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Quality Standard

ISCAR has been certified by the prestigious Standards Institution,
as being in full compliance to ensure delivery of the finest quality
goods. Quality control facilities include the metallurgical laboratory,
raw metal testing, an online testing procedure and a machining
center for tool performance testing and final product inspection.
Only the finest products are packaged for entry into

ISCAR’s inventory.
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Grade Recommendation Based on the Type of Workpiece Material
Insert Grade
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Tool Materials / Selection Guide
ISCAR cutting tools provide a diverse selection of
tool materials, such as PCD, CBN, bidemics, ceramics,
Cermet and carbide (coated & uncoated).

These materials suit different cutting

conditions and requirements.

This catalog emphasizes the materials
PCD, CBN, and Ceramics.
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Sub-micron carbide

feed / toughness
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For High-Speed Cutting of Hard Materials and Cast Iron
This material is created by combining cubic boron nitride
(CBN) with a unique ceramic or metal binder. It possesses
remarkable hardness at both normal and elevated
temperatures. One of its key advantages is its low chemical
reactivity with workpiece materials. It is primarily used for
machining high-hardness materials and for high-speed
cutting of cast iron, proving efficient in these applications.

Highly Efficient Machining for Heat-Resistant
Super Alloys (HRSA)

ISCAR's bidemics is the most recent breakthrough
insert grade to impact the HRSA machining industry
since the introduction of whisker-based ceramics .

Bidemics is a patented material with exceptional physical
properties that surpass the current whisker-based
ceramics grades commonly used in HRSA applications.

For High-Speed Cutting of Non-Ferrous Metals

Diamond, renowned for its exceptional hardness and limited
affinity with nonferrous metals, possesses remarkable
resistance to deposition and wear. Nevertheless, its
application as a tool is impeded by its low toughness and
vulnerability to chipping. PCD (polycrystalline diamond)
presents a solution to these challenges, achieved through
theintering of micro-grain diamonds into a polycrystalline
structure while retaining the distinctive properties of diamond.
This material enables high-speed cutting of nonferrous,
surpassing the capabilities of carbide cutting tools

For High-Efficiency Cutting of Hardened

Materials and Cast Irons

Ceramic tools are renowned for their exceptional heat
resistance and chemical stability, which enable high
cutting speeds and efficient machining. With a wide
range of tools available in various shapes and made
from materials like silicon nitride, alumina, and whisker
series, ceramics tools often outperform carbide tools in
numerous applications, ultimately leading to productivity.

ISCAR




Member IMC Group
o=
|4 1| []



Ceramics Typical Uses

Disc and Drum Brakes

Poly - V Pulleys

Mill Rolls

Hardened Materials

B ..



Types of Ceramics

ISCAR ceramic tools deliver exceptional machining
efficiency due to their outstanding high-temperature
hardness, heat resistance, and chemical stability. To cater
to specific application needs and achieve higher efficiency
at increased cutting speeds, ISCAR provides a range of
ceramic tool materials such as silicon-nitride-base, alumina-
base, and whisker-reinforced, available in diverse shapes..

Alumina+TIC-Based Ceramics (Black Ceramics)

By incorporating TiC (titanium carbide), the toughness of
this material is enhanced. As a result, it can be effectively
utilized for semi-finishing to finishing operations on

both regular cast iron and hardened materials.

Silicon Nitride-Based Ceramics

These types of ceramics are particularly well-suited for
high-speed roughing of normal cast iron. With these ceramics, it
is possible to achieve machining speeds of up to 1000 m/min.

Whisker-Reinforced Ceramics

By incorporating SiC whisker, the wear resistance and fracture
resistance of the material are substantially improved. This
makes it the preferred option for machining heat-resistant
super alloys and rolls that are composed of cemented
materials. These ceramics tools excel in their ability to
withstand wear and fractures, making them highly suitable for
demanding machining operations involving such materials.

Alumina-Based Ceramics (White Ceramics)

Due to its exceptional wear resistance, this material is highly
suitable for achieving efficient high-speed finishing on
regular cast iron surfaces.

Advantages of Ceramics Cutting Tools
The material retains high hardness even at elevated
temperatures. Excellent wear resistance at high cutting speed.

High temperature conditions do not significantly impact
the breaking strength of the material. As a result, stable
machining can be achieved in the high-speed range.

Vickers hardness (GPa)
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A Revolution in HRSA
(Heat-Resistance Super Alloys)

ISCAR Bidemics is the most recent cutting-edge insert material
to revolutionize the HRSA material machining industry, marking
a significant advancement since the introduction of whisker
ceramics. This groundbreaking material offers unprecedented
capabilities and performance in HRSA applications.

Bidemics is a patented material with exceptional physical
properties that surpass the current whisker grades

commonly used in HRSA material applications. The industry
and global community are recognizing the remarkable

results achieved through the utilization of bidemics,

leading to its growing popularity and reputation.

ISO5 and 1S10 Semi-finishing and
Finishing / Rough no Scale

I1SO2 Finishing

It exhibits a speed capability that is 10 to 15 times
higher compared to carbide materials.

e The surface finish it achieves is superior

to carbide and materials.

It utilizes advanced brazing technology for
exceptional strength and performance.

e The speed capability can reach up to 480 m/min.
« The tool life is significantly extended in the
speed range of whisker-based ceramics.
« |t exhibits better wear resistance and notching
resistance than whisker-based ceramics.
o |t delivers a superior surface finish compared
to whisker-based ceramics.
« The bidemics family has been enhanced with the
addition of 1S10, providing improved toughness. Increase Productivity vs. Carbides Shows
10 to 15 Times Higher Speed Capability

Increase Productivity vs. Whisker-Based
Ceramics Significantly Extend Tool Life At 1S02
Same Speed Double Speed Capability

Carbides

1S05
1S10
Whisker-
540 T
Based =
Ceramics E|480 T
E
1505 S0 T
« Higher speed, more productivity than ceramics. ®lae0 +
o Suitable for hard turning conditions &
(external/ end face turning). Turning using g’ 300 +
more toughness with RNCN type insert. £
o Offering excellent notch wear resistance. Y1240 +
IS10 180 +
« Turning at the corner part, grooving.
« Chipping occured when using ISO5 grade.
o Turning under low rigidity.
higher lower
< rigidity of work material >
Grade | Work Material Tooling Applications Cutting Speed (m/min) Feed (mm/rev)| D.O.C (mm) |Dry|Wet
rough no scale 180-480 0.15-0.30 1.00-2.50 .
heat resistant alloy turning
semi-finish 180-480 0.10-0.25 0.50-2.00 .
heat resistant alloy turning finish 180-520 0.10-0.25 0.20-1.00 .

28 ISCAR




1 Higher Speeds, More Productivity

The superior physical properties of ISO5/IS10 compared

to whisker-based ceramics allow for increased speeds,
potentially reaching up to twice the speeds of whisker-based
ceramics. This increase in speed can enhance productivity
and potentially eliminate the need for additional equipment
to meet growing demands. Unlike HRSA materials, which
produce continuous chips that can easily break at higher
cutting speeds, ISO5/IS10 enables more efficient chip removal.

Competitor's
480 m/min Whisker-Based
Ceramics

1%t pass after
0.50 min

2nd pass after 1 min impossible

2 Longer Tool Life

The combination of high hardness, superior thermal
conductivity, and improved strength in ISO5/IS10
compared to whisker-based ceramics leads to
significantly longer tool life when used at typical whisker-
based ceramics speeds, feeds, and depth of cut.

Competitor's
330 m/min Whisker-Based
Ceramics

1t pass after
0.75 min

2nd pass after
1.50 min

3 Works Well on a Wide Range of
High Temperature Alloys

Bidemics shows successful results.

e Inconel 718

e Inconel 625

e Inconel 718 plus
e Rene 41

e Rene 88

¢ Rene 104

o Waspaloy

4 Superior Surface Finish

Carbide

Ra 0.64 um 275 um
Roughness

Rz 3.36 um 9.64 um
Cutting Speed 240 m/min 35 m/min
Feed 0.15 mm/rev -
Cycle Time 3.3 min 14.7 min
Removed Chip 48 cc -

ISO2 exhibits remarkable wear resistance and notching
resistance, leading to consistently superior workpiece
surface finishes when compared carbide material.

5 Speed Up Grooving Operations

GCP grooving inserts are now available.

Member IMC Group
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Insert Grades

Applications
Scale No Scale | Finishing Grooving Milling Endmills
E erergt We
e 4 T
2 . f ---{-'ﬂ. s \
G | Grade | Attributes i e Ll 3
IS14 versatile grade for a a a o o
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best balance of
° o @) o O
Sk toughness and hardness
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o ° ° ° o
1545 scale of inco718
1555 best grade for o o
waspaloy with scale
1502 s:p.eual grgde for o
finish turning
ke special grade with
5 ISO5 | higher speed and longer O @) ° O
-3 tool life potential
1S10 ~add.ed tqughness o o o o
in bidemics
W10 general versaFlle c . o
grade for turning
O First choice
@® Second choice
540 f— 1S02
480 —
420 —
360 —
300 — I1S15
1S45
240 [—
] 1555
180 —
120 —
60 [—
- .
continuous light interrupted heavy interrupted
Grade Roughing with Scale Roughin Semi-Finishin Finishing
1S14
) I1S15
SIiAION 1S45
I1S55
1S02
Bidemics 1S05
1S10
Whisker W10
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Applications
Roughing Roughing and
with Scale Semi-Finishing Profiling Grooving Milling Endmills
{ ‘—j - !I/,,f P
Workpiece Cutting Speed (m/min) Feed (mm/rev) Depth of Cut (mm)
Application | Grade | Material | 180 240 300 360 420 480| 04 02 03 04 05|05 10 15 20 25 |Coolant
! BBy waspaloy 200 (180-240] 0.3 (02-0.35) 2.0 15:5.0)

. i t
Roughing | 1845 | inco718 200 (180-340) 0.3 (0.9-0.35) 2.0 15:5.0) we
with Scale @

R Universal 240 (180-570) 0.2 (01-0.3%) 2.0 (10-5.0)
2 R N O
¢ 210-390 (180-480) 0.2 (013-0.28) 17 (10-2.5)
IS45
Roughing IS15_| universal 210 (180-270) 0.2 (015-0.3) 2.0 (10-2.5) wet
No Scale 1S14 @
N O o] o
u 240 (180-300) 0.2 (012-0.25) 17 (1.0-2.5)
& ” e () mm 0O )]
o u 210-450 (180-480) 0.2(01-0.25) 1.5 (1.0-2.0)
.’
i t
UTElE] 240 (180-270) 0.2 (012-0.25) 1.5 (1.0-2.0) we
Profiling and @
Somi.Finieh - ) | el ()]
240 (180-330) 0.2(01-:0.25) 1.5 (1.0-2.0)
] wet
L 4 L e—) ol
210-480 (180-510) 01 (0.05-018) 0.25 (013-0.76) @
Finishing
> ereet |- O (€
; 360 (180-480) 0.07 (0.05-01)
¥ - i
> B \/aspaloy 210 (180-240) 015 (0.67-017)
Groovin wet
9 IS15 |
1S14 UmhEsel 230 (180-270) 11(0.07-015) @
universal ‘. [.]
240 (180-330) 0.07 (0.05-01)
Workpiece Cutting Speed (m/min) Feed (mm/rev) Depth of Cut (mm)
Application | Grade | Material [300 450 600 750 900 1000 1200|0.05 0.07 040 012 015| 05 10 15 2.0 2.5 |Coolant
| --'#?f il universal dry
&’ 1S14 810 (600-1200) 01 (0.07-012) 17 (1.0-2.5) @,
Milling R Universal 750 (450-1000) 012 (01-015) 2.0 (1.0-2.5)
dry
I1S45 | universal ’g
Endmills 600 (300-1000) 0.02-0.03
first choice
Y| n




16

Heat-Resistant Super Alloy Machining
Key Points in Machining

The Key to Successful Heat-Resistant Alloy Machining

the Use of “Bidemics” and “Ceramics”.

Bidemics and ceramics materials improve productivity

in machining heat-resistant super alloys.

Bidemics have excellent abrasive wear resistance and SIAION.
Ceramics have excellent wear resistance on the infeed side
Bidemics provides high-speed machining and superior surface
finishes not possible with conventional ceramic materials.
Optimizing cutting conditions and tool

grade enables stable machining.

Selection of Insert Shape with Toughness
Select inserts with higher strength cutting edges if possible.

R C S C T D \'/

Strength Increases

Selection of Corner R with Superior Strength

The larger the insert’s corner radius, the stronger the
insert’s cutting edge and the longer its life. However,
note that the larger the corner radius, the higher the

cutting resistance. In general, RNGN1207 inserts are

used for rough machining and CNGN1204 inserts are
used for finish machining of heat resistant alloys.

ISCAR

Minimize Overhang
If the overhang is too long, chattering or chip loss will occur

Insert Chipping Protection

Before machining, be sure to chamfer the corners of the
workpiece. Machining sharp corners of workpieces without
chamfering will result in chipping or defects of the inserts.

&

No Dwell Allowed
Please note that if the insert is in contact with the
workpiece at zero feed, wear will progress significantly.

Coolant

Wet machining is recommended when using bidemics,
SiAION-based ceramics, or whisker-based ceramics in turning.
However, dry machining may be more effective in the case of
strong interrupted machining. When using SIAION ceramics
(IS15, 1S14, 1S45) in milling, be sure to use dry machining.

Cutting Edge Treatment

Sharp edge preparation is required when machining
heat-resistant super alloys, but in the case of ceramic
inserts, minute angle chamfering or round honing is better
for wear resistance, especially border wear resistance.



Troubleshooting

Adjustment of Cutting Conditions

Cutting Speed (m/min) Feed Rate (mm/rev) Grade Attribute

SiAlon Bidemics m Bidemics Bidemics m Whisker
Notch Wear n b4 a b4 () [ )
Flank Wear ~ wyr=oe—— [N 3 JIR a ~ ° o* ®

Breakage ‘m- 1 Q R N O [
i o "

@ First Choice O Second Choice
*1S14 or IS15

Result

1 IW10 - Increase Cuting Speed a 1S14, 1S15, 1545, 1S55 Increase Feed Rate

TR
20 T .
Whisker
15 + reinforced ceramic “
05 + A
\_
T T

I I
0 0.1 0.2 0.3 0.4 0.5

feed (mm/rev)

150 m/min 550 m/min

flank wear (mm)

0.2 mm/rev 0.4 mm/rev

feed rate increased wear amount of SiAION
IS14, 1815, 145, 1S55

a A Whisker-Based Ceramics

Cutting Conditions

Work Material: inco718

Insert Shape: RNGN120700

Cutting Speed: 250 m/min

400 m/min 150 m/min Depth of Cut: 2.0 mm

Wet

When using the 1S14 and IS15 and 1S45 and IS55, increased feed is
necessary to increase the wear resistance of the tool. By increasing
the feed rate and taking advantage of the high tool material
strength specifically IS14 and I1S15 and 1S45 and 1S55, the number
of times the tool and workpiece material rub against each other
can be reduced, thereby reducing wear. In addition, higher feed
rates shorten cycle time, increase productivity and profitability.

Note: When machining corner R, reduce feed
rate by 25% to prevent insert defects.

Member IMC Group
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Machining with Scale

If Inserts Break in the Early Stages of Scale Machining,
High Cutting Speeds and Feed Rates May Be the Cause.
Understanding the hardness of the work material is the key
to a successful cutting process. Many machining operators
do not know the hardness of their work material. This causes
them to spend a lot of time finding the optimum cutting
conditions for test machining. The higher the hardness of the
work material, the lower the cutting speed should be. Where
there is scale on the workpiece surface, the cutting speed
and feed rate must be reduced by 25%. By changing the
machining program excessive tool damage can be reduced.

/2

Depth of Cut

As shown in the figure on the right, as the depth of cut
increases, the amount of wear, especially border wear,
increases. In order to reduce border wear and extend tool
life, it is necessary to control the depth of cut. The table
below shows the maximum depth of cut for RN inserts
and the maximum depth of cut by corner R size. Please
refer to these values to determine the depth of cut.

Lead Angle

When machining heat-resistant super alloys, the larger the lead
angle, the less wear is likely to occur. Also, the larger the lead
angle, the more cutting resistance is distributed over a wider
area of the insert, which reduces border wear and at the same
time improves tool life and workpiece surface roughness. In
addition, the larger the lead angle, the better the chip control.
In the case of the I1S45 inserts, which have excellent chip
resistance, higher feed rates reduce wear and machining time.

Recommended Depth of Cut

IC Size of Max. Depth Max. Depth

RN Insert of Cut *Corner R Size of Cut
©6.35 mm ~1.5 mm 0.8 0.2 mm
©9.525 mm ~2.3 mm 12 0.3 mm
@127 mm ~3.2 mm 1.6 0.4 mm
@25.4 mm ~6.4 mm 2.4 0.6 mm

The optimum depth of cut is 5-15% of the insert diameter.
*In case of lead angle: 0°

ISCAR

Effect of lead angle on wear pattern




Troubleshooting Rough Turning

Varying Depth of Cut

* feed

Same Depth of Cut

Roughing while varying the depth of cut reduces notch wear
because the point at which notch wear occurs changes time.

Ramping

* feed

~——

Notch wear on the insert cutting edge as shown in the result of
multiple passes being taken at the same depth of cut.

The following programming examples will help to minimize this
mode of failure.

Programing "ramping" cuts in the same cutting direction is one
of the best procedures to minimize notching.

By varying the DOC, wear is distributed over the entire cutting
edge not on one point.

Troubleshooting Finish Turning

The correct procedure is to remove more material
during the previous roughing application. Then remove
the amount suitable for the nose radius of the insert by
staying below the 45° mark of the corner radius. This will
minimize notching and allow a cut from both directions.

depth of cut

45° ~depth of cut
W | <

45°
Insert Corner Radius mm DOC mm
a=45°
04 012 better
0.8 0.23
12 0.35
1.6 0.47
2.4 0.70
3.2 094

Member IMC Group
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350 When machining nickel-based heat-resistant super alloys,
‘ W ‘ chattering often occurs due to increased cutting resistance.
Chatter is likely to occur when using a holder with a large
R C T D \'/
strength increases rigidity, resulting in abnormal insert wear or sudden loss of
_ inserts. Generally, increasing the cutting speed and decreasing

Insert Shape Prevention of Chattering
overhang for copying or grooving, when machining
C S ; ; } . )
thin-walled workpieces, or when using a machine with low
the feed rate will reduce or eliminate chattering. In addition,
the following methods are also effective.

o Increase cutting speed and reduce feed rate.
« Change to an insert grade with higher hardness.

, . « Change to an insert with a smaller inscribed
AngN Width T ‘% Width T circle or smaller corner radius.
Ve ~ « Change the cutting edge treatment to
# / the sharpest possible shape.
« Change to a positive insert.
« Reduce the lead angle.
« Minimum overhang.

« Change the holder material to
) tougher anti-vbration material.

Edge Treatment

L
O
)
-
m
%
o
%)
l—
%
L
)
=
O
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<
%
L
O

sharper  mmm

slightly larger T-land on the edge preparation may eliminate flaking.

ISCAR




Choosing the Right Grade Based on Insert Wear

Scale

Y
Casting sand " s

Hard particles W

Recommended when wear on the infeed side
wear has progressed due to scale or casting
sand, resulting in chipping of the cutting edge.

Recommended when VB wear has
progressed due to the surface machining
layer and hard particles, and the
machined surface has deteriorated.

 Finishing
(NG
*DRY machining m

*IN6 WET machining
recommended

Recommended when the heat generated
during DRY machining causes progressive wear,
resulting in worsening of the machined surface
and deterioration of dimensional accuracy.

*DRY machining
Effect of Insert Thickness Recommended Clamping Type when for Ceramic Inserts
For roughing operations using a thicker insert is Using the right clamping allows to maximize the performance
recommended, it reduces wear such as chipping, of ceramic inserts.

allowing to achieve better tool life.

Double Clamping Type

Clamp on Type

Capable of clamping inserts Best suited for ceramic
tightly. Supports cutting inserts. Not suitable where
loads from any direction. cutting loads are applied

from each direction.

Member IMC Group
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Effect of Edge Treatment

Tougher Type Balance Type Shaper Type Casel.

- - Excessive notch wear or chipping in the

‘ r * ‘ r * early stages of machining.

\z = Choose a tougher edge preparation.

Case2.
- - - - - Unstable machining dimensions and excessive VB wear
width: bigger width: medium width: smaller )

angle: bigger angle: medium angle: smaller » Choose a sharper edge preparation .
ex. width ex. width ex. width Case3
0.3 x angle 35° 0.2 x angle 20° 01 x angle 15° )

Micro chipping occured.
=+ Add round honing on the cutting edge is recommended.

Troubleshooting

Case Study Cause Measure

cutting speed too high
feed rate too low increase feed rate
insert shape incorrect increase corner radius
Insert ; ) incorrect insert grade e change to a grade with

. superior wear resistance

reduce cutting speed

incorrect insert grade « change to a grade with

cutter geometry incorrect better wear resistance

insert shape incorrect increase the lead angle
change the geometry of inserts

Notch Wear

cutting conditions incorrect o reduce cutting speed
incorrect insert grade « change from wet to dry machining
T « change to a grade with superior
Thermal Crack % bl ¥ thermal shock resistance

cutting condition incorrect o lower feed
edge treatment incorrect e increase cutting edge treatment
use coolant o apply honing

Fracture « change from wet to dry machining
insert clamped with incorrect seating o clean the mounting area and install

according to the correct procedure
« tighten to the correct torque

Cracked

low cutting resistance * lower feed
workpiece/tool less rigidity « smaller cutting edge treatment
MLEML Y | low cutting speed « increase the clearance
Chatter {1ey) ! 'i ! angle of the insert

= I WO | « shorten tool overhang

:6_ i '1I ’.‘- ' ;j' i l' : e increase cutting speed

x high feed rate o lower feed

§ small cutting edge corner radius e increase the corner radius of insert

- : insert wear e Use wiper inserts
Edge Chipped 50 deca, e i i « reduce cutting speed

ZZ28 ISCAR




Features Advantages of Ceramic Inserts
o IN16C and IN20 ceramic materials have high wear . Workpiece
resistance in machining of hardened materials. Higher Hardness # Lower

« IN16C is suitable for a wide range of machining applications
from carburized hardened steel to induction hardened steel.

o IN20 offers high cutting performance in workpiece
hardness in the HRc 55-70 range.

o Wiper inserts and inserts with breakers
(AG) improve machining efficiency

Good "f’ea’ - Not Good
Resistance

Recommended Insert Grades and Cutting Speed
9P Lower workpiece hardness causes CBN tools wear out easier.

A
< good
£
e | e f
s BI15H wear
g resistance
a IN20 BI25H *
g IN16C BI3OH
‘é not good
[ [ [ [ [
60 50 40
> Workpiece hardness HRC

Ceramic
BN
Ceramic has superior wear resistance to CBN in machining

workpieces with hardnesses of HRC55 or less.

continuous light interrupted heavy interrupted

interruption
strength

impact force on

<4—— small X
cutting edge

large ———»

Recommended Cutting Speed by Hardness

Ceramic
s cBN
350
Advantages of Wiper Inserts = 300
£
2.5 £ 250
& ol
g 2.0 / & 200
£ _ o
S 9
! 1.5 @ 150
o8 E
8 1.0 3 100 =
£ —
o 05 50 \
0 ! ! ! | 0
0 10 20 30 40 40 45 50 55 60 65 70
machining time (minute) hardness HRC
I WL wiper
no wiper Ceramic
s CBN

Recommended Depth of Cut and Feed

Corner R Depth of Cut (mm) Feed (mm /rev)
RO.4 015 0.05-0.08
RO.8 0.3 0.08-0.10
R1.2 0.4 0.10-013
R1.6 0.5 0.13-0.16

R6.35 2.0 0.16-0.25

Member IMC Group




24

Key Points for Using Different Edge Treatments

IN16C

Ceramic insert for hardened materials

AG chipbreaker

No Chipbreaker AG Chipbreaker

Prevents chip tangling that tends to occur when
machining layers with low workpiece hardness.

Troubleshooting

Case Study Cause

Measure

o Cutting speed too high
» Feed too low
VB wear e « Insert geometry unsuitable

i o Unsuitable cutting conditions
¢ Insert geometry unsuitable

Crater Wear

o Insert geometry unsuitable
Flaking
o Insert geometry unsuitable

o Unsuitable edge treatment
Fracture b « Using coolant

Reduce cutting speed
Increase feed
Increase the corner R

Reduce cutting speed
Smaller cutting edge treatment angle

Smaller cutting edge treatment angle
Eliminate honing

Lower feed

Increase cutting speed

Lower feed

Larger cutting edge treatment

Add honing

Change from WET to DRY machining

o Higher cutting resistance
« Not rigid enough for workpiece and tool
e Low cutting speed

o Higher feed rate
e Smaller insert corner R
Surface o Insert wear

Work Material

Lower feed

Smaller cutting edge treatment angle
Larger insert relief angle

Shorten tool overhang

Increase cutting speed

Lower feed

Larger insert corner R
Using wiper inserts
Reduce cutting speed

ISCAR
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Mill Roll Machining

In addition to the "IN10" ceramics material, which

can be used for various types of mill roll machining,
ISCAR offers the "IN16" ceramics material, which

improve machining efficiency even further.

"IW10" has excellent wear resistance and is best suited for
rough machining of carbide and high-hardness mill rolls.
"IN16C" is applicable for a wide range of applications
including carburized and induction hardened steels.
"IN20C" has the best performance in hardened mill roll
machining in the shore hardness range of 74 to 97.

Recommended Cutting Conditions

Cutting Speed (m/min)
Cutting Mill Roll Hardness, HS (Shore) Depth of
Insert Speed, More Feed Cut >| ®
Mill Roll Material Material Grade m/min 55-65 65-72 Than 72 (mm/rev) (mm) ol =3
ceramics IN16 130-180 100% 80% 60% 01-0.3 0.5-2.0 )
ceramics IN10 100-130 100% 80% 60% 01-0.3 0.5-2.0 )
ceramics IN16 130-180 100% 80% 60% 01-0.3 0.5-2.0 [
ceramics IN10 100-130 100% 80% 60% 01-0.3 0.5-2.0 )
ceramics | IN16 90180 | 100% 80% 60% 0103 | 0520 | @
Ductile Cast Iron .
ceramics IN10 70-130 01-0.3 0.5-2.0 [ ]
whisker-
based IW10 40-150 01-0.3 02520 | ®
ceramics
ceramics | IN20C* | 120-150 0103 | 0620 | ®
ceramics IN16 120-150 01-0.3 0.6-2.0 [
ceramics IN16C 40-200 finish finish finish 0.07-0.2 01-0.7 [ B )
ISR ccomics | IN20C* | 40200 | finish finish finish | 00702 | 0107 | e | ®
(Continuous Machining)
* IN20C = Make to order
Recommended Cutting Speed Recommended Feed
250 Feed (mm/rev) for
Insert Corner Depth of Required Roughness
210 Radius Cut (mm) Ra 0.8 um Ra 1.6 um
= 180 0.4 018 0.05-0.07 0.07-01
é 150 0.8 0.4 0.07-01 0.1-013
\é 12 0.5 0.1-013 013-0.16
o 120
3 1.6 0.8 01-014 015-0.2
;’3 9 6.35 2.0 0.17-0.25 0.25-0.35
3 60
30
0
50 55 60 65 70
shore hardness

Member IMC Group
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Key Points of Mill Roll Machining

Mill roll hardness is an important factor. The higher the
hardness, the lower the cutting speed should be.
RCGX type inserts are effective for high

rigidity and tool cost reduction.

When machining multiple passes in a single corner,
the wear position can be distributed and notch wear
can be reduced by varying the depth of cut.

If chattering occurs, increase the feed rate. Chattering
may be suppressed by adjusting the cutting speed.

If chattering is severe, the machining point and

tool cutting edge may not be centered.

Chilled cast iron mill rolls and ductile cast iron mill
rolls are generally low hardness, high strength
materials. Even after use in rolling mills, the

hardness of roll material rarely exceeds HS 67.

HSS and CPM rolls typically have a hardness of

HS 100 or higher. They are considered strong
materials with high chromium and cobalt content.
Considering the type and hardness of the roll
material, machining at low speeds is required.

Types, Applications, and Features of Mill Rolls

Mill Rolls Applications

Cast Iron Rolls semi-rolling or finishing that
o carbide-based requires a very heavy load.

Carbide Rolls e pinch mills

e wire rod

o wire flattering or forming
o erw tube mills

o turks heads

« hot and cold rolls

o work reducing rolls

Features

more wear-resistant and high heat-
resistant than steel in between ordinary
steel and cast- iron-based steel.

preferred in abrasive operations.
high wear capabilities.

ISCAR



Ceramic Grades Guide
Hardened Steel -
Coated and Uncoated

IN10 General Features
o The standard tool material for machining e Machines a wide range of hardened materials.

cast iron and hardened materials. « High hot hardness and low plasticity at high temperature
o Excellent performance in machining of cast iron and ranges make them ideal for finishing hardened materials.

hardened materials thanks to its high hardness and low

lastic def tion in high t t .
plastic detormation In high temperature ranges Grade and Speed Recommendation Chart

IN16/IN16C 4

o Alumina TiC ceramics is designed for
continuous processing of hard materials.
e Reduced tool cost by replacing CBN

« Covers a wide range of hardened materials (HRC 30-62). E IN16/
« For machining of hardened parts with £ IN16C
varying levels of hardness. °
o Inserts are offered with wiper and chipbreakers options, %
enhancing machining efficiency even further. 2
« IN16C, TiN coated , provided as standard stocked product. % -

« IN16C excellent for machining carburized IN10
or induction hardened steels.
k >

IN20 toughness
o Alumina TiC ceramics is designed for @
continuous processing of hard materials.

« Optimal for use in continuous machining conditions
with hard materials of 55-70 HRC.

continuous

Recommended Depth of Cut and Feed Rate

Insert Corner Radius (mm) DOC (mm) Feed (mm/rev)
0.4 015 0.05 ~0.08
0.8 0.30 0.08 ~0.10
12 0.40 010 ~ 013
1.6 0.5 013 ~016
round insert 2.0 016 ~0.25

Recommended Cutting Conditions for Uncoated and Coated Ceramics Grades

Application Range

Workpiece Cutting Speed Feed Depth of Cut

Material Grade | Cutting Mode Application (m/min) (mm/rev) (mm) Dry | Wet
the standard tool material
for machining cast iron and 35-250 0.05-0.20 0.1-0.6 (@) [ ]
hardened materials
designed for continuous 35250 | 0.05-0.20 01-0.6 o|e
processing of hard materails

hardened

steel for maching of hardened parts
with varying levels Qf hardenes§ ' 35250 0.05-0.20 01-06 o PY
standard tool material for machining
cast iron and hardened materials
the standard tool material
for machining cast iron and 35-250 0.05-0.20 01-0.6 O ([
hardened materials

Member IMC Group

27



IN10/IN16/IN16C/IN20

IN10

This versatile grade is suitable for machining
both gray cast iron and hardened materials.

It exhibits a well-balanced composition, providing
excellent resistance to wear and chipping. This

is an ideal choice for a wide range of machining
tasks involving these specific materials.

Performance

Excellent insert hardness, low plastic deformation
at high temperatures, and excellent performance in
turning gray cast iron and hardened materials

Application
o Gray cast iron / semi to finishing with continuous machining
« Hardened materials / finishing
o Hardened and cast iron mill rolls / semi to finishing

For continuous machining of gray cast iron and hardened materials
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high Alumina TiC-based ceramics.
IN16/IN16C
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Case Study Cylinder Liner Machining

IN10 achieves 1.3 times higher machining efficiency and nearly
three times longer tool life than other Competitor's’ carbide.

Processing Practical Example Liner Processing
Compared to Competitor's carbide products, IN10
has a machining efficiency of more than 1.35 times
and a lifespan nearly three times longer.

Work Material Cast Iron
, 600 m/min (IN10) <+— 110 Pieces/Corner
cutting speed - - -
400 m/min (Competitor's carbide)
feed 0.5 mm/rev c o
depth of cut 0.7 mm _ e - — - ompeﬁtors 40 Pieces/Corner
carbide
coolant dry

Machining of roller bearing

Work Material : SNCM (HRC58)

Work Material SNCM (HRC58) N0
ISCAR cutting speed 112 m/min (IN10) l 6 Grooves

competitor 23 m/min -

cutting speed (carbide) \

depth of cut 0.06 mm/rev @1200 Competitor's carbide 4 Grooves
coolant dry

ISCAR




IN10/IN16/IN16C/IN20

IN16/IN16C
This grade is ideal for a variety of work
materials with varying hardness levels.

It is specifically designed to effectively machine hardened
materials with a hardness range of HRC30-62.

Performance

Ideal for finishing of hardened materials due to

the insert’s high temperature hardness and low

plastic deformation at high temperatures.

Inserts with a wiper and chipbreaker types are also available.

Application
Continuous machining of hardened materials HRC 30-62
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For continuous machining of hardened materials.
Alumina TiC-based ceramics.
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Case Study Tool Parts Machining

IN16C can machine the same number of pieces as CBN and has
a stable tool life. Significant cost reductions are now achieved.

Examples of Tool Parts Machining

Work Material Steel JIS SCr42H n IN16

cutting speed 120 m/min — Stable Processing for 50 Minutes
feed 0.15 mm/rev

depth of cut 0.4 mm Competitor's CBN il SR G Y

coolant wet

Work Material Case Carburizing Steel

cutting speed 200 m/min b INteC
feed 0.2 mm/rev

depth of cut 0.7 mm _- : Competitor's CBN 4 Grooves

coolant dry

IN16C showed significant cost reduction, through longer tool life as compared with the competitor’'s CBN product.

Member IMC Group.




IN10/IN16/IN16C/IN20

IN20
Ceramics grade best for hardened materials.
Excellent performance by increasing the hardness

and strength of the insert base material.
Suitable for hardened materials in the range of HRC 55-70.

Performance

Excellent chipping resistance and wear resistance due to

a combination of high toughness material and CVD coating
Significant tool cost reductions are achieved by replacing CBN
Inserts with a wiper flat or a chipbreaker are available

to further improve machining efficiency

Application
Continuous machining of hardened materials HRC 55-70

For continuous machining of hardened materials.
Alumina TiC-based Ceramics.
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Case Study Cylinder Linear Machining

IN20 has superior wear resistance and twice the tool
life extension compared to Competitor's’ tool.

Carburized and Hardened
Work Material Steel (HRC 63) IN20
cutting speed 121 m/min 60 Pieces/Corner
feed 0.03-0.04 mm/rev
depth of cut 015 mm Compe‘mtorg 4 Grooves
black ceramic
coolant dry

ISCAR




ING/IN10/IN18

Ceramic Grades Guide

IN6 Grade and Speed Recommendation Chart
o Specifically designed for ductile cast iron machining. Gray Cast Iron - Finish Turning
e The first-ever TiC-based ceramics has been A
effectively applied in practical scenarios.
o Itis exceptionally well-suited for semi-finishing and
finishing operations on ductile cast iron, spanning a
broad range of low to high-speed requirements.
« Notably, it demonstrates outstanding dimensional stability when
used for machining cast iron under wet cutting conditions.

IN18
IN10

o The standard tool material for machining
cast iron and hardened materials !

« Excellent performance in machining of cast iron and
hardened materials thanks to its high hardness and low
plastic deformation in high temperature ranges. >

toughness
IN18 '

e This alumina-based ceramics tool continuous
exhibits exceptional toughness.

o First recommendation for finishing gray cast iron

o By introducing zirconium to high purity alumina, this material Grade and Speed Recommendation Chart
demonstrates exceptional strength and toughness. Ductile Cast Iron - Finish Turning

o Itis well-suited for semi-interrupted finishing A
tasks involving normal cast iron.

o It excels in both roughing and finishing operations on
special cast iron materials, including lining materials.

cutting speed (m/min)
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cutting speed (m/min)

IN10

’ toughness

continuous

Recommended Cutting Conditions

Application Range

Cutting Speed Depth of
Workpiece Material Grade | Cutting Mode Application (m/min) Feed (mm/rev) | Cut(mm) | Dry | Wet

highly tough alumina-

) 200-500 0.2-0.4 0.5-3.5 [ J O
based ceramics tool

castiron - finish the standard tool material

for machiningcast iron
and hardened materials

200-500 0.2-0.4 0.5-35 ([ ] O

Cutting Speed Depth of
Workpiece Material Grade | Cutting Mode Application (m/min) Feed (mm/rev) | Cut (mm) | Dry | Wet

for machining of

) A 200-500 01-0.38 0.5-1 [ ] [ ]
ductile cast iron

ductile cast iron - finish the standard tool material

for machining cast iron
and hardened materials

100-500 0.2-0.4 0.5-35 (] [ ]

Member IMC Group.




IN6/IN10/IN18

IN6

Ceramics grade specifically designed for

ductile iron machining.
Ideal for high-speed finishing at V. =400 m/min.

Performance

Specially developed ceramic grade for
ductile cast iron machining

e The world's first TiC-based ceramic
material put into practical use

Longer tool life and stable machining even
under high-speed machining

Application
o Ductile cast iron
o Finish turning
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500- TiC-based ceramics + alumina for ductile cast iron finishing
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0.1 1.0 2.0
depth of cut (mm)

Case Study Differential Case Machining

IN6 has achieved twice the tool life improvement
compared to competitor's CVD coated carbide.

Gear Cutting
Work Material FCD450 . $ o0 N
cutting speed 300 m/min @70 Copper alloy 50 Pieces/Corner
feed 0.05 mm/rev
depth of cut 0.5 mm competitor's .CVD 20 Pieces/Corner
70 j coated carbide
coolant wet 130

IN6 produced remarkably long life, less dimensional variations and better wear resistance compared with the competitor’s product.

Camshaft

Work Material Ductile Cast Iron s ©

cutting speed 450 m/min ** * INe
feed 0.01 mm/rev

depth of cut 0.2 mm Cs;?ee;itggfb%\f 150 Pieces/Corner

coolant wet

Differential case

Work Material Ductile Cast Iron
IN6
cutting speed 450 m/min ! 60 Pieces/Corner

feed 0.01 mm/rev

depth of cut 0.2 mm Competitor's CVD 30 Pieces/Corner
coated carbide

coolant wet

ISCAR




IN6/IN10/IN18

IN18
Stable high-speed finish machining is achieved by
alumina particles with excellent high-temperature

hardness and strength.
High-speed machining at V. =700 m/min.

Performance
o High-speed finishing material
« High-strength and high-toughness

Application
e Gray castiron
o Finishing light interrupted to continuous turning

high

Alumina ceramics for Gray cast iron continuous finishing.
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wear resistance

> high
toughness / strength

Case Study Cylinder Liner Machining

IN18 has twice the amount of tool life than the competitor’s
grade, as well as a higher quality machined surface.

Brake Disc
Special A
Work Material Cast Iron IN18
=42

cutting speed 630 m/min 4— - 130 Pieces/Corner
feed 0.3 mm/rev

depth of cut 0.5 mm @127 Competitor's 60 Pieces/Corner

black ceramics
coolant dry

IN18 achieved twice the tool life of the competitor’s product, due to its superior strength.

Cylinder Liner

Special
Work Material Cast Iron IN18
cutting speed 600 m/min 0 Pie orne
feed 0.32 mm/rev
Competitor's .
depth of cut 3 mm ) 30 Pieces/Corner
black ceramics
coolant dry
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Ceramic Grades Guide
Cast Iron, Gray and Ductile - Finish

1S26 Grade and Speed Recommendation
e Premium silicon nitride grade. Rough and Finish
o First recommendation for roughing gray cast iron
o Excellent wear resistance in applications A

where notch wear appears.
o Provides stable tool life in applications that demand thermal
shock resistance, such as wet machining or milling.

« Long tool life and high productivity at high cutting speed 1526

IS45C 1S45C

o Excellent wear-resistance and chipping resistance with
CVD coated high- strength silicon nitride-based ceramics

« Roughing to finishing of ductile cast iron and gray cast iron

o Also usable for finishing.

o High speed machining with low cutting forces.

1S45

cutting speed V¢ (m/min)

(
\ 4

1S45
o Excellent notch wear resistance.
o Better flank wear resistance compared to i

competitor’s silicon nitride ceramics < smal |n::zz:t<i:;;o:(:jzgn
e Superior toughness compared to whisker-reinforced ceramics
o Best thermal shock resistance.
o Suitable grade for gray cast iron with scale.
« Considered the optimal grade for roughing inco 718 with scale.

continuous light interrupted heavy interrupted

interruption
strength

large ——P

Recommended Cutting Conditions

Application Range

Operation Cutting Speed Feed Depth of
Workpiece Material | Grade Type Machining Application (m/min) (mm/rev) | Cut(mm) | Dry | Wet
turning & 450-1000 0.3-0.5
. roughing with scale / E
gray cast iron 1S26 rough to semi-finish 0.5-35 ([ ] O
milling 450-1200 0.07-0.2
Operation Cutting Speed Feed Depth of
Workpiece Material | Grade Type Machining Application (m/min) (mm/rev) | Cut(mm) | Dry | Wet

gray cast iron 350-800 0.3-0.6 0.5-3.5

turning | roughing / finishing

ductile cast iron 250-550 015-0.4 0.5-3.0

Lk

1S45C ([ ]
gray cast iron 350-700
milling | roughing / semi-finishing 0.07-0.25| 0.5-6.0
ductile cast iron 400-800
Operation Cutting Speed Feed Depth of
Workpiece Material | Grade Type Machining Application (m/min) (mm/rev) | Cut(mm) | Dry | Wet
turning % 4501000 | 03-05
) roughing with scale /
gray cast iron 1S45 rough to semi-finish 0.5-3.5 [ J O
milling 450-1200 0.07-0.2

S ISCAR




I1S26/1S45C/I1S45

1S26

Machining gray cast iron at V. =1,200 m/min.

Outstanding notch wear resistance and thermal shock.
First choice for roughing gray cast iron

Performance

Significantly reduces the progress of notch wear,
achieving high-speed and longer tool life machining.
Excellent thermal shock resistance, and

can be used for wet machining.

Application
e Gray cast iron with scale
Turning / milling
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high

] Silicon nitride ceramics offer excellent wear resistance
5 1S45C for machining gray cast iron with scale.
k7]
‘®

<

@ 1S45

2

\ = high

toughness / strength

Machining cast iron at V¢ = ~1,200 m/min

Case Study Brake Disc

IS26 has a 1.5 times longer tool life than
other Competitor's silicon nitride.

Brake Rotor

Work Material Gray Cast Iron
IN26
cutting speed 100 m/min
feed 0.5 mm/rev
depth of cut 2.5 mm Compentorls 50 Pieces/Corner
black ceramics
coolant wet

Member IMC Group.




I1S26/1S45C/I1S45

1IS45C
Excellent chipping resistance and wear resistance
due to the combination of high toughness material

and CVD coating.
CVD coating enables longer tool life even in
the low-speed range at V. = 300 m/min.

Performance
o Combination of high-toughness material and

CVD coating provides both excellent chipping

resistance and wear resistance
o Minimum cutting edge treatment reduces cutting resistance
o Finishing is also available

Application
e Ductile cast iron / gray cast iron
e Turning / milling roughing with scale to finishing

high Coated silicon nitride ceramics for roughing ductile

cast iron and finishing gray cast iron with scale
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1S26

1S45

wear resistance

B high

toughness / strength

Case Study Differential Case Machining

IS45C offers faster machining than competitor's CVD coated
carbide that allows to reduce the cutting time (C/T).

Differential case

Work Material Ductile Cast Iron with Scale
450 m/min (IS45C) 1S45C
cutting speed
200 m/min (CVD coated carbide)
feed 0.35 mm/rev
competitor's CVD
depth of cut 1.5 mm coated carbide C/T 60 Seconds/pc
coolant dry

Brake Rotor

Work Material Gray Cast Iron T
- - 1S45C
cutting speed 550 m/min
feed 0.4 mm/rev
T Competitor's whisker .
depth of cut 2.5 mm ) 80 Pieces/Corner
based ceramic
coolant dry v

ISCAR




Ceramic Grades Guide
Super Alloys - Uncoated

1S02

Ideal for ultra-high-speed finishing of
heat-resistant alloy machining.

Achieve cutting speeds up to V=520 m/min.
Longer tool life and improved surface finish
when compared to carbide tools.

1ISO5

A unique hybrid grade of ceramics and carbide, designed
for increased speed and extended tool life .
Revolutionary material for machining heat-resistant alloys.
Capable of achieving speeds up to 480 m/min.

Exhibits superior wear resistance and resistance to
notching compared to whisker-based ceramics.

Delivers exceptional surface finish in

comparison to whisker-based ceramics.

1S10

Offers the same speed capability as ISO5.
Provides increased toughness as a valuable
addition to the bidemics family.

1S14

Offers superior notching resistance compared to whisker-based
ceramics, eliminating the need for ramping in programming.
Exhibits superior flank wear resistance

compared to other SIAION ceramics.

Outperforms whisker-based ceramics under

similar conditions, resulting in even higher

productivity, especially at higher feed rates.

Demonstrates excellent thermal shock resistance,

enabling high-speed milling operations at

speeds of 914.4 m/min or higher.

1S15

First recommendation for heat-resistant alloys machining
Demonstrates exceptional wear resistance and toughness.
Suitable for a wide range of HRSA machining applications,
including rough turning with scale and semi-finish turning.
Capable of machining the latest generation of

HRSA work materials, such as rene, as well as

commonly used HRSA like inconel 718.

Enables efficient milling operations with high productivity.

1S02/1IS05/1S10/1S14/1S15/
I1S45/I1S55

1S45

Excellent notch wear resistance.

Better flank wear resistance compared to

competitor’s silicon nitride ceramics

Superior toughness compared to whisker-reinforced ceramics
Best thermal shock resistance

Considered the optimal grade for roughing nickel-

based HRSA (like inconel 718) with scale.

IS55

Known for its exceptional toughness among ceramics grades.
Grade suitable for processing heat-resistant

alloy scale, specifically SIAION ceramics.

Ideal grade for machining waspaloy with scale.
Recommended grade for machining high-cobalt alloys.
Primary recommendation for processing

scale and interrupted materials.

Grade and Speed Recommendation Gray Cast Iron -Finish

A
1S02
1S05

_ 1S10

£

E

E IW10

o 1S14

> L 15

g 145

7]

2 —— IS55

£

=]

3}

\. et
c
o c
25
g5
§ ﬁ continuous light interrupted heavy interrupted
c .
<4—— small |mpaﬁ:t force on large —»
cutting edge

Member IMC Group.
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Recommended Cutting Conditions

Application Range

[
0 =
=R Cutting
:"6 % Operation Speed Feed Depth of Cut
== Grade Type Cutting Mode Application (m/min) (mm/rev) (mm) Dry | Wet
turning superior surface finish & 180-520 010-0.25 020100 | O | @
special grade with &
» turning higher speed and longer 180-480 0.15-0.30 1.00-2.50 O [ J
§ tool life potential @
(]
3
(7]
turning added toughness in bidemics i 180-480 010-0.25 0.50-2.00 O [ J
turning ’ 200-350 o| e
general versatile 015045 | 0.50-4.00
grade for turning
milling 600-1000 [ O
g
= turning 100-350 O [ J
E versatile grade for
7 IS14 ISl | 015-045 | 0.50-4.00
'g turning and milling
= milling 800-1200 ® | O
3
I
turning ’ 100-350 oO| e
IS15 best balance of toughness 015-0.45 0.50-4.00
and hardness
milling 800-1200 [ O
z
9
I turning 100-350 O [ J
o
1S45 best grade for scale of inco718 015-0.45 0.50-4.00
milling @ 800-1200 )
IS55 T O L 100-350 015-045 | 050400 | O | ®
on the market
@  First choice
O Second choice

ISCAR



1S02/1IS05/1S10/1S14/1S15/
I1S45/I1S55

Ceramic Grades Guide

Super Alloys
Bidemics
1S02 General Features
e Speed capability is 10 to 15 times more when ISCAR's bidemics has recently made waves in the
compared to cemented carbide HRSA material machining industry, marking a significant
o Better wear resistance and notching resistance than CBN advancement since the introduction of whisker-based
e Superior surface finish to cemented carbide or CBN ceramics. This patented insert material showcases
e Strong brazing technology unparalleled physical properties that surpass the existing
whisker grades commonly employed for HRSA material
applications. The remarkable outcomes achieved with
1SO5 bidemics have garnered attention and recognition not
o A unique hybrid grade of ceramics and carbide, designed only within the HRSA industry but also on a global scale,
for increased speed and extended tool life . as word spreads about its exceptional performance

« Revolutionary material for machining heat-resistant alloys.

o Capable of achieving speeds up to 480 m/min.

o Exhibits superior wear resistance and resistance to Grade and Speed Recommendation
notching compared to whisker-based ceramics. A
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o Delivers exceptional surface finish in 1502
comparison to whisker-based ceramics. 1S05
_ 1S10
£
E
1S10 £ W10
o Offers the same speed capability as ISO5. > 1514 IS15
e Provides increased toughness as a valuable g 1S45
addition to the bidemics family. i IS5
£
Application Range 3
Roughing Semi-
& | Grade | with Scale | Roughing | Finishing Finishing \_ >
§
T
[

& &

continuous light interrupted heavy interrupted

impact force on
cutting edge

interruption
strength

<4—— small

large ——p
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1S02/1IS05/1S10/1S14/1S15/
IS45/1S55

Ceramic Grades Guide
Super Alloys - Uncoated

Whisker
IW10 Grade and Speed Recommendation
e Reduce costs and eliminate grinding. A

» Excellent wear resistance with high
toughness excellent crack resistance
o Whisker-reinforcing technology for heat-resistant

1S02

I1S05

1S10
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T
super alloys high-hardened mill rolls. E
« IW10 is a whisker-reinforced composite ceramics material with = w10
silicon carbide whisker added to alumina, the main component. S - 1514 IS15
o
@ 1545
@ IS55
Application Range o
E Roughing Semi- %
2 Grade | with Scale | Roughing | Finishing Finishing
=
\. >
Whisker-Based Ceramics c
g q 9O c
Turbine Disc §_ E’
Inconel 718 :l-“’: % continuous light interrupted heavy interrupted
£ i
<4—— small impact force on large ——»

7 Z -;@ cutting edge

External
Turning Grooving | Ramping
IW10 IW10 1W10

cutting speed (m/min) 300 300 300
feed (mm/rev) 015 01 0.06
D.O.C (mm) 3-4 mm - 2-3 mm
coolant wet wet wet
tool life (min) 20 20 20

Whisker-based ceramics iW10 achieved stable machining.

ISCAR




1IS02/IS05/1S10/1S14/1S15/
IS45/1S55 LL
Ceramic Grades Guide —
L
Super Alloys - Uncoated o
SiAION o
1S14 Grade and Speed Recommendation U)
o Offers superior notching resistance compared to whisker-based A |_
ceramics, eliminating the need for ramping in programming. 1S02 D:
« Exhibits superior flank wear resistance IS05 LLI
compared to other SIAION ceramics. z 1S10 (/)
« Out performs whisker-based ceramics under £ Z
similar conditions, resulting in even higher E w10 1S14 —
productivity, especially at higher feed rates. > _0 IS15
« Demonstrates excellent thermal shock resistance, enabling § 1S45 L_)
high-speed milling operations at speeds of 3000SFM or higher. ﬁ IS55 2
=
<
1S15 Y
o First recommendation for heat-resistant alloys machining LLl
« Demonstrates exceptional wear resistance and toughness. \_ > U
o Suitable for a wide range of HRSA machining applications,
including rough turning with scale and semi-finish turning. c
o Capable of machining the latest generation of ;:%L -.;
HRSA work materials, such as rene, as well as 25
commonly used HRSA like inconel 718. E ‘..';,'- continuous light interrupted heavy interrupted
« Enables efficient milling operations with high productivity. = <———  small impact force on large ——>|
cutting edge
1S45 -
o Excellent notch wear resistance. Application Range
« Better flank wear resistance compared to Roughing ) .S?m.l' o
competitor’s silicon nitride ceramics Grade | with Scale | Roughing Finishing Finishing

e Superior toughness compared to whisker-reinforced ceramics

SiAION

o Best thermal shock resistance 1S15 |
o Considered the optimal grade for roughing inco 718 with scale. 1S45 '
1S55

IS55
« Known for its exceptional toughness among ceramics grades.
« Grade suitable for processing heat-resistant
alloy scale, specifically SIAION ceramics.
o |deal grade for machining waspaloy with scale.
« Recommended grade for machining high-cobalt alloys.
o Primary recommendation for processing
scale and interrupted materials.

