 02 | 005 | 009 | 02 2.0
DCMW 070204 DCMW 2(1.5)1 ° 0.4 0.05 | 020 0.4 2.0
DCMW 11T304 DCMW 3(2.5)1 [} 0.4 0.05 | 0.24 0.4 29
DCMW 11T308 DCMW 3(2.5)2 ° 08 | 005 | 035 | 08 29

DNMA R 0 , , .
Dimension 1
S 1504 15.5 12.700 5.16 476
>
A 1506 15.5 12.700 5.16 6.35

d
d,

JIE - BRI | Tools - see page No.: 18, 33-35, 50, 78

o
59 ¥R | BHBAE YIHIRE
2 4
3 % MRFH | Grades Radius | Feed perrev. | Cutting depth
£ IS0 ANSI |
S é § rg f min f max ap min ap max
DNMA 150404 DNMA 431 o 04 | 010 | 024 | 04 39
DNMA 150408 DNMA 432 e} 0.8 | 010 | 048 | 08 39
DNMA 150604 DNMA 441 ° 04 | 010 | 024 | 04 39
@ DNMA 150608 DNMA 442 ° 0.8 | 0.10 | 048 | 08 39
DNMA 150612 DNMA 443 [ 1.2 0.10 | 0.72 1.2 3.9
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

DNMG <
DRi () d d, s
imension
< 1104 11.6 9.525 3.81 4.76
s 1504 15.5 12.700 5.16 476
! 1506 155 12.700 5.16 6.35
- AQY [F
A
\%/‘4%‘ - S -
J1E - BN I / Tools - see page No.: 18, 33-35, 50, 78
& g ¥R | SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= D WO QO 9 WOo
S 25338 II 353 ro| f f a a
O O OO NHH OO O O € min max pmin P max
DNMG 150608E-DM DNMG 442E-DM o ° 08 | 015 | 048 | 1.0 45
DNMG 110404E-F DNMG 331E-F [ ) ) [ ] 0.4 0.08 | 0.24 0.5 3.0
DNMG 110408E-F DNMG 332E-F ° ° 08 | 015 | 035 | 08 3.0
__| DNMG 150404E-F DNMG 431E-F ] [ (K] 04 | 008 | 024 | 05 3.0
DNMG 150408E-F DNMG 432E-F [ ] 0.8 0.08 | 0.35 0.8 3.0
DNMG 150604E-F DNMG 441E-F Ole|e® [} [ 3K} 0.4 0.08 | 024 0.5 3.0
DNMG 150608E-F DNMG 442E-F [ 2ie] [ [ 2K } 0.8 0.08 | 0.35 0.8 3.0
DNMG 110402E-FF DNMG 33(0.5)E-FF [ ] 0.2 0.06 | 0.12 0.2 15
DNMG 110404E-FF DNMG 331E-FF [ ] 0.4 0.06 | 0.20 0.4 15
| DNMG 110408E-FF DNMG 332E-FF ° 08 | 008 | 025 | 08 1.5
DNMG 150404E-FF DNMG 431E-FF ° 04 | 006 | 020 | 04 1.5
DNMG 150604E-FF DNMG 441E-FF ° 0.4 0.06 | 0.20 0.4 15
DNMG 150608E-FF DNMG 442E-FF [ ] 0.8 0.08 | 025 0.8 15
DNMG 110404E-FM DNMG 331E-FM [ BN ) [ ] 0.4 010 | 0.24 0.4 3.0
DNMG 110408E-FM DNMG 332E-FM ) ° 08 | 010 | 035 | 08 3.0
DNMG 150404E-FM DNMG 431E-FM e e [ ] 04 010 | 0.24 0.5 3.0
ﬁog DNMG 150408E-FM DNMG 432E-FM oo ° 08 | 015 | 045 | 08 3.0
DNMG 150604E-FM DNMG 441E-FM o0 ° 0.4 0.10 | 0.24 0.5 3.0
DNMG 150608E-FM DNMG 442E-FM [ 3N ) [ ] 0.8 0.15 | 045 0.8 3.0
DNMG 150612E-FM DNMG 443E-FM [ 3N ) [ 1.2 0.15 | 045 1.2 3.0
(%2}
il
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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INDEXABLE CUTTING INSERTS
PASTILHAS INTERCAMBIAVEIS

. e e Y|SREE
= HREH | Grades th%s E:j;;ﬁeﬁi cmjgﬁgm
Es ISO ANSI
— 0o o oo wmwo
S 253 3IRKRS2 r f ool f a a

©|© || & o o o o € min max p min p max

DNMG 110404E-M DNMG 331E-M eOle|o|e 04 | 012 | 024 | 05 3.0

DNMG 110408E-M DNMG 431E-M e Ole|oo|e 08 | 015 | 048 | 08 3.0

DNMG 110412E-M DNMG 432E-M o| |e|e 12 | 017 | 072 | 12 33

DNMG 150404E-M DNMG 433E-M o oo 04 | 012 | 024 | 05 3.0

DNMG 150408E-M DNMG 332E-M oloo0o (0|0 08 | 015 | 048 | 08 45

&= | DNMG 150412E-M DNMG 333E-M ° 12 | 017 | 072 | 12 45

DNMG 150604E-M DNMG 441E-M ° ) 04 | 012 | 024 | 05 3.0

DNMG 150608E-M DNMG 442E-M Olele|e o e|e 08 | 015 | 048 | 08 45

DNMG 150612E-M DNMG 443E-M IR 1.2 017 | 0.72 1.2 45

DNMG 110404E-NM DNMG 331E-NM °o0 04 | 015 | 024 | 05 3.0

DNMG 110408E-NM DNMG 332E-NM oo 0.8 | 020 | 040 | 08 3.0

DNMG 150604E-NM DNMG 441E-NM LI 04 | 015 | 024 | 05 3.0

= DNMG 150608E-NM DNMG 442E-NM oo |o 0.8 | 020 | 040 | 08 3.0

DNMG 150612E-NM DNMG 443E-NM oo 12 | 020 | 040 | 12 35

DNMG 150608E-R DNMG 442E-R ooj0ojoooe 08 | 025 | 048 | 20 45

7 | DNMG 150612E-R DNMG 443E-R e eleOle00 1.2 025 | 070 2.0 45

DNMG 150616E-R DNMG 444E-R ° oo 16 | 030 | 080 | 20 45

DNMG 110404ER-SI DNMG 331ER-SI ° o) 04 | 020 | 024 | 08 33

DNMG 110408ER-SI DNMG 332ER-S| ° o 08 | 020 | 048 | 08 33

DNMG 150408ER-SI DNMG 432ER-SI ° ¢ 0.8 | 020 | 048 | 08 45

e DNMG 150604ER-SI DNMG 441ER-SI ° ° ° 04 | 020 | 024 | 08 45

DNMG 150608ER-SI DNMG 442ER-SI ° ° ° 08 | 020 | 048 | 08 45

DNMG 110404EL-SI DNMG 331ELSI ° o 04 | 020 | 024 | 08 3.3

DNMG 110408EL-SI DNMG 332ELS| ° e} 08 | 020 | 048 | 08 33

/O | DNMG 150408EL-SI | onwi azetsi . ol | 08 | 020 | 048 | 08 | 45

DNMG 150604EL-SI DNMG 441EL-SI ° ° ° 04 | 020 | 024 | 08 45

DNMG 150608EL-SI DNMG 442EL-S| ° ° ° 08 | 020 | 048 | 08 45

2
i

2 o ¥REEETES M | Stock Assortiment O 3EFRAEEETE M / Non-stock Assortiment AR Rt / All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

DNMM
R~
Dimension U d d, s
“% 1504 15.5 12.700 5.16 4.76
i 1506 15.5 12.700 5.16 6.35
< AC) s
A
6‘-;\0 4%‘ Lo S -4
JJB - 2R / Tools - see page No.: 18, 33-35, 50, 78
& 4 ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
3 1SO ANSI
8 822888
&) O oINS r f f a a
OO HWM O OO o € min max pmin p max
DNMM 150608E-DR DNMM 442E-DR o ° 08 | 030 | 048 | 25 45
DNMM 150408E-NR DNMM 432E-NR ° 0.8 025 | 048 1.0 45
7l DNMM 150608E-NR DNMM 442E-NR o ° 0] 08 | 025 | 048 | 1.0 45
DNMM 150608E-NR2 DNMM 442E-NR2 [ 2N ) 0.8 0.28 | 048 0.8 45
DNMM 150608E-OR DNMM 442E-OR O ) 0.8 025 | 048 2.0 45
DNMM 150612E-OR DNMM 443E-OR OlC|e|e|e® 12 | 030 | 070 | 20 45
DNMM 150616E-OR DNMM 444E-OR O ) 1.6 0.35 | 0.80 2.0 45
(%2}
icfr
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

KNUX .
Dimension U h d s
4 1604 16.0 16.15 9.525 4.76
. 1904 19.4 15.88 9.525 4.76
€
A ?
o /
L %
o
" () s
J1E - BT / Tools - see page No.: 7
& 4 ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= (== =1K=]
S 33 |SK ro|f f a a
OO O™ € min max pmin P max
KNUX 160405ER-72 KNUX -3xER-72 ° ° 05 | 015 | 023 | 05 4.0
KNUX 160405EL-72 KNUX -3xEL-72 [ ] ° 0.5 015 | 023 0.5 4.0
KNUX 160405SR-73 KNUX -3xSR-73 o [ ) 0.5 0.20 | 0.30 0.5 48
™ | KNUX 160410SR-73 KNUX -3xSR-73 o [ ) 1.0 0.20 | 0.60 1.0 48
KNUX 160405SL-73 KNUX -3xSL-73 ¢} ° 05 | 020 | 030 | 05 48
V. KNUX 160410SL-73 KNUX -3xSL-73 o [ ] 1.0 0.20 | 0.60 1.0 48
KNUX 160415SR-74 KNUX -3xSR-74 ) 15 0.30 | 0.70 15 48
m | KNUX 160415SL-74 KNUX -3xSL-74 ) 15 0.30 | 0.70 15 48
(1 KNUX 190405SR-78 KNUX -3xSR-78 ° 0.5 020 | 0.30 0.5 57
U KNUX 190410SR-78 KNUX -3xSR-78 ° 1.0 | 020 | 060 | 1.0 5.7
l KNUX 190405SL-78 KNUX -3xSL-78 ° 0.5 0.20 | 0.30 0.5 5.7
l KNUX 190410SL-78 KNUX -3xSL-78 ° 1.0 0.20 | 0.60 1.0 5.7
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

LNUX o
Dimension d d s
] y 1919 19.05 10.00 6.35 19.05
» O 5| | | 3019 30.00 12,00 6.35 19.05
Y
L, I - d
- - -
8 p ¥R | BRBLE | THIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
=2 1S0 ANSI
= 0w oo
S 25/38|Q ro|f f a a
OO O™ € min max pmin P max
LNUX 191940SN-DF LNUX --10SN-DF ° ° 40 | 070 | 150 | 20 6.0
LNUX 191940SN-DM LNUX --10SN-DM ° 40 | 070 | 150 | 2.0 6.0
LNUX 301940SN-DM LNUX --10SN-DM Olelele 40 | 080 | 150 | 30 | 100
7]
il
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z

PRAMET 163



AT
INDEXABLE CUTTING INSERTS

LNUX 40. 50; LNMX R
Di . | b d, s
imension
B ;c/ 40-1 40.00 25.20 9.30 14.00
50-1 50.80 25.40 9.30 14.00
l,f"“\ I % 5014 50.80 25.40 6.35 14.00
© { ) °
g (r
JJE -8R / Tools - see page No.: 36, 58, 67-68
ks ‘ ¥R | BRBLAE | YHRE
L MRER | Grades Radius| Feed perrev. | Cutting depth
52 1s0 ANS|
i 0o wo ow
S 338 383X r foo|f a a
OO OO H N € min max pmin p max
H LNUX 40-1129002 O|0|0O|0| e 3.2 1.30 | 2.60 10.0 27.0
LNUX 40-1129003 eojeo/o00 32 | 120 | 250 | 10.0 | 27.0
; % LNUX 50-1275000 ° ° 3.2 120 | 250 | 10.0 | 36.0
= | LNMX 501432E O [ ] 3.2 120 | 250 10.0 36.0
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

RCGT R
Dimension d d, s
0803 8.000 3.40 3.18
! 1003 10000 | 440 3.18
°
S
} s
— |«
J1E - BT | Tools - see page No.: 88, 89, 115
ks A YR | BHRHAE | HIRE
o § MRER | Grades Radius | Feed perrev. | Cutting depth
=2 IS0 ANSI
2 =
© é % rs f min f max ap min ap max
RCGT 0803MOF-AL RCGT -2F-AL ole 020 | 150 | 0.8 3.0
RCGT 1003MOF-AL RCGT 2F-AL oo 020 | 200 | 10 | 40
7]
il
R %
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

RCMT Ry d d s
Dimension 1
0602 6.000 2.80 2.38
A 0803 8.000 3.40 3.18
= 10T3 10.000 4.40 3.97
i 1204 12.000 4.40 4.76
® 1606 16.000 5.50 6.35
N~
d 4 2006 20.000 6.50 6.35
R 2507 25.000 8.60 7.94
J1E - LT / Tools - see page No.: 88, 89, 115
& 4 ¥R | SRHGE YIHIRE
fiu ‘§ MBZ4R | Grades Radius | Feed perrev. | Cutting depth
®s ISO ANSI
i (=== =2NTs IN =]
S 2 INNKRS r f f a a
OO OOV | o € min max pmin P max
RCMT 0602MOE-UR RCMT -(1.5)E-UR ° [ ] [} 0.10 | 0.40 0.1 15
RCMT 0803MOE-UR RCMT -2E-UR ° oo ° 013 | 050 | 02 3.0
RCMT 10T3MOE-UR RCMT -(2.5)E-UR ° oo ° 0.15 | 060 | 02 4.0
RCMT 1204MOE-UR RCMT -3E-UR [ ° ° 0.17 1.00 0.2 5.0
RCMT 1606MOS-37 RCMT -48-37 ° oo 020 | 090 | 1.0 4.0
RCMT 2006MOS-371 RCMT -4S-371 o| |e|e 020 | 120 | 1.0 5.0
RCMT 2507M0S-372 RCMT -58-372 ° 020 | 120 | 1.0 6.0
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

RCMW R d d s
Dimension 1
0602 6.000 2.80 2.38
0803 8.000 3.40 3.18
= 10T3 10.000 4.40 3.97
© 1204 12000 | 440 476
~
! s
J1E - 2 T8 / Tools - see page No.: 88, 89, 115
o g ¥R SHHAE YIHIRE
fu § MR FR | Grades Radius | Feed perrev. | Cutting depth
2o ISO ANSI
= 8
© 8 rL f min f max ap min ap max
RCMW 0602MO RCMW -(1.5) [ 0.05 | 020 | 05 1.5
RCMW 0803MO RCMW -2 o 005 | 030 | 05 | 20
RCMW 10T3MO RCMW -(2.5) ° 010 | 035 | 05 25
RCMW 1204MO RCMW -3 o 0.05 | 040 | 05 3.0
(%2}
icfr
R &
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z

PRAMET 167




AT
INDEXABLE CUTTING INSERTS

RCMX R ) ) .
Dimension 1
1003 10.000 3.60 3.18
7 1204 12.000 420 476
= S 1606 16.000 5.20 6.35
ko)
N 2006 20.000 6.50 6.35
R‘K 2:07 25.000 7.20 7.94
d A s _ 3209 32.000 9.50 9.52
T & -3 LWH | Tools - see page No.: 37, 38, 59
& 4 ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= N O OO0 oW
S 2335 X ro|f f a a
O OO o € min max pmin p max
RCMX 1003MOS-31 RCMX -28-31 ° ° 040 | 1.00 | 15 25
RCMX 1204M0S-321 RCMX -3S-321 ) e e 0.40 1.00 1.0 3.0
RCMX 1606M0S-331 RCMX -4$-331 oo o0 040 | 120 | 1.0 4.0
RCMX 1606MO0S-37 RCMX -48-37 ¢} oo 020 | 090 | 1.0 4.0
RCMX 2006MOS-341 RCMX -4S-341 o o000 0.60 1.20 2.0 5.0
RCMX 2006MOS-37 RCMX -4S-37 o0 |o|e® 020 | 090 | 15 5.0
RCMX 2507M0S-351 RCMX -55-351 oo o0 0.80 | 120 | 3.0 7.0
RCMX 2507M0S-352 RCMX -55-352 ° o0 0.80 | 150 | 3.0 7.0
RCMX 2507M0OS-37 RCMX -58-37 [ ] [ 3N J 0.60 | 0.90 2.0 7.0
RCMX 3209MO0S-361 RCMX -65-361 I 0.80 | 150 | 3.0 8.0
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

RCUM R ; ) s
Dimension 1
3010 30.000 10.00 9.60
Q) -
M e
ol S e
& 4 ¥R SHHAE YIHIRE
ﬂg MR | Grades Radius| Feed perrev. | Cutting depth
3 ISO ANSI
£ Lig
&} g $ rL fV'Nh fmax ap min ap max
RCUM 3010MOSN RCUM --MOSN oo 0.90 | 160 | 20 8.0
(%2}
i fr
R &
o FRMEFETEF= M / Stock Assortiment o IEFRAERETETS M / Non-stock Assortiment FiE R~ / All dimensions [mm] =z
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AT
INDEXABLE CUTTING INSERTS

RNMG R+ . . .
Dimension 1
1204 12.700 5.16 4,76
\ 1506 15.875 6.35 6.35
5 1906 19.050 6.35 6.35
] 2509 25.400 9.12 9.52
- S e
J1E - 0T / Tools - see page No.: 39
& 4 YR | SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= 0N o oo
S 2|3 |n|Q r f f a a
DO O ™ € min max pmin p max
RNMG 120400E-08 RNMG 43E-08 oo 00 0.30 | 0.80 1.0 6.0
@ RNMG 150600E-08 RNMG 54E-08 ole ° 0.30 | 0.80 1.0 6.0
RNMG 190600E-08 RNMG 64E-08 Ole|e® 0.30 | 0.80 1.0 6.0
RNMG 250900E-081 RNMG 86E-081 Ole|e 0.80 | 120 | 3.0 7.0
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

SCGT R ) ) .
Dimension 1
1204 12.700 12.700 5.50 4.76
L S -t
T8 - LT / Tools - see page No.: 90-92, 109
5] g ¥R SHHAE YIHIRE
fu E‘} MR | Grades Radius| Feed perrev. | Cutting depth
55 1SO ANSI
= N~
5 8 % rL f min f max ap min ap max
SCGT 120408F-AL SCGT 432F-AL oo 08 | 015 | 060 | 08 7.0
(%2}
icfr
R %
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

SCMT R . ) .
Dimension 1
0973 9.525 9.525 4.40 3.97
1204 12.700 12.700 5.50 476
_ 2509 25.400 25.400 8.70 9.52
© 3809 38100 | 38.100 8.70 952
Al
* L S -
JE -3 LRH | Tools - see page No.: 63, 71-72,90-92, 109, 115
8 p ¥R | BHHAE | YHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= WO WO OO0 W vo
S 2523382353 r f f a a
OO O WO NH OO OO | o € min max pmin P max
SCMT 09T304E-UM SCMT 3(2.5)1E-UM ° eo(e®| 04 | 008 | 025 | 05 3.0
SCMT 120404E-UM SCMT 431E-UM ° O|e®| 04 | 008 | 025 | 05 3.0
SCMT 09T304E-UR SCMT 3(2.5)1E-UR ole ) ®| 04 | 008 | 030 | 04 | 30
= SCMT 09T308E-UR SCMT 3(2.5)2E-UR oo oo ®| 08 | 008 | 050 | 0.8 3.0
@ SCMT 120408E-UR SOMT 432E-UR oo oo o 08 | 008 | 050 | 08 | 40
— | SCMT 120412E-UR SCMT 433E-UR olo oo o 12 | 008 | 050 | 12 | 40
SCMT 09T304E-47 SCMT 3(2.5)1E-47 Ole| |O|e|e|e® 04 | 010 | 034 | 08 4.0
SCMT 09T308E-47 SCMT 3(2.5)2E-47 Ole| |O|e|e|e® 08 | 010 | 040 | 08 | 40
SCMT 120408E-48 SCMT 432E-48 ole oo 08 | 020 | 068 | 1.0 8.0
SCMT 120412E-48 SCMT 433E-48 olo|o oo 12 | 020 | 070 | 1.2 8.0
SCMT 250924E-OR SCMT 866E-OR olo|lo| |e|e 24 | 060 | 180 | 30 | 16.0
SCMT 380932E-OR SCMT -68E-OR eojo |00 32 | 1.00 | 200 | 40 | 240
SCMT 250924E-SR SCMT 866E-SR olo|o o0 24 | 060 | 1.80 | 30 | 16.0
© SCMT 380932E-SR SCMT -68E-SR ° 32 | 120 | 200 | 40 | 240
SCMT 380932E-DR4 SCMT -68E-DR4 ° 32 | 070 | 140 | 40 | 180
(@)
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

ScMw R d d S
Dimension 1
L,
09T3 9.525 9.525 4.40 3.97
1204 12.700 12.700 5.50 4.76
°
o
N
I=d * | s
JJB - 2RI / Tools - see page No.: 90-92, 109, 115
5] p ¥R | BRHELE | HRE
fc é MRFR | Grades Radius | Feed perrev. | Cutting depth
B 5 ISO ANSI
g 8
© 8 rL f min f max ap min ap max
SCMW 09T304 SCMW 3(2.5)1 ° 04 | 005 | 034 | 04 45
SCMW 09T308 SCMW 3(2.5)2 ° 08 | 005 | 035 | 08 45
SCMW 120408 SCMW 432 [} 0.8 0.05 | 040 0.8 6.0
SNMA Ry d d S
Dimension 1
1204 12.700 12.700 5.16 4.76
1506 15.875 15.875 6.35 6.35
1906 19.050 19.050 7.94 6.35
© 2507 25.400 25.400 9.12 7.94
2509 25.400 25.400 9.12 9.52
. S
J1& - NI / Tools - see page No.: 19, 40-43, 51, 60, 61, 69, 70
T Radius | Feedperrev. | Cutting depth
iz é Crdesiease Raio | Avanco por rot. | Prof. de corte
®s ISO ANSI
= 8|12
(5] @ | r f f a a
0|0 € min max pmin P max
SNMA 120408 SNMA 432 o0 0.8 0.10 | 0.60 0.8 6.0
SNMA 120412 SNMA 433 0 12 | 010 | 060 | 1.2 6.0
SNMA 150612 SNMA 543 ° 12 | 010 | 090 | 1.2 7.1
@ SNMA 190612 SNMA 643 ¢ 12 | 010 | 090 | 12 8.9
SNMA 190616 SNMA 644 ° 16 0.10 | 0.90 1.6 8.9
SNMA 250724 SNMA 856 [ 2.4 0.10 | 1.10 24 12.0 @
SNMA 250924 SNMA 866 L 2¥e) 24 | 010 | 110 | 24 | 120 i E
R %
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

SNMG R . ) .
Dimension 1
1204 12.700 12.700 5.16 4.76
1506 15.875 15.875 6.35 6.35
1906 19.050 19.050 7.94 6.35
o
o S |
JJE - ST | Tools - see page No.: 19, 40-43, 51, 61
8 g ¥R SHHAE YIHIRE
fu § MR | Grades Radius| Feed perrev. | Cutting depth
=L IS0 ANSI
= NWo o0 oo wWwo
S 358 I3NRNIS ro|f f a a
OO OO H”H O o o € min max pmin p max
SNMG 150608E-DM SNMG 542E-DM ° 08 | 015 | 068 | 1.0 7.0
SNMG 120404E-F SNMG 431E-F O|0 ) @) 0.4 0.08 | 0.34 0.5 3.0
@ SNMG 120408E-F SNMG 432E-F olo ° [¢) 08 | 008 | 035 | 08 3.0
SNMG 120404E-FM SNMG 431E-FM o0 ° 04 | 010 | 030 | 05 3.0
SNMG 120408E-FM SNMG 432E-FM oo |o 08 | 015 | 045 | 08 3.0
SNMG 120412E-FM SNMG 433E-FM [ BN J [ ] 1.2 0.15 0.45 12 3.0
SNMG 120416E-FM SNMG 434E-FM e e ) 1.6 0.15 0.45 1.6 3.0
SNMG 120408E-M SNMG 432E-M oojojoo0e 0.8 | 015 | 060 | 08 6.0
SNMG 120412E-M SNMG 433E-M OlO|e|e|e|e® 12 | 015 | 060 | 12 6.0
SNMG 120416E-M SNMG 434E-M oo 16 | 017 | 080 | 16 6.0
SNMG 150612E-M SNMG 543E-M I 12 | 017 | 080 | 12 8.0
SNMG 190612E-M SNMG 643E-M Ole|le|e|e 12 | 017 | 080 | 12 8.0
SNMG 190616E-M SNMG 644E-M O|0 o e 1.6 0.17 | 0.80 1.6 8.0
SNMG 120408E-R SNMG 432E-R o o000 00 0.8 0.25 0.60 2.0 6.0
SNMG 120412E-R SNMG 433E-R Oleleleee|e 12 | 025 | 070 | 20 6.0
SNMG 120416E-R SNMG 434E-R olo oo 16 | 030 | 080 | 20 6.0
SNMG 150612E-R SNMG 543E-R oo |o|o|o|e 12 | 025 | 070 | 20 | 70
SNMG 150616E-R SNMG 544E-R olo|e|O|e|e|e® 16 | 025 | 070 | 20 7.0
SNMG 190612E-R SNMG 643E-R Olele|lee|e|e 12 | 025 | 070 | 20 9.0
SNMG 190616E-R SNMG 644E-R [ 2K 2K AN BN AN BN ) 16 0.30 | 0.80 2.0 9.0
SNMG 120408E-NM SNMG 432E-NM oo 08 | 020 | 050 | 08 3.0
‘@’ SNMG 120412E-NM SNMG 433E-NM oo 12 | 020 | 050 | 12 | 35
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