Member IMC Group.




1IS02
For high-speed finishing and ultra-high-speed finishing
of heat-resistant alloy machining.

15 times faster than carbide and 3 times faster than CBN.
Made-to-order.

Performance
o Improves the wear-resistant performance of bidemics
and good for part's straightness performance
of workpiece in finishing operations.
o Finish machining of heat-resistant super alloys at
a cutting speed of 500 m/min is achieved.

Application
o Heat-resistant alloys
o Finishing

good

A

Bidemics for finishing of heat-resistant super alloys.

wear resistance

bad
\

60 120 240 480
cutting speed (m/min)

Part’s Straightness Performance
[cutting conditions] material: inconel 718
V=320 m/min (carbide vc=50 m/min)
f=0.2 mm/rev ap=0.1 mm wet

A
20

15

10

Parts bending amount [um]

\ 4

(o] 0.2 0.4 0.6 0.8 1.0 1.2
Cutting length [km]

Case Study

Practical Machining Example Turbine Disk (Finishing)

42

Workpiece Material Inconel 718 1502
cutting speed 240 m/min r

feed 0.08 mm/rev Competitor's
depth of cut 0.25 mm whisker-based
coolant wet ceramics

ISCAR



ISO5 / 1S10

Ultra-high speed machining of heat-resistant
super alloys at Vc = 480 m/min.

Longer life and higher quality machined
surface compared to Whisker-Based Ceramics.
Applicable machining for aircraft parts.

Performance

Significantly longer life than whisker ceramics
Twice the cutting speed is possible

Good machined surfaces are achieved
Suitable for machining HRSA made by
powder metallurgy technology

Application

Heat-resistant super alloys

Turning / grooving / profiling

Rough to semi-finishing with non-scale

1S02/1S05/1S10/1S14/1S15/
IS45/I1S55

Bidemics for rough to semi-finishing of heat-resistant super alloys.
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\ = high
toughness / strength

Case Study
Processing Practical Example — Turbine Shaft

Workpiece Material Inconel 718- No Scale IS10
cutting speed 240 m/min

feed 0.2 mm/rev Competitor's
depth of cut 2.0 mm —>I whisker-based
coolant wet ceramics
Processing Practical Example = Turbine Disc

Workpiece Material Inconel 718 510
cutting speed 350 m/min lﬂ

feed 0.5 mm/rev Competitor's
depth of cut 1.5 mm whisker-based
coolant wet ceramics
Processing Practical Example — Turbine Disc
Workpiece Material Inconel 718 Plus | 1510
cutting speed 240 m/min

feed 0.25 mm/rev _ Competitor's
depth of cut 0.5 mm whisker-based
coolant wet ceramics
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1S02/1IS05/1S10/1S14/1S15/
IS45/1S55

IW10
High speed and efficient machining of heat
resistant alloys.

SiC fibers in the material provide strength, flank
wear resistance and thermal shock resistance.

Performance
o Alumina ceramics material with enhanced
toughness due to the addition of SiC whiskers
« High-speed machining is possible due to flank
and notch wear resistance and toughness

Application
« Roughing (no scale) to semi-finishing heat resistant super alloys
e Turning / grooving / milling

A

1S02 Whisker ceramics (whisker-based ceramics) for roughing (no
scale) to semi-finishing of heat resistant super alloys.
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1S14
1S45

I1S55

cutting speed V. (m/min)

P PP

continuous light interrupted heavy interrupted

impact force on
cutting edge

interruption
strength

<4—— small large ———»

Case Study Gas Turbine Case

IW10 significantly reduced cycle time compared
to the competitor's carbide endmill.

Gas Turbine Case

Workpiece Material Inconel 718 W10
cutting speed 200 m/min
feed 0.1 mm/rev Competitor‘s
depth of cut 0.3 mm whisker-based 1 Pass=60min
coolant wet ceramics
Jet Engine Part
Workpiece Material Inconel 718

W10
cutting speed 800 m/min i
feed 0.1 mm/rev

Competitor's solid

depth of cut 20 mm carbide end mill 89 mm / Corner
coolant dry (streaks visible on part surface)

ISCAR




Performance

Better notch resistance compared to whisker-based ceramics
No need to program ramping to shift wear on insert

Better flank wear resistance compared to other SiAIONs.
Ideal for semi-finishing inconel and waspaloy

Application

Roughing with no scale to semi-finishing
heat resistant super alloys
Turning/grooving/ milling

A

1S02
1S05

1S10

IW10
1S14

I1S15
1S45

IS55

cutting speed V. (m/min)

,

P PP

continuous light interrupted heavy interrupted

interruption
strength

impact force on

<4—— small .
cutting edge

large ——»

Case Study Turbine Case (Semi-Finishing)

IS14 insert achieved more stable machining due to its excellent
notch resistance compared to the competitor's whisker insert.

Turbine Case Semi-Finishing

SiAION ceramics. for roughing (no scale) to semi-finishing
of heat resistant super alloys .

Workpiece Material Waspaloy
- - N 1S14 ;

cutting speed 240 m/min 7.2 min

feed 0.3 mm/rev \ _ Competitor's

Insert RPGX 120700 P39 whisker-based broken after 5.3 min

coolant wet ceramics
Jet Engine Part

Turning (semi-finishing): Turbine Disc Inconel 718 Competitor's Whisker-
Current Tool ISCAR Based Ceramics 1S14

grade whisker-based ceramics 1S14 it ":
insert shape RPGX 120700 RPGX 120700 - __ o
cutting speed (m/min) 240 240 e AL
feed (mm/rev) 015 015

d.o.c (mm) 1.5 1.5 ; b =]
coolant wet wet 'I

tool life (min) 7 7

Member IMC Group




Performance

Excellent wear and chipping resistance

Versatile ceramics grade

o Covers a wide range of heat-resistant alloy
machining from scale to semi-finishing

« High-efficiency machining in milling and turning

Application
o Heat-resistant super alloys
e Turning / profiling / milling
e Roughing with scale to semi-finishing

SiAION ceramics. for roughing (with scale) to semi-finishing
of heat resistant super alloys .

A

1S02
I1S05

I1S10

W10
I1S14
I1S15
I1S45

IS55

cutting speed V¢ (m/min)

P P P

continuous light interrupted heavy interrupted

impact force on
cutting edge

interrupted
strength

<4—— small

large ——»

Case Study: Rene 130

IS15 provides better wear resistance compared to
competitor's SIALON Ceramics showing extensive wear.

Semi-Finishing

Workpiece Material Rene 130 Competitor's SIALON Ceramics 1S15
cutting speed 100 m/min

feed 0.25 mm/rev

Insert RCGX 120700

coolant wet

tool life 10 min

Rough Turning With Scale

Workpiece Material Rene 130
cutting speed 15 m/min
feed 0.15 mm/rev
Insert SNGN 190724
coolant wet

tool life 10 min

288 ISCAR




1S02/1IS05/1S10/1S14/1S15/
I1S45/I1S55

1S45

SIAION Ceramics grade material with improved chipping
resistance.

Best grade for roughing heat resistant
alloys like Inconel 718 with scale.

Performance
o SIAION with excellent notch and flank wear resistance
e Superior toughness compared to whisker-based ceramics
o Best thermal shock resistance, perfect for milling applications
e Best grade for roughing inconel with scale

Application
o Heat resistant alloys
e Turning / milling / end milling: roughing operations

SiAION ceramics for roughing heat resistant super alloys with scale.

A

1S02
I1S05

1S10

CERAMIC INSERTS PRELUDE

W10

IS4
i 1S15
1S45

P L L

continuous light interrupted

cutting speed V¢ (m/min)

heavy interrupted

interruption
strength

impact force on

<4—— small X
cutting edge

large ——»

Case Study Aircraft Part (with Scale)

I1S45 is a significant cost advantage and double the
tool life compared to competitor's whisker insert.

Aircraft Parts (Scale Processing)

Work Material Inconel 718

cutting speed 180 m/min

feed 0.2 mm/rev Competitor's

depth of cut 0.6 mm whisker-based 1 piece/Corner
coolant wet ceramics

Rough Turning

Work Material Inconel 718 with Scale

cutting speed 200 m/min

feed 0.1 mm/rev Competitor's
depth of cut 2.5 mm whisker-based
coolant dry ceramics

Housing Rotor

Work Material Inconel 718 with Scale

cutting speed 180 m/min

Insert RCGX 120700 Competitor's

depth of cut 2.5 mm SO\ NERIe Il Feed = 0.13 mm/rev
coolant wet ceramics

Member IMC Group.




1S02/1IS05/1S10/1S14/1S15/
IS45/1S55

IS55

First recommendation for machining tough scale.
Excellent notch wear resistance ideal for

machining scale.
Made-to-order.

Performance
o Ceramics with the highest fracture resistance
e Best for machining where scale or interruptions exist
o Best grade for roughing waspaloy with scale

Application
o Heat resistant alloys
e Turning / grooving through scale

SiAION ceramics for roughing heat resistant super alloys with scale.
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I1S14

1S15

1S45
IS55

cutting speed V. (m/min)

L &

continuous light interrupted heavy interrupted

interruption
strength

impact force on

<4—— small X
cutting edge

large ——»

Case Study Aircraft Part (Roughing with Scale)

IS55 provided a more stable process without insert chipping

Processing Example Aircraft Parts (Scale Processing)

Work Material Inconel 718 1S55
cutting speed 200 m/min

feed 0.2 mm/rev T c it

ompetitor's S
depth of cut 2.5 mm «— SIAION ceramics Chipping after 1 pass
coolant wet |

ISCAR
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3. Tolerance

1. Shape
@ 75° <E> 80° @
90° 55° <)>
o s <O 55 /TR
<o [

80°/100 <(>

25°

AT
m
\ g ¢ R ,
J IC L < IC—> —>s
m S IC
E +0.025 +0.025 +0.025
G +0.025 +0.13 +0.025
M from +0.08 +0.13 from +0.05
to +0180 to 0130
U from +013 +0.13 from +0.08
to +0.380) to +0.250
() Exact tolerance depends on insert size
Tolerance (mm)
m IC
IC Class M Class U Class M Class U
6.35 +0.08 +0.13 +0.05 +0.08
9.52 +0.08 +013 +0.05 +0.08
12.70 +013 +0.20 +0.08 +0.13
15.87 +0.15 +0.27 +0.10 +018
19.05 +0.15 +0.27 +0.10 +0.18
25.40 +0.18 +0.38 +0.13 +0.25

2. Clearance Angle

Symbol

Relief Angle

ISCAR

4. Type

Symbol

Hole Shape of Hole Chipbreaker Shape
without  I—— U7
5
?:: — single- sided RO
2
double- sided 22
without [ ©ITT
cylindrical hole single- sided F19 vy
double- sided EI1X
partly cylindrical hole, without O QO
single-side
40° ~ 60° countersink | single- sided [ VAT
% partly cylindrical hole, without O]
double-side
40° ~ 60° countersink double- sided D=ON X
partly cylindrical without WIS R
hole, single-side 70°
~ 90° countersink single- sided F1r Yy
partly cylindrical hole, without O
double-side
70° ~ 90° countersink double- sided DN 0K

H-H-N-N-N-B-1-

special




5. Codes for Cutting Edge Length or for 6. Codes for Thickness 7. Codes for Corner Radii
Inscribed Circle Diameters Thickness Metric For Corner R
) Metric System S (mm) System Corner Nominal Metric
5 g 1.59 01 Value (mm) System
g3 1.98 T Sharp corner O 00
o
2 2. 2 1 1
E% 38 0 0 0
dmm |H|O|P|S|T|C|D|E|F|M|V|W|R SV 1) 0.3 03
9 06 T3 07 476 04 m 0.4 04
08 04 08 5.56 05 f 0.6 06
: 05|09|05|06|05|07|05[09|03 6.35 06 I:Iif 0.8 08
03|02|04[06| 11 |06|07|06|08|06| 11 |04 |06 7.94 07 ! 10
73| 04|03|05|07| 13 |08|09|08] 10 |07 13 |05 |07 9.52 09 1.2 12
05|04|07|09|16 [09| 11 |09]12 |09] 16 |06 |09 127 12 15 15
07]05|09]12 [22[12 15|13 |16 | 12 |22 |08 12 16 16
09los| 11 [15]27]16 |19 |16 |20] 15 [ 2710 |15 2 20
ol 1110713193319 |23(19(24(19(33]13 |19 - -
1411018 |25|44|25|31|26|33|25|44 |17 |25 22 ; =
1813 23| 31|54 |32(38(32| 41| 31|54] 21| 31 Other radi X
For round inserts MO*
00*
Notes :“00"(double
zero) is used
for insert circle
diameter indicated
ininches. “M0” is
used for insert circle
diameter indicated in
millimeters.

5] 6 1]

Y ek

8. Cutting Edge Treatment 9. Chamfer Width and Honing 10. Chamfer Angle
Shape S | Product B-
€ [Number| A R Product | Chamfer
O % @ | Display | (mm) | (mm) ll‘l;.lm:)er Angle
ar e spla ¥
B 002 | - [002 splay | ()
004 | - |004 10 LY
005 0.05 = 15 15°
E b
008 | 0.08 - 20 20° V
010 010 - -~ a8 —»
r 25 25°
T-Land/Chamfer T E 012 012
(Angular Grinding) 015 0.15 - S 30 30°
020 | 02 | - R
. " ~R0.02 010 01 |0.02
s | ERo.04 020 | 02 |002
010 01 1004 11. Chipbreaker and Wiper
Double Chamfer 020 | 02 |004 Symbol Description —
+ Honed (2-Step -7 ;
Chamfering + Round P 070 07| (Ges wiper
Honing) 200 2.0 |0.04 chipbreaker

Member IMC Group




Part no. Designation Code for Inserts » Refer to Previous Page

i — it

1 Codes for Major Cutting Edges 2 Edge Preparation 3 Edge Preparation
Code Shape Width and Hone Chamfer Angle
20°

Sharp Edge =

N '
<’

Cutting Performance

E '\ '\ Codes for Cutting Edges and the Shapes
R R Code Shape of the Cutting Edge

E002 round honing with R = 0.02 mm
E004 round honing with R = 0.04 mm
E007 round honing with R = 0.07 mm
EX0004 round honing with R = 0.02 mm
chamfering 0.10 mm x 15 deg. +
round honing with R = 0.04 mm
chamfering 010 mm x 20 deg. +
round honing with R = 0.04 mm
chamfering 013 mm x 25 deg. +
round honing with R = 0.04 mm
chamfering 0.15 mm x 35 deg. +
round honing with R = 0.04 mm

[ chamfering 0.20 mm x 25 deg. +
VA \ RO 02 Lz round honing with R = 0.04 mm
. T00320 chamfering 0.03 mm x 20 deg.

Angular
Grinding

S01015

S01020

S01325

S01535

Angular T00520 chamfering 0.05 mm x 20 deg.

Grinding T00525 chamfering 0.05 mm x 25 deg.

i R°f"‘d T00820 chamfering 0.08 mm x 20 deg.
fenng TO01015 chamfering 010 mm x 15 deg.
T01020 chamfering 0.10 mm x 20 deg.
§’ 5 R0OO 4 T01025 chamfering 010 mm x 25 deg.
ué, TO1515 chamfering 0.15 mm x 15 deg.
'g T01520 chamfering 015 mm x 20 deg.
‘Ua T01525 chamfering 015 mm x 25 deg.

= T02020 chamfering 0.20 mm x 20 deg.

g 2 - Step T02025 chamfering 0.20 mm x 25 deg.

(7}l Chamfering . 201015 chamfering 010 mm x 15 deg. +

round honing with R = 0.02 mm
chamfering 010 mm x 25 deg. +
round honing with R = 0.02 mm
chamfering 0.10 mm x 30 deg. +
round honing with R = 0.02 mm
chamfering 0.15 mm x 20 deg. +
round honing with R = 0.02 mm
chamfering 0.20 mm x 25 deg. +
round honing with R = 0.02 mm

+ Round
Honing

201025

201030

Cutting edge treatment : Chamfering or honing of the cutting edge in order to
strengthen the edge or to adjust the cutting performance

201520

202025

Note: for "P" type land primary land width is shown

288 ISCAR




Ceramic Turning Inserts - Index

CDH (CER) 54 CNGA (CER) 54 CNGG (CER) 55 CNGN (CER) 55
6

5

CNGX-DIMPLE (CER) DNGA (CER) 56 DNGG (CER) 57 DNGN (CER) 4

59
61
/,--.'-:-

RBGX (CER)

] RBGN (CER)

RCGX (CER) RPGN (CER) 60

DNGX-DIMPLE (CER) 58 LNMN (CER) 58
59

58
60

RNGN (CER)

RPGX (CER)

of+|%
<]

SNGN (CER)

SPGN (CER) 61 SNGA (CER) 62

SNGX-DIMPLE (CER) 63
5

o 6
v

TNGN (CER)

62
TNGG (CER) 64

i

TPGN (CER) 63 TNGA (CER) 64
65

VNGA (CER) WNGA (CER)
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CDH (CER — LS
Ceramic Inserts for Machining Mill ‘ @
Rolls and Heat-Resistant Alloys @

AN A
e
Dimensions Recommended Machining Data
= = 3 f
Designation IC S 2 = (mm) (mm/rev)
CDH 1909 P15010 19.05 9.562 o ° 2.00-8.00 0.05-0.30
CDH 2512 P20015 25.40 12.70 [ o 3.00-10.00 0.05-0.30
CDH 3209 P20015 31.75 9.52 ° ° 3.00-3.00 0.05-0.30
CDH 3219 P20015 31.75 19.06 o ° 3.00-3.00 0.05-0.30
* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
lscA:@ums
CNGA (CER)
Negative 80° Rhombic
Double-Sided Inserts for
Machining Cast Iron, Hardened
Steel, and Heat-Resistant Alloys
S

1]
. - £ Recommended
DR E Machining Data
<

‘8; ap f
Designation L IC S RE = (mm) (mm/rev)
CNGA 120404 S02025 12.90 12.70 4.76 0.40 o 0.05-2.00 0.05-0.20
CNGA 120404 T00520 12.90 12.70 4.76 0.40 o 0.05-2.00 0.05-0.20
CNGA 120404 T01025 12.90 12.70 4.76 0.40 ° 0.05-2.00 0.05-0.20
CNGA 120404WLS02025 12.90 12.70 4.76 0.40 ° 0.05-2.00 0.05-0.20
CNGA 120408 S02025 12.90 12.70 4.76 0.80 (] 0.06-3.00 0.05-0.30
CNGA 120408 T00520 12.90 12.70 476 0.80 L] 0.06-3.00 0.05-0.30
CNGA 120408 T01020 12.90 12.70 4.76 0.80 ° ° . . o 0.05-3.00 0.05-0.30
CNGA 120408 T01025 12.90 12.70 4.76 0.80 ° 0.05-3.00 0.05-0.30
CNGA 120408 T02020 12.90 12.70 476 0.80 o 0.05-3.00 0.05-0.30
CNGA 120408WLS02025 12.90 12.70 4.76 0.80 ° 0.05-3.00 0.05-0.30
CNGA 120408 202020 12.90 12.70 4.76 0.80 o 0.05-3.00 0.05-0.30
CNGA 120412 S02025 12.90 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.50
CNGA 120412 T00520 12.90 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.50
CNGA 120412 T01020 12.90 12.70 4.76 1.20 o ° ° ° o 0.05-4.00 0.05-0.50
CNGA 120412 T01025 12.90 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.50
CNGA 120412 T02020 12.90 12.70 4.76 1.20 o 0.05-4.00 0.05-0.50
CNGA 120412WLS02025 12.90 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.50
CNGA 120412 202020 12.90 12.70 4.76 1.20 L] 0.06-4.00 0.05-0.50
CNGA 120416 T00520 12.90 12.70 476 1.60 L] 0.50-5.00 0.05-0.50
CNGA 120416 T01020 12.90 12.70 476 1.60 ° o o o o 0.50-5.00 0.05-0.50
CNGA 120416 T02020 12.90 12.70 4.76 1.60 o 0.50-5.00 0.05-0.50
CNGA 120416 T02025 12.90 12.70 4.76 1.60 o 0.50-5.00 0.05-0.50
CNGA 160612 T00520 16.12 15.88 6.35 1.20 o 0.05-4.00 0.05-0.50
CNGA 160612 202025 16.12 15.88 6.35 1.20 o 0.05-4.00 0.05-0.50
CNGA 160616 T00520 16.12 15.88 6.35 1.60 . 0.50-5.00 0.05-0.50
CNGA 190612 T00520 19.30 19.06 6.35 1.20 L] 0.06-4.00 0.05-0.50
CNGA 190612 T01020 19.30 19.05 6.35 1.20 o 0.05-4.00 0.056-0.50
CNGA 190612 201520 19.30 19.06 6.35 1.20 ° 0.05-4.00 0.05-0.50
CNGA 190616 T00520 19.30 19.05 6.35 1.60 o 0.50-5.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: A/S-PCLNR/L (282) ® A/S-PCLNR/L-X/G (283) e C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) o C#-PCLNR/L-X (241)

e C#-PCLNR/L-X-JHP (242) e DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
o HSK A63WH-MUMNN-MW (269)  MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ®* PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

¢ PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

. o+« s |

Hard Materials Cast Iron Heat-Resistant Super Alloys
Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 [ IW10 | IS26 [IS45C | 1S45 | 1S05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55

& Heavy interrupted t P |

A
O Light interrupted t 1 o | B
y W B 4 i B BE BE B

()| s N Al D .
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CNGG (CER)

Negative 80° Rhombic
Ground Ceramic Inserts with
a Chipbreaker for Machining
Hardened Steel and Cast Iron

©
(=
Dimensions E Recommended Machining Data
<
§ ap f
Designation L IC S RE = (mm) (mm/rev)
CNGG 120404Z01030AG 12.90 12.70 476 0.40 . 0.05-2.00 0.05-0.20
CNGG 120408Z01030AG 12.90 12.70 4.76 0.80 . 0.05-0.25 0.05-0.20
| CNGG 120412Z01030AG | 12.90 12.70 4.76 1.20 . 005-0.25 0.05-0.25

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: A/S-PCLNR/L (282) ¢ A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) o C#-PCLNR/L-X (241)
o C#-PCLNR/L-X-JHP (242) * DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
* HSK A63WH-MUMNN-MW (269) ¢ MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)
* PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

lSMl@JNE

CNGN (CER)

Negative 80° Rhombic
Double-Sided Ceramic Inserts for
Machining Cast Iron, Hardened
Steel and Heat-Resistant Alloys

g g £ Recommended
. ] € X =
Bllzislens = 2 E Machining Data
o = =
S ap f
Designation L IC S RE 2 (mm) | (mm/rev)
CNGN 090308 T01020 9.67 9.53 3.18 0.80 (] 0.05-3.00 | 0.05-0.30
CNGN 090312 T02025 9.67 9.53 3.18 1.20 (] 0.05-4.00 | 0.05-0.50
CNGN 120408 EM04X 12.90 12.70 4.76 0.80 (] (] 0.05-3.00 | 0.05-0.30
CNGN 120408 E004 12.90 12.70 4.76 0.80 o ° 0.05-3.00 | 0.05-0.30
CNGN 120408 T0O1020 JRPAh] 12.70 476 0.80 . . . . . . . . ® | 0.05-3.00 | 0.05-0.30
CNGN 120408 T02020 12.90 12.70 4.76 0.80 o 0.05-3.00 | 0.05-0.30
CNGN 120412 EM04X 12.90 12.70 4.76 1.20 (] (] 0.05-4.00 | 0.05-0.50
CNGN 120412 E004 12.90 12.70 4.76 1.20 L] o 0.05-4.00 | 0.05-0.50
CNGN 120412 T01020 12.90 12.70 4.76 1.20 o [ ° ° () ° ° ° 1.00-4.00 | 0.10-0.50
CNGN 120412 T02020 12.90 12.70 4.76 1.20 ° 0.05-4.00 | 0.05-0.50
CNGN 120416 EM04X 12.90 12.70 4.76 1.60 (] (] 0.10-5.00 | 0.05-0.50
CNGN 120416 E004 12.90 12.70 4.76 1.60 ° o 0.10-5.00 | 0.05-0.50
CNGN 120416 T01020 [EERPAcl) 12.70 4.76 1.60 . ° . ° . ° . e | 0.10-5.00 | 0.05-0.50
CNGN 120416 T02020 12.90 12.70 4.76 1.60 o 0.10-5.00 | 0.05-0.50
CNGN 120404 S02025 12.90 12.70 4.76 0.40 ° 0.05-2.00 | 0.05-0.20
CNGN 120408 S02025 12.90 12.70 476 0.80 ° 0.05-3.00 | 0.05-0.30
CNGN 120408 T00520 12.90 12.70 4.76 0.80 (] 0.05-3.00 | 0.05-0.30
CNGN 120408 T02025 12.90 12.70 4.76 0.80 o 0.05-3.00 | 0.05-0.30
CNGN 120412 S01025 12.90 12.70 4.76 1.20 [ 0.05-4.00 | 0.05-0.50
CNGN 120412 S02025 12.90 12.70 4.76 1.20 o ° 0.05-4.00 | 0.05-0.50
CNGN 120412 T00520 12.90 12.70 4.76 1.20 L] 0.05-4.00 | 0.05-0.50
CNGN 120412 T01025 12.90 12.70 4.76 1.20 [ 0.05-4.00 | 0.05-0.50
CNGN 120412 T02025 12.90 12.70 4,76 1.20 (] 0.05-4.00 | 0.05-0.50
CNGN 120416 T00520 12.90 12.70 4.76 1.60 L] 0.50-5.00 | 0.05-0.50
CNGN 120708 T00520 12.90 12.70 7.94 0.80 o 0.05-3.00 | 0.05-0.30
CNGN 120708 T00820 12.90 12.70 7.94 0.80 (] 0.05-3.00 | 0.05-0.30
CNGN 120712 T00520 12.90 12.70 7.94 1.20 L] 0.05-4.00 | 0.05-0.50
CNGN 120712 T0O1020 JmPAsl] 12.70 7.94 1.20 . 0.05-4.00 | 0.05-0.50
CNGN 120716 T00520 12.90 12.70 7.94 1.60 (] 0.50-5.00 | 0.05-0.50
CNGN 120716 T01020 12.90 12.70 7.94 1.60 ° 0.50-5.00 | 0.05-0.50
CNGN 120720 T05030 12.90 12.70 7.94 2.00 [ 0.50-5.50 | 0.05-0.55
CNGN 160712 T01020 16.12 15.88 7.94 1.20 (] 0.05-4.00 | 0.05-0.50
CNGN 160716 T00520 16.12 15.88 7.94 1.60 ° 0.50-5.00 | 0.05-0.50
CNGN 160716 T02025 16.12 15.88 7.94 1.60 o 0.50-5.00 | 0.05-0.50
CNGN 190624 T00520 19.30 19.05 6.35 2.40 [ 0.05-6.00 | 0.05-0.60

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: ® CCBNR/L-F/X (71) ® CCKNR/L-F/X (71) ® CCLNR/L-F/X (72) ® S-CCLNR/L-F/X (78)

Member IMC Group
o=
L 4 11 ]
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CNGX-DIMPLE (CER)
Negative 80° Rhombic Ground
Ceramic Dimple Inserts

for Cast Iron Roughing

Dimensions Recommended Machining Data
ap f
Designation L IC S RE (mm) (mm/rev)
CNGX 120712 T01020 12.90 12.70 7.94 1.20 [ o 0.50-4.00 0.05-0.45
CNGX 120712 T02020 12.90 12.70 7.94 1.20 ° 0.50-4.00 0.05-0.45
CNGX 120716 T01020 12.90 12.70 7.94 1.60 (] L] 0.50-5.00 0.056-0.50
CNGX 120716 T02020 12.90 12.70 7.94 1.60 ° 0.50-5.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: CCBNR/L-F/X (71) ® CCKNR/L-F/X (71) ® CCLNR/L-F/X (72) ® S-CCLNR/L-F/X (78)

mud@mm

DNGA (CER)

Negative 55° Rhombic
Double-Sided Ceramic
Inserts for Machining Cast
I[ron and Hardened Steel

[ [[eoe y,
N

«©
N £ Recommended
MLEERD 5 Machining Data

<

g ap f
Designation L IC S RE = (mm) (mm/rev)
DNGA 150404 S02025 15.50 12.70 476 0.40 ° 0.05-2.00 0.05-0.20
DNGA 150404 T00520 15.50 12.70 4.76 0.40 [ 0.05-2.00 0.05-0.20
DNGA 150404 T01025 15.50 12.70 476 0.40 ° 0.05-2.00 0.05-0.20
DNGA 150408 S02025 15.50 12.70 4.76 0.80 ° 0.05-3.00 0.05-0.30
DNGA 150408 T00520 15.50 12.70 476 0.80 o 0.05-3.00 0.05-0.30
DNGA 150408 T01020 15.50 12.70 476 0.80 o L] [ L] ° [ 0.05-3.00 0.05-0.30
DNGA 150408 T01025 15.50 12.70 476 0.80 . 0.05-3.00 0.05-0.30
DNGA 150408 T02020 15.50 12.70 476 0.80 . 0.05-3.00 0.05-0.30
DNGA 150408 202020 15.50 12.70 476 0.80 o 0.05-3.00 0.05-0.30
DNGA 150408 202025 15.50 12.70 4.76 0.80 o 0.05-3.00 0.05-0.30
DNGA 150412 S02025 15.50 12.70 4.76 1.20 o 0.05-4.00 0.05-0.50
DNGA 150412 T00520 15,50 12.70 4.76 1.20 [ 0.05-4.00 0.05-0.50
DNGA 150412 T01020 15.50 12.70 476 1.20 o o ° ° ° o 0.05-4.00 0.05-0.50
DNGA 150412 T01025 15.50 12.70 4.76 1.20 . 0.05-4.00 | 0.05-0.50
DNGA 150412 T02020 15,50 12.70 476 1.20 o 0.05-4.00 0.05-0.50
DNGA 150416 T00520 15.50 12.70 4.76 1.60 [ 0.50-5.00 0.05-0.50
DNGA 150416 T01020 15.50 12.70 476 1.60 o 0.50-5.00 0.05-0.50
DNGA 150424 T01020 15.50 12.70 4.76 2.40 [ 0.05-6.00 0.05-0.60

For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: A/S-PDUNR/L (291) e AVC-DDUNR/L-VH (291) » C#-DDJNR/L (246)  C#-PDJNR/L-JHP (249) ¢ DDJNR/L (245)

o HSK A63WH-DDJNR/L (246) « HSK A63WH-DDNNN (246) ¢ PDJNR/L (248) ® PDJNR/L-JHP (249) ¢ S-DDUNR/L (290) ¢ AVC-DDUNR/L (290)
¢ DDJUNR/L-JHP-MC (245)

. o+« s |

Hard Materials Cast Iron Heat-Resistant Super Alloys
Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 [ IW10 | IS26 [IS45C | 1S45 | 1S05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55

& Heavy interrupted t P |

A
O Light interrupted t 1 o | B
y W B 4 i B BE BE B

()| s N Al D .
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lsan@mn:' — . [T 85 foi [ iR
DNGG (CER) . "Elsis B

Negative 55° Rhombic
Double-Sided Ceramic Inserts
with a Chipbreaker for Machining
Hardened Steel and Cast Iron

©
(=
Dimensions g Recommended Machining Data
=
§ ap f
Designation L IC S RE = (mm) (mm/rev)
DNGG 150404Z01030AG 15.50 12.70 476 0.40 . 0.05-2.00 0.05-0.20
DNGG 150408Z01030AG 15.50 12.70 4.76 0.80 o 0.05-0.25 0.056-0.20
DNGG 150412Z01030A 15.50 12.70 476 1.20 [ 0.05-0.25 0.05-0.25

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: A/S-PDUNR/L (291) e C#-DDJNR/L (246) ¢ C#-PDJINR/L-JHP (249) ® HSK A63WH-DDJNR/L (246) ® HSK A63WH-DDNNN (246)
e PDJNR/L (248) ® PDJNR/L-JHP (249) e S-DDUNR/L (290) ® DDJNR/L-JHP-MC (245)

=

man@ums I ﬂ TG ] i W
DNGN (CER) Yallwi

Negative 55° Rhombic -
Double-Sided Ceramic /
Inserts for Machining Cast

Iron and Hardened Steel

(1]
— £ Recommended
DR 5 Machining Data
<

] ap f
Designation L IC S RE = (mm) (mm/rev)
DNGN 110316 T00520 11.63 9.53 3.18 1.60 . 0.50-5.00 0.05-0.50
DNGN 150408 T01020 15.50 12.70 476 0.80 . . ° ° ° . 0.50-3.00 0.05-0.30
DNGN 150408 T02020 15.50 12.70 4.76 0.80 . 0.50-3.00 0.05-0.30
DNGN 150412 T01020 15,50 12.70 4.76 1.20 o o ° [} o 0.50-4.00 0.05-0.50
DNGN 150412 T02020 15.50 12.70 4.76 1.20 [ 0.50-4.00 0.05-0.50
DNGN 150408 T00520 16.50 12.70 476 0.80 . 0.05-3.00 0.05-0.30
DNGN 150412 T00520 15.50 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.50
DNGN 150412 T02025 15.50 12.70 4.76 1.20 [ 0.05-4.00 0.05-0.50
DNGN 150416 T00520 15.50 12.70 476 1.60 o 0.50-5.00 0.05-0.50
DNGN 150416 T01020 15.50 12.70 4.76 1.60 o 0.50-5.00 0.05-0.50
DNGN 150420 T02025 15.50 12.70 4.76 2.00 ° 0.50-5.50 0.05-0.55
DNGN 150708 T01020 15,50 12.70 7.94 0.80 o 0.05-3.00 0.05-0.30
DNGN 150708 T02020 15.50 12.70 7.94 0.80 [ 0.05-3.00 0.05-0.30
DNGN 150712 T00820 15.50 12.70 7.94 1.20 ° 0.05-4.00 0.05-0.50
DNGN 150712 T02025 16.50 12.70 7.94 1.20 o 0.05-4.00 0.05-0.50
DNGN 150716 P10015 15.50 12.70 7.94 1.60 o 0.50-5.00 0.05-0.50
DNGN 150716 T01020 15.50 12.70 7.94 1.60 [ 0.50-5.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: DDJNR/L-F (73)

Member IMC Group
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DNGX-DIMPLE (CER)
Negative 55° Rhombic
Double-Sided Ceramic Dimple
Inserts for Machining Cast Iron

7 o
LS L

Dimensions Recommended Machining Data
ap f
Designation L IC S RE (mm) (mm/rev)
DNGX 150712 T01020 15.50 12.70 7.94 1.20 [ o 0.50-4.00 0.05-0.50
DNGX 150712 T02020 15.50 12.70 7.94 1.20 ° 0.50-4.00 0.05-0.50
DNGX 150716 T01020 15.50 12.70 7.94 1.60 o . 0.50-5.00 0.05-0.50
DNGX 150716 T02020 156.50 12.70 7.94 1.60 ° 0.50-5.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: CDINR/L-X (72) ® S-CDQNR/L-X (79) ® S-CDUNR/L-X (79)

lscamia mNE
LNMN (CER) TN

Negative Rectangular Ceramic
Inserts for Roll Turning

©
Dimensions § Recommended Machining Data
<
2l g % f
Designation L IC S RE = =2 = (mm) (mm/rev)
38.10 19.50 12,70 3.20 o | o | o 5.00-20.00 0.05-0.30

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

lsal@.lms
RBGN (CER)
Positive Round Ceramic

Inserts for Machining Cast
Iron and Hardened Steel

a |
P

«©
[
Dimensions E Recommended Machining Data
<
2 ¢ 3 @ f
Designation IC S 2 =2 = (mm) (mm/rev)
RBGN 090400 P07020 9.53 4.76 . . . 0.50-3.00 0.05-0.30
RBGN 120600 P07020 12.70 6.35 o o ° 1.00-56.00 0.05-0.30

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

. o+« s |

Hard Materials Cast Iron Heat-Resistant Super Alloys
Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 [ IW10 | IS26 [IS45C | 1S45 | 1S05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55

‘i;’ Heavy interrupted t y N

A
o Light interrupted t i o | B
y o, 7N T

()| s N\ Al D :

SN ISCAR




s -y
RBGX (CER) — = [+ ]
Positive Round Ceramic = T

Inserts for Machining Cast
Iron and Hardened Steel

©
[
Dimensions § Recommended Machining Data
<
=2 S % f

Designation IC S S1 D2 2 =2 = (mm) (mm/rev)
RBGX 20 P20015 20.00 5.00 15.00 10.00 ° ° ° 2.00-8.00 0.06-0.30
RBGX 26 P20015 26.00 5.00 15.00 14.00 o [} o 3.00-10.00 0.05-0.30
RBGX 32 P20015 32.00 6.00 21.00 16.00 [ 3.00-13.00 0.05-0.30

For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

RCGX (CER)

Positive Round Ceramic
Inserts for Machining Cast
Iron, Hardened Steel, and
Heat-Resistant Alloys

lSMI@JNE T

0]
$ A+

8 5 o
Dimensions qs, % 't Recommended Machining Data
s = E]
[ = <
2 © ap f

Designation 2 2 (mm) (mm/rev)
RCGX 060400 E004 6.35 476 o ° ° ° 0.50-2.00 0.05-0.30
RCGX 060400 T01020 6.35 4.76 o ° ° ° 0.50-2.00 0.05-0.30
RCGX 060400 P07015 6.35 4.76 ° ° o 0.50-2.00 0.05-0.30
RCGX 060400 T01025 6.35 4.76 ° ° ° 0.50-2.00 0.05-0.30
RCGX 060600 E004 6.35 6.35 . . . ° . . 0.50-2.00 0.05-0.30
RCGX 060600 T01020 6.35 6.35 o o ° ° ° . 0.50-2.00 0.05-0.30
RCGX 060600 P07015 6.35 6.35 . . . 0.50-2.00 0.05-0.30
RCGX 060600 T01025 6.35 6.35 ° . . 0.50-2.00 0.05-0.30
RCGX 090700 P07015 9.53 7.94 . ] [} 0.50-3.00 0.056-0.30
RCGX 090700 E004 9.53 7.94 . ° . ° ° . 0.50-3.00 0.05-0.30
RCGX 090700 T01020 9.53 7.94 o o ° . 0.50-3.00 0.05-0.30
RCGX 090700 T01025 9.53 7.94 . . ° 0.50-3.00 0.05-0.30
RCGX 120700 E004 12.70 7.94 . . . ° . . 0.50-3.00 0.05-0.30
RCGX 120700 T01020 12.70 7.94 ° ° o ° 0.50-3.00 0.05-0.30
RCGX 120700 P07015 12.70 7.94 . . ) 0.50-3.00 0.05-0.30
RCGX 120700 T01025 12.70 7.94 ° ° o 0.50-3.00 0.05-0.30

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: CRDCN-F (73) « RCGAD #R/L-T# (91)

Member IMC Group
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/
RPGN (CER)
Positive Round Ceramic

Inserts for Machining Cast Iron
and Heat-Resistant Alloys

AL
@@

4 ——\ ! /}
- sl

Dimensions Recommended Machining Data

ap f f
Designation IC S (mm) (mm/rev) (mm/rev)("
RPGN 060200 E004 6.35 2.38 o ° o 1.00-1.50 0.08-0.15 0.10-0.30
RPGN 060200 T00520 6.35 2.38 ° 1.00-1.50 0.08-0.15 0.10-0.30
RPGN 060200 T01020 6.35 2.38 . ° . 1.00-1.50 0.08-0.15 0.10-0.30
RPGN 090300 E004 9.53 3.18 o o [} 1.00-2.00 0.08-0.15 0.10-0.30
RPGN 090300 T01020 9.53 3.18 . ° ° 1.00-2.00 0.08-0.15 0.10-0.30
RPGN 120400 E004 12.70 476 ° ° . 1.00-3.00 0.08-0.15 0.10-0.30
RPGN 120400 T01020 12.70 4.76 ° ° ° 1.00-3.00 0.08-0.15 0.10-0.30
e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
() For milling applications
For tools, see pages: ERP (110)
mam@ﬁmr
11° o) >
RPGX (CER T 7
Positive Igound)Ceramic . ’ E1
Inserts for Machining Cast ' 12\(1/
Iron, Hardened Steel and i
Heat-Resistant Alloys .~ 5
§’ g Recommended
q q =2
Bllsisles § E Machining Data
o =
10 =) 2 ap f
[=] -
Designation IC S @ (2] 2 (mm) (mm/rev)
RPGX 060400 E004 6.35 4.76 . . ° ° . ° 0.50-1.50 0.10-0.30
RPGX 060400 T01020 6.35 476 o [ (] [ o 0.50-1.50 0.10-0.30
RPGX 060600 E004 6.35 6.35 . ° ) ° . . 0.50-1.50 0.10-0.30
RPGX 060600 T01020 6.35 6.35 . ° ° . . . 0.50-1.50 0.10-0.30
RPGX 090700 E004 6.35 6.35 [ . [ . ° ° 0.50-2.00 0.10-0.30
RPGX 090700 T01020 9.53 7.94 . . ° ° ) 0.50-2.00 0.10-0.30
RPGX 120700 E004 12.70 7.94 (] . (] . . . 0.50-3.00 0.10-0.30
RPGX 120700 T01020 12.70 7.94 . ° ° ° . . 0.50-4.50 0.10-0.45

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

* Tools can be supplied on request.

Material - -
Hard Materials Cast Iron Heat-Resistant Super Alloys

Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 [ IW10 | IS26 [IS45C | 1S45 | 1S05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55
‘i;] Heavy interrupted V| A
o | 4 [T

C} Light interrupted A
y N - e N 4 T

@ | continuous S ol
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RNGN (CER)

Negative Round Double-Sided
Ceramic Inserts for Machining
Cast Iron, Hardened Steel,

e
@,
42

and Heat-Resistant Alloys dAgl-

3 1

2 8

Dimensions E ]

o =

m = Recommended Machining Data
n o 2 ap f

: . S o =
Designation IC S - (mm) (mm/rev)
RNGN 120400 E004 12.70 476 o o (o 0|0 L) 0.05-3.00 0.05-0.50
RNGN 120400 T01020 12.70 4.76 oo e e e 0|0 e 0.05-3.00 0.05-0.50
RNGN 120400 T02020 12.70 476 ° 0.05-3.00 0.05-0.50
RNGN 120400 S02025 12.70 4.76 ° 0.05-3.00 0.05-0.50
RNGN 120400 T01025 12.70 476 ° 0.05-3.00 0.05-0.50
RNGN 120700 E004 12.70 7.94 o oo |0 e o | e 0.05-3.00 0.05-0.50
RNGN 120700 T01020 12.70 7.94 oo |00 0|0 o | o 0.10-4.50 0.07-0.50
RNGN 120700 T00520 12.70 7.94 . ° 0.05-3.00 0.05-0.50
RNGN 120700 P20015 12.70 7.94 oo ° 0.05-3.00 0.05-0.50
RNGN 120700 S02025 12.70 7.94 ° 0.05-3.00 0.05-0.50
RNGN 120700 T02025 12.70 7.94 ° 0.05-3.00 0.05-0.50
RNGN 190700 E004 19.06 7.94 ° o | e 1.00-5.00 0.10-0.30
RNGN 190700 T01020 19.05 7.94 o | 0.10-3.00 0.07-0.20
RNGN 250700 E004 25.40 7.94 ° o | e 1.00-6.50 0.10-0.30
RNGN 250700 T01020 25.40 7.94 ° o | e 1.00-6.50 0.10-0.30

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: ® CRDNN-F (74) ¢ CRGNR/L (254) ® FRN (110)

mn@uvs I e . REAWIRmIE
SPGN (CER) : RN =" =il

Positive Square Ceramic
Inserts for Machining Cast \
Iron and Hardened Steel ' s | S 19

Dimensions Recommended Machining Data
2 2 a f

Designation IC S RE 2 = (mm) (mm/rev)
SPGN 090308 T01020 9.53 3.18 0.80 . . 0.50-2.00 0.50-0.20
SPGN 120308 T01020 12.70 3.18 0.80 o o 0.50-3.00 0.50-0.20
SPGN 120312 T01020 12.70 3.18 1.20 ° ) 0.50-4.00 0.50-0.20
SPGN 120316 T01020 12.70 3.18 1.60 . ° 0.50-5.00 0.50-0.20
SPGN 120412 T01020 12.70 4.76 1.20 . 0.50-4.00 0.50-0.20
SPGN 120416 T01020 12.70 4.76 1.60 [ 0.50-5.00 0.50-0.20

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: CSSPR/L (246) ® S-CSKPR (284)

Member IMC Group
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Negative Square Double-Sided
Ceramic Inserts for Machining

’SsNGA (CE’: 9%"( — %%%

Cast Iron and Hardened Steel l \.
R?/ S
g
Dimensions E Recommended Machining Data
=
g ap f

Designation IC S RE = (mm) (mm/rev)
SNGA 120404 S02025 12.70 4.76 0.40 ° 0.05-2.00 0.05-0.20
SNGA 120404 T01025 12.70 476 0.40 ° 0.05-2.00 0.05-0.20
SNGA 120408 S02025 12.70 4.76 0.80 ° 0.05-3.00 0.05-0.30
SNGA 120408 T01020 12.70 4.76 0.80 o ° o ° ° 0.05-3.00 0.05-0.30
SNGA 120408 T01025 12.70 476 0.80 ° 0.05-3.00 0.05-0.30
SNGA 120408 T02020 12.70 476 0.80 o 0.05-3.00 0.05-0.30
SNGA 120412 S02025 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.45
SNGA 120412 T01020 12.70 4.76 1.20 ° . ° ° . 0.05-4.00 0.05-0.45
SNGA 120412 T01025 12.70 4.76 1.20 ° 0.05-4.00 0.05-0.45
SNGA 120412 T02020 12.70 4.76 1.20 [ 0.05-4.00 0.05-0.45
SNGA 120416 T01020 12.70 4.76 1.60 ° . ° . 0.50-5.00 0.05-0.50
SNGA 120416 T02020 12.70 476 1.60 [ 0.15-5.00 0.05-0.50

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: C#-MULNR/L-MW (268) ® DSBNR/L (256) ® DSDNN (257) ® DSKNR/L (257) ® DSSNR/L (257) ® HSK A63WH-MULNR-J12MWX2 (269)
* HSK A63WH-MULNR/L-MW (268) ® HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PSBNR/L (258) ® PSDNN (258) ® PSDNN-JHP (259)

e PSKNR/L (259) ® PSSNR/L (260) ® PSSNR/L-JHP (260)

mam@ﬁmr

SNGN (CER)

Negative Square Double-Sided
Ceramic Inserts for Machining
Cast Iron, Hardened Steel L
and Heat-Resistant Alloys .

90°

@

T

IC=L

. . Recommended

DIGEIERS Machining Data

:(é ap f
Designation IC S RE = (mm) (mm/rev)
SNGN 120404 S02025 12.70 476 0.40 o 0.05-2.00 0.05-0.20
SNGN 120408 S02025 12.70 476 0.80 ° 0.05-3.00 0.05-0.30
SNGN 120408 T01020 12.70 476 0.80 o () ° ° ° o 0.05-3.00 0.05-0.30
SNGN 120408 T02020 12.70 476 0.80 o 0.05-3.00 0.05-0.30
SNGN 120412 S02025 12.70 476 1.20 ° 0.05-4.00 0.05-0.45
SNGN 120412 T01020 12.70 4.76 1.20 . . . ° ° . 0.05-4.00 0.05-0.45
SNGN 120416 T01020 12.70 476 1.60 o o ° ° ° o 0.50-5.00 0.05-0.50
SNGN 120416 T02020 12.70 476 1.60 [ 0.50-5.00 0.05-0.50
SNGN 150716 EM04X 15.88 7.94 1.60 [ ° ° 1.00-4.00 0.10-0.30
SNGN 150716 T01020 15.88 7.94 1.60 . ° ° 1.00-4.00 0.10-0.30
SNGN 190716 EM04X 19.05 7.94 1.60 . . ° 1.00-4.00 0.10-0.30
SNGN 190716 T01020 19.05 7.94 1.60 o ° ° 1.00-4.00 0.10-0.30
SNGN 250924 EM04X 25.40 9.62 2.40 ° o o 1.00-6.00 0.10-0.30
SNGN 250924 T01020 25.40 9.52 2.40 o ° ° 1.00-6.00 0.10-0.30

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: CSDNN-CE/CEA (255) » CSDNN-F/X (74) ® CSKNR/L-F/X (75) » CSRNR/L-F/X (75)  CSSNR/L-F/X (76) s CSXNR/L-F/X (76)
o CSYNR/L-F/X (77) » FABSN (111) » F75SN (111) » F83SN (112) » FOOSN (112) s S-CSSNR/L-X (80)

. o+« s |

Hard Materials Cast Iron Heat-Resistant Super Alloys
Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 [ IW10 | IS26 [IS45C | 1S45 | 1S05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55
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SNGX-DIMPLE (CER)
Negative Square
Double-Sided Ceramic Dimple
Inserts for Machining Cast Iron

Dimensions Recommended Machining Data

(3}

B | 19 ap f

<+ <
Designation IC S RE @ || @ (mm) (mm/rev)
SNGX 120712 T01020 12.70 794 1.20 ° ° 0.50-4.00 0.05-0.45
SNGX 120712 T02020 12.70 7.94 1.20 ° 0.50-4.00 0.05-0.45
SNGX 120716 T01020 12.70 7.94 1.60 o 0.50-5.00 0.05-0.50
SNGX 120716 T02020 12.70 7.94 1.60 o 0.50-5.00 0.05-0.50
SNGX 150716 T02020 15.88 7.94 1.60 [ [ [ 0.50-5.00 0.05-0.50

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: CSDNN-F/X (74) ¢ CSKNR/L-F/X (75) » CSRNR/L-F/X (75) ¢ CSSNR/L-F/X (76) » CSXNR/L-F/X (76) ® CSYNR/L-F/X (77)
o S-CSKNR/L-X (79) ® S-CSSNR/L-X (80) » S-CSYNR/L-X (80)
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ISCM®.NE
TPGN (CER)
Positive 60° Triangular Ceramic

Inserts for Machining Cast
Iron and Hardened Steel

1}
(=
Dimensions g Recommended Machining Data
<
e b 3 L

Designation L IC S RE = = (mm) (mm/rev)
TPGN 110304 T01020 11.00 6.35 3.18 0.40 L] L] 0.50-2.00 0.05-0.20
TPGN 160304 T01020 16.50 9.53 3.18 0.40 . . 0.50-2.00 0.05-0.20
TPGN 160308 T01020 16.50 9.53 3.18 0.80 . . 0.50-3.00 0.05-0.30
TPGN 160312 T01020 16.50 9.53 3.18 1.20 ° ° 0.50-3.00 0.05-0.30

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: CTFPR/L (261) ® CTGPR/L (262) ® S-CTFPR/L (294)

Member IMC Group.
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TNGA (CER)

Negative 60° Triangular
Double-Sided Ceramic Inserts for
Machining Cast Iron, Hardened
Steel, and Heat-Resistant Alloys

] . Recommended

EINETEES Machining Data

‘8; ap f
Designation L IC S RE = (mm) (mm/rev)
TNGA 160404 S02025 16.50 9.53 4.76 0.40 ° 0.056-2.00 0.05-0.20
TNGA 160404 T01025 16.50 9.53 4.76 0.40 ° 0.05-2.00 0.05-0.20
TNGA 160408 S02025 16.50 9.53 4.76 0.80 ° 0.05-3.00 0.05-0.30
TNGA 160408 T01020 16.50 9.53 4.76 0.80 o o ° ° o 0.05-3.00 0.05-0.30
TNGA 160408 T01025 16.50 9.53 4.76 0.80 . 0.05-3.00 0.05-0.30
TNGA 160408 T02020 16.50 9.53 4.76 0.80 o 0.05-3.00 0.05-0.30
TNGA 160412 S02025 16.50 9.53 4.76 1.20 ° 0.05-4.00 0.05-0.50
TNGA 160412 T01020 16.50 9.53 4.76 1.20 o ° ° ° ° 0.05-4.00 0.05-0.50
TNGA 160412 T01025 16.50 9.53 4.76 1.20 ° 0.05-4.00 0.05-0.50
TNGA 160412 T02020 16.50 9.53 476 1.20 (] 0.05-4.00 0.06-0.50
TNGA 160416 T01020 16.50 9.53 476 1.60 o o ° ° o 0.50-5.00 0.05-0.50
TNGA 160416 T02020 16.50 9.53 4.76 1.60 ° 0.50-5.00 0.05-0.50

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: A-PTFNR/L-X/G (295) e C#-DTGNR/L (262) ® DTGNR/L (262) ® MTENN-W (263) ® MTINR/L-W (263) ® PTFNR/L (264)
o PTGNR/L (264) ® PTGNR/L-X (265) ® PTGNR/L-X-JHP (265) ® PTGNR/L-X-JHP-MC (266) ® S-MTLNR/L-W (295) ® S-PTFNR/L (296)

lSGAﬁ@LNE

TNGG (CER)

Negative 60° Triangular Ceramic
Inserts with a Chipbreaker

for Machining Hardened
Steel and Cast Iron

[}
c
Dimensions g Recommended Machining Data
<
‘é ap f
Designation L IC S RE = (mm) (mm/rev)
TNGG 160404Z01030AG 16.50 9.53 476 0.40 [ 0.05-2.00 0.05-0.20
TNGG 160408Z201030AG 16.50 9.53 4.76 0.80 (] 0.05-0.25 0.06-0.20
TNGG 160412Z01030A 16.50 9.53 476 1.20 o 0.056-0.25 0.05-0.25
: : 16.50 9.53 4.76 1.60 d 0.05-0.30 0.05-0.30

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: A-PTFNR/L-X/G (295)

. o+« s |

Hard Materials Cast Iron Heat-Resistant Super Alloys
Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 [ IW10 | IS26 [IS45C | 1S45 | 1S05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55
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TNGN (CER)

Negative 60° Triangular
Double-Sided Ceramic Inserts for
Machining Hardened Steel, Cast
I[ron and Heat Resistant Alloys

] . Recommended

Pl Machining Data

© 2 o a f
Designation L IC S RE £ | = = (mm) (mm/rev)
TNGN 160408 T01020 16.50 9.53 4.76 0.80 . . ° . 0.05-3.00 0.05-0.30
TNGN 160408 T02020 16.50 9.53 476 0.80 (] 0.05-3.00 0.05-0.30
TNGN 160412 T01020 16.50 9.63 476 1.20 o ° ° o 0.05-4.00 0.05-0.50
TNGN 160412 T02020 16.50 9.53 476 1.20 o 0.05-4.00 0.05-0.50
TNGN 160416 T01020 16.50 9.53 4.76 1.60 . . ° . 0.50-5.00 0.05-0.50
TNGN 160416 T02020 16.50 9.53 4.76 1.60 o 0.50-5.00 0.05-0.50
TNGN 160404 S02025 16.50 9.63 4.76 0.40 ° 0.05-2.00 0.05-0.20
TNGN 160408 S02025 16.50 9.63 4.76 0.80 ° 0.05-3.00 0.05-0.30
16.50 9.63 476 1.20 [ 0.05-4.00 0.05-0.50

® For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: CTFNR/L-F (77) ® CTGNR/L-F (78) ® FOOTN (113)

ISCA INE
e
VNGA (CER) % !Q% ?‘g

Negative 35° Rhombic :
Double-Sided Ceramic Inserts _y
for Machining Cast Iron, Cast L
Iron and Heat Resistant Alloys.

’ . Recommended

DR Machining Data

:4.5: ap f
Designation L IC S RE = (mm) (mm/rev)
VNGA 160404 16.60 9.53 4.76 0.40 ° 0.05-2.00 0.05-0.20
VNGA 160404 T01020 16.60 9.53 4.76 0.40 ° ° o 0.05-2.00 0.05-0.20
VNGA 160404 T01025 16.60 9.53 4.76 0.40 ° 0.05-2.00 0.05-0.20
VNGA 160408 S02025 16.60 9.63 4.76 0.80 o 0.05-3.00 0.05-0.30
VNGA 160408 T01020 16.60 9.53 4.76 0.80 . ° ° ° ° 0.05-3.00 0.05-0.30
VNGA 160408 T01025 16.60 9.53 476 0.80 ° 0.05-3.00 0.05-0.30
VNGA 160408 T02020 16.60 9.63 4.76 0.80 o 0.05-3.00 0.05-0.30
VNGA 160412 S02025 16.60 9.53 4.76 1.20 ° 0.05-4.00 0.05-0.50
VNGA 160412 T01020 16.60 9.53 4.76 1.20 o o o o o 0.05-4.00 0.05-0.50
VNGA 160412 T01025 16.60 9.53 4.76 1.20 . 0.05-4.00 0.05-0.50
VNGA 160412 T02020 16.60 9.63 4.76 1.20 o 0.05-4.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: MVJNR/L (270) ¢ MVVNN (270)

Member IMC Group
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WNGA (CER)

Negative 80° Trigon
Double-Sided Ceramic Inserts for
Machining Cast Iron, Hardened
Steel and Heat-Resistant Alloys

«©
o
Dimensions E Recommended Machining Data

<

(8

2 ap f
Designation L IC S RE = (mm) (mm/rev)
WNGA 080404 S02025 8.70 12.70 4.76 0.40 ° 0.05-2.00 0.05-0.20
WNGA 080408 S02025 8.70 12.70 4.76 0.80 . 0.05-3.00 0.05-0.30
WNGA 080408 T00520 8.70 12.70 4.76 0.80 [ 0.05-3.00 0.05-0.30
WNGA 080408 T01020 8.70 12.70 476 0.80 o o 0.05-3.00 0.05-0.30
WNGA 080408 T02020 8.70 12.70 476 0.80 . 0.05-3.00 0.05-0.30
WNGA 080412 S02025 8.70 12.70 4.76 1.20 ° 0.05-3.00 0.05-0.45
WNGA 080412 T01020 8.70 12.70 4.76 1.20 o [ 0.05-3.00 0.05-0.45
WNGA 080412 T02020 8.70 12.70 4.76 1.20 o 0.05-3.00 0.05-0.45
WNGA 080416 T01020 8.70 12.70 4.76 1.60 o o 0.50-3.00 0.05-0.50
WNGA 080416 T02020 8.70 12.70 4.76 1.60 ° 0.50-3.00 0.05-0.50

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: A/S-MWLNR/L-W (301) ¢ A/S-PWLNR/L (302) e C#-MULNR/L-MW (268) ¢ C#-PWLNR/L-08-JHP (281) * DWLNR/L (277)

* HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268) ® HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® MWLNR/L-W (278)
o PWLNR/L (278) ® PWLNR/L-08-JHP (279) ® PWLNR/L-X (279) ® PWLNR/L-X-JHP (280) ® PWLNR/L-X-JHP-MC (281) * S-DWLNR/L (301)

* S-MULNR-MW (297) ¢ DWLNR/L-JHP-MC (277)

Material

Hard Materials Cast Iron Heat-Resistant Super Alloys

Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 | IW10 | 1S26 |IS45C | 1S45 | IS05 | IS10 | IW10 | IS14 | IS15 | IS45 | 1S55

g Heavy interrupted ti f 1 - 1 o

Light interrupted
) ol A& 0 al DD

Continuous

ISCAR
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4 5 6 7 8 9 3 1 12 13
1 2 3 4 5 6 7 8 1 12 13
1 Boring Bar 5 Insert Shape

8 steel shank

o<
'\ coolant through steel shank BOOW (

(68l solid carbide shank

=8 coolant through carbide shank

2 Bar Diameter

3 Tool Length

o i

H—

A = 32 H = 100 Q = 180
B = 40 Jo= o R = 200 6 Approach Angle
Cc = 50 K = 125 S = 250
D = 60 L = 140 T = 300
E = 70 M = 150 U = 350
F = 80 N = 160 vV = 400
G = 90 P = 170 W = 450
Y = 500
X = Special

top wedge lock




7 Insert Clearance Angle

= = B =
0° 5 70

=l =l E
1° Other 150

8 Hand of Tool

9 Shank Height

10 Shank Width

D>

11 Insert Size

cutting edge length

12 Thickness of Insert

-%

Index S (mm)
03 318
04 476
06 6.35
07 7.94
09 9.52

13 Clamping System
F - Flat X - Special Dimple R - Round Dimple

(CNGN) (CNGX) (CNGX - ROUND)

80°
IC
E%L ]
L-

+ + +

Member IMC Group.
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Ceramic Turning Tools

CCBNR/L-F/X 71 CCKNR/L-F/X 71 CCLNR/L-F/X 72 CDJNR/L-X 72

CRDCN-F

0p)
-l
O
O
—
O
=
Z
ad
D
—
O
=
<
ad
L
O

CSYNR/L-F/X 7 CTFNR/L-F 7 CTGNR/L-F 78

S-CDUNR/L-X

S-CDQNR/L-X

S-CSYNR/L-X

ISCAR




lsan@uws

CCBNR/L-F/X ﬂﬁ ,ﬁ

75° Lead Angle Clamp Lock ¥ ¥

Tools Carrying Negative 80° I i

Rhombic Ceramic Inserts WL@‘ B

wen 1, |
LF

H HF B LF LH WF KAPRM MIID®
CCBNR/L 2525M-1204F 25.0 25.0 25.0 150.00 34.0 22.00 75.0 CNGN 1204
CCBNR/L 2525M-1207F 25.0 25.0 25.0 150.00 34.0 22.00 75.0 CNGN 1207
CCBNR/L 3225P-1204F 32.0 32.0 25.0 170.00 34.0 22.00 75.0 CNGN 1204
CCBNR/L 3225P-1207F 32.0 32.0 25.0 170.00 34.0 22.00 75.0 CNGN 1207
CCBNR/L 2525M-1607F 25.0 25.0 25.0 150.00 34.0 27.00 75.0 CNGN 1607
CCBNR/L 3225P-1607F 32.0 32.0 25.0 170.00 34.0 27.00 75.0 CNGN 1607
CCBNR/L 2525M-1207X 25.0 25.0 25.0 150.00 34.0 22.00 75.0 CNGX 1207
CCBNR/L 3225P-1207X 32.0 32.0 25.0 170.00 34.0 22.00 75.0 CNGX 1207

™ Tool cutting edge angle

2 Master insert identification

For inserts, see pages: CNGN (CER) (55) ® CNGN S (CBN) (147)  CNGX-DIMPLE (CER) (56)

Spare Parts

& % & ?
CCBNR/L 2525M-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
CCBNR/L 2525M-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
CCBNR/L 3225P-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
CCBNR/L 3225P-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
CCBNR/L 2525M-1607F SR M8X1-L13.5-D11 125 HW 4.0 ICSN 533A CB-CDRS TCL CDSV-N-09-16F
CCBNR/L 3225P-1607F SR M8X1-L13.5-D11 125 HW 4.0 ICSN 533A CB-CDRS TCL CDSV-N-09-16F
CCBNR/L 2525M-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL C-N-12-X
CCBNR/L 3225P-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL C-N-12-X

lSﬂn@um; 7

CCKNR/L-F/X F % & .’ﬁ

75° Lead Angle Clamp Lock ¥

Tools Carrylng Nega’gve vsF ‘é

80° Rhombic Ceramic LC 1]

Inserts for Facing LH

KAPR LF

H HF B LF LH WF KAPRM® MIID®
CCKNR/L 2525M-1204F 25.0 25.0 25.0 150.00 29.0 32.00 75.0 CNGN 1204
CCKNR/L 2525M-1207F 25.0 25.0 25.0 150.00 29.0 32.00 75.0 CNGN 1207
CCKNR/L 3225P-1204F 32.0 32.0 25.0 170.00 29.0 32.00 75.0 CNGN 1204
CCKNR/L 3225P-1207F 32.0 32.0 25.0 170.00 29.0 32.00 75.0 CNGN 1207
CCKNR/L 2525M-1207X 25.0 25.0 25.0 150.00 29.0 32.00 75.0 CNGX 1207
CCKNR/L 3225P-1207X 32.0 32.0 25.0 170.00 29.0 32.00 75.0 CNGX 1207

™) Tool cutting edge angle

(2) Master insert identification

For inserts, see pages: CNGN (CER) (55) ® CNGN S (CBN) (147)  CNGX-DIMPLE (CER) (56)

Spare Parts

/ & 2
CCKNR/L 2525M-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
CCKNR/L 2525M-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
CCKNR/L 3225P-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
CCKNR/L 3225P-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
CCKNR/L 2525M-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL C-N-12-X
CCKNR/L 3225P-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL C-N-12-X

Member IMC Group
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CCLNR/L-F/X ) i

Clamp Lock Tools Carrying "@F J

Negative 80° Rhombic i 3

Ceramic Inserts VL B

KAPR
LF

H HF B LF LH WF KAPR® MIID®
CCLNR/L 2525M-1204F 25.0 25.0 25.0 150.00 34.0 32.00 95.0 CNGN 1204
CCLNR/L 2525M-1207F 25.0 25.0 25.0 150.00 34.0 32.00 95.0 CNGN 1207
CCLNR/L 3225P-1204F 32.0 32.0 25.0 170.00 34.0 32.00 95.0 CNGN 1204
CCLNR/L 3225P-1207F 32.0 32.0 25.0 170.00 34.0 32.00 95.0 CNGN 1207
CCLNR/L 2525M-1607F 25.0 25.0 25.0 150.00 34.0 32.00 95.0 CNGN 1607
CCLNR/L 3225P-1607F 32.0 32.0 25.0 170.00 38.0 32.00 95.0 CNGN 1607
CCLNR/L 2525M-1207X 250 25.0 25.0 150.00 34.0 32.00 95.0 CNGX 1207
CCLNR/L 3225P-1207X 32.0 32.0 25.0 170.00 34.0 32.00 95.0 CNGX 1207

™ Tool cutting edge angle
) Master insert identification

For inserts, see pages: CNGN (CER) (55) ¢ CNGN S (CBN) (147) » CNGX-DIMPLE (CER) (56)

Spare Parts

M - /. @ @& 2

CCLNR/L 2525M-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
CCLNR/L 2525M-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
CCLNR/L 3225P-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
CCLNR/L 3225P-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
CCLNR/L 2525M-1607F SR M8X1-L13.5-D11 T25 HW 4.0 ICSN 533A CB-CDRS TCL CDSV-N-09-16F
CCLNR/L 3225P-1607F SR M8X1-L13.5-D11 T25 HW 4.0 ICSN 533A CB-CDRS TCL CDSV-N-09-16F
CCLNR/L 2525M-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL CDS-N12-16X

CCLNR/L 3225P-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL CDS-N12-16X

lsun@)ums
CDJNR/L-X HE 4
Clamp Lock Tools Carrying 55° ¥
Negative Rhombic Inserts § x

WF © ]

KAPR

f—|_H -]
LF

H HF B LF LH WF KAPR( MIID®

CDJNR/L 2525M-1507X 25.0 25.0 25.0 150.00 38.0 32.00 93.0 DNGX 1507
CDJNR/L 3225P-1507X 32.0 320 25.0 170.00 38.0 32.00 93.0 DNGX 1507

() Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: DNGX-DIMPLE (CER) (58)

Spare Parts

& [ ¢ @

SRM6X1-L13.56T20  HW4.0  IDSN 434A  TCL CD-N-12-16X

48 ISCAR
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DDJNR/L-F

Clamp Lock Holder with 93°
Approach Angle for Negative

55° Rhombic ISO Type

Ceramic Inserts without Hole

DDJNR 2525M-1504F

DDJNR 2525M-1507F

DDJNR/L 3232P-1507F
() Master insert identification
For inserts, see pages: DNGN (CER) (57)

Spare Parts

Designation

DDJNR 2525M-1504F
DDJNR 2525M-1507F
DDJNR/L 3232P-1507F

lsca@uns

CRDCN-F
Clamp Lock Tools Carrying
RCGX Positive Ceramic Inserts

Designation

CRDCN 2525M-0604F
CRDCN 2525M-0606F
CRDCN 2525M-0607F

CRDCN 2525M-0907F
CRDCN 2525M-1207F
CRDCN 3225P-0907F
CRDCN 3225P-1207F
() Master insert identification
For inserts, see pages: RCGX (CER) (59)

Spare Parts

Designation

CRDCN 2525M-0604F
CRDCN 2525M-0606F
CRDCN 2525M-0607F

CRDCN 2525M-0907F
CRDCN 2525M-1207F
CRDCN 3225P-0907F
CRDCN 3225P-1207F

* Optional, to be ordered separately

@ For RCGX 0606 insert
b) For RCGX 0604 insert

27°
¥ ¥
+
I ?
oz
e H - -

H HF B LF LH WF Y
25.0 25.0 25.0 150.00 39.0 32.00 DNGN 1504
25.0 25,0 25.0 150,00 39.0 32,00 DNGN 1507
320 320 320 170,00 390 40,00 DNGN 1507

/ b4 & / @&
IDSN 44 DLS 4 T-15/5 DSP 4 HW 3.0 DCL S-4F
IDSN 42 DLS 4 T-15/5 DSP 4 HW 3.0 DCL S-4F
IDSN 42 DLS 4 T15/5 DSP 4 HW 3.0 DCL S-4F
V=
i
HBH Y ol HBLl~— LSoMs —»
i *
i B
e H-»-1 F )

H HF B LF LH WF LSCMS HBH HBL MIID(
25.0 25.0 25.0 150.00 28.0 12,50 122,00 70 28.0 RCGX 0604
25.0 25.0 25,0 150.00 28.0 1250 122,00 70 28.0 RCGX 0606
25.0 25.0 25,0 150,00 28.0 1250 122,00 70 28.0 RCGX 0607
25.0 25.0 25.0 150.00 20.0 12.50 116.00 7.0 33.0 RCGX 0907
25.0 25.0 25.0 150.00 25.0 12.50 125.00 7.0 29.0 RCGX 1207
32,0 320 25,0 170,00 20,0 1250 - RCGX 0907
320 320 25,0 170,00 25.0 1250 - RCGX 1207

SR M3.5X0.6-L15 T15 T15/5 SRM2.5.L125 A2 TCLRC06.F IRSC 23C
SR M35X0.6-L15 T15 T-15/5 SRM2.5-L12.5 A2 TCL R-C-06-F IRSC 24C
SR M3.5X0.6-L15 T15 T-15/5 SR M2.5-112.5 A2 TCL R-C-06-F IRSC 25C IRSC 24Ce* IRSC 23C0F
SR M35X0.6-L15 T15 T-20/5 SR M5X0.8-L12 T20 TCL R-C-09-F IRSC 35C
SR M3.5X0.6-L15 T15 K40 SR M5X0.8-L12 T20 TCLR-C-09-F IRSC 45C
SR MBX1-L16 T25 T-20/5 SR M5X0.8-L22 T20 TCL R-C-09-F IRSC 35C
SR M6X1-L16 T25 K40 SR M5X0.8-L22 T20 TCLRC-12-F IRSG 45C

Member IMC Group
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CRDNN-F & 4

Clamp Lock Neutral Tools Y ¥

Carrying Round Negative ¥ i

Ceramic Inserts j@L B

WF [
LLH*
‘ LF

H HF B LF LH WF MIID
CRDNN 2525M-1204F 25.0 25.0 25.0 150.00 34.0 12.50 RNGN 1204
CRDNN 2525M-1207F 25.0 25.0 25.0 150.00 34.0 12.50 RNGN 1207
CRDNN 3225P-1204F 320 32.0 25.0 170.00 34.0 12.50 RNGN 1204
CRDNN 3225P-1207F 32.0 32.0 25.0 170.00 34.0 12.50 RNGN 1207
CRDNN 2525M-1507F 25.0 25.0 25.0 150.00 34.0 12.50 RNGN 1507
CRDNN 3225P-1507F 320 320 25.0 170.00 420 12.50 RNGN 1507
CRDNN 3225P-1907F 32.0 32.0 25.0 170.00 42.0 12.50 RNGN 1907
CRDNN 3232P-2507F 32.0 32.0 32.0 170.00 42.0 16.00 RNGN 2507

() Master insert identification

For inserts, see pages: RNGN (CER) (104) « RNGN HS (PCD) (205) * RNGN S (CBN) (156)

Spare Parts
Designation @ / @ @ %\
CRDNN 2525M-1204F SR M6X1-L13.5 T20 HW 4.0 IRSN 45A CB-CDRS TCL DRT-N09-12F
CRDNN 2525M-1207F SR M6X1-L13.5 T20 HW 4.0 IRSN 43A CB-CDRS TCL DRT-N09-12F
CRDNN 3225P-1204F SR M6X1-L13.5 T20 HW 4.0 IRSN 45A CB-CDRS TCL DRT-N09-12F
CRDNN 3225P-1207F SR M6X1-L13.5 T20 HW 4.0 IRSN 43A CB-CDRS TCL DRT-N09-12F
CRDNN 2525M-1507F SR M8X1-L13.5-D11 125 HW 4.0 IRSN 53A CB-CDRS TCL CDSV-N-09-16F
CRDNN 3225P-1507F SR M8X1-L13.5-D11 T25 HW 4.0 IRSN 53A CB-CDRS TCL CDSV-N-09-16F
CRDNN 3225P-1907F SR M8X1-L13.5-D10.5 T25 HW 4.0 IRSN 65B CB-CDRS TCL CDSV-N-09-16F
CRDNN 3232P-2507F SR M8X1.25-L.20 C.S. 70° HW 4.0 IRSN 85B CB-CDRS TCL CDSV-N-09-16F

mun@ums

CSDNN-F/X f

Clamp Lock 75° Lead T

Angle Tools Carrying

Square Ceramic Inserts %

LF

H HF B LF LH WF KAPR® MIID®
CSDNN 2525M-1204F 250 25.0 25.0 150.00 42.0 12.50 45.0 SNGN 1204
CSDNN 2525M-1207F 25.0 25.0 25.0 150.00 42.0 12.50 45.0 SNGN 1207
CSDNN 3225P-1204F 32.0 32.0 25.0 170.00 42.0 12.50 45.0 SNGN 1204
CSDNN 3225P-1207F 32.0 32.0 25.0 170.00 42.0 12.50 45.0 SNGN 1207
CSDNN 2525M-1507F 250 25.0 25.0 150.00 42.0 12.50 45.0 SNGN 1507
CSDNN 3225P-1507F 32.0 32.0 25.0 170.00 42.0 12.50 45.0 SNGN 1507
CSDNN 2525M-1207X 25.0 25.0 25.0 150.00 42.0 12.50 45.0 SNGX 1207
CSDNN 3225P-1207X 32.0 32.0 25.0 170.00 42.0 12.50 45.0 SNGX 1207
CSDNN 2525M-1507X 25.0 25.0 25.0 150.00 42.0 12.50 45.0 SNGX 1507
CSDNN 3225P-1507X 32.0 32.0 25.0 170.00 42.0 12.50 45.0 SNGX 1507

() Tool cutting edge angle

) Master insert identification

For inserts, see pages: SNGN (CBN) (161) » SNGN (CER) (105) » SNGN (PCD) (209) » SNGN 4MT (CBN) (162) » SNGN HS (CBN) (163)
o SNGN HS (PCD) (210) * SNGN MT (CBN) (161) » SNGN MT (PCD) (209) » SNGN S (CBN) (162) * SNGX-DIMPLE (CER) (63)

Spare Parts

Designation \\“\& / @ @

CSDNN 2525M-1204F SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
CSDNN 2525M-1207F SR M6X1-L13.5 T20 HW 4.0 ISSN 434A CB-CDRS TCL CDSV-N-09-16F
CSDNN 3225P-1204F SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
CSDNN 3225P-1207F SR M6X1-L13.5 T20 HW 4.0 ISSN 434A CB-CDRS TCL CDSV-N-09-16F
CSDNN 2525M-1507F SR M8X1-L13.5-D11 125 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
CSDNN 3225P-1507F SR M8X1-L13.5-D11 125 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
CSDNN 2525M-1207X SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
CSDNN 3225P-1207X SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
CSDNN 2525M-1507X SR M8X1-L13.5-D11 125 HW 4.0 ISSN 534A TCL CDS-N12-16X
CSDNN 3225P-1507X SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X

ISCAR




CSKNR/L-F/X

Clamp Lock 75° Lead Angle
Tools Carrying Square Ceramic
Inserts for Face Turning

CSKNR/L 2525M-1204F
CSKNR/L 2525M-1207F
CSKNR/L 3225P-1204F
CSKNR/L 3225P-1207F
CSKNR/L 2525M-1507F

CSKNR/L 3225P-1507F
CSKNR/L 2525M-1207X
CSKNR/L 3225P-1207X
CSKNR/L 2525M-1507X
CSKNR/L 3225P-1507X

HF 74 -
Y f ]
i 1
WF B
KAPR FLHJ "

H HF B LF LH WF KAPR( MIID@
25.0 25.0 250 150.00 340 32.00 750 SNGN 1204
250 250 250 160.00 340 32.00 750 SNGN 1207
320 320 250 17000 340 32,00 750 SNGN 1204
320 320 250 170.00 340 32.00 750 SNGN 1207
25.0 25.0 250 150.00 340 32,00 750 SNGN 1507
320 320 250 170.00 340 32.00 750 SNGN 1507
25.0 250 250 150.00 340 32,00 750 SNGX 1207
320 320 250 17000 340 32.00 750 SNGX 1207
25.0 250 250 15000 340 32,00 750 SNGX 1507
320 320 250 170.00 340 32.00 750 SNGX 1507

() Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: SNGN (CBN) (161) ® SNGN (CER) (105) ® SNGN (PCD) (209) ® SNGN 4MT (CBN) (162) ® SNGN HS (CBN) (163)

o SNGN HS (PCD) (210) » SNGN MT (CBN) (161) » SNGN MT (PCD) (209) * SNGN S (CBN) (162) » SNGX-DIMPLE (CER) (63)

Spare Parts

Designation

CSKNR/L 2525M-1204F
CSKNR/L 2525M-1207F
CSKNR/L 3225P-1204F
CSKNR/L 3225P-1207F

CSKNR/L 2525M-1507F
CSKNR/L 3225P-1507F
CSKNR/L 2525M-1207X
CSKNR/L 3225P-1207X
CSKNR/L 2525M-1507X
CSKNR/L 3225P-1507X

ISCM@JNE
CSRNR/L-F/X
Clamp Lock 75° Lead

Angle Tools Carrying
Square Ceramic Inserts

CSRNR/L 2525M-1204F
CSRNR/L 3225P-1204F
CSRNR/L 2525M-1507F
CSRNR/L 3225P-1507F
CSRNR/L 3232P-1907F

CSRNR/L 2525M-1207X
CSRNR/L 3225P-1207X
CSRNR/L 2525M-1507X
CSRNR/L 3225P-1507X

& 4 & o
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-08-16F
SR MBX1-L13.5 T20 HW 4.0 ISSN 434A CB-CDRS TOL GDSV-N-09-16F
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L135-D11 T25 HW 4.0 ISSN 534A CB-CDRS TOL CDSV-N-08-16F
SR MBX1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR MBX1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X
SR M8X1-L135-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X
FLH+ -||1
L]
ﬁ% ; =
HF u
1 ¥
I ;
WF B
v ¥
KAPR
LF
H HF B LF LH WF KAPR( MIID®@
250 25.0 25.0 150.00 340 27.00 750 SNGN 1204
320 320 25.0 170.00 34.0 27.00 750 SNGN 1204
250 25.0 25.0 150.00 340 27.00 750 SNGN 1507
32.0 32.0 25.0 170.00 38.0 27.00 75.0 SNGN 1507
320 320 320 170.00 420 35.00 750 SNGN 1907
250 25.0 25.0 150.00 340 27.00 750 SNGX 1207
32.0 32.0 25.0 170.00 34.0 27.00 75.0 SNGX 1207
25.0 25.0 250 150.00 34.0 27.00 750 SNGX 1507
32.0 320 25.0 170.00 38.0 27.00 75.0 SNGX 1507

™ Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: SNGN (CBN) (161)  SNGN (CER) (105) » SNGN (PCD) (209) » SNGN 4MT (CBN) (162)  SNGN HS (CBN) (163)

« SNGN HS (PCD) (210) * SNGN MT (CBN) (161) » SNGN MT (PCD) (209) » SNGN S (CBN) (162) » SNGX-DIMPLE (CER) (63)

Spare Parts

Designation

CSRNR/L 2525M-1204F
CSRNR/L 3225P-1204F
CSRNR/L 2525M-1507F
CSRNR/L 3225P-1507F

CSRNR/L 3232P-1907F
CSRNR/L 2525M-1207X
CSRNR/L 3225P-1207X
CSRNR/L 2525M-1507X
CSRNR/L 3225P-1507X

& / & &
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D10.5 T25 HW 4.0 ISSN 654B CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M8X1-L13.5-D11 725 HW 4.0 ISSN 534A TCL CDS-N12-16X
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X

Member IMC Group



CSSNR/L-F/X

Clamp Lock 45° Lead Angle
Tools Carrying Square Ceramic
Inserts for Longitudinal

and Face Turning

CSSNR/L 2525M-1204F
CSSNR/L 3225P-1204F
CSSNR/L 2525M-1507F
CSSNR/L 3225P-1507F
CSSNR/L 3232P-1907F

CSSNR/L 2525M-1207X
CSSNR/L 3225P-1207X
CSSNR/L 2525M-1507X
CSSNR/L 3225P-1507X

; MER
7 L& Al
s 5
WFA 1 KAPR| L
LFA LF
H HF B LF LFA LH WF WFA KAPR() MIID®@
25.0 25.0 25.0 150.00 8.32 35.0 23.68 8.32 45.0 SNGN 1204
32.0 32.0 25.0 170.00 8.32 35.0 23.68 8.32 45.0 SNGN 1204
25.0 25.0 25.0 150.00 10.23 37.0 21.77 10.23 45.0 SNGN 1507
32.0 32.0 25.0 170.00 10.23 37.0 29.77 10.23 45.0 SNGN 1507
32.0 32.0 32.0 170.00 12.50 37.0 37.50 12.50 45.0 SNGN 1907
25.0 25.0 25.0 150.00 8.32 35.0 23.68 8.32 45.0 SNGX 1207
32.0 32.0 25.0 170.00 8.32 35.0 23.68 8.32 45.0 SNGX 1207
25.0 25.0 25.0 150.00 10.23 37.0 21.77 10.23 45.0 SNGX 1507
32.0 32.0 25.0 170.00 10.23 37.0 21.77 10.23 45.0 SNGX 1507

() Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: SNGN (CBN) (161) » SNGN (CER) (105) » SNGN (PCD) (209) » SNGN 4MT (CBN) (162)  SNGN HS (CBN) (163)

o SNGN HS (PCD) (210) * SNGN MT (CBN) (161) » SNGN MT (PCD) (209) * SNGN S (CBN) (162) » SNGX-DIMPLE (CER) (63)

Spare Parts

Designation

CSSNR/L 2525M-1204F
CSSNR/L 3225P-1204F
CSSNR/L 2525M-1507F
CSSNR/L 3225P-1507F
CSSNR/L 3232P-1907F
CSSNR/L 2525M-1207X
CSSNR/L 3225P-1207X
CSSNR/L 2525M-1507X
CSSNR/L 3225P-1507X

lsan@wvs

CSXNR/L-F/X
Clamp Lock 85° Lead
Angle Tools Carrying
Square Ceramic Inserts

CSXNR/L 2525M-1204F
CSXNR/L 3225P-1204F
CSXNR/L 2525M-1507F
CSXNR/L 3225P-1507F

CSXNR/L 2525M-1207X
CSXNR/L 3225P-1207X
CSXNR/L 2525M-1507X
CSXNR/L 3225P-1507X

& ’ & o
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D10.5 T25 HW 4.0 ISSN 654B CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X
SR M8X1-L13.5-D11 725 HW 4.0 ISSN 534A TCL CDS-N12-16X
rLH» -I
17 ‘ 85° .1
HF ﬁ% ‘ H =
Y ¥
W L
v
kapR | A
‘ LF
H HF B LF LH WF KAPR) MIID@
25.0 25.0 25.0 150.00 30.0 32.00 85.0 SNGN 1204
32,0 32,0 25,0 170.00 300 32.00 85.0 SNGN 1204
25.0 25.0 25.0 150.00 33.0 32.00 85.0 SNGN 1507
32,0 32,0 25,0 170.00 330 32,00 85.0 SNGN 1507
25.0 25.0 25.0 150.00 30.0 32.00 85.0 SNGX 1207
32.0 32.0 25.0 170.00 30.0 32.00 85.0 SNGX 1207
25,0 25,0 25,0 150.00 330 32.00 85.0 SNGX 1507
32,0 32,0 25,0 170.00 330 32,00 85.0 SNGX 1507

™ Tool cutting edge angle
2 Master insert identification

For inserts, see pages: SNGN (CBN) (161)  SNGN (CER) (105) » SNGN (PCD) (209) » SNGN 4MT (CBN) (162)  SNGN HS (CBN) (163)

e SNGN HS (PCD) (210) « SNGN MT (CBN) (161) * SNGN MT (PCD) (209) * SNGN S (CBN) (162) ® SNGX-DIMPLE (CER) (63)

Spare Parts

CSXNR/L 2525M-1204F
CSXNR/L 3225P-1204F
CSXNR/L 2525M-1507F
CSXNR/L 3225P-1507F
CSXNR/L 2525M-1207X
CSXNR/L 3225P-1207X
CSXNR/L 2525M-1507X
CSXNR/L 3225P-1507X

& { & 2
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.6-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M8X1-L13.5-D11 725 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X
SR M8X1-L13.6-D11 725 HW 4.0 ISSN 534A TCL CDS-N12-16X




lsal®.m£ ]

CSYNR/L-F/X iz 5 4 !‘%

Clamp Lock 85° Lead Y ¥

Angle Tools Carrying T 1

Square Ceramic Inserts V\iF S ?

KAPR| [T LH™> 1R

H HF B LF LH WF KAPR® MIID®
CSYNR/L 2525M-1204F 25.0 25.0 25.0 150.00 27.0 32.00 85.0 SNGN 1204
CSYNR/L 3225P-1204F 32.0 32.0 25.0 170.00 27.0 32.00 85.0 SNGN 1204
CSYNR/L 2525M-1507F 25.0 25.0 25.0 150.00 27.0 32.00 85.0 SNGN 1507
CSYNR/L 3225P-1507F 32.0 32.0 25.0 170.00 27.0 32.00 85.0 SNGN 1507
CSYNR/L 2525M-1207X 25.0 25.0 25.0 150.00 27.0 32.00 85.0 SNGX 1207
CSYNR/L 3225P-1207X 32.0 32.0 25.0 170.00 27.0 32.00 85.0 SNGX 1207
CSYNR/L 2525M-1507X 250 25.0 25.0 150.00 27.0 32.00 85.0 SNGX 1507
CSYNR/L 3225P-1507X 32.0 32.0 25.0 170.00 271.0 32.00 85.0 SNGX 1507

™ Tool cutting edge angle
) Master insert identification

For inserts, see pages: SNGN (CBN) (161) « SNGN (CER) (105) ® SNGN (PCD) (209) ® SNGN 4MT (CBN) (162) * SNGN HS (CBN) (163)
e SNGN HS (PCD) (210) * SNGN MT (CBN) (161) ® SNGN MT (PCD) (209) * SNGN S (CBN) (162) ® SNGX-DIMPLE (CER) (63)

Spare Parts

% & ?

CSYNR/L 2525M-1204F SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
CSYNR/L 3225P-1204F SR M6X1-L13.5 T20 HW 4.0 ISSN 454A CB-CDRS TCL CDSV-N-09-16F
CSYNR/L 2525M-1507F SR M8X1-L13.56-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
CSYNR/L 3225P-1507F SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
CSYNR/L 2525M-1207X SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
CSYNR/L 3225P-1207X SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
CSYNR/L 2525M-1507X SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X
CSYNR/L 3225P-1507X SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X

:sun@uus | %

CTFNR/L-F o b

Clamp Lock 90° Lead Angle 1

Tools Carrying Square Ceramic 1

Inserts for Face Turning WF (7 O ?

KAPR e "

Designation H HF B LF LH WF KAPR( MIID®@
CTFNR/L 2525M-1604F 25.0 25.0 25.0 150.00 29.0 32.00 90.0 TNGN 1604
CTFNR/L 3225P-1604F 32,0 32,0 25.0 170.00 29.0 32.00 90.0 TNGN 1604

() Tool cutting edge angle
2 Master insert identification

For inserts, see pages: TNGN (CER) (65)

Spare Parts

& % ® &

CTFNR/L-F SR M5X0.8-L13.5 T9 HW 4.0 ITSN 342A CB-DTV TCL DRT-N09-12F

Member IMC Group
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lsan@wvs

]
CTGNR/L-F A é‘ 4 aﬂ
Clamp Lock 90° Lead Angle ' ¥
Tools Carrying Triangular \AtF @ g
Ceramic Inserts
wen A
S LF
H HF B LF LH WF KAPR® MIID®
CTGNR/L 2525M-1604F 25.0 25.0 25.0 150.00 20.0 32.00 90.0 TNGN 1604
320 320 250 170,00 20.0 32,00 90.0 TNGN 1604
() Tool cutting edge angle
2 Master insert identification
For inserts, see pages: TNGN (CER) (65)
Spare Parts
& % & ch
SR M5X0.8-L135T9 HW 4.0 ITSN 342A CB-DIV TCL DRT-N09-12F
mc“@“‘"E GAMP -
S-CCLNR/L-F/X % 777777 <
Clamp Lock Boring Bars Carrying HFB I
Negative 80° Rhombic Inserts d
Y L
WF I
kapR | T|L0RED - L DCONMS
DCONMS LF LDRED H HFB WF DMIN GAMP  GAMF  KAPR  MID®
$32S CCLNR/L-1207F 32.00 250.00 40.0 30.0 15.0 22.00 40.00 -5.0 -14.0 95.0 CNGN 1207
S40T CCLNR/L-1204F 40.00 300.00 36.0 37.0 18.5 27.00 70.00 -6.0 -12.0 95.0 CNGN 1204
S40T CCLNR/L-1207F 40.00 300.00 35.0 37.0 18.5 27.00 70.00 6.0 -12.0 95.0 CNGN 1207
S50U CCLNR/L-1204F 50.00 350.00 38.0 47.0 23.5 32.00 70.00 5.0 -115 95.0 CNGN 1204
S50U CCLNR/L-1207F 50.00 350.00 38.0 47.0 23.5 32.00 70.00 -5.0 -11.5 95.0 CNGN 1207
$32S CCLNR/L-1207X 32.00 250.00 40.0 30.0 15.0 22.00 40.00 -5.0 -14.0 95.0 CNGX 1207
S40T CCLNR/L-1207X 40.00 300.00 35.0 37.0 185 27.00 70.00 6.0 -12.0 95.0 CNGX 1207
S50U CCLNR/L-1207X 50.00 350.00 38.0 47.0 23.5 32.00 70.00 5.0 -11.5 95.0 CNGX 1207
() Tool cutting edge angle
(2 Master insert identification
For inserts, see pages: CNGN (CER) (55) ® CNGN S (CBN) (147) ® CNGX-DIMPLE (CER) (56)
Spare Parts
Designation / @ @
$32S CCLNR/L-1207F HW 4.0 CB-CDRS TCL CDSV-N-09-16F
S40T CCLNR/L-1204F SR M6X1-L10.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
S40T CCLNR/L-1207F SR M6X1-L10.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
S50U CCLNR/L-1204F SR M6X1-L13.5 T20 HW 4.0 ICSN 454A CB-CDRS TCL CDSV-N-09-16F
S50U CCLNR/L-1207F SR M6X1-L13.5 T20 HW 4.0 ICSN 434A CB-CDRS TCL CDSV-N-09-16F
$32S CCLNR/L-1207X HW 4.0 TCL CDS-N12-16X
S40T CCLNR/L-1207X SR M6X1-L10.5 T20 HW 4.0 ICSN 434A TCL CDS-N12-16X
S50U CCLNR/L-1207X SR M6X1-L13.5 T20 HW 4.0 ICSN 434A TCL CDS-N12-16X

ISCAR




lsan@wvs

S-CDQNR/L-X

[1075
i

Clamp Lock Boring Bars
Carrying 55° Negative

-

Ceramic Rhombic Inserts

DCONMS

DCONMS _LF

LDRED H

WF

DMIN KAPR( GAMP GAMF MIID®

S50U CDQNR/L-1507X 50.00 350.00

38.0

32.00

70.00 107.5 6.0 11.0 DNGX 1507

() Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: DNGX-DIMPLE (CER) (58)

Spare Parts

. . o @ @

LRl VB @ SRM6X1-L13.5T20 HW4.0 IDSN432A  TCL CD-N-12-16X

T

lSCM@JNE GAMP
S-CDUNR/L-X %
Clamp Lock Boring Bars HKB !

Carrying 55° Negative

Ceramic Rhombic Inserts

|
*‘ LDREDL

4 KAPR

LF

‘ DCONMS

DCONMS _LF LDRED H HFB

WF

GAMP GAMF KAPR( DMIN MIID®

S50U CDUNR/L-1507X 50.00 350.00

50.0 47.0 23.5

32.00

5.5 -11.3 93.0 70.00 DNGX 1507

() Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: DNGX-DIMPLE (CER) (58)

Spare Parts

e s @ 2

IS SRM6X1-L185T20 HW4.0 IDSN432A  TOL OD-N-12-16X

ISWME

S-CSKNR/L-X v J

75° Clamp Lock Boring Bars i
Carrying Square Ceramic Inserts

|
AERIUE

DCONMS

DCONMS __LF

LDRED H

WF

DMIN KAPR( GAMP GAMF MIID@

$32S CSKNR/L-1207X 32.00 250.00
S$40T CSKNR/L-1207X 40.00 300.00
S50U CSKNR/L-1207X 50.00 350.00

40.0 30.0
67.0 37.0
67.0 47.0

22.00
27.00
35.00

40.00
70.00
70.00

75.0
75.0
75.0

33
-3.3
-3.8

-14.0
-11.0
9.3

SNGX 1207
SNGX 1207
SNGX 1207

() Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: SNGX-DIMPLE (CER) (63)

Spare Parts

%

Designation

&

S$32S CSKNR/L-1207X HW 4.0
HW 4.0

HW 4.0

S$40T CSKNR/L-1207X
S50U CSKNR/L-1207X

SR M6X1-L10.5 T20
SR M6X1-L13.5 T20

TCL CDS-N12-16X
TCL CDS-N12-16X
TCL CDS-N12-16X

ISSN 434A
ISSN 434A

Member IMC Group




lsal®.m£ VI
S-CSSNR/L-X - ==\l R
45° Clamp Lock Boring Bars '
Carrying Square Ceramic Inserts ~H
; = [
W Péﬁ -
4 kapr [‘—J%EEF DCONMS
DCONMS LF LDRED H HFB WF DMIN GAMP  GAMF _ KAPR®  MID®
$32S CSSNR/L-1207X 32.00 250.00 40.0 30.0 15.0 22.00 40.00 -6.0 -14.0 45.0 SNGX 1207
S40T CSSNR/L-1207X 40.00 300.00 50.0 37.0 18.5 27.00 70.00 -6.0 -12.0 45,0 SNGX 1207
S50U CSSNR/L-1507F 50.00 350.00 50.0 47.0 23.5 32.00 70.00 -6.0 -12.0 45.0 SNGN 1507
S50U CSSNR/L-1507X 50.00 350.00 50.0 47.0 235 32.00 70.00 -6.0 -12.0 45.0 SNGX 1507
() Tool cutting edge angle
(2 Master insert identification
For inserts, see pages: SNGN (CER) (105) ¢ SNGX-DIMPLE (CER) (63)
Spare Parts
& ( & 2
§32S CSSNR/L-1207X HW 4.0 TCL CDS-N12-16X
S40T CSSNR/L-1207X SR MBX1-L10.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
S50U CSSNR/L-1507F SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A CB-CDRS TCL CDSV-N-09-16F
S50U CSSNR/L-1507X SR M8X1-L13.5-D11 T25 HW 4.0 ISSN 534A TCL CDS-N12-16X
lsan@wvs
GAMP =
S-CSYNR/L-X ' I 1| o
85° Clamp Lock Boring Bars HFB ——— =
Carrying Square Ceramic Inserts 1 — "
| I—
WF I
b R \‘4’}7 LORED LF DCONMS
DCONMS LF LDRED H HFB WF DMIN GAMP  GAMF _ KAPRT  MID@
$32S CSYNR/L-1207X 32.00 250.00 40.0 30.0 15.0 22.00 40.00 -6.0 -14.0 85.0 SNGX 1207
S40T CSYNR/L-1207X 40.00 300.00 67.0 37.0 18.5 27.00 70.00 -6.0 -12.0 85.0 SNGX 1207
S50U CSYNR/L-1207X 50.00 350.00 67.0 47.0 235 35.00 70.00 53 -11.0 85.0 SNGX 1207

™) Tool cutting edge angle
(2 Master insert identification

For inserts, see pages: SNGX-DIMPLE (CER) (63)

Spare Parts

& ( 2

§32S CSYNR/L-1207X HW 4.0 TCL CDS-N12-16X
S$40T CSYNR/L-1207X SR M6X1-L10.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
S50U CSYNR/L-1207X SR M6X1-L13.5 T20 HW 4.0 ISSN 434A TCL CDS-N12-16X
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GCPAD - Modular - Ceramic GRIP Adapters

Ceramic Specialist’s Design:
GCP GCP-R

L
O
)
-
m
o
o
©)
=
>
O
@)
%
O
)
O
=
<
o
LU
O

JETCUT High Rigidity
e 4 coolant inlets - three cooling outlets located on e 4 clamping
the upper jaw and one on the lower jaw
« Coolant directly on the cutting edge
o Increased cutting speed
e Increased tool life

GCPAD
o Adaptors specifically designed for modular-grip holders
o Combination of modular-Ceramic grip adapters and JHP
o Unique and attractive solution
e Economical solution for implementation
of JHP on CAMFIX shanks GCP/GCP-R

« Adaptors with high pressure coolant channels
carrying GCP/GCP-R grooving ceramic inserts

MAHD JHP

HGPAD JHP

MAHPD JHP

MAHPR JHP

TAGPAD

ISCAR




« Bidemics for grooving inserts provide high
speed capability to your process.

o Whisker-based ceramic is the most
versatile option in this category.

« ISCAR also offers SIAION grades for
more productivity and stability.

z| 8
o _|E| £
AR IR
all|S[e
" can run at up
L to 480 m/min
E L ® double the
)
o speed of
whisker
olelole double the‘
feed of whisker
best for
o0 ® | scale and
interruption
® L] versatile grade

PY 1st choice

@ 2nd choice

Application Information

When machining a grooved area with multiple passes, it is
possible for the insert radius to encounter a work-hardened
area during the final plunge.

This programming procedure increases the risk

of chipping or notching on the corner radius

Test Teport
work material inconel 718 By
operation grooving
cutting speed 320 m/min o
feed 0.1 mm/rev :
coolant wet SRR
Stable machinin
GCPAD 4R-T16-JHP for 50 minutesg L 4
) 50 minutes of Unstable
competitor o
machining

Grooving

Application

i

...
L2

1 1
1 1
— ] ]
£ | |
£ -
g— : ~ 1 <Or
b i 5
o
;,g’ ) L Q
o 1 8 e}
£ o N
£ | | |
3 1 1 1
1 1 1
480
1 1 1 1
1 1 1 1
O.OSE I I n
— — 1 —_ 1 < —
> =~ L0 S Py
= [ L0 1 o, 1 T [ L0
£ O T~ b O
E |o15 e e 2 o
3 N = - N
@ 020 S S S ! S
1 1 1 1
0.25 f ! ! y
Coolant &i

When using IS05/IS10, it is advisable to increase the speed to over 300 m/min.
For IS15/1S45, it is recommended to increase the feed rates by 100% compared

to Whisker-Based Ceramic.
45°

the remaining material, it is recommended to use a
stronger insert shape, such as the RCGX style.

Member IMC Group

83




Grooving with Ceramic

Features
« High speed machining for poly-V pulleys
o Up to 6-V Grooving with single pass
o Precision inserts for plunging profiles

Recommended Cutting Conditions

Material

gray cast
iron

Required Cutting Power

Cutting
Speed Feed
Grade (m/min) (mm/rev) | Dry | Wet
300-600 | 0.05-015 L
3v AY 5V 6V

1B kw | 21kw | 26 kw | 26 kw

ISCAR's Ceramic inserts ensure higher productivity

and stable tool life for damper-pulley machining.