S R¥ d d s
Dimension 1
1204 12.700 12.700 5.16 4.76
1506 15.875 15.875 6.35 6.35
1906 19.050 19.050 7.94 6.35
o 2507 25400 | 25.400 9.12 7.94
2509 25.400 25.400 9.12 9.52
S -t
J1E - 2 T8 / Tools - see page No.: 19. 40-43. 51, 60, 61, 69, 70
5 $E AR HIREE
a % MR FR | Grades R::dﬁis F%:j ?e;nr: Cftjtiiifigth
3 1SO ANSI
= OO OO0 WO o
© § § § § § g § § rf fm'" fmﬂx apmin apmax
SNMM 120412E-DR SNMM 433E-DR ° ° oo 12 | 030 | 085 | 25 8.4
G SNMM 150612E-DR SNMM 543E-DR (@) o e 1.2 0.30 | 0.85 25 9.0
E\AOJ SNMM 190612E-DR SNMM 643E-DR [ ] ) [ BN J 1.2 0.30 | 0.85 25 9.0
SNMM 190616E-DR SNMM 644E-DR e} o o0 16 | 030 | 085 | 25 9.0
SNMM 190616E-HR SNMM 644E-HR ° ° N0 ° 16 | 050 | 1.36 | 50 | 133
SNMM 190624E-HR SNMM 646E-HR e} o oo [e) 24 | 050 | 140 | 50 | 133
SNMM 250716E-HR SNMM 854E-HR ) oo ° 16 | 050 | 1.36 | 50 | 14.0
SNMM 250724E-HR SNMM 856E-HR o ° oo ° 24 | 050 | 1.40 | 50 | 14.0
SNMM 250732E-HR SNMM 858E-HR O ) 32 0.50 1.40 5.0 14.0
SNMM 250924E-HR SNMM 866E-HR ° O [ BN J O 2.4 0.50 1.40 5.0 14.0
SNMM 250932E-HR SNMM 868E-HR e e 3.2 0.50 1.40 5.0 14.0
SNMM 120408E-NR SNMM 432E-NR ° ° oo o0 08 | 025 | 0.68 1.0 8.4
SNMM 120408E-NR2 SNMM 432E-NR2 o e 0.8 0.30 | 0.55 0.8 7.0
SNMM 120412E-NR2 SNMM 433E-NR2 o e 1.2 0.32 0.70 1.2 75
SNMM 150612E-NR2 SNMM 543E-NR2 O e e 1.2 0.30 | 0.70 1.2 9.0
SNMM 150616E-NR2 SNMM 544E-NR2 ° 16 | 035 | 090 | 16 9.0
SNMM 190612E-NR2 SNMM 643E-NR2 30 12 | 032 | 070 | 15 | 120
SNMM 190616E-NR2 SNMM 644E-NR2 o oo 16 | 035 | 090 | 16 | 120
SNMM 190624E-NR2 SNMM 646E-NR2 oo 24 | 040 | 120 | 25 | 120
SNMM 250724E-NR2 SNMM 856E-NR2 e} oo 24 | 050 | 140 | 30 | 16.0
SNMM 250924E-NR2 SNMM 866E-NR2 [ ] [} [ ] 2.4 0.50 1.60 3.0 16.0
ol
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

> N Y- 7N i 3 R
ﬂ'% MBFR | Grades R::Jits I?;:j?ernri Cﬂiijgfgth
3 1SO ANSI
= QWO OO0 WO o
S 233NN I3 S ro | f a a
[ZIRTART-IR-R- AR- AR - 1R--1 € min max p min p max
SNMM 120408E-OR SNMM 432E-OR Ole|e|e® 08 | 030 | 068 | 15 6.0
SNMM 120412E-OR SNMM 433E-OR e) oo 12 | 032 | 070 | 2.0 6.0
SNMM 120416E-OR SNMM 434E-OR ° 16 | 035 | 080 | 20 | 80
SNMM 150608E-OR SNMM 542E-OR o| |e 08 | 035 | 060 | 20 8.0
SNMM 150612E-OR SNMM 543E-OR Ole|e|e 12 | 035 | 1.00 | 20 | 9.0
SNMM 150616E-OR SNMM 544E-OR Ole|e® 16 | 035 | 1.00 | 2.0 9.0
SNMM 190612E-OR SNMM 643E-OR ol |o|e|e|e 12 | 035 | 1.00 | 30 | 100
SNMM 190616E-OR SNMM 644E-OR ° A0 16 | 038 | 120 | 20 10.0
SNMM 190624E-OR SNMM 646E-OR e} Ole|e 24 | 045 | 120 | 35 | 120
SNMM 250716E-OR SNMM 854E-OR e} Olele|e® 16 | 045 | 136 | 40 | 16.0
SNMM 250724E-OR SNMM 856E-OR e (O|le|e|e® 24 | 045 | 170 | 40 | 16.0
SNMM 250924E-OR SNMM 866E-OR ol |0|e|e|e 24 | 030 | 1.70 | 30 | 16.0
SNMM 190616E-OR1 SNMM 644E-OR1 ° ) 16 | 037 | 120 | 30 | 100
SNMM 250724S-SR SNMM 856S-SR e} ° ° 24 | 070 | 160 | 50 | 16.0
SNMM 250924S-SR SNMM 866S-SR ° ° o0 24 | 070 | 160 | 50 | 16.0
SNMM 190616S-923 SNMM 6445-923 ° 16 | 045 | 1.36 | 3.0 | 13.0
o SNMM 2507245-923 SNMM 856S-923 ° 24 | 045 | 150 | 30 | 13.0
SNMM 250924S5-923 SNMM 8665-923 ° 24 | 045 | 150 | 30 | 13.0
4
i
2 o ¥REEETES M | Stock Assortiment O 3EFRAEEETE M / Non-stock Assortiment AR Rt / All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

SNMX Ry d d S
Dimension 1
;V
2512 25.400 25.400 9.17 12.00
A
o° o
s
JJE - SR / Tools - see page No.: 40, 42, 43, 60, 69, 70
o 4 ¥R | SHHAE YIHIRE
fu § MR | Grades Radius| Feed perrev. | Cutting depth
=8 180 ANSI
2 S8 LI B
&) ©o(oloddlo r f f a a
O W W oH o o € min max pmin p max
SNMX 251224S-SR SNMX 886S-SR e(O|O|e|0|0® 24 | 070 | 160 | 50 | 16.0
SPMR Ry d S
Dimension
e 0903 9525 | 9525 | 418
7 1203 12.700 12.700 3.18
| = d * S
T8 - BRI | Tools - see page No.: 8, 13
5] 4 ¥R | BHBAE YIHIRE
L E HMREH | Grades Radius| Feed perrev. | Cutting depth
=8 180 ANSI
2 2288
(5] O ©olNd r f f a a
OO OH” DO € min max pmin P max
SPMR 090304E-46 SPMR 321E-46 ° 04 | 010 | 034 | 10 | 30
SPMR 090308E-46 SPMR 322E-46 ° 0.8 | 010 | 040 | 1.0 3.0
SPMR 120304E-48 SPMR 421E-48 e Ole|e 04 | 020 | 034 | 10 8.0
SPMR 120308E-48 SPMR 422E-48 o o0 0 0.8 0.20 | 0.68 1.0 8.0 @
SPMR 120312E-48 SPMR 423E-48 (2N J 1.2 020 | 0.70 12 8.0 ic E
R &
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

SPUN R .
Dimension s
S s 1203 12700 | 12700 3.18
1504 15.875 15.875 476
1904 19.050 19.050 4.76
2506 25.400 25.400 6.35
I=d
|
J1E - 2B / Tools - see page No.: 8,13
& 4 YR | SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
=5 1SO ANSI
= (=K =]
S A= ro|f f a a
| o € min max pmin p max
SPUN 120308 SPUN 422 o0 0.8 0.10 | 0.30 0.8 6.0
SPUN 120312 SPUN 423 ° 12 | 010 | 030 | 12 6.0
SPUN 150408 SPUN 532 ° 0.8 | 010 | 040 | 08 71
SPUN 150412 SPUN 533 ® O 1.2 0.10 0.40 1.2 71
D SPUN 190408 SPUN 632 ° 0.8 | 010 | 040 | 08 8.9
SPUN 190412 SPUN 633 ° 12 | 010 | 040 | 12 8.9
SPUN 190416 SPUN 634 ° 16 | 010 | 040 | 16 8.9
SPUN 250620S SPUN 8458 ° 2.0 0.40 | 0.60 2.0 17.5
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

TCGT
R~
Dimension U d d, s
60°
0902 9.6 5.560 2.50 2.38
32 1102 1.0 6.350 2.80 2.38
7 1613 165 9.525 440 3.97
N s
]
Lo 11 s
JJB - SR IH / Tools - see page No.: 93, 94, 110, 115
8 p YR | BHHAE | YHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
© 8 8 I I’L_ min max apmm apmax
TCGT 090202F-AL TCGT -(1.5)(0.5)F-AL ¢} o 02 | 006 | 012 | 03 3.0
TCGT 090204F-AL TCGT -(1.5)1F-AL le] e} 0.4 0.10 | 0.24 0.4 3.0
TCGT 110202F-AL TCGT 2(1.5)(0.5)F-AL ° ° 0.2 0.06 | 0.12 0.3 3.6
@ TCGT 110204F-AL TCGT 2(1.5)/1F-AL o |e 04 | 010 | 024 | 04 | 36
€= | TCGT 110208F-AL TCGT 2(1.5)2F-AL o| |o 08 | 015 | 048 | 08 | 36
TCGT 16T304F-AL TCGT 3(2.5)1F-AL ° ° 04 | 010 | 024 | 04 5.3
TCGT 16T308F-AL TCGT 3(2.5)2F-AL ° ° 0.8 0.15 | 048 0.8 5.3
TCGT 110202ER-SI TCGT 2(1.5)(0.5)ER-SI ° 0.2 0.08 | 0.12 0.4 1.6
’\ TCGT 110204ER-SI TCGT 2(1.5)1ER-SI ° 0.4 0.08 | 0.24 0.4 1.6
O
TCGT 110202EL-SI TCGT 2(1.5)(0.5)EL-SI [ ) 0.2 0.08 | 0.12 0.4 1.6
A\ | TCGT 110204EL-SI TCGT 2(1.5)1ELS ° 04 | 008 | 024 | 04 | 16
/2N
%)
il
R
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

TCMT
R~
Dimension U d d, s
1102 11.0 6.350 2.80 2.38
16T3 16.5 9.525 4.40 3.97
JJB - 2RI / Tools - see page No.: 93, 94, 110, 115
& g ¥R | SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
5180 ANSI
= N OO0 0 O0WmYWo o
S 5 33K 3533 ro| f f a a
O OO HMH OH| O OO € min max pmin P max
TCMT 110202E-UM TCMT 2(1.5)(0.5)E-UM o0 02 | 008 | 012 | 05 3.0
TCMT 110204E-UM TCMT 2(1.5)1E-UM ) [ 2N } 0.4 0.05 | 0.12 0.5 3.0
A TCMT 16T304E-UM TCMT 3(2.5)1E-UM [ 3N} 0.4 0.08 | 0.24 0.5 3.0
TCMT 110204E-UR TCMT 2(1.5)1E-UR o o0 0.4 015 | 0.24 0.4 2.0
/\ | TCMT 16T304E-UR TCMT 3(2.5)1E-UR O| |e|e 04 | 015 | 024 | 04 | 30
JON | TcmT 16T308E-UR TCMT 3(2.5)2E-UR oo |o|e ° 08 | 008 | 030 | 08 | 30
TCMT 110202E-46 TCMT 2(1.5)(0.5)E-46 o0 [ 3N ) 0.2 0.05 | 0.12 1.0 3.0
ﬁ TCMT 110204E-46 TCMT 2(1 511E-46 ele|o|e|e 04 | 005 | 012 | 10 | 30
TCMT 16T308E-40 TCMT 3(2.5)2E-40 o|0 o0 [ ] 0.8 0.15 | 0.40 1.0 4.0
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

TCMW R 0 , , .
Dimension 1
0 1102 11.0 6.350 2.80 2.38
16T3 16.5 9.525 4.40 3.97

JJB - SR / Tools - see page No.: 93, 94, 110, 115

8 p ¥R | BRHELE | HRE
fc g MRFR | Grades Radius | Feed perrev. | Cutting depth
= 1SO ANSI

= 0

o % rL f min f max ap min ap max

TCMW 110204 TCMW 2(1.5)1 ° 04 | 010 | 020 | 04 3.6
TCMW 16T304 TCMW 3(2.5)1 ° 04 | 005 | 024 | 04 48
TCMW 16T308 TCMW 3(2.5)2 ° 08 | 005 | 035 | 08 48

o

TNMA R
Dimension U d d, s
1604 16.5 9.525 3.81 476
2204 22.0 12.700 5.16 476

JIE - BRI | Tools - see page No.: 20, 26, 44-46, 52, 62

8 ¥R | BRHBLAE | YHRE
L MRER | Grades Radius| Feed perrev. | Cutting depth
3] 1SO ANSI
i | w0
S 3|5 r f o] f a a
0|0 € min max pmin P max
TNMA 160404 TNMA 331 e} 04 | 010 | 024 | 04 48
TNMA 160408 TNMA 332 o0 0.8 0.10 | 0.40 0.8 48
TNMA 160412 TNMA 333 o) 12 | 010 | 040 | 12 48
A TNMA 220408 TNMA 432 . 08 | 010 | 040 | 08 | 64
TNMA 220412 TNMA 433 [ 1.2 0.10 | 040 1.2 6.4
7]
il
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

TNMG
R~
Dimension U d d, s
1604 16.5 9.525 3.81 476
2204 22.0 12.700 5.16 4.76

JIB -SRI | Tools - see page No.: 20, 26, 44-46, 52, 62

5 . ¥B | SHELE | YHRE
fu § MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI

= NDWo o0 OO0 wWwwo

S 253 38IX53 roo| f f a a

O O OO HH OO O O € min max pmin p max

TNMG 160404E-F TNMG 331E-F o0 ° o] 04 | 008 | 024 | 05 3.0

TNMG 160408E-F TNMG 332E-F ° ° o 0.8 | 008 | 035 | 08 3.0

TNMG 160404E-FF TNMG 331E-FF ° 04 | 006 | 020 | 04 | 15

TNMG 160408E-FF TNMG 332E-FF ° 08 | 008 | 025 | 08 1.5

TNMG 160404E-FM TNMG 331E-FM °o0 ° 04 | 010 | 024 | 05 3.0

A TNMG 160408E-FM TNMG 332E-FM oo ° 08 | 015 | 045 | 08 | 30

O\ | TNMG 160412E-FM TNMG 333-FM oo . 12 | 045 | 045 | 12 | 30

TNMG 160404E-M TNMG 331E-M o0 |o|e® 04 | 017 | 024 | 08 | 30

TNMG 160408E-M TNMG 332E-M ojoojooloe 08 | 015 | 048 | 08 | 50

‘é TNMG 160412E-M TNMG 333E-M eo]o]ele 12 | 015 | 060 | 12 | 50

TNMG 220408E-M TNMG 432E-M Olelelee oo 08 | 015 | 048 | 08 6.0

TNMG 220412E-M TNMG 433E-M OO e|e e @@ 1.2 017 | 072 1.2 6.0

TNMG 160408E-R TNMG 332E-R LIE JEelielr 3X 3K 08 | 025 | 048 | 20 5.0

TNMG 160412E-R TNMG 333E-R o|o Olele|e® 12 | 025 | 070 | 20 5.0

A. TNMG 220408E-R TNMG 432E-R eloje|o/e|ele 08 | 025 | 048 | 20 | 60

/ON\ TNMG 220412E-R TNMG 433E-R eOje|O|e|e|e 12 | 025 | 070 | 20 | 60

TNMG 220416E-R TNMG 434E-R Ole|o|e|e|e|e 16 | 025 | 080 | 20 | 60

TNMG 160404E-NM TNMG 331E-NM o0 04 | 015 | 024 | 05 3.0

TNMG 160408E-NM TNMG 332E-NM o0 08 | 020 | 040 | 1.0 3.0

A TNMG 220408E-NM TNMG 432E-NM ole| |o 08 | 020 | 040 | 10 | 35

TNMG 220412E-NM TNMG 433E-NM ol 12 | 020 | 040 | 12 | 35

/ TNMG 160404ER-SI TNMG 331ER-SI ° ° ° 04 | 020 | 024 | 08 | 50

\ | TNMG 160408ER-SI TNNIG 332ER-S1 o o o | 08 | 020 048 | 08 | 50

TNMG 160404EL-SI TNMG 331EL-SI ° ° ° 04 | 020 | 024 | 08 | 50

TNMG 160408EL-SI TNMG 332ELS| ° . . 08 | 020 | 048 | 08 | 50

A9\

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

L RY (1) d d S
Dimension 1
1604 16.5 9.525 3.81 4.76
2204 22.0 12.700 5.16 4.76
2706 275 15.875 6.35 6.35
3307 33.0 19.050 7.94 7.94
J1E - 2 T8 / Tools - see page No.: 20, 26, 44-46, 52, 62
& 4 ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= (=3 e == =R "]
S 233N K ro|f f a a
O OO o € min max pmin p max
TNMM 160408E-DR TNMM 332E-DR ° ° 08 | 030 | 048 | 25 53
TNMM 220408E-DR TNMM 432E-DR (@] o e 0.8 0.30 | 048 25 7.3
TNMM 220412E-DR TNMM 433E-DR o ) [ BN ) 1.2 030 | 0.72 25 7.3
£ | TNMM 220416E-DR TNMM 434E-DR ° 16 | 030 | 085 | 25 7.3
TNMM 270616E-DR TNMM 544E-DR ° ° oo 16 | 030 | 085 | 25 8.9
TNMM 270616E-HR TNMM 544E-HR o ¢) LK) 16 | 050 | 096 | 5.0 8.9
@ TNMM 270624E-HR TNMM 546E-HR o O [ 24 0.50 1.40 5.0 8.9
TNMM 160408E-NR2 TNMM 332E-NR2 O ) 0.8 020 | 048 0.8 5.3
TNMM 220408E-NR2 TNMM 432E-NR2 O [ 0.8 025 | 048 0.8 7.3
TNMM 220412E-NR2 TNMM 433E-NR2 O ) 1.2 0.30 | 0.70 12 7.3
TNMM 160408E-OR TNMM 332E-OR oo 08 | 025 | 045 | 20 5.0
TNMM 160412E-OR TNMM 333E-OR [ 2N ) 1.2 0.30 | 0.60 2.0 5.3
TNMM 220408E-OR TNMM 432E-OR OCle|e® 0.8 0.30 | 048 2.0 6.0
TNMM 220412E-OR TNMM 433E-OR Cle lele 1.2 032 | 070 2.0 7.0
TNMM 220416E-OR TNMM 434E-OR o0 1.6 040 | 0.80 3.0 7.3
/ TNMM 220412ER TNMM 433ER ) ) 1.2 0.20 | 0.50 12 5.0
TNMM 220412EL TNMM 433EL o ® 1.2 0.20 | 0.50 1.2 5.0
) TNMM 330716E-90 TNMM 654E-90 o 16 | 040 | 096 | 30 | 109
(%2}
icfr
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

TPMR R 0 ) .
Dimension
60°
1103 11.0 6.350 3.18
1603 16.5 9.525 3.18
i
©
Y £t
W<¢>F ‘— S -t
J1E - ST | Tools - see page No.: 9- 11, 14, 15
& 4 ¥R SHHAE YIHIRE
ﬂg MR | Grades Radius| Feed perrev. | Cutting depth
3 1SO ANSI
= (== =E=20"+]
S S3|13QX ro|f f a a
O OO H”H N € min max pmin p max
TPMR 110304E-46 TPMR 221E-46 Ole e e|e® 04 0.10 | 0.24 1.0 3.0
A TPMR 110308E-46 TPVIR 222646 Olele|e|e 08 | 010 | 040 | 10 | 30
TPMR 160304E-47 TPMR 321E-47 Ole|le|e|e® 04 | 010 | 024 | 08 4.0
é TPMR 160308E-47 TPMR 322E-47 Olelee|e® 08 | 010 | 040 | 08 4.0
TPMR 160312E-47 TPMR 323E-47 ° oo 1.2 | 010 | 040 1.2 4.0
TPMR 160308E-61 TPMR 322E-61 [ 2K 2K AN } 0.8 0.30 | 048 1.0 5.3

>

o WRAEEETEF= M / Stock Assortiment

184

o IEFRAERETETS M / Non-stock Assortiment

FRA R / All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

TPUN R 0 ) .
Dimension
2 1103 11.0 6.350 3.18
e S 1603 16.5 9.525 3.18
7 2204 22.0 12.700 4.76
y 2706 275 15.875 6.35
o° 3306 33.0 19.050 6.35
0 T s,
J1E - 20T | Tools - see page No.: 9, 10, 11, 14, 15
& 4 ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= (=K =]
S A= ro|f f a a
| o € min max pmin p max
TPUN 110304 TPUN 221 ®|O 04 | 010 | 024 | 04 36
TPUN 110308 TPUN 222 ®| O 0.8 0.10 | 0.30 0.8 3.6
TPUN 160304 TPUN 321 [ 3N ] 0.4 0.10 | 0.24 0.4 48
TPUN 160308 TPUN 322 o0 0.8 0.10 | 0.30 0.8 48
TPUN 160312 TPUN 323 e |0 1.2 0.10 | 0.30 12 48
TPUN 220408 TPUN 432 o0 08 | 010 | 040 | 08 6.4
TPUN 220412 TPUN 433 [ ¥e) 12 | 010 | 040 | 1.2 6.4
TPUN 270616S TPUN 544S [ ] 16 0.20 | 045 1.6 7.8
TPUN 330620S TPUN 6455 [ ] 2.0 0.20 | 045 2.0 9.5
(%2}
icfr
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

VBMT R 0 ) ) .
Dimension 1

1102 11.1 6.350 2.90 2.38

1604 16.6 9.525 450 4.76

J1B - BT / Tools - see page No.: 95-99, 111, 112

8 4 ¥R | BRHLE YIHIRE
fc § MRFR | Grades Radius | Feed perrev. | Cutting depth
2o ISO ANSI
B= n o oo o
5 238 KS ro|f f a a
O o o o o & min max P min P max
VBMT 110204E-UR VBMT 2(1.5)1E-UR oo 04 | 008 | 020 | 04 2.0
o | VBMT 160402E-UR VBMT 33(0.5)E-UR [ 0.2 0.05 | 0.10 0.2 2.0
VBMT 160404E-UR VBMT 331E-UR o o0 0 0 0.4 0.08 | 0.20 0.4 2.0
a9y
© VBMT 160408E-UR VBMT 332E-UR [ 2K 2K ) ® 0.8 0.08 | 0.30 0.8 3.0
o VBMT 160412E-UR VBMT 333E-UR Ole|e® 1.2 0.15 | 0.30 12 3.0
VCGT R
Dimension U d d, s
1103 11.1 6.350 2.80 3.18
1604 16.6 9.525 4.40 4.76
S
T8 - 8RR | Tools - see page No.: 95-99, 111, 112
& 4 ¥R | BHBAE YIHIRE
s MRER | Grades Radius| Feed perrev. | Cutting depth
®s ISO ANSI
£ 2=
5 S|t L foe | e | B | o
VCGT 110302F-AL VCGT 22(0.5)F-AL o0 02 | 006 | 010 | 03 2.8
VCGT 110304F-AL VCGT 221F-AL o0 0.4 0.10 | 0.20 0.4 2.8
VCGT 160402F-AL VCGT 33(0.5)F-AL 0 02 | 006 | 010 | 03 4.0
VCGT 160404F-AL VCGT 331F-AL oo 04 | 010 | 020 | 04 4.0
VCGT 160408F-AL VCGT 332F-AL o0 0.8 0.15 | 040 0.8 4.0
o VCGT 160412F-AL VCGT 333F-AL 1K) 12 | 015 | 060 | 12 | 40
icfr
R &
e PRAEEETE= M / Stock Assortiment o JEFRIHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

VemT RY (1) d d S
Dimension 1
1103 11.1 6.350 2.80 3.18
1604 16.6 9.525 4.40 4.76
J1E - BT / Tools - see page No.: 95-99, 111, 112
o 4 ¥R SHHAE YIHIRE
fu E‘} MR | Grades Radius| Feed perrev. | Cutting depth
It 5 ISO ANSI
= & wlolololowwv o
(& 58 I38KRXNS S8 r f f a a
OOl o oo o o & min max P min P max
VCMT 110304E-UM VCMT 221E-UM Ole oo o0 04 | 008 | 020 | 05 2.8
VCMT 110308E-UM VCMT 222E-UM o|o o0 ° 08 | 008 | 025 | 08 2.8
VCMT 160404E-UM VCMT 331E-UM [ 3N ] [ 3N ) [ 2N J 0.4 0.08 | 0.20 0.5 3.0
VCMT 160408E-UM VCMT 332E-UM oo oo ° 08 | 008 | 025 | 08 30
VCMT 160412E-UM VCMT 333E-UM e} ° o 12 | 008 | 025 | 1.2 3.0
VCMT 160404E-42 VCMT 331E-42 oleojo 0o 0|0 04 | 009 | 020 | 05 4.0
VCMT 160408E-47 VCMT 332E-47 [ 2K BK AN BN BN J 0.8 0.10 | 040 0.8 4.0

o FRAEFETEF= M / Stock Assortiment

2PRAMET

o IEFRAERETET= M / Non-stock Assortiment

Fi R 1 All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

VCMW R 0 . ) .
Dimension 1
1103 11.1 6.35 2.8 3.18
1604 16.5 9.525 44 476
) (0] ‘ * > S e
J1E - W7 | Tools - see page No.: 95-99, 111, 112
g 4 ¥R | BRHKE IHIRE
o g MRFR | Grades Radius| Feed perrev. | Cutting depth
3 1SO ANSI
=2 0
S 2 r f | f a a
© B min max pmin p max
VCMW 110302 VCMW 22(0.5) o 0.2 0.05 0.10 0.2 24
(® VCMW 110304 VCMW 221 (@) 0.4 0.05 | 0.20 04 2.4
VCMW 160404 VCMW 331 ° 04 | 005 | 020 | 04 3.7
VCMW 160408 VCMW 332 ° 0.8 | 005 | 040 | 08 3.7
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

VNMG
R~
Dimension U d d, s
1604 16.5 9.525 3.81 4.76
JIE - 20T | Tools - see page No.: 27
5] ¥R | BRBLAE | THRE
i § MRER | Grades Radius| Feed perrev. | Cutting depth
55180 ANSI
= 0o ooowmwwo
S 253 35Xl 53 r f f a a
3881889y 8 5 " ex b | b
VNMG 160404E-F VNMG 331E-F o (@) o 0.4 0.08 | 0.20 0.5 3.0
VNMG 160404E-FF VNMG 331E-FF [ ] 0.4 0.06 | 0.20 0.4 15
VNMG 160404E-FM VNMG 331E-FM e e [ ] 0.4 010 | 0.20 0.5 3.0
VNMG 160408E-FM VNMG 332E-FM oo ° 08 | 015 | 035 | 08 3.0
VNMG 160412E-FM VNMG 333E-FM o0 ° 1.2 0.15 | 045 1.2 3.0
VNMG 160404E-M VNMG 331E-M o|e|O oo 04 | 005 | 020 | 08 3.0
VNMG 160408E-M VNMG 332E-M Ole|e® LK) 0.8 | 015 | 040 | 08 3.0
VNMG 160412E-M VNMG 333E-M (@) o e 1.2 0.15 0.60 12 3.0
VNMG 160404E-NM VNMG 331E-NM [ 3K ) 0.4 0.15 0.20 0.5 3.0
VNMG 160408E-NM VNMG 332E-NM o0 0.8 | 020 | 040 | 08 3.0
7]
il
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

WCGT
R~
Dimension () d q s
06T3 6.5 9.525 4.40 3.97
7 0804 8.7 12.700 5.50 4.76
o
R
bl
JJE - 2RI / Tools - see page No.: 100, 113
8 g ¥R SHHAE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
5L 1SO ANSI
5 = fo | f
© 8 = = I’L_ min max ap min ap max
WCGT 06T302F-AL WCGT 3(25)(05)F-AL  |O | @ 0.2 0.06 | 0.15 0.3 3.0
A WCGT 06T304F-AL WCGT 3(2.5)1F-AL ole 0.4 0.08 | 0.30 0.4 3.5
@ WCGT 06T308F-AL WCGT 3(2.5)2F-AL ole 0.8 0.08 | 0.60 0.8 42
WCGT 080412F-AL WCGT 433F-AL Ole 12 | 015 | 060 | 1.2 5.6
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