3v 4v 5V 6V
Tool: Tool: Tool: Tool:
CHNPV 2525M-3 CHNPV 2525M-4 CHNPV 2525M-5 CHNPV 2525M-6

"

\AAA

i

WL

p
y

(AAAAA

15 kw needed

21 kw needed

26 kw needed

26 kw needed

insert:
CPV 11-3.56-0503-3

IN18

insert:
CPV 14-3.56-0503-4

IN18

insert:
CPV 18-3.56-0503-5

IN18

insert:
CPV 21-3.56-0503-6

IN18







Grooving Inserts - Index

CPV (CER) GCP (CER) GCP-R (CER)
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’SC‘WE Fig:A Fig:B (] (n

CPV (CER) T | M =

Ceramic Precision Inserts for D:

Grooving Multi V-Ribbed Pulleys &% LU

0p)

Z

g D

, . = | Recommended

D E Machining Data Z

= —

] f groove >

Designation TP CDX INSL RE PNA REN L8 NT@ S Fig. - (mm/rev) O

CPV 11-3.56-0504-3A 3.560 3.16 13.10 0.50 40.0 0.30 = 3 4.76 A o 0.05-0.15 O

CPV 11-3.56-0504-3B 3.560 3.16 13.10 0.50 40.0 0.30 0.20 3 4.76 B o 0.05-0.15 D:
CPV 14-3.56-0504-4A 3.560 3.16 17.35 0.50 40.0 0.40 = 4 4.76 A () 0.05-0.15

CPV 14-3.56-0504-4B 3.560 3.16 17.35 0.50 40.0 0.40 0.20 4 4,76 B ° 0.05-0.15 @
CPV 18-3.56-0504-5A 3.560 3.16 22.52 0.50 40.0 0.30 - 5 4.76 A o 0.05-0.15

CPV 18-3.56-0504-5B 3.560 3.16 22.52 0.50 40.0 0.30 0.20 5 4.76 B () 0.05-0.15 U

CPV 21-3.56-0504-6A 3.560 3.16 22.11 0.50 40.0 0.40 - 6 4.76 A o 0.05-0.15 —

CPV 21-3.56-0504-6B 3.560 3.16 2211 0.50 40.0 0.40 0.20 6 4.76 B o 0.05-0.15 2

CPV 11-3.56-0503-3A 3.560 3.35 13.10 0.50 40.0 0.30 - & 4.76 A ° 0.05-0.15 <

CPV 11-3.56-0503-3B 3.560 3.35 13.10 0.50 40.0 0.30 0.20 3 4,76 B ° 0.05-0.15 m
CPV 14-3.56-0503-4A 3.560 3.35 17.35 0.50 40.0 0.40 = 4 4.76 A [ 0.05-0.15

CPV 14-3.56-0503-4B 3.560 3135 17.35 0.50 40.0 0.40 0.20 4 4.76 B o 0.05-0.15 LIJ

CPV 18-3.56-0503-5A 3.560 3.35 22.52 0.50 40.0 0.30 - 5 4.76 A o 0.05-0.15 U
CPV 18-3.56-0503-5B 3.560 3.35 22.52 0.50 40.0 0.30 0.20 5 4.76 B o 0.05-0.15
CPV 21-3.56-0503-6A 3.560 8185 22.11 0.50 40.0 0.40 = 6 4.76 A () 0.05-0.15
CPV 21-3.56-0503-6B 3.560 3.35 22.11 0.50 40.0 0.40 0.20 6 4.76 B ° 0.05-0.15

* For cutting speed recommendations and user guide, see pages 4,12-48,50-52, 82-84,323-324,335-336
() Thread pitch

(@ tooth count

For tools, see pages: CHNPV (92)

Member IMC Group.
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GCP (CER)
Flat Grooving Ceramic Inserts for
Machining Heat-Resistant Alloys

. o
RE

e

< insL—]

[]
Q £
Dimensions € $ Reco[n!'nended
g _%’ Machining Data
[ =
B o 2 f groove
Designation cw CWTOLM INSL S RE RETOL® (RN — (mm/rev)
GCP 3.18-0.4 E004 3.18 0.025 12.70 451 0.40 0.100 o ° ° ° ° 0.02-0.07
GCP 3.18-0.8 E004 3.18 0.025 12.70 451 0.80 0.100 o ° ° ° ° 0.02-0.07
GCP 3.96-0.4 E004 3.96 0.025 12.70 451 0.40 0.100 o () ° ° ° 0.02-0.08
GCP 3.96-0.8 E004 3.96 0.025 12.70 451 0.80 0.100 L] [ L] [ L] 0.02-0.08
GCP 4.75-0.4 E004 4.75 0.025 12.70 451 0.40 0.100 o ° ° ° ° 0.02-0.09
GCP 4.75-0.8 E004 4.75 0.025 12.70 451 0.80 0.100 o ° ° ° ° 0.02-0.09
GCP 6.35-0.4 E004 6.35 0.025 19.05 6.05 0.40 0.100 o . ° . ° 0.03-0.10
GCP 6.35-0.8 E004 6.35 0.025 19.05 6.05 0.80 0.100 [ ° ° [} ° 0.03-0.10
GCP 9.52-0.8 E004 9.52 0.025 25.40 8.31 0.80 0.100 o ° ° ° ° 0.05-0.14

® For cutting speed recommendations and user guide, see pages 4,12-48,50-52, 82-84,323-324,335-336
() Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

For tools, see pages: GCPAD #R/L-T#-JHP (91)

oo . = il s il

Full Nose Grooving Ceramic
PR

Inserts for Machining RE
R
Lf INSL

-

Heat-Resistant Alloys

("]

Dimensions E ] Recommended Machining Data

s 2

o =
B o @2 ap ftun | fgroove
Designation CW  CWTOL™  INSL S RE RETOL® [N — (mm) | (mm/rev)| (mm/rev)
GCP 3.18-1.59 E004 3.18 0.025 12.70 4.51 1.59 0.100 o ° ° [} o 0.10-1.00 | 0.03-0.15 | 0.02-0.07
GCP 3.96-1.98 E004 3.96 0.025 12.70 4.51 1.98 0.100 o ° ° o o 0.10-1.30 | 0.04-0.18 | 0.02-0.08
GCP 4.75-2.38 E004 475 0.025 12.70 4.51 2.38 0.100 ° ° ° o ° 0.10-1.50 | 0.05-0.22 | 0.02-0.09
GCP 6.35-3.18 E004 6.35 0.025 19.05 6.05 3.18 0.100 . [ . L] o 0.10-2.00 | 0.05-0.25 | 0.03-0.10
GCP 9.52-4.76 E004 9.52 0.025 25.40 8.31 476 0.100 [ [ o [ o 0.10-3.00 | 0.05-0.30 | 0.05-0.14

e For cutting speed recommendations and user guide, see pages 4,12-48,50-52, 82-84,323-324,335-336
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: GCPAD #R/L-T#-JHP (91)

vaera [ S T

Hard Materials Cast Iron Heat-Resistant Super Alloys
Grade IN10 | IN16 |IN16C | IN20 | IN6 | IN10 | IN18 | IW10 | IS26 |IS45C | 1S45 | IS05 | IS10 | IW10 | IS14 | IS15 | 1S45 | 1S55
N
L Heavy interrupted VN
V N A ER B
63 Light interrupted t 1 A~
y N W Em 2 i Bl EE EE
V| y | A
@ |continuous - oAl D

SRS ISCAR
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RCGX (CER)

Positive Round Ceramic
Inserts for Machining Cast
Iron, Hardened Steel, and
Heat-Resistant Alloys

1@ X

-—S

[’}
o b= (1]
Dimensions g % E Recommended Machining Data
© = =]
o = <
v o 2 © ap f
(=] - -
Designation IC S o o = 2 (mm) (mm/rev)
RCGX 060400 E004 6.35 4.76 . . ° . ° . 0.50-2.00 0.05-0.30
RCGX 060400 T01020 6.35 4.76 . . ° . ° ° 0.50-2.00 0.05-0.30
RCGX 060400 P07015 6.35 4.76 . ° ) 0.50-2.00 0.05-0.30
RCGX 060400 T01025 6.35 4.76 ° ° o 0.50-2.00 0.05-0.30
RCGX 060600 E004 6.35 6.35 . o . o . [ 0.50-2.00 0.05-0.30
RCGX 060600 T01020 6.35 6.35 o ° ° o o o 0.50-2.00 0.05-0.30
RCGX 060600 P07015 6.35 6.35 . ° . 0.50-2.00 0.05-0.30
RCGX 060600 T01025 6.35 6.35 o ° [ 0.50-2.00 0.05-0.30
RCGX 090700 P07015 9.53 7.94 . ° . 0.50-3.00 0.05-0.30
RCGX 090700 E004 9.63 7.94 o o ° ° ° ° 0.50-3.00 0.05-0.30
RCGX 090700 T01020 9.53 7.94 o o ° ° ° 0.50-3.00 0.05-0.30
RCGX 090700 T01025 9.53 7.94 . ° . 0.50-3.00 0.05-0.30
RCGX 120700 E004 12.70 7.94 o o ° ° ° ° 0.50-3.00 0.05-0.30
RCGX 120700 T01020 12.70 7.94 . . . ° ° ° 0.50-3.00 0.05-0.30
RCGX 120700 P07015 12.70 7.94 . ° . 0.50-3.00 0.05-0.30
RCGX 120700 T01025 12.70 7.94 ) ° . 0.50-3.00 0.05-0.30

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 82-84,323-324,335-336
For tools, see pages: CRDCN-F (73) ® RCGAD #R/L-T# (91)

lsc‘l@.lNE

RPGX (CER)

Positive Round Ceramic
Inserts for Machining Cast
Iron, Hardened Steel and
Heat-Resistant Alloys

0

~—— S —>]

£ g R ded
. . L ecommende
Dl sEEtas § E Machining Data
[} =
10 o S ap f
(=] -
Designation IC S (] ] S (mm) (mm/rev)
RPGX 060400 E004 6.35 6.35 . . . ° ° ) 0.50-1.50 0.10-0.30
RPGX 060400 T01020 6.35 6.35 [ ° ° ° () 0.50-1.50 0.10-0.30
RPGX 060600 E004 6.35 6.35 o [ o [ o o 0.50-1.50 0.10-0.30
RPGX 060600 T01020 6.35 6.35 o [ o [ o (] 0.50-1.50 0.10-0.30
RPGX 090700 E004 6.35 6.35 ° . ° ° ° ° 0.50-2.00 0.10-0.30
RPGX 090700 T01020 9.53 7.94 . . . ° . 0.50-2.00 0.10-0.30
RPGX 120700 E004 12.70 7.94 o ° o o o o 0.50-3.00 0.10-0.30
RPGX 120700 T01020 12.70 7.94 o . [ o o (] 0.50-4.50 0.10-0.45

* Tools can be supplied on request. e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 82-84,323-324,335-336
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GCPAD #R/L-T#-JHP 91 RCGAD #R/L-T# o1 CHNPV %
it . g*"- 1
g,l‘
by & g” f

lscAl'@ums
G N b
GCPAD #R/L-T#-JHP o -
Adapters with High-Pressure i LH ]
Coolant Channels Carrying GCP \ 7L//
& CGP-R Geramic Inserts WF (adapter) -~ _ oy o Holder MAHR ... -JHP_shown
e ¥
Y WB 2
CWN-CWX §—F— 1
CWN( CWX® CDX® LH WF WB WB_2 OAL OAH HF
GCPAD 3R/L-T10-JHP 3.18 3.96 10.00 1.0 5.9 2.50 7.2 36.00 330 240
GCPAD 4R/L-T16-JHP 3.96 4.75 16.00 17.0 5.60 3.20 7.2 4200 330 240
GCPAD 6R/L-T16-JHP 6.35 7.13 16.00 17.0 4,60 5.20 7.2 42.00 330 24.0
GCPAD 6R/L-T20-JHP 6.35 713 20.00 21.0 4.60 5.20 7.2 46.00 33.0 24.0
GCPAD 8R/L-T25-JHP 8.74 9.52 30.00 31.0 415 8.30 8.3 56.00 33.0 24.0

e For user guide, see pages 82-83
) Minimum cutting width

@) Maximum cutting width

() Cutting depth maximum

For inserts, see pages: GCP (CER) (88) « GCP-R (CER) (88)

ISGM'®JNE Right hand Holder GHAR .. 8 shown -

RCGAD #R/L-T# it
Adapters Carrying RCGX and ’{{ ]\lr ML

RPGX Positive Ceramic Inserts

WB

cwW CDX LH WB HF OAH OAL WB_2 WF
RCGAD 6R/L-T23 6.35 20.00 21.0 5.00 32.0 42.0 58.00 12.0 9.50
RCGAD 9R/L-T28 9.53 25.00 26.0 7.70 32.0 42.0 63.00 12.0 8.15
RCGAD 12R/L-T30 12.70 30.00 31.0 1110 32.0 42.0 68.00 12.0 6.45

e For user guide and accessories see pages 82-83

) Cutting depth maximum

For inserts, see pages: RCGX (CER) (569) ¢ RPGX (CER) (60)

Spare Parts

& i S & oy
RCGAD 6R/L-T23 TCL R-C-06-F IRSC 23C SR M2.5-L12.5 A2 SR M3.5X0.6-L15 T15 T-15/5 HW 2.0
RCGAD 9R/L-T28 TCL R-C-09-F IRSC 35C SR M3.5X0.6-L15 T15 SR M5X0.8-L22 T20 T-20/5 T-15/5
RCGAD 12R/L-T30 TCL R-C-12-F IRSC 45C SR M6X1-L16 725 SR M5X0.8-L22 T20 T-20/5 K40

Member IMC Gro
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Poly-V Grooving Inserts

Designation MIIDM & '

CHNPV 2525M-3
o AL B 250 25,0 250 15000 340 1250 CPV 14-356-0504-4A SRM3X0.5-L9T8 SHIMIPVN-4T  CHIP BREAKER CB-PV  TOP CLAMP TCL PV-N3T-6T-F
CHNPV 3225P-3
CHNPV 3225P-4 320 320 250 17000 340 1250 CPV14-3.56-0504-4A SRM3X0.5-L9T8 SHIMIPVN-4T  CHIP BREAKER CB-PV  TOP CLAMP TCL PV-N3T-6T-F
CHNPV 3225P-5
CHNPV 3225P-6 320 320 250 17000 355 1250 CPV21-3.56-0504-6A SRM3X0.5-L9T8 SHIMIPVN-6T  CHIP BREAKER CB-PV  TOP CLAMP TCL PV-N3T-6T-F
) Master insert identification
For inserts, see pages: CPV (CER) (87)
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o A high-performance milling cutter line designed

to handle machining operations on aerospace
components, cast iron, and hardened steels.

Utilizes round-shaped inserts, providing excellent
performance and versatility across different materials.
Introducing I1S15, a new SIAION grade, which delivers
exceptional performance specifically for high-speed

machining high-temperature alloys.

Recommend Cutting Conditions

Cutting Speed (m/min) Feed (mm/t) Depth of
Workpiece Cut
Material Grade | Dry (Wet| 50 200 350 500 650 800 950 1100 (0.05 0.08 01 042 015 (mm)
° ~ 4.0
heatresi
eat-resistant N ~40
super alloys
° ~ 4.0
. ~ 4.0
45-55
HR
c . ~ 4.0
hardned
steel
. ~ 4.0
55-65
HRC
° ~ 4.0

For inserts see pages 104,205

For tools see page 110

ERP

o A high-performance milling cutter line designed for
milling faces, cavities, pockets, complex-shaped
surfaces, close-to-shoulder milling, and ramping
down including helical and circular interpolation

Recommend Cutting Conditions

Cutting Speed (m/min) Feed (mm/t) Depth of Cut
Workpiece Material | Grade | Dry |Wet| 350 500 650 800 950 1100 1200 | 0.05 008 01 012 0.5 (mm)
o ~ 3.00
gray cast iron a ~3.00
ductile cast iron ]
o ~3.00

For inserts see page 103
For tools see page 110

ISCAR



Guidelines for Success

Minimize overhang and have ridged set-ups

Keep cutter engagement to 1/2 to 5/8 of the cutter diameter
Reduce feed upon entrance and exit of the cut by 25%
Use air blast without coolant

Use helical interpolation to ramp down into a cavity
Increase feed rates in corners to compensate for heat loss
Use climb milling

Use shrink fit holders whenever possible

Safety first-do not exceed Cutting Speed

As DOC gets smaller speed should accelerate

to compensate for heat loss

Adjust speed to maximize plastic deformation

Target Industries
mold shops

tool & die

food processing
forging

mining

Application Materials
tool steels

mold steels

chilled irons

powered metal
stellite

weld overlays




ERP

o A high-performance milling cutter line designed for
milling faces, cavities, pockets, complex-shaped
surfaces, close-to-shoulder milling, and ramping
down including helical and circular interpolation

Recommend Cutting Conditions

Workpiece Cutting Speed (m/min) Feed (mm/t) Depth of Cut
Material Grade | Dry (Wet| 450 500 650 800 950 1100 1200|007 01 045 02 025 0.3 (mm)

gray cast iron ° ~ 3.00

For inserts see page 103
For tools see page 110

T488 FLN 7]

« Enhanced productivity with the ability to achieve a large
depth of cut (DOC) due to the fine pitch of the inserts.

e« T488 LNHU insert incorporates a chipbreaker design to
effectively reduce tool pressure, improving performance.

o Newly introduced left-handed cutters for
added versatility and convenience.

Recommended Cutting Conditions

Workpiece Cutting Speed (m/min) Feed (mm/t) Depth of Cut
Material Grade | Dry | Wet| 350 500 650 800 950 1100 1250( 005 01 015 02 025 0.3 (mm)
° ° ~ 8.0
gray cast iron
° 0 ~ 8.0
ducFiIe . o ~ 8.0
cast iron
For inserts see page 106
For tools see page 113
F90-AP16/ES0-AP0O16

e Enables precise 90-degree shoulder milling operations.
« Offers a wide range of cutter diameters, including
small options as small as 20 mm, providing

flexibility for various milling needs. L

‘!l-

.."'-”J

i

E90-APO16 F90-AP16

Recommended Cutting Conditions

Workpiece Cutting Speed (m/min) Feed (mm/t) Depth of Cut
Material Grade | Dry (Wet| 350 500 650 800 950 1100 1250|0.05 01 045 0.2 025 0.3 (mm)
° o ~ 8.0
gray cast iron
[ ] [ ] ~ 80
ducFiIe . o ~80
cast iron

For inserts see page 103
For tools see page 109

ISCAR




FA5SN/F75SN/F88SN/FO90SN

o Highly cost-effective 8-corner inserts that
offer excellent value for money.

o Versatile usage with 45, 75, 88, and 90.
degree angle milling cutters.

o Ceramics inserts with chipformer and wiper options are also
offered, providing additional versatility and efficiency.

Recommended Cutting Conditions

LI
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Workpiece Cutting Speed (m/min) Feed (mm/t) Depth of Cut
Material 350 500 650 800 950 1100 1250|005 O1 045 02 025 0.3 (mm)
1S26 ~ 6.0
L8 gray cast iron
1S45 ~ 6.0
cast iron
For inserts see pages 104-106
For tools see pages 111-112
FOOTN
e Economical and multifunctional.
o TNGN 1604 style inserts with 6 cutting edges.
e Low cutting force.
« Offers both economic value and multifunctionality.
o Equipped with TNGN 1604 style inserts that boast six
cutting edges, maximizing efficiency and tool life.
« Delivers low cutting force, resulting in reduced tool
wear and improved machining performance.
Recommended Cutting Conditions
Workpiece Cutting Speed (m/min) Feed (mm/t) Depth of Cut
Material 350 500 650 800 950 1100 1250|005 O1 045 0.2 025 0.3 (mm)
1S26 ~ 6.0
U8 gray cast iron
1S45 ~6.0
cast iron

For inserts see page 65
For tools see page 113

Member IMC Group.
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Milling with ISCAR Grades by Application

General Guidelines for Successful Milling
Select the best grade for the application
Select cutter diameter 15 times greater

than the workpiece width

Eliminate overhang to increase stability

Choose the strongest nose radius
No coolant use compressed air
Check clamp and part rigidity

Guidelines for Successful Milling by Material:

Heat Resistant Alloy / PH Stainless Steel

Down or climb milling where the chip thins upon exit

is the preferred method for HNBA materials

Reduce feed rate 50% upon entrance and exit

Do not recut side walls as this can cause work hardening
Use balanced shell mill adapter or shrink fit for end-mills
As DOC gets thinner the feed must be

increased to compensate for heat loss

Use RPG geometries if tool pressure is a problem
E002, EOO4 edge preparation recommended

Hardened Steel / Die Mold / Chilled Iron / Overlay
Larger edge preparations need to be used
Speed is reduced as hardness goes up

Cast Iron / Ductile Cast Iron

Parts that are cast are more difficult to machine
than forged decrease feed rates by 25%
Maximize feed rates for gray cast irons

Troubleshooting
Workpiece Insert Solution
Material Composition | Grade Problem Speed Feed DOC Edge Prep. | Insert Grade Others
Hardened Steel ceramics Im?é:
break N N — — — —
1526 break N N N — tougher |larger radius
crater wear = = shaper = =
flank wear N 7 — — harder —
Heat Resistant ) 1S45
Alloy SIAION 1 514 _

break

ISCAR

tougher -




Endmills

Experience incredibly fast machining speeds
for HRSA (heat-resistant super alloy) materials
with our long-lasting SIAION grade “IS45".
Achieve over 15 times higher productivity
compared to a carbide end-mill.

We offer options of 4, 6, and 8 flutes

to meet your specific needs.

Our patent pending design ensures exceptional
toughness at the cutting edge.

Ceramics Specialist's Design:

Helix Angle

4-flute: toughness
6 -flute: less tool pressure and
better chip evacuation

I1S45 (SiAION)
well balanced for
toughness and
wear resistance

Flute
e optimized for HRSA
o excellent toughness

Bottom edge

the unique shape of the bottom
edge enhances the toughness
and durability of our product

For Maximum Productivity when Cutting HRSA

It is recommended to perform a continuous cut, as an
interrupted cut may result in chipping or breakage.
When using a hydraulic or shrink chuck, blow air to
the arbor body, don't blow air to the endmill itself.
Ensure a minimum speed of 300 m/min is
maintained. (don't run at lower speed.)

For ramping cuts, a recommended angle of 1.5
degrees is suggested. It is recommended to run at

a 50% lower feed rate during ramping cuts.

It is important to continue the machining process even
if you observe built-up edge (bue). Removing bue may
lead to chipping or breakage at the cutting edge.
Keep in mind that high-speed machining work hardens
the material. Hence, it is recommended to leave at
least 0.3 mm of material for the finishing process.

Test Report

Work Material inconel 718

Cutting Speed ceramics - (IS45) 200 m/min
carbide - 40 m/min

Feed 0.03 mm/t
Depth of Cut 3.0 mm
Coolant dry
Inconel 718 /10 mm Dia. / 6 flute
10
8
15 x
g 6 Productivity
S 4
2
0 1545 cabride

Member IMC Group




Recommended Cutting Conditions for HRSA Material
Cutting Speed (m/min) Depthof | Width of
Cut Cut
Application 150 600 1000 |Feed (mm/t)| ap(mm) | a. (mm) Coolant
face milling
10 mm
v

a 1S45
N

side milling

1S45
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slotting

4-Flute 6-Flute

Rd¢

ISCAR
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Ceramic Milling Inserts - Index

APCW 1604 (CER) RPGN (CER) RNGN (CER) SDCW (CER)

SNGF (CER)

SNGN-AN (CER) SNGN-EN (CER)

SNGN (CER)

SNGN-ZN (CER) T488 LNHU (CER)

S g
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APCW 1604 (CER)
Radial Clamped Ceramic Insert _
Used for High-Speed Machining s INSL @

Gray and Nodular Cast Iron l ‘

e

; . Recommended

DI 1 Machining Data

ap f,
Designation W1 INSL S RE EPSR BS (mm) (mm/t)
APCW 1604PDTR T01020 9.53 16.46 4.76 0.80 85.0 2.60 o 0.80-14.00 0.05-0.20
APCW 1604PDTRT01020 9.53 16.46 4.76 0.80 85.0 2.60 o 0.80-14.00 0.05-0.20
APCW 160408 T01020 9.53 16.46 4.76 0.80 85.0 - o o 0.80-14.00 0.05-0.20
APCW 160412 T01020 9.53 16.46 476 1.20 85.0 - [ [ 1.20-14.00 0.05-0.20
APCW 160416 T01020 9.53 16.46 4.76 1.60 85.0 - o 1.60-14.00 0.05-0.20
APCW 160420 T01020 9.53 16.46 4.76 2.00 85.0 - o o 1.60-14.00 0.05-0.20

For tools, see pages: E90-AP16 (109) ® FO0-AP16 (109)

sscanume o

RPGN (CER)

Positive Round Ceramic
Inserts for Machining Cast Iron
and Heat-Resistant Alloys

A
Y

®
@

S
Dimensions Recommended Machining Data
ap f;

Designation IC S (mm) (mm/rev)
RPGN 060200 E004 6.35 2.38 ° ° . 1.00-1.50 0.08-0.15
RPGN 060200 T00520 6.35 2.38 ° 1.00-1.50 0.08-0.15
RPGN 060200 T01020 6.35 2.38 . ° . 1.00-1.50 0.08-0.15
RPGN 090300 E004 953 3.18 . ° . 1.00-2.00 0.08-0.15
RPGN 090300 T01020 9.53 3.18 . ° . 1.00-2.00 0.08-0.15
RPGN 120400 E004 12.70 4.76 . ° . 1.00-3.00 0.08-0.15
RPGN 120400 T01020 12.70 4.76 [ o ° 1.00-3.00 0.08-0.15

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: ERP (110)

Member IMC Group
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ISGA@JNE

RNGN (CER)

Negative Round Double-Sided
Ceramic Inserts for Machining
Cast Iron, Hardened Steel,

N

&
Al

@,

%
%

and Heat-Resistant Alloys P
8 5 o
Dimensions £ @ £
] = = Recommended
o = < Machining Data
n o 2 ap f,
) . (=] - ;
Designation IC S @ @ = (mm) (mm#t)
RNGN 120700 E004 12.70 7.94 o o ° ° ° ° ° 0.05-3.00 | 0.05-0.50
RNGN 120700 T01020 12.70 7.94 o o ° ° ° ° ° ° 0.10-4.50 | 0.07-0.50
RNGN 120700 T00520 12.70 7.94 (] . 0.05-3.00 | 0.05-0.50
RNGN 120700 P20015 12.70 7.94 o ° 0.05-3.00 | 0.05-0.50
RNGN 120700 S02025 12.70 7.94 ° 0.06-3.00 | 0.05-0.50
RNGN 120700 T02025 12.70 7.94 ° 0.05-3.00 | 0.05-0.50

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: ® CRDNN-F (74) ¢ CRGNR/L (254) ® FRN (110)

lSGAl@.INE

SDCW (CER)
Ceramic Square Inserts
for Machining Cast Iron

%
i @

> S |

Designation L S

SDCW 1204AE T01020 12.70 4.76
SDCW 1204EE RT01020 JmPA(] 4.76

SDCW 120408 T01020 12.70 4.76

Dimensions Recommended
Machining Data
ap f;
BS D1 PSIR PSIRL RE REL RER (mm) (mm/t)
2.40 5.50 45.0 - - 1.20 1.20 o o 1.20-6.00 | 0.05-0.20
1.40 5.50 - 75.0 - - - [} o 0.50-6.00 | 0.05-0.20
5.50 - - 0.80 ° ° 0.80-6.00 | 0.05-0.20

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

ISGAI@INE

SNGF (CER)

Radial Double-Sided
Ceramic Face Milling Inserts
with a Chipbreaker

Designation IC

SNGF 120412 T01020RC 12.70

< @ 4@
IC=L
sl
Dimensions Recommended Machining Data
ap fZ
S RE (mm) (mm/t)
4.76 1.20 ° ° 1.20-5.00 0.05-0.20

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: F45SN (111) ¢ F75SN (111) ¢ FB8SN (112)  FOOSN (112)

ISCAR




lsan@wvs

SNGN (CER)

Negative Square Double-Sided
Ceramic Inserts for Machining
Cast Iron, Hardened Steel

and Heat-Resistant Alloys

Designation

SNGN 120404 S02025
SNGN 120408 S02025
SNGN 120408 T01020
SNGN 120408 T02020
SNGN 120412 S02025
SNGN 120412 T01020
SNGN 120416 T01020
SNGN 120416 T02020

90°

T

IC=L

Sl

75° ~
-

&
45° 75°
A

®

%

Dimensions

IC S RE
12.70 4.76 0.40
12.70 4.76 0.80
12.70 4.76 0.80 o [ o
12.70 4.76 0.80 °
12.70 4.76 1.20
12.70 4.76 1.20 (] o o
12.70 4.76 1.60 o [ [
12.70 476 1.60 .

[&]
©
-
=
L]
L]
[ ]
L]
[ ]
[ ]

Recommended
Machining Data
ap f

(mm) (mm/t)
0.05-2.00 0.05-0.20
0.05-3.00 0.05-0.30
0.05-3.00 0.05-0.30
0.05-3.00 0.05-0.30
0.05-4.00 0.05-0.45
0.05-4.00 0.05-0.45
0.50-5.00 0.05-0.50
0.50-5.00 0.05-0.50

For tools, see pages: CSDNN-CE/CEA (255) « CSDNN-F/X (74) » CSKNR/L-F/X (75) » CSRNR/L-F/X (75) * CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)
o CSYNR/L-F/X (77) » FA5SN (111) » F75SN (111) ® F83SN (112) » FOOSN (112) » S-CSSNR/L-X (80)

lsun@)ums

SNGN-AN (CER)

Negative Square Double-Sided
Ceramic Inserts for Machining

Cast Iron, Hardened Steel
and Heat-Resistant Alloys

Designation

SNGN 1204AN T01020

%
PSIR
IC=L
K
RE / >\BS sl
' . Recommended
T Machining Data
ap f;
IC S RE PSIR BS (mm) (mm/t)
12.70 476 0.50 45.0 2.00 [ [ 0.50-5.00 0.05-0.20

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: FA5SN (111)

lsa:@ums

SNGN-EN (CER)

Negative Square Double-Sided
Ceramic Inserts for Machining
Cast Iron, Hardened Steel

and Heat-Resistant Alloys

Designation

SNGN 1204EN T01020

»‘ S L
) . Recommended
DI ST Machining Data
ap fZ
IC PSIRR PSIR BS (mm) (mm/t)
12.70 4.76 75.0 45.0 1.40 o 0.50-5.00 0.05-0.20

* For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: F75SN (111)

Member IMC Group
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SNGN-ZN (CER)
Radial Double-Sided Ceramic

Face Milling Inserts Used for
High-Speed Machining Gray
and Nodular Cast Iron

Designation

SNGN 1204ZN T01025
SNGN 1204ZN T01020

Dimensions
IC S RE
12.70 4.76 1.20 12.70 2.00
12.70 4.76 1.20 12.70 2.00

(3 0| 1IS45C

L3 1 1S26

Recommended
Machining Data

ap
(mm)

fz
(mm/#t)

1.20-5.00
1.20-5.00

0.05-0.20
0.05-0.20

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336

For tools, see pages: F83SN (112)

mam@ﬁnr
T488 LNHU (CER)
Tangentially Clamped

Ceramic Insert for Machining
Gray and Ductile Iron

INSL

S —

Designation

T488 LNHU 160608N
T488 LNHU 160612N
T488 LNHU 160616N

Dimensions
INSL S RE w1 APMX
15.88 6.35 0.80 9.53 14.00
15.88 6.35 1.20 9.53 14.00
15.88 6.35 1.60 9.53 14.00

OKN O 1S45C

OXN O 1S26

Recommended Machining Data

ap f
(mm) (mm#t)
0.80-14.00 0.05-0.20
1.20-14.00 0.05-0.20
1.60-14.00 0.05-0.20

e For user guide and cutting speed recommendations, see pages 4,12-48,50-52, 323-324,335-336
For tools, see pages: T488 FLN (113)

ISCAR
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m:@.ms DHUB T

F90-AP16
90° Face Mills Carrying
APCW 1604 Inserts

9%

OAL=LF ¢
APMX

l— oc
Designation DC CICT™ APMX DHUB DCONMS OAL Arbor ﬁ
F90 D040-04-16-AP16 40.00 4 14.00 35.00 16.00 40.00 A 0.20
F90 D050-05-22-AP16 50.00 5 14.00 45.00 22.00 40.00 A 0.30
F90 D063-06-22-AP16 63.00 6 14.00 58.00 22.00 50.00 A 1.40
F90 D080-08-27-AP16 80.00 8 14.00 58.00 27.00 50.00 A 1.90
* For user guide, see pages 96, 329-330,333-336
() Number of inserts
For inserts, see pages: APCW 1604 (CER) (103)
Spare Parts
Designation @ / /
F90-AP16 SR M4X9-4H BLD T15/S7 SW6-SD

L
A
)
1
L
xx
o
0p)
_
O
O
—
O
pd
|
—
=
O
=
<
o
L
O

ISGM®JNE
I OAL

E90-AP16
90° Endmills Carrying
APCW 1604 Inserts

® %@

DCONMS —- e

-

e tH—]

Designation DC cIcT APMX LH DCONMS OAL Shank@ ﬁ
E90 D020-01-W20-AP16 20.00 1 14.00 30.0 20.00 100.00 w 0.20
E90 D025-02-W25-AP16 25.00 2 14.00 30.0 25.00 100.00 w 0.30
E90 D032-02-W32-AP16 32.00 2 14.00 35.0 32.00 110.00 w 0.50
E90 D040-04-W32-AP16 40.00 4 14.00 37.0 32.00 110.00 w 0.60

® For user guide, see pages 96, 329-330,333-336

() Number of inserts (or edges for solid tool)

) W-Weldon

For inserts, see pages: APCW 1604 (CER) (103)

Spare Parts
Designation @ / /
E90-AP16 SR M4X9-4H BLD T15/S7 SW6-SD

Member IMC Group.
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celRmiLL E—

ERP
Endmills Carrying Single-Sided
Ceramic Round Inserts

DCX

DC

-

RE APMX
Z, L—

le— LH —»

BD

b/%

+— DCONMS

OAL

%

®®

S

%

| Designation  INCUNE RN

APMX

clicT@

LH

OAL

BD

DCONMS RMPX°®)

Shank

MIID®)

ERP D0O10A016-03-C16-06 I 9.65 3.18
ERP D014A020-04-C20-06 i} 13.65 3.18
ERP D019A025-05-C25-06 [ 18.65 3.18

3147
3.17
3.17

3
4
5

25.0
30.0
40.0

80.00
80.00
100.00

15.00
19.00
24.00

16.00
20.00
25.00

25
4.0
35

C
C
C

RPGN 06
RPGN 06
RPGN 06

® For user guide and cutting conditions see page 96
() Cutting diameter maximum

(2 Number of inserts (or edges for solid tool)

3 Maximum ramping angle

4) C-Cylindrical

5) Master insert identification

For inserts, see pages: RPGN (CER) (103)

Spare Parts

e v o

/

IEEZ2 CLD4LO-M3X05  NUTD45L6-M8X05  CW1.7-L20°

*  Optional, to be ordered separately

lsal®.ms

FRN
Face Mill for Wedge-Clamped
Double-Sided Round Inserts

>

DCX

A

=

S
@

OAL

DCONMS

DHUB

Arbor

CICT®

MDN®

MDX®

RMPX°6)

O
ksl

FRN D0O38A050-05-22-12 0] 37.30 3.00
FRN D051A063-06-22-12 Jeeioy] 50.30 3.00

FRN D068A080-07-27-12 [N 67.30 3.00

40.00
40.00
50.00

22,00
22.00
27.00

45,00
47.00
58.00

A
A
A

5
6
7

87.30
113.30
147.30

99.00
125.00
1569.00

04
03
0.3

0.46
0.63
0.85

® For user guide and cutting conditions see page 94
* Radius for programing: 6.35

() Cutting diameter maximum

2 Number of inserts

() Machinable diameter minimum for interpolation

4 Machinable diameter maximum for interpolation
5) Maximum ramping angle

For inserts, see pages: RNGN (CER) (104) » RNGN HS (CBN) (156) « RNGN HS (PCD) (205) » RNGN S (CBN) (156)

Spare Parts

& e

a

esignat
I WEDGE SCREWE LW 1207C

T-W3

(@ Recommended tightening torque:4.8 Nm

ISCAR




ISCM®.INE

F45SN

45° Face Mills with Wedge
Clamp for Negative SNGN 12
Ceramic Inserts

O
DC DCX® APMX OAL cIcT® DHUB DCONMS Arbor ko]

F45SN D50-05-22-12 50.00 58.00 8.00 50.00 5 45.00 22,00 A 0.78
F45SN D63-06-22-12 63.00 72.00 8.00 50.00 6 58.00 22.00 A 0.93
F45SN D80-08-27-12 80.00 95.00 8.00 50.00 8 62.00 27.00 A 1.21
F45SN D100-10-32-12 100.00 120.00 8.00 50.00 10 62.00 32.00 A 1.66
F45SN D125-13-40-12 125.00 146.00 8.00 50.00 13 83.00 40.00 A 2.80

® For user guide, see pages 97, 329-330,333-336
) Cutting diameter maximum
2 Number of inserts

For inserts, see pages: SNGF (CER) (104) ® SNGN (CER) (105) ¢ SNGN-AN (CER) (105)

Spare Parts

e s /v ®

BZEST WS MeXi-L16 R BLDT15/ST  SW6-SD LW 5225-M5

wm:@uns DHUB
DCONMS

F75SN

75° Face Mills with Wedge

Clamp for Negative SNGN 12

Ceramic Inserts

O
DC DCX™ cIcT® APMX OAL DHUB DCONMS Arbor kol

F75SN D50-05-22-12 50.00 57.00 5 12.00 50.00 45.00 22.00 A 0.65
F75SN D63-06-22-12 63.00 70.00 6 12.00 50.00 58.00 22.00 A 0.79
F75SN D80-08-27-12 80.00 87.00 8 12.00 50.00 62.00 27.00 A 1.06
F75SN D100-10-32-12 100.00 107.00 10 12.00 50.00 62.00 32.00 A 1.39
F75SN D125-13-40-12 125.00 132.00 13 12.00 50.00 83.00 40.00 A 2.56

e For user guide see pages 97, 329-330,333-336
) Cutting diameter maximum
(2 Number of inserts

For inserts, see pages: SNGF (CER) (104) ¢ SNGN (CER) (105) ¢ SNGN-EN (CER) (105)

Spare Parts

N s /7 @

F75SN WS M6eX1-L16 R~ BLDT15/S7 ~ SW6-SD LW 5225-Mb

Member IMC Group
o=
L 4 11 ]

111



LLI M@.INE DHUB
* _DCONMS
. F88SN \ @ %
:) 88° Face Mills with Wedge
Clamp for Negative SNGN 12 _OAL
— Ceramic Inserts 2 l
LU \
Y [—— YV
o DCX ——
U) Designation DC DCX™ CICT®@ DCONMS DHUB APMX OAL Arbor ﬁ
_l F88SN D50-05-22-12 50.00 51.00 5 22.00 45.00 12.00 50.00 A 0.65
O F88SN D63-06-22-12 63.00 64.00 6 22.00 58.00 12.00 50.00 A 0.79
F88SN D80-08-27-12 80.00 81.00 8 27.00 62.00 12.00 50.00 A 1.06
O F88SN D100-10-32-12 100.00 101.00 10 32.00 62.00 12.00 50.00 A 1.39
I— F88SN D125-13-40-12 125.00 126.00 13 40.00 83.00 12.00 58.00 A 2.56
F88SN D160-16-40-12 156.00 161.00 16 40.00 100.00 12.00 60.00 A 410
@ ¢ For user guide see pages 97, 329-330,333-336
Z () Cutting diameter maximum
w | @ Number of inserts
| Forinserts, see pages: SNGF (CER) (104) » SNGN (CER) (105) » SNGN-ZN (CER) (106)
—
§ Spare Parts
Designation j / / .
L_) WS MBX1-L16 R/L ~ BLDT15/S7  SW6-SD LW 5225-M5
L
wmﬂ@mw
FI90SN Q %
90° Face Mills with Wedge
Clamp for Negative SNGN 12
Ceramic Inserts
Designation DC cIcT DCONMS DHUB APMX OAL Arbor ﬂ
F90SN D050-05-22-12 50.00 5 22.00 45.00 12.70 50.00 A 0.65
F90SN D063-06-22-12 63.00 6 22.00 58.00 12.70 50.00 A 0.79

For user guide see pages 97, 329-330,333-336
) Number of inserts (or edges for solid tool)

For inserts, see pages: SNGF (CER) (104) ¢ SNGN (CER) (105)

Spare Parts

Designation j / / .

WS MBX1-L16 L BLDT15/87  SW6-SD LW 5225-M5

ISCAR




wun@uus

FO9OTN

Face Mill for Wedge-Clamp
Triangular Double-Sided
TNGN 1604 Inserts with

6 Cutting Edges

%

DC cIcTt) APMX DHUB DCONMS OAL Arbor &

FO90TN D40-04-22-R-16 40.00 4 16.00 38.00 22.00 50.00 A 0.70
FO90TN D50-06-22-R-16 50.00 6 16.00 41.00 22.00 50.00 A 0.78
F90TN D63-08-22-R-16 63.00 8 16.00 48.00 22.00 50.00 A 0.93
F90TN D80-10-27-R-16 80.00 10 16.00 60.00 27.00 50.00 A 1.21
FO90TN D100-14-32-R-16 100.00 14 16.00 80.00 32.00 50.00 A 1.66
F90TN D125-16-40-R-16 125.00 16 16.00 89.00 40.00 63.00 A 2.80

* For user guide see pages 97, 329-330,333-336

() Number of inserts

For inserts, see pages: TNGN (CER) (65)

Spare Parts

V4 / /7 &
F90TN D40-04-22-R-16 WS 0512 BLD T15/S7 SW6-SD LW 6336
F90TN D50-06-22-R-16 WS M6X1-L16 R/L BLD T16/S7 SW6-SD LW 6226-M6
FO90TN D63-08-22-R-16 WS M6X1-L16 R/IL BLD T15/S7 SW6-SD LW 6226-M6
F90TN D80-10-27-R-16 WS M6X1-L16 R/L BLD T15/S7 SW6-SD LW 6226-M6
FO90TN D100-14-32-R-16 WS M6X1-L16 R/IL BLD T15/S7 SW6-SD LW 6226-M6
F90TN D125-16-40-R-16 WS M6X1-L16 R/L BLD T15/S7 SW6-SD LW 6226-M6

lsa:@um:' DHUB
CO
T488 FLN Rt % ®
88° Face Mills Carrying P L
LN..1606... Tangentially i OAL
Clamped Inserts 5
P 011 R
e APMX
le—— DCX ——=
DC DCX() cicTe APMX OAL DHUB  DCONMS Arbor s]
T488 FLN D080-10-27-R-16 80.00 83.00 10 14,00 50.00 58.00 27.00 A 1.10
T488 FLN D100-13-32-R-16 100.00 108.00 13 14.00 50.00 77.00 32.00 A 1.80
T488 FLN D125-16-40-R-16 125.00 128.00 16 14.00 58.00 77.00 40.00 A 3.10

e Wiper inserts are used on face mill cutters, provide improved surface finish, eliminate the use of other finishing cutters.
* For user guide, see pages 96, 329-330,333-336

() Cutting diameter maximum

2 Number of inserts (or edges for solid tool)

For inserts, see pages: T488 LNHU (CER) (106)

Spare Parts

el s /v

T488 FLN SR M4X0.7-L12 BLD T15/87 SW6-SD

Member IMC Group
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EC-E4 (CER)
Solid Ceramic Endmills

&

Rd|

@\&

with 4 Flutes for Machining - DCONMS
Nickel-Based Alloy Materials
Dimensions
L

Designation DC APMX LU OAL DCONMS RE NOF() RMPX°@ Shank® [}
EC-E4 08-060/16R1N60CE 8.00 6.00 16.00 60.00 8.00 1.00 4 15 C o
EC-E4 10-075/20R1.25N65CE 10.00 7.50 20.00 65.00 10.00 1.25 4 15 C o
EC-E4 12-09/2024R1.5N70CE 12.00 9.00 24.00 70.00 12.00 1.50 4 15 C o

* For user guide, see pages 99-100, 329-330,333-336

() Number of flutes

2 Maximum ramping angle

©) C-Cylindrical

MI®.IAE

EC-E6 (CER)

Solid Ceramic Endmills

with 6 Flutes for Machining r

Nickel-Based Alloy Materials

Dimensions
2

Designation DC APMX OAL DCONMS RE NOF(® RMPX°@ Shank® @D
EC-E6 08-060-R1N60CE 8.00 6.00 60.00 8.00 1.00 6 15 C [
EC-E6 10-075-R1.25N65CE 10.00 7.50 65.00 10.00 1.25 6 15 © °
EC-E6 12-09-R1.5N70CE 12.00 9.00 70.00 12.00 1.50 6 15 C [

For user guide, see pagess 99-100, 329-330,333-336
) Number of flutes

2 Maximum ramping angle

() C-Cylindrical

ISCAR




CBN INSERTS PRELUDE
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L
A
)
-
mm
%
o
%)
I—
%
Ll
7))
<
Z
m
O

1. Shape

75°

55°

35°

80°/100 <(>

25°

\ Tk
m
\ , ¢ . P
J IC L «—IC —> s
m S IC
E +0.025 +0.025 +0.025
G +0.025 +013 +0.025
M from +0.08 +0.13 from +0.05
to +0.180 to +0130
U from +0.13 +0.13 from +0.08
to +0.38(0 to +0.250
() Exact tolerance depends on insert size
Tolerance in mm
onm onliC

IC Class M Class U Class M Class U

6.35 +0.08 +0.13 +0.05 +0.08

9.52 +0.08 +0.13 +0.05 +0.08

12.70 +0.13 +0.20 +0.08 +0.13

15.87 +0.15 +0.27 +0.10 +0.18

19.05 +0.15 +0.27 +0.10 +0.18

25.40 +018 +0.38 +013 +0.25

qgnﬁ-?-

2. Clearance Angle

4. Type

Relief angle

1'BEH

ISCAR

Symbol

Hole

Shape of Hole

Chipbreaker

Shape

without

without

157

single- sided

[ A

double- sided

with

without

1 ©Iry

cylindrical hole

single- sided

F1 Iy

double- sided

partly cylindrical hole,

without

O] «ry

single-side
40° ~ 60° countersink

single- sided

™ TNy

partly cylindrical hole,

without

double-side
40° ~ 60° countersink

double- sided

partly cylindrical hole,

without

1 Yy

single-side
70° ~ 90° countersink

single- sided

Y YAy

partly cylindrical hole,

without

double-side
70° ~ 90° countersink

double- sided

Sp

ecial




L
—
5. Codes for Cutting Edge Length or for Inscribed Circle Diameters 8. Edge Preparation L
o Metric System Code Shape m
< al
- ]
573 Sharp Edge F il ¥p)
D o
§.§ I_
ac Shapes o . xx
dfmm) | H|O|P|S|T|C|D|E|F|[{M|V|W|R oned Edge LU
06 T3 07 _ m
T-land/Chamfer Z
08 04 08 .. T
(Angular Grinding) —_—
05|109|05|06|05[07|05|09 |03 Z
03|02|04|06| 1 |06|07|06|08|06| 11 |04 |06 Chamfer + Honed (Angular Grinding + [ 1
Round Honing) m
04103[(05(07|13|108|09|08([10|07]| 13 |05|07 9
05|04 (07|09 |16 (09| 1 |09 12 |09]|16 |06]|09 D"C“hb'efhf"mfe'R" H°c’|“|*_|d (2-step P | R O
+
07|05| 09| 1222|1215 |13 |16 |12 |22|08|12 amfering + Round Honing)

09106 | M (1527|116 |19 |16 |20| 15|27 |10 |15
M{07[13]|19|33[19[23]|19 (24|19 (33|13 |19
14 110 [ 18 | 25|44 (25| 31|26 (33 (25[44| 17 |25
18113 [ 23| 3154|3238 [32|41| 31|54 21|31

9. Hand of Insert
Symbol Hand
right hand
left hand
neutral

-zgu-um?m

(5] 6 e

_ 2 [ ol os | s

6. Codes for Thickness 7. Codes for Corner Radii 10. No. of Cutting Edges or Style
Thickness | Metric For Corner R No. of Cutting Edges
S(mm) | System Corner-R Nominal | Metric half-solid (full--face)
1.59 01 Value (mm) System -
1.98 T sharp corner O 00 SOl
238 02 01 01 length (full-edge)
318 03 WI 0.2 02 1 mini-tipped cutting edge
3.97 T3 03 03 2 mini-tipped cutting edges
476 04 I 04 04 3 mini-tipped cutting edges
5.56 05 0.6 06 - :
6.35 06 :I:i} 08 08 4 mini-tipped cutting edges
7.94 07 1 10 6 cutting edges
9.52 09 1.2 12
12.7 12 1.5 15
16 16 11. Chipbreaker
2 20 o
Symbol Description
24 24 —
32 3 CBN - finishing
other radii X CBN - medium
for round inserts MOo* CBN - roughing [
00*

Notes :“00”"(double zero) is used for
insert circle diameter indicated in
inches. “ MO” is used for insert circle
diameter indicated in milimeters
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D) Cutting Edge Specification
— S
LU Edge Specification
D: CBN- and PCD/CVD-diamond-cutting materials are ultra-hard ISCAR grades recommendation by material standard
D_ materials that require a specific cutting edge treatment. type for PCD/CVD-diamond = F and for CBN = S. For
To assure extended insert tool life, choose the correct each task ISCAR recommends testing the application

(/) cutting edge type to the material and apllication type. beforehand. ISCAR’s service team will provide you with
|— advice and support in choosing the appropriate solution.
L Code Shape Description
Z A sharp cutting edge and positive cutting angle are recommended
— Sharp Edge F N___— | When using PCD for aluminum or other nonferrous materials.
Z The advantages are less forces and built up edge.
m e . :

N Honing is used to protect the cutting edge against breakage and
U Honed Edae E R chipping. Hone size is more difficult to control than chamfers, but

9 N4 popular for HRSA's. The advantage over chamfers is noticeable
\R in case of finishing applications with low feedrates.

Chamfers increase the wedge angle of the cutting edge and the

T-land/Chamfer L ; ; - o

(Angular Grinding) T stability of the cutting edge in hard machining applications. The
gula 9 larger the T-land width and angle, the higher the cutting forces.

Chamfer + Honed [ First choice for hard part turning. Stronger than T-land. Feed must be greater
(Angular Grinding + Round S [\ than hone size. The chamfer stabilizes the cutting edge by increasing its wedge

Honing) R angle. The cutting forces are increased by this chamfer. Honing the chamfer
improves the cutting edge’s performance and prevents breakage and chipping.

Double Chamfer + Honed L Chamlfers |n'c.rease the wedge angle of thg cutting edge and the cutting
‘ edge'’s stability. Chamfering increases cutting forces. In the case of

(P55 (T ) s Eie P \R extreme conditions applied to the cutting edge a combination of the

Honing) double chamfering and honing (micro geometry) are recommended.
Semi - Standard Semi - Standard
Standard (Low Cutting Forces| (Strong Edge Preparation)
§ R0.2- | R0.8- R0.2- | R0.8- R0.2- | R0.8-
O| RO4 R1.2 RO0.4 R1.2 RO0.4 R1.2
5 8 5
i | |= g | |= i | |=
n £ € El 2§, £ El 2 |E, £ E| 2
2 | Workpiece Negative/| E | = | E| | E| 5 |§5 | E|c|E| 5|58 c|E|c|E| 5
& Material | Grade | Positive | B | <« [ 2| < [ 2| T |20 « |3 | < | 3| T |[BO| < |Z| < || =
BIO5H | neg/pos | S | 25 [012| 25 [015[/0.015| LS | 15 |012] 15 [015[0.015| HS | 35 |0.12| 35 |0.15| 0.015
Hardl-e'med BI15H | neg/pos | S | 25 [012] 25 |015|0.015| LS | 15 [012| 15 |015]0.015 | HS | 35 [012| 35 [015]| 0.015
Steel BI25H | neg/pos | S | 25 [012| 25 |015/0.015| LS | 15 [012| 15 [015/0.015 | HS | 35 [012| 35 (015 0.015
= BI3OH | neg/pos | S | 20 (01| 20 | 01]0.015| LS | 10 [ 01| 10 | 01]0.015| HS | 35 [0.12| 35 [0.15| 0.015
8 K BI3OH | neg/pos | S | 20 (01|20 | 01]|0.015| LS | 10 [O01| 10 [01]|0.015(HS | 35 [ 01| 35 [ 01| 0.015
g (oA BI3OK | neg/pos | S | 20 |0.2]| 20 |{0.2]{0.015| S [ 20 [0.2| 20 [0.2|0.015| S | 20 |0.2| 20 |0.2|0.015
[}
§ S BIOSS | neg/pos | S| O | O] O | O 10015 S [ O[O0 O]0os| S| OO 000015
= Super
Alloys BI5S | neg/pos | S | @ | O O [ O 0015 S | O | O] 0O | O]0015[S [ O[O0 00015
Sintered BI1OS | neg/pos | S [15@ | 01| 15 [ 01 [0.025| LE | O | @ | O | O ]0.025[ HS | 25 [ 01| 25 | 0.1 0.025
Metal BI20S | neg/pos | S | 15 | 01| 15 | 01[0.025[ LE [ @ [ O [ O | O ]0.025| HS | 25 | 01| 25 | 01 [0.025
BIOSHC | neg/pos | S | 25 |012] 25 |015|0.015| LS | 15 [012| 15 [015]0.015 | HS | 35 [012| 35 [0.15] 0.015
E Hardtlened BI15HC | neg/pos | S | 25 |012| 25 [015[/0.015| LS | 15 |012| 15 [015[0.015| HS | 35 |012| 35 |0.15( 0.015
g Steel BI25HC | neg/pos | S | 25 |0.12| 25 |015[0.015| LS | 15 |012| 15 |015]|0.015| HS | 35 [012]| 35 |015]| 0.015
% BI3OHC | neg/pos | S [ 20 | 01| 20 | 01[0.015| LS | 10 | 01| 10 | 01]0.015| HS | 35 [012]| 35 |015]| 0.015
<}
(8
Cas:(lron BI3OKC | neg/pos | S | 20 |0.2| 20 {0.2[0.015| S | 20 |0.2]| 20 |0.2]|0.015| S | 20 [0.2]| 20 |0.2|0.015
o D4 |neglpos | F| O [ | o [o] o Elololao]|aol|l o Elololao|o|l o
o
§ § N ID5 neg/pos | F (1) (1) 0] 0] (1) E (1) (1) (1) 0] (1) E 0] (1) (1) 0] 0]
5 DS |negpos | F| O oo |lo]l o [Flo|ojo|lo| o |F [0 ]6fa]of 0
) without
(@ angular
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Identification Code for Edge Preparation for Standard and Special Inserts

| S _ L0 1112 210

L
o)
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m
o
o
n
I—
%
LLJ
)
<
Z
m
O

* Cutting Edge: W- negative A: negative
a )
\ T- chamfered land width land angle
NS R S- chamfered + honing
P- double chamfered + honing
E- honing
Negative land angle: a Example: S01220———»20°/0,12 mm width negative land with honing
Edge Specification
All ISCAR inserts have optimal cutting-edge preparation for Detailed View of Cutting Edge

a variety of grades and geometries. This prevents cutting
edge breakage caused by strong stresses during the
machining process of metals with a high hardness, such negative land
as hardened steel. ISCAR hardened steel provides a wide
variety of grades and edge preparation combinations for
hardened steel, cast iron, and sintered metal machining.

rake face

< _cutting edge
Edge-Preparation Method
CBN chip
S| standard type for CBN MR | breaker CBN layer

e
E (rough)
"gu CBN Chlp relief face
P F| standard type for PCD MM breaker

rough to

9] semi-finish
+ (W[ 2|+
low sharp 2
o|t ttin F edge A
J= cutting 9 Section A- A
"% £| honed CBN chip rake face
& | rong | edge MF | breaker —» negative land width  |=—
= g . ; ‘
S(H chamfer (finish)
i edge
n S| + honed
edge negative land
angle a
R
relief face
Hardened Steel Edge Preparation
A
high LF MR/MM/MF - Chipbreaker
Focus on Focus on
e Surface roughness LS o Chip control
e Burr control Focus on » Workpiece damage

« Dimensional accuracy
e Reduced cutting loads

o Flank wear

o Surface roughness
« Burr control Standard
e Reduced cutting loads

Chamfer with round honing

sharpness of the cutting edge

HS
W -Wiper Focus on
Focus on « Fracture control (interrupted cutting)
o Excellent surface finish o Crater wear control
low strength of the cutting edge high

Member IMC Group




L
| Edge Preparation - Cutting Loads Edge Preparation - Flank Wear
LLI The-LS and -LF edge preparations provide reduced cutting The -L and -LF edge preparations provide reduced flank
D: loads on the insert compared to standard edge preparation. wear on the insert with standard edge preparation.
(j) 350 0.15
— 300 7Re¢.1||g::,a/d Reduced |
(a'd = 250 | g bV 1070 by7359/07 5 0.10
< Q .
LLI 3 :E
g 200 fog =)
2, o F
Z E 150 2 g
— 3 2> o005
100
Z 50 |
m 0 0 | | | |
@) standard Ls LF 0 10 20 30 40 50
(S01525) (S01315) (S00515) cutting time (min)
. Cutting (tangential) force @ Standard
- Radial force o L
Feed (axial) force LF
Cutting Speed: Ve =100 m/min Cutting Speed: Ve =130 m/min
Feed: f=0.3 mm/rev Feed: f= 015 mm/rev
Depth of Cut: 8 =02 mm Depth of Cut: ap =02 mm
Coolant: dry Coolant: wet
Workpiece Material: steel JIS SCM 415 Workpiece Material: steel JIS SCM 415
(~DIN W.-Nr. 1.7262), HRC 60 (vDIN W.-Nr. 1.7262), HRC 60




Specifications of Cutting-Edge Preparation

L
-
Interrupted Cutting Edge Preparation - Continuous Cutting LL
7 The smaller the negative land angle is, the more wear Y
resistant the cutting edge will have in continuous cuts. &
6 150 0p)
: o
= 125 LlJ
E 4 =
£ : n
33 @ 100 Z
75 m
1 O
(o] 50
45 55 65 75 -15 -20 -25 -30 -35 -40
CBN content (vol%) negative land angle (deg)
Cutting Conditions Cutting Conditions
cutting speed: vc =180 m/min cutting speed: vc =100 m/min
depth of cut: ap = 0.1 mm depth of cut: ap = 0.25 mm
feed: f = 0.1 mm/rev feed: f = 0.1 mm/rev
coolant: dry coolant: dry
workpiece material: SCM435 continuous cutting

. workpiece material: SCM415
High CBN Content criteria: VB max=0.15 mm

| high fracture resistance |

Edge Preparations

width: 013 mm
Continuous Cutting angles: -15, -25, and -40°
0.20 honed to: R0.01~0.02 mm (R.0004" ~ .0008")
008" Edge Preparation - Interrupted Cutting
The larger the negative land angle is, the more fracture
0.15 A resistant the cutting edge will have in interrupted cuts.
E .006" T
: / 300
L
3 010 &
§ 0o / 2
< flrl’ 200
& /o/ Q
0.05 o
.002" =
o
2 100
[
0.00 2
°
0 4 8 12 16 20 [
cutting time (min)
0
CBN content (vol%) -15 -20 -25 -30 -35 -40
m75
A 65 negative land angle (deg)
®45

. . Cutting Conditions
Cutting Conditions cutting speed: V¢ =100 m/min
cutting speed: V¢ =180 m/min depth of cut: ap = 0.25 mm
depth of cut: ap = 0.2 mm feed: f = 015 mmirev
feed: f = 0.1 mm/rev coolant: dry

coolajt: wet . workpiece material: SCM415
workpiece material: SCM415 criteria: fracture

Low CBN Content
Edge Preparations

| high wear resistance | width: 013 mm
angles: -15, -20, -25, -30, -35, and -40°
honed to: R0O.01~0.02 mm
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Material Hardness Scale

To machine materials with a high hardness level of 65 HRC,
inserts with a higher level of hardness than carbide inserts are required.

Hardness
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Bidemics

Coated carbide

hardness / cutting speed

Carbide

Sub-micron carbide

feed / toughness

Vickers Hardness

4900HV

4500HV

2300HV

2100HV

1800HV

Carbide

1300HV

ISCAR




CBN

Cubic-boron-nitride (CBN) is the 2"? hardest cutting
material after poly-crystalline-diamond (PCD).

Compared to PCD, CBN is chemically passive
when used in ferrous materials.

CBN is not found in nature. It is a synthetic material produced
as a result of a high temperature and pressure process.

The finished product consists of one carbide layer
and one CBN layer. The combination of the two
materials is called cubic-boron-nitride (CBN) wafer.

CBN was developed to compete with the finish-grinding
process of hardened ferrous materials (45-68 HRC) for
economical curtting of up to 80-250 m/min.

CBN is also used in gray cast iron applications, chilled
cast iron and ductile cast irons and their alloys.

Cutting tools made of CBN sintered materials are created
by mixing CBN (cubic boron nitride) with ceramics that
are hard as diamonds. Together these materials are
sintered at extremely high pressure and temperatures.

Diamond has a higher affinity for iron than CBN.
Sintered CBN provides improved cutting performance,
particularly for high-speed machining materials like
hardened steel, cast iron, and sintered alloys, due

to its low affinity and high hardness qualities.

CBN ISCAR Sets - New Generation ISCAR

Inserts Provide a More Effective Method of
Machining Hardened Steels

In addition to the existing CBN product range, ISCAR is
extending the product line by adding new grades, and
by increasing boosting the diversity of products.

A new series of high-performance grades was created in
combination with new grades as well as heat and wear

resistant coatings for a variety of new and hard CBN substrates.

The new inserts are multifaceted and economical.
Select the CBN insert most suited for your application,
and excel your hard part machining processes.

Member IMC Group
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Coolant Effect — Continuous
and Interrupted Cutting
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Coolant Effect - Continuous Cutting Coolant Effect - Interrupted Cutting
Wet cutting improves tool life under continuous cutting operations. Dry cutting improves tool life in interrupted cutting operations.
015 20
£ 15
E /‘
= 010 =
5 E
2 o 1
i — =
[} o
< 0.05
g 5
0
0
0 5 10 15 & dv
tool life (min) @ et
& v Cutting Conditions
@ Vet cutting speed: V¢ = 150 m/min

depth of cut: ap = 0.2 mm
feed: f = 0.2 mm/rev

Cutting Conditions ) .
workpiece material: SCM415

cutting speed: V¢ =180 m/min

depth of cut: ap = 0.2 mm

feed: f = 0.1 mm/rev @ x
workpiece material: SCM415 d

-

Use of Coolant

Wet

Dry
Continuous cutting b 4

X<

Interrrupted cutting

CBN Content Affects Wear

And Fracture Resistance

Higher CBN content grades are more resistant to
fractures when turning hardened steel, whereas lower
CBN content grades are more wear resistant.

high A

g <a-cutting performance -»

4

ISCAR




Grinding Vs. Hard Turning

An important advantage in using CBN inserts enables
replacing the slow and expensive grinding operations

of hardened parts. Turning with CBN inserts significantly
reduces the cost per part compared to grinding. ISCAR's
global sales figures have shown that customers are changing
their finishing processes from grinding to turning with

CBN inserts, particularly in the automotive industries.

Grinding Hard Turning
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¢ Size tolerance specifications beyond « Size tolerance specifications beyond the capability of turning
the capability of turning o Complex geometry that makes single-point

« Surface finish requirements too tight turning more practical
for hard turning « Relatively high metal removal rates

« Dry machining

o Faster machine setup

o Faster cycle times

« Inner and outer diameter machining on one machine

0.5

surface roughness Ra [um]

grinding

01 0.2 0.3

feed [mm/rev]
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CBN- Typical Parts

Cast Iron
pump parts

Hardened Steel
shafts

Super Alloy

turbine disc

Sintered Materials

transmission part
sprocket

bearings

- 'I. > I '# f

aircraft fastener

hydraulic components

brake drum

ISCAR




CBN Inserts Types MT /L

MT
Mini-Tipped Turning Inserts
Multi Cornered / One-Use Inserts

Characteristics / Features

One-use type inserts improve machining efficiency

by using each cutting edge to its full potential.

Smaller and more economic CBN tip.

Cost reduction - more cutting edges per insert.

Multi - cornered inserts have a single piece of
ISCAR-CBN mounted on every useable corner.
Single-sided inserts use the top corners while
double-sided inserts use both top and bottom corners.
Square, diamond shaped inserts have 4 corners (quadro),
and triangular inserts have 3 corners (triple).

L

Full Edge Tipped Inserts

Full-edge tipped CBN for maximized productivity.
Triangular shaped inserts with full-edge tipped CBN.
Square shaped inserts with right-hand or

Left-hand full-edge tipped CBN.

Increased stability.

HS
Half Solid CBN Inserts

Characteristics / Features

Top layer of CBN with a carbide base

provide multiple cutting edges.

High hardness produced with a special binder.

Advantages

Excellent wear resistance, impact resistance, thermal
stability and chemical stability for metal processing.
Excellent cost performance, 30%-50%

saved compared to carbide inserts.

Excellent surface quality, turning instead of grinding.

Solid material ensures high degree of mechanical strength.

Superior cutting tool material with extreme hardness conditions.

Lower machining cost and fewer tool changes.
High machining efficiency 5-10 times more
compared to carbide and ceramic inserts.

Applications

Solid CBN inserts can be widely used in diverse industries,
such as automotive parts, roll industry, gear industry, bearing
industry, wind power generation, air conditioning compressors
and more. The workpiece material is mostly cast iron and
hardened steel: automotive engine, brake disc, brake drum,
pulley, cylinder block, cylinder liner, pump, cast iron rolls.
hardened steel: industrial gears, wind power bearings,
bearings, drive shaft, crushing hammer cylinder, slurry pump.

Member IMC Group
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S
Full Solid CBN Inserts (BI30OK/BI3OKC)

Characteristics / Features
Multiple covered CBN inserts for
aggressive machining conditions.

Advantages

Excellent wear resistance, impact resistance, thermal
stability and chemical stability of metal processing.
Excellent corrosion resistance.

Strong thermal stability.

Provides high speed and efficient machining

for roughing applications.

Excellent cost performance, 30%-50%

saved compared to carbide inserts.

Excellent surface quality, turning instead of grinding.
Solid material ensures high degree of mechanical strength.
Superior cutting tool material under extreme
hardness conditions.

Lower machining cost and fewer tool changes.

High machining efficiency with 5-10 times

of carbide and ceramic inserts.

Applications of Solid CBN Inserts

Cast iron: automotive parts engine, brake disc, brake drum,
pulley, cylinder block, cylinder liner, pump, cast iron rolls.
roll (metallurgical roller, mill rolls) bearing, slurry pump,
wind power generation, air conditioning compressor,
heavy mining machine and others industrial hardened
steel: industrial gears, wind power bearings, bearings,
drive shaft, crushing hammer cylinder, slurry pump.

ISCAR




CBN Chipbreaker MF /MM /MR Types

The chipbreaker assures proper chip flow at all times.
ISCAR's different CBN-chipbreaker geometries- are the

adequate solution for each application for hard machining. CBN

Characteristics / Features

« While MM and FM kinds are ideal for polishing hardened steel, °
MR types are ideal for removing aggressive carbide layers. Ch I pbrea kers

o MT - “mini tipped” -one-use insert with chipbreaker.

o With ISCAR's various MT - chipbreaker geometries, we
have the adequate solution for each application and
through perfect chip control in the hard machining.

« Prevents long chips and workpiece damage.
o Provides a process-stable and reliable production.
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MF- for fine - medium processing. MM- for medium
processing. MR- for roughing machining.

Application area

depth of cut [mm]

05—
04—
03+
02—
01 ME
| | | |
0.05 0.1 0.15 0.2 — -
feed rate [mm/rev] ey - -

MR
MR for rough machining

MM
MM for rough to
semi-finish machining

MF
MF for finish machining

Member IMC Group




L
A
)
-
mm
%
o
%)
I—
%
Ll
7))
<
Z
m
O

Wiper Insert

Characteristics / Features Wiper Insert

A finishing wiper edge is created where the
straight cut edge and corner radius intersect.

Effect of the Wiper Edge:

Improve Efficiency

High feed rates not only save machining times but also allow
for the combination of roughing and finishing processes.

Increased Tool Life

When high feed conditions are used, the time required

to cut one component is reduced, allowing more
components to be machined with each insert. Furthermore,
the fast feed rate reduces friction, slowing the course

of wear and extending the tool life of the insert.

Improving Chip Control

Chip control is enhanced when feed rates
are high because the chips produced have a
tendency to thicken and break more easily.

Improving Surface Finish

The workpiece material’s surface finish can be
enhanced while using the same machining parameters
as conventional inserts but with a higher feed rate.

ISCAR

Profiles of Surface Roughness

; with conventional insert

Rz i

—_Rz@

sectional profile of surface
machined with wiper insert

) Machining with conventional insert
(2 Machining with wiper insert

Wiper Edge Geometry

A
s+
251
=
o 27 .
< no wiper edge
o 151
©
€
s 14 N
with wiper edge
05 |-
k Il Il Il |-

01 0.2 0.3
feed [mm/rev]

Cutting Condition

CNGA 432T W-MT BOO5H wiper insert

V=150 m/min, ap=0.2 mm

Material: steel ALSi O1 (v\DIN W.-Nr 1.2510), HRC 64



BIO5H/ BI15H/ BI25H/ BI3OH

CBN Grades

Guide for CBN Grades
Grade Guide — Hardened Steel - Uncoated

BIOSH

e The uncoated CBN grade with maximum wear .
resistance for high-speed machining.

o Offers exceptional tool life in both continuous
and light-interrupted cutting.

o Improved fracture resistance with focus on wear resistance.

General Features

Uncoated ISCAR CBN with a recently-invented, ultra-pure
Ceramic binder for low content CBN inserts or Metal binder
for high CBN content inserts, tool life is maintained across
a wide spectrum of hardened steel machining thanks

to the linked effects of fracture and wear resistance.

o Inserts are available in single,multi-corner, full-edge

and full-face configurations.
BI15H

o A general-purpose uncoated CBN grade that can
be used for machining typical hardened steel.
e Provides consistent tool life in all cutting applications,
from continuous to light to medium interrupted.
o Excellent levels of fracture resistance and wear resistance.
« Combination of wear resistance and thermal stability.
« High speed and interrupted machining of hardened steel.

Application Range

300 T
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200 L BI5H

BI25H

o First recommendation for hardened steel machining.

e Medium to heavy interrupted hardened steel machining.

e Stable and long-lasting tool life in heavy, interrupted
cutting, possesses excellent fracture resistance.

« Uniform microstructure with a uniform distribution of
CBN particles within a ceramic binder matrix.

o Fine CBN grains and an engineered ceramic matrix
give the material a high degree of toughness.

100

® & &

cutting speed V. (m/min)

BI3OH
CBN particles are densely sintered for maximum
CBN content possible resulting in high wear and

continuous

light interrupted

heavy interrupted

interrupted strength

-—

small

impact force on
cutting edge

large ——»

Recommended Cutting Conditions

’E)Arearliage resista;c(ejI in ?eavy'interruzted c:t. - Cutting Speed Feed Depth of Cut
achining most {n s of cast iron an poyv gr metal alloy. Grade Ve (m/min) f (mm/rev) ap (mm)
Extreme wear resistance and superior chipping E £ =
resistance as a result of high fine CBN content. E g g
c E=] % e = % e E=] 3
=] o © o— o © o— o (]
£ [e) £ £ [¢) £ £ o £
120-200-300 0.03-0.1-0.2 0.05-01-0.2
80-160-250 0.05-0.15-0.25 0.05-0.2-0.3
50-100-160 0.05-0.15-0.25 0.05-0.3-0.5
30-80-130 0.05-015-0.25 0.05-0.3-0.5
Recommended Cutting Conditions for Uncoated CBN Grades
Cutting Speed (m/min)
o g a ° °
Q- = 3 2 2
32 S 2 s > S Depth
<2 Z | Eo |E&| ®m&| Feed | ofCut
O © . Y. m 3 o 3 D 9 = q
= =| Grade |Cutting Mode Application ([O<| OO | 5 E | T £ | (mm/rev)| (mm) [Grade Instruction
high speed Achieves the highest level of wear
BIO5H | continuous ’ 55% |120-300| - - 0.03-0.2 [0.05-0.2| and fracture resistance. Suitable
hard turning for cutting at a high speed.
continuous and ’ A multi-purpose grade with a high
BISH |, 65% | 80-250 [80-160| - |0.05-0.25|0.05-0.3| level of wear and fracture resistance
light interrupted o
for machining hardened steel.
tough grade ’ Attains the strongest cutting
BI25H | for interrupted 75% - 80-160(50-130|0.05-0.25|0.05-0.5| edge possible. Suitable for cutting
cutting {? with medium to heavy interruptions
toughest Attains the strongest cutting
BI3OH | grade for hard <¢ 95% - - 30-130]0.05-0.25|0.05-0.5| edge possible. Suitable for cutting
interrupted cut with heavy interruptions.

)
o=
L 4 11 ]




L BIO5H/ BI15H/ BI25H/ BI3OH
1 Test Reports
Ll
D: BI15H
o Material alloy steel Material 41CrMo4 (DIN)/4140 (ASTM)/SCM440H (JIS)
Hardness HRC 55~60 Type interrupted turning
o)) Size @100 X 300 mm Speed 170 m/min
E Path flank wear after 10 path cutting Feed 0.1 mm/rev
LL Speed 150 m/min D.0.C 0.2 mm
7)) D.0.C 0.4 mm Coolant dry
Z Feed 0.1 mm/rev Insert type DNGA 150408S BI25H
fr— Coolant dry
Z Insert type CNGA 120408S BI15H 140—
m 120
U Result Cutting Time (min) Cutting Length (km) £ 100
=)
17.9 2.68 § 80
6.02 0.9 2 50
3
Cutting Time (min) = 40
20
140 0 l l l l l l
0 1 2 3 4 5 6
120 cutting length (km)
100
80 Surface Quality (um)
60 4
40 3
20 g
| 8
0 BI5H comp. B g2
)
3
Cutting Length (km) =9
3
Comp. B Comp. C
25
2
1.5
1
05 Material gray cast iron
Speed 500 m/min
0 BI15H comp. B DOC 025 m
Feed 0.1 mm/rev
Coolant dry
Insert type CNGA 120408S BI30H
Holder type PCLNR 2525M-12
Flank Wear (um)
350
300
250
200
150
100
50
0 BI3OH

ISCAR




Grade Guide — Hardened Steel - Coated

BIOSHC

The gold standard for high-precision machining.

High notch wear resistance coating on a hard CBN substrate
allows for consistent, high-quality surface roughness.

Long tool life, superior surface roughness,

and stable machining are achieved.

BIM5HC

A general-purpose coated CBN grade first

choice for hardened steel machining.

Ultimate resistance to wear and fracture.

The first recommendation for the machining of hardened steel.
Excellent wear and fracture resistance.

The coating, along with a tough CBN substrate, combines
wear resistance and hardness to achieve stable machining.

BI25HC
Extra-tough CBN substrate with a highly wear-resistant coating.

BIOSHC/ BI1SHC/ BI25HC/
BISOHC

Coatings -
According to each application, we offer suitable coating
solutions and layer systems for coating CBN tools
possibility to further improve performance of a CBN tool.
Coated CBN edges minimize abrasive wear and reduce
the danger of a built-up edge.

The smooth layer surface leads to a reduction of the
friction and therefore enables an improved chip flow.

A coating can also serve to visualize the wear at the
cutting edge and detect already used cutting edges.

General Features
o Coated ISCAR CBN with a recently-invented, ultra-
pure ceramic binder. Tool life is maintained across a
wide spectrum of hardened steel machining thanks to
the linked effects of fracture and wear resistance.
Inserts are available in single, multi-corner, full-
edge and full-face configurations.

Application Range

Excellent tool life, even in situations requiring 300 T 3 3
both continuous and interrupted machining. BIOSHC |
Even in high-efficiency, interrupted machining, < ‘ :
the tool life is long and stable. £ | BI5HC |
Eloo0 + ; :
> : :
BI3OHC b : BI25HC
Stable and long tool life in heavy interrupted cutting. s |
Stable and long tool life with superior fracture resistance 2100 + ‘
and a high wear resistance coating that prevents fractures, £ 1
which are common during interrupted cutting. © ! ;
! ! BI3OHC
Recommended Cutting Conditions ! !
Cutting Speed Feed Depth of Cut -
V. (m/min) f (mm/rev) ap (mm) ?
£ £ £ -
3 3 3
.| E ; .| E : .| E : 5
E| 8| 8| | 8| 8| |8 8 z , — .

Grade £ (o) £ £ (o) £ £ o £ 3 continuous light interrupted heavy interrupted
BIOSHC 120-200-300 | 0.03-0.15-0.25 0.05-0.2-0.3 % <—— small imp::t forze on large ——»
s> | 80180270 | 0.05-0.2-025 | 0.05-0.2-0.3 =g ege
BI25HC 50-120-170 0.05-0.2-0.25 0.05-0.3-0.5
BISOHC 30-100-140 0.05-0.2-0.25 0.05-0.3-0.5

Recommended Cutting Conditions for Coated CBN Grades
Cutting Speed (m/min)
g _ £ g 3| %
5 E 5 2 gl 22 Depth
<2 z ‘g’ 'g‘ = %E & g | Feed of Cut
= =| Grade |Cutting Mode Application (O O| OO | I3 £ | T £ | (mm/rev)| (mm) [Grade Instruction
high speed Achieves the highest level of wear
BIO5SHC | continuous ’ 55% [120-300| - = 0.03-0.2 [0.05-0.2| and fracture resistance. Suitable
hard turning for cutting at a high speed.
continuous and ( ’ A multi-purpose grade with a high
BINSHC | .~ . 65% | 80-250 [80-160| - 0.05-0.25|0.05-0.3| level of wear and fracture resistance
light interrupted .
for machining hardened steel.
tough grade & Attains the strongest cutting
BI25HC | for interrupted 75% - 80-160(50-130|0.05-0.25[0.05-0.5| edge possible. Suitable for cutting
cutting ({? with medium to heavy interruptions.
toughest Attains the strongest cutting
BI3OHC | grade for hard {? 95% - - 30-130]0.05-0.25|0.05-0.5| edge possible. Suitable for cutting
interrupted cut with heavy interruptions.
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Grade Guide —Cast Iron - Coated and Uncoated
BI3OH

Application Range

BI30OH/ BI3OK/ BI3BOKC

o This grade is ideal for cast iron and powder
metal finishing applications. 30001
e Machining most kinds of cast iron. -
o The strength of CBN particles provide excellent chipping E
resistance, ensure stable performance and increased E 2000
tool life for highly efficient machining of cast iron. N B
o Excellent wear and thermal crack resistance when 3
machining gray cast iron at high speeds. a
(7]
o BI3OH
£ 1000
BI3OK/BI3OKC 5
o Solid CBN with excellent wear resistance suppresses flank wear
when machining difficult-to-cut cast iron and hardened steel.
« Ideal for roughing and depth of cut of 0.5 mm and above, =
can also be used for roughing and finishing gray cast iron. §’
« Rough machining cast iron and powder metal alloy. I
o Extreme wear resistance with high content of coarse CBN grain. g
§' continuous light interrupted heavy interrupted
General Features :g <+——  small impact forze on large = ———>
« Allows a wide range of machining types from finishing to = cutting edge
roughing of cast iron, exotic alloy cast iron, and hardened steel. Recommended Cutting Conditions
» Since all BI30OK inserts are CBN sintered bodies, there Cutting Speed
are no I|m|t§ to the d.epths qf cut as with CBN brazed ve (m/min) Feed f (mm/rev)
tools, allowing machining with large depths of cut. g E =
e For rough machining of cast iron, high-speed, -g_,@ g E
machining, can be achieved with CBN tools. f‘é % £ - (>‘<; £ % 5 Depth of
==| Grade | E| O| E| E| O | E |Cuta,(mm)
§ BI3OH | 500-1250-1900 01-0.2-0.3 <5.0
% BI3OK [ 500-1200-1800 0.1-0.3-0.5 <5.0
§ BI3OKC | 500-1250-1900 0.1-0.3-0.5 <5.0
o § BI3OH 80-150-300 0.1-0.2-0.5 <3.0
'g' E BI3OK 80-130-200 01-0.25-0.5 <3.0
= &1 BI3OKC | 80-140-250 01-0.3-0.5 <3.0
E B BI3OH | 50-100-150 01-0.3-0.4 <5.0
[}
§ g BI3OK 50-100-150 01-0.25-0.3 <5.0
T BISOKC | 80-100-200 0.1-0.25-0.3 <5.0
Cutting Speed (m/min)
t
g £ | 3 3 3
QT o 3 o %
S = o E e B > 2
52 z £ . £3 ® g Feed Depth of
’ N ms| o3 o Q = .
= =| Grade |Cutting Mode Application |O | O O = 5 I=c (mm/rev) | Cut (mm) |Grade Instruction
continuous to ’ Solid CBN construction
BI3OH |light interrupted 95% [500-1800| 500-1800 - 01-0.30 |0.05-0.50 | grade with high thermal
finishing @ shock resistance.
new solid CBN \ﬁ? Excellent wear and fracture
BI3OK | grade for large 93% - 500-1800 | 500-1800 | 0.05-0.5 | 0.05-5.0 |resistance grade with a
DOC turning {? 100% solid CBN structure.
new coated @ Coated solid CBN
Bi3okc |09 CBN 93%| - |5501900|550-1900| 0105 | 00550 |Celent wear and fracture
grade for large resistance grade with a
DOC turning ¢ 100% solid CBN structure.

ISCAR




BIO5S/ BI15S

Grade Guide —Super Alloys - Uncoated

BIO5S Application Range

Excellent wear resistance and thermal stability.

Suitable for high-speed machining inconel.

Suitable for fine-finishing.

o For continuous and lightly interrupted cutting of the
majority of automotive steels. Excellent abrasion
resistance makes it the ideal choice for cold work tool
steels and specific valve seat alloys. Also recommended
for finishing abrasive high strength cast irons.

400

300

200 BI5S

Cutting Speed v (m/min)

100
BI15S | |

e General-purpose grade suitable for ‘

typical super alloys applications.
Provides stable tool life in everything from
continuous cutting to interrupted cutting.

continuous light interrupted heavy interrupted
impact force on
cutting edge

L
|
)
-
mm
o%
o
%)
l_
%
Ll
7))
<
Z
m
O

« New grade BI15S has been specially developed for turning
and milling difficult-to-machine aerospace materials.

o Among other things, you can machine these materials with this
CBN grade:
Ni, Co, Fe and Cr alloys and inconel 718 Recommended Cutting Conditions

Cutting Speed Feed Depth of Cut
V. (m/min) F (mm/rev) ap (mm)

<4—— small large ——»

interruption strength

General Features
e The new CBN grades significantly increases
machining efficiency by enabling high speed £ 21 2| €
machining of titanium alloys that were previously Grade [= £ £ £ £

challenging to work with traditional equipment. BIO5S 120-260-400 | 0.05-045-0.25 | 0.05-0.27-0.5
¢ ISCAR's new grades for machining super alloys are mainly

used in the aerospace industry, but also in medical technology. BI15S 70-180-300 | 0.05-015-0.25 | 010-0.30-0.50
e They are characterized by high chemical and thermal

wear resistance which makes them perfect for use at

high speeds and ensures maximum process reliability.

X | &

Optimum

Optimum

Optimum
X

Cutting Speed (m/min)
o g & ° -
g _ € ° ] ]
235 S 2 S s
£% > = 2E | 2E | reed | Depth of
S B 55| 52| §g | Fee epth o
= = | Grade |Cutting Mode |Application| 0 £| O O pr = I £ | (mm/rev) | Cut (mm) | Grade Instruction
Excellent abrasion resistance
Bloss | "dn speed 50% 120-400| - - |0.05-0.25| 0.05-0,50 |T2Kes it the optimal choice for
continuous cut continuous and lightly interrupted
cutting of super alloys materials.
Low CBN content grades for super
alloys materials.
light to heavy interrupted
Biss | M9h speed 65% [100-300| 70-200 | 70-200 |0.05-0.25| 010-0.50 | "3CNNNG of super alloys
continuous cut materials.
A high degree of toughness is
<¢ provided with fine CBN grains
and a designed ceramic matrix.
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Grade Guide -
Sintered Materials - Uncoated

BI1OS

A finishing grade for sintered materials provides

the ideal combination between fracture

resistance and cutting-edge sharpness.

The edge sharpness in sintered alloy machining is
outstanding. Burrs and tearing are reduced as a result of the
specific binder's enhanced CBN particle/binder boundary
strength and ISCAR'’s unique sintering process. Standard
improved binding strength between CBN particles.
Extreme chip resistance is excellent for heavily interrupted
cutting of all abrasive and hard workpiece materials.

BI20S

A rough grade for sintered materials showing

superior wear and fracture resistance.

With a standard type of cutting-edge variations, sintered
alloys of various shapes can be machined efficiently.

High performance is also demonstrated when cutting tough

materials like rolls, high speed steel, and heat resistant alloys.

When cast iron is being machined at a high
speed, it displays good thermal resistance.

General Features

High CBN concentration that provides higher wear
resistance also provides superior fracture resistance by
strengthening the bonds between CBN particles.

For high-speed finishing operations, BI10S and

BI20S offer reliable and accurate results and are
perfect for finishing to rough sintered materials.

Application Range

BI10S/ BI20S

T T
I I
I I

| I I

=| 400 \ \

£

£

=| 300

>

°

7]

31200

7]

o

£

1100 ' ;

© | |
I I
| |

<

B

o))

c

[

S

[

5

2

g continuous light interrupted heavy interrupted

= .

7] impact force on

2| —o small p _ large —_—

£ cutting edge

Recommended Cutting Conditions

Cutting Speed Feed Depth of Cut
Grade V. (m/min) F (mm/rev) ap (mm
1 £ £
=] =] =]
c g X c g X c g %
E| 6| E|E|S| E|E| S| E
BI10 100-250-400 0.05-0.15-0.3 0.05-0.25-0.5
Bl20 70-135-200 0.05-0.15-0.3 0.05-0.25-0.5
BI10S
Industry automotive
Part guide sleeve
Material SINT D39
Tool special
Insert DCGW 1T308 S01325
Grade BINOS
Ve 210
f 0.16
ap 0.5
Cooling no
Operation axial turning
Machine CNC lathe
Tool life ISCAR 3500
Tool life Comp. 1300

Cutting Speed (m/min)
o g A ° °
o 15 3 2 2
QL3 o 3 o o
S = o ic - B >
52 zZ_| £ £s g Feed Depth of
= = | Grade | Cutting Mode Application |[O &| © O b S s (mm/rev) | Cut (mm) | Grade Instruction
’ Grade suited for
hiah wear finishing sintered alloys,
= BI10S g. 85% [100-400| 100-400 | 100-300 | 0.05-0.30 | 0.05-0.50 | balances optimum cutting
o) resistance grade )
(7} edge sharpness with
E <¢ fracture resistance.
(]
7]
c
[7) Uncoated grade of
sintered materials
BI20S | for interrupted cut {? 95% = 70-200 | 70-200 | 0.05-0.30 | 0.05-0.50 | shows better wear
and fracture resistance
during roughing.

ISCAR




CBN TURNING INSERTS

CBN TURNING INSERTS

R
Y[l 137
wwufla



%)
l_
%
LLJ
)
<
O
<
Z
%
D
I_
Z
m
O

CCGW (CBN) 4

CBN Turning Inserts - Index

CCGW R/L-L (CBN) 141 CCGW W (CBN) 142 CCGW MT (CBN) 4

CCGW 2MT (CBN) 143

CCGW W-MT (CBN) 143

CCGW 2MT MM (CBN) 143

CPGW (CBN)

CPGW R/L-L (CBN) 144

CNGA (CBN) 5

CNGA MT (CBN)

145 CNGA 2MT (CBN) 14

CNGA 4MT (CBN) 146

CNGA W-MT (CBN) 146

CNGA W-2MT (CBN) 146

CNGA 2MT MM (CBN) 147

CNGA 4MT MM (CBN) 147

CNGN S (CBN) 147

DCGW (CBN)

148 DCGW MT (CBN) 148

DCGW W-MT (CBN) 149

DCGW 2MT (CBN) 149

DCGW W-2MT (CBN) 149

DCGW 2MT MM (CBN) 150

DPGW (CBN) 150

DNGA (CBN) 151

DNGA MT (CBN)

151 DNGA 2MT (CBN) 152
‘J.f.’

DNGA 4MT (CBN) 152

DNGA 2MT MM (CBN) 153

DNGA 4MT MM (CBN) 153 ECGW (CBN) 153

J

EPGW (CBN) 154 RBGN HS (CBN) 154 RCGN HS (CBN) 155 RCGW HS (CBN) 155

ISCAR



RPGN HS (CBN) RNGN S (CBN) RNGN HS (CBN)

SCGW (CBN)

w’
4

SPGN (CBN)

4

155 156 156
SCGW L (CBN) 157 SCGW MT (CBN) 57 SCGW 4MT (CBN) 158
59

1
SPGN MT (CBN) SPGN 4MT (CBN) 1 SPGW (CBN) 159

SNGA (CBN)

L 4

52
>

SNGN MT (CBN)

SNGN 4MT (CBN)

159
SNGA MT (CBN) 160 SNGA 4MT (CBN) 161 SNGN (CBN) 161
162

SNGN HS (CBN)

*

TBGN HS (CBN)

TCGN HS (CBN) 164

SNGN S (CBN) 162
4

TCGW (CBN) 16

163
TCGW L (CBN) 165
v

TCGW MT (CBN)

TCGW -3MT (CBN) 165

<¢

N

TPGN MT (CBN)

TPGN -3MT (CBN) 1

TPGN (CBN)

TPGN HS (CBN) 167

166
68

TPGW (CBN) 1

q

66
168

TPGW MT (CBN)

| <

TNGA (CBN) 169

v

TNGA MT (CBN) 169

TNGA -3MT (CBN) 169

TNGN (CBN) 170

TNGN S (CBN)
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VBGW (CBN) 171 VBGW MT (CBN) 171 VBGW 2MT (CBN) 172 VCGW (CBN) 172

VCGW MT (CBN) VCGW 2MT (CBN) VCGW 2MT MM (CBN) VNGA (CBN)

V P P

VNGA MT (CBN) 175 VNGA 2MT (CBN) 175 VNGA 4MT (CBN) 179 VNGA 2MT MM (CBN) 176
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VNGA 4MT MM (CBN) 176 WNGA (CBN) 176
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lsun@lms 8 [ 2

CCGW (CBN) |_

Positive 80° Rhombic Inserts with ¥y D:

CBN Tips with a Flat Rake Angle D1 LLI

for Hardened Steel and Cast Iron T m

-

v Z

Dimensions Hard <— Tough agzﬂmmgng;‘: (ZD

Z|2|5|3|&8|3|5|8| » | f Z

Designation L IC S RE LE D1 gl 8| 5|5 |8|3|83|8/| MM | (Mmmrey ad

CCGW 060202S 6.40 6.35 2.38 0.20 3.00 2.80 [ . o . [ o ° o 0.05-0.20 | 0.03-0.20 :)

CCGW 060204S 6.40 6.35 2.38 0.40 3.00 2.80 o o ° o ° ° ° o 0.05-0.20 | 0.03-0.20 I_
CCGW 060208S 6.40 6.35 2.38 0.80 3.00 2.80 [ . o L] [ [ [ o 0.05-0.20 | 0.03-0.20

CCGW 090304S 9.70 9.52 3.18 0.40 4.00 4.40 o o [ ° ° ° ° o 0.05-0.20 | 0.03-0.20 Z

CCGW 090308S 9.70 9.52 3.18 0.80 4.00 4.40 ° ° ° ° ° ° . ° 0.05-0.20 | 0.03-0.20 m
CCGW 09T302S 9.70 9.52 3.97 0.20 4.00 4.40 . ° . ° ° ° . e | 005-0.20 | 0.03-0.20

CCGW 09T304S 9.70 9.52 3.97 0.40 4.00 4.40 o o o o o o o o 0.05-0.20 | 0.03-0.20 U
CCGW 09T308S 9.70 9.52 3.97 0.80 4.00 4.40 o o o [ o o o o 0.05-0.20 | 0.03-0.20
CCGW 120402S 12.90 12.70 4.76 0.20 4.00 5.50 o o ° o ° o ° o 0.05-0.20 | 0.03-0.20
CCGW 120404S 12.90 12.70 476 0.40 4.00 5.50 [ . . . . . [ ° 0.05-0.20 | 0.03-0.20
CCGW 120408S 12.90 12.70 476 0.80 4.00 5.50 [ . o . o [ ° o 0.05-0.20 | 0.03-0.20
CCGW 120412S 12.90 12.70 4.76 1.20 4.00 5.50 ° ° ° ° ° ° o o 0.05-0.20 | 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SCLCR/L (284) s AVC-SCLCR/L (285) o C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) » IHCR (286)
o IHRF (286) ¢ IHRF-BW (287)  IHSR (288) » IHSR-BW (289) » NQCH-SCACR/L-S-JHP (244) « PCLCR/L-S (235) » PCLCR/L-S-JHP (236)
o PCLCR/L-S-JHP-MC (236) * SCACR/L-S (242) » SCLCR-PAD (243) » SCLCR/L (243) » SCLCR/L-PAD-JHP (243)

lsun@l.mf
RE

CCGW R/L-L (CBN) P g S
Positive 80° Rhombic Inserts ’ T
fi c o

with Full-Edge CBN Tips (Right
or Left Hand) for Hardened
Steels and Cast Iron

\hor ~ls il
. . Recommended
Dimensions Hard <— Tough Machining Data
o % T % = <:'c> n <:i:> ap f
| 8| 2 2| K| K| 8|8
Designation L IC S RE D1 o o o o o o o o (mm) (mm/rev)
CCGW 060202S L-L 6.40 6.35 2.38 0.20 2.80 . . . ° . ° ° . 0.05-020 | 0.08-0.20
CCGW 060202S R-L 6.40 6.35 2.38 0.20 2.80 . . . ° . ° . . 0.05-0.20 | 0.03-0.20
CCGW 060204S L-L 6.40 6.35 2.38 0.40 2.80 . . . ° . ° ° . 0.05-020 | 0.08-0.20
CCGW 060204S R-L 6.40 6.35 2.38 0.40 2.80 o o o [ o o o o 0.05-0.20 0.03-0.20
CCGW 09T302S L-L 9.70 9.52 3.97 0.20 4.40 . ° ° . ° . 0.05-0.30 | 0.05-0.25
CCGW 09T302S R-L 9.70 9.52 3.97 0.20 4.40 ° ° . ° ° . 0.05-0.30 | 0.05-0.25
CCGW 09T304S L-L 9.70 9.52 397 0.40 4.40 . ° . . ° . 0.05-0.30 | 0.05-0.25
CCGW 09T304S R-L 9.70 9.52 3.97 0.40 4.40 . ° . ° . . 0.05-0.30 | 0.05-0.25
CCGW 09T308S L-L 9.70 9.52 3.97 0.80 4.40 ° o ° ° ° ° 0.05-0.30 0.05-0.25
CCGW 09T308S R-L 9.70 9.52 3.97 0.80 4.40 o o o o o o 0.05-0.30 0.05-0.25
CCGW 120404S L-L 12.90 12.70 4.76 0.40 5.50 . ° ° ° ° . 0.05-0.30 | 0.05-0.25
CCGW 120404S R-L 12.90 12.70 4.76 0.40 5.50 ° ° . ° ° . 0.05-0.30 | 0.05-0.25
CCGW 120408S L-L 12.90 12.70 476 0.80 5.50 o [ o o o o 0.05-0.30 0.05-0.25
CCGW 120408S R-L 12.90 12.70 4.76 0.80 5.50 o [ [ [ [ o 0.05-0.30 0.05-0.25

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SCLCR/L (284) ¢ AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) ¢ IHCR (286)

¢ |HRF (286) ® IHRF-BW (287) ® IHRF-CH (287) ¢ IHSR (288) ® IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244)  PCLCR/L-S (235) ¢ PCLCR/L-S-JHP (236)
e PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)

Member IMC Group




CCGW W (CBN)
Positive 80° Rhombic Inserts

with a CBN Top Corner Tip
and Wiper for Hardened
Steels and Cast Iron

. . Recommended
Dimensions Hard Tough Machining Data
&) [} (&) (&)
I I I I pu I X I f
g|8|2|=2|8 | 8|8 |3 %
Designation L IC S RE LE D1 m m m o o m m m (mm) | (mm/rev)
CCGW 09T302S W 9.70 9.52 3.97 0.20 4.00 4.40 o L] o [ . o . o 0.05-0.20 | 0.03-0.20
CCGW 09T304S W 9.70 9.52 3.97 0.40 4.00 4.40 o o ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
CCGW 09T308S W 9.70 9.52 3.97 0.80 4.00 4.40 o o ° [ ° ° ° o 0.05-0.20 | 0.03-0.20

® For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SCLCR/L (284) ® AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) * IHCR (286)

¢ |HRF (286) * IHRF-BW (287) * IHSR (288) ¢ IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
* PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)
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lsun@u.ms B
CCGW MT (CBN)
Positive 80° Rhombic Inserts o
with a Single CBN Mini Tip : /} Dl
Flat Rake Angle for Hardened } ‘
Steel and Cast Iron f\i
Dimensions Hard «<— Tough Iclgzmir:;ngaet:
[} [} &) &)
5| 5| 5|5 |s5|5|3|3 3 f
o o - - N N @ @
Designation L IC S RE LE D1 D | o | @ | o |m|@®| o | @ (mm) | (mm/rev)
CCGW 060202S-MT 6.40 6.35 2.38 0.20 2.70 2.80 ° . ° ° . ° . ® | 005020 | 0.03-0.20
CCGW 060204S-MT 6.40 6.35 2.38 0.40 2.70 2.80 ° . . ° . ° ° e | 005020 | 0.03-020
CCGW 09T302S-MT 9.70 9.52 3.97 0.20 2.70 4.40 ° ° ° ° ° ° . ® | 005020 | 0.03-0.20
CCGW 09T304S-MT 9.70 9.52 397 0.40 2.70 4.40 ° . . ° . ° ° ® | 0.05-0.20 | 0.03-0.20
CCGW 09T308S-MT 9.70 9.52 3.97 0.80 2.70 4.40 ° ° ° ° . ° . ® | 0.05-0.20 | 0.03-0.20
CCGW 120402S-MT 12.90 12,70 4.76 0.20 2.70 5.50 ° . ° ° . ° ° ® | 005020 | 0.03-0.20
CCGW 120404S-MT 12.90 12.70 4.76 0.40 2.70 5.50 ° . ° ° . ° . ® | 005020 | 0.03-0.20
CCGW 120408S-MT 12.90 12.70 476 0.80 2.70 5.50 ° ° ° o ° ° . ° 0.05-0.20 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SCLCR/L (284)  AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) * IHCR (286)

¢ |HRF (286)  IHRF-BW (287) * IHSR (288) ¢ IHSR-BW (289) ¢ NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
® PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
8 Heavy interrupted y Y N A A
& | Light interrupted V U N * L
O . P | P |
Continuous

ISCAR




CCGW 2MT (CBN)
Positive 80° Rhombic Inserts
with 2 CBN Mini Tips and
Flat Rake Angle for Hardened
Steel and Cast Iron

. . Recommended
Dimensions Hard <— Tough Machining Data
o % o <:i:> o % = o <:i:> ap f
g 8|22 28 |8|83|8
Designation L IC S RE LE D1 D | m | m | @™ |m | m| @@ (mm) | (mm/rev)
CCGW 060202S-2MT 6.40 6.35 2.38 0.20 2.70 2.80 o [ o o o [ o e | 0.05-0.20 | 0.03-0.20
CCGW 060204S-2MT 6.40 6.35 2.38 0.40 2.70 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
CCGW 09T304S-2MT 9.70 9.52 3.97 0.40 2.70 4.40 . ° ° . . ° ° ® | 0.05-0.20 | 0.03-0.20
CCGW 09T308S-2MT 9.70 9.52 3.97 0.80 2.70 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
CCGW 120404S-2MT 12.90 12.70 476 0.40 2.70 5.50 o o ° o ° ° ° ® | 0.05-0.20 | 0.03-0.20
CCGW 120408S-2MT 12.90 12.70 4.76 0.80 2.70 5.50 o o [} ° ° ° [} o 0.05-0.20 | 0.03-0.20
e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/E/S-SCLCR/L (284) ® AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) * IHCR (286)
o IHRF (286) * IHRF-BW (287) ¢ IHSR (288) ® IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) e PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
e PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) » SCLCR-PAD (243) » SCLCR/L (243)  SCLCR/L-PAD-JHP (243)
lsun@u.ms —
CCGW W-MT (CBN) =8 )
Positive 80° Rhombic Inserts
with a Single CBN Wiper, Mini
Tip and Flat Rake Angle for
Hardened Steel and Cast Iron
Dimensions Hard «<— Tough Iclgzmir:;ngaet:
o ) () ()
5|5 |5 | 5|55 |33 3 f
Designation L Ic S RE LE D1 S| 8| 5|5 |a|a|a| 8| mm |mmrey
CCGW 0602028 W-MT 6.40 6.35 2.38 0.20 2.70 2.80 o o ° ° ° ° ° () 0.05-0.20 | 0.03-0.20
CCGW 060204S W-MT 6.40 6.35 2.38 0.40 2.70 2.80 o o o ° ° ° ° o 0.05-0.20 | 0.03-0.20
CCGW 09T304S W-MT 9.70 9.52 3.97 0.40 2.70 4.40 o [} ° o ° ° ° o 0.05-0.20 | 0.03-0.20
CCGW 09T308S W-MT 9.70 9.52 3.97 0.80 2.70 4.40 o o ° ° ° ° o o 0.05-0.20 | 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/E/S-SCLCR/L (284) ¢ AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) ¢ E-SCLCR/L-HEAD (285) * IHCR (286)
¢ IHRF (286)  IHRF-BW (287) ® IHSR (288) ® IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) » PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
e PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) » SCLCR-PAD (243) » SCLCR/L (243)  SCLCR/L-PAD-JHP (243)
lscm@l.nns
CCGW 2MT MM iy
(CBN) =
Positive 80° Rhombic Inserts L
with 2 MM Chipbreaking D1 EHI
CBN Mini Tips for Hardened T
Steel and Cast Iron 7 e
. . Recommended
Dimensions Hard <— Tough Machining Data
o % = o % T % = o §:> ap f
S| 8|2 |2 88|88
Designation L IC S RE LE D1 o ) o o o o o ) (mm) [ (mm/rev)
CCGW 09T304S-2MT MM [RCN() 9.52 397 0.40 2.70 4.40 ° . . . . ° . ® |0.050.35] 0.04-0.25
9.70 9.52 3.97 0.80 2.70 440 | o | o | o | o | o | @ | o | e |005040]0050.25
e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/E/S-SCLCR/L (284) » AVC-SCLCR/L (285) » C#-SCLCR/L-JHP (244) » E-SCLCR/L-HEAD (285) * IHCR (286)
o IHRF (286)  IHRF-BW (287) ® IHSR (288) ® IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) » PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
e PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) » SCLCR-PAD (243) » SCLCR/L (243)  SCLCR/L-PAD-JHP (243)
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7)) mud@mw
w»  CPGW (CBN) i
@'« | Positive 80° Rhombic Inserts '
LLI with CBN Top Corner Tip for D1
U) Hardened Steel and Cast Iron [} £
Z 11 <
. . Recommended
(ZD Dimensions Hard <— Tough Machining Data
Z o o [$) o
oY S| 8|5 2|8 (&8|8|8)| > ‘
Designation L IC S RE LE D1 o =) o o o o ) ) (mm) | (mm/rev)
:) CPGW 05T102S 5.60 5.56 1.98 0.20 3.00 2.50 [ . o . [ o ° o 0.05-0.20 | 0.03-0.20
I— CPGW 05T104S 5.60 5.56 1.98 0.40 3.00 2.50 o o ° o ° ° ° o 0.05-0.20 | 0.03-0.20
CPGW 060202S 6.40 6.35 2.38 0.20 3.00 2.80 [ . o L] [ [ [ o 0.05-0.20 | 0.03-0.20
Z CPGW 060204S 6.40 6.35 2.38 0.40 3.00 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
m CPGW 09T304S 9.70 9.52 3.97 0.40 4.00 4.40 ° ° ° ° ° ° . ° 0.05-0.20 | 0.03-0.20
CPGW 09T308S 9.70 9.52 3.97 0.80 4.00 4.40 ° . o . [ . [ ° 0.05-0.20 | 0.03-0.20
U CPGW 090304S 9.70 9.52 3.18 0.40 4.00 4.40 [ ° o . ° [ . o 0.05-0.20 | 0.03-0.20
CPGW 090308S 9.70 9.52 3.18 0.80 4.00 4.40 [ [ o . o . o o 0.05-0.20 | 0.03-0.20
CPGW 120404S 12.90 12.70 4.76 0.40 4.00 5.50 o o ° o ° o o o 0.05-0.20 | 0.03-0.20
CPGW 120408S 12.90 12.70 476 0.80 4.00 5.50 o o ° [} ° ° ° o 0.05-0.20 | 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136
wmd@mw
- S
CPGW R/L-L (CBN) |
Positive 80° Rhombic Inserts —
with Full-Edge CBN Tip (Right D1
or Left Hand) for Hardened LL
Steel and Cast Iron 11'\—
] . Recommended
Dimensions Hard «<— Tough Machining Data
o o o
5| 5|5 | 5|53 3 f
Designation L IC S RE D1 AR ERAERE (mm) (mm/rev)
CPGW 060202S L-L 6.40 6.35 2.38 0.20 2.80 () ° ° ° ° o 0.05-0.30 0.05-0.25
CPGW 060202S R-L 6.40 6.35 2.38 0.20 2.80 o . . . L] ° 0.05-0.30 0.05-0.25
CPGW 060204S L-L 6.40 6.35 2.38 0.40 2.80 () ° ° ° ° o 0.05-0.30 0.05-0.25
CPGW 060204S R-L 6.40 6.35 2.38 0.40 2.80 ° . ° ° ° ° 0.05-0.30 0.05-0.25
CPGW 09T302S L-L 9.70 9.52 3.97 0.20 4.40 ° ° ° ° . o 0.05-0.30 0.05-0.25
CPGW 09T302S R-L 9.70 9.52 3.97 0.20 4.40 o ° ° ° ° o 0.05-0.30 0.05-0.25
CPGW 09T304S L-L 9.70 9.52 397 0.40 4.40 (] ° . . . . 0.05-0.30 0.05-0.25
CPGW 09T304S R-L 9.70 9.52 3.97 0.40 4.40 o [ o o o o 0.056-0.30 0.05-0.25
CPGW 120404S L-L 12.90 12.70 4.76 0.40 5.50 () ° o ° ° o 0.05-0.30 0.05-0.25
CPGW 120404S R-L 12.90 12.70 476 0.40 5.50 o . o . [ o 0.05-0.30 0.05-0.25
CPGW 120408S L-L 12.90 12.70 476 0.80 5.50 () ° ° ° ° o 0.05-0.30 0.05-0.25
CPGW 120408S R-L 12.90 12.70 476 0.80 5.50 [ [ [ [ [ [ 0.05-0.30 0.05-0.25