WCMT
R~
Dimension U d d, s
06T3 6.5 9.525 4.40 3.97
0804 8.7 12.700 5.50 4.76
—-—
J1E - 3R / Tools - see page No.: 100, 113
& 4 YR | SHHAE YIHIRE
o § MR | Grades Radius| Feed perrev. | Cutting depth
i 1SO ANSI
= N OO0 OO0 wVo
S 5 3NN K 5 S r f f a a
O OO HH OO o o € min max pmin p max
WCMT 06T304E-UM WCMT 3(2.5)1E-UM ° L) o0 04 | 008 | 025 | 05 3.0
WCMT 06T308E-UM WCMT 3(2.5)2E-UM o o e [ 2N J 0.8 0.08 | 025 0.8 3.0
WCMT 080404E-UM WCMT 431E-UM ¢} o0 Ole 04 | 008 | 025 | 05 30
WCMT 080408E-UM WCMT 432E-UM e} oo Ole 08 | 008 | 025 | 08 30
WCMT 06T308E-UR WCMT 3(2.5)2E-UR o ° 08 | 015 | 030 | 08 3.0
WCMT 06T308E-47 WCMT 3(2.5)2E-47 ° o 0o 00 0.8 0.10 | 0.40 0.8 4.0
WCMT 080412E-48 WCMT 433E-48 Olele|e|e ° 12 | 020 | 070 | 1.2 5.6
(%2}
icfr
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

WNMA R 0 , . .
Dimension 1
0804 8.69 12.700 5.16 4.76
°
A
S e
J1E - ST | Tools - see page No.: 21, 28, 47, 53, 79
[ g ¥R | BRBLE | THIRE
o § MR FR | Grades Radius| Feed perrev. | Cutting depth
B 5 ISO ANSI
Bg 82
© 8 8 rL f min f max ap min ap max
WNMA 080404 WNMA 431 ° 04 | 010 | 030 | 04 44
WNMA 080408 WNMA 432 [ 3K ) 0.8 0.10 | 0.60 0.8 4.4
WNMA 080412 WNMA 433 [ 3N ] 12 0.10 | 0.60 12 44
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

WNMG
R~
Dimension U d d, s
80°
0604 6.5 9.525 3.81 476
06T3 6.5 9.525 3.81 3.97
7 0804 87 12.700 5.16 4.76

d,

J1E - ST / Tools - see page No.: 21, 28, 47, 53.,79

3 NY-3 W= i 3 R
fau % MR | Grades R::dﬁs §:§ iﬁ: cﬂi?ﬁ:m
3] 1SO ANSI

= NDWOo o0 OO0 Wm0 o

5 E2E2S8888 e an | an

WNMG 06T308E-DM WNMG 3(2.5)2E-DM ° 0.8 0.15 | 0.60 1.0 42
WNMG 080408E-DM WNMG 432E-DM oo 08 | 015 | 060 | 1.0 5.6
WNMG 060404E-F WNMG 331E-F o) el [O|e 0.4 | 008 | 030 | 05 3.0
WNMG 080404E-F WNMG 431E-F e|O ° oo 04 | 008 | 030 | 05 3.0
WNMG 080408E-F WNMG 432E-F L3Ke) ° o0 08 | 008 | 035 | 08 3.0
WNMG 060402E-FF WNMG 33(0.5)E-FF ° 0.2 0.06 | 0.15 0.2 1.5
WNMG 060404E-FF WNMG 331E-FF ° 04 | 006 | 020 | 04 15
WNMG 080404E-FF WNMG 431E-FF [ ] 0.4 0.06 | 0.20 0.4 15
WNMG 080408E-FF WNMG 432E-FF ° 08 | 008 | 025 | 08 15

WNMG 060404E-FM WNMG 331E-FM oo ° 04 | 010 | 030 | 05 3.0

WNMG 060408E-FM WNMG 332E-FM oo ° 08 | 010 | 035 | 08 3.0

WNMG 080404E-FM WNMG 431E-FM o0 ° 04 | 010 | 030 | 05 3.0

WNMG 080408E-FM WNMG 432E-FM oo ° 08 | 015 | 045 | 08 | 30

WNMG 080412E-FM WNMG 433E-FM ) ° 12 | 015 | 045 | 12 4.0

WNMG 060404E-M WNMG 331E-M o) oo 04 | 017 | 030 | 08 | 30

WNMG 060408E-M WNMG 332E-M eOlojo|e|e 08 | 015 | 060 | 08 | 40

WNMG 080404E-M WNMG 431E-M L3Ke) oo 04 | 017 | 030 | 08 3.0

\ | WNMG 080408E-M WNMG 432E-M I I A AR T 3Y Afel 08 | 015 | 060 | 08 | 56
WNMG 080412E-M WNMG 433E-M o o000 0|0 12 | 015 | 060 | 1.2 5.6

WNMG 080408E-R WNMG 432E-R oo/o0ooo|e 08 | 025 | 060 | 20 | 56

WNMG 080412E-R WNNIG 433E-R eleejCleee 12 | 025 | 070 | 20 | 56
L‘,A WNMG 080416E-R WNMG 434E-R ole oo 16 | 030 | 080 | 20 | 56
WNMG 060408W-F WNMG 332W-F e} o0 08 | 015 | 060 | 08 4.2

/\ WNMG 080404W-F WNMG 431W-F o ole 04 | 015 | 030 | 04 | 44

Ki

o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

8 ‘ ¥R | BHEBLAE | YHRE
L MREH | Grades Radius| Feed perrev. | Cutting depth
Es ISO ANSI
i WO O OO0 Wwvwo
(&} 2533 aKNIkS 3 re f f a_ | a
88|88 9SS = e bmin | Bomax
WNMG 060408W-M WNMG 332W-M e} 30 08 | 015 | 060 | 08 3.0
WNMG 060412W-M WNMG 333W-M o o0 12 | 045 | 090 | 1.2 30
A WNMG 080408W-M WNMG 432W-M ° o0 08 | 015 | 060 | 08 4.0
~ | WNMG 080412W-M WNMG 433W-M 0 ole 12 | 020 | 090 | 12 | 40
WNMG 060404E-NM WNMG 331E-NM oo 04 | 015 | 030 | 05 3.0
WNMG 060408E-NM WNMG 332E-NM oo 08 | 020 | 040 | 08 3.0
WNMG 060412E-NM WNMG 333E-NM Ole 12 | 020 | 050 | 12 35
@ WNMG 080404E-NM WNMG 431E-NM oo 04 | 015 | 030 | 05 3.0
WNMG 080408E-NM WNMG 432E-NM o0 ° 08 | 020 | 050 | 0.8 3.0
WNMG 080412E-NM WNMG 433E-NM ) 12 | 020 | 050 | 1.2 35
WNMG 060404ER-SI WNMG 331ER-SI ° o 04 | 020 | 030 | 08 42
WNMG 080404ER-SI WNMG 431ER-S| ° ° 04 | 020 | 030 | 08 5.0
WNMG 080408ER-SI WNMG 432ER-S| o ° ° 0.8 0.20 | 0.50 0.8 5.0
WNMG 060404EL-SI WNMG 331EL-SI ° o) 04 | 020 | 030 | 08 4.2
WNMG 080404EL-SI WNMG 431ELSI ° ° 04 | 020 | 030 | 08 5.0
WNMG 080408EL-SI WNMG 432EL-SI o ° ° 08 | 020 | 050 | 08 5.0
(%)
'_
[0
0
8 e PRAEEETE= M / Stock Assortiment o JEFRHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

WNMM R 0 ) ) .
Dimension 1
0804 8.7 12.700 5.16 4.76
1006 10.8 15.875 6.35 6.35
Z 1306 13.0 19.050 7.94 6.35
o
oS
JIE - W | Tools - see page No.:21, 28, 47, 53, 79
8 p ¥R | BRBLE | THIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
2o ISO ANSI
= (== == 2~}
S 2 NRIS ro|f f a a
OO HWM O OO o € min max pmin p max
WNMM 100608E-DR WNMM 542E-DR ° ° 08 | 030 | 060 | 25 7.0
WNMM 130612E-DR WNMM 643E-DR [ ] ° 1.2 0.30 | 0.85 25 9.0
WNMM 080408E-NR WNMM 432E-NR [ ) oo o 0.8 025 | 0.60 1.0 5.6
WNMM 080408E-NR2 WNMM 432E-NR2 [ 2N ) 0.8 0.25 | 0.60 1.0 5.0
WNMM 080412E-NR2 WNMM 433E-NR2 o0 1.2 0.25 0.80 12 5.6
WNMM 080408E-OR WNMM 432E-OR o o0 0 0.8 025 | 0.60 2.0 5.0
\ | WNMM 080412E-OR WNMM 433E-OR ) 12 | 032 | 070 | 20 | 56
o | WNMM 080416E-OR WNMM 434E-OR ) 16 0.35 1.00 3.0 5.6
WNMM 130612E-OR WNMM 643E-OR ) 1.2 0.32 0.70 2.0 9.0
WNMM 130616E-OR WNMM 644E-OR ) 16 0.35 1.00 3.0 9.0
(%2}
ik
R &
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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FmRY -5, Y

PRODUCT LINE - INSERTS FOR PARTING, GROOVING

LCMF 13 LCMF 16. 20 LCMX ....MOEN LCMX ...... T.

-

197 198 199 B 200
LFMX LFUX TN 16ER/L ...ZZ TN 16NR/L ...ZZ
B 201 B 202 B 203 B 204

2PRAMET



AT
INDEXABLE CUTTING INSERTS

LCMF 13 R
Dimension a
F MP
0313 3.00 12.60
0413 4.00 12.60
‘ | | |
<
_ ~
+| [0 -} =D
R=Fa, #7322 / Dimension a in the tolerances + 0.05 [mm]
T8 - BT | Tools - see page No.: 122 - 125

5 . SHEAE | QHRE
fu g M | Grades Feed perrev. | Cutting depth
3 1SO ANSI 2

2 oo

© § § f min f max ap min ap max
M LCMF 031304-F [ ] 04 0.05 | 0.20 0.3 3.0
m LCMF 041304-F e e 04 0.05 | 025 0.5 3.0
i~
LCMF 0313MO-MP ° 15 | 005 | 030 | 05 1.5
|ll| LCMF 0413MO-MP ° 20 [ 005 | 035 | 05 2.0

©f

{8 X 15 - 2 0755 / Area of use - see pages 260
o IEFRAERETET= M / Non-stock Assortiment

o FRAEFETEF= M / Stock Assortiment

2PRAMET

Fi R 1 All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

LCMF F.F1. M R |
Dimension a
F1 F.M MP
0220 2.00 19.50
0316 3.00 16.40

m m 0416 400 16.40
0516 500 | 1640

Eﬁﬁ S S o 0616 600 16.40

R a, #/32 / Dimension a in the tolerances + 0.05 [mm]

J1E - BN ITEL / Tools - see page No.: 121 - 124

5 MEZE [ Grades Sriak | GHRE
3 eed perrev. | Cutting depth
2o ISO ANSI A
2 (==

S § § Foin | Foa | @omn | Qomac
LCMF 031602-F . 02 | 005 | 017 | 03 | 30

__ | LCMF 031604-F . 04 | 005 | 017 | 03 | 30
M LM 041604-F ole 04 | 008 | 025 | 05 | 30
LCMF 041608-F ole 08 | 008 | 025 | 05 | 30

N [ LCMF 051608-F ole 08 | 010 | 030 | 05 | 30
Y | LcmF o61608-F ole 08 | 010 | 035 | 05 | 30
LCMF 022002-F1 . 02 | 008 | 020 | 02 | 20

LCMF 031602-M . 02 | 010 | 025 | 03 | 30

LCMF 031604-M ° 04 | 010 | 025 | 03 | 30

@] | LcwF 041608-m ole 04 | 015 | 035 | 05 | 30
LCMF 041608-M ole 08 | 015 | 035 | 05 | 30

W | LCMF 051608-M ole 08 | 018 | 043 | 05 | 30
() [ LcMF o61608-M ole 08 | 020 | 050 | 05 | 30
@) |LCMF 0316MO-MP . 15 | 010 | 040 | 05 | 15
LCMF 0416MO-MP ole 20 | 010 | 060 | 08 | 20

LCMF 0516MO-MP ole 25 | 010 | 070 | 08 | 25

LCMF 0616MO-MP ole 30 | 010 | 080 | 1.0 | 30

fEA XIS - 20T / Area of use - see pages 261-262
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment Bt R~ / All dimensions [mm]
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AT
INDEXABLE CUTTING INSERTS

LCMX ....MOEN R+ ] |
Dimension '
0305 3.00 +0.08 2.20 12.200
0405 4.00 +0.08 3.00 12.600
l 0505 5.00 +0.08 4.00 13.100
g 0605 6.00 +0.08 5.00 13.600
[t
a
a
i A
- o e
- MRS | Grades Sriak | GHRE
3 eed perrev. | Cutting depth
55180 ANSI n
= (==
o >3 f f a a
| o min max p min p max
LCMX 0305MOEN o|o 1.5 0.05 | 040 | 05 15
LCMX 0405MOEN |0 2.0 0.07 | 045 0.8 1.8
LCMX 0505MOEN O |0 25 0.07 | 0.50 1.0 2.3
LCMX 0605MOEN o|o 30 | 0.07 | 060 15 25
7]
il
R %
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

LCMX.....TN R \ . . ) |
¥ Dimension
.: 0205 2.65 2.20 4.90 5.00 13.500
4 0305 3.15 2.70 4.90 5.00 13.500
Ie <Z—|> 0405 415 3.70 4.90 5.00 13.500
-
Y y 0505 5.15 4.70 4.90 5.00 13.500
© '_| a
/Y G A z=0,07 [mm]
~l
R a, #%% / Dimension a in the tolerances :ggg mm
J1E - BT / Tools - see page No.: 126, 127, 135
k2 4 BHEHAR YIHIRE
fu g M | Grades Feed perrev. | Cutting depth
2o ISO ANSI A
= [=1K=]
o >3 f f a a
0| o min max p min p max
LCMX 020502TN oo 02 | 005 | 015
LCMX 030502TN [ 2K J 0.2 0.05 | 0.15
LCMX 040502TN o0 02 | 007 | 017
LCMX 050502TN oo 02 | 010 | 0.20
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

LFMX R
Dimension a tola b ",
for ‘E (R) 1.60 160 0,03 130 0.16
i 2.00 2.00 +0.03 1.60 0.16
7o 2.20 220 +0.03 1,60 0.16
3.10 3.10 +0.04 2.60 0.20
v 4.10 410 | 004 | 360 020
o OfF—d= =4 o 5.10 5.10 0,04 4,60 0.20
} A 6.35 6.35 0,04 5.80 0.20
J1E - 20 / Tools - see page No.: 129, 130, 133
5 4GB | MRE
ﬂ% MBFA | Grades ,ffjfeﬁé’; cﬂi?ﬁ:m
55 1S0 ANSI -
= (==
S 38 Foin | Foae | @omn | Qomac
LFMX 2.00-0.16EN-F1 Oole 0 0.05 | 0.12
II LFMX 3.10-0.20EN-F1 Ole 0 0.05 | 0.15
LFMX 4.10-0.20EN-F1 o|0o 0 0.05 | 0.18
LFMX 1.60-0.16SN-F2 ) 0 0.05 | 0.10
LFMX 2.00-0.16SN-F2 ol 0 0.05 | 0.15
LFMX 3.10-0.20SN-F2 o0 0 0.08 | 0.17
LFMX 3.10-0.20TN-F2 o0 0 0.05 | 017
LFMX 4.10-0.20SN-F2 Ole 0 0.08 | 0.22
LFMX 4.10-0.20TN-F2 Ole 0 0.05 | 022
LFMX 5.10-0.20SN-F2 o0 0 0.08 | 0.25
LFMX 6.35-0.20SN-F2 o|0o 0 0.08 | 0.30
LFMX 2.00-0.16SN-M2 o0 0 0.08 | 0.17
LFMX 2.20-0.16SN-M2 ol 0 0.08 | 0.17
LFMX 3.10-0.20SN-M2 o0 0 0.08 | 0.20
LFMX 3.10-0.20TN-M2 o0 0 0.05 | 0.20
LFMX 4.10-0.20SN-M2 o0 0 0.08 | 0.25
LFMX 4.10-0.20TN-M2 Ole 0 0.05 | 0.25
LFMX 5.10-0.20SN-M2 o0 0 0.08 | 0.30
LFMX 6.35-0.20SN-M2 el 0 0.08 | 0.35
| LFMX 2.00-0.16SR6-M2 ole 6 | 005 | 0.14
LFMX 2.00-0.16SR12-M2 Ole 12 0.05 | 0.12
| || |LFMX3.10-0.20SR8-M2 o0 8 0.07 | 0.16
D LFMX 4.10-0.20SR8-M2 o0 8 0.07 | 0.20
—— | LFMX 2.00-0.16SL6-M2 Oole 6 0.05 | 0.14
LFMX 2.00-0.16SL12-M2 Ole 12 0.05 | 0.12
| || | LFMX 3.10-0.20SL8-M2 oo 8 | 007 | 016
@ LFMX 4.10-0.20SL8-M2 oo 8 | 007 | 020
o=
R
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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AT
INDEXABLE CUTTING INSERTS

LFUX RS a b c | h
Dimension
0308 3.00 2.51 4.90 11.500 8.00
0408 4.00 3.44 4.90 11.500 8.00
0508 5.00 4.30 4.90 11.500 8.00
0608 6.00 5.30 4.90 11.500 8.00
J1E - 8N / Tools - see page No.: 131, 132, 135, 136
- we i
- HRER | Grades Sriak | GHRE
3 eed perrev. | Cutting depth
5180 ANS| n
= [=1K=]
o >3 f f a a
0| o min max p min p max
__ | LFUX 030802TN o0 02 | 010 | 0.15
LFUX 040802TN oo 02 | 010 | 047
| || | LFUX 050802TN o0 02 | 012 | 0.20
M LFUX 060802TN oo 02 | 015 | 0.30
7] | LFUX 030800TR o0 02 | 010 | 0.15
LFUX 040800TR o0 02 | 010 | 017
rm] | LFUX030800TL o0 02 | 010 | 0.15
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AT
INDEXABLE CUTTING INSERTS

TN 16ER/L ..ZZ DIN 471 .
EXTERNAL / EXTERNO Dimension d q s
10°
3 16 9.525 3.90 3.40
. s
Ay
Y
fOX -
A
<—d>
J18 - BT | Tools - see page No.: 139
- % MRER | Grades fgﬁéﬁi t)]él],‘%?é]ﬁ
3 eed perrev. | Cutting depth
52180 ANSI .
B= (=]
5 § f min f max ap min ap max
TN 16ER110ZZ ° 1.10 | 1.30
TN 16ER130ZZ ° 1.30 | 1.60
TN 16ER160ZZ ° 1.60 | 1.85
j@\ TN 16ER185ZZ ° 1.85 | 1.85
TN 16ER215ZZ ° 215 | 205
TN 16ER265ZZ ° 2.65 | 2.05
TN 16EL110ZZ ° 1.10 | 1.30
TN 16EL130ZZ ° 1.30 | 1.60
P TN 16EL160ZZ ° 1.60 | 1.85
'QL TN 16EL185ZZ ° 1.85 | 1.85
TN 16EL215ZZ ° 215 | 205
TN 16EL265ZZ ° 2.65 | 2.05
o FRAEEETEF= M / Stock Assortiment O EFRMEFEETFT= /M / Non-stock Assortiment FR& R~ / All dimensions [mm]

FXTE SERL XETHMWES , S M5 139 I / Tools SERIL for these inserts you can find on the page 139
JI# PE 16 ZZ MEFA R4 EM (5 310 1) / Application of shims PE 16 ZZ is necessary (on the page 310)

by

0
'_
x
w
%)
=

R a, #72% / Dimension a in the tolerances | 862 mm
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AT
INDEXABLE CUTTING INSERTS

TN 16NR/L ...ZZ DIN 471 R+
INTERNAL / INTERNO Dimension d q s
15°
2 16 9.525 3.90 3.40
. s
¢l
Y
Q) =
A
d
J1E - BRI / Tools - see page No.:141
ﬂ % MRER | Grades fgﬁéﬁi t)]él],‘%?é]ﬁ
3 eed perrev. | Cutting depth
55180 ANS| el
= (=]
S 3 f o] f a a
L=<} min max pmin p max
TN 16NR110ZZ ° 1.10 | 1.30
TN 16NR130ZZ ° 1.30 | 1.60
) TN 16NR160ZZ ° 1.60 | 1.85
\@L TN 16NR185ZZ ° 1.85 | 1.85
TN 16NR215ZZ ° 215 | 205
TN 16NR265ZZ ° 2.65 | 2.05
TN 16NL110ZZ o 1.10 | 1.30
TN 16NL130ZZ ° 1.30 | 1.60
\ TN 16NL160ZZ ° 1.60 | 1.85
j@‘ TN 16NL185ZZ ) 1.85 | 1.85
TN 16NL215ZZ ) 215 | 205
TN 16NL265ZZ ) 2.65 | 2.05
o FRHEFETE M / Stock Assortiment o JEFRMEREETEF R / Non-stock Assortiment A Rt/ All dimensions [mm]

BXRTE SERL XEDHMER , HSME 139 I / Tools SERIL for these inserts you can find on the page 141
JI# PE 16 ZZ WIfEF R4 FHM (5 310 W) / Application of shims PE 16 ZZ is necessary (on the page 310)

R a, %)% / Dimension a in the tolerances | 8:102 mm
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ISO REBEH - Ik f , ATRYmNT

ISO CODE DESIGNATION - INDEXABLE CUTTING INSERTS FOR THREADING

1 N 2 | 4
T R gk =52 W : 5\E / External
Insert shape Clearance angle SIBIHE | Cutting edge lenght R, / Internal
S\E / External
/\ o B d "
11 11,0 4. / Internal
16 9,525
T N 22 12,7 N

ENFl R E A E
T/ N16 E R 175 M - S

[ 5 |
Dirg:ﬁgfff] cut $238 / Thread pitch 245 A | Thread profile
) /A 60° o
&%/ Right M Metricl60; IS0 2T9T)13/g-1 977
L4 BRTBER 1SO 965/1-1980

R Thread pitch No. Of pitches per inch HRIEY 55° 2E 60°
w Whitworth 55°  UN  American 60°
EF / Left 1SO 228-1982 ISO 5864-1978

SR REN B 30° ACME 29°

- S o
L I D No. Of pitches per inch RD Round 30°  ACME s\ B15.1988

- v) / DIN 405-1981
Hi& / Neutral m ﬁﬁngl'ﬁﬂﬁﬁ

No. Of pitches perinch AP RD AP
N s x 100 x10

Wi
Chip breaker

P1
BET
Pressed

s s
Special

IR

0
'_
x
w
%)
=
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IR

(%]
'_
o
L
(%2]
=z

API

TR

ACME

206

FmR - AT s, BTRAMT

PRODUCT LINE - INDEXABLE CUTTING INSERTS FOR THREADING

TN 16ER/EL...M

ek

B 207 B 209 B 211 B o212
TN 16ER/EL..W TN 16NR/NL..W
B 213 214
TN 16ER/EL...RD TN 16NR/NL...RD
216 216
TN 16ER/EL...API TN 16NR/NL...API
*
217 217
TN ..ER/EL...TR TN .NR/NL...TR TN ..EN/NN...TR
B 218 B 219 B 220
TN ..ER/EL...UN TN ..NR/NL...UN
221 223
TN ..ER/EL...ACME TN ..NR/NL...ACME
225 225



MR, BTRYUMT
INDEXABLE CUTTING INSERTS FOR THREADING

N / METRIC 60° -
1ISO 965/1-1980 . R_J—. (1) d S
Dimension
£5F# / FULL PROFILE
S\E / EXTERNAL 16 165 9.525 3.47
s 22 22.0 12.700 471
J1E - B ITEG / Tools - see page No.: 139
5 8 Bl
L % 405 MBS | Grades FE;:E ?ernréi\;. Cft:iiijgfcih
% ; ISO Thread pitch o X w
5 8 fon | Toa | B | By
TN 16ER050M 05 ° 0.50 | 1.30
TN 16ER075M 075 ° 0.50 | 1.30
TN 16ER080M 08 ° 050 | 1.30
TN 16ER100M 1 ° 0.70 | 1.30
TN 16ER125M 1.25 ° 0.80 | 1.30
TN 16ER150M 15 ° 1.00 | 1.30
B TN 16ER175M 175 . 1.40 | 1.30
) TN 16ER200M 2 . 140 | 130
TN 16ER250M 25 ° 1.40 | 1.30
TN 16ER300M 3 ° 150 | 1.60
TN 22ER350M 35 ° 2.30 | 1.60
TN 22ER400M 4 ° 2.30 | 1.60
TN 22ER450M 45 ° 240 | 1.60
TN 22ER500M 5 ° 250 | 1.80
TN 16ELO50M 05 o 0.50 | 1.30
TN 16EL075M 0.75 e} 0.50 | 1.30
TN 16ELO8OM 0.8 o 0.50 | 1.30
TN 16EL100M 1 ° 0.70 | 1.30
TN 16EL125M 1.25 ° 0.80 | 1.30
- TN 16EL150M 1.5 ° 1.00 | 1.30
‘ TN 16EL175M 175 ° 1.40 | 1.30
) [TN 16EL200M 2 s 140 | 130
TN 16EL250M 25 ° 1.40 | 1.30
TN 16EL300M 3 ° 150 | 1.60
TN 22EL350M 35 ° 2.30 | 1.60
TN 22EL400M 4 ) 2.30 | 1.60
TN 22EL450M 45 le] 240 | 1.60
TN 22EL500M 5 le] 250 | 1.80
ol
7
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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MR, BTRYMT
INDEXABLE CUTTING INSERTS FOR THREADING

5 SHMAE | YHIRE
i § 1295 HMRER | Grades Feed perrev. | Cutting depth
g2 ISO Thread pitch | o
S 3 f f a a
S min max | Fomn | Bpmax
TN 16ER100M-P1 1 ° 0.80 | 0.80
TN 16ER125M-P1 1.25 ° 0.80 | 0.80
pe TN 16ER150M-P1 1.5 ° 0.80 | 0.80
» TN 16ER175M-P1 175 ° 150 | 1.20
W | TN 16ER200M-P1 2 . 150 | 120
TN 16ER250M-P1 25 ° 150 | 1.20
TN 16ER300M-P1 3 ° 150 | 1.20
(%2}
'_
o
0
8 e PRAEEETE= M / Stock Assortiment o JEFRHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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MR, BTRSmT
INDEXABLE CUTTING INSERTS FOR THREADING