® For user guide and cutting speed recommendations, see pages 116-136

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




lsun@lms Sy

CNGA (CBN)

Negative 80° Rhombic Inserts L]

with Negative Relief Angles and D1 S

Single CBN Tip for Finishing [}

Hardened Steel and Cast Iron

Dimensions Hard <— Tough azzﬂmir\r:gng:ti
o o (&) (&)
I I pu I I I I X f
g | 8|2 |2 |8 |8|8|8 %

Designation L IC S RE LE D1 o o o m m o o o (mm) | (mm/rev)
CNGA 120401S 12.90 12.70 476 0.10 4.00 5.50 [ [ ° o . ° [ . 0.05-0.20 | 0.03-0.20
CNGA 120402S 12.90 12.70 476 0.20 4.00 5.50 o o [} ° o ° ° o 0.05-0.20 | 0.03-0.20
CNGA 120403S 12.90 12.70 476 0.30 4.00 5.50 [ [ [ [ . o . [ 0.05-0.20 | 0.03-0.20
CNGA 120406S 12.90 12.70 4.76 0.60 4.00 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
CNGA 120404S 12.90 12.70 4.76 0.40 4.00 5.50 o o ° [ o o o o 0.05-0.20 | 0.03-0.20
CNGA 120410S mPAci] 12.70 4.76 1.00 4.00 5.50 ° ° ° . ° ° ° e | 005020 | 003-0.20
CNGA 120408S 12.90 12.70 4.76 0.80 4.00 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
CNGA 1204128 12.90 12.70 476 1.20 4.00 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
CNGA 120416S 12.90 12.70 4.76 1.60 4.00 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PCLNR/L (282) ® A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) ¢ C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242) « DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
¢ HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ¢ PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

lsan@uu'
=
CNGA MT (CBN) I
Negative 80° Rhombic Inserts 1
with a Single CBN Mini Tip for D1
Hardened Steel and Cast Iron 'y
; . Recommended
Dimensions Hard <— Tough Machining Data
(&) (&) (&) (&)
a5 o5 an a5 an a5 o5 =) f
S| 8|2 |2|8&8 | 8|38 |3 %
Designation L IC S RE LE D1 o o o o o o o o (mm) | (mm/rev)
CNGA 120402S-MT RPA) 12.70 4.76 0.20 2.70 5.50 . . . ° ° . ° ® | 005020 | 0.03-0.20
CNGA 120408S-MT gEmPA} 12.70 476 0.80 2.70 5.50 ° . [ . L] o L] o 0.05-0.20 | 0.03-0.20
CNGA 120412S-MT RPAN) 12.70 4.76 1.20 2.70 5.50 . ° . ° o . ° ® | 0.05-0.20 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PCLNR/L (282)  A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) e C#-PCLNR/L-12-JHP (241) e C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242) « DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
* HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) » S-DCLNR/L (282) ®* S-MULNR-MW (297)

lsan@l.nns
CNGA 2MT (CBN) sl
Negative 80° Rhombic Inserts i
with 2 CBN Mini Tips and D1
Flat Rake Angle for Hardened 1y
Steel and Cast Iron
' . Recommended
Dimensions Hard <— Tough Machining Data
| 2z|8|z|8|=z|8
| 8|2|2 /8| 8|8 |8| * f
Designation L IC S RE LE D1 0 (o ]|@o | m|)m (o] o] (mm) | (mm/rev)
CNGA 120402S-2MT JPAD) 12.70 4.76 0.20 2.70 5.50 . . . . ° . . e | 005020 | 0.03-0.20
CNGA 120404S-2MT gaPAs] 12.70 4.76 0.40 2.70 5.50 . . ° . ° ° ° e | 005020 | 0.03-0.20
CNGA 120408S-2MT 12.90 12.70 4.76 0.80 2.70 5.50 o o ° ° ° ° [ o 0.05-0.20 | 0.03-0.20
e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/S-PCLNR/L (282)  A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241)  C#-PCLNR/L-X (241)
o C#-PCLNR/L-X-JHP (242) » DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
o HSK AB3WH-MUMNN-MW (269) ® MULNR/L-12MW (267) » PCLNR/L (237) ® PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)
o PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) * S-MULNR-MW (297)
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wn wmd@mm
S 3
w9 CNGA 4MT (CBN) 5
@4 Negative 80° Rhombic Inserts 1
LLI with 4 CBN Mini Tips and D D1
U) Flat Rake Angle for Hardened Vi T
Z Steel and Cast Iron
. . Recommended
(ZD Dimensions Hard <— Tough Machining Data
Z o o o o
I I I I a0 I 25 X
0 7o} 0 ) re] ] =3 [=3 ap f
Y —— 2 |2 |z |z | g & oo
Designation L IC S RE LE D1 o m m o m o m m (mm) | (mm/rev)
:) CNGA 120404S-4MT JEmPA} 12.70 4.76 0.40 2.70 5.50 . . ° (] ° . . ® | 0.05-0.20 | 0.03-0.20
I— CNGA 120408S-4MT 12.90 12.70 476 0.80 2.70 5.50 [} ° [} ° ° ° ° o 0.05-0.20 | 0.03-0.20
CNGA 120412S-4MT 12.90 12.70 4.76 1.20 2.70 5.50 [} o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
Z e For user guide and cutting speed recommendations, see pages 116-136
m For tools, see pages: A/S-PCLNR/L (282) e A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241)  C#-PCLNR/L-X (241)
o C#-PCLNR/L-X-JHP (242) » DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK AB3WH-MULNR/L-MW (268)
U o HSK A3WH-MUMNN-MW (269) ® MULNR/L-12MW (267) » PCLNR/L (237) ® PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

ISGA@]JNE

CNGA W-MT (CBN)
Negative 80° Rhombic Inserts
with a Single CBN Wiper

with a Mini Tip for Hardened
Steel and Cast Iron

. . Recommended
Dimensions Hard <— Tough Machining Data
o o o &)
T o o b n T n o ap f
g1 8| 2|2 8|8 (8|8
Designation L IC S RE LE D1 @ o @ @ m o m o (mm) | (mm/rev)
CNGA 120404S W-MT JERPA) 12.70 476 0.40 2.70 5.50 o o ° ° ° ° ° ® | 0.05-0.20 | 0.03-0.20
CNGA 120408S W-MT gPXl) 12.70 4.76 0.80 2.70 5.50 o o ° [} ° ° [} ® | 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PCLNR/L (282) ¢ A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) o C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242)  DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
* HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

lSGAl@JNE
CNGA W-2MT (CBN) Sl
Negative 80° Rhombic Inserts v
with 2 CBN Wiper and Mini Tip D1
for Hardened Steel and Cast Iron
| . Recommended
Dimensions Hard < Tough Machining Data
(&) (&) (&) (&)
I I I I I I I I f
g818|2|2/8(&8|8|8|
Designation L IC S RE LE D1 m o m m m m o m (mm) | (mm/rev)
CNGA 120408S W-2MT RPA) 12.70 476 0.80 2.70 5.50 o [ [ [ [ o [ ® | 0.05-0.20 | 0.03-0.20

® For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PCLNR/L (282) ¢ A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) e C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242) « DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK AB3WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
o HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ¢ PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

¢ PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

Material -
Hard Materials Cast Iron
Grade BIO5H BIOSHC BI15H BI15HC BI25H BI25HC BI30H BI3OHC BI3OH BI30K BI30KC
@ Heavy interrupted y X y X ‘ ‘
o Light interrupted y N y N f |
) ] o o
Continuous

ISCAR




«;

CNGA 2MT MM (CBN)
Negative 80° Rhombic Inserts
with 2 MM Chipbreaking
CBN Mini Tips for Hardened
Steel and Cast Iron

’ . Recommended
Dimensions Hard <— Tough Machining Data
o o o o
I I I I I I X I
7o} [T+) 77} o ] e} o =3 ap f
S | S | == | Q| 9| @ |2
Designation IC S RE LE D1 o o 0o m o o o 0o (mm) | (mm/rev)
12.70 4.76 0.40 2.70 5.50 o o [ o o o o ® [0.05-040 | 0.05-0.25
CNGA 120408S-2MT MM d 12.70 4.76 0.80 2.70 5.50 o o ° ° ° ° ° ® | 0.05-0.40 | 0.05-0.25
CNGA 120412S-2MT MM . 12.70 4.76 1.20 2.70 5.50 o [} ° ° ° ° ° ® | 0.05-0.30 | 0.03-0.25

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PCLNR/L (282) ® A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) ¢ C#-PCLNR/L-X (241)

e C#-PCLNR/L-X-JHP (242) « DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
o HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ¢ PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

lsan@l.ns
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CNGA 4MT MM (CBN)
Negative 80° Rhombic Inserts
with 4 MM Chipbreaking
CBN Mini Tips for Hardened
Steel and Cast Iron

] . Recommended
Dimensions Tough «<— Hard Machining Data
(&) (&) &) [}
X X I pu I p x X f
g8 2|2|8|8|8|8| *
Designation L IC S RE LE D1 | & || @@ | ) ) E ] (mm) | (mm/rev)
(of '[e7. W PLELERT IR TR 12.90 12.70 4.76 0.40 2.70 5.50 o o o ° ° ° ° ® | 0.05-0.40 | 0.05-0.25
CNGA 120408S-4MT MM [mPAc] 12.70 4.76 0.80 2.70 5.50 ° . . . . . . ® (005040 | 0.05-0.25
CNGA 120412S-4MT MM [RPA) 12.70 4.76 1.20 2.70 5.50 ° ° . ° . ° ° ® | 0.05-0.40 | 0.05-0.25

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PCLNR/L (282)  A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) e C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242)  DCLNR/L (234) ®* DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
* HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) » S-DCLNR/L (282) ®* S-MULNR-MW (297)

lsan@uvs

CNGN S (CBN)

Negative 80° Rhombic Solid
CBN Inserts for High-Feed
High-Depth Roughing & High-
Speed Finishing of Cast Iron

Dimensions Tough «<— Hard Recommended Machining Data
x % ap f
Designation L Ic S RE = = (mm) (mm/rev)
CNGN 090304S-S 9.70 9.52 3.18 0.40 [ o 0.05-5.00 0.05-0.50
CNGN 090308S-S 9.70 9.52 3.18 0.80 o ° 0.05-5.00 0.056-0.50
CNGN 090312S-S 9.70 9.52 3.18 1.20 o o 0.05-5.00 0.05-0.50
CNGN 120408S-S 12.90 12.70 4.76 0.80 . . 0.05-5.00 0.05-0.50
CNGN 120412S-S 12.90 12.70 4.76 1.20 o ° 0.05-5.00 0.05-0.50
CNGN 120416S-S 12.90 12.70 4.76 1.60 o ° 0.05-5.00 0.05-0.50
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CCBNR/L-F/X (71) ® CCKNR/L-F/X (71) ® CCLNR/L-F/X (72) ® S-CCLNR/L-F/X (78)




)| tscan@ume s T B [
s DCGW (CBN 3 ro o258
@'« Positive 5(5° Rhczmbic Inserts v i ‘ai E —
MW with CBN Top Corner Tip for a D:i
U) Hardened Steel and Cast Iron . i
Z Ly
! . Recommended
(ZD Dimensions Hard <— Tough Machining Data
Z o % T :le> T &:> o <:i:> ap f
a'd L S|l8|2 2|8 | 8|3 |83
Designation L IC S RE LE D1 o =) o o o o ) ) (mm) | (mm/rev)
:) DCGW 070202S 7.75 6.35 2.38 0.20 3.00 2.80 o o o o o o o o 0.05-0.20 | 0.03-0.20
I— DCGW 070204S 7.75 6.35 2.38 0.40 3.00 2.80 o ° ° o ° ° ° o 0.05-0.20 | 0.03-0.20
DCGW 070208S 7.75 6.35 2.38 0.80 3.00 2.80 o o o o o o o o 0.05-0.20 | 0.03-0.20
Z DCGW 11T302S 11.60 9.52 3.97 0.20 4.00 4.40 o ° [ ° ° ° ° o 0.05-0.20 | 0.03-0.20
m DCGW 11T304S 11.60 9.52 3.97 0.40 4.00 4.40 ° ° ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
DCGW 11T308S 11.60 9.52 3.97 0.80 4.00 4.40 o o o [ o o o o 0.05-0.20 | 0.03-0.20
U DCGW 150404S 15.50 12.70 4.76 0.40 4.00 5.50 . ° . ° . . ° e | 0.05-0.20 | 0.03-0.20
DCGW 150408S 15.50 12.70 4.76 0.80 4,00 5.50 o [ ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

® For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SDUCR/L (292) ® AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) ¢ C#-SDJCR-JHP (253) e C#-SDJCR/L (252)

o C#-SDNCN (253) » E-SDUCR/L-HEAD (292)  NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ¢ PDACR/L-S (247) ® PDACR/L-S-JHP (247)
¢ PDACR/L-S-JHP-MC (248) ® SDACR/L-S (250) * SDHCR/L-S (250) ® SDJCR-PAD (251) ¢ SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) ¢ SDNCN (251)

® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

mmd@mw S - :
L Y e
DCGW MT (CBN) g TR
Positive 55° Rhombic Inserts L - 2%
with a Single CBN Mini Tip for o1_|F] A
Hardened Steel and Cast Iron f
e A
i
' . Recommended
Dimensions Hard Tough Machining Data
&} (&} ) (&)
X I I I I I 25 29 f
[Te) [T+) [T7) 77 Ire] T S S ap
S |9 | == |9 |92 | 2
Designation L IC S RE LE D1 m | o |0 | M| m m|@mo|fmMm (mm) | (mm/rev)
DCGW 070202S-MT 7.75 6.35 2.38 0.20 2.70 2.80 (] (] (] (] . . . e | 0.05-0.20 | 0.03-0.20
DCGW 070204S-MT 7.75 6.35 2.38 0.40 2.70 2.80 o ° ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
DCGW 11T302S-MT 11.60 9.52 397 0.20 2.70 4.40 ° ° ° . . . . ® | 005020 | 0.03-0.20
DCGW 11T304S-MT 11.60 9.52 3.97 0.40 2.70 4.40 o [ [} ° ° ° ° o 0.05-0.20 | 0.03-0.20
DCGW 11T308S-MT 11.60 9.52 3.97 0.80 2.70 4.40 o ° ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) ¢ C#-SDJCR-JHP (253) ¢ C#-SDJCR/L (252)

e C#-SDNCN (253) ® E-SDUCR/L-HEAD (292) ® NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ® PDACR/L-S (247) ® PDACR/L-S-JHP (247)
¢ PDACR/L-S-JHP-MC (248) ® SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR-PAD (251) ¢ SDJCR/L (250) ® SDJCR/L-PAD-JHP (251)  SDNCN (251)

* Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




~{Sp- 20 [0
DCGW 2MT (CBN) %
Positive 55° Rhombic Inserts ¥ -
with 2 CBN Mini Tips for a D1 EEH
Hardened Steel and Cast Iron o
aar
Iy
Dimensions Hard «<— Tough azzﬂmmgng:g
o o [} )
T o o x o I = o = ap f
S| 8| 2|28 |8&8|8|83
Designation L IC S RE LE D1 D | D |0 | @ | @ |om|md| o (mm) | (mm/rev)
DCGW 070202S-2MT 7.75 6.35 2.38 0.20 2.70 2.80 (] (] (] (] o . . ® | 0.05-0.20 | 0.03-0.20
DCGW 070204S-2MT 7.75 6.35 2.38 0.40 2.70 2.80 o ° [} [} ° ° ° o 0.05-0.20 | 0.03-0.20
DCGW 070208S-2MT 7.75 6.35 2.38 0.80 2.70 2.80 o o o o o o o ® | 0.05-0.20 | 0.03-0.20
DCGW 11T302S-2MT 11.60 9.52 3.97 0.20 2.70 4.40 o [ [} ° ° ° ° o 0.05-0.20 | 0.03-0.20
DCGW 11T304S-2MT 11.60 9.52 397 0.40 2.70 4.40 . . . . . . . ® | 005020 [ 0.03-0.20
DCGW 11T308S-2MT 11.60 9.62 3.97 0.80 2.70 4.40 ° [ [} [} ° ° ° [} 0.05-0.20 | 0.03-0.20

® For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) o C#-SDJCR-JHP (253) e C#-SDJCR/L (252)

e C#-SDNCN (253) ® E-SDUCR/L-HEAD (292)  NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ¢ PDACR/L-S (247) ® PDACR/L-S-JHP (247)
* PDACR/L-S-JHP-MC (248) ® SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR-PAD (251) e SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) ¢ SDNCN (251)

® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

ISGAI@IJNE

277 60"
*‘ S ’f 5 MAX Max| [
DCGW W-MT (CBN) R B\
Positive 55° Rhombic Inserts with v e
a Single CBN Mini Tip and Wiper b1 -\“
for Hardened Steel and Cast Iron i
-
i
Dimensions Hard «<— Tough azgzmm;ng:t:
&) o (&) (&)
n o b o m o n b ap f
S|8| 2|28 &8 |8
Designation L IC S RE LE D1 D | o | o |@d|@| o | o | @ (mm) | (mm/rev)
DCGW 11T304S W-MT ERAK:D) 9.52 3.97 0.40 2.70 4.40 o o ° ° ° ° ° ® | 0.05-0.20 | 0.03-0.20
DCGW 11T308S W-MT [RK:l] 9.52 3.97 0.80 2.70 4.40 ° o ° ° ° ° o ® | 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) e C#-SDJCR-JHP (253) * C#-SDJCR/L (252)

o C#-SDNCN (253) ® NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ¢ PDACR/L-S (247) ¢ PDACR/L-S-JHP (247)  PDACR/L-S-JHP-MC (248)
e SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR/L (250) ®* SDJCR/L-PAD-JHP (251) ® SDNCN (251) ® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

lscAMi 3}].!"5 ~sq el
iy
DCGW W-2MT (CBN) % TR
Positive 55° Rhombic Inserts with v B 2o
2 CBN Mini Tips and Wiper for IC D1 -ij
Hardened Steel and Cast Iron 1
rild
Ly
; . Recommended
Dimensions Hard «<— Tough Machining Data
(&) &) ) &)
n I o o o e x x ap f
|8 2|28 |8|8|8
Designation L IC S RE LE D1 D | o |o|@®|@m|@o|@|@ (mm) | (mm/rev)
DCGW 11T304S W-2MT ERRAK:D) 9.52 3.97 0.40 2.70 4.40 [} o o o ° ° o o 0.05-0.20 | 0.03-0.20
DCGW 11T308S W-2MT JRAK:l) 9.52 3.97 0.80 2.70 4.40 [ o [ [ [ [ o ® | 0.05-0.20 | 0.03-0.20
® For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/E/S-SDUCR/L (292) » AVC-SDUCRY/L (293) ¢ AVC-SDUCR/L-VH (293) ¢ C#-SDJCR-JHP (253) ® C#-SDJCR/L (252)
e C#-SDNCN (253) » NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) » PDACR/L-S (247) » PDACR/L-S-JHP (247) ® PDACR/L-S-JHP-MC (248)
e SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) ® SDNCN (251) e Y-SDJCR-S (252) ¢ Y-SDJCR-S-JHP (252)
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DCGW 2MT MM (CBN) % N
Positive 55° Rhombic Inserts ¥ ~
with 2 MM Chipbreaking D% r
CBN Mini Tips for Hardened f\A
>
Steel and Cast Iron o
. . Recommended
Dimensions Hard Tough Machining Data
(&) &) &) (&)
o o o o T I x = ap f
S| 8|2 2|88 |8
Designation L IC S RE LE D1 o o o o o o ) ) (mm) [ (mm/rev)
DCGW 11T304S-2MT MM kR0 9.52 397 0.40 2.70 4.40 . (] . (] . (] (] ® [0.05-040 | 0.05-0.25
DCGW 11T308S-2MT MM ALK 9.52 3.97 0.80 2.70 4.40 o ° ° ° ° ° ° ® | 0.05-0.40 | 0.05-0.25

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) e C#-SDJCR-JHP (253) ¢ C#-SDJCR/L (252)

e C#-SDNCN (253) ® NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254)  PDACR/L-S (247) ® PDACR/L-S-JHP (247) ¢ PDACR/L-S-JHP-MC (248)
e SDACRY/L-S (250) ® SDHCR/L-S (250) ® SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) ¢ SDNCN (251) ® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

/3
-8~ I i
o o Nl
Positive 55° Rhombic Inserts with v |
Single CBN Top Corner Tip for a D
Hardened Steel and Cast Iron o
11 i
55°
Dimensions Hard <— Tough I\Fl{lgztl)m?;ir:;ngaeti
o o o o
T|E|5| 5|5 |5|5|5| = f
Designation L IC S RE LE D1 2| 2|5 |a|a|a|a|&a]| mm |(mme
DPGW 070202S 7.75 6.35 2.38 0.20 3.00 2.80 o ° ° ° . ° ° o 0.05-0.20 | 0.03-0.20
DPGW 070204S 7.75 6.35 2.38 0.40 3.00 2.80 [ . o . [ . [ o 0.05-0.20 | 0.03-0.20
DPGW 070208S 7.75 6.35 2.38 0.80 3.00 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
DPGW 11T302S 11.60 9.52 3.97 0.20 4.00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
DPGW 11T304S 11.60 9.52 397 0.40 4.00 4.40 o ° ° . ° ° ° o 0.05-0.20 | 0.03-0.20
DPGW 11T308S 11.60 9.52 3.97 0.80 4.00 4.40 [ [ [ [ [ [ [ [ 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
@ Heavy interrupted y G _‘ ‘
& | Light interrupted V U N f L
O . y N y N
Continuous

ISCAR



-5 s [l = )
DNGA (CBN) & 'R —
Negative 55° Rhombic Inserts = Y
& Negative Relief Angle with ' o LU
Single CBN Tip for Finishing ! N
Hardened Steel and Cast Iron Z
Dimensions Hard <— Tough agzﬁmmg"g;‘i (20
z|2|5|3|5|2|5|8] = | f p
S S| S |=|=|g |8 |2 |3 Y
Designation L IC S RE LE D1 o =) o o o o ) ) (mm) | (mm/rev)
DNGA 150404S 15.50 12.70 4.76 0.40 4.00 5.50 o o o o o o o o 0.05-0.20 | 0.03-0.20 :)
DNGA 150408S 15.50 12.70 476 0.80 4.00 5.50 o o ° o ° ° ° o 0.05-0.20 | 0.03-0.20 I_
DNGA 150412S 16.50 12.70 476 1.20 4.00 5.50 . . . . o . (] e [ 005020 | 0.030.20
DNGA 150604S 15.50 12.70 6.35 0.40 4.00 5.50 o o [ ° ° ° ° o 0.05-0.20 | 0.03-0.20 Z
DNGA 150608S 15.50 12.70 6.35 0.80 4.00 5.50 o o o [ o o o o 0.05-0.20 | 0.03-0.20 m
DNGA 150612S 15.50 12.70 6.35 1.20 4.00 5.50 o o ° [} ° ° [} o 0.05-0.20 | 0.03-0.20
e For user guide and cutting speed recommendations, see pages 116-136 U

For tools, see pages: A/S-PDUNR/L (291) ¢ AVC-DDUNR/L (290)  AVC-DDUNR/L-VH (291) » C#-DDJNR/L (246) » C#-PDJNR/L-JHP (249)
o DDJNR/L (245) » DDINR/L-JHP-MC (245) » HSK AB3WH-DDJNR/L (246) » HSK A63WH-DDNNN (246) ¢ PDJNR/L (248) ¢ PDJNR/L-JHP (249)
« S-DDUNR/L (290)

ISCAI@IJNE
-5 o
DNGA MT (CBN) V’% aealk i
Negative 55° Rhombic Inserts |
with a Single CBN Mini Tip for J o1 |
Hardened Steel and Cast Iron d
Dimensions Hard «<— Tough h?lzz?\m?r:gng;i
[} (&) (&) (&)
5 | 5|5 | 5|55 |33 3 f
Designation L IC S RE LE D1 gl 5|5 |alala|a| mm |mmrey
DNGA 150402S-MT JEREKl) 12.70 476 0.20 2.70 5.50 [ [ [ [ . [ . . 0.05-0.20 | 0.03-0.20
DNGA 150404S-MT EREX:) 12.70 4.76 0.40 2.70 5.50 . ° ° . ° . ° e | 0.05-0.20 | 0.08-0.20
DNGA 150408S-MT JEREX:0) 12.70 476 0.80 2.70 5.50 o ° ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
DNGA 150602S-MT 16.50 12.70 6.35 0.20 2.70 5.50 ° ° [} ° ° ° ° o 0.05-0.20 | 0.03-0.20
DNGA 150604S-MT JRER:0) 12.70 6.35 0.40 2.70 5.50 o [ o o . [ . . 0.05-0.20 | 0.03-0.20
DNGA 150608S-MT 15.50 12.70 6.35 0.80 2.70 5.50 [} ° [} ° ° ° o [} 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PDUNR/L (291) ¢ AVC-DDUNR/L (290) ® AVC-DDUNR/L-VH (291) e C#-DDJNR/L (246) ® C#-PDJNR/L-JHP (249)

e DDJUNR/L (245) ® DDINR/L-JHP-MC (245) ® HSK A63WH-DDJNR/L (246) ® HSK A63WH-DDNNN (246) ® PDJINR/L (248) ® PDJNR/L-JHP (249)
e S-DDUNR/L (290)

Member IMC Group




wn lsmn@ums P -
— PN i
DNGA 2MT (CBN) ik 15 BEss
@4 Negative 55° Rhombic Inserts \ -
LLI with 2 CBN Mini Tips and Wiper J '21 ]
U) for Hardened Steel and Cast Iron
Z
' . Recommended
(ZD Dimensions Hard <— Tough Machining Data
Z (&) (&) &) [}
5| &% | 5| s | 6|5 |S|3 a f
ad Designation L IC S RE LE D1 gl 8| 5|5 |8 |82 8| mm | Mmmry
:) DNGA 150402S-2MT ERIXU) 12.70 476 0.20 2.70 5.50 . [ o ° [ ° o [ 0.05-0.20 | 0.03-0.20
I— DNGA 150404S-2MT 15.50 12.70 476 0.40 2.70 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
DNGA 150408S-2MT LX) 12.70 476 0.80 2.70 5.50 . . [ [ o L] o [ 0.05-0.20 | 0.03-0.20
Z DNGA 150412S-2MT 15,50 12.70 4.76 1.20 2.70 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
m DNGA 150602S-2MT EREX0) 12.70 6.35 0.20 2.70 5.50 . [ o o o o o o 0.05-0.20 | 0.03-0.20
DNGA 150604S-2MT LR 12.70 6.35 0.40 2.70 5.50 ° ° ° ° . ° ° ® | 0.05-0.20 | 0.03-0.20
U DNGA 150608S-2MT LX) 12.70 6.35 0.80 2.70 5.50 . [ [ . o L] ° [ 0.05-0.20 | 0.03-0.20
DNGA 150612S-2MT 15.50 12.70 6.35 1.20 2.70 5.50 o o o ° ° ° ° o 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PDUNR/L (291) e« AVC-DDUNR/L (290) ¢ AVC-DDUNR/L-VH (291) e C#-DDJNR/L (246) e C#-PDJINR/L-JHP (249)

e DDJUNR/L (245) ® DDJINR/L-JHP-MC (245) ® HSK AB3WH-DDJNR/L (246) ® HSK AB3WH-DDNNN (246) ® PDJNR/L (248) ® PDJNR/L-JHP (249)
¢ S-DDUNRI/L (290)

lsan@l.mf

DNGA 4MT (CBN)

<
8§

—5 - I
| N

Negative 55° Rhombic Inserts
with 4 CBN Mini Tips and Wiper J D%
for Hardened Steel and Cast Iron
' . Recommended
Dimensions Hard <— Tough Machining Data
|z |8 |z |8 |=z|8
s|l8|2|2 8|8 |8(B| * f
Designation L IC S RE LE D1 o | @ (@ | @ | @@ | @@ (mm |(mmrey
DNGA 150604S-4MT JEREXU) 12.70 6.35 0.40 2.70 5.50 [ o ° o . [ [ . 0.05-0.20 | 0.03-0.20
DNGA 150608S-4MT 15.50 12.70 6.35 0.80 2.70 5.50 ° o [} ° ° ° [ o 0.05-0.20 | 0.03-0.20
DNGA 150612S-4MT 15.50 12.70 6.35 1.20 2.70 5.50 o o o ° o ° ° o 0.05-0.20 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-PDUNR/L (291) ¢ AVC-DDUNR/L (290) ¢ AVC-DDUNR/L-VH (291) ® C#-DDJNR/L (246)  C#-PDJNR/L-JHP (249)

e DDJUNR/L (245) ® DDJINR/L-JHP-MC (245) ® HSK A63WH-DDJNR/L (246) ® HSK A63WH-DDNNN (246) ® PDJINR/L (248) ® PDJNR/L-JHP (249)
e S-DDUNR/L (290)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
8 Heavy interrupted y Y N A A
& | Light interrupted V U N * L
O . P | P |
Continuous

ISCAR




ISMWE - S '¢ [ I'I U)
DNGA 2MT MM (CBN) <=0 | —
Negative 55° Rhombic Inserts | Y
with 2 MM Chipbreaking J 3‘ - LLI
CBN Mini Tips for Hardened m
Steel and Cast Iron Z
Dimensions Hard «<— Tough I\Fl‘lif:mmgngaeti (ZD
= o % o % T <:i:> x <:i:> ap f Z
ot Bl8|2|2(8|8|8|8 %
Designation L IC S RE LE D1 o o o o m o o ) (mm) | (mm/rev)
DNGA 150404S-2M 15.50 12.70 476 0.40 2.70 5.50 . . (] . (] ° o ® | 0.05-040 | 0.05-0.25 :)
DNGA 150408S-2MT MM 0] 12.70 476 0.80 2.70 5.50 ° o ° ° ° ° ° ® | 0.05-0.40 | 0.05-0.25 I_
DNGA 150412S-2MT MM k¥ 12.70 4.76 1.20 2.70 5.50 . . . ° . ° . ® | 0.05-0.40 | 0.05-0.25
DNGA 150604S-2MT MM REX:0) 12.70 6.35 0.40 2.70 5.50 o o ° ° ° ° [} ® | 0.05-0.40 | 0.05-0.25 Z
DNGA 150608S-2MT MM 0] 12.70 6.35 0.80 2.70 5.50 [ . o o o [ o ® | 0.05-0.40 | 0.05-0.25 m
DNGA 150612S-2MT MM [JREx:l) 12.70 6.35 1.20 2.70 5.50 o o ° ° ° ° ° ® | 0.05-0.40 | 0.05-0.25
e For user guide and cutting speed recommendations, see pages 116-136 U

For tools, see pages: A/S-PDUNR/L (291) ¢ AVC-DDUNR/L (290) ® AVC-DDUNR/L-VH (291) e C#-DDJNR/L (246) ® C#-PDJNR/L-JHP (249)
e DDJUNR/L (245) ® DDJINR/L-JHP-MC (245) » HSK A63WH-DDJNR/L (246) ® HSK A63WH-DDNNN (246) ® PDJNR/L (248) ® PDJNR/L-JHP (249)
e S-DDUNR/L (290)

lsan@l.mf -
TS 67 | 888 [+ [
DNGA 4MT MM (CBN) B BN T
Negative 55° Rhombic Inserts : L]
with 4 MM Chipbreaking a %1;
CBN Mini Tips for Hardened
Steel and Cast Iron
. . Recommended
Dimensions Hard «<— Tough Machining Data
= o % o %:’ T <:i:> fn %:> ap f
S| 8| 2|28 | &8 8|8
Designation L IC S RE LE D1 ) o o o o o ) ) (mm) | (mm/rev)
DNGA 150404S-4N 15.50 12.70 476 0.40 2.70 5.50 . (] . (] . . (] ® |[005-040 | 0.05-0.25
DNGA 150408S-4MT MM k] 12.70 4.76 0.80 2.70 5.50 ° ° . ° . ° . e |0.05-040 | 0.05-0.25
DNGA 150412S-4MT MM D) 12.70 4.76 1.20 2.70 5.50 o o o ° ° ° ° ® | 0.05-0.40 | 0.05-0.25
DNGA 150604S-4MT MM EREX:) 12.70 6.35 0.40 2.70 5.50 o o ° ° ° ° ° ® | 0.05-0.40 | 0.05-0.25
DNGA 150608S-4MT MM RERU) 12.70 6.35 0.80 2.70 5.50 o o o [ o [ o ® | 0.05-0.40 | 0.05-0.25
DNGA 150612S-4MT MM REX 12.70 6.35 1.20 2.70 5.50 ° o ° [} ° ° ° ® | 0.05-0.40 | 0.05-0.25
e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A/S-PDUNR/L (291) » AVC-DDUNR/L (290) ® AVC-DDUNR/L-VH (291) » G#-DDJINR/L (246) ® C#-PDJNR/L-JHP (249)
o DDJNR/L (245)  DDJINR/L-JHP-MC (245) » HSK A63WH-DDJINR/L (246) » HSK A63WH-DDNNN (246) » PDJNR/L (248) » PDJINR/L-JHP (249)
* S-DDUNR/L (290)
lsan@ums
ECGW (CBN) @
Positive 75° Rhombic Inserts with
Single CBN Top Corner Tip for
Hardened Steel and Cast Iron
Dimensions Hard <— Tough azzﬂmmgng:g
20z (2]z(2/=z|8] & |
E| 8| 2|12 8| 8| 8|8
Designation L IC S RE LE D1 o o o o o o o m (mm) | (mm/rev)
ECGW 09T304S 9.80 9.52 3.97 0.40 4.00 4.40 ° ° o ° ° ° ° o 0.05-0.20 | 0.03-0.20
ECGW 09T308S 9.80 9.52 3.97 0.80 4,00 4.40 o [ o (] o o o o 0.05-0.20 | 0.03-0.20
ECGW 12T304S 13.10 12.70 3.97 0.40 4.00 5.50 o ° ° [ ° ° ° () 0.05-0.20 | 0.03-0.20
ECGW 12T308S 13.10 12.70 3.97 0.80 4.00 5.50 . ° ° ° . . ° e | 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

Member IMC Group




mmd@um
- S
n - =
s EPGW (CBN)
(@@ | Positive 75° Rhombic Inserts with L
LLI Single CBN Top Corner Tip for D1
U) Hardened Steel and Cast Iron ¥ i
11°
Z X
. . Recommended
(ZD Dimensions Hard Tough Machining Data
Z (&) &) o o
I I I I I I X I f
[T+) [T+) 7] 7] Ire] ] S S ap
a'd . . S | 2@ | == |9 |9 |2 |2
Designation L IC S RE LE D1 o o o m o o o o (mm) | (mm/rev)
) W EPGW 0402025 [I"S 276 2.38 020 250 215 | @ | @ | e | e | o | | o | ® | 005020 | 003020
I— EPGW 040204S 4.80 476 2.38 0.40 2.50 2.15 o o ° ° ° o 0.05-0.20 | 0.03-0.20
EPGW 060204S 6.50 6.35 2.38 0.40 3.00 2.80 [ [ ° . o [ 0.05-0.20 | 0.03-0.20
Z. B EPGW 0602025 XS 6.35 238 020 300 2.80 o | o | o | o | o | o [005030 | 00502
m EPGW 080302S 8.30 7.94 3.18 0.20 4.00 3.40 [ . o . ° o . o 0.05-0.20 | 0.03-0.20
EPGW 080304S 8.30 7.94 3.18 0.40 4.00 3.40 o L] ° L] o . L] o 0.05-0.20 | 0.03-0.20
U EPGW 080308S 8.30 7.94 3.18 0.80 4.00 3.40 o [ [ [ o o [ [ 0.05-0.20 | 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

lsan@l.nns s
RBGN HS (CBN) 1o

Positive Round Type Half
Solid Top CBN Inserts

st
T
Dimensions Hard «<— Tough Recommended Machining Data
o o (&) o
T E|3|5|&5|5|5|3 a f
Designation IC S Al RlE|ls&]|&] 8| & (mm) (mm/rev)
RBGN 060200S-HS 6.35 2.38 . . . ° . . . . 0.05-0.20 0.03-0.20
RBGN 070200S-HS 7.94 2.38 . . o [ [ . [ . 0.05-0.20 0.03-0.20
RBGN 090300S-HS 9.52 3.18 . ) . ° . ° . . 0.05-0.20 0.03-0.20
RBGN 120300S-HS 12.70 3.18 . . ) ° ° ° . . 0.05-0.20 0.03-0.20
RBGN 120400S-HS 12.70 4.76 . . . . . . ° ) 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




%
]
1

[
RCGN HS (CBN)
Positive Round Type Half

Solid Top CBN Inserts

53
Y ——=
X
Dimensions Hard <— Tough Recommended Machining Data
o o o o
= o o o T o I fn = ap f
S| 5|2 |12/8| 8|88
Designation IC S o o o o o o ) ) (mm) (mm/rev)
RCGN 090300S-HS 9.52 3.18 . . . ° . ° . . 0.05-0.20 0.03-0.20
RCGN 120300S-HS 12.70 3.18 . . ) ° . ° . . 0.05-0.20 0.03-0.20
RCGN 120400S-HS 12.70 4.76 . . . ° . ° ° . 0.05-0.20 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

lsun@u.ms
RCGW HS (CBN)

Positive Round Type Half
Solid Top CBN Inserts

%)
l—
%
LLJ
)
<
O
<
Z
%
D)
I_
Z
m
O

Dimensions Hard «<— Tough Recommended Machining Data
&) 8] ) ()
n o I n o e o e o x ap f
S| 8| 2|2 8|8(8|8
Designation IC S D1 o o o o o o o o (mm) (mm/rev)
RCGW 0602MO0S-HS 6.00 2.38 2.80 ° . . . . ° . . 0.05-0.20 0.03-0.20
RCGW 0803MO0S-HS 8.00 3.18 3.40 . . ° . ° ° . . 0.05-0.20 0.03-0.20
RCGW 1003MO0S-HS 10.00 3.18 4.40 . . . ° . . . ° 0.05-0.20 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: SRDCN (254) ¢ SRGCR/L (255)
@ E S
RPGN HS (CBN) *‘ r
Positive Round Type Half
Solid Top CBN Inserts
f—
\
Dimensions Hard «<— Tough Recommended Machining Data
(&) o () (&)
o o o I T I o = ap f
S| 8|2 |28 |8|8|8
Designation IC S o o o o o o o ) (mm) (mm/rev)
RPGN 060200S-HS 6.35 2.38 . . ) . . ° ° . 0.05-0.20 0.03-0.20
RPGN 070200S-HS 7.94 2.38 ° ° . ° . ° ° . 0.05-0.20 0.03-0.20
RPGN 090300S-HS 9.52 3.18 ° . . . ° ° ° . 0.05-0.20 0.03-0.20
RPGN 120300S-HS 12.70 3.18 . . . ° . ° ° . 0.05-0.20 0.03-0.20
RPGN 120400S-HS 12.70 4.76 o ° 0.05-0.50 0.05-0.25

For user guide and cutting speed recommendations, see pages 116-136

Member IMC Group




RNGN S (CBN)
Negative Round Type Solid CBN
Inserts for Cast Iron Machining

Dimensions Hard <— Tough Recommended Machining Data
x f::'c: ap f
Designation IC S % % (mm) (mm/rev)
RNGN 0903MO0S-S 9.00 3.18 L] L] 0.05-5.00 0.06-0.50
RNGN 090300S-S 9.52 3.18 o o 0.05-5.00 0.05-0.50
RNGN 1203M0S-S 12.00 3.18 o ° 0.05-5.00 0.05-0.50
RNGN 120300S-S 12.70 3.18 o ° 0.05-5.00 0.05-0.50
RNGN 120400S-S 12.70 4.76 o o 0.05-5.00 0.05-0.50

e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: ® CRDNN-F (74) ¢ CRGNR/L (254) ® FRN (110)

%)
l_
%
LLJ
)
<
O
<
Z
%
D
I_
Z
m
O

mmd@uw
RNGN HS (CBN)

Negative Round Type Half
Solid Top CBN Inserts

i

Dimensions Hard <— Tough Recommended Machining Data

(&} (&) ) (&)

o I T e n I n o ap f

| 8|22 | 8| &| 8|8
Designation IC S o o o o o o o m (mm) (mm/rev)
RNGN 0903MO0S-HS 9.00 3.18 . . . . . ° . . 0.05-0.20 0.03-0.20
RNGN 090300S-HS 9.52 3.18 . . . . ° . . . 0.05-0.20 0.03-0.20
RNGN 1203MO0S-HS 12.00 3.18 . ° . ° ° . ° . 0.05-0.20 0.03-0.20
RNGN 120300S-HS 12.70 3.18 . . ° . ° . ° . 0.05-0.20 0.03-0.20
RNGN 1204MO0S-HS 12.00 4,76 . . . . ° . . . 0.05-0.20 0.03-0.20
RNGN 120400S-HS 12.70 4.76 . . . ° . . ° . 0.05-0.20 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




lsmn@ums RE o L 1 s - 5 : ()]
TN ™ ‘ = 455 g 45° 750 I_
SCGW (CBN) V < e
Positive Square Inserts with f N \ Y
Single CBN Top Corner Tip for KJ D'1 - - L
Hardened Steel and Cast Iron N /4 ¥
i . n
Wl ' Z
e IC=L =
. . Recommended
Dimensions Hard Tough Machining Data (ZD
T <:i:> e <:i:> T % = % ap f Z
s S|l8|2|2| 8| & 8|8 Y
Designation L IC S RE LE D1 ) o o o o o o ) (mm) | (mm/rev)
SCGW 060202S 6.35 6.35 2.38 0.20 3.00 2.80 o o o o [ o [ o 0.05-0.20 | 0.03-0.20 :)
SCGW 060204S 6.35 6.35 2.38 0.40 3.00 2.80 [} ° o ° [} ° ° [} 0.05-0.20 | 0.03-0.20 I_
SCGW 09T302S 9.562 9.52 397 0.20 4.00 4.40 . . ° . ° . ° e | 0.05-0.20 | 0.03-0.20
SCGW 09T304S 952 952 3.97 0.40 400 440 | o | o | o | o | o | o | o | o | 005020 | 003020 Z
SCGW 09T308S 9.52 9.52 3.97 0.80 4.00 4.40 o o ° ° ° o 0.05-0.20 | 0.03-0.20 m
SCGW 090302S 9.52 9.52 3.18 0.20 4.00 4.40 o o o o o ° 0.05-0.20 | 0.03-0.20
SCGW 090304S 9.52 9.52 3.18 0.40 4.00 4.40 o o [ o o o 0.05-0.30 | 0.05-0.25 U
SCGW 090308S 9.52 9.52 3.18 0.80 4.00 4.40 o o o o o o [ o 0.05-0.20 | 0.03-0.20
SCGW 120404S 12.70 12.70 4.76 0.40 4.00 5.50 o o ° ° ° ° o o 0.05-0.20 | 0.03-0.20
SCGW 120408S 12.70 12.70 4.76 0.80 4.00 5.50 o o [} ° ° ° ° o 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ® SSSCR/L (261)

e B
L (CBN W == 0l
(C 5

Positive Square Inserts with ™ T
Full-Edge CBN Tip (Right . J ’ r
or Left Hand) for Hardened NS 21
Steel and Cast Iron Iy T
0 e oL
’ . Recommended
Dimensions Hard «<— Tough Machining Data
o ) (&)
5| 5|5 | 5|53 3 f
Designation L Ic S RE D1 = | a|l&a|&a| 3| a mm) | (mmirev)
SCGW 060202S-L 6.35 6.35 2.38 0.20 2.80 [} ° ° ° ° o 0.05-0.30 0.05-0.25
SCGW 060204S-L 6.35 6.35 2.38 0.40 2.80 o ° ° ° ° o 0.05-0.30 0.05-0.25
SCGW 09T302S-L 9.62 9.62 3.97 0.20 4.40 ° ° ° [} 0.05-0.30 0.05-0.25
SCGW 09T304S-L 9.52 9.62 3.97 0.40 4.40 o o o o . o 0.05-0.30 0.05-0.25
SCGW 09T308S-L 9.52 9.52 397 0.80 4.40 . . . ° ° . 0.05-0.30 0.05-0.25
SCGW 120404S-L 12.70 12.70 4.76 0.40 5.50 [} [ [} ° [} o 0.05-0.30 0.05-0.25
SCGW 120408S-L 12.70 12.70 4.76 0.80 5.50 o ° ° ° ° [} 0.05-0.30 0.05-0.25
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ® SSSCR/L (261)
lsan@lmﬂ e Fi
SCGW MT (CBN) ;/ ~.
Positive Square Inserts with J/aan
a Single CBN Mini Tip for . &J
Hardened Steel and Cast Iron AN s
90| ool o
Dimensions Hard <— Tough azzﬁmm;ng:t:
=2z |8)z8 (8| & | i
S| 8|2 |2 |&&8|8&| 8|8
Designation L IC S RE LE D1 o o o o m o m o (mm) | (mm/rev)
SCGW 09T302S-MT 9.52 9.52 3.97 0.20 2.70 4.40 ° ° ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
SCGW 09T304S-MT )Y 9.52 397 0.40 2.70 4.40 ° ° ° ° . ° . ® | 0.05-0.20 | 0.03-0.20
SCGW 09T308S-MT 9.52 9.62 3.97 0.80 2.70 4.40 o () [ ° ° ° ° o 0.05-0.20 | 0.03-0.20
SCGW 120404S-MT 12.70 12.70 4.76 0.40 2.70 5.50 o [} ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
SCGW 120408S-MT RPA() 12.70 476 0.80 2.70 5.50 o o o o o o [ L] 0.05-0.20 | 0.03-0.20
SCGW 120412S-MT RPA() 12.70 4.76 1.20 2.70 5.50 ° ° ° ° . ° . ® | 005020 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ® SSSCR/L (261)

Member IMC Group




U) ISGARWLINE
REx4 s
s SCGW 4MT (CBN) S
‘@'« | Positive Square Inserts with t
W Single 4 CBN Mini Tips for ‘ - D
U) Hardened Steel and Cast Iron § I
Z ]
. . Recommended
(ZD Dimensions Hard «<— Tough Machining Data
Z (&) o o (&)
I I I I pu I X I
S|l8| 2|28 |8 |8 |B| * f
a Designation L IC S RE LE D1 @ | @ | @ |@d|@|@|@ @ | (mm |(mmrey
:) SCGW 120404S-4MT EERPA( 12.70 4.76 0.40 2.70 5.50 (] ° . . . . . ® | 0.05-0.20 | 0.03-0.20
l— SCGW 120408S-4MT JEmPA(] 12.70 476 0.80 2.70 5.50 [ o ° ° ° ° ° [ 0.05-0.20 | 0.03-0.20
SCGW 120412S-4MT P[0 12.70 4.76 1.20 2.70 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
Z * For user guide and cutting speed recommendations, see pages 116-136
m For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ® SSSCR/L (261)
O
wmd@uu s = 5 T
d £ o
SPGN (CBN) . i %M
Positive Square Inserts with
Single CBN Top Corner Tip for
Hardened Steel and Cast Iron " 1
S
Dimensions Hard <— Tough I\F\/‘Igza::i[:;ng:t:
T <:i:’ n % n % n <:i:> ap f
S| 82|28 |&| 8| 8
Designation L IC S RE LE o o o o o o o o (mm) (mm/rev)
SPGN 070202S 7.94 7.94 2.38 0.20 3.00 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
SPGN 070204S 7.94 7.94 2.38 0.40 3.00 o ° ° o ° ° ° o 0.05-0.20 0.03-0.20
SPGN 090302S 9.62 9.52 3.18 0.20 4.00 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
SPGN 090304S 9.52 9.52 3.18 0.40 4.00 . [ . [ [ L] [ . 0.05-0.20 0.03-0.20
SPGN 120304S 12.70 12.70 3.18 0.40 4.00 o ° ° ° ° ° ° o 0.05-0.20 0.03-0.20
SPGN 120308S 12.70 12.70 3.18 0.80 4.00 o o o ° ° ° ° o 0.05-0.20 0.03-0.20
SPGN 120404S 12.70 12.70 4.76 0.40 4.00 . . . ° . . . ° 0.05-0.20 | 0.03-0.20
SPGN 120408S 12.70 12.70 476 0.80 4.00 [ [ [ [ ° [ [ [ 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CSDPN (256) ¢ CSSPR/L (256) ® S-CSKPR (294)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
8 Heavy interrupted y Y N A A
& | Light interrupted V U N * L
O . P | P |
Continuous

ISCAR




ISGAI@IJNE (n
- LE S
SPGN MT (CBN) L = S —
Positive Square Inserts with Al Y
a Single CBN Mini Tip for LLI
Hardened Steel and Cast Iron N " 12 wn
W L
QO»J« =L Z
! . Recommended
Dimensions Hard Tough Machining Data (ZD
|2z |8z|8|lz|8| & i Z
. . S| 2| 2|88 |8 D:
Designation L IC S RE LE o ) o o o o ) o (mm) (mm/rev)
SPGN 120304S-MT 20 12.70 318 040 270 | ® | o | o | o | ® | o | o | o | 005020 | 003020 D)
SPGN 120308S-MT 12.70 12.70 3.18 0.80 2.70 o [} o [} ° ° ° ° 0.05-0.20 0.03-0.20 I_
SPGN 120404S-MT 12.70 12.70 4.76 0.40 2.70 ° . . . . ° . ° 0.05-020 | 0.08-0.20
SPGN 120408s-MT [RPE 1270 476 0.80 270 o | o | o | o | o | o | o | o | 005020 | 00302 Z
e For user guide and cutting speed recommendations, see pages 116-136 m
For tools, see pages: CSDPN (256) ® CSSPR/L (256) ® S-CSKPR (294) U
lsun@l.mf
REx4 -~ N
SPGN 4MT (CBN) L | S
Positive Square Inserts with
Single 4 CBN Mini Tips for
Hardened Steel and Cast Iron " 12
T
. . Recommended
Dimensions Hard Tough Machining Data
(&) (&) [&] (&]
n b n o b o b g e ap f
. . S| 8| 2 2| K| &| 8| 8
Designation L IC S RE LE o o o o o o o o (mm) (mm/rev)
SPGN 120304S-4MT 12.70 12.70 3.18 0.40 2.70 o [ ° ° ° ° ° o 0.05-0.20 0.03-0.20
SPGN 120308S-4MT 12.70 12.70 3.18 0.80 2.70 o ° ° ° ° ° o o 0.05-0.20 0.03-0.20
SPGN 120404S-4MT 12.70 12.70 4.76 0.40 2.70 ° ° o ° ° ° ° o 0.05-0.20 0.03-0.20
SPGN 120408S-4MT 12.70 12.70 4.76 0.80 2.70 . ° . ° ° . ° . 0.05-0.20 | 0.03-0.20
SPGN 120412S-4MT 12.70 12.70 476 1.20 2.70 [ (] [ o o [ (] [ 0.05-020 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CSDPN (256) ¢ CSSPR/L (256) ® S-CSKPR (294)