N / METRIC 60° R+ | ]
ISO 965/1-1980 Dimension 0 °
iii’ / FULL PROFILE 1 110 6.350 3.00
7 DERAL 16 165 9.525 347
o, B) l 22 220 12.700 471
;* ), é
nifl
-
J18 - BT | Tools - see page No.: 141
5 T M
.l - %5 | Grades A | o,
£o ISO Thread pitch | v
S S fon | foae | G | Borm
TN 11NR0O50M 0.50 ° 0.50 | 1.30
TN 11NRO75M 0.75 ) 0.50 | 1.30
TN 11NR100M 1.00 ) 0.70 | 1.30
TN 11NR125M 1.25 ° 0.80 | 1.30
TN 11NR150M 150 ° 1.00 | 1.30
TN 11NR200M 2.00 ) 1.00 | 1.30
TN 16NR0O50M 0.50 ° 050 | 1.30
TN 16NR075M 0.75 ° 0.50 | 1.30
‘ TN 16NR100M 1.00 ° 070 | 1.30
= TN 16NR125M 1.25 ) 0.80 | 1.30
TN 16NR150M 1.50 ) 1.00 | 1.30
TN 16NR175M 1.75 ) 140 | 1.30
TN 16NR200M 2.00 ) 1.40 | 1.30
TN 16NR250M 2.50 ) 1.40 | 1.30
TN 16NR300M 3.00 ) 150 | 1.30
TN 22NR350M 3.50 ) 2.30 | 1.60
TN 22NR400M 4.00 ° 2.30 | 1.60
TN 22NR450M 4.50 ) 240 | 1.60
TN 22NR500M 5.00 ) 250 | 1.80
TN 11NLO50M 0.50 ¢) 0.50 | 1.30
TN 11NLO75M 0.75 o 050 | 1.30
TN 11NL100M 1.00 ° 0.70 | 1.30
TN 11NL125M 1.25 ° 0.80 | 1.30
TN 11NL150M 1.50 ° 1.00 | 1.30
{ TN 11NL200M 200 o 1.00 | 1.30
<V | TN 16NLO50M 0.50 ) 0.50 | 1.30
TN 16NLO75M 0.75 ) 0.50 | 1.30
TN 16NL100M 1.00 ° 0.70 | 1.30
TN 16NL125M 1.25 ° 0.80 | 1.30
TN 16NL150M 150 . 1.00 | 1.30
TN 16NL175M 1.75 ° 1.40 | 1.30

K

o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm)
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MR, BTRYMT
INDEXABLE CUTTING INSERTS FOR THREADING

P gAE ] 5/
fu % 5405 MRER | Grades F§;:§ i;ierl:lr:\;. Cft:iiﬁ:jfpth
= ISO Thread pitch | I
6 g f min f max ap min ap max
TN 16NL200M 2.00 ° 140 | 1.30
TN 16NL250M 250 ° 140 | 1.30
< L TN 16NL300M 300 ° 150 | 1.30
‘/ TN 22NL350M 3.50 0] 2.30 | 1.60
TN 22NL400M 4.00 le] 2.30 | 1.60
TN 22NL500M 5.00 le] 250 | 1.80
TN 11NR100M-P1 1.00 ) 0.80 | 0.80
TN 11NR150M-P1 1.50 ° 0.80 | 0.80
TN 16NR100M-P1 1.00 o 0.80 | 0.80
,~ TN 16NR150M-P1 150 . 0.80 | 0.80
— TN 16NR200M-P1 2.00 ° 150 | 1.20
TN 16NR250M-P1 2,50 ) 150 | 1.20
TN 16NR300M-P1 3.00 ° 150 | 1.20
TN 16NR150M-S 1.50 ) 1.00 | 1.30
‘ TN 16NR200M-S 200 o 140 | 1.30
> TN 16NR250M-S 250 o 1.40 | 1.30
< TN 16NL150M-S 1.50 o 1.00 | 1.30
4 TN 16NL200M-S 200 o 140 | 10
<J [TN 16NL250M-S 250 o 140 | 130
2
i
2 o FRAEFETFT= M / Stock Assortiment o JEFRHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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MR, BTRSmT
INDEXABLE CUTTING INSERTS FOR THREADING

2| / METRIC 60° R
£ FH /| PARTIAL PROFILE Dimension U d s
S\[E / EXTERNAL
16 16.5 9.525 3.47
S
J1E - BN ITEG / Tools - see page No.: 139
o BHRMGE IHIREE
fc é 4] HMRER | Grades Feed perrev. | Cutting depth
g g_ |SO Thread pitch = X w
(&) 8 f f a_|a
o min max p min p max
TN 16ER050-150M 050-1.50 ° 1.00 | 1.00
TN 16ER150-300M 1.50 - 3.00 ° 1.50 | 1.00
2| / METRIC 60° R
JE£FH /| PARTIAL PROFILE Dimension U d s
AL / INTERNAL
16 16.5 9.525 3.47

Sl e
A,ﬁ

J1E - 8RB / Tools - see page No.: 141

5 SHMAE | YHRE
g é 1255 HMRER | Grades Feed per rev. | Cutting depth
22 ISO Thread pitch | 5 v
(&) 8 f f a_|a
S in e omin | Bpmax
TN 16NR050-150M 0.50 - 1.50 ° 1.00 | 1.00
TN 16NR150-300M 1.50 - 3.00 ° 1.50 | 1.00
g
7]
ik
R &
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment FrE R~ / All dimensions [mm) =z
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MR, BTRSUMT
INDEXABLE CUTTING INSERTS FOR THREADING

Nl / METRIC 60° - s R
JE£5FH /| PARTIAL PROFILE Dimension U d s
S\E / EXTERNAL
22 22.0 12.700 4.60
S
10°
T8 - BT | Tools - see page No.: 140
& 4 FRHLE | YHIRE
i g 1255 MBFR | Grades Feed perrev. | Cutting depth
g g ISO Thread pitch [ oW
5 8 f f a_|a
=3 min max b | Bpmex
TN 22EN350-500M 350-5.00 ° 11.00 | 0.75
TN 22EN550-800M 5.50 - 8.00 ° 11.00 | 1.25
AN
2 #l I METRIC 60° - s R+
3% 5 & | PARTIAL PROFILE Dimension () d s
A, / INTERNAL
22 22.0 12.700 4.60
AS
J1E - 8RB / Tools - see page No.: 142
ko s SHMAE | YHEHRE
L 1855 HMRER | Grades Feed perrev. | Cutting depth
22 ISO Thread pitch | v
(&) 8 f f a_|a
S in e omin | Bpmax
TN 22NN350-500M 3.50 - 5.00 [ ) 11.00 | 0.65
TN 22NN550-800M 5.50 - 8.00 [ ) 11.00 | 0.95
O
\v4
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MR, BTRSmT
INDEXABLE CUTTING INSERTS FOR THREADING

EKIRL / WHITWORTH 55° ISO 228-1982 R
£ 58 / FULL PROFILE Dimension () d s
S\E / EXTERNAL
16 16.5 9.525 3.47
. 22 22,0 12,700 471
g
=
ki@
L
T8 - BT / Tools - see page No.:139
~ N e
- —% SETIRIER MEZER | Grades g :jﬁ;”ri C:]tJtl': uglffpth
H 5 ISO Number of pitches X w
= & per inch =
o = f o f Lomin | Bpmax
TN 16ER280W 28 ° 0.70 | 0.60
TN 16ER200W 20 ° 0.90 | 0.80
TN 16ER190W 19 ° 1.00 | 0.80
TN 16ER180W 18 ° 1.00 | 0.80
TN 16ER160W 16 ° 1.10 | 0.90
TN 16ER140W 14 ° 1.20 | 1.00
(> | TN16ER120W 12 ° 140 | 1.10
)‘ TN 16ERT1OW X . 150 | 1.0
TN 16ER100W 10 ° 150 | 1.20
TN 16ER090W 9 ° 1.70 | 1.20
TN 16ER080W 8 ° 150 | 1.20
TN 22ER070W 7 o 2.30 | 1.60
TN 22ER060W 6 o 2.30 | 1.60
TN 22ER050W 5 o 240 | 1.70
TN 16EL280W 28 o 0.70 | 0.60
TN 16EL200W 20 le] 0.90 | 0.80
TN 16EL190W 19 le] 1.00 | 0.80
TN 16EL160W 16 o 1.10 | 0.90
TN 16EL140W 14 ° 1.20 | 1.00
_ TN 16EL120W 12 o 1.40 | 1.10
‘ TN 16EL110W 11 ° 1.50 | 1.10
ZJ [ TN 16EL100W 10 o 150 | 1.10
TN 16EL090W 9 o) 1.70 | 1.20
TN 16EL080W 8 o 150 | 1.20
TN 22ELO70W 7 o 2.30 | 1.60
TN 22EL060W 6 o 2.30 | 1.60
TN 22EL050W 5 o 240 | 1.70
TN 16ER190W-P1 19 o 0.80 | 0.80
s~ | TN16ER140W-P1 14 . 150 | 1.20
L TN 16ER110W-P1 1 . 150 | 120 "
kS i E
R &
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AN R, BTRYUMT
INDEXABLE CUTTING INSERTS FOR THREADING

U84 / WHITWORTH 55° 1ISO 228-1982
R~
@578 / FULL PROFILE Dimension ) d s
M7 / INTERNAL
1 1.0 6.350 3.00
16 16.5 9525 3.47
3 22 220 12.700 47
J18 - BT / Tools - see page No.: 141
- s —
- —% SETIRER MEZER | Grades g jﬁﬁj. C:]tJtl': uglffpth
H 5 ISO Number of pitches X w
b= per inch =3
o = f i f Lmin | Bpmax
TN 11NR190W 19 ° 1.00 | 0.80
TN 11NR140W 14 ° 1.20 | 0.80
TN 16NR280W 28 o 0.70 | 0.60
TN 16NR200W 20 o 0.90 | 0.80
TN 16NR190W 19 ° 1.00 | 0.80
TN 16NR160W 16 ° 1.10 | 0.90
r TN 16NR140W 14 ° 1.20 | 1.00
(O)> ™ enRizowW 2 o 140 | 110
" [TN16NR110W 1 ° 150 | 140
TN 16NR100W 10 ° 150 | 1.20
TN 16NRO9OW 9 o 1.70 | 1.20
TN 16NR0O8OW 8 ° 150 | 1.20
TN 22NR0O70W 7 o 2.30 | 1.60
TN 22NR060W 6 o 2.30 | 1.60
TN 22NR050W 5 o 240 | 1.70
TN 11NL190W 19 le] 1.00 | 0.80
TN 11NL140W 14 o 1.20 | 0.80
TN 16NL280W 28 o 0.70 | 0.60
TN 16NL200W 20 o 0.90 | 0.80
TN 16NL190W 19 o 1.00 | 0.80
TN 16NL160W 16 o 1.10 | 0.90
‘ TN 16NL140W 14 ° 1.20 | 1.00
( TN 16NL120W 12 o 140 | 110
~ | TN 16NL110W 11 ° 150 | 1.10
TN 16NL100W 10 o 150 | 1.10
TN 16NLO9OW 9 o 1.70 | 1.20
TN 16NLOSOW 8 o 150 | 1.20
TN 22NLO70W 7 o 2.30 | 1.60
TN 22NL0O60W 6 o 2.30 | 1.60
TN 22NL050W 5 o 240 | 1.70

K

o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AN R, BTRSUmT
INDEXABLE CUTTING INSERTS FOR THREADING

& BREBAE | YHERE
g BHEASRER MRER | Grades Feed perrev. | Cutting depth
B 5 |SO Number of pitches X w
5o per inch =3
o =1 f f a a
=4 T | Ehn || B
TN 11NR190W-P1 19 ) 0.80 | 0.80
;? TN 11NR140W-P1 14 ) 0.90 | 0.70
w TN 16NR140W-P1 1 . 150 | 120
" [ TN 16NR110W-P1 11 . 150 | 120
7]
il
R
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AN R, BTRYUMT
INDEXABLE CUTTING INSERTS FOR THREADING

RD 30° DIN 405-1981

R+
@578 / FULL PROFILE Dimension ) d s
$ME / EXTERNAL
16 16.5 9.525 347
s 22 220 12.700 4.71

T8 - BT / Tools - see page No.: 139

3 SHHLAE | YHRE
s BESREH HMRER | Grades Feed perrev. | Cutting depth
B 5 ISO Number of pitches X w
= =1 per inch =3

(&} S f f a a

o min max p min p max
TN 16ER100RD 10 o 1.20 | 1.10
M TN 16ER080RD 8 ° 1.30 | 1.40
) TN 16ER060RD 6 . 170 | 150
TN 22ER060RD 6 o 2.50 | 2.00
l TN 22EL060RD 6 o 2.50 | 2.00
RD 30° DIN 405-1981 R
258 /FULL PROFILE Dimension ) d s
A7, / INTERNAL
16 16.5 9.525 3.47
22 220 12.700 471

J1E - 8T | Tools - see page No.: 141

5 SHMAE | YHEHRE
i § BRIREY HMRER | Grades Feed perrev. | Cutting depth
B 5 |SO Number of pitches X w
= =1 per inch =]
o 1= f f a a
S in = omin | Bpmax
TN 16NR100RD 10 o 120 | 1.10
o TN 16NR0O8ORD 8 ° 1.30 | 1.40
©O}¥ | TN 16NROGORD 6 ° 170 | 140
v~ | TN 22NROGORD 6 o 250 | 2.00
‘ TN 22NL060RD 6 le] 250 | 2.00
@
Q
o FRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm)
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AN R, BTRSUmT
INDEXABLE CUTTING INSERTS FOR THREADING

API R
£5F8 / FULL PROFILE Dimension ) d s o
S\E / EXTERNAL
16 16.5 9.525 3.47 1°47°
S 22 22.0 12.700 4.71 4°46°
X
W‘ I
E1N'Y
A S >
Y
J18 - BT | Tools - see page No.: 139
k2 - 4 FRHLE | YHIRE
s BHETIRER MRER | Grades Feed perrev. | Cutting depth
H 5 ISO Number of pitches X w
= = per inch =1
(&} 1= f f a a
=1 in max bmin | B max
TN 16ER100API-RDO1 10 ° 15 | 14
TN 16ER080API-RDO01 8 [ 17 | 12
TN 22ER040API038-402 4 ° 26 | 17
‘ TN 22EL040API038-402 4 ° 26 | 17
API
R~
258 / FULL PROFILE Dimension ) d s o
A7, / INTERNAL
16 16.5 9.525 3.47 1°47°
22 22.0 12.700 4.71 4°46°

JIE - 8RR | Tools - see page No.: 141

5 SHMAE | YHEHRE
i § BRIREY HMRER | Grades Feed perrev. | Cutting depth
B 5 |SO Number of pitches X w
o per inch =3
o 1= f f a a
S in = omin | Bpmax
TN 16NR100API-RDO1 10 ° 15 | 11
P TN 16NROSOAPI-RDO1 8 ° 17 | 12
@)
>
TN 22NR040AP1038-402 4 ° 26 | 17
' TN 22NL040API038-402 4 . 26 | 17 "
<J i =
R
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AN R, BTRYUMT
INDEXABLE CUTTING INSERTS FOR THREADING

TR 30° DIN 103-1977. 1SO 2901/3-1977 R
@578 / FULL PROFILE Dimension ) d s
S\[E / EXTERNAL
16 16.5 9.525 3.47
S < 22 22.0 12.700 4.7
- X
L
B|@)S:
= o )é
A NS
v
T8 - BT / Tools - see page No.: 139
8 4 FRHGLE | YHIRE
fu g 4] MRER | Grades Feed perrev. | Cutting depth
% g_ ISO Thread pitch = X w
(&) 8 f f a_|a
=3 min max bmin | 3o max
TN 16ER150TR 1.50 o 1.00 | 1.00
TN 16ER200TR 2.00 ° 1.40 | 1.30
TN 16ER300TR 3,00 . 150 | 1.30
,’ TN 22ER400TR 4.00 ° 2.30 | 1.65
TN 22ER500TR 5.00 ° 250 | 2.10
TN 16EL150TR 1.50 e} 1.00 | 1.00
) TN 16EL200TR 2.00 o 1.40 | 1.30
‘ TN 16EL300TR 3.00 ° 1.50 | 1.30
) [ TN 22EL400TR 400 s 230 | 165
TN 22EL500TR 5.00 o 250 | 2.10
o ¥RIEEETFT= M / Stock Assortiment o JE#RAEREETFF= M / Non-stock Assortiment AR Rt / All dimensions [mm]
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AN R, BTRSUmT
INDEXABLE CUTTING INSERTS FOR THREADING

TR 30° DIN 103-1977. 1SO 2901/3-1977 R
£ 58 / FULL PROFILE Dimension () d s
AFL / INTERNAL
16 16.5 9.525 3.47
22 22.0 12.700 4.7
I
e O
v
bl
J1E - BN ITEG / Tools - see page No.: 141
k2 4 FRHGLE | YHIRE
fu g 4] MRER | Grades Feed perrev. | Cutting depth
% g_ ISO Thread pitch = X w
(&) 3 f f a_|a
=3 min max b | pmex
TN 16NR150TR 1.50 o 1.00 | 1.00
TN 16NR200TR 2.00 ° 1.40 | 1.30
‘ TN 16NR300TR 300 . 150 | 1.30
= TN 22NR400TR 4.00 ° 2.30 | 1.65
TN 22NR500TR 5.00 ° 250 | 2.10
TN 16NL150TR 1.50 o 1.00 | 1.00
TN 16NL200TR 2.00 o 1.40 | 1.30
( TN 16NL300TR 300 ° 150 | 130
< | TN 22NL400TR 4.00 o 2.30 | 1.65
TN 22NL500TR 5.00 o 250 | 2.10
(%2}
il
R %
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm) =z
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MR, BTRSUMT
INDEXABLE CUTTING INSERTS FOR THREADING

TR 30° S R
258 / FULL PROFILE Dimension ) d s
S\E / EXTERNAL
R 22 22.0 12.700 4.60
10°
T8 - BT | Tools - see page No.: 140
5] 4 FRHLE | YHIRE
i _ﬁf‘} 1255 MBFR | Grades Feed perrev. | Cutting depth
£o ISO Thread pitch | v
5 8 f f a_|a
=1 i max bmin | B max
TN 22EN600TR 6.00 ° 11.00 | 1.55
TN 22EN700TR 7.00 o) 11.00 | 1.85
&
FON
TR 30° S
il RY (0] d S
S8 | FULL PROFILE Dimension
AL / INTERNAL
22 22.0 12.700 4.60
(1) -
Wo"
Y |
AS
- X
S| a3
JIE -8R / Tools - see page No.: 142
o a
88 4 BHHLE | HRE
3 % 1295 MR ER | Grades Feed perrev. | Cutting depth
'S. g ISO Thread pitch = . "
= O
°3 S foo | fosx | %o | Bomae
TN 22NN600TR 6.00 ° 11.00 | 1.55
TN 22NN700TR 7.00 e} 11.00 | 1.85
O
AV
o WRAEEETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm)
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MR, BTRSmT
INDEXABLE CUTTING INSERTS FOR THREADING

o WRAEFETEF= M / Stock Assortiment

2PRAMET

o IEFRAERETET M / Non-stock Assortiment

UN 60° / AMERICANA UN 60° R
ISO 5864-1978. ANSI B1.1-1983 Dimer;sion ) d s
£ 58 / FULL PROFILE
ME / EXTERNAL 16 165 9.525 3.47
8 22 220 12.700 47
£
1
AA = Oz
LI
J1E - BN ITEG / Tools - see page No.: 139
= sy e
- —% SETIRIER MEZER | Grades g :jﬁ;”ri C:]tJtl': uglffpth
H 5 ISO Number of pitches X w
£ per inch =3
o = f o f Lomin | Bpmax
TN 16ER320UN 32 °) 0.60 | 0.60
TN 16ER280UN 28 ©) 0.70 | 0.60
TN 16ER240UN 24 [ 0.80 | 0.70
TN 16ER200UN 20 ° 0.90 | 0.80
TN 16ER180UN 18 [ 1.00 | 0.80
TN 16ER160UN 16 o 1.10 | 0.90
TN 16ER140UN 14 ° 120 | 1.00
PN TN 16ER130UN 13 ¢ 1.30 | 1.00
) TN 16ER120UN © . 140 | 110
‘ TN 16ER115UN 115 ©) 140 | 1.10
TN 16ER110UN " o 150 | 1.10
TN 16ER100UN 10 ¢ 150 | 1.10
TN 16ER090UN 9 °) 170 | 1.20
TN 16ER080UN 8 o 1.60 | 1.20
TN 22ER070UN 7 ¢ 2.30 | 1.60
TN 22ER060UN 6 O 2.30 | 1.60
TN 22ER050UN 5 O 250 | 1.70
TN 16EL320UN 32 o 0.60 | 0.60
TN 16EL280UN 28 ¢ 0.70 | 0.60
TN 16EL240UN 24 ¢ 0.80 | 0.70
TN 16EL200UN 20 0 0.90 | 0.80
TN 16EL180UN 18 o 1.00 | 0.80
TN 16EL160UN 16 ¢ 1.10 | 0.90
| TN 16EL140UN 14 ©) 1.20 | 1.00
( TN 16EL120UN 12 o 130 | 1.10
TN 16EL110UN " o 140 | 1.10
TN 16EL100UN 10 ¢ 150 | 1.10
TN 16ELO90UN 9 ©) 170 | 1.20
TN 16ELOSOUN 8 o 1.60 | 1.20
TN 22ELO70UN 7 ¢ 2.30 | 1.60
TN 22ELO60UN 6 ©) 2.30 | 1.60
TN 22ELO50UN 5 O 250 | 1.70 -
[

Fi R 1 All dimensions [mm]
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MR, BTRSUMT
INDEXABLE CUTTING INSERTS FOR THREADING

3] BRHLE | IHRE
o § BRYREY AL Gt Feed perrev. | Cutting depth
B 5 ISO Number of pitches X w
= £ per inch =3
o 1= f f a | a
o min max P min D max
TN 16ER200UN-P1 20 ¢} 0.80 | 0.80
TN 16ER180UN-P1 18 ¢} 0.80 | 0.80
B TN 16ER160UN-P1 16 ¢} 0.80 | 0.80
" TN 16ER140UN-P1 14 ¢} 1.50 | 1.20
s TN 16ER120UN-P1 12 ¢ 150 | 1.20
TN 16ER080UN-P1 8 o 150 | 1.20
0
'_
@
0
e PRAEEETE= M / Stock Assortiment o JEFRIHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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MR, BTRSmT
INDEXABLE CUTTING INSERTS FOR THREADING

UN 60° / AMERICANA UN 60° R
ISO 5864-1978. ANSI B1.1-1983 Dimer;sion ) d s
278 / FULL PROFILE
M 7L / INTERNAL 16 16.5 9525 3.47
22 220 12.700 471
A
60"
i nll
2 ¥ \
Y
Ll
J1E - BN ITE / Tools - see page No.: 141
. sy —
- —% SETIRIER MEZER | Grades g :jﬁ;”ri C:]tJtl': uglffpth
H 5 ISO Number of pitches X w
£ per inch =3
o = f o f Lomin | Bpmax
TN 16NR320UN 32 o 0.60 | 0.60
TN 16NR280UN 28 o 0.70 | 0.60
TN 16NR240UN 24 o 0.80 | 0.70
TN 16NR200UN 20 o 0.90 | 0.80
TN 16NR180UN 18 o 1.00 | 0.80
TN 16NR160UN 16 o 1.10 | 0.90
TN 16NR140UN 14 ° 1.20 | 1.00
’ TN 16NR130UN 13 le] 1.30 | 1.00
‘ TN 16NR120UN 2 . 140 | 1.10
v~ [TN16NR115UN 115 o 140 | 110
TN 16NR110UN 11 o 150 | 1.10
TN 16NR100UN 10 o 150 | 1.10
TN 16NROSOUN 8 o 150 | 1.20
TN 22NR0O70UN 7 o) 2.30 | 1.60
TN 22NR060UN 6 ¢} 2.30 | 1.60
TN 22NR0O50UN 5 o) 250 | 1.70
TN 16NL320UN 32 o 0.60 | 0.60
TN 16NL280UN 28 o 0.70 | 0.60
TN 16NL240UN 24 o 0.80 | 0.70
TN 16NL200UN 20 o 0.90 | 0.80
TN 16NL180UN 18 o 1.00 | 0.80
TN 16NL160UN 16 e} 1.10 | 0.90
( TN 16NL140UN 14 o 120 | 1.00
~~ | TN 16NL120UN 12 o 1.30 | 1.00
TN 16NL110UN 11 o 1.40 | 1.10
TN 16NL100UN 10 o 150 | 1.10
TN 16NLOSOUN 8 o 1.60 | 1.20
TN 22NL070UN 7 o 2.30 | 1.60
TN 22NL0O60UN 6 e} 2.30 | 1.60
7
R
o WRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AN R, BTRYUMT
INDEXABLE CUTTING INSERTS FOR THREADING

5 SHMtAE | YHIRE
L § BRYIREH MBS | Grades Feed perrev. | Cutting depth
B 5 |SO Number of pitches X w
=o per inch =3
o 1= f f a a
S i mx | Bomn | Spmex
TN 16NR200UN-P1 20 o 0.80 | 0.80
TN 16NR180UN-P1 18 o 0.80 | 0.80
/ TN 16NR160UN-P1 16 o 0.80 | 0.80
v' TN 16NR140UN-P1 14 o 150 | 120
v TN 16NR120UN-P1 12 0 150 | 1.20
TN 16NR0O8OUN-P1 8 o 150 | 1.20
TN 16NR160UN-S 16 o 1.10 | 0.90
TN 16NR140UN-S 14 o 1.20 | 1.00
; TN 16NR115UN-S 115 o 140 | 140
>
(%2}
'_
o
0]
e FRAEEETE= M / Stock Assortiment o JEFRHEEETFT= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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AN R, BTRSUmT
INDEXABLE CUTTING INSERTS FOR THREADING

ACME 29° ANSI B1.5-1988 R
£ 58 | FULL PROFILE Dimension U d s
S\E / EXTERNAL

16 16.5 9.525 3.47
s 22 22.0 12.700 4.7

T
@)

=

J1E - BN ITE / Tools - see page No.: 139

[ SRHLE | YHIRE
fu % BESREH HMRER | Grades Feed pernrev. Cutting depth
B 5 ISO Number of pitches X w
= =1 per inch =3
(&} 1= f f a a
o min max D min b max
TN 16ER120ACME 12 o 140 | 1.20
AN TN 16ER100ACME 10 le] 1.40 | 1.30
TN 16ER0B0ACME 8 o 150 | 140
TN 22ER060ACME 6 o 240 | 2.10
TN 22ER050ACME 5 o 240 | 1.90
N
( TN 22ELO60ACNE 6 o 240 | 2.0
TN 22EL050ACME 5 o) 240 | 1.90
ACME 29° ANSI B1.5-1988 R
258 /| FULL PROFILE Dimension ) d s
AFL / INTERNAL
16 16.5 9.525 3.47
]7}\ 22 22.0 12.700 47
= o 5>
M O
Y Y
X
J1E - BT / Tools - see page No.: 141
5 BHHLE | THIRE
i % BRIREY HMRER | Grades Feed per r: Cutting depth
B 5 |SO Number of pitches X w
= =1 per inch =]
o 1= f f a a
=3 i e bmin | pmax
TN 16NR0O80ACME 8 o 150 | 1.50
‘ TN 22NRO60ACME 6 0 240 | 2.10
= TN 22NR050ACME 5 o 240 | 1.90
TN 22NL050ACME 5 o 2.40 | 1.90
© o
ic o
R %
o WRAEFETEF M / Stock Assortiment o JEFRAEEETEFS MR / Non-stock Assortiment P R~ / All dimensions [mm) =z
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FmAR3 - AL J) A B2 PCBNJJ R FMPCD
PRODUCT LINE - INDEXABLE CUTTING INSERTS WITH PCBN AND PCD

207 227 228

IR

(%]
'_
o
L
(%2]
=z
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AT B PCBNJJ EFIPCD
INDEXABLE CUTTING INSERTS WITH PCBN AND PCD

LEN Ro (1) d d S
Dimension 1
1204 12.9 12.700 5.16 476

J1E - 3R | Tools - see page No.: 17, 23, 30-32, 49, 57, 76, 77

& 4 ¥R | BRHLE YIHIRE
fu g MR | Grades Radius| Feed perrev. | Cutting depth
i 1SO ANSI

i N

© E rL f min f max ap min ap max

CNMA 120408FN CNMA 432FN ° 08 | 010 | 060 | 08 2.0
CNMA 120408TN CNMA 432TN ° 0.8 | 010 | 060 | 08 2.0

Demw RY () d d s
Dimension 1
11T3 11.6 9.525 4.40 3.97
S -
T8 - LTI / Tools - see page No.: 86, 87, 106-108
8 ‘ ¥R | BRHBLAE | PHRE
s MRER | Grades Radius| Feed perrev. | Cutting depth
3] 1SO ANSI
6 é rr f min f max ap min ap max
DCMW 11T304FN DCMW 3(2.5)1FN [ ] 0.4 0.05 | 0.18 0.4 2.0
DCMW 11T308FN DCMW 3(2.5)2FN o 0.8 0.05 | 0.30 0.8 2.0
o7
7]
il
R %
o FRAEFETEF= M / Stock Assortiment o JEFRAEEETEFS M / Non-stock Assortiment P R~ / All dimensions [mm) =z
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AL T B PCBNJ EFIPCD
INDEXABLE CUTTING INSERTS WITH PCBN AND PCD

VCMwW
R~
Dimension U d d, s
r 1604 11.6 9.525 3.97 4.40
: =t
V NS
5% 0 A s |

J1E - BRI / Tools - see page No.: 95-99, 111, 112

[ p ¥R | BHRHKE | HIRE
fu _5:‘3 MR FR | Grades Radius | Feed perrev. | Cutting depth
=L IS0 ANSI

2 -

o E rs f min f max ap min ap max

VCMW 160404FN VCMW 331FN ° 04 | 010 | 014 | 04 2.0
VCMW 160408FN VCMW 332FN . 08 | 010 | 014 | 08 | 20
O

n

'_

@

&

e PRAEEETE= M / Stock Assortiment o JEFRIHEEETET= & / Non-stock Assortiment AR Rt / All dimensions [mm]
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MACHINED MATERIALS
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THI IR Cutting conditions 282 - 296
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MACHINED MATERIALS

ERBEEHNIBIEMDE TRBRIR , &
EZWRBEEIM IR NiTHRERR
ISO 513 #RfEtR DN 6 NEARA, HARHMEIRSD
A—A , SAMNEIBRIH I RAFEEERE ,
LR R L

Pl , B—SEBREFMIHMEETEFHH—
MR - ZEK 1,

% 1/ Table No. 1

HLAN TRt 3
CLASSIFICATION OF MACHINED MATERIALS

The identification of machined material is the most important
hing for the right solution of cutting tool and cutting
conditions. Machined materials are classified into 6 basic
groups according to standard 1ISO 513. In each group are
associated materials which cause the same load type of the
cutting edge and thus also a similar wear type.