IE
lsun@lm Re ol s :
T M |las3s \a 45° 75°
SPGW (CBN) V < Q2
Positive Square Inserts with a I
Single CBN Top Corner Tip for . 1/ 31 §
Hardened Steel and Cast Iron \ / E
S 7 11
ol o
=0 Ic=L
" n Recommended
Dimensions Hard <— Tough Machining Data
(&) &) (&) (&)
I I I I x I p I
7o) 7o) e} o 7o} re) o = p f
S e | = || Q| 9| 2| @
Designation L IC S RE LE D1 o0 [Fca | en i o PR en B e | o i e (mm) | (mm/rev)
SPGW 070302S 7.94 7.94 3.18 0.20 3.00 3.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
SPGW 070304S 7.94 7.94 3.18 0.40 3.00 3.40 o o o ° ° ° ° o 0.05-0.20 | 0.03-0.20
SPGW 09T302S 9.52 9.52 3.97 0.20 4.00 4.40 ° o ° o ° o ° ° 0.05-0.20 | 0.03-0.20
SPGW 09T304S kY] 9.52 397 0.40 4.00 4.40 ° ° o ° o o ° e | 005020 | 0.03-0.20
SPGW 09T308S 9.52 9.52 3.97 0.80 4.00 4.40 o o o ° ° ° ° o 0.05-0.20 | 0.03-0.20
SPGW 090302S 9.52 9.52 3.18 0.20 4.00 4.40 ° o ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20
SPGW 090304S 9.52 9.62 3.18 0.40 4.00 4.40 L] (] L] (] (] L] (] L] 0.06-0.20 | 0.03-0.20
SPGW 090308S 9.52 9.52 3.18 0.80 4.00 4.40 o o o ° ° ° ° o 0.05-0.20 | 0.03-0.20
SPGW 120402S 12.70 12.70 4.76 0.20 4.00 5.50 o o ° ° ° o ° o 0.05-0.20 | 0.03-0.20
SPGW 120404S 12.70 12.70 4.76 0.40 4.00 5.50 L] (] (] (] (] L] (] L] 0.06-0.20 | 0.03-0.20
SPGW 120408S 12.70 12.70 4.76 0.80 4.00 5.50 [ ° [ ° [ [ [ [ 0.06-0.20 | 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

Member IMC Group




%)
l_
%
LLJ
)
<
O
<
Z
%
D
I_
Z
m
O

/3
mmﬂ@ﬂw N -
| SLE P b =R
SNGA (CBN) ~ ) 1
Negative Square Inserts with N |
Single CBN Top Corner Tip for [/ b1
Hardened Steel and Cast Iron S /,/’ .
v
90 e ical —o
. . Recommended
Dimensions Hard Tough Machining Data
o o [$) o
o o T I fu I o I ap f
S| 8|2 2| &8 |&| 8|8
Designation L IC S RE LE D1 o =) o o o o ) ) (mm) | (mm/rev)
SNGA 090304S 9.52 9.562 3.18 0.40 400 4.40 o (] . . (] . (] ® [ 005020 [ 0.030.20
SNGA 090308S 9.52 9.52 3.18 0.80 4.00 4.40 o o ° o ° ° ° o 0.05-0.20 | 0.03-0.20
SNGA 120404S 12.70 12.70 4.76 0.40 4.00 5.50 . ° . ° . . ° e | 0.05-0.20 | 0.03-0.20
SNGA 120408S 12.70 12.70 4.76 0.80 4.00 5.50 [ [ [ [ [ o [ [ 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: C#-MULNR/L-MW (268) ® DSBNR/L (256) ®* DSDNN (257) ® DSKNR/L (257) ® DSSNR/L (257) ® HSK A63WH-MULNR-J12MWX2 (269)
o HSK A63WH-MULNR/L-MW (268) ® HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PSBNR/L (258) ® PSDNN (258) « PSDNN-JHP (259)

e PSKNR/L (259) ® PSSNR/L (260) ® PSSNR/L-JHP (260)

mud@mw e -
SNGA MT (CBN) i Ty HEHHM
75°
= )
Negative Square Inserts with A ~ N | =
a Single CBN Mini Tip for i D1 . =
Hardened Steel and Cast Iron T/ T £
90\»« IC=L —»|
) . Recommended
Dimensions Hard <— Tough Machining Data
(&) (&) (&) o
T o n b n o n o ap f
S| 82|28 |&| 8| 8
Designation L IC S RE LE D1 D | o | o|@®|o| o | o | @ (mm) | (mm/rev)
SNGA 120404S-MT BP0 12.70 4.76 0.40 2.70 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
SNGA 120408S-MT RPA() 12.70 4.76 0.80 2.70 5.50 o ° ° [} ° ° [} o 0.05-0.20 | 0.03-0.20

® For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: C#-MULNR/L-MW (268) ® DSBNR/L (256) ®* DSDNN (257) ® DSKNR/L (257) ® DSSNR/L (257) ® HSK A63WH-MULNR-J12MWX2 (269)
* HSK A63WH-MULNR/L-MW (268) ® HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PSBNR/L (258) ® PSDNN (258) ¢ PSDNN-JHP (259)

o PSKNR/L (259) ® PSSNR/L (260) ® PSSNR/L-JHP (260)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
@ Heavy interrupted y G _‘ ‘
& | Light interrupted V U N f L
O . y N y N
Continuous

ISCAR



ISGM@IJNE
REx4 *‘ rﬁ s : 45° 7; U)
SNGA 4MT (CBN) L il =f —
Negative Square Inserts with 4 N 1 ol Y
Single 4 CBN Mini Tips for D1 A, L
Hardened Steel and Cast Iron T i 7o)
Z
Dimensions Hard <— Tough h?lzzﬁm?r:gng:t: (ZD
(&) © (&) o
Designation L IC S RE LE D1 m (o] o mo|)m|]o| o) o (mm) | (mm/rev)
SNGA 120404S-4MT ERPA(] 12.70 4.76 0.40 2.70 5.50 ° ° o ° ° o o ® | 005-0.20 | 0.03-0.20 :)
SNGA 120408S-4MT PR 12.70 4.76 0.80 2.70 5.50 o L] ° ° ° ° ° o 0.05-0.20 | 0.03-0.20 I_
SNGA 120412S-4MT ERPA(Y 12.70 4.76 1.20 2.70 5.50 [ (] ° ° ° ° ° ® | 005-0.20 | 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136 Z
For tools, see pages: C#-MULNR/L-MW (268) » DSBNR/L (256) * DSDNN (257) ® DSKNR/L (257) ® DSSNR/L (257) ¢ HSK A63WH-MULNR-J12MWX2 (269) m
* HSK AB3WH-MULNR/L-MW (268) * HSK A63WH-MUMNN-MW (269) ¢ MULNR/L-12MW (267) » PSBNR/L (258) * PSDNN (258) ¢ PSDNN-JHP (259)
* PSKNR/L (259) ® PSSNR/L (260) * PSSNR/L-JHP (260) U

lsan@ums
SNGN (CBN)
Negative Square Inserts with

Single CBN Top Corner Tip for
Hardened Steel and Cast Iron

. . Recommended
Dimensions Hard <— Tough Machining Data
(&) (&) &) &)

E|5|E|3|8|&5|5|5| = f
Designation L IC S RE LE ElR|E|l5IR8&58] 5 (mm) (mm/rev)
SNGN 090304S 9.52 9.52 3.18 0.40 4.00 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
SNGN 090308S 9.62 9.62 3.18 0.80 4.00 . [ o [ o . [ . 0.05-0.20 0.03-0.20
SNGN 120304S 12.70 12.70 3.18 0.40 4.00 o o ° o ° ° ° o 0.05-0.20 0.03-0.20
SNGN 120308S 12.70 12.70 3.18 0.80 4,00 o o ° [} ° ° ° ° 0.05-0.20 0.03-0.20
SNGN 120404S 12.70 12.70 4.76 0.40 4.00 [ o o o ° . ° [ 0.05-0.20 0.03-0.20
SNGN 120408S 12.70 12.70 4.76 0.80 4,00 ° [} ° [} ° ° ° ° 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: CSDNN-CE/CEA (255) « CSDNN-F/X (74) » CSKNR/L-F/X (75)  CSRNR/L-F/X (75)  CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)
o CSYNR/L-F/X (77)

lsan@ums

SNGN MT (CBN)
Negative Square Inserts with
a Single CBN Mini Tip for
Hardened Steel and Cast Iron

S g "
iy 3 | %ﬂﬂ =

I . Recommended
Dimensions Hard Tough Machining Data
o o o o
o I o o T I = = ap f
. S| 8|2 2|8 |8 8|8
Designation L IC S RE LE o ) o o o o o ) (mm) (mm/rev)
SNGN 120404S-MT 12.70 12.70 4.76 0.40 2.70 ° . . . . ° . . 0.05-020 | 0.03-0.20
SNGN 120408S-MT 12.70 12.70 4.76 0.80 2.70 o o ° [} ° ° ° o 0.05-0.20 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: CSDNN-CE/CEA (255) ¢ CSDNN-F/X (74) » CSKNR/L-F/X (75) » CSRNR/L-F/X (75)  CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)
o CSYNR/L-F/X (77)

Member IMC Group




SNGN 4MT (CBN) =S~ = =
Negative Square Inserts with

Single 4 CBN Mini Tips for
Hardened Steel and Cast Iron

ISCM@IJNE LE ;
< AL

; . Recommended
Dimensions Hard <— Tough Machining Data
o o o o
T I o I o I = o x ap f
) . S| 8|22 | 8| 88| 8| 8
Designation L IC S RE LE ) o o o o o ) ) (mm) (mm/rev)
SNGN 120404S-4MT 12.70 12.70 476 0.40 2.70 (] . (] . (] . . (] 0.05-0.20 | 0.03-0.20
SNGN 120408S-4MT 12.70 12.70 4.76 0.80 2.70 [} o ° ° ° ° ° o 0.05-0.20 0.03-0.20
SNGN 120412S-4MT 12.70 12.70 4.76 1.20 2.70 [} o ° ° ° ° [ [} 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: CSDNN-CE/CEA (255) « CSDNN-F/X (74) » CSKNR/L-F/X (75) » CSRNR/L-F/X (75)  CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)
o CSYNR/L-F/X (77)

lsun@l.mf
REx4

SNGN S (CBN)
Negative Square Solid CBN

%)
l_
%
LLJ
)
<
O
<
Z
%
D
I_
Z
m
O

Inserts for Cast Iron Machining N ;5—
9| ool
Dimensions Hard <— Tough Recommended Machining Data
x % ap f

Designation L Ic S RE & = (mm) (mm/rev)
SNGN 090304S-S 9.52 9.62 3.18 0.40 o o 0.05-5.00 0.05-0.50
SNGN 090308S-S 9.62 9.62 3.18 0.80 ° o 0.05-5.00 0.05-0.50
SNGN 090312S-S 9.52 9.62 3.18 1.20 o ° 0.05-5.00 0.05-0.50
SNGN 090316S-S 9.52 9.52 3.18 1.60 (] (] 0.06-5.00 0.05-0.50
SNGN 090404S-S 9.62 9.62 4.76 0.40 o o 0.05-5.00 0.05-0.50
SNGN 090408S-S 9.62 9.52 4.76 0.80 o ° 0.05-5.00 0.05-0.50
SNGN 090412S-S 9.62 9.52 4.76 1.20 o ° 0.05-5.00 0.05-0.50
SNGN 090416S-S 9.62 9.62 4.76 1.60 o ° 0.05-5.00 0.05-0.50
SNGN 120404S-S 12.70 12.70 4.76 0.40 o o 0.05-5.00 0.05-0.50
SNGN 120408S-S 12.70 12.70 4.76 0.80 o ° 0.05-5.00 0.05-0.50
SNGN 120412S-S 12.70 12.70 4.76 1.20 () ° 0.05-5.00 0.05-0.50
SNGN 120416S-S 12.70 12.70 4.76 1.60 o o 0.05-5.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: CSDNN-CE/CEA (255) ® CSDNN-F/X (74) ® CSKNR/L-F/X (75) ® CSRNR/L-F/X (75) ® CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)
e CSYNR/L-F/X(77)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




lsun@lms e _ s
x4 -~ 5 = t
- = ~ 45° 75¢
SNGN HS (CBN) SEREN Eﬁ%w =
Negative Square Type Half [ A D:
i - = = -«

Solid Top CBN Inserts ‘ ) bl LLI

- z

O G —

Dimensions Hard «<— Tough Recommended Machining Data (D

Z

T e T e ap f Z

S S| 2|8 |8 Y
Designation L IC S RE o o o ) (mm) (mm/rev)

SNGN 090304S-HS 9.52 9.52 3.18 0.40 [ [ o o 0.05-0.20 0.03-0.20 :)

SNGN 090308S-HS 9.52 9.52 3.18 0.80 o ° ° o 0.05-0.20 0.03-0.20 I_
SNGN 090312S-HS 9.52 9.52 3.18 1.20 [ [ o L] 0.05-0.20 0.03-0.20

SNGN 090316S-HS 952 9,52 318 160 o | o | o | o 0.05-0.20 0.03-0.20 Z

SNGN 120304S-HS 12.70 12.70 3.18 0.40 ° ° ° ° 0.05-0.20 0.03-0.20 m
SNGN 120308S-HS 12.70 12.70 3.18 0.80 . [ [ L] 0.05-0.20 0.03-0.20

SNGN 120312S-HS 12.70 12.70 3.18 1.20 [ [ o ° 0.05-0.20 0.03-0.20 U
SNGN 120316S-HS 12.70 12.70 3.18 1.60 . [ o . 0.05-0.20 0.03-0.20
SNGN 120404S-HS 12.70 12.70 4.76 0.40 o o ° ° 0.05-0.20 0.03-0.20
SNGN 120408S-HS 12.70 12.70 4.76 0.80 o [} ° o 0.05-0.20 0.03-0.20
SNGN 120412S-HS 12.70 12.70 4.76 1.20 [ [ o [ 0.05-0.20 0.03-0.20
SNGN 120416S-HS 12.70 12.70 4.76 1.60 o ° ° o 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: CSDNN-CE/CEA (255) ¢ CSDNN-F/X (74) » CSKNR/L-F/X (75)  CSRNR/L-F/X (75)  CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)
o CSYNR/L-F/X (77)

lsan@lmﬂ -
RE k][] | ¥
TBGN HS (CBN) ) o ’] F‘%
Positive 60° Triangular Type [
Half Solid Top CBN Inserts } 91° 95°
IC « -—
UZ LU
6 [ . X
Dimensions Hard «<— Tough Recommended Machining Data
|28 (5| = f
Designation L IC S RE o o o o (mm) (mm/rev)
TBGN 060101S-HS 6.90 3.97 1.59 0.10 . . ° . 0.05-0.20 0.03-0.20
TBGN 060102S-HS 6.90 3.97 1.59 0.20 . [ [ . 0.05-0.20 0.03-0.20
TBGN 060104S-HS 6.90 3.97 1.59 0.40 . ° ° ° 0.05-0.20 0.03-0.20
TBGN 060108S-HS 6.90 3.97 1.59 0.80 o ° ° o 0.05-0.20 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

Member IMC Group




U) @ E RE
E TCGN HS (CBN) i
Positive 60° Triangular Half
LLI Solid Top CBN Inserts o 91 95°
U) f\ -« -«
7
= el
(D Dimensions Hard «<— Tough Recommended Machining Data
Z
< 55 |5(5| o f
ad Designation L IC S RE m | @ | @@ (mm) (mm/rev)
:) TCGN 060102S-HS 6.90 3.97 1.59 0.20 o . ° 0.05-0.20 0.03-0.20
|_ TCGN 060104S-HS 6.90 3.97 1.59 0.40 . ° . . 0.05-0.20 0.03-0.20
TCGN 060108S-HS 6.90 3.97 1.59 0.80 o [} ° o 0.05-0.20 0.03-0.20
Z e For user guide and cutting speed recommendations, see pages 116-136
m
@) mmd@wm
> 'I || o5° 91°
TCGW (CBN) R I =
Positive 60° Triangular Inserts
with Single CBN Top Corner Tip |i:
for Hardened Steel and Cast Iron
60"
Dimensions Hard <— Tough Recommended Machining Data
o % n <:i:> n % o % ap f
S|l8|IR2 |2 |&|8|8
Designation L IC S RE LE D1 O | o |@o|d|m|m|@| o (mm) (mm/rev)
TCGW 090202S 9.60 5.56 2.38 0.20 3.00 2.50 o o ° ° o ° ° o 0.05-0.20 0.03-0.20
TCGW 090204S 9.60 5.56 2.38 0.40 3.00 2.50 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
TCGW 090208S 9.60 5.56 2.38 0.80 3.00 2.50 o ° . ° ° ° ° ° 0.05-0.20 0.03-0.20
TCGW 110202S 11.00 6.35 2.38 0.20 4.00 2.80 o [ . ° L] . [ . 0.05-0.20 0.03-0.20
TCGW 110204S 11.00 6.35 2.38 0.40 4.00 2.80 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
TCGW 110208S 11.00 6.35 2.38 0.80 4.00 2.80 o o [} ° ° ° ° ° 0.05-0.30 0.05-0.25
TCGW 130304S 13.70 7.94 3.18 0.40 4.00 3.40 o o ° ° o ° ° o 0.05-0.20 0.03-0.20
TCGW 130308S 13.70 7.94 3.18 0.80 4.00 3.40 o [} [} ° ° ° ° ° 0.05-0.20 0.03-0.20
TCGW 16T302S 16.50 9.52 397 0.20 4.00 4.40 e | o o |0 | 0o 0 o o 0.05-0.20 0.03-0.20
TCGW 16T304S 16.50 9.52 3.97 0.40 4.00 4.40 o [} ° ° ° ° ° o 0.05-0.20 0.03-0.20
TCGW 16T308S 16.50 9.52 3.97 0.80 4.00 4.40 o o ° ° o ° ° o 0.05-0.20 0.03-0.20
TCGW 16T312S 16.50 9.52 3.97 1.20 4.00 4.40 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) e S-STFCR/L (296) ® S-STLCR/L (297) ¢ STFCR/L (266) ® STGCR/L (267)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




lsun@lms
2 > 2150 | [ 91° )
TCGW L (CBN) " HH kol —
Positive 60° Triangular Inserts / D:
with Full-Edge CBN Tip (Right L LU
or Left Hand) for Hardened D1~ HHI
Steel and Cast Iron U 2]
S Z
Dimensions Tough «<— Hard azzﬁmirzgng;i (ZD
(&) &) [}
| 2|5|E(5|2] = f Z
. . = = & & Gr) © D:
Designation L IC S RE LE D1 o o o m o o (mm) (mm/rev)
TCGW 090202S-L 9.60 5.56 2.38 0.20 9.34 250 [ . o . o [ 0.05-0.30 0.05-0.25 :)
TCGW 090204S-L 9.60 5.56 2.38 0.40 9.04 2.50 o ° ° ° ° o 0.05-0.30 0.05-0.25 I_
TCGW 110202S-L 11.00 6.35 2.38 0.20 10.71 2.80 o [ [ . [ o 0.05-0.30 0.05-0.25
TCGW 110204S-L 11.00 6.35 2.38 0.40 10.41 2.80 o ° ° ° ° o 0.05-0.30 0.05-0.25 Z
TCGW 110208S-L 11.00 6.35 2.38 0.80 9.83 2.80 ° ° ° ° ° ° 0.05-0.30 0.05-0.25 m
TCGW 16T302S-L 16.50 9.52 3.97 0.20 16.20 4.40 [ [ o . [ . 0.05-0.30 0.05-0.25
TCGW 16T304S-L 16.50 9.52 3.97 0.40 15.91 4.40 o ° ° ° o o 0.05-0.30 0.05-0.25 U
TCGW 16T308S-L 16.50 9.52 3.97 0.80 15.33 4.40 ° o ° ° ° o 0.05-0.30 0.05-0.25

For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) ¢ S-STFCR/L (296) ® S-STLCR/L (297) ® STFCR/L (266) ®* STGCR/L (267)

lsan@lms
RE y ot
Moo
TCGW MT (CBN) - Le %HH B
Positive 60° Triangular Inserts o i
with Single CBN Mini Tips for c
Hardened Steel and Cast Iron 7
60 L—]
I . Recommended
Dimensions Hard Tough Machining Data
ap f

Designation L IC S RE LE D1
TCGW 090202S-MT 9.60 5.56 2.38 0.20 2.70 2.50
TCGW 090204S-MT 9.60 5.56 2.38 0.40 2.70 2.50
TCGW 110202S-MT 11.00 6.35 2.38 0.20 2.70 2.80
TCGW 110204S-MT 11.00 6.35 2.38 0.40 2.70 2.80
TCGW 110208S-MT 11.00 6.35 2.38 0.80 2.70 2.80
TCGW 130304S-MT 13.70 7.94 3.18 0.40 2.70 3.40
TCGW 130308S-MT 13.70 7.94 3.18 0.80 2.70 3.40
TCGW 16T302S-MT 16.50 9.52 3.97 0.20 2.70 4.40
TCGW 16T304S-MT 16.50 9.52 3.97 0.40 2.70 4.40
TCGW 16T308S-MT 16.50 9.52 3.97 0.80 2.70 4.40
TCGW 16T312S-MT 16.50 9.52 3.97 1.20 2.70 4.40
For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) ® S-STFCR/L (296) ® S-STLCR/L (297) ® STFCR/L (266) ®* STGCR/L (267)

ISCA@IJNE
REx3
: > LE

(mm) | (mm/rev)
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20
0.05-0.20 | 0.03-0.20

®© © 06 00 0 0 0 0 o o BIO5H

®© e 0 060 0 0 0 0 0 o BIOSHC

®© e 06 00 0 0 0 0 0 o BII5H

®© o0 00 0 0 0 0 0 o BII5HC

®© 0606060 0 0 0 0 0 o BI25H

© 0606 060 0 0 0 0 0 o BI25HC

®© 06 006 0 0 0 0 o o BI3H

© 060 060 0 0 0 0 o o BI3OHC

S 91"? o N
TCGW -3MT (CBN) e &J s
Positive 60° Triangular Inserts
with 3 CBN Single Mini Tips for L e
Hardened Steel and Cast Iron Iy N T
60“Z L | R
. . Recommended
Dimensions Hard «<— Tough Machining Data
(&) &) [} (&)
n T n T n o b x ap f
S| 8|2 |2 || &| 8|8
Designation L IC S RE LE D1 o o o o o o o m (mm) | (mm/rev)
TCGW 16T304S -3MT R[N 9.52 3.97 0.40 2.70 4.40 . ° . ° . ° ° ® | 0.05-0.20 | 0.03-0.20
TCGW 16T308S -3MT R 9.52 3.97 0.80 2.70 4.40 ° . . ° ° ° ° ® | 005-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: S-MTLCR/L-W (295) e S-STLCR/L (297) e STFCR/L (266) ® STGCR/L (267)

Member IMC Group




W mmd@mm
RE s
s TPGN MT (CBN) S =S~
(@@ Positive 60° Triangular Inserts <
W] with a Single CBN Mini Tip for t 91 9
N Hardened Steel and Cast Iron © ‘ = =
Z B e N
. . Recommended
(ZD Dimensions Hard Tough Machining Data
Z (&) (&) (&) (&)
o I T I o o = o I ap f
Y S| 8|l 2|2 | 8|88 | 8
Designation L IC S RE LE o o o o o o o ) (mm) (mm/rev)
—) [N TPGN 1102025-MT [IRILY 635 2.38 020 270 | @ | o | o | o | o | o | ® | o | 005020 | 003020
I— TPGN 110204S-MT 11.00 6.35 2.38 0.40 2.70 [} o [} ° ° ° [ ° 0.05-0.20 0.03-0.20
TPGN 110208S-MT 11.00 6.35 2.38 0.80 2.70 [ ° . o L] [ [ [ 0.05-0.20 0.03-0.20
Z. | TPGN 110302s-MT JIEREKY 635 318 020 270 | o | o | o | o | o | o | o | o [ 005020 | 003020
m TPGN 110304S-MT 11.00 6.35 3.18 0.40 2.70 ° ° . ° ° ° ° ° 0.05-0.20 0.03-0.20
TPGN 110308S-MT 11.00 6.35 3.18 0.80 2.70 [ ° L] o . [ [ L] 0.05-0.20 0.03-0.20
U TPGN 160304S-MT 16.50 9.52 3.18 0.40 2.70 o [ ° ° ° ° [ o 0.05-0.20 0.03-0.20
TPGN 160308S-MT 16.50 9.52 3.18 0.80 2.70 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CTFPR/L (261) ® CTGPR/L (262) ® S-CTFPR/L (294)
tocandume e . ] oy [ B
TPGN -3MT (CBN) Le I A Ym N
Positive 60° Triangular Inserts X
with 3 CBN Single Mini Tips for t g1° 95
Hardened Steel and Cast Iron © ‘ = =
602 . '
. . Recommended
Dimensions Hard Tough Machining Data
[} o (&) (&)
T I = I o I = o x ap f
S| 8|22 | 8| &8| 8| 8
Designation L IC S RE LE ) o o o o o ) o (mm) (mm/rev)
TPGN 160304S -3MT 16.50 9.52 3.18 0.40 2.70 o . . (] . (] (] o 0.05-0.20 | 0.03-0.20
TPGN 160308S -3MT 16.50 9.52 3.18 0.80 2.70 o o [} ° ° ° ° o 0.05-0.20 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CTFPR/L (261) e CTGPR/L (262) ® S-CTFPR/L (294)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
@ Heavy interrupted y G _‘ ‘
& | Light interrupted V U N f L
O . y N y N
Continuous

ISCAR




lsun@lms 7p)
S 914 57e "
TPGN (CBN) o Hﬂ A =
Positive 60° Triangular Inserts D:
with Single CBN Top Corner Tip LLI
for Hardened Steel and Cast Iron 2 m
11
b Z
Dimensions Tough <— Hard h?lgz?l?:\ir:gng;i (ZD
o % o % T :le> x <:i:> ap f Z
ot Bl8|2|2(8|8|8|8 %
Designation L IC S RE LE o o o o o o o ) (mm) (mm/rev)
TPGN 090202S 9.60 5.56 2.38 0.20 3.00 . . [ [ ° . o [ 0.05-0.20 0.03-0.20 :)
TPGN 090204S 9.60 5.56 2.38 0.40 3.00 ° [} ° ° ° ° [} ° 0.05-0.20 0.03-0.20 I_
TPGN 090208S 9.60 5.56 2.38 0.80 3.00 . [ [ ° ° . [ [ 0.05-0.20 0.03-0.20
TPGN 110202S 11.00 6.35 2.38 0.20 4,00 o o ° [} ° ° ° o 0.05-0.20 0.03-0.20 Z
TPGN 110204S 11.00 6.35 2.38 0.40 4.00 ° . . ° . ° . . 0.05-020 | 0.03-0.20 m
TPGN 110208S 11.00 6.35 2.38 0.80 4.00 . [ [ L] [ . [ . 0.05-0.20 0.03-0.20
TPGN 110302S 11.00 6.35 318 0.20 4.00 ° . . o . ° . . 0.05-020 | 0.03-0.20 U
TPGN 110304S 11.00 6.35 3.18 0.40 4.00 . o o . o L] [ . 0.05-0.20 0.03-0.20
TPGN 110308S 11.00 6.35 3.18 0.80 4.00 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
TPGN 160304S 16.50 9.52 3.18 0.40 4,00 o o [ ° ° ° ° o 0.05-0.20 0.03-0.20
TPGN 160308S 16.50 9.52 3.18 0.80 4,00 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CTFPR/L (261) e CTGPR/L (262) ® S-CTFPR/L (294)
iscanQume - ] e
X WA
TPGN HS (CBN) gy ny (‘%
Positive 60° Triangular Half
Solid Top CBN Inserts i 91° 95
IC ‘ — —
O T
Dimensions Hard «<— Tough Recommended Machining Data
S| 5| 5|3 3 f
Designation L IC S RE % & % % (mm) (mm/rev)
TPGN 090202S-HS 9.60 5.56 2.38 0.20 [ [ [ ° 0.05-0.20 0.03-0.20
TPGN 090204S-HS 9.60 5.56 2.38 0.40 ° ° ° o 0.05-0.20 0.03-0.20
TPGN 090208S-HS 9.60 5.56 2.38 0.80 o ° ° ° 0.05-0.20 0.03-0.20
TPGN 110302S-HS 11.00 6.35 3.18 0.20 . ° . . 0.05-0.20 0.03-0.20
TPGN 110304S-HS 11.00 6.35 3.18 0.40 [ . o . 0.05-0.20 0.03-0.20
TPGN 110308S-HS 11.00 6.35 3.18 0.80 o [} ° o 0.05-0.20 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CTFPR/L (261) ® CTGPR/L (262)  S-CTFPR/L (294)

Member IMC Group




0] "“"@"‘”‘-’
=y TPGW (CBN) = *Hﬂ o
‘@'« | Positive 60° Triangular Inserts
LLI with Single CBN Top Corner Tip D1
7o) for Hardened Steel and Cast Iron 17}\—
Z -
(ZD Dimensions Tough <— Hard agzammgng:g
Z (&) (&) o o
oY S 5|55\ 5|58 ° ‘
Designation L IC S RE LE D1 o =) o o o o ) ) (mm) | (mm/rev)
:) TPGW 110202S 11.00 6.35 2.38 0.20 4.00 2.80 [ . o . [ o ° o 0.05-0.20 | 0.03-0.20
I_ TPGW 110204S 11.00 6.35 2.38 0.40 4.00 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
TPGW 110208S 11.00 6.35 2.38 0.80 4.00 2.80 [ . o L] [ [ [ o 0.05-0.20 | 0.03-0.20
Z TPGW 110302S 11.00 6.35 3.18 0.20 4.00 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
m TPGW 110304S 11.00 6.35 3.18 0.40 4.00 2.80 [ . o . . o . o 0.05-0.20 | 0.03-0.20
TPGW 110308S 11.00 6.35 3.18 0.80 4.00 2.80 ° . o . [ . [ ° 0.05-0.20 | 0.03-0.20
U TPGW 16T304S 16.50 9.52 3.97 0.40 4.00 4.40 . ° . ° . . . e | 0.05-0.20 | 0.03-0.20
TPGW 16T308S 16.50 9.52 3.97 0.80 4.00 4.40 [ [ o . o . o o 0.05-0.20 | 0.03-0.20
TPGW 160404S 16.50 9.62 4.76 0.40 4.00 4.40 o ° ° ° . ° ° o 0.05-0.20 | 0.03-0.20
TPGW 160408S 16.50 9.52 476 0.80 4.00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
* For user guide and cutting speed recommendations, see pages 116-136
mud@wm
~'S
TPGW MT (CBN) . =T
Positive 60° Triangular Inserts I i
with a Single CBN Mini Tip for c D1
Hardened Steel and Cast Iron W T
60/l | Ly
Dimensions Hard < Tough I\F}Ii?:minr:;ng;i
T §:> o % o % = o % ap f
[Te) [Te) w ['7] 0 ‘el o (=3
Designation L IC S RE LE D1 sl 8l 5|5 |88 |28 mm |mmrey
TPGW 110202S-MT JEREH) 6.35 2.38 0.20 2.70 2.80 o (] o o (] . (] ® | 0.05-0.20 | 0.03-0.20
TPGW 110204S-MT JEmAKl] 6.35 2.38 0.40 2.70 2.80 . o . ° . [ o ® | 0.05-0.20 | 0.03-0.20
TPGW 110302S-MT 11.00 6.35 3.18 0.20 2.70 2.80 o o ° o ° ° o o 0.05-0.20 | 0.03-0.20
TPGW 110304S-MT RN 6.35 3.18 0.40 2.70 2.80 o . ° o ° o . ® | 005020 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
8 Heavy interrupted y Y N A A
& | Light interrupted V U N * L
O . P | P |
Continuous

ISCAR




/3 ,
1scan(Q)une - S~ [ [ov [ %
TNGA (CBN) FA% 31‘ I_
Negative 60° Triangular Inserts D:
with Single CBN Top Corner Tip 95° LLI
for Hardened Steel and Cast Iron = m
Z
Dimensions Tough «<— Hard azzﬂm?ggng;: (ZD
&) (&) (&) &)
z | 2| 5|EBlz|B 2|8 & | ¢ Z
. . S 9| = | = | Q|9 | 2|2 Y
Designation L IC S RE LE D1 o o o m m o o o (mm) | (mm/rev)
TNGA 110304S 11.00 6.35 3.18 0.40 4.00 2.80 o o o o o o o o 0.05-0.20 | 0.03-0.20 :)
TNGA 110308S 11.00 6.35 3.18 0.80 4,00 2.80 o ° ° ° ° ° ° o 0.05-0.20 | 0.03-0.20 I_
TNGA 160304S 16.50 9.562 3.18 0.40 4.00 4.40 o o o o o o o o 0.05-0.20 | 0.03-0.20
TNGA 160308S 16.50 9.52 3.18 0.80 4,00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20 Z
TNGA 160403S 16.50 9.52 4.76 0.30 4.00 4.40 . . o . ° (] . e | 005020 | 0.08-0.20 m
TNGA 160404S 16.50 9.52 4.76 0.40 4.00 4.40 . ° . . ° ° ° e | 005020 | 0.08-0.20
TNGA 160408S 16.50 9.52 4.76 0.80 4,00 4.40 o o ° ° ° ° o o 0.05-0.20 | 0.03-0.20 U
TNGA 160410S 16.50 9.52 476 1.00 4,00 4.40 [} ° o ° ° ° ° o 0.05-0.20 | 0.03-0.20
TNGA 160412S 16.50 9.52 476 1.20 4.00 4.40 o ° [} o ° ° ° o 0.05-0.20 | 0.03-0.20
TNGA 220404S 22.00 12.70 4.76 0.40 4,00 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
TNGA 220408S 22.00 12.70 4.76 0.80 4.00 5.50 o ° ° ° . ° ° ° 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: A-PTFNR/L-X/G (295) e C#-DTGNR/L (262) * DTGNR/L (262) ® MTENN-W (263) ® MTINR/L-W (263) ® PTFNR/L (264)
* PTGNR/L (264) ® PTGNR/L-X (265) ® PTGNR/L-X-JHP (265) ® PTGNR/L-X-JHP-MC (266) ® S-MTLNR/L-W (295) * S-PTFNR/L (296)

lsun@l.mf I
> S |=
TNGA MT (CBN) Q|
Negative 60° Triangular Inserts
with a Single CBN Mini Tip for 31 o |Gl [ o5°
Hardened Steel and Cast Iron 7 — = =
’ . Recommended
Dimensions Hard Tough Machining Data
&) &) [} &)
o I o I o e o e ap f
S| 8|2 2| 8| &| 8|8
Designation L IC S RE LE D1 o ) o o o o ) ) (mm) | (mm/rev)
TNGA 160404S-MT JER[A0] 9.52 476 0.40 2.70 4.40 o . ° L] . o ° o 0.05-0.20 | 0.03-0.20
TNGA 160408S-MT RN 9.52 476 0.80 2.70 4.40 [ [ [ [ [ [ [ [ 0.05-0.20 | 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A-PTFNR/L-X/G (295)  DTGNR/L (262) » MTENN-W (263) » MTUNR/L-W (263) » PTFNR/L (264) » PTGNR/L (264)
o PTGNR/L-X (265) ® PTGNR/L-X-JHP (265) » PTGNR/L-X-JHP-MC (266) ® S-MTLNR/L-W (295) » S-PTFNR/L (296)

lscAl@.lNE
> S |-
TNGA -3MT (CBN)
Negative 60° Triangular Inserts ﬁ
with 3 CBN Single Mini Tips for # 91° 95°
Hardened Steel and Cast Iron T = =
; . Recommended
Dimensions Hard Tough Machining Data
o o o o
| 5|55 |5|5|5|5| » | f
= - o o ol - N N D (2]
Designation L IC S RE LE D1 o o o o o m o m (mm) | (mm/rev)
TNGA 160404S -3MT JER[cEs) 9.52 4.76 0.40 2.70 4.40 . . (] ° o (] . ® | 0.05-0.20 | 0.03-0.20
TNGA 160408S -3MT Jl¥:h] 9.52 4.76 0.80 2.70 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

® For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A-PTFNR/L-X/G (295)  DTGNR/L (262) ® MTENN-W (263) ® MTINR/L-W (263) ® PTFNR/L (264) * PTGNR/L (264)
* PTGNR/L-X (265) ® PTGNR/L-X-JHP (265) ® PTGNR/L-X-JHP-MC (266) ® S-MTLNR/L-W (295) * S-PTFNR/L (296)

Member IMC Group




ISGAI@.JNE
v s ]
=~ S |- Nl ER
s | TNGN (CBN) LE N
@'« Negative 60° Triangular Inserts I
L with Single CBN Top Corner for ?
) Hardened Steel and Cast Iron 'f
v
Z 60"247 L—
. . Recommended
(ZD Dimensions Tough Hard Machining Data
Z 5 %} 19} S}
o x T I o I x o ap f
Y s S| 8|2 2| 8|88 8
Designation L IC S RE LE ) o o o o o o ) (mm) (mm/rev)
—) W TNGN 110304S 11.00 635 318 040 200 | ® | @ | | o] o | o | o | e | 005020 | 003020
I— TNGN 110308 11.00 6.35 3.18 0.80 4.00 o o ° o ° ° [} o 0.05-0.20 0.03-0.20
TNGN 130304S 13.70 7.94 3.18 0.40 4.00 o o [ [ [ . L] o 0.05-0.20 0.03-0.20
2. [ TNGN 130308s 1370 7.94 318 080 400 | o | @ | o | | o | o | o | o | 005020 | 003020
m TNGN 160304S 16.50 9.52 3.18 0.40 4.00 o o [ o o o o o 0.05-0.20 0.03-0.20
TNGN 160308S 16.50 9.52 3.18 0.80 4.00 [ [ [ . 0.05-0.20 0.03-0.20
U TNGN 160404S 16.50 9.52 4.76 0.40 4.00 [ ° ° [ ° ° ° () 0.05-0.20 0.03-0.20
TNGN 160408S 16.50 9.52 4.76 0.80 4.00 o o ° ° ° ° ° o 0.05-0.20 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: CTFNR/L-F (73) ® CTGNR/L-F (74)

muﬂ@ww :
RE - S = Eigi 91°

TNGN S (CBN) =
Negative 60° Triangular Solid
Top CBN for Cast Iron Machining lg
'
607\\.7 L.
Dimensions Hard <— Tough Recommended Machining Data
o
z | = % f

Designation L IC S RE m o (mm) (mm/rev)
TNGN 110302S-S 11.00 6.35 3.18 0.20 ° o 0.05-5.00 0.05-0.50
TNGN 110304S-S 11.00 6.35 3.18 0.40 [ o 0.05-5.00 0.05-0.50
TNGN 110308S-S 11.00 6.35 3.18 0.80 o ° 0.05-5.00 0.05-0.50
TNGN 110310S-S 11.00 6.35 3.18 1.00 o o 0.05-5.00 0.05-0.50
TNGN 110312S-S 11.00 6.35 3.18 1.20 o o 0.05-5.00 0.05-0.50

* For user guide and cutting speed recommendations, see pages 116-136

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5SHC BI15H BI15HC BI25H BI25HC BI3OH BI3OHC BI30H BI30K BI30KC
8 Heavy interrupted y Y N A A
& | Light interrupted V U N * L
O . P | P |
Continuous

ISCAR




’SMWE AE ¥LE Si= 1075 d U)
VBGW (CBN) ;% ;EQ%% I_
Positive 35° Rhombic Inserts with LA/ B IFMW Y
Single CBN Top Corner Tip for a IC @7 D1 - @ i LLI
Hardened Steel and Cast Iron 1‘ L bt m
¥ v z
Dimensions Hard <— Tough h?lgz?l?:\?r:gngaeti (ZD
o % T :le> fu <:i:> o %:’ ap f Z
o s|l5|lele 8|8 |8|8 oY
Designation L IC S RE LE D1 o =) o o o o ) ) (mm) | (mm/rev)
VBGW 110201S 1110 6.35 2.38 0.10 3.70 2.80 [ . o . [ o ° o 0.05-0.20 | 0.03-0.20 :)
VBGW 110202S 1110 6.35 2.38 0.20 3.70 2.80 o o ° o ° ° ° o 0.05-0.20 | 0.03-0.20 I_
VBGW 110204S 1110 6.35 2.38 0.40 3.70 2.80 [ . o L] [ [ [ o 0.05-0.20 | 0.03-0.20
VBGW 110302S 11.10 6.35 3.18 0.20 3.70 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20 Z
VBGW 110304S 11.10 6.35 3.18 0.40 3.70 2.80 [ . o . . o . o 0.05-0.20 | 0.03-0.20 m
VBGW 110308S 1110 6.35 3.18 0.80 3.70 2.80 ° . o . [ . [ ° 0.05-0.20 | 0.03-0.20
VBGW 160402S 16.60 9.52 4.76 0.20 450 4.40 . ° . ° . . . e | 0.05-0.20 | 0.03-0.20 U
VBGW 160404S 16.60 9.52 4.76 0.40 4.50 4.40 . . . . ° . ° e | 0.05-0.20 | 0.03-0.20
VBGW 160408S 16.60 9.62 4.76 0.80 450 4.40 o ° ° ° . ° ° o 0.05-0.20 | 0.03-0.20
VBGW 160412S 16.60 9.52 476 1.20 4.50 4.40 o o ° [} ° ° ° o 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

lSﬂl@lﬂE RE y

VBGW MT (CBN)

Positive 35° Rhombic Inserts }%
with a Single CBN Mini Tip for J ' 7 D1 3 Ef‘]
Hardened Steel and Cast Iron I .

joy)
Q1

1or
<O>

" . Recommended
Dimensions Hard <— Tough Machining Data
(&) &) (&} o
I I x I p I = x
7o} Ire) 77} e} 7o} [Te} o S ap f
S |2 | == | Q| 9| 2|2
Designation L IC S RE LE D1 m m o m o m m o (mm) | (mm/rev)
VBGW 110201S-MT EERARL 6.35 2.38 0.10 3.00 2.80 o o ° ° o ° ° o 0.05-0.20 | 0.03-0.20
VBGW 110202S-MT JERAAL] 6.35 2.38 0.20 3.00 2.80 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
VBGW 110204S-MT EERIRI0 6.35 2.38 0.40 3.00 2.80 o o ° ° o ° o o 0.05-0.20 | 0.03-0.20
VBGW 160402S-MT R[] 9.52 476 0.20 3.00 4.40 (] (] (] L] (] L] ° ® | 0.05-0.20 | 0.03-0.20
VBGW 160404S-MT JERIX0] 9.52 4.76 0.40 3.00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
VBGW 160408S-MT gl 9.52 476 0.80 3.00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
VBGW 160412S-MT X0 9.52 4.76 1.20 3.00 4.40 o o ° ° ° ° ° ° 0.05-0.20 | 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

Member IMC Group




wn wmd@mm RER
LE S
== VBGW 2MT (CBN)
@'« | Positive 35° Rhombic Inserts L 1
W] with 2 Single CBN Mini Tips for J ic {© 7 b
U) Hardened Steel and Cast Iron TL !
st
Z L
— e 35
(D Dimensions Tough «<— Hard azgﬁm?r:;ngsti
Z o o o o
I I X I 25 I = = 25 f
[T+) [T+) 7] 7] ] 7] S S ap
D: . . S | 2 | = = | Q|92 2
Designation L IC S RE LE D1 o o m o o o o m (mm) | (mm/rev)
:) VBGW 160402S-2MT BRI 9.62 476 0.20 3.00 4.40 o o [ o [ o o o 0.05-0.20 | 0.03-0.20
I— VBGW 160404S-2MT 16.60 9.52 476 0.40 3.00 4.40 [} o [} ° ° ° ° o 0.05-0.20 | 0.03-0.20
VBGW 160408S-2MT 16.60 9.52 4.76 0.80 3.00 4.40 o o ° [} ° ° ° o 0.05-0.20 | 0.03-0.20
Z e For user guide and cutting speed recommendations, see pages 116-136

lsan@l.mf

VCGW (CBN)

Positive 35° Rhombic Inserts
with a Single CBN Tip and g
Flat Rake Angle for Hardened

W R
T |5 ese e

2 Ak

Di |

- o e

Steel and Cast Iron -
X
Dimensions Hard «<— Tough agzammgng:g
(&) &) o (&)
T E|E|E|F|5|5|5| = f
Designation L IC S RE LE D1 sl 8| 5|5 |s|la|a3|838| MM |(Mmmry
VCGW 070202S 6.92 3.97 2.38 0.20 3.70 215 ° . ° . o [ [ [ 0.05-0.20 | 0.03-0.20
VCGW 070204S 6.92 3.97 2.38 0.40 3.70 2.15 ° ° ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
VCGW 070208S 6.92 3.97 2.38 0.80 3.70 215 o ° ° ° ° ° . ° 0.05-0.20 | 0.03-0.20
VCGW 110302S 11.10 6.35 3.18 0.20 3.70 2.80 o o ° ° ° ° o [ 0.05-0.20 | 0.03-0.20
VCGW 110304S 11.10 6.35 3.18 0.40 3.70 2.80 [ . o L] o o o o 0.05-0.20 | 0.03-0.20
VCGW 110308S 1110 6.35 3.18 0.80 3.70 2.80 ° L] o . [ . L] o 0.05-0.20 | 0.03-0.20
VCGW 130302S 13.10 7.94 3.18 0.20 450 3.40 [ . [ . . [ [ ° 0.05-0.20 | 0.03-0.20
VCGW 130304S 13.10 7.94 3.18 0.40 450 3.40 [ [ ° . [ . . o 0.05-0.20 | 0.03-0.20
VCGW 160402S 16.60 9.52 476 0.20 450 4.40 o ° ° ° . ° ° ° 0.05-0.20 | 0.03-0.20
VCGW 160404S 16.60 9.52 4.76 0.40 4.50 4.40 . ° . ° . ° . e | 005-0.20 | 0.03-0.20
VCGW 160408S 16.60 9.52 4.76 0.80 450 4.40 . . . ° . . ° ® | 0.05-0.20 | 0.03-0.20
VCGW 160412S 16.60 9.52 4.76 1.20 4.50 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-SVLBCR/L (298) ® A/S-SVLFCR/L; A-SVUCR/L (298) » A/S-SVQCR/L (299) ® AVC-SVLCR/L (299) ® AVC-SVLCR/L-VH (299)

e AVC-SVPCR/L (300) ® AVC-SVQCR/L (300) ® AVC-SVUCRY/L (300) ® C#-SVJCR/L (275) ® C#-SVJCR/L-JHP (275) ® C#-SVVCN (276) ® HSK A63WH-SVJCR/L (276)
¢ NQCH-SVACR/L-S-JHP (276) ®* NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) ® PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272)

® SVACR/L-S (272) ® SVJCR-PAD (273) ® SVJCR/L (272) ® SVJCR/L-16-JHP (273) ® SVJCR/L-PAD-JHP (273) ® SVPCR/L-S (274) ® SVVCN (274)

e SVXCR/L (274) ® Y-SVJCR-S (274) ® Y-SVJCR-S-JHP (275)

Matria e k|

Hard Materials Cast Iron
Grade BIOSH BIO5HC BI15H BI15HC BI25H BI25HC BI30H BI30HC BI30H BI30K BI30KC
@ Heavy interrupted y N y X ‘ A
Y Light interrupted A | S * |
) ] o N
Continuous

ISCAR




VCGW MT (CBN)

Positive 35° Rhombic Inserts S v
with a Single CBN Mini Tip for J IC @ Dr

)]
|_
ad
L
Hardened Steel and Cast Iron ! m
\/g K Z
35 —
. . Recommended
Dimensions Hard «<— Tough Machining Data (ZD
= o % = o %:) T &:> o %:’ ap f Z
ot BEl8|2|2|/8|8(8|8 %
Designation L IC S RE LE D1 o o o o o o o ) (mm) | (mm/rev)
VCGW 110302S-MT BERARL 6.35 3.18 0.20 3.00 2.80 o o o o o o o o 0.05-0.20 | 0.03-0.20 :)
VCGW 110304S-MT 11.10 6.35 3.18 0.40 3.00 2.80 ° ° ° ° ° ° [} o 0.05-0.20 | 0.03-0.20 I_
VCGW 160402S-MT JBRRGI:N) 9.52 4.76 0.20 3.00 4.40 o o o o o o o o 0.05-0.20 | 0.03-0.20
VCGW 160404S-MT 16.60 9.52 4.76 0.40 3.00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20 Z
VCGW 160408S-MT RG] 9.52 4.76 0.80 3.00 4.40 o [ o o o o o o 0.05-0.20 | 0.03-0.20 m
VCGW 160412S-MT 16.60 9.52 4.76 1.20 3.00 4.40 o o ° [} ° ° ° o 0.05-0.20 | 0.03-0.20 U

® For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-SVLBCR/L (298)  A/S-SVLFCR/L; A-SVUCR/L (298) » A/S-SVQCR/L (299) ® AVC-SVLCR/L (299) e AVC-SVLCR/L-VH (299)

e AVC-SVPCR/L (300) ® AVC-SVQCR/L (300) ® C#-SVJCR/L (275) ® C#-SVJCR/L-JHP (275) » C#-SVVCN (276) ® HSK AB3WH-SVJCR/L (276)

¢ NQCH-SVACR/L-S-JHP (276) ® NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) ® PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272) e SVACR/L-S (272)
* SVJCR-PAD (273) ® SVJCR/L (272) ® SVJCR/L-16-JHP (273) ® SVJCR/L-PAD-JHP (273) ® SVPCR/L-S (274) ® SVVCN (274) ® SVXCR/L (274)

® Y-SVJCR-S (274)  Y-SVJCR-S-JHP (275)

IS“WE REx2 e St 'llw 7b° —
VCGW 2MT (CBN) A% ﬁ““ 3 ;@
Positive 35° Rhombic Inserts ¥
with 2 Single CBN Mini Tips for J [ y i NS %
Hardened Steel and Cast Iron L N
\/ 7
3
Dimensions Hard «<— Tough aztéﬂ?;ir:;ng:tc;
o o o o
T I T T T T T oy ap f
S| 8|2 |2 | 8| &| 8| 8
Designation L IC S RE LE D1 ) o o o o o o o (mm) | (mm/rev)
VCGW 110302S-2MT BRIRL 6.35 3.18 0.20 3.00 2.80 o ° ° ° . ° . ° 0.05-0.20 | 0.03-0.20
VCGW 110304S-2MT ALY 6.35 3.18 0.40 3.00 2.80 [ . [ ° ° o . [ 0.05-0.20 | 0.03-0.20
VCGW 130302S-2MT JEREA[] 7.94 318 0.20 3.00 340 . ° ° ° ° . ° ® [ 005020 | 003-020
VCGW 130304S-2MT JEREAL 7.94 318 0.40 3.00 3.40 ° . ° ° ° . ° ® [ 005020 | 003-0.20
VCGW 160404S-2MT R[N 9.52 476 0.40 3.00 4.40 [ [ [ o . o . [ 0.05-0.20 | 0.03-0.20
VCGW 160408S-2MT RN 9.52 4.76 0.80 3.00 4.40 [ [ [ [ [ [ [ [ 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-SVLBCR/L (298) ¢ A/S-SVLFCR/L; A-SVUCR/L (298) » A/S-SVQCR/L (299) e AVC-SVLCR/L (299) e AVC-SVLCR/L-VH (299)

e AVC-SVPCR/L (300) ® AVC-SVQCR/L (300) ® C#-SVJCR/L (275) ® C#-SVJCR/L-JHP (275) e C#-SVVCN (276) ® HSK AB3WH-SVJCR/L (276)