That is why the first step is to classify the material to be
machined into one of the mentioned groups - see table
No.1.

EWN - FEAE (GrA , Gr110, Gr1043)
B HEW (GrN-2)

BRI EN (W5)

ERESEW (X52)

A 24 (N0.5115 , Gr9840)
REE£MPELW (Gr9260H)

AT EW (GrA)

SRE|AH D AT B 1R 4N
ASTM A176-74 and cast steels
(GrCB30)

Carbon steels - non-alloyed (GrA, Gr1108, Gr1043)
Carbon cast steels (GrN-2)

Carbon tool steels (W5)

Low-alloyed steels (X52)

Alloyed steels (N0.5115, Gr9840)

Low and medium alloyed steels (Gr9260H)

Alloyed tool steels (GrA)

Ferritic and martensitic corrosion-resistant steels
ASTM A176-74 and cast steels (GrCB30)

BN E M - BTG
WEM, WMANWEZR , LAEH

SEH % AT BEE 4 (Gr302)

Austenitic and ferritic - austenitic

Corrosion-resistant, heat-resistant and creep-resistant
steels Furthermore

Non-magnetic and abrasive-resistant steels (Gr302)

FEEHNESINEK (C1358)
BREHE K (Gr 80-55-06)

Grey cast iron non-alloyed and alloyed (C1 358)
Nodular cast iron (Gr 80-55-06)

a8k (6004) Malleable cast iron (6004)
LR Non-ferrous metals
HEe Al alloys

HEE Cu alloys

BHRMEER, . GHKEeE

NIMONIC 80A - ASTM A637
INCOLOY 800HT - UNS No 8811
INCONEL 617 - No 6617

Special creep-resistant Ni, Co, Fe and Ti based alloys

NIMONIC 80A - ASTM A637
INCOLOY 800HT - UNS No 8811
INCONEL 617 - No 6617

RLEW , BE HRC 48 - 60
AREHN | BEE HRC 48 - 60
WAL , BE HSh 55 - 85

Heat-treated steels with hardness 48 + 60 HRC
Hardened steels HRC 48 + 60
Hardened ingot-mould iron with hardness 55 + 85 HSh

230
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187 RigE
CHOICE OF CUTTING TOOL

IR TIMEI B E .
IRBERNEEZRTIRNED. AW,
MRBEEE , RMNBET —NWEE , T
X RIP A EIEI TR (A BMTEIRE) MIES
R ITRIERE

1/ Picture No. 1

THEIRE BHRE f
Cutting depth a, Feed f
[mm] [mm/3-1 / [mm.rev]
25.0— | 1.25—
20.0 — I
15.0 — I 1.00 —
0.90 —
|
100 — I 080 9
80 — I 0.70 —
I 0.60 —
so 4 A '
50 -§ I
40 — |
3.0 — I
25 — | )
20 — |
| 0.30 —
1.5 — |
| 0.25 —
10 — |
0.20 —
08 — I
|
0.6 — |
0.15 —
0.5 — |
|
04— 0.10—
il £ B R1 A -l
EE—S LEENTYR (IRXIR)
a, (R A) SHEHAR (RBAMAE) 1 (& B) T

X, NPLELMAEBELNRR (RC), B
NE—-%ENERMR (] D) HHL, EMNEMWE
BEMKLE  REIWWBREREBE (R E).

2/PRAMET

Choice of cross-section of the tool holder.

Choice of cross-section of tool holder is limited by the possibilities
of the machine. However if you can make a choice we state
a nomogram for the optimum choice with the respect to used
cutting conditions (feed and depth of cut) and tool overhang.

TREBE TR f

Holder cross-section Holder overhang

[mm] [mm]
75x75

| 70 —

| 60460 o 3
50x50 60 —

| 45x45 55 —
50x40

[ %X 50 —
40x40

| IE) 45 —
32x32, 32x35, 40x20 D

EL - 3

25x25, 32x20
20x20, 25x12, 25x16 30—
16x16

| 25 —
12x12

| 20 —
10x10

- 18 —
6x6 16 —

m 14 —

i 12 —

The example of nomogram application:

In the first step we connect chosen (or maximum) depth of
cut a, (point A) with chosen (or maximum) feed f (point B).
From the point of intersection of the central straight line and
connecting line of points A and B, (point C), we draw abscissa
to the point of tool overhang (point D). On the second axis
from the right we find the optimum cross-section of tool holder
(point E).

231
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187 RigE
CHOICE OF CUTTING TOOL

IERE TR AR F R Choice of the shape and dimension of cutting insert
#*3 Table No. 3
R R T F AR TR YIHIDRALIHIKE L, [mm]
Priority of choice Insert shape Insert size Maximum length of cutting edge incut L [mm]
2 11 2.8
: eV 0.25L
% g 16 4.2
o =
RO 07 2.0
Enlte]
Sy E D[ u 0.25L 2.9
o
S 15 3.9
16 4.7
E E K 19 ' 47
el
~‘__l,a’ 11 3.6
5 16 5.5
27 9.1
06 3.3
08 4.4
06 4.2
09 6.4
12 8.5
19 12.7
25 16.5
= 09 6.3
G2 1 84
5 15 10.4
) 25 16.8
E 38 25.0
-'% 06 2.4
3 08 3.2
s 10 4.0
2 12 4.8
15 6.0
R e 0.40D 2
19 7.6
20 8.0
25 10.0
32 12.8
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187 RigE
CHOICE OF CUTTING TOOL

EERVNIANRERE
ATRFEUHNTFNRERE , TUERAFENS
ZE (82), ¥TRENHLEBMTHRE , BES
HULER (R B3 QB EEL T HI AT I HIEY T
FEE, #iMEERBENREEETR.

H 2

BEE T
Feed f
[mm/E" [ [mm.rev]

1.30 —
WrE Ll Bl ) R B E
"1 Insert thickness
for interrupted cut
1.00 — [mm]
0.90 —
0.75 —
0.65 —
0.50 —
0.40 4
0.25 —
0.10

2PRAMET

Choice of optimum thickness of cutting indexable insert

For the choice of thickness of cutting indexable insert we can
use simple nomogram (Picture No. 2). For the chosen feed and
depth of cut we determine the thickness of insert for interrupted
and continuous cut from the point of intersection on the central
(oblique) axis. We choose the cutting insert with the nearest
higher thickness.

IMRE a,
Cutting depth a,
[mm]

—25.0
—20.0

—15.0

—12.0
—10.0

EEYIHTREE
Insert thickness
for continuous cut

[mm]

1.0
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CHOICE OF CUTTING TOOL

187 RigE
CHOICE OF CUTTING TOOL

IEBE AR L J) B JD R (B ol £

DREMEAR ¢ (TR 1SO RBHWBER
HBF) R EATASME, FE 15O FktEE
RYERRA ¢, SRFDATR , FAMD DR
WERTWENEEM, TRER r A W2
MR RO RN AR (¢ T8 HH MR S 0 AR TR M
R4S B REMAK), BAK 1 ALUEAR
AWHAER  BETHK. NEATHERE, W
RRENE NARTEARAELE r WAHYT]
PR R R

AAER THEFILEERETREE (B 3):

/ Picture No.3

The choice of nose radius of cutting indexable insert

Nose radius r_ (the last two figures in ISO code of cutting
indexable insert) should be the maximum as possible. Its
dimension is together with the included angle according to
ISO ¢, limited by the shape of insert and has influence on the
resistance of the cutting edge against the plastic deformation
of the comner. The bigger nose radius r_ the better resistance
against plastic deformation (a total destruction of the corner
due to overrange of limit of the cutting grade thermal stability).
Bigger r, allows usage of bigger feeds however needs more
steady machine, tool and work piece. If the stability is low then
arises the risk of vibrations during usage of cutting indexable
inserts with bigger radius r_.

For the choice of the nose radius you can use following
nomogram (Picture No. 3):

Wilze
BEREf TR¥ER . .’G’Jég/m}ﬁh a,
Feed f Nose radius utting depth a,
[mm/%"] / [mm.rev] [mm] [mm]
4.00
1.00 — B L
0.90 —| - 22
— 2.40 1
o F 58
R o3 i R o3
0.75 — &I‘( ) o | ﬂ‘( S = - 19
= £ o c
5 % ) 2.40 # S &
0.65 C = 1.60 c O L 46
=0 = 0
2Z 1 S @
cC .= (@] ©
0.50 —| — - O 5 .
N 1.60
2 @)
= 1.20 - 11
0.38 8 1 | s
- 8.0
0.25 — | o
197 - - 5.0
0.13 — B B - 3.0
0.06 — 0401 0.1.0.4 L 16
0— S Lo
VA= ERTR Example of application of the nomogram:

NTEANEERLBERREARLE (K A)
MEEHYIR a, (K B) (FEEHNHKALR) , £H
1B b B0 3 T M R ) W SR SR MR R YT HI Y S B T) R
FERYT (RC)

234

For chosen feed or the maximum feed which will be used (point A)
and chosen depth of cut a, (point B) (again we choose the
maximum) we find the suitable dimension of the nose radius
with respect to interrupted or non-interrupted cut (point C) on

middle axis.
2/PRAMET
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CHOICE OF CUTTING TOOL

priz=d g
TEBHPREATLAEE - IR SERE
BE, HINREMNEN ; TIHERSHREYE , 153
RERBEERSY ; IURHBSNISHE ; 18
RS ; IR FER, SOH TR MM B ER
B, £XFEMIH , YHSENMERZELREE
SIBHR (TAEH BB RRE 1B RS
BEEVKRNTEZE , REELHT).
1570 1 1B AR 12 1R 2 0 340 8 65 B 7 T4
(HUIEMTT), EMEETENRDHABEURT
BENE x REBE v MEEEEETENER
ggéﬁgmﬁﬂztﬂ A SEIIMIER b MKEE
Y Ei% ho

Choice of chip breaker

The shape of chip depends on several factors — properties of
machined material, its strength, toughness and icrostructure,
properties of cutting grade, especially its frictional properties
(on face), static and dynamic properties of the machine, cutting
coolant, geometry of cutting edge, cutting conditions and
type of chip breaker. Practically all factors of cutting process,
which in tits combination determine the shape of chip (shear
transportable chip or flow chip or curled chip which crowds
the working space of machine and is the obstruction which
blocks the work).

Each chip breaker works (breaks the chip) only in defined range
of feed and depth of cut. The minimum feed at which works
the chip breaker depends on the width of T-land x and its
angle y,. The maximum feed, when the chip breaker still works,
depends on distance of outlet edge from the cutting edge b and
depth of groove h at the groove chip breaker.

4 Picture No. 4
R
- a -] <> R - -2
/ /
ey ° ey
- \:(/ A o X A - X \
-t b L ) b . -t b .

HEEE S THAE, ZMTH
B x(EERA « = 90° i, FFi#
LE) UIBEHEAEM, TR
AWBIE, FRAT R (BATE
B)o

“pan

MEFEARENHAER T (VEHIEE
ERK), % x<ahd (f), IE# AR
EEAEEE R THET (AE).

ME x<<a ,WHWIBAE (Y12
W), BB —SEMBAE, B
LETTHERE, FREMH,

The thickness of layer “a” which is cut
away is equal to feed and much smaller
than T-land “x”(at setting angle x, = 90°
equal to feed) than chip is in contact with
chamfer only, can not enter the chip bre-
aker and that is why it can not be broken
(see the schema).

2PRAMET

If the higher feed “f"is used (bigger thick-
ness of cut away layer), when x < a, (f),
the chip enters into chip breaker and is
broken under the radius R (see picture).

If x << a the chip breaking is too hard (chip
is crushed). By the next increasing of feed
the chip misses the chip breaker without
any breaking.
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CHOICE OF CUTTING TOOL

FREMTEBEEBERENIE TRSTEMNEIEM. P Alchipbreakers work in defined range of cutting conditions. This

B, MBS EEEBANRYS , NTEEZREAY)  isareason why the chip breakers are composed in integrated

RMBAEAENENXE (SATEANTEHE). lines, which allow covering of the whole area of mostly used

WEEHNAXHEEMEESS, combination of depth of cut and feed (see following schema).
Areas of application of the chip breakers interlap.

-
(@]
(@]
=
% g 5 Picture No. 5
R
o 5
R O
T o @ BEMBEMT
Buw (1)
o 10 HAR f = 0.05-0.2 mm/&"/mm.rev"
5 ,@ Feed
YHIRE  a,= 0.05mm-2mm
9 — Depth of cut
= ol ML
e 8 @
é B AR f =0.2-0.4 mm/# " /mm.rev’
a 7 Feed
© PHRE  a = 2mm-4mm
5 r Depth of cut
(&) 6 —
w—
(o] -
% | it} f = 0.4-1.0 mm/#"/mm.rev’
[m)] Feed
- 4 YIHIRE a,= 4mm-10 mm
E‘ﬁ @ Depth of cut
B 3
L @ EREMT
2 HAR f = 1.0 mm/#"/mm.rev
Feed
PHIRE  a,= >10mm
1 Depth of cut
| | | | | [

01 02 03 04 05 06 07 08 09 10
HLAE / Feed f [mm/EE"] / [mm.rev]
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Table No. 4 GEOMETRY OF CUTTING INSERTS - TURNING
RKEFR
A BENBMT HEEMT
CLAMPING FINE TURNING AND FINISHING SEMI-ROUGHING
DESIGNATION
10 10
o 9
=/ 8
£ B £
E 7 E 7
o | o
3°r 38
e °r S
g 4l 53
o [ o4
K 3 B3 (7]
Bt 5] =
2 [ 2 (le.l)
i =z
1 1 i
o
| N P A A A N O O O O A A U A >
02 04 06 08 10 12 14 02 04 06 08 10 12 14 i
448 [mm/#] / Feed [mm.rev-'] 448 [mm/#] / Feed [mm.rev-] g
o
]
(O]
10
9 -
8 -
€ E T
E E 7
o o [
8 3°r
k] S 5|
£ £
o Q.
3 g4r @
o
AT
RO oo PRI L L L P O O PO A B A A O
0,2 04 0,6 08 1,0 1.2 14 0,2 04 0,6 08 1,0 12 14
HLAE [mm/3%] / Feed [mm.rev] HLAE [mm/3] / Feed [mm.rev]
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TR - EREMT
GEOMETRY OF CUTTING INSERTS - HEAVY ROUGHING

£ Pramet JEREH HB—ANFEHIH
ERATREEMINITIE  EIRVPEI L
ATFERIBHRNAT. BTV EHNEER
K, FUAMBNEREKR , IS4 B4
BEZ (EBMmIt Q = 300 - 600 cm?¥/ 24
ERBEMIE Q=800 - 3000 cm¥74h).
EYBREIES , EXENEUTEXE , X
EMIMBEETR M EREHETE X
LSRR, AL XRNYIEI D (8T ed
F. = 5000 - 10 000 N, E&EmTH
F. = 10 000 - 60 000 N) , W14 0ty B E X
o

XETRAETEI EFEBUTRER |, TaES
SHYH D BN (BTFUEAITEERAMEH
) T AEMNMIDS , EEMIMEREMNT
o, INRIIEMEELIE , MATREETEIN EF4£X
R AT
ERMITHATHIEHIN , BT SYUEARSE ,
ENFEERAETME , XAEDE I LFERSRME
HHLMA R E AR, ENNMILRES  EFEE
EHM4NBUEREFNERRY , X&SBHEIX
HWEREERERK  EZHICENREERIEN
JE I EER.

EREBRENTENILSES  TEBYEHES,
RIELEYIHIE 2 M El.

EIEMEYIHIE RS | P08 IR E THE A
MSEEENEERE, XEKSREERMNE
HERER , BEESLXENEI I HEA HBRREE
e TE

EXERT , EECAEENEESEN SRR
EMMS, XHESHERERE , 8RB T
HERSEW I AORMRER, Pramet JEX
ARENTIEMIEN ERENRBIZIT. KIR
EB¥E r MEEEERARAE e NI ABRE
RERA R,

EWSEEERS , YE0 LR AFEERE.
X S £ 40 B 3“0 B 2= i S B A& F s E0 B B o
AR EMERNBRRIE. AW, BFXPT
T YEI X A& 2 3 LA B AN A SRR D S
RAtEAOEERRENGER,

EXGRMIF , EERAEEESNIS (HEER
B) MERAEAWHALE  XEHRTHE,
THNMERMIERENIHEIFROEL,

2/PRAMET

One of the predominant part of Pramet Tools assortment are
tools for very heavy roughing which causes very specific load
of cutting edge of cutting insert. With the respect to big cross-
section of chip is removed big volume of material — high metal
removal rate per minute (at roughing Q = 300 - 600 cm®.min-!,
at heavy roughing Q = 800 - 3000 cm®.min").

During chip forming is deformed big volume of machined
material in area of primary plastic deformation. This causes
heat generation and high thermal load of cutting edge. At the
same moment arise big cutting forces (F, = 5 000 - 10 000 N
at roughing and F, = 10 000 - 60 000 N at heavy roughing),
affecting in contiguity of cutting edge.

These conditions cause risk of formation of plastic deformation
on edge, which can cause its total destruction (,burn“ as a
result of loss of hardness of cutting edge). In that way we can
characterize the load of cutting edge of indexable cutting insert
at roughing and heavy roughing with uninterrupted cut.

At roughing with interrupted cut besides high values of cutting
forces and high temperature you must consider theirs variability,
which causes periodical load of cutting edge with mechanical
and thermal shock. The other complication during machining
are hard inclusions in skin of castings and forgings, which cause
the risk of abrasion of cutting edge or even extreme flank wear
in form of deep scratches.

To choose the optimum grade of indexable cutting insert
the main criteria is the character of cut — uninterrupted or
interrupted.

The cutting edge must withstand mainly influence of high
cutting force and high cutting temperature during uninterrupted
cut. It means risk of fast wear and plastic deformation and
consequently total plastic break of cutting edge ,burn®.

In that case is necessary to use grade with high limit of
thermal stability, it means with lowest content of cobalt. Such
grade has lower strength — resistance against brittle chipping
of cutting insert due to action of cutting forces. Pramet Tools
solved this problem by bigger thickness of cutting insert and
design of stabilization top land on cutting edge, big corner
radius r_and choice of shape of cutting insert with the biggest
included angle €.

The thermal load of cutting edge is usually lower during
interrupted cut. The reason is the cooling in phase when cutting
edge ,cuts the air®. That is why the risk of formation of plastic
deformation is lower. However raises risk of brittle chipping of
cutting edge due to variable-periodical load of cutting edge by
mechanical and thermal stresses.

The rule often used in practice that is necessary to use tougher
grade of cutting insert (with higher content of Co) for higher
feed is not true.

You find our offer of geometries developed specially for heavy
roughing in next passage.
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HIREEHIES - 6000 R5I

COATED TURNING GRADES - LINE 6000

TR s
; N FSE K=t AN R A
= /Ez FF-HE;. o Grade dfjcri tion and recommended
Designation and microstructure HATEM, Material P

areas application

Group

6 6 o 5 10 20 30 40 $#32 / Description

6000 35! B EEAIAE S

- MEHXEE - M MTCVD #1 PVD A& HIE,
EHRE&LIAE (ALO,)

EAFMIMEEK PAIH

- ERATFAEI T EREREEIE

BYELEE (F%EH)

ATRFHTIE TR

- the most wear resistant grade among 6000 grades

- unique dual coating — combination of MTCVD and PVD methods,
main layer AL,O,

- suitable for machining of materials groups K, P and H

- for finishing up to roughing turning with continuous cut

- high cutting speeds (dry turning)

- for good cutting conditions

6615

#i3& / Description

- DEEHEEN, REAR

- WEHXRE - A MTCVD #1 PVD A&7 %,
ERETICN

- EATFMIMRAP K BREMATFHEEM

EATRMIERE

B rEEE

= z?ﬁﬁﬂ‘li%éitﬂﬁﬂlﬁ, BliEsES Lyt pedd)
HITR

wn
Ll
[=)
<
o
o
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- functional gradient substrate with low content of cobalt

- unique dual coating — combination of MTCVD and PVD methods,
main layer TICN

- suitable for machining of materials groups P, K and conditionally M

- for finishing up to roughing turning

- higher cutting speeds

- for good continuous and conditionally also moderate interrupted cut

6620

$#i4 / Description

THAkEN, FEILHHRILE

B MTCVD %, E#REAEMLA (ALO,)
BINTEEMNT

TERTMIMNEAK BERTFHREAPHH
hEEEHIEIEE
RIFHIHI TR TR0 ST H

- submicron substrate without cubical carbides

- thick layer of MTCVD coating with main layer of Al,0,

- finishing up to roughing

- mainly for materials group K, suitable also for groups P and H
- medium and higher cutting speeds

- continuous cut at good cutting conditions

o

B - EZ A / main application 0O - E AR / other applications 0- B%HRiA | conditional applications
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x®7 HREZEHI S - 6000 R
Table No. 7 COATED TURNING GRADES - LINE 6000
- THHRE o 3
. Application bl Grade description and recommended
Designation and microstructure Material .
areas Group application
6 6 3 O 10 20 30 40 $#32 / Description
- 6000 #5H iRiE A RIS
- DMREBREEM
- MTQVD 2EMS, ESEANTICN
- WMIZEMiNT

AFMIMRAP. M. K, BABEERTFHEAS
RELNEIRE, BREERRBTIRIRE
LB FNET ST H

- the most universal grade among 6000 grades

- functional gradient substrate

- MTCVD coated grade with main layer of TICN

- finishing up to roughing

- machining of materials groups P,M,K; conditionally also for group S
- medium and conditionally higher cutting speed

- continuous and interrupted cut

6635

20 30 40

#3& / Description

LEERERY, BHAE

i MTCVD i

REHAYIEERE

EAMIMEEP M, FREATHEEK
ERRE R EIHIEE.

TR B0 H) TR AT S H

- functional gradient substrate with high content of cobalt

- thin MTCVD coating

- medium and mainly higher chip cross-section

- machining of materials group P and M, conditionally for K
- low up to medium cutting speeds

- unfavourable cutting conditions and interrupted cu

6640

20 30 40

$#3R / Description

TRRE, TRIABRILE

# MTCVD 28, E£#EHTICN
FAMIANERE T

EATFMIMEAPFAM, A AFHEEK,
BEGEBTHHAS

EARE R EELEE

T BB TR R S E

- submicron substrate without cubical carbides

- thin MTCVD coating with main layer of TICN

- semi-roughing and roughing

- machining of materials group P and M, applicable also for group

K and conditionally for S

- lower up to medium cutting speeds
- unfavourable cutting conditions and interrupted cut

B - EE A / main application
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®7 HREZEHIES - 6000 R

Table No. 7 COATED TURNING GRADES - LINE 6000
- THHRE - e
i L] :j }Tj >E‘;' Lt Grade :i:aﬁrfn*grf igriﬁmended
Designation and microstructure ppiication Material P -
areas Group application
9 2 1 o 10 20 30 40 $#3& / Description
92XX K S R Bl BE R S

EEREEM, REE=

EMTCVD %R, E#REAENLE (ALO,)
EMEERZTHFHRAE

BMIERMLT

EEMIMAAPMK BRERATFHHAM

B RO

BFESEMHTR, RRERERTHEHETHETR

- the most wear resistant grade among 92XX grades

- functional gradient substrate with low content of cobalt

- thick MTCVD coating with the main layer of Al203

- special adjustment after coating

- finishing up to roughing

- machining of materials group P and K, conditionally for M
- higher cutting speeds

- continuous and conditionally also moderate interrupted cut

10 20 30 4 $#32 / Description

9000 H—{XIES h&iE A S
INRERREE

MR AHPZEEHK MT-CVD 22
EMARBRZITHHREE
EATHEMIERMT

AFMIMEEP. M. K, B&HRTFHHAS
hE ZES UIEIEE

T 4] U ANBT S
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the most versatile grade among grades of new generation 9000
- functional gradient substrate
- modern medium-thick special MT-CVD coating
- special adjustment after coating
- for finishing up to roughing
- machining of materials groups P, M, K and conditionally for group S
- medium and higher cutting speeds
- continuous and interrupted cut

9235 0 20 30 40 f#i3 / Description

MEEHERY, AEENENERE

MR APZEEHHK MT-CVD 22
EMEERZTIHSHREE
ERATAMIERSMT

BATFMIMEEP. M. K, B&ERATFHEAS
R R

FHRIBIIEIIOR, FESEI AT S H)

- functional gradient substrate with relatively high content of cobalt

- modern medium-thick special MT-CVD coating

- special adjustment after coating

- for roughing up to finishing

- 0 - machining of materials groups P, M, K and conditionally for group S
- medium cutting speeds

- unfavorable cutting conditions, continuous and interrupted cut

XF MTCVD xBTS, R/AHLEN 0.1 mm/i; XFIREHEEMMES, N2 0.15 mm/#,

The minimum feed is 0,1 mm.rev"' for MTCVD coated grades and 0,15 mm.rev’'
for grades with functional gradient substrate.

B - EE A / main application 0O - E AR / other applications 0- A% R A | conditional applications
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®7 HREZEHIES - 6000 R
Table No. 7 COATED TURNING GRADES - LINE 6000

A TS M R R
Application b Grade description and recommended

Material .
areas Group application

BB AN

Designation and microstructure

8016

10 20 30 40 ES $#32 / Description

8000 R% R HMEHIES

TWigkEN, FRIAKRNLE, RESR
- H PVD AEREHAKEHRE
- EATRAERAEAINYIE TR
- BAMS

- NERYIEEEE

B YIHEE

FRERYIHI TR

- the most wear resistant grade among 8000 grades

- submicron substrate without cubical carbides, low content of cobalt
- nanostructural coating applied by PVD method

- suitable for cutting conditions with high thermal stress

- general-purpose grade

- small up to medium chip cross section

- high cutting speed

- steady cutting conditions

$#3R / Description

H BTk E it

B PVD 77 iR AR BHTIRE
BRBHMEESRFNTETREEERE—E
EAES

R4l B

AFFRFIE TR

tp
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- submicron substrate type H

- nanostructural coating applied by PVD method

- combines good wear resistance and good operational reliability
- general-purpose grade

- medium cutting speed

- for less favourable cutting conditions

#3& / Description

8040

8000 A5 HHIERBEHINES
FEIABMFENE, SHEE.

B PVD ik B AR AR E

- EA T T AZE S HUREL AR E TR
EATFMIMBAP. M. S,

A A FHHE K

- EERE P EYIHIERE
FIREHEIHEI TR

- the toughest grade among 8000 grades

- substrate without cubical carbides with high content of cobalt

- nanostructural coating applied by PVD method

- suitable for cutting conditions with high mechanical stress

- n of cutting edge
- suitable for machining of materials groups P,M,S, applicable
also for K
- low up to medium cutting speed
- unstable cutting conditions
B - EE /A / main application O - EAth i / other applications 0- %M RiA | conditional applications
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Table No. 7 TURNING GRADES
EHAMB R BREE | e A
Designation and microstructure Al Material T descnptlonl an.d FecOMMCIEES
areas Group application
HF7 10 20 30 40 I ##34 / Description

- submicron grade without cubical carbides with low content of cobalt
- general-purpose grade, suitable for all groups of work piece

- small up to medium chip cross section
- steady cutting conditions

TS, TEILABRMLE, RESE
EHRERS, ERTFR P ZIMNIFTETHMRE
BRI B E

REMTIHI TR

material except P

PB2

3 / Description

- for finishing up to roughing operations, suitable for interrupted cut
- is possible to use it without cooling

- high content of CBN in layer of PCBN

- machining of materials groups K and H

AFEMIEAMIIRE, E&EEE
E AR AT A 2R

7 PCBN E#107% CBN &

PRI K#0 H #HtE

PD1

10 20 30 40 IH ES

$3& / Description

- intended for roughing operations

- for machining of abrasive materials
- average diamond grain size: 10 ym
- machining of materials group N

- high cutting speeds

- steady cutting conditions

ATFHEMIIEF
AFHREREMT
FHERABHRE: 10 um
AFMIHEEN
EELEE
REMTHEITR

B - EZ A / main application
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A LIE TR %
CHOICE OF INITIAL CUTTING CONDITIONS

E ¥ 8 Y Bl TR RE R

1. BE—HSERYE ISO 513 FrAEBEFMIMBET

6 MIRHEATRINB— (BREK 1, % 230 ),
2 BBIZENTIFER, AR, THRRMER ,

BEIABR. ZEREFDERE , BEHED

WREGIEK 3, % 232 0),
SREMIMBANEHNIFERKEE. BT,

¥EMT, EmMT, EREMT, SIHTHMESM

T), EBREBENESHNEEAS, ERT .,

WNFE—MIMBAE K NET=HARENRRS
R, BETUFAES, 6 (5£239-276 W) M7

(%8 277-281 ) RN B CWBBRA R,

4 IR 234 WEME 3, REYR, HABAY
MIDRESET SN IREREE, NEERAE
B R, , MEEE 296 T MR 1452 I RE S

¥E (REPEREXIT ).

5 NHEBHENEEZRT IR , ERHUK
BEBRENBAENIREBENEE, NF
METDH , RENIHAERNIERMHERT

RER. RERMRETINERN =1,

6. 7£58 284 - 295 W LMK 8a-13b H , RIFT 4#

SHR, HAEBMIDREEDNRTEIEE,

WNFIEFGME , ARAHRTETRK 15 24

(EEYIEIN 45 240 ) , FERABEIR,
RN T, CIBTAITE - ERNER.

7. FTRARBEDFEER I EIHERENEERS , W
TNERS. FERNIESG, MBS, THEE

%, BEN , FAXERBITEIHRE

Choice of tool and initial cutting conditions

1.

The first step is to classify the material to be machined into
one of 6 groups according to standard ISO 513 (see table
no. 1 on page 230).

. Inaccordance with technological operation, material, shape
of workpiece and technology choose the shape of cutting
insert. Follows the choice of length of cutting edge with
respect to depth of cut (see table no. 3 on page 232).

. Choose the right combination of grade and chip breaker
with respect to machined material and turning operation
(fine, finishing, semi roughing, roughing, heavy roughing,
cutting off and threading). Three possible solutions are
mentioned in tables for each group of machined material. You
can check your solution alsoin tables no. 5, 6 (page 239-276)
and 7 (page 277-281).

. According to picture no. 3 on page 234 choose the corner
radius of cutting insert with respect to depth of cut, feed and
cutting conditions. If there is requirement for defined R,
choose the corner radius according to table no. 14 on page 296
(better choice is the WIPER insert).

. Choice of cross-section of tool holder is limited by the shape
of cutting insert and then by possibilities of the machine
resp. by the clamping of maximum possible cross section
of tool holder. For internal tool holder choose the diameter
of holder with respect to diameter of machined hole and tool
overhang. The optimum overhang equals to triple of diameter
of tool holder.

6. Intables no. 8a-13b on page 284 —295 choose the initial cutting

vT

speed with the respect to grade and shape of cutting insert,
feed and depth of cut.

Initial cutting condition are valid for tool life 15 min. (45 min.
for heavy roughing), without cooling.

Threading, cutting off and recessing — with cooling.

. Mentioned tables contains also correction factors for recalculation
of cutting speed and tool condition, requested tool life, grade,
hardness of work piece. If necessary use these factors for
calculation of cutting speed:

: kaB : (ka)

AR AR®MANITENTREREENRBESE
TFEIEEEEARK B E.
THHBATMIENTCREEARLERE
HRE,

Note: cutting speed calculated in this manner shall be
the initial value determining a basic level of the cutting
speed for the given operation.

A variance of machinability of a work piece material
is the reason for a necessity to adjust the cutting speed.
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H3A YT EI T 154%
CHOICE OF INITIAL CUTTING CONDITIONS

FHRERE

MIKAHEREBRRATHAE f UM IEN
TDREMFERE r, . REBSERAE Rmax L TH
xR 14,

Surface quality at turning

The roughness of machined surface depends on feed rate f and
nose radius of indexable cutting insert r_. Max. height of profile
Rmax is stated in following table no. 14.

wn
=
o
E
=S
HS
EU
(O]
B2
g
E
=)
(@]

£ 14 Table No. 14
IEE 23 RERE - R, [um] / Surface quality - R, [um]
Nose radius HELEE f [mm/#5] / Feed f [mm.rev]

0.10 0.12 0.16 0.20 0.25 0.30 0.35 0.40
0.2 2.7 3.9 6.7 10.1 15.4 -
0.4 14 2.0 3.4 52 7.9 11.1 14.8
0.5 1.1 1.6 27 42 6.3 8.9 1.9 15.3
0.8 0.7 1.0 1.8 2.6 4.0 5.7 7.6 9.7
1.0 0.6 0.8 1.4 2.1 3.2 46 6.0 7.8
1.2 0.65 1.2 1.8 2.7 3.8 5.1 6.6
1.5 0.95 1.4 22 3.1 4.4 53
1.6 0.9 1.35 2.0 2.9 3.9 52
2.4 0.6 0.9 14 1.9 2.6 3.4

R BN REERE R_BERTARIMINN
RRBAERA « QALK (DAFR T...
S... D... K.. V.)#AEHM TR, REBRE
R EGEAMENC.. W... IS MEBAERTD
RN T 5 (DEMERA « =90 - 95°) 3 172 it
ERTREBAHFINE , XEENRIMIEINER
B E. EXHERT  REAERAER AZE
Ro,<R.,<R._,, {86 x.

Values of surface finish R, stated in this table apply for turning
by cutting indexable inserts with bigger setting angles of minor
cutting edge K~ (inserts shapes T..., S..., D..., K., V...). The
surface finish R, is better than values mentionedin table at turning
by cutting inserts shapes C..., W... and primarily by inserts with
WIPER geometry (tools with setting angle 1, = 90 + 95°). The
reason is the low value of setting angles of minor cutting edge k..
Inthis case the value of max. height of profile R, is reduced to

e e e R.a < Rraxe < R @8 YOU can see on following picture no. 6.
& 6 Picture No. 6
fo . f fn
_____ | \7 - Iy
mn.
: P
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Table No. 15

FHIT R ERER

WEAR TYPES OF TURNING INSERTS

B K / Picture

HEE

BUILT-UP EDGE

R HRARE
IEIX LA M AR, ERB RN &S BEIH
AW , FEREARER,

Description and cause:

Sticking of machined material on the cutting edge. Its tear-off
can cause the brittle crack of the edge, consequently the
surface quality gets worse.

FBEXE

- REYHIRE

- RE#HaR

- BRTREES

- FMERBER

- 5% — RO HIE R AR b B

Troubleshooting:

- increase the cutting speed

- increase the feed rate

- use coated grade

- no coolant

- select a more easy cutting chip breaker

F / Picture

BT EER

FLANK WEAR

R HRARE
BENAEBRRRITHIASGNEEREZ— E
RO EMIHRERTE. TURFETS
HER, REERD.

Description and cause:

Flank wear is one of the main criteria of tool life.
It appears due to friction of insert to the machined material.
Itis not possible to fully eliminate i, just to reduce.

FIBEF K

- EREMENES

- ARSI HIE R

-RE#HAE
(IRHLBET 0.1 mm/i%)

- AR TR 8 IS 3R

Troubleshooting:
- use more wear resistant grade
- reduce the cutting speed
- increase the feed rate
(if it is under 0,1 mm.rev')
- use coolant or increase the intensity of cooling

B K / Picture

R EER

CRATERING

EIRHERFRE
A EERERHAETFEN D L.

Description and cause:
Cratering appears usually on inserts with plain face.

RBEXE

- ERAEMEN RS

- BRI HIRE

- BRI R B AR E
- AR AR

Troubleshooting:

- use more wear resistant grade

- reduce the cutting speed

- use coolant or increase the intensity of cooling
- reduce the feed rate

2PRAMET
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WEAR TYPES

EH

% 15 ZFHIT) R BRI
Table No. 15 WEAR TYPES OF TURNING INSERTS
= ' BNMIEI T LR EAL OXIDATION GROOVE
B / Picture ON THE MINOR EDGE
EEERRREA Description and cause:

l“'J{umumnmw

XRRETDASHHEERAL, B HIAEEH
io FAAMATEERFN HALSHMT
REMERE,

The main criterion which limits the tool life. It usually appears
at turning. A combination of oxidation groove and cratering
causes worse roughness of the machined surface.

EYHISIHARANEME =4, TEHT
HERBREACMERSL. BEHAERKET
HWE,

B EK Troubleshooting:
- EATREREMENES , MRAEEER - use coated or more wear resistant grade, if possible
H1L48 (ALO) RETIH use Al,0, coated inserts
- ERAHRRE SHEE - use coolant or increase the intensity of cooling
- BRARYIHIEE - reduce the cutting speed

& 5 / Picture BT PLASTIC DEFORMATION
FIBHFHRFRA : Description and cause:
HEHI LW SR NEIR (SHABMEIHE | Itis caused by high thermal stress of the cutting edge (high
EE), feed and cutting speed).
EBES K Troubleshooting:
- ERAEMENES - use more wear resistant grade
- BRI HIEE - reduce the cutting speed
- BRBAE - reduce the feed rate
- ERBHRRE IS HRE - use a coolant or increase the intensity of cooling
-ERAEAXREANTI A - use cutting inserts with bigger comer radius
-ERIRAEERNT A - use cutting insert with bigger corner angle

5/ Picture VTEEEIR NOTCH WEAR
EEERRRA Description and cause:

It is created in area of contact of the cutting edge with the
surface of the work piece. It is mainly caused by hardening
of the surface layer of work piece and burrs. Usually appears
at stainless austenitic steels.

HBESHE :

- EATREREMENIES , WRALEEA
£1{L4A (AL0,) RETH
-RERERAENMMITIA

- BRI MR B

- Bt a %

Troubleshooting:

- use coated or more wear resistant grade, if possible
use Al,0, coated inserts

- select a tool with a smaller setting angle
- reduce the cutting speed
- reduce the feed rate

298
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#* 15 FHID R BRER
Table No. 15 WEAR TYPES OF TURNING INSERTS
B 5 / Picture YHI I BEER CHIPPING OF CUTTING EDGE
A BERARE Description and cause:

TESE -MERPR —EHH.
RAHLAR-T0 B-THHRIBES

It mainly appears together with another type of wear.
Itis caused by low rigidity of machine-tool-work piece

B BRESH. or hard chip forming.

BEBEREK Troubleshooting:

-REVHIEE - increase the cutting speed

- BRIR#A R - reduce the feed rate

- EREEESHMEE - select a stronger chip breaker

- R FNME, - minimize the vibrations

- ERPHEFNES - select a tougher grade
e PILTRCE] CHIPPING OF CUTTING EDGE
B / Picture (8 H 7)) (OUT OF CUT)

FIEFHRFREA Description and cause:

B BRFEES R TIBRFET.

Itis caused by inconvenient chip forming. The chips damage
the edge.

FBEXNE Troubleshooting:
- BEBAE - change the feed rate
-ERTRERANTIE - select a tool with a different setting angle
- EATRN T F AR - use different geometry of insert
- ERAYMEEFNES - use tougher grade

B 57 / Picture HRIRZLL COMB CRACKS
BEERNREA : Description and cause:

F BT S Wl B D B30 E Y SR D Bl .

Itis caused by high thermal stress of the cutting edge
at interrupted cut.

FBEXE :

- A 2B MBI BRI B R
- AR DRI E

- AR A R

- ERAMEEGNES

Troubleshooting:

- use an abundant flow of coolant or shut off the coolant
- reduce the cutting speed

- reduce the feed rate

- use tougher grade

2PRAMET
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WEAR TYPES
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#* 15 FHID RN BHRER
Table No. 15 WEAR TYPES OF TURNING INSERTS
B 5 / Picture SRR AR RS CRACKS ALONG THE FLANK
R REA Description and cause:

BEIH D EEXE NSRS DR,

It is caused by high dynamic stress of the area behind
cutting edge.

FBEXE :

- EAMMEERES

- WEYEITR

- EATEMN T EREREA TR IR

Troubleshooting:

- use tougher grade

- change the cutting conditions

- use different geometry of insert or inserts with different

(.T. .Sy K. .P)WFETDH cutting edge condition (...T, ....S, ...K, ....P)
- WEHGE - change the feed
B 5 / Picture T F B INSERT FRACTURE
FIBHFHRFRA : Description and cause:

XHEREANHIRERRALS , BURT T4
B BES, TRURVK-IE-THRNE, il
ERMERFER, IHITR.

Causes of this wear type can be various, depends on work
piece material, grade, condition and rigidity of machine-tool-
work piece, extend and type of wear, cutting conditions.

Y-
e
watf

EBE 3K

- ERYMERNES

- BRH AR IHIRE
-ERARAXREANIA
-ERANRBEERNDA
- BB EESRNEE

- ERREMNTH.

Troubleshooting:

- use the tougher grade

- reduce the feed and depth of cut

- use the insert with bigger corner radius

- use cutting insert with bigger corner angle
- select a stronger chip breaker

- select a thicker insert

300
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Table No. 16

TRIAR
UNDESIRABLE PHENOMENA

B K / Picture

REREE

POOR SURFACE QUALITY

R HRARE

RRBHE , BRT IHMH, HIR (Fh
ENHERE), IHIRAS, BEMERER.
HLER-7) &-THEHRORFRIE

Description and cause:

Causes are various, depend on work piece material, cutting
conditions (feed and cutting speed), cutting edge condition,
extend and type of wear, condition and rigidity of machine-
tool-work piece.

ZEBHAEEAR,. TERERRIHRIERF
#. THNARE. SHD. TR,

SRR
- BRI EEE - wrong choice of tool
- R HIRE - wrong chip thickness
- EEAHE - wrong cutting speed
- BHAE - coolant is needed
- high feed rate
‘ | ‘ ' ! ‘ ‘ EEEX K Troubleshooting:
11 -ERBXRITA - use wiper insert
| [ -ERERERERNTD S - use cutting insert with the right geometry
| | - BRR#AR - reduce the feed rate
—_— ' - WA (GEEEM) THERE - change (usually increase) the cutting speed
- ERAAEHR - use a coolant
-REIIGSIHNRES, - improve the stability of the tool and work piece
- HERYIEEERE - change the chip cross section
- ER— R HIE R R EE - select a more easy cutting chip breaker
- WRTRER - increase the nose radius
B 5 / Picture w3 VIBRATIONS
EEERRREA Description and cause:

Itis very frequent. The main reasons are an unbalanced work
piece or tool, pure stability of work piece, high rate of cutting
forces, tool overhang.

RBEXE
-REIASIHHRE.
- ARSI HIRE

- BIOERMEERD

- ARSI HIRE
-ERAERAENNIR

- R BREE

- ERALIEIFE D NI A
-RE#HAE

- 1E3% — R I E R RA T B 1
- BRIDRHEE

Troubleshooting:

- improve the stability of the tool and work piece
- reduce the depth of cut

- minimize tool overhang

- reduce the cutting speed

- use the tool with smaller setting angle
- reduce the chip cross section

- use the tool with low cutting resistance
- increase the feed rate

- select a more easy cutting chipbreaker
- increase the nose radius

2PRAMET
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Table No. 16

TRIAR
UNDESIRABLE PHENOMENA

B k5 / Picture

ER

BURR

[E R R A
BEEAERRNEEARO NI S,

Description and cause:
It usually appears at machining of soft steels and plastic
materials.

EEETEK Troubleshooting:
- EREBEFYEIINTD F - use cutting insert with sharp cutting edge
-ERERENMARENTD N - use cutting insert with positive geometry
-ERERAENMITIE - use tool with smaller setting angle
= . IHHRSH DIMENSIONAL AND SHAPE
SRR FARiRE INACCURACY OF WORK PIECE
EEERAMREA Description and cause:
BRTFHSEER, Depends on a number of factors.
EEEIEK Troubleshooting:
- ERAWED R - use wear resistant cutting insert
""""""""""""""""""""" -RBEIENIHWREY BN TERM - improve the stability of the tool and work piece,
-EREEAEMIRENITH minimize tool overhang

- use work piece with suitable machining allowance

302
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#* 16 FRIR - — =0
Table No. 16 UNDESIRABLE PHENOMENA - GENERAL PRINCIPLES
B 5 / Picture e[S WL EEH UNACCEPTABLE CHIP CONTROL
EEERRREA Description and cause:
EENIBIRN T D EM A (i) EREER | A suitable shape of chip is an important criterion, such as
iRz —, THARL BHAR, IR, AEMYIH | durability (tool life). Work piece material, feed, depth of cut,
FEE (W EHE) B ERO IR KIBFE | suitable cutting geometry (chip breaker) effect on the right
B2 BUTRHEHIAAEHYIE (E#) , BRX | chip forming. Long chip is unacceptable however too short
BEREVH IS HE2SHIRS . chip (crushed) is unwanted, is indicative of overloaded edge
and causes vibrations.
BB EK Troubleshooting:
- WAEH A BRI EIRE - change feed and depth of cut
-ERESENYILIER - use more suitable cutting geometry
- WEDHIIR - change cutting conditions
— AR R GENERAL PRINCIPLES

KT 5 ERR

EBEREMO D ARYEEI (DA RIBER) SR 2],
KED BRI DRMBRORR (B3R5 DRTHHRFE
R)e

Check of cutting insert seat condition

Before clamping of new cutting insert or change of edge (rotation of cutting insert)
is necessary to purge the seat, check its condition or condition of anvil and wedge
(especially the damage under the comer of cutting insert).

RETHEIRE LS

RERZIPMH - REAAF, R, R, X7, ARATHERNI
#, RAEAREHMH - ANERKRRIEXER. EREBRLA
RETMEERE , MATMRIEER (Molyko G) &, 1T RIEHM A
i, AEARMNEES AN R EFHEENRLIRF. ERE
WITR (RELH) , BERBERTF.

Check and maintenance of clamping parts

The checking of clamping parts — clamping levers, screws, wedges, clamps. Use only
undamaged parts , use the original parts only — you find them in the catalogue. Regu-
larly lubricate the threads and binding surface of screws, for example by heat-resistant
lubricant (Molyko G). For mounting and disassembling, use only screw drivers and
wrenches as per our catalogue or recommended by the tool producer. Pay attention to
the right tightening (proportional), we recommend to use torque wrench.

RETRER
RN, REDREBMNMERA LHREUREROSHENRE,
DRMDGLAEREEEE , THERRE.

Check of tightening

At tightening check the fitting of cutting insert on the whole binding surface and
fitting in radial and axial direction. Cutting inserts and tools must be always clean
and undamaged.

2PRAMET
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& 17 PEIS BT ERN

Table No. 17 FORMULAE FOR CALCULATION OF CUTTING PARAMETERSFORMULAS
BE NN
Quantity Formula
n  HE [/ 50 86]
D Ef [mm]
R (DEHTH)
v.. 1000 oy
Number of revolutions n= —— (#7223 ##] y UJ%U{EE HEd
D.&n [1.min] fo. BEHAER [mm/#]
fn BOHHELE [mm/%- %]
(HLRRE)
n Number of revolutions [1.min"]
D  Diameter [mm]
(of tool or workpiece)
. v.  Cutting speed [m.min]
CIEIRE n.D.n /5 44] f. Feed per revolution [mm.rev’]
: V.= —/—— m f.n  Feed per minute [mm.min"]
Cutting speed 1000 [m.min] (Speed of feed)
SHHAE f
Feed per revolution = :lm [mm/#5]
[mm.ot]
BoMHAE
(B ERIEEE)
AN
Feed per minute fun=Vi=fu.n [mm/i-'. i?]
(Speed of feed) [mm.min’]
. R.. HREBEESAE [mm]
REEESKER.. R, REAHE [mm]
Max. height of profile 125.f; f., SHHLR [mm/#%]
Ro = (um] n DR¥EE e
RE max. height of profile [mm]
R, surface finish [mm]
fev feed per revolution [mm.rev']
r, nose radius [mm]
REEEE
g 2
— 1,88
2 Surface finish i ﬁ [um]
E R, e .07
o
[T
=z
o
]
T
=
o
>
[T
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17 GIMIB T B
Table No. 17 FORMULAE FOR CALCULATION OF CUTTING PARAMETERSFORMULAS
BE AN
Quantity Formula
A YIBEEE [mm?’]
f. BRHELE [mm/#]
a, HELIEIRE [mm]
B A=f..a, - K TOMDEEA (1
Chip cross section h  YIEBEE [mm]
v, YIHBEE [m/4%h]
fn BOHHAR [mm/5- %]
(HAEE)
Q HBHHMHERE [cm®/43- %]
UBEE A Chip cross section [mm?]
(AT FEHEAT f) h =f dw f., Feed per revolution [mm.rev’]
Chip thickness bi( v [mm] a,  Axial depth of cut [mm]
(For insert with straight edge) k. Major edge sefting angle [l
h  Chip thickness [mm]
v.  Cutting speed [m.min]
f.n  Feed per minute [mm.min"]
(Speed of feed)
YIBERE Q  Material removal rate per minute [cm?®.min]
(ATAFIR) a
.. h=f.,.\|X [mm]
Chip thickness D
(For round cutting insert)
ﬁﬁfﬁ%g Q s f v [Cmali.,\@:';]
Metal removal rate (/2”1 [cm®.min]
P, WETE [kw]
a, YIHIRE [mm]
hRER a,. f. <.k, v.x, f. HARE [mm/#%]
= 2 f ! A (kW] c  HEMKTV 1
Power demand 6.10'. M k. BAYIEID [MPa]
k, k RBEEH 1
n o H%E (11
(8% n=0.75)
X IHEEHR (11
SEL P.  Power demand [kW]
WRER a. f Ly a, Deptof cut [mm]
p= 2 (kW] f. Feed [mm.rev’]
Approximate . X ¢ ConstantKTV [1]
power demand k. Specific cutting force [MPa]
k. K angle constant [1]
n Efficiency [
((usualy n = 0,75)
X Machined material constant 1]
" " ek o
Mgﬁal Steel Castiron i,:ll
ES4
Coeﬁicie:t X L & i
2/PRAMET 305
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FINTHRAENSHARE

WORKING AND CONSTRUCTIONAL ANGLES OF TURNING TOOL

PIEI A AEX THNERE/LARIRATERENE
BYEMERNAERE. YD EHNAEERMNL
HRRELBEE :

a) Al

b) R G
Ad a) JELRRE (8D) , BTERIT. £7AR
EREEYHDER, EHRERNELHFIEAESR
HHATEYEIAE, REDEFRES ISOFREEL
WAEAEERETUHRAE,
Ad b) THELHRRE , ATEMISEHHEEDEIXN
NAAE., XEAEUTELAE , BBRTIAXAT
WHMLE, W0 SNUN WIEFA a=0°, BiA
y=0°, RMIFRU—EAERATDHS , L
ELHEEAE a,=6°, THERA Yy, =-6%
IHEAESENTRRESBLEUNTIEAE. A
m, REENRYEIERPHNIERE.

B7

The position of cutting edge considering to workpiece and its
geometrical shape are determined by angles formed by functional
surface and auxiliary planes. The angles on cutting edge are
determined on two coordinate systems:

a) tool

b) working
Ad a) tool coordinate system (stationary), used for determination
of cutting edge geometry at design, production and check. All
angles defined in this system are called tool cutting angles. All
angles defined by ISO standard according to insert shape belong
into this group.
Ad b) working coordinate system, used for determination of
cutting edge geometry during machining process. These angles
are called working angles, depend on position of insert clamped
into tool holder. E.g. the tool clearance angle of cutting insert
SNUN ..... = 0°, rake angle y = 0°, however insert is clamped in
tool holder under the angle , thereby the working clearance angle
a, = 6° and working rake angle vy, = - 6° are determined.
The working angles affect the tool angles with pre-formed chip
formers. However the most important are the working angles for
cutting process.

Picture No. 7
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FINTHAENSHARE
WORKING AND CONSTRUCTIONAL ANGLES OF TURNING TOOL

EXTEAEERTNEART R FEFEIER (PE
BATDWXZAME) , BOULTHEXTEFEF E@AE
LIHIZ - £1H] 0-0).

BN —TAE :

Ay, -MEELEEMEINERE, YERFIREHE
HEEHBRENMBABRTZAE , NTiBTEDE
MBI OAR D RE. X TFHERTHREIFEHT
BUTDARWBYEITE , 5y, £ +25°F-15° ZiH,
ERTAWRSYBREEE. B/ IH D FMEELDHEIE
E. ARARSTHINEE , BL8 MY EREN
MEBMTRE , NTTEAYE D ARESEE.

BA o, FAETNHESMIKEAZRNERE, &
B o, BN BERICERE  BEIEERBS
R

BAE P, NIFRAB, BRAHRE B, TREIH 5
B (EHpd) , BR g0 T SIHIE .

LI IEA )., - REDHIASTHHE -
M, XN THEUBIFEEER, R A, AIE
B, WEMKIEIETDR, IMA A, EE— 1A
RZBR , N Sm ] A m R D #BE b .
A A, AR AE. MR 2, ARE KBS
MEBEAEMTRE, MAR L, NEE, EEHEE
EEMIXRE,

EPHIINERA « EMYBHRBANTR, £A
B« B, XFARKBAR f MYEIRE a,,
TEBRERE, AME =906, IBEEh=F,
YEREE b= a,.

RUBIINERAE « EOREE r, —BRERLR

HRE,.
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The basic tool angles are indicated in picture partly in basic tool
plane (interlaid by bearing surface of tool holder) in part in normal
tool plane (interlaid across to cutting edge — cut O-O).

We speak about following angles:

The rake angle y, — substantially effects the cutting process.
Progress and size of plastic deformation during chip forming
depends on its dimension, thereby is determined the value of
cutting forces and thermal stress of cutting edge. The dimension
of rake angel is in interval y, = + 25° az -15° for cutting tools with
indexable cutting inserts for milling and turning. Positive rake
angle improves the chip forming conditions, reduces the cutting
force and level of cutting temperature. Negative rake angle
improves the strength of cutting edge however increases the
plastic deformation at chip forming and thereby cutting forces
and temperatures.

Clearance angle o, effects the value of friction between the
flank and machined surface. With growing clearance angle o, the
friction is reduced and thereby the flank wear as well.

Wedge angle (3, is included angle of cutting insert. With bigger
angle B3, grows the strength of cutting edge (resistance against
shock), however at the same time grows the cutting resistance.

Inclination angle of major cutting edge A, — determines
the point of first contact of cutting edge with workpiece, this is
important for interrupted cut. If the A, is positive, the point of
contact is close to the nose of the cutting insert. The negative
angle A, moves the point of first contact far from the nose and
thereby effects on resistance of edge against mechanical stress.
Besides A, effects the direction of chip evacuation. If A, is
negative, the direction of chip evacuation is towards the machined
surface. Whereasiif A, is positive, the direction of chip evacuation
is from the machined surface.

Setting angle of major cutting edge «, effect the shape of
chip cross-section. With smaller angle «, the chip is wider
and thiner at given feed f and depth of cut a,. Whereas at
Kk, = 90° the chip thickness h = f and the chip width b = a,.

Setting angle of minor cutting edge «;, together with nose radius
r. define the final surface quality.
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MIARNAGERZTHMYKRMENE, TH - JMEL  The choice of production method is influenced by workpiece

MNIRG , BRERERIEN. YK - BFREFT and machine. Workpiece — external or internal thread, right or

. AR THENR 18, left hand thread. Machine - right or left hand tool. You can use
following table no. 18.

#* 18a Table No. 18a
SME4 | AHE / EXTERNAL THREAD, RIGHT-HAND

# 18b Table No. 18b

MR , AHE / INTERNAL THREAD, RIGHT-HAND

Sl

RERL , ZHE / INTERNAL THREAD, LEFT-HAND

'@\wluumﬁﬁi””lllll””l I S
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Following formulae could be used for the lead angle
calculation

)4
g =-"—
4 d.n
w RHEA [ ) helix angle [
p -4i5) [mm] p pitch [mm]
d, 1R hE [mm] d, pitch diameter [mm]

B8

Picture No. 8

A 0T HIERAYVIRGUST AR T A9 SER | TIH
TREANZETRASREA,

BE, DRIZES L =15°% AUBSERIBER
TEIVIREEA

EATERREZFERHTIE, & 19 ME 9,

2/PRAMET

To receive the correct shape on the thread and uniform wear on
the insert the cutting edge helix angle should be the equal to the
thread lead angle.

Usually the tool holders are supplied with helix angle . =1,5°. The
different helix angle can be selected by changing the anvil.

Use the graph or table below to choose the correct anvil. Table
No. 19 and the graph - picture No. 9.
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£19 - &R Table No. 19 - choice of shim
1 | Hollx angle EBT A / Positive 815 / Negative 'orﬁje ZZ.E.’# s’:m
45° 35 | 25 [ 152 | 05 05 [ 45 ™...22
J0#% / Tool holder TI&H#E | Anvil specification

SER....16 SIL....16 PE16+4.5 PE16+3.5 PE16+2.5 PE16+1.5 PE16+0.5 PE16-0.5 PE16-1.5 PE16ZZ
SEL....16 SIR....16 PI16+4.5 PI16+3.5 Pl16+2.5 PI16+1.5 PI16+0.5 PI16-0.5 PI16-1.5 PI162Z
SER....22 SIL....22 PE22+4.5 PE22+3.5 PE22+2.5 PE22+1.5 PE22+0.5 PE22-0.5 PE22-1.5
SEL....22 SIR....22 Pl22+4.5 PI22+3.5 Pl22+2.5 PI22+1.5 PI22+0.5 PI22-0.5 Pl22-1.5

SER-S....22 SIL-S....22 PE22S+4.5 PE22S+3.5 PE22S+2.5 PE22S+1.5 PE22S+0.5 PE22S-0.5 PE22S-1.5

SEL-S....22 SIR-S....22 PI22S+4.5 PI225+3.5 PI22S+2.5 PI22S+1.5 PI225+0.5 PI22S-0.5 PI22S-1.5

EEBE , JWRIEREA A=15° AUBETER Note: Usually the tool holders are supplied with helix angle
TR IERTRENIZFES. A =1,5° The different helix angle can be selected by

AT SER-S ... .. ., SIR-S ... ... K I&ERE S changing the anvil.
Shims for holders SER-S ... ... ,SIR-S.... ... are marked with ,S“

9- JJHikiR Picture No. 9 - Graph for shim selection
10 P 25
H 9 A R
- 0 % PRY - B
8 Lt ™ i, g ;
“ — 3.5
— 4
6 — 4.5
— 5
60
4 = Q. — 6
— 7
— 9
1"
2 =
=] 24
1] :
— & =z
Ea g
£z 0 50 100 150 gdimm] 200 3§
L=0 2 4 6 dlinchl 8 &=
i %5
B 3 2
(S 24
—
2 — 1
— 9
— 7
4 A‘= 0-\‘“ — 6
— 5
6 : 4;5
5 e - — 3.5
[Eae R mf
I -
z O
‘N 10 o
[
e

310 2/PRAMET



#IHAMRE
NRIERFOVIBES , BT ARNBERENTRIE
MRRERRERN.

B 10

&Zm
RADIAL

TR BREURTHRER, FmIAMERE,

BEBTD - M FEA. #ASTHREEME
B, RENYIBAKE , ONEIIER, ERAT
NRERIRLY (p < 1.5 mm) T, BEHRAEERS
Bk, BEATMIFRME (Flin, RRATE
W, EBN).

im0 - M ADEIBI RS, N NER, REF
RYI B, EATEEIMREE p>1.5mm KWIRE. "
ZH 3-5° B9 [ 3 J0 A H BRIE ST M B BE AR,
XEXME#ET] - #HEAT KRB BREFE
B, DEFaK. AT CNC #lK , XF CNC
REEESEXR,
BOFXNMEDRBERTRE, REPAED
REAHEEHAEMATHENER, WRE4E
IERA, MizEmSH. #NREMZTET
0.05mm/F, EREKARMBRMNE L, SRETDHHT
RERZATF 0.08 mm,
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THREADING

Infeed method and depth

The choice of infeed method is most important for long chipping
materials to ensure good chip control.

%/

REAM @ 7]
ALTERNATE FLANK INFEED

a - infeed

The choice depends on machine type, machined material and pitch.

Radial infeed — simple, mostly used. Infeed is perpendicular
to axis of rotation of workpiece. Good chip forming, uniform
wear of cutting edge. Suitable for threads with small pitch
(p <1,5mm). The risk of vibration at higher feeds. First choice for
work hardening materials (e.g. austenitic stainless steels, steels
with low content of carbon).

Flank infeed - reduces thermal stress of cutting edge and thereby
the wear. Good chip control. Suitable for threads with pitch p>1,5
mm for TR threads. Flank infeed with deviation 3-5° eliminates
the friction on the thread flank.

Alternate flank infeed — recommended for big pitch and materials
with bad chip formation. Long tool life. For CNC machines, higher
demand on CNC programming.

Infeed method and number of passes depend on thread pitch.
The tables give basic recommendations and are applicable on all
geometries. If insert fracture should occur, the number of passes
should be increased. The infeed depth should not be less than
0,05 mm/pass. On austenitic and soft steels the infeed depth per
pass should be greater than 0,08 mm.
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£ 20a : M - 204! 60° - SMELL / Tab. No. 20a: M - metric 60° - external

o 75 952 3 48 K B L 451 e 6K ) 1 iR 2
ETRE REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes $88E [mm] / Pitch [mm]
60 | 55 | 50 | 45 | 40 | 35 [ 30 | 25 | 20 [175| 15 |125| 1.0 | 0.75 | 0.50
1 046 | 043 | 041 | 037 | 034 | 034 | 028 | 027 | 024 | 022 | 022 | 021 | 0.18 | 0.16 | 0.11
2 043 | 040 | 039 | 034 | 032 | 031 | 026 | 0.24 | 022 | 0.20 | 020 | 0.17 | 0.16 | 0.14 | 0.09
3 035 | 0.32 | 032 | 028 | 025 | 025 | 021 | 020 | 018 | 0.17 | 047 | 0.14 | 0.12 | 0.41 | 007
4 030 | 028 | 027 | 024 | 022 | 021 | 0.18 | 047 | 0.16 | 0.14 | 0.14 | 0.1 | 0.11 | 0.07 | 0.06
5 029 | 026 | 024 | 022 | 020 | 0.18 | 0.16 | 0.15 | 0.14 | 0.12 | 0.12 | 0.10 | 0.08
6 026 | 024 | 024 | 022 | 0.18 | 018 | 045 | 0.15 | 0.12 | 0.10 | 0.08 | 0.08
7 024 | 021 | 022 | 020 | 017 | 0.16 | 0.14 | 0.12 | 0.11 | 0.10
8 023 | 020 | 020 | 018 | 015 | 0.15 | 043 | 0.1 | 0.08 | 0.08
9 022 | 019 | 019 | 017 | 014 | 014 | 012 | 0.11
10 019 | 018 | 018 | 016 | 013 | 0.12 | 011 | 0.08
11 018 | 017 | 016 | 014 | 012 | 011 | 0.10
12 016 | 015 | 015 | 013 | 012 | 0.08 | 0.08
13 0.15 0.14 0.12 0.12 0.11
14 013 | 013 | 010 | 010 | 0.08
15 013 | 012
16 010 | 010
Total'%fﬁ?dﬁf[mm] 383|352 319|287 | 253|223 |192|1.60|1.25 | 1.13 | 0.93 | 0.81 | 0.65 | 0.48 | 0.33

£ 20b : M - 23] 60° - RIIRL / Tab. No. 20b: M - Métrica 60° - internal

I 75 R B 488 X P L 5 PR AR 6 B R
ETRE REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH

Number of passes .
P 4295 [mm] / Pitch [mm]
60 | 55 | 50 | 45 | 40 | 35 | 30 | 25 | 20 |1.75| 15 | 125 | 1.0 | 0.75 | 0.50
1 046 | 043 | 042 | 037 | 034 | 032 | 028 | 026 | 028 | 022 | 020 | 0.47 | 0.17 | 0.16 | 0.10
2 043 | 040 | 040 | 034 | 031 | 030 | 026 | 025 | 0.21 | 020 | 0.18 | 0.7 | 0.15 | 0.13 | 0.08
3 035 | 033 | 032 | 028 | 024 | 024 | 021 | 018 | 017 | 015 | 015 | 044 | 0.41 | 0.10 | 0.07
4 030 | 026 | 026 | 023 | 021 | 019 | 0.6 | 015 | 0.15 | 013 | 043 | 0.10 | 0.09 | 0.07 | 0.06
5 026 | 022 | 022 | 021 | 048 | 017 | 044 | 013 | 042 | 010 | 0.1 | 009 | 0.08
6 022 | 020 | 020 | 019 | 015 | 015 | 043 | 042 | 0.1 | 0.09 | 0.08 | 0.08
7 020 | 018 | 017 | 016 | 014 | 014 | 042 | 041 | 010 | 0.08
8 019 | 017 | 016 | 015 | 043 | 013 | 041 | 010 | 0.08 | 0.08
9 018 | 016 | 016 | 014 | 012 | 012 | 0.10 | 0.10
10 016 | 015 | 015 | 013 | 042 | 011 | 010 | 0.08
11 015 | 014 | 014 | 042 | 011 | 010 | 0.09
12 015 | 014 | 014 | 012 | 010 | 008 | 0.8
13 014 | 013 | 012 | 011 | 0.10
=
2 14 013 | 012 | 010 | 010 | 008
<<
= 15 012 | 012
o
2 16 010 | 0.10
= Bt TRE
@ = p;
G0 | o ioc dopin o) | 354 | 325 | 296 | 265 | 2.33 | 2,05 | 1.78 | 148 | 117 | 1.05 | 0.85 | 0.75 | 0.60 | 046 | 031
2
=)
[T
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£ 21 : W - ERIRAERL 55° - SMRE/ Tab. No. 21: W - Whitworth 55° - external

BB 7% B35 18 K L L B R ST MR
EDREK REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes 4895 (4555~ 9REUEK] / Pitch [no of thread/inch]
4 145567 8] 9 101 12]1]16]18]19]20 | 26|28

1 049 | 0.46 | 045 | 0.38 | 0.37 | 0.32 | 0.30 | 0.29 | 0.28 | 0.28 | 0.24 | 0.24 | 0.23 | 0.22 | 0.21 | 0.19 | 0.18
2 046 | 043 | 043 | 0.36 | 0.35 | 0.30 | 0.28 | 0.27 | 0.26 | 0.26 | 0.22 | 0.22 | 0.22 | 0.22 | 0.21 | 0.18 | 0.17
3 038 | 0.38 | 0.38 | 0.30 | 0.29 | 0.24 | 0.23 | 0.22 | 0.22 | 0.22 | 0.18 | 0.19 | 0.19 | 0.18 | 0.17 | 0.15 | 0.14
4 0.36 | 033 | 032|026 | 025|021 |02 | 019 | 019 | 0.18 | 0.15 | 0.16 | 0.16 | 0.14 | 0.14 | 0.12 | 0.12
5 034|029 | 028|022 |02 |019| 0.18 | 0.17 | 0.16 | 0.16 | 0.13 | 0.13 | 0.13 | 0.12 | 0.11 | 0.08 | 0.08
6 031|025 (025|021 019 | 017 | 015 | 0.15 | 0.14 | 0.14 | 0.11 | 0.11 | 0.08 | 0.08 | 0.08
7 029 | 024 | 022 | 019 | 0.18 | 0.15 | 0.14 | 0.14 | 0.13 | 0.13 | 0.09 | 0.08
8 027 | 022 | 020 | 0.17 | 0.16 | 0.14 | 0.13 | 0.13 | 0.12 | 0.08 | 0.08
9 024 | 020 | 0.19 | 0.16 | 0.15 | 0.13 | 0.12 | 0.12 | 0.08
10 022 | 018 | 018 | 0.15| 0.14 | 0.12 | 0.12 | 0.08
1 020 | 0.17 | 017 | 0.14 | 0.12 | 0.12 | 0.08
12 0.19 | 0.16 | 0.15 | 0.14 | 0.08 | 0.08
13 0.17 | 0.15 | 0.12 | 0.12
14 0.15| 0.14 | 0.10 | 0.10
15 0.12 | 0.12
16 0.10 | 0.10

Total'ﬁ}gtﬂﬁf[mm] 429 | 382|344 | 290 | 250 | 217 | 193 | 1.76 | 1.58 | 1.45 | 1.20 | 1.13 | 1.01 | 0.96 | 0.92 | 0.72 | 0.69

%k 22a : UN - UN 60° - SN84 / Tab. No. 22a: UN - UN 60° - external

i 7% 952 25 18 K X b 451 P A 40 B 0
£ TRk REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes 4295 (455 ~HRSUK] / Pitch [no of thread/inch]
4 145\ 5 6 7 8 9 101112 |13 |14 |16 | 18 | 20 | 24 | 28 | 32
1 047 | 045 | 043 | 0.36 | 035 | 0.30 | 028 | 0.27 | 0.27 | 027 | 0.25 | 0.23 | 0.22 | 0.23 | 020 | 0.19 | 0.17 | 0.17
2 044 | 041 | 040 | 034 | 033 | 028 | 026 | 0.26 | 0.25 | 0.26 | 0.24 [ 022 [ 0.21 | 0.21 | 0.19 | 0.17 | 0.15 | 0.15
3 0.40 | 0.39 | 0.36 | 0.27 | 0.26 | 0.25 | 0.21 | 0.20 | 0.20 | 0.20 | 0.18 | 0.17 | 0.16 | 0.16 | 0.15 | 0.14 | 0.1 | 0.13
4 0.36 | 0.31 | 0.31 | 0.23 | 0.22 | 0.21 | 0.20 | 0.17 | 0.19 | 0.18 | 0.7 | 0.5 | 0.14 | 0.14 | 0.2 | 0.12 | 0.0 | 0.08
5 0.32 | 0.26 | 0.26 | 0.22 | 0.21 | 0.18 | 0.17 | 0.16 | 0.16 | 0.15 | 0.14 | 0.13 | 0.13 | 0.12 | 0.10 | 0.08 | 0.08
6 027|023 | 0.23 | 0.20 | 0.19 | 0.16 | 0.15 | 0.15 | 0.14 | 0.13 | 0.12 | 0.11 | 0.1 | 0.08 | 0.08
7 025|021 | 020|018 | 017 | 0.14| 0.14 | 0.14 | 042 | 042 | 041 | 0.10 | 0.08
8 023|020 | 019 | 0.16 | 015 | 0.13 | 0.12 | 012 | 0.11 | 0.08 | 0.08 | 0.08
9 022018 0.19 | 0.15| 0.14 | 0.12 | 0.12 | 0.1 | 0.08
10 021017 | 0.18 | 0.14 | 0.12 | 0.12 | 0.1 | 0.08
11 019 | 0.16 | 0.17 | 0.13 | 0.1 | 0.11 | 0.08
12 0.18 | 0.15 | 0.15 | 0.12 | 0.08 | 0.08
13 016 | 0.14 | 0.12 | 0.11 z
14 015 0.14 | 0.10 | 0.10 E
15 012 ] 0.12 =
16 010 | 0.10 2
=
Bt TRE o
ol asa de ] | 407|3:62| 3:29 |2.71|2.33 | 2.08 | 1.84 1.6 | 152|139 129|119 1.05| 0.94| 0.84| 0.70| 0.60| 053 i
k
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£2 22b : UN - UN 60° - PI4R4L / Tab. No. 22b: UN - UN 60° - internal

¥ 75 45 B £ K R L 451 PR K S ISR B2
E TRk REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes WREE [f 5 <RS0, / Pitch [no of thread/inch]
4 145 5 6 7 8 9 (10|11 |12 |13 |14 |16 |18 | 20 | 24 | 28 | 32

1 044 | 041|042 | 035|034 | 0.30 | 0.28 | 0.27 | 0.27 | 0.27 | 0.25 | 0.23 | 0.22 | 0.23 | 0.20 | 0.18 | 0.17 | 0.17
2 0.41 {038 | 0.38 | 0.33 | 0.32 | 0.28 | 0.26 | 0.25 | 0.23 | 0.23 | 0.20 | 0.18 | 0.18 | 0.17 | 0.16 | 0.15 | 0.14 | 0.14
3 039|034 |0.33|025|024 022019018 | 0.18 | 0.18 | 0.15 | 0.14 | 0.14 | 0.14 | 0.13 | 0.13 | 0.09 | 0.10
4 0.33 | 028 | 0.27 | 0.21 | 0.21 | 0.18 | 0.16 | 0.15 | 0.15 | 0.15| 0.13 | 0.13 | 0.12 | 0.12 | 0.10 | 0.10 | 0.08 | 0.08
5 0.28 [ 0.23 | 0.23 | 0.18 | 0.17 | 0.15| 0.14 | 0.13 | 0.13 | 0.13 | 0.12 | 0.11 | 0.10 | 0.10 | 0.09 | 0.08 | 0.08
6 024|020 | 020 | 0.16 | 0.15 | 0.13 | 0.13 | 0.12 | 0.11 | 0.11 | 0.11 | 0.10 | 0.09 | 0.08 | 0.08
7 022 | 019 | 0.18 | 0.15 | 0.14 | 0.12 | 0.12 | 0.1 | 0.11 | 0.10 | 0.10 | 0.09 | 0.08
8 021018 | 0.17 | 0.14 | 0.13 | 0.11 | 0.11 | 0.10 | 0.10 | 0.08 | 0.08 | 0.08
9 020 | 0.17 | 0.16 | 0.13 | 0.12 | 0.11 | 0.10 | 0.10 | 0.08
10 0.18 | 0.16 | 0.15 | 0.12 | 0.12 | 0.10 | 0.09 | 0.08
11 0.17 | 0.15| 0.14 | 0.12 | 0.11 | 0.10 | 0.08
12 0.16 | 0.14 | 0.14 | 0.11 | 0.08 | 0.08
13 0.15 | 0.14 | 0.12 | 0.11
14 0.14 | 0.13 | 0.10 | 0.10
15 0.12 | 0.12
16 0.10 | 0.10

,Qi&]]i%ﬁ 3.7413.3212.992.46|2.13(1.88|1.66|1.49|1.36|1.25(1.14| 1.06 | 0.93| 0.84 | 0.76 | 0.64 | 0.56 | 0.49

Total infeed depth [mm]

£ 23 : NPT - NPT 60° - RIRGURI SRS / Tab. No. 23: NPT - NPT 60° - internal and external

I 7 W2 B 4 K B L f81 R K £ 1 S
£ TR REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes B2EE [ RG] / Pitch [no of thread/inch]
8 15 14 18 27
1 0.28 0.25 0.24 022 0.19
2 0.25 0.22 0.22 0.18 0.15
3 022 0.18 017 015 0.13
4 0.19 0.16 0.15 0.14 0.1
5 0.18 0.16 0.14 0.13 0.09
6 0.18 0.14 0.13 0.12 0.08
7 017 0.14 0.12 0.10
8 017 0.12 0.10 0.08
9 0.16 0.12 0.10
10 0.16 0.10 0.08
11 0.14 0.09
12 0.13 0.08
13 0.12
14 0.1
15 0.08
- alﬁﬁﬂﬁf[ ] 254 176 145 1.12 075
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£k 24a : RD - RD 30° - #MR4 / Tab. No. 24a: RD - RD 30° - external

ot 7 R B 8 K K Lt 51 PR £ Bl R
. REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes 12EE [ RG] / Pitch [no of thread/inch]
4 6 8 10

1 0.44 0.33 0.29 0.26
2 0.40 0.29 0.26 0.25
3 0.34 0.25 0.21 0.23
4 0.32 0.23 0.19 0.20
5 0.28 0.20 0.18 0.16
6 0.26 0.18 0.16 0.12
7 0.24 0.16 0.14 0.10
8 0.22 0.15 0.12 0.08
9 0.20 0.14 0.10
10 0.19 0.12 0.08
1 0.17 0.10
12 0.15 0.08
13 0.12
14 0.10

ol e o 343 223 173 1.40

£2 24b : RD - RD 30° - 484X / Tab. No. 24b : RD - RD 30° - internal

I 7 92 9 4 K R L f51 R 4K 6 1R 2
E TR REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
/.
Number of passes B2EE [~ IRGUEK] / Pitch [no of thread/inch]
4 6 8 10
1 0.46 0.38 0.26 0.27
2 0.43 0.34 0.2 0.26
3 0.40 0.30 0.21 0.25
4 0.35 0.25 0.19 0.22
5 0.30 0.21 0.18 0.18
6 0.26 0.19 0.16 0.13
7 0.24 017 0.14 0.10
8 0.22 0.16 0.12 0.08
9 0.20 0.14 0.10
10 0.19 0.12 0.08
11 0.17 0.10
12 015 008 8
2
13 0.12 s
o
14 0.10 2
=
Bt TRE x
Total infeed depth [mm] 359 2.44 1.66 1.49 m
&
D
[T
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% 25a : TR- TR 30° - SNRLL / Tab. No. 25a: TR - TR 30° - external

i 75 953 25 18 K B b 451 PR £ B O
- REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
E TR .
Number of passes $R8E [mm] / Pitch [mm]
14.0 12.0 10.0 9.0 8.0 7.0 6.0 5.0 4.0 3.0 2.0 1.5
1 040 | 038 | 038 | 038 | 037 | 037 | 037 | 034 | 031 | 027 | 025 | 023
2 037 | 036 | 03 | 035 | 035 | 034 | 035 | 033 | 028 | 025 | 024 | 022
3 036 | 034 | 034 | 034 | 034 | 033 | 032 | 027 | 024 | 021 | 020 | 018
4 036 | 034 | 034 | 033 | 033 | 031 | 029 | 025 | 020 | 017 | 017 | 014
5 035 | 032 | 032 | 031 | 031 | 029 | 027 | 023 | 019 | 015 | 014 | 012
6 035 | 032 | 03 | 030 | 020 | 026 | 025 | 021 | 018 | 013 | 013 | 008
7 034 | 030 | 031 | 029 | 028 | 026 | 023 | 020 | 016 | 013 | 011
8 034 | 030 | 029 | 028 | 027 | 026 | 022 | 020 | 015 | 042 | 009
9 034 | 030 | 028 | 026 | 025 | 024 | 022 | 018 | 015 | 012
10 033 | 020 | 027 | 025 | 024 | 023 | 020 | 016 | 015 | 040
11 033 | 020 | 025 | 024 | 023 | 022 | 018 | 015 | 014 | 040
12 032 | 020 | 024 | 023 | 021 | 022 | 017 | 014 | 013 | 008
13 032 | 028 | 023 | 022 | 020 | 020 | 017 | 013 | 0.0
14 031 | 027 | 022 | 021 | 019 | 019 | 016 | 010
15 031 | 025 | 022 | 021 | 019 | 017 | o014
16 030 | 025 | 020 | 019 | 018 | 016 | 012
17 03 | 024 | 019 | 018 | 017 | 012
18 020 | 022 | 018 | 016 | 015
19 028 | 020 | 017 | 015 | 013
20 027 | 020 | 016 | 015
21 023 | 019 | 015 | 013
22 023 | 018 | 015
23 021 | 017 | 013
24 019 | 016
25 017 | 015
2% 016 | 013
_ 27 0.1
o
7 28 0.15
s
o
o 29 0.3
= S RE
@ J p;
TN | rivce e oy | 82 | 672 | 57 | 516 | 468 | 417 | 366 | 289 | 238 | 183 | 133 | 097
E
=]
[T
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£ 25b : TR - TR 30° - 4R / Tab. No. 25b: TR - TR 30° - internal

i 75 42 B 4 K Lk 45l e EK ) R B2
. REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
E TR
Number of passes #2855 [mm] / Pitch [mm]
140 | 120 | 10.0 9.0 8.0 7.0 6.0 5.0 4.0 3.0 2.0 1.5
1 040 | 038 0.38 038 037 | 037 037 034 | 031 027 025 | 023
2 037 | 036 | 0.36 0.35 035 | 034 0.34 033 | 028 | 025 024 | 022
3 036 | 034 | 034 034 | 034 | 033 | 032 027 | 024 | 022 | 021 0.19
4 036 | 034 | 0.34 033 033 | 031 0.29 0.25 020 | 017 | 017 | 014
5 035 | 032 | 032 0.31 0.31 029 | 027 0.23 0.19 015 | 014 | 012
6 035 | 032 | 032 0.31 0.29 026 | 025 0.21 0.18 014 | 013 | 008
7 034 | 030 | 031 0.29 0.28 026 | 023 | 020 0.16 013 | om
8 034 | 030 | 029 | 0.29 027 | 026 | 022 | 0.20 0.15 0.12 0.09
9 034 | 030 | 028 | 026 025 024 | 022 | 018 0.15 0.12
10 033 | 029 027 | 025 0.24 023 | 020 | 016 0.15 0.10
1 033 | 029 025 | 024 0.23 0.22 018 | 015 0.14 0.10
12 0.32 0.28 024 | 023 | 021 0.22 017 | 014 | 013 0.08
13 0.32 0.28 023 | 022 | 020 0.20 017 | 013 | 0.0
14 0.31 0.27 022 021 0.19 0.19 016 | 010
15 0.31 0.25 0.22 021 0.19 0.17 0.14
16 0.30 0.25 020 | 020 | 0.18 0.16 0.12
17 0.30 0.24 0.19 018 | 017 0.12
18 0.29 022 0.18 016 | 0.15
19 0.28 0.20 017 | 015 | 0.13
20 027 | 020 0.16 0.15
21 027 | 019 0.15 0.13
22 0.23 0.18 0.15
23 023 0.17 0.13
24 0.21 0.16
25 0.19 0.15
26 017 | 013
27 0.16
28 0.16 -
€}
29 0.15 =
=
o
30 0.13 )
S IRE =
Jsh p; o
Total nfeed depth [mm] 8.47 | 6.71 57 | 519 | 468 | 417 | 365 | 289 | 238 | 1.85 | 1.34 | 098 i
&
D
w
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£k 26a : ACME - ACME 29° - JMZ4L / Tab. No. 26a: ACME - ACME 29° - external

i 75 953 25 18 K AR b 51 PR £ B R
E TR REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes 1R9E 453 ~HR4EK] / Pitch [no of thread/inch]
4 5 6 8 10 12 14 16

1 0.37 0.34 0.32 0.29 0.27 0.25 0.22 0.23
2 0.34 0.32 0.28 0.25 0.23 0.22 0.20 021
3 0.30 0.25 0.23 021 0.20 0.17 0.18 0.18
4 027 0.23 021 0.17 0.18 0.14 0.15 0.14
5 0.25 0.22 0.18 0.15 0.14 0.13 0.13 0.12
6 0.24 0.20 0.18 0.13 0.12 0.12 0.11 0.08
7 0.21 0.19 0.16 0.13 0.12 0.10 0.08
8 0.20 0.19 0.16 0.12 0.11 0.09
9 0.20 0.18 0.16 0.12 0.11
10 0.18 0.16 0.15 011 0.09
1 0.17 0.15 0.14 0.1
12 0.16 0.14 0.13 0.09
13 0.16 0.13 0.1
14 0.15 0.11
15 0.14
16 0.12

Total'ﬁ}ﬁ(ﬂzf)f[mm] 3.46 2.83 2.41 1.88 1.57 1.22 1.07 0.96

£: 26b : ACME - ACME 29° - P84 / Tab. No. 26b: ACME - ACME 29° - interal

i 75 952 25 18 K K L 451 A £ B R
£ TRk REDUCE THE CUTTING SPEED PROPORTIONALLY WITH GROWING THREAD PITCH
Number of passes $295 [455 < 4RLUEK] / Pitch [no of thread/inch]
4 5 6 8 10 12 14 16
1 0.37 0.34 0.32 0.29 027 0.25 0.22 0.23
2 0.33 0.31 027 0.25 0.23 0.22 0.20 021
3 0.30 0.25 0.23 021 0.20 0.17 0.18 0.17
4 0.27 0.23 0.20 0.17 0.18 0.15 0.15 0.14
5 0.25 0.22 0.18 0.15 0.15 0.13 0.13 0.12
6 0.23 0.20 0.18 0.14 0.12 0.12 0.1 0.08
7 021 0.19 0.16 0.13 0.12 0.10 0.08
8 0.20 0.19 0.15 0.12 0.1 0.09
9 0.20 0.17 0.15 0.12 0.11
10 0.18 0.16 0.15 0.12 0.09
11 0.17 0.15 0.14 0.1
12 0.16 0.14 0.13 0.09
13 0.16 0.13 0.11
8
2 14 0.15 0.11
<C
= 15 0.14
@
2 16 0.12
~ SR DRE
@ J P;
i | o coacepomy | 344 278 238 1.90 1.59 1.23 1.07 095
E
=)
[T
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T, YA (AR
TURNING OF RECESSES, CUTTING OFF AND COPY TURNING

FHE, IR EE Turning of recesses, cutting off and copy turning.

Pramet JJ &= RRFIEH IR @ MMM (A13%) 2 Productline of Pramet Tools allows productive turning of shallow
FERMRENSREE. X TEREHMAE , BEBET  and deep recesses, radial and axial (front). Further recesses of

BTHEKURBEIZES (BRHEEEH). circular profile with the possibility of following moving with sliding
/A Pramet FFEFIYINT ) TN TR &FER7  feed (generally copy tuming).
THRUNE 11 FR. Technological possibilities of recessing and cutting off tools

Pramet are schematically indicated on next picture no 11.

11/ Picture No.11

LCMF
LFMX
LCMX
LFMx _ ®
LFUX
(LCMF)
(LCMX)
LCMX - MO
SERRfE FHEE Recommendation for practical usage:
MFEEEITZ (URMMNZE) MTEE 12 FiR. Procedure at turmning (deepening and widening) of recess is

schematically indicated on next picture no 12.

12 / Picture No.12

z
€}
=
<
=
S

EE A THEE F WK LCMF AR AR Note: you achieve flat seating surface by using of the cutting z

H. AYTIAREERBENAA ¥ BN, inserts LCMF with chip breaker F. Allowance of overlap of width of insert o

-2 times corner radius . £
&
S
w
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T, S RER

TURNING OF RECESSES, CUTTING OFF AND COPY TURNING

MRBMTEME , BETEE 13 HAARNERF.

13/ Picture No.13

In case you machine counter (wide recess) follow the procedure
schematically indicated on next picture 13.

AE  EATHMEE MBI LCMF, %0E
RIBBER"Y

aplfﬁw - FF 12015 mm/#,

-4 F £=0.25 mm/#,
1 0BT 0 H0 %R V148 =R %t (B A2 3 2B o0 # 1T R FE R HI

a,=3mm y=0.07mm
a,=3mm y=0.08 mm
a,=3mm y=0.10mm

- 34F £=0.35 mm/#t,
B, ERATEE 14 R RNER.

14 | Picture No. 14

Note: Use the cutting inserts LCMF with chip breaker M. You
must consider the tool's deformation “y”

a o - for f =0,15 mm.rev’;
- for f=0,25 mm.rev’;
- for f=0,35 mm.rev’;

At widening of counter and deepening or slide turning with round
transitions use the procedure indicated on next picture No. 14

a,=3mm y=0,07mm
a,=3mm y=0,08mm
a,=3mm y=0,10mm

MFEREMT (FEFLIEI T K TIE) / Roughing of counter (insert with round cutting edge)

15 / Picture No.15

e

Picture No.15

i

MBI (FEFEIEI I/ TIE) / Finishing of counter (insert with round cutting edge)

16 / Picture No.16

Picture No.16

320

D[mm] a, [mm]
3 0.15
4 0.20
5 0.22
6 0.25
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T, S REHE

TURNING OF RECESSES, CUTTING OFF AND COPY TURNING

I EEATEFEI TN AT TR R
B, BRAYIRA I ERH 40%.

I3 EBREERAEBENZNIERBH IR ,
LUHBRIRSN

T DHAMAMSREET THMNEERS (ERME
MFELL)o

T3 JENEISRE THNEERL TR —5
B, 2Z+£01mm,

T YIEAEHEAAUEBHEEEFELIEIT , )
EERAIYIEI T R A T A DL

T3 EEHIFHMES  FEERERAENLUEER
SBEEREBN IR DHHABLAFETT
THM ek , ANSEMIESMERER
S RHIX B

MBEDEAEMENNELE  WE17 FHIA,
N AFFE A BTN T4 ES, MEFIE
MEMBHAELE  NE 17 B4l B, W4T
TEIBHETHHT A

I[D At copy turning by indexable cutting inserts with
round cutting edge is the maximum depth of cut 40%
of diameter of cutting insert

Choose the tool holder with maximum cross-section
and minimum tool overhang to eliminate vibrations.

Longitudinal axis of cutting insert must be perpendicular
to axis of rotation of workpiece (at radial recesses).

Cutting edge of the cutting inserts must be in the level
of axis of rotation of workpiece in tolerance + 0,1 mm

Cutting coolant must be led directly to cutting edge in
sufficient volume, to cool the cutting edge effectively,
and to part of tool holder under the cutting edge as well.

At turning of front recess is necessary to choose the right
tool holder for the needed range of diameters of recess.
Longitudinal axis of cutting insert must be parallel with axis
of rotation of workpiece. Otherwise the risk of excessive
friction of the tool against the walls of recess arises.

In case the flank sticking on outer wall of recess occures,
example A on picture 17, you have to move the cutting
edge above the axis of workpiece. In case the flank
sticking on internal wall of recess occures, example,
picture 17, you have to move the cutting edge below the
axis of workpiece.

¢ & & 4§

g

ERTERIMER , TEMFERME L, BNTE2E
BIH,

17 | Picture No.17

At the front recessing must be the tool in the axis, otherwise the
tool chafes against the workpiece.

BERERTBISIRIFERE , EUEBHNEERE
TR AT B HERAMEERRARETEI T,
TIWEY ZARER 50 e ) EERDIR EE

Very important is usage of effective cutting coolant, led
directly to cutting edge in sufficient volume. Cooling must
reduce the temperature of cutting edge and the underlayed part
of tool holder with the seating for cutting insert as well.

PRAMET
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AR EHIARAN NEEH (EA)

TURNING OF SLENDER SHAFTS AND INTERNAL TURNING (BORING) OF DEEP HOLES

EXFHERT , ERBEIDR (B3O8 DR
HIDERE) i, BEZRIK-ITE-THRERER
BRZERIE TR,

WV E D ER, MIREREAR THHRL
BEBEAEZME.
REENTHONERERBBIRIFENETER
 ESNBFEI P S BB BRNMTHEE , ERE
FHIRNEERR N IR (HET) B9RIER,
AEEHRKSERNLERRE,

A
a=L

In both cases consider the possibility of self-excited or forced
vibrations of the system machine-tool-workpiece when you
choose the working conditions (especially cutting conditions
and geometry of cutting edge).

Vibrations affect negatively the wear of cutting edge and the
quality of machined surface and the final precision of workpiece
as well.

The reduction of rigidity of one of elements is the primary cause
of the self-excited vibrations, mostly itis due to slenderness of the
machined shaft at external turning and lower rigidity of the tool
holder (boring bar) at internal turning.

Degree of slenderness is defined as ratio of the length of shaft
L and it'sdiameter

Y+ E degree of slenderness
L #i lenght of shaft  [mm]

D D B4R diameter of shaft [mm]

SWERTRNBINHNNIRFTESNTRER
MENTEKENB M , WEPTR.

EXMERT , TEAMN THEERBEMNAK
B, XHAKERSRE (SLE 18)

18 / Picture No.18

Mostly we can see the machining of the shaft with more different
diameters, stepped on different length, see the picture.

In this case we characterize the degree of slenderness by
reduced slenderness which is defined by the median diameter
of the shaft (see the picture no. 18)

DL, +D,L,+...D,L,

L
_______ [ I s I
Q S
D,D,D,... HEAMBINER [mm]
Diameters of stepped parts of shaft [mm]
Ln A oLLL... ARESIHKE mm]
L Length of stepped parts [mm]
RARWAKE L. HTEHNLERRBE Reduced degree of slenderness .., is defined as ratio
L
}\‘red = 55
TR ERRTEERNBEFHINHNAKE The rigidity of tool holder depends on its slenderness at internal
turning
L
A==
D

L RRMHKE , D RIWER L is length of overhand D is diameter of tool holder

z
o
=
<
=
o
o
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AEHBEHIARAN N E ] (EA)

TURNING OF SLENDER SHAFTS AND INTERNAL TURNING (BORING) OF DEEP HOLES

TN S EMHI - £ MR (FRE), THRE
16 69 32 FE 60 B o 69 80 ) 9 3 #R 3 69 B2 | Ko
EXRREFERRS , E251 R AR, XTI
FHFEENE | RRNEBFAF SRR EN L
BEFAER,

TH , SRR ERE A H — L BAEL
EEMNTE , BTUEBRBERA , FRANTH DR
K (BE@FMLI@) , AR B RS,

Cutting force causes elastic deformation (deflection) at
turning. The deformation of workpiece in direction of radial
and tangential component of cutting force is most important for
raise of vibration.

The self excited vibration rise when the deformation reaches
the specific limit. There are a lot of articles with the theme of
vibration in technical literature which describe in more detailed
way the mechanism of rise of vibration.

In next paragraph we show some of concrete recommendations
how to avoid a raise of vibration.
The higher probability of vibration is at roughing where higher
cutting forces act (radial and tangential) due to cut of bigger
chip cross-section.

MiZEAER () RAERS « = 90° W)
B | LU =R A AT REtE,

You should use the tool with maximum setting angle (near)
K, = 90° to reduce probability of vibration.

EXFERT , ERADERE a, MIHAE f. &
AYIBEE h WENR , #EFEMEHIE DR HE
HINEBD N F, (SERIGER) I&/ME. Y18HH
BWHAD N F, £ « = 90° BHETH K (A THEEE
BHGER , HETHENEER D). SAE19a, b
TEER, fIMEERA « =75° &, F, EHM = 90°
R AE LB K4S,

19 / Picture No.19
a)

NRAR (BAXEr) LNERIEERS « =90°
BT ST HI B9 4R 18 55 h 2N B Ko
BREVHIFEBIHAHERS I. &
BUHA F, A F, ARKDHSAE 20, £
&y, YHDEDRIDRENERD D F,MITHH
TR () 2BE - MNEEN XK,

2PRAMET

Inthis case you reach at cutting depth a, and feed f the maximum
chip thickness h, the specific cutting resistance reaches the
minimum value and the radial component of cutting force F,
as well (which causes the deflection of workpiece). The feed
component of cutting force F, reaches the maximum value at
Kk, = 90° (acts in direction of axes of rotation of workpiece, has the
minimum influence on its deflection). See the schema on picture
19 a, b. For instance at setting angle «, = 75 grows value of F,
two times compared with the value at «, = 90°.

The forces acting on the corner of cutting insert (with corner
radius r,) has the biggest influence on radial component of cutting
force at setting angle «, = 90°.

This is a passive component of cutting force which pushes away
the workpiece. lts components participate on raise of cutting
forces F, and F, as you can see on the picture 20. There is
a direct rule of proportion between radius r,, share of cutting
forces acting on corner of cutting insert on component F, and
deflection (pushing away) of workpiece.

323
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AEHBEHIARAN N E ] (E)

TURNING OF SLENDER SHAFTS AND INTERNAL TURNING (BORING) OF DEEP HOLES

20 / Picture No. 20

AT D HIES N RN , FEEREEH/
BA¥Er WA,

NTEPD R KRE , BERAEERAANIEM
BEERA y NETEE (BEF) , HETRENE
ST ERHTELIEIA (SIEI TR E) - #FIE9L0
HIZ (3E S - fIA + HTEE),

In order to reduce the probability of vibration is necessary to
choose the smallest corner radius of cutting insert r..

To reduce raise of vibration is necessary to use chip breaker
with maximum rake face land angle y (reduction of F,) and if
possible with honed cutting edge (cutting edge condition E)
— sharp cutting edge (not S — chamfer + honing).

YA IERIHERFREREATRERSH ,
RERDIW AR N CRENRAREE I T HHI
FNHTEER), HEMERT PVD 2RNEESHHE
MTCVD SREHIES | i1 6640 5).

The probability of raise of vibration grows when tool with
abnormal flank wear or coated grades are used (bigger thickness
of coating layer increases the radius of honing of cutting edge).
The application of PVD coated grades or grades with thin MTCVD
coating is recommended for example grade 6640).

EFHAANERARAERN I TNRENZ
A EETIHI TR | 55 —REBEHIRE a,
SRARRF= A R B HY E1 R

Use the biggest diameter of boring bar and the shortest
overhang at internal turning.

The problem of raise of vibration can be solved by the
choice of cutting conditions, especially by the reduction
of cutting depth a,.

RTEBEBOTE IR , TAERTRFNEE
(BYRREENHE), XEREERAT I «=90°
MIREAr,=08mmHTIE,
PIEERERS N MHATHE, RN ATAKELIH]
HHRE | REES REIHIEEEBRIRS) . FTABE
EERMTHRE B EEREHIRE,

324

For choice of right cutting conditions you can use values in
following table (experimentally determined values). The values
are valid for the tool with cutting insert k, ~ 90° and corner
radius r, = 0,8 mm.

The influence of cutting speed on vibration is not evident. We
can reach the change of frequency of cutting force and next to
eliminate the vibration by the change of cutting speed. Thatis why
is necessary both to increase and decrease the cutting speed.

PRAMET
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TURNING OF SLENDER SHAFTS AND INTERNAL TURNING (BORING) OF DEEP HOLES

21/ Picture No.21

6.0
5,5
50
45
40
35
30
25

f= 0.4 [mm/#%] / [mm.rev’]

f= 0.5 [mm/%&] / [mm.rev’]

f=0.6 [mm/¥%] / [mm.rev’]
f=0.7 [mm/#%] / [mm.rev’]

2,0

f=0.8 [mm/¥&] / [mm.rev’]

15
5 6 7

9 10 11 12

EE A, Degree of slendermness A

NTHAB O M. BYATHRLE , KT
THIAEREZEHRRNTR . PAARTENE N
MR EHLE,

FHIEE AR A, >> 120, ERARIE B3+
WER) AR R A H R RS, BRIIRIREELIHI N
Z3 , AEE AN IE NS BT,
REBINRIEEY , BHLFERRATRIEET
e BMBED, RORTEENINMER. SED
WRES S HF AR, WRRDEMA NGRS (W0
BERE), NEMISREERDMIRIE.,
ERRAEFERN T EHTERNEAN , ERTRIE
RN TREFRANSR.

2/PRAMET

The same you can do with feed. The value of cutting force and
shift of frequency of its oscillation is reached by the change of
feed. So we recommend both increase and decrease it.

Atturning of very slender shafts ., >> 12 is very effective to use
follow rest (travelling stay) to eliminate the vibration. The follow
rests follows the movement of cutting edge and support the
workpiece in point of cut against the direction of cutting force.

The follow rests are very effective however you have to pay
attention to adjustment of pressure between the rest and
workpiece. The rest must not deform the machined shaft. The
high pressure may cause forced vibrations. If the part of rest is
rotating element (for example antifriction bearing) the touch point
must have the minimum run out.

Effective is the usage of special boring bars with shock absorber
for turning and boring by the very slender tool.
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* 27 HEEIRETHE

Table No. 27 RECOMMENDED SCREW TORQUES
#1& | Specification
24T / Screw
BEFH B
RETHPRR iz Torque handle Shank
Marking of screw Torque 1844 7) R KE
(Nm[* Screw driver Thread Length
@ﬁ / [mm]
US 2505-T07P 0.9 MR-0.9 D-T7P SDR TO7P M2.5 5.2
US 2506-T07P 0.9 MR-0.9 D-T7P SDR TO7P M2.5 6.3
US 3007-T09P 2.0 MR-2.0 D-T9P SDR T09P M3 7.5
US 3510-T15P 3.0 MR-3.0 D-T15P SDR T15P M3.5 10.4
US 3510A-T15P 3.0 MR-3.0 D-T15P SDR T15P M3.5 10.4
US 3512-T15P 3.0 MR-3.0 D-T15P SDR T15P M3.5 12.5
US 3512A-T15P 3.0 MR-3.0 D-T15P SDR T15P M3.5 12.5
US 4008-T15P 3.5 MR-3.5 D-T15P SDR T15P M4 7.8
US 4011-T15P 35 MR-3.5 D-T15P SDR T15P M4 10.5
US 4512-T15P 5.0 MR-5.0 D-T15P SDR T15P M4.5 12.0
US 4514A-T20 5.0 MR-5.0 D-T20 SDR T20 M4.5 14.0
US 5012-T15P 5.0 MR-5.0 D-T15P SDR T15P M5 12.0
US 45013-T20P 5.0 MR-5.0 D-T20P SDR T20P M5 13.0
US 46017-T20P = = = SDR T20P M6 17.0
US 8020-T30P - - - SDR T20P M8 20.0
SR 85011-T15P 5.0 MR-5.0 D-T15P SDR T15P M5 11.0
SR 85017-T09P 2.0 MR-2.0 D-T9P SDR T09P M5 17.0
SR 85020-T15P 4.0 = = SDR T0O9P M5 20.0
SR 86025-T20P 6.5 - - SDR T20P M6 25.0
HS0520C 6.0 = = HXK 4 M5 20.0
HS0616C 8.0 = = HXK 5 M6 16.0
HS0620C 8.0 = = HXK 5 Mé 20.0
HS 0625C 8.0 = = HXK 5 Mé 25.0
HS 0620 8.0 - - HXK 5 Mé 20.0
HS 0625 8.0 = = HXK 5 M6 25.0
*) ERFAE IR KA HIET MR E FRMET.
*) Torque handles and shanks are to be ordered with mentioned torques.
1R4TRE SCREW LUBRICATION
)
R e oo o T T e o et
i
E
z
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SXNTEFNNA , TR ENMRIFES

APPLICATION OF DISK CALCULATOR, INFORMATION PRINTED ON INSERT BOXES

22 | Picture No. 22

1t & &% / CALCULATOR

1+ & 455 / CALCULATION PROCEDURE

~
% / NUMBER OF REVOLUTIONS
B T4 #IAZE] FOR MILLING AND TURNING

R cutting spe.,
DY mimin g5

HHBUNIHER
R NERGEINEOS.
ESRAYHIEERNNE EATURIZB RS,

Turn the disk to set the work piece diameter
or diameter of milling cutter into window.
Adequate number of revolutions you find

on disk opposite to used cutting speed.

\

2JPRAMET |

il | Example

- TH#E% 63 [mm]/ workpiece diameter 63 [mm]

- FRAYIRIEE - v, = 160 [m/24F] / used cutting speed
-V, =160 [m.min"]

1) ESEAENNEOF , REDEHTHHER (63 mm)

Set the diameter of cutter or workpiece (63 mm)
at window opposite to arrow

2) ELIHIEEMZIER £, HKEIFTANBUE (160 m/2 &)
Find the used value (160 m.min"') on the scale of cutting speed

3 EEAMERL , HIEFELMHRE
(~ 800 /% %)
On circumference of blue disk find adequate revolutions
(~ 800 rev.min-1)

23/ Picture No. 23

T & L EDRIE & / INFORMATION PRINTED ON INSERT BOXES

woojoweld -mmm

TIAHISO B#E

1SO code of cutting insert

PALEEE ]
Bar code

BE
Quantity

|

£l
(m/min)
(mmt)
(mm)

0626 WN-38070Z} IWND

LIWVEd(C

Internal code

CIHIRE
Depth of cut

IHEE
Cutting speed

FER A4S W The main area of application
3 — 2 # R A4 @ Further area of application
A% A O Conditional application

bt
Product number (JK)

R ER -
[G:bsalllaeg it B

CNMG 120408E-NM|;9230

80008452
0430209-5208

P10-P35
350-240
0,20-0,40
0,8-3,0

0iik:3)

D PRAMET

$15-825
105-45

0,20-0,24

0,8-1,8

QTY 10

s

e
[

M10-M30 K15 K30
210-140 = 330-225
0,20-0,30 = 0,20-0,40
0,8-2,3 0,8-3,0

CIHIRE , R T DA RRANBBLEH
Cutting depth with respect to insert shape and chi

HeR BT IRERABBSEA

Feed rate with respect to insert shape and chip former

AARTHIRE | X T HIRER LB
Initial cutting speed with respect to depth of cut and feed

Priority of choice: -
(usability with respect to cutting SRR
grade and geometry) Grade aplication field

HAISO 513 FREM YIHI N 22
ion of cutting grades according to IS0 513

2/PRAMET
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* 28 BERER

Table No. 28 HARDNESS CONVERSION TABLE
B @ / HARDNESS B f&E / HARDNESS
Strength Strength
(MPa] WE HE B BE MPa] WE $E B B
BRINELL | VICKERS | ROCKWELL | ROCKWELL BRINELL | VICKERS | ROCKWELL | ROCKWELL
Rm HB HV HRB HRC Rm HB HV HRB HRC
285 86 90 - - 1190 352 370 - 37,7
320 95 100 56,2 - 1220 361 380 - 38,8
350 105 110 62,3 - 1255 371 390 - 39,8
385 114 120 66,7 - 1290 380 400 - 40,8
415 124 130 7,2 - 1320 390 410 - 418
450 133 140 75 - 1350 399 420 - 42,7
480 143 150 78,7 - 1385 409 430 - 436
510 152 160 81,7 - 1420 418 440 - 445
545 162 170 85,8 - 1455 428 450 - 453
575 171 180 87,1 - 1485 437 460 - 46,1
610 181 190 89,5 - 1520 447 470 - 46,9
640 190 200 91,5 - 1555 456 480 - 47,7
675 199 210 93,5 - 1595 466 490 - 48,4
705 209 220 95 - 1630 475 500 - 49,1
740 219 230 96,7 - 1665 485 510 - 49,8
770 228 240 98,1 - 1700 494 520 - 50,5
800 238 250 99,5 - 1740 504 530 - 51,1
820 242 255 - 23,1 1775 513 540 - 51,7
850 252 265 - 24,8 1810 523 550 - 52,3
880 261 275 - 26,4 1845 532 560 - 53
900 266 280 - 271 1880 542 570 - 53,6
930 276 290 - 28,5 1920 551 580 - 54,1
950 280 295 - 29,2 1955 561 590 - 54,7
995 295 310 - 31 1995 570 600 - 55,2
1030 304 320 - 32,2 2030 580 610 - 55,7
z 1060 314 330 - 333 2070 589 620 - 56,3
% 1095 323 340 - 344 2105 599 630 - 56,8
g 1125 333 350 - 355 2145 608 640 - 57,3
é 1155 342 360 - 36,6 2180 618 650 - 57,8
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