* NQCH-SVACR/L-S-JHP (276) * NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) ® PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272) * SVACR/L-S (272)
e SVJCR-PAD (273) ® SVJCR/L (272) ® SVJCR/L-16-JHP (273) e SVJCR/L-PAD-JHP (273) ® SVPCR/L-S (274) ® SVVCN (274) e SVXCR/L (274)

® Y-SVJCR-S (274) ® Y-SVJCR-S-JHP (275)

Member IMC Group
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VCGW 2MT MM (CBN)
Positive 35° Rhombic Inserts

with 2 MM Chipbreaking
CBN Mini Tips for Hardened
Steel and Cast Iron

Designation

VCGW 160404S-2MT MM
VCGW 160408S-2MT MM

REx2 \ S
LE o
v \/R i
- < ©); I
7/
7
# \
. . Recommended
Dimensions Hard <— Tough Machining Data
o o o o
o I = o o o e = o = ap f
g|18|2|2|8|8|8|8
L IC S RE LE D1 ® | @ | o |@|@o| @ | @ | a | (mm |[(mmrey
16.60 9.52 476 0.40 3.00 4.40 [ o o o o ° [ ® | 0.05040| 005025
16.60 9.52 4.76 0.80 3.00 4.40 o o o [} ° ° ° ® | 0.05-0.40 | 0.05-0.25

* For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-SVLBCR/L (298) » A/S-SVLFCR/L; A-SVUCR/L (298) * A/S-SVQCR/L (299) » AVC-SVLCR/L (299) » AVC-SVLCR/L-VH (299)
e AVC-SVPCR/L (300) e AVC-SVQCR/L (300) » C#-SVJCR/L (275) ® C#-SVJCR/L-JHP (275) » C#-SWWCN (276) ¢ HSK AB3WH-SVJCR/L (276)
o SVJCOR/L (272) ® SVJCR/L-16-JHP (273) » SVWCN (274) ® SVXCR/L (274)

lsun@n.ms

VNGA (CBN)

Negative 35° Rhombic Inserts
with a Single CBN Tip and
Flat Rake Angle for Hardened
Steel and Cast Iron

«

T
A

ARy
(N

. . Recommended
Dimensions Hard <— Tough Machining Data
) o [} o
I I I I = I = X
Ire} e} ic e} iS frel S =] ap f
S |2 | = | = | Q | 2|
Designation L IC S RE LE D1 m m o m m m m o (mm) | (mm/rev)
VNGA 160403S 16.60 9.52 4.76 0.30 4.50 4.40 o o ° ° o ° ° [} 0.05-0.20 | 0.03-0.20
VNGA 160402S 16.60 9.52 4.76 0.20 4.50 4.40 o o o ° ° ° ° o 0.05-0.20 | 0.03-0.20
VNGA 160406S 16.60 9.52 4.76 0.60 4.50 4.40 o . . . ° . . e | 005020 | 0.08-0.20
VNGA 160404S 16.60 9.52 4.76 0.40 4.50 4.40 . ° ° . ° . ° e | 005020 | 003-0.20
VNGA 160410S 16.60 9.52 4.76 1.00 4.50 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
VNGA 160408S 16.60 9.52 476 0.80 4.50 4.40 ° o ° o ° ° o o 0.05-0.20 | 0.03-0.20
VNGA 160412S 16.60 9.52 4.76 1.20 4.50 4.40 o o ° ° o ° ° o 0.05-0.20 | 0.03-0.20

e For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: MVJNR/L (270) ® MVVNN (270)

Material -
Hard Materials Cast Iron
Grade BIO5H BIOSHC BI15H BI15HC BI25H BI25HC BI30H BI3OHC BI3OH BI30K BI30KC
8 Heavy interrupted y Y N A A
& | Light interrupted V U N * L
O . P | P |
Continuous

ISCAR




ISGAI@.JNE RE e S~ U)
VNGA MT (CBN) E
Negative 35° Rhombic Inserts g )
with a Single CBN Mini Tip for J c K DI L
Hardened Steel and Cast Iron 4 ' L m
/
~ <
. . Recommended
Dimensions Hard Tough Machining Data (ZD
o o o o
AHHHEEEEE RN <
Designation L IC S RE LE D1 m | @ | @ (@ | @ | @ [ @ | @ | (mm |(mmhey ad
VNGA 160402S-MT BRIl 9.52 476 0.20 3.00 4.40 . [ o o . [ [ . 0.05-0.20 | 0.03-0.20 :)
VNGA 160404S-MT 16.60 9.52 476 0.40 3.00 4.40 o o ° ° [} ° ° [} 0.05-0.20 | 0.08-0.20 I_
VNGA 160408S-MT 16.60 9.52 4.76 0.80 3.00 4.40 [} o ° ° ° ° ° [} 0.05-0.20 | 0.03-0.20
® For user guide and cutting speed recommendations, see pages 116-136 Z
For tools, see pages: MVJNR/L (270) ® MVVNN (270) m
lsun@um:'
=8 |Il® [l
VNGA 2MT (CBN) rg
Negative 35° Rhombic Inserts v -
with 2 Single CBN Mini Tips for _- 'T
Hardened Steel and Cast Iron
. . Recommended
Dimensions Hard Tough Machining Data
[} ) (&} o
I I I I pn I = X f
slg|l2|g|8|8|g8|18| >
Designation L IC S RE LE D1 m m o m m m m o (mm) | (mm/rev)
VNGA 160402S-2MT 16.60 9.52 4.76 0.20 3.00 4.40 [} o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
VNGA 160404S-2MT 16.60 9.52 4.76 0.40 3.00 4.40 o o ° ° ° ° ° [} 0.05-0.20 | 0.03-0.20
VNGA 160408S-2MT JR[X:0) 9.52 476 0.80 3.00 4.40 ° o ° ° . ° . ® | 005020 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: MVJINR/L (270) ¢ MVVNN (270)

/3 - =
lsan@uu RExt, y _ S e
Y \ ) 3 %
VNGA 4MT (CBN) . S
Negative 35° Rhombic Inserts '. i
with 4 Single CBN Mini Tips for [ — 4 e @ ) il
Hardened Steel and Cast Iron L L
*S%J
Dimensions Hard «<— Tough azzﬁm?;;ng:tg
T §:> = %:> o % = o % ap f
_ sl g|l2|=2|8|&|8)| 8
Designation L IC S RE LE D1 ) o ) o o o ) ) (mm) | (mm/rev)
VNGA 160404S-4MT JER(K] 9.52 476 0.40 3.00 4.40 . [ [ o L] [ [ ® | 005020 | 0.03-0.20
VNGA 160408S-4MT JRLI0) 9.62 4.76 0.80 3.00 4.40 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: MVJINR/L (270) ¢ MVVNN (270)

Member IMC Group




&uﬂ@mm —
(n = Sf= '.l% Wmla 93° | 1L 95°
=21 VNGA 2MT MM (CBN) rg b
a'd Negative 35° Rhombic Inserts v !;
with 2 MM Chipbreaking —- D%
L CBN Mini Tips for Hardened
U) Steel and Cast Iron
’ . Recommended
(D Dimensions Hard < Tough Machining Data
— o o [3) )
Z T I T I T I e I 2 f
S|l 82|28 |8|8|8 )
D: Designation L IC S RE LE D1 o o o o o o o o (mm) | (mm/rev)
:) VNGA 160404S-2MT MM G 9.52 4.76 0.40 3.00 4.40 ) . . . . ° ° ® | 0.05-0.40 | 0.05-0.25
I_ VNGA 160408S-2MT MM [[e0) 9.52 476 0.80 3.00 4.40 o o o o o o o ® | 0.05-0.40 [ 0.05-0.25
VNGA 160412S-2MT MM R0 9.52 476 1.20 3.00 4.40 [ o o [ [ [ [ ® | 0.05-0.40 | 0.05-0.25
Z e For user guide and cutting speed recommendations, see pages 116-136
m For tools, see pages: MVJNR/L (270) ¢ MVVNN (270)
“’“"@"‘""' S & =T
VNGA 4MT MM (CBN) A B
Negative 35° Rhombic Inserts v -
with 4 MM Chipbreaking J’ o
CBN Mini Tips for Hardened
Steel and Cast Iron
’ . Recommended
Dimensions Hard Tough Machining Data
(&) (&} (&} o
X I jm pu I jn I jm f
Blg|2|z|l8|8(8|18|°
Designation L IC S RE LE D1 o o o o o o o o (mm) | (mm/rev)
VNGA 160404S-4MT MM RRLX:0] 9.52 4.76 0.40 3.00 4.40 o o [ ° ° ° ° ® | (0.05-0.40 | 0.05-0.25
VNGA 160408S-4MT MM ] 9.52 4.76 0.80 3.00 4.40 ° o ° ° ° ° ° ® | 0.05-0.40 | 0.05-0.25
VNGA 160412S-4MT MM JRLX:0) 9.52 476 1.20 3.00 4.40 o o ° ° ° ° ° ® | (0.05-0.40 | 0.05-0.25
* For user guide and cutting speed recommendations, see pages 116-136
For tools, see pages: MVJINR/L (270) ¢ MVVNN (270)
lsun@l.mf
WNGA (CBN) 9 [~
Negative 80° Trigon Inserts i
with a Single CBN Tip and R o1
Flat Rake Angle for Hardened \ /
Steel and Cast Iron 'g% ~—
’ . Recommended
Dimensions Hard Tough Machining Data
(&) (&} (&} o
X I jm X I jn I jm a f
S| 8|2 |=|8|8|83|83 P
Designation L IC S RE LE D1 o o o o o o o o (mm) | (mm/rev)
WNGA 080404S 8.69 12.70 4.76 0.40 4,00 5.50 o [} ° ° ° ° ° o 0.05-0.20 | 0.03-0.20
WNGA 080408S 8.69 12.70 4.76 0.80 4.00 5.50 o o o [} ° ° ° o 0.05-0.20 | 0.03-0.20
4 8.69 12.70 4.76 1.20 4,00 5.50 o o ° ° ° ° ° o 0.05-0.20 | 0.03-0.20

For user guide and cutting speed recommendations, see pages 116-136

For tools, see pages: A/S-MWLNR/L-W (301) ¢ A/S-PWLNR/L (302) e C#-MULNR/L-MW (268) ¢ C#-PWLNR/L-08-JHP (281) * DWLNR/L (277)
 DWLNR/L-JHP-MC (277) ® HSK AB3WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268) ® HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267)
e MWLNR/L-W (278) e PWLNR/L (278) ® PWLNR/L-08-JHP (279) ® PWLNR/L-X (279) ® PWLNR/L-X-JHP (280) ¢ PWLNR/L-X-JHP-MC (281)

e S-DWLNR/L (301) ® S-MULNR-MW (297)

Material -
Hard Materials Cast Iron
Grade BIO5H BIOSHC BI15H BI15HC BI25H BI25HC BI30H BI3OHC BI3OH BI30K BI30KC
@ Heavy interrupted y X y X ‘ ‘
o Light interrupted y N y N f |
) ] o o
Continuous

ISCAR




CBN MILLING INSERTS

CBN MILLING INSERTS



CBN Milling Inserts - Index

ADKW (CBN) 179 LNAW-11 (CBN) 179 LNAW-15 (CBN) 180

%)
I_
%
L
7))
<
O
<
-
—
=
Z
m
O

ISCAR




HELi2000 REO.S (= Wi -
BS
ADKW (CBN) ARV RS @ % Q
Single Corner R.H. Inserts with
an IB85 PCBN Brazed Tip for - - TSL
Machining Hard Materials J
dsk
Dimensions Recommended Machining Data
© ap f
Designation Wi INSL BS APMX Fig. 3 (mm) (mm/#t)
ADKW 1505 PDER 9.60 16.18 5.83 1.45 450 2 [ 0.10-2.00 0.10-0.25
ADKW 1505 PDTR 9.60 16.18 5.83 1.45 4.50 1 o 0.10-2.00 0.10-0.25

* Inserts are supplied with spare screws.

For tools, see pages: FOOAD-SFR (314) » HM90 E9OAD-15 (315) ® HM90 EQOAD-M-15 (316) ® HM9O EQOAD-M-15-JHP (316) ® HMIO EQOAD-MM-15-JHP (317)
o HM90 FO0A-15 (318) » HMI0 FO0A-15-JHP (319)

1 2

e e

TANGENTIAL LINE

LNAW-11 (CBN)
Tangentially Clamped Inserts
with a PCBN Brazed Tip for
Machining Hard Materials

@

®

Single R.H. cutting edge insert

Designation w1

LNAW 1106PNTR-S 6.00
LNAW 1106PN-R-S 6.00

) . Recommended
Bimensions Machining Data
3 ap fz
S RE APMX BS It o (mm) (mm/t)
11.80 0.80 5.00 1.20 2.8 ) 0.05-2.00 0.10-0.25
11.90 0.80 5.00 1.20 2.8 ° 0.05-2.00 0.10-0.25

* LNAW PN-R.. is 0.03 mm edge-honed for finishing applications, while the LNAW PNTR... has a chamfered edge for rough milling applications.

¢ The inserts are supplied with spare screws.

For tools, see pages: FOOLN-N11 (305)

CBN Recommended Machining Conditions

Grade 1B85
DOC Ve Feed Cutting
mm Material m/min mm/tooth Edge
Grey cast iron Chamfer
<0.5 200-280 HBN 500-1500 0.1-0.3 Hone
0.5-2.0 500-1100 0.1-0.25 Chamfer
<0.5 Cal 400-600 0.1-0.2 Hone
Co based > 35 HRc 150-200
Ni based > 35 HRc 120-150
0520 Fepased>35HRe | 60-120 | 009015 | Chamfer
Cr based > 35 HRc 50-75
<0.5 | Hard steels > 45 HRc 80-180 0.1-0.25 Chamfer
<2 Hard cast iron Ni hard 80-200 0.1-0.15 Chamfer
<2 Bearing steel 180-220 0.05-0.25 Chamfer
<2 Ferrous powder metal 150-300 0.1-0.15 Chamfer

Important:
Up-Milling

Recommended for
Hardened Materials

Member IMC Group
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VI e e

#ﬂEN"TIAL LINE

LNAW-15 (CBN)
Tangentially Clamped Inserts
with a PCBN Brazed Tip for
Machining Hard Materials

@ ®

sl [N

‘»‘ 3

=l wil< Single R.H. cutting edge insert
. . Recommended
DIz Machining Data
2 ap f
Designation w1 S RE L APMX BS It o (mm) (mm/t)
LNAW 1506PN-R-S 6.00 14.00 0.80 15.00 5.00 1.60 3.8 o 0.05-2.00 0.10-0.25
LNAW 1506PNTR-S 6.00 13.90 0.80 15.00 5.00 1.60 3.8 o 0.05-2.00 0.10-0.25

* LNAW PN-R.. is 0.03 mm edge-honed for finishing applications, while the LNAW PNTR... has a chamfered edge for rough milling applications.
¢ The inserts are supplied with spare screws.

For tools, see pages: FOOLN-N15 (306) ¢ SSB-LN15-R/L (320)
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PN-R-S PNTR-S Important:
/@ Up-Milling
g z % Recommended for
Hardened Materials
Recommended Machining Conditions "~~~ 77 Tt e et
1B85 IB55
Grade | DOC mm Material Ve m/min | Feed mm/tooth | Cutting Edge | Vc m/min |Feed mm/tooth| Cutting Edge
<0.5 Grey cast iron 200-280 HBN | 500-1500 0.1-0.3 Chamfer Hone
0.5-2.0 500-1100 0.1-0.25 Chamfer
<0.5 CGl 400-600 0.1-0.2 Hone
Co based > 35 HRc 150-200
Ni based > 35 HRc 120-150
05-20 Fe based > 35 HRc 60-120 | 0000 Chamfer
Cr based > 35 HRc 50-75
<0.5 Hard steels > 45 HRc 80-180 0.1-0.25 Chamfer 80-220 0.1-0.25 Chamfer
<2 Hard cast iron Ni hard 80-200 0.1-0.15 Chamfer
<2 Bearing steel 180-220 0.05-0.25 Chamfer 180-220 0.1-0.15 Chamfer
<2 Ferrous powder metal 150-300 0.1-0.15 Chamfer 250-360 0.1-0.15 Chamfer

ISCAR




PCD INSERTS PRELUDE

PCD TURNING INSERTS PRELUDE
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1. Shape

75°

55°

35°

25°

80°/100 @

\ T [ / m [
m
\ , ¢ . P
J IC L «—IC —> s
m S IC
E +0.025 +0.025 +0.025
G +0.025 +013 +0.025
M from +0.08 +0.13 from +0.05
to +0.180 to +0130
U from +0.13 +0.13 from +0.08
to +0.380 to +0.250
() Exact tolerance depends on insert size
Tolerance in mm
onm onlIC

IC Class M Class U Class M Class U

6.35 +0.08 +0.13 +0.05 +0.08

9.52 +0.08 +0.13 +0.05 +0.08

12.70 +0.13 +0.20 +0.08 +0.13

15.87 +0.15 +0.27 +0.10 +0.18

19.05 +0.15 +0.27 +0.10 +0.18

25.40 +0.18 +0.38 +0.13 +0.25

q‘:‘--"u-f’r

2. Clearance Angle

4. Type

Relief angle

1'BEE

ISCAR

Symbol

Hole

Shape of Hole

Chipbreaker

Shape

without

without

157

single- sided

[ A

double- sided

with

without

1 ©Iry

cylindrical hole

single- sided

F1 Iy

double- sided

partly cylindrical hole,

without

O] «ry

single-side
40° ~ 60° countersink

single- sided

™ TNy

partly cylindrical hole,

without

double-side
40° ~ 60° countersink

double- sided

partly cylindrical hole,

without

1 Yy

single-side
70° ~ 90° countersink

single- sided

Y YAy

partly cylindrical hole,

without

double-side
70° ~ 90° countersink

double- sided

special




Ll
—
5. Codes for Cutting Edge Length or for Inscribed Circle Diameters 8. Edge Preparation L
o Metric System Code Shape D:
e = B
ERS]
573 Sharp Edge F il ¥p)
@ 2
§.§ |_
[ Shapes ot . ad
dmm) |H|O|P|S|T|C|D|E|F|M|V|W|R oned Edge LU
06 T3 07 s (/)
T-land/Chamfer Z
08 04 08 .. T
(Angular Grinding) e
05[09|05|06|05|07|05|09 |03 @
03]02|04|06| 1 |06|07|06|08|06| 11 |04 |06 Chamfer + Honed (Angular Grinding + [ 3
Round Honing) Z
04[03[05|07 |13 [08|09|08 (|10 (07|13 |05 |07 9 =
Double Chamfer + Honed (2-step -7
05|04|07|09[16 09| 1N [09]12 |09 | 16 |06 |09
Chamfering + Round Honing) P Z
07|05(09 |12 22|12 |15 (13 [16 |12 |22|08 |12 D:
09|06 | M [15[27]16 |19 [16 |20 15|27 |10 [15 D
M |10713[19 (33|19 (23[19 24|19 331319 |_
14 110 (18 25|44 |25| 31 (26(33|25|44 |17 |25
18| 13|23 31 |54|32]38]32| 41|31 |54] 21|31 dlisndlefiinsert 0
Symbol Hand U
right hand al
left hand
neutral

(5] 6 e

_ 2 [ ol os | s

-E’s-u-ﬁ’r-

6. Codes for Thickness 7. Codes for Corner Radii 10. No. of Cutting Edges or Style
Thickness | Metric For Corner R Symbol No. of Cutting Edges
S (mm) | System Corner-R Nominal | Metric half-solid (full-face)
1.59 01 Value (mm) System .
1.98 T sharp corner O 00 solid
238 02 01 01 length (full-edge)
318 03 m 0.2 02 1 mini-tipped cutting edge
3.97 T3 ! 0.3 03
476 04 m 0.4 04
5.56 05 f 0.6 06
635 | 06 :I—T‘TL 08 08
7.94 07 1 10
9.52 09 12 12
12.7 12 1.5 15
1.6 16
2 20
24 24 11. Chipbreaker
32 32 Symbol Description
other radii X PCD - medium .
for round inserts MOo*
00* PCD - roughing

Notes :“00”"(double zero) is used for
insert circle diameter indicated in
inches. “ MO” is used for insert circle
diameter indicated in milimeters

Member IMC Group




PCD TURNING INSERTS PRELUDE

PCD (Sintered Diamond)

Diamonds, the hardest material in world: back in 1955
scientists developed diamonds in jewelry quality. With
physical properties and sizes up to 1 carat, these synthetic
diamonds had never been seen before. Containing 99,9%
graphite isotope C12 these diamonds conduct heat 50%
faster than natural diamond and 850 times faster than copper.
They are known for the best heat conductivity and have a
very high resistance against breakage when used in high-
energy-lasers. But to use this diamonds for jewelry is not
economical because the production is very expensive and
their properties are better used in technical applications.
Since 1958 synthetic diamonds are produced based on
graphite in a huge high-pressure and temperature press
under 60-70 kilobar and temperatures around 1200-1500 °C.
Through the years this process was continuously improved.

Honferrous J
Materials /

Synthetic diamonds and later cubic-boron-nitride which is
produced in a similar way is the bases for polycrystalline
cutting materials. These materials are used to machine different
workpiece materials like stone, wood, synthetic materials

and non-ferrous materials. Nowadays it's impossible to
imagine machining difficult workpiece, materials without these
Jpolycrystallines”. In the beginning the main objective was the
development of grinding materials. In 1972 the technology
was found to bind these only a few micron in size in a special
matrix and produce polycrystalline cutting edges. About one
year later this technology was transferred to cubic-boron-
nitride. The polycrystalline structure is randomly oriented

and homogeneous. The hardness and wear resistance is
consistent in each direction. This is a main difference to
natural single crystal diamonds that have harder and softer
areas which could be the source for cleavage crack initiation.
This means that a specific orientation of the cutting edge is
not necessary to obtain high and consistent tool life. When
using cutting materials such as carbide or ceramic and the
tool life requirements are not realized, polycrystalline cutting
materials can be the solution. By using advanced cutting
materials, improvements to cutting parameters and tool life

of higher hardness and wear resistance could be realized.
Especially if high cutting speeds, tool life, and precision are
required, PCD and CBN can serve as significant advantages.




Materials on Hardness Scales

PCD is characterized by a hardness that is
comparable to natural diamond, and it can
achieve hardness of 6000HV and more.

Hardness

Bidemics

Coated Carbide
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Carbide

Sub-micron Carbide

feed / toughness

Vickers Hardness

6000HV

5000HV

4900HV

4500HV

2300HV

Ceramic

2100HV

Member IMC Group.




PCD (Sintered Diamond) -

Suitable for materials such as aluminum alloy, Insert Grades

non-ferrous metals, and fiber-reinforced plastics.

Suitable for extremely high-speed finishing. é
Application Range 3 Features
L i i PCD fine grain, increased surface requirements,
| | micro-erosion tools, well suited for milling. PCD
= grain size<lum with great toughness, usable also for
'E i interrupted cut fine grain diamond particles, fracture
E L 1 resistance and cutting edge sharpness are excellent.
> ID4 |pL 8 |deal for milling and rough cutting of aluminium alloys
§ 1 where extreme chip resistance is required, also for
& ‘ machining titanium and composties. Sub-micron
E L D5 ‘ grain size, ID4’s ultra-fine grain structure is suitable
£ | for applications where mirror finishes are required
o i i due to its extreme edge sharpness/retention.
f w PCD medium grain, standard PCD quality,
| | ALSi max. 12%. grain size 10um to use for
-.a normal aluminium applications good balance
S of wear resistance and flexural strength.
& PCD mixed grain, increased wear resistance, ALSi
5 > 12%, tools with a high amount of abrasive fillers.
§- continuous light interrupted heavy interrupted Grain size from 3 - 30pm for high abrasive materials,
é small impacft force on large exgellent abrasive wear re§i§tance, and fractu‘re .
= cutting edge resistance. Use when ID5 is inadequate. Application
b8 areas include MMC, high silicon aluminium alloys,
high strength cast irons and bi-metal applications.
3000 Excellent abrasion resistance and good thermal
= stability. A multi-modal PCD with grain sizes of
E 2um to 25um which gives ID8 excellent wear
E resistance, edge strength and edge quality.
3 800
3
&
2
£ | 300
8]
ID5 ID8
Si content 12%

Standard Cutting Conditions

o
2} Material Ve (m/min) | DOC a, (mm) f mm/rev ID4 ID5 ID8
semi-finish 800-3000 0.3-5.0 01-0.6 — v —
aluminum alloys: aluminum si<12% finish 800-3000 0.05-1.0 0.03-0.2 — v v
milling 800-3500 01-2.5 0.05-0.3 — v —
semi-finish 300-900 01-2.5 01-0.4 = = v
aluminum alloys: aluminum si>12% finish 300-900 0.05-0.8 0.03-0.2 — — v
milling 400-1000 01-2.0 0.05-0.3 — v v
o semi-finish 600-1200 0.5-2.0 01-0.4 v
copper alloys: bronze, brass, tin-foil, finish 7001500 00505 0.05-0.4 — ¥ ¥
copper, zinc alloys, magnesium alloys - - - -
milling 700-1200 01-2.5 01-0.3 v =
. semi-finish 20-25 01-0.5 01-0.3 v —
carbide up to 15% cobalt —
finish 20-30 0.05-0.2 0.05-0.2 v —
semi-finish 80-1000 1.0-5.0 01-0.4 v v
ebonite, glass, plastic-materials finish 80-1500 0120 0.05-03 — 7 7
ceramic, graphite, fiber-glass —— - -
milling 200-1000 01-5.0 01-0.3 v v
finish 2000-5000 0.05-1.0 v v
wood -
milling 2000-5000 0.05-1.0 — v v

v First choice
— Second choice

ISCAR
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PCD Chipbreaker Inserts MD/RD Types

General Features Application Range for MD Chipbreaker

Ll
—
Ll
e Chipbreaker formed directly on the PCD segment —= D:
delivers superior chip control. Provides good chip D—
control in semi-finish and finishing of auminum alloys. m
o Drastically increases work efficiency |_
and solves chip control issues. D:
o Corner of R0.2 and R0.4 inserts are available enabling

the machining of corners with a small radius. (Llf)l

MD- PCD with Chipbreaker i i i
= 25t o Z
_ 2o} o O
£ A Z
& 15 L =
Mb o Z
S 10+ | | | x

c | | |
5 IR -
o5 I =
Used for better chip control and decreasing the cutting | : | D
forces especially when machining low silicon aluminum. 0.1 0.2 0.3 0.4 U
MED is used in low and medium depths of cut. feed f (mm/rev) D_

RD-PCD with Chipbreaker Application Range for RD Chipbreaker

RD
sor s
£ : :
Additional negative chamfer for better chip E 30+ ! !
control and reduced cutting forces in roughing 3 E :
applications. Minimized risk of vibrations. § o0+ i i
5 5 i
s ' i
- - — & 10 |
for Fine - Medium Machining T i i
radius (mm)| RO.2 RO.4 RO.8 | i

f (mm/rev) | 0.04-01|0.08-0.2| 01-0.3
ap(mm) |[0.05-0.6| 01-20 | 0.3-25
for Rough Machining

0.1 0.2 0.3 0.4

feed f (mm/rev)

radius (mm) RO.4 RO.8
f (mm/rev) 0.1-0.25 |015-0.35
ap (mm) 04-20 | 06-3.0

Member IMC Group.










PCD Turning Inserts - Index

CCGT (PCD) 192 CCGT R/L-L (PCD) 1 CCGT MD/RD (PCD) 193 CCGW (PCD)

CCGW R/L-L (PCD) 194 CCGW W (PCD) 1
9% -

92
re 94
98

CCGW MT (PCD) 195 CCGW W-MT (PCD) 195

%)
l—
%
L
)
=
O
=
Z
%
)
I_
O
O
o

CPGW (PCD) 197 CPGW R/L-L (PCD) 197

1
CNGA (PCD) 198 CNGA MT (PCD) 1
DCGT MD/RD (PCD) 200 DCGW (PCD) 01
DPGW (PCD) 201 DNGA (PCD) DNGA MT (PCD) 202 ECGT (PCD)

200
202

ECGW (PCD)
205

CNGA W-MT (PCD) 199 DCGT (PCD)

DCGW MT (PCD) 2 DCGW W-MT (PCD) 20

=
s

EPGW (PCD) RBGN HS (PCD) 204

RCGN HS (PCD) 204 RCGW HS (PCD) RPGN HS (PCD) 205 RNGN HS (PCD) 205
206 207

SCGW (PCD) SCGW L (PCD) 206

SCGW MT (PCD) SPGN (PCD)

'

<

ISCAR




SPGN MT (PCD) SPGW (PCD) 208

207
11
12

SNGA (PCD) 208 SNGA MT (PCD) 209

SNGN HS (PCD) 210 TBGN HS (PCD)

%)
l—
%
L
0
=
O
=
Z
%
)
I_
O
O
o

b 4
V

TCGN HS (PCD) TCGT (PCD)

TCGT L (PCD) 211

TCGT MD/RD (PCD) 21

211
TCGW (PCD) TCGW L (PCD) 213

TCGW MT (PCD) 213

2
2
2 TPGN (PCD)

TPGW (PCD)

2
K2
A
A

TPGN MT (PCD) 2 TPGN HS (PCD) 215
TPGW MT (PCD) 2 TNGA (PCD) 217

14
16
20
22

TPGT (PCD) 15

TNGA MT (PCD) 217 TNGN (PCD)

Gf

VBGW MT (PCD) 219 VCGT (PCD)

2 218
VCGT MD/RD (PCD) 2 VCGW (PCD) 20
2 22

VCGW MT (PCD) 221 VNGA (PCD) 221

VNGA MT (PCD) WNGA (PCD)

2
2

Member IMC Group.




L PCD ISO-Turn
ad
L
U) ISCARN("LINE s : e
Z ‘ S~ GAN < S0
| CCGT (PCD) aﬂ
Positive 80° Rhombic Inserts [
(5] with PCD Tip with a Positive D1
Z Rake Angle for Finishing lz
~=  Non-Ferrous Materials 7
Z
% Dimensions Tough <— Hard Iaizﬁm?r:gengaeti
|_
D ap f
Q Designation L Ic S RE LE D1 AN | 8| 8|2 (mm) (mm/rev)
D_ CCGT 060202F 6.40 6.35 2.38 0.20 3.00 2.80 7.0 o ° o 0.05-2.80 0.03-0.60
CCGT 060204F 6.40 6.35 2.38 0.40 3.00 2.80 7.0 o ° o 0.05-2.80 0.03-0.60
CCGT 060208F 6.40 6.35 2.38 0.80 3.00 2.80 7.0 [ o . 0.05-2.80 0.03-0.60
CCGT 09T302F 9.70 9.52 3.97 0.20 4.00 4.40 10.0 o ° o 0.05-3.80 0.03-0.60
CCGT 09T304F 9.70 9.52 3.97 0.40 4.00 4.40 10.0 o ° o 0.05-3.80 0.03-0.60
CCGT 09T308F 9.70 9.52 3.97 0.80 4.00 4.40 10.0 . [ [ 0.05-3.80 0.03-0.60
CCGT 120402F 12.90 12.70 476 0.20 4.00 5.50 10.0 ° ° ° 0.05-3.80 0.03-0.60
CCGT 120404F 12.90 12.70 4.76 0.40 4.00 5.50 10.0 o ° o 0.05-3.80 0.03-0.60
CCGT 120408F 12.90 12.70 4.76 0.80 4.00 5.50 10.0 o ° o 0.05-3.80 0.03-0.60
* For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: A/E/S-SCLCR/L (284) ® AVC-SCLCR/L (285) » C#-SCLCR/L-JHP (244)  E-SCLCR/L-HEAD (285) * IHCR (286)
e IHRF (286) » IHRF-BW (287) * IHSR (288) * IHSR-BW (289) * NQCH-SCACR/L-S-JHP (244) ® PCLCR/L-S (235) » PCLCR/L-S-JHP (236)
e PCLCR/L-S-JHP-MC (236) » SCACR/L-S (242) ® SCLCR-PAD (243)  SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)
ISCARN(\LINE S -
“e|~_GAN
CCGT R/L-L (PCD)
Positive 80° Rhombic Inserts
with Full-Edge PCD Tips (Right
or Left Hand) for Finishing
Non-Ferrous Materials
Dimensions Hard «<— Tough aggﬁmm;ng:t:
ap f
Designation L IC S RE D1 GAN E 5 E (mm) (mm/rev)
CCGT 060202F R-L 6.40 6.35 2.38 0.20 2.80 7.0 o o o 0.05-6.30 0.03-0.60
CCGT 060204F R-L 6.40 6.35 2.38 0.40 2.80 7.0 . o [ 0.05-6.30 0.03-0.60
CCGT 09T302F R-L 9.70 9.52 3.97 0.20 4.40 10.0 ° ° ° 0.05-9.50 0.03-0.60
CCGT 09T304F R-L 9.70 9.52 3.97 0.40 4.40 10.0 o ° o 0.05-9.50 0.03-0.60
CCGT 120404F R-L 12.90 12.70 4.76 0.40 5.50 10.0 . o [ 0.05-12.60 0.03-0.60
CCGT 120408F R-L 12.90 12.70 476 0.80 5.50 10.0 ° ° o 0.05-12.60 0.03-0.60
CCGT 060202F L-L 6.40 6.35 2.38 0.20 2.80 7.0 . ° o 0.05-6.30 0.03-0.60
CCGT 060204F L-L 6.40 6.35 2.38 0.40 2.80 7.0 L] [ [ 0.05-6.30 0.03-0.60
CCGT 09T302F L-L 9.70 9.52 397 0.20 4.40 10.0 . . . 0.05-9.50 0.03-0.60
CCGT 09T304F L-L 9.70 9.52 3.97 0.40 4.40 10.0 ° ° o 0.05-9.50 0.03-0.60
CCGT 120404F L-L 12.90 12.70 4.76 0.40 5.50 10.0 o [ [ 0.05-12.60 0.03-0.60
CCGT 120408F L-L 12.90 12.70 4.76 0.80 5.50 10.0 [ o o 0.05-12.60 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187
Use left-hand inserts for left-hand external tools and for right-hand internal tools

For tools, see pages: A/E/S-SCLCR/L (284) ® AVC-SCLCR/L (285) s C#-SCLCR/L-JHP (244) » E-SCLCR/L-HEAD (285) * IHCR (286)
o IHRF (286) * IHRF-BW (287) * IHRF-CH (287) * IHSR (288)  IHSR-BW (289) » NQCH-SCACR/L-S-JHP (244)  PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
e PCLOR/L-S-JHP-MC (236) » SCACR/L-S (242) » SCLCR-PAD (243) » SCLCR/L (243) » SCLCR/L-PAD-JHP (243)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




ISCAR\(\"LINE - S 3 = m
CCGT MD/RD (PCD) ) —
Positive 80° Rhombic L Y
Inserts with 2 Types MD/ D1 1 LU
RD Chipbreaking PCD Tips o
for Non-Ferrous Materials 7»f\ m
Finishing & Medium App. L Z
Dimensions Tough <— Hard a‘;z;:mir:;ng:ti (ZD
ap f Z
Designation L IC S RE LE D1 3 3 ér (mm) (mm/rev) D:
CCGT 060202F MD 6.40 6.35 2.38 0.20 3.00 2.80 L] o [ 0.05-2.00 0.03-0.60 D
CCGT 060204F MD 6.40 6.35 2.38 0.40 3.00 2.80 o ° o 0.05-2.00 0.03-0.60 I_
CCGT 060208F MD 6.40 6.35 2.38 0.80 3.00 2.80 o ° o 0.05-2.50 0.03-0.60
CCGT 09T302F MD 9.70 9.52 3.97 0.20 4.00 4.40 o ° o 0.05-2.00 0.03-0.60 D
CCGT 09T304F MD 9.70 9.52 3.97 0.40 4.00 4.40 ° ° o 0.05-2.00 0.03-0.60 U
CCGT 09T308F MD 9.70 9.52 3.97 0.80 4.00 4.40 L] [ L] 0.05-3.00 0.03-0.60
CCGT 060202F RD 6.40 6.35 2.38 0.20 3.00 2.80 . ° [ 0.05-2.00 0.03-0.60 D—
CCGT 060204F RD 6.40 6.35 2.38 0.40 3.00 2.80 L] ° . 0.05-2.00 0.03-0.60
CCGT 060208F RD 6.40 6.35 2.38 0.80 3.00 2.80 ° ° o 0.05-2.50 0.03-0.60
CCGT 09T302F RD 9.70 9.52 3.97 0.20 4.00 4.40 . [ . 0.05-3.00 0.03-0.60
CCGT 09T304F RD 9.70 9.62 3.97 0.40 4.00 4.40 ° [ [ 0.05-3.00 0.03-0.60
CCGT 09T308F RD 9.70 9.52 3.97 0.80 4.00 4.40 o ° ° 0.05-3.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SCLCR/L (284)  AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) * IHCR (286)

¢ |HRF (286) * IHRF-BW (287) * IHSR (288) ¢ IHSR-BW (289) ¢ NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
® PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)

lscAnWLmE
- S |-
CCGW (PCD)
Positive 80° Rhombic Inserts v
with PCD Tips with a Flat D1 %
Rake Angle for Finishing o
Non-Ferrous Materials 7J\
\ LU
80
’ . Recommended
Dimensions Hard <— Tough Machining Data
ap f
Designation L IC S RE LE D1 3 5 § (mm) (mm/rev)
CCGW 060202F 6.40 6.35 2.38 0.20 3.00 2.80 ° o o 0.05-2.00 0.03-0.60
CCGW 060204F 6.40 6.35 2.38 0.40 3.00 2.80 o . . 0.05-2.00 0.03-0.60
CCGW 060208F 6.40 6.35 2.38 0.80 3.00 2.80 ° ° o 0.05-2.50 0.03-0.60
CCGW 09T302F 9.70 9.52 3.97 0.20 4.00 4.40 o o o 0.05-3.00 0.03-0.60
CCGW 09T304F 9.70 9.52 3.97 0.40 4.00 4.40 o o . 0.05-3.00 0.03-0.60
CCGW 09T308F 9.70 9.62 3.97 0.80 4.00 4.40 ° ° ° 0.05-3.00 0.03-0.60
CCGW 090304F 9.70 9.52 3.18 0.40 4.00 4.40 o ° o 0.05-3.00 0.03-0.60
CCGW 090308F 9.70 9.52 3.18 0.80 4.00 4.40 o o [ 0.05-3.00 0.03-0.60
CCGW 120402F 12.90 12.70 476 0.20 4.00 5.50 ° ° ° 0.05-3.00 0.03-0.60
CCGW 120404F 12.90 12.70 476 0.40 4.00 5.50 ° ° o 0.05-3.00 0.03-0.60
CCGW 120408F 12.90 12.70 476 0.80 4.00 5.50 o o [ 0.05-3.00 0.03-0.60
CCGW 120412F 12.90 12.70 4.76 1.20 4.00 5.50 o ° o 0.05-3.00 0.03-0.60
e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: A/E/S-SCLCR/L (284) » AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) * IHCR (286)
o |HRF (286) * IHRF-BW (287) * IHSR (288) * IHSR-BW (289) * NQCH-SCACR/L-S-JHP (244)  PCLCR/L-S (235) » PCLCR/L-S-JHP (236)
® PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) » SCLCR-PAD (243) » SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)




o 1scan¥iLINE

~ CCGW R/L-L (PCD) = S =

@« | Positive 80° Rhombic Inserts —

with Full-Edge PCD Tips (Right D1 1

(L}J-) or Left Hand) for Finishing ’T

Z Non-Ferrous Materials 7\

@ Dimensions Hard <= Tough | Recommended Machining Data

Z

Z ap f

D: Designation L IC S RE D1 5 5 ér (mm) (mm/rev)

D CCGW 060202F L-L 6.40 6.35 2.38 0.20 2.80 [ [ . 0.05-6.30 0.03-0.60

|_ CCGW 060202F R-L 6.40 6.35 2.38 0.20 2.80 . ° ) 0.05-6.30 0.03-0.60
CCGW 060204F L-L 6.40 6.35 2.38 0.40 2.80 [ [ [ 0.05-6.30 0.03-0.60

D CCGW 060204F R-L 6.40 6.35 2.38 0.40 2.80 o ° o 0.05-6.30 0.03-0.60

U CCGW 09T302F L-L 9.70 9.52 3.97 0.20 4.40 ° [} ° 0.05-9.50 0.03-0.60
CCGW 09T302F R-L 9.70 9.52 3.97 0.20 4.40 [ . [ 0.05-9.50 0.03-0.60

D— CCGW 09T304F L-L 9.70 9.562 3.97 0.40 4.40 o [ [ 0.05-9.50 0.03-0.60
CCGW 09T304F R-L 9.70 9.52 3.97 0.40 4.40 o . [ 0.05-9.50 0.03-0.60
CCGW 09T308F L-L 9.70 9.52 397 0.80 4.40 . ) . 0.05-9.50 0.03-0.60
CCGW 09T308F R-L 9.70 9.52 3.97 0.80 4.40 o ° o 0.05-9.50 0.03-0.60
CCGW 120404F L-L 12.90 12.70 476 0.40 5.50 ° [ o 0.05-12.60 0.03-0.60
CCGW 120404F R-L 12.90 12.70 4.76 0.40 5.50 o o ° 0.05-12.60 0.03-0.60
CCGW 120408F L-L 12.90 12.70 2.80 0.80 5.50 () [ [} 0.05-12.60 0.03-0.60
CCGW 120408F R-L 12.90 12.70 4.76 0.80 5.50 o ° o 0.05-12.60 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SCLCR/L (284) ¢ AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) ¢ E-SCLCR/L-HEAD (285) * IHCR (286)

¢ |HRF (286) * IHRF-BW (287) * IHRF-CH (287) ¢ IHSR (288) ® IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
® PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ¢ SCLCR/L-PAD-JHP (243)

1scar ¥ TLINE
- S }+
CCGW W (PCD)
Positive 80° Rhombic Inserts v
with a PCD Top Corner D1
Tip and Wiper for Finishing T
Non-Ferrous Materials ri
e
Dimensions Hard < Tough a‘;‘;m::;ng;i
ap f
=] 0 oy
Designation L IC S RE LE D1 32| (mm) (mm/rev)
CCGW 09T302F W 9.70 9.52 3.97 0.20 4.00 4.40 ° ° ° 0.05-3.00 0.03-0.60
CCGW 09T304F W 9.70 9.52 3.97 0.40 4.00 4.40 ° ° ° 0.05-3.00 0.03-0.60
CCGW 09T308F W 9.70 9.52 3.97 0.80 4.00 4.40 [ [ o 0.05-3.00 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SCLCR/L (284) ¢ AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) ¢ E-SCLCR/L-HEAD (285) * IHCR (286)

¢ |HRF (286)  IHRF-BW (287) ® IHSR (288) * IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
e PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I gimmmmmd ,'. 1'

Harder Continuous

* First choice

ISCAR




1scar ¥ TLINE

CCGW MT (PCD)
Positive 80° Rhombic Inserts
with a Single PCD Mini Tip
Flat Rake Angle for Finishing
Non-Ferrous Materials

)]

|_

x

N

Z

Dimensions Hard <— Tough azzﬂm?;g"g;i (ZD

ap f Z

Designation L IC S RE LE D1 3 3 ér (mm) (mm/rev) D:

CCGW 060202F-MT 6.40 6.35 2.38 0.20 2.70 2.80 . o [ 0.05-2.00 0.03-0.60 :)

CCGW 060204F-MT 6.40 6.35 2.38 0.40 2.70 2.80 [} ° ° 0.05-2.00 0.03-0.60 I_
CCGW 09T302F-MT 9.70 9.52 3.97 0.20 2.70 4.40 ° ° ° 0.05-2.00 0.03-0.60

CCGW 09T304F-MT 9.70 9.62 3.97 0.40 2.70 4.40 [} ° o 0.05-2.00 0.03-0.60 Q

CCGW 09T308F-MT 9.70 9.52 3.97 0.80 2.70 4.40 ° ° o 0.05-2.00 0.03-0.60 U
CCGW 120402F-MT 12.90 12.70 476 0.20 2.70 5.50 L] o . 0.05-2.00 0.03-0.60

CCGW 120404F-MT 12.90 12.70 476 0.40 2.70 5.50 . ° [ 0.05-2.00 0.03-0.60 D—
CCGW 120408F-MT 12.90 12.70 4.76 0.80 2.70 5.50 o ° o 0.05-2.00 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SCLCR/L (284) » AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) ¢ E-SCLCR/L-HEAD (285) * IHCR (286)

* |HRF (286) ® IHRF-BW (287) * IHSR (288) ¢ IHSR-BW (289) ® NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
® PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ¢ SCLCR/L-PAD-JHP (243)

1scar ¥ TLINE

CCGW W-MT (PCD)
Positive 80° Rhombic Inserts
with a Single PCD Wiper, Mini
Tip and Flat Rake Angle for
Finishing Non-Ferrous Materials

Dimensions Hard <— Tough a‘;zammg"g:ti

ap f
Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)
CCGW 060202F W-MT 6.40 6.35 2.38 0.20 2.70 2.80 [ o o 0.05-0.50 0.03-0.60
CCGW 060204F W-MT 6.40 6.35 2.38 0.40 2.70 2.80 o o ° 0.05-0.50 0.03-0.60
CCGW 09T304F W-MT 9.70 9.62 3.97 0.40 2.70 4.40 ° ° o 0.05-0.50 0.03-0.60
CCGW 09T308F W-MT 9.70 9.52 3.97 0.80 2.70 4.40 ° ° ° 0.05-0.50 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SCLCR/L (284) ¢ AVC-SCLCR/L (285) ® C#-SCLCR/L-JHP (244) e E-SCLCR/L-HEAD (285) * IHCR (286)

¢ |HRF (286)  IHRF-BW (287) ® IHSR (288) * IHSR-BW (289) ¢ NQCH-SCACR/L-S-JHP (244) ¢ PCLCR/L-S (235) ® PCLCR/L-S-JHP (236)
¢ PCLCR/L-S-JHP-MC (236) ® SCACR/L-S (242) ® SCLCR-PAD (243) ® SCLCR/L (243) ® SCLCR/L-PAD-JHP (243)

Member IMC Group.




wn :ﬂuﬂ@hmr S om
] 3
s  CPGT (PCD) E
M« Positive 80° Rhombic Inserts (.
LLI with PCD Top Corner Tip and D1
(n Positive Rake for Finishing T
Non-Ferrous Materials 11ei
Z T
. . Recommended
(ZD Dimensions Hard <— Tough Machining Data
Z ap f
D: Designation L IC S RE LE D1 GAN 5 5 ér (mm) (mm/rev)
D CPGT 060202F 6.40 6.35 2.38 0.20 3.00 2.80 7.0 o o () 0.05-1.50 0.03-0.60
|— CPGT 060204F 6.40 6.35 2.38 0.40 3.00 2.80 7.0 o . [ 0.05-2.00 0.03-0.60
CPGT 09T304F 9.70 9.52 3.97 0.40 4.00 4.40 10.0 ° ° ° 0.05-2.50 0.03-0.60
D CPGT 09T308F 9.70 9.52 3.97 0.80 4.00 4.40 10.0 o ° o 0.05-2.50 0.03-0.60
U CPGT 120404F 12.90 12.70 476 0.40 4.00 5.50 10.0 o . o 0.05-3.00 0.03-0.60
CPGT 120408F 12.90 12.70 4.76 0.80 4.00 5.50 10.0 ° ° o 0.05-3.00 0.03-0.60
D— e For user guide and cutting speed recommendations, see pages 182-187
15car¥ILINE - .
X2
CPGT R/L-L (PCD) Sa— N
Positive 80° Rhombic Inserts 7 )
with Full-Edge PCD Tip g |
Positive Rake for Finishing o
Non-Ferrous Materials 11%
. . Recommended
Dimensions Hard <— Tough Machining Data
ap f
Designation L Ic s RE D1 GAN 8| 8|3 (mm) (mm/rev)
CPGT 060202F L-L 6.40 6.35 2.38 0.20 2.80 7.0 o o ° 0.05-6.30 0.03-0.60
CPGT 060202F R-L 6.40 6.35 2.38 0.20 2.80 7.0 ° ° o 0.05-6.30 0.03-0.60
CPGT 060204F L-L 6.40 6.35 2.38 0.40 2.80 7.0 ° ° ° 0.05-6.30 0.03-0.60
CPGT 060204F R-L 6.40 6.35 2.38 0.40 2.80 7.0 ° L] o 0.05-6.30 0.03-0.60
CPGT 09T302F L-L 9.70 9.52 3.97 0.20 4.40 10.0 o ° o 0.05-9.50 0.03-0.60
CPGT 09T302F R-L 9.70 9.52 3.97 0.20 4.40 10.0 o o ° 0.05-9.50 0.03-0.60
CPGT 09T304F L-L 9.70 9.52 3.97 0.40 4.40 10.0 o ° o 0.05-9.50 0.03-0.60
CPGT 09T304F R-L 9.70 9.52 3.97 0.40 4.40 10.0 o [} o 0.05-9.50 0.03-0.60
CPGT 120404F L-L 12.90 12.70 4.76 0.40 5.50 10.0 [ [ ° 0.05-12.60 0.03-0.60
CPGT 120404F R-L 12.90 12.70 476 0.40 5.50 10.0 o [} o 0.05-12.60 0.03-0.60
CPGT 120408F L-L 12.90 12.70 4.76 0.80 5.50 10.0 o ° o 0.05-12.60 0.03-0.60
CPGT 120408F R-L 12.90 12.70 4.76 0.80 5.50 10.0 o ° o 0.05-12.60 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




ISCARN(\'LINE I (/)
CPGW (PCD) % |_
Positive 80° Rhombic Inserts L Y
with PCD Top Corner Tip for DI { LU
Finishing Non-Ferrous Materials }Z U)
1 Z
Dimensions Hard <— Tough a:zﬂm?;gng;i (ZD
ap f Z
Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev) D:
CPGW 05T102F 5.60 5.56 1.98 0.20 3.00 2.50 ° [ . 0.05-1.50 0.03-0.60 D
CPGW 05T104F 5.60 5.56 1.98 0.40 3.00 2.50 [} ° o 0.05-0.50 0.03-0.60 I_
CPGW 060202F 6.40 6.35 2.38 0.20 3.00 2.80 o ° o 0.05-0.50 0.03-0.60
CPGW 060204F 6.40 6.35 2.38 0.40 3.00 2.80 o ° o 0.05-0.50 0.03-0.60 Q
CPGW 09T304F 9.70 9.52 3.97 0.40 4.00 4.40 ° [} . 0.05-2.50 0.03-0.60 U
CPGW 09T308F 9.70 9.52 3.97 0.80 4.00 4.40 . o [ 0.05-3.00 0.03-0.60
CPGW 090304F 9.70 9.52 3.18 0.40 4.00 4.40 o [ . 0.05-2.50 0.03-0.60 D—
CPGW 090308F 9.70 9.52 3.18 0.80 4.00 4.40 o [ [ 0.05-3.00 0.03-0.60
CPGW 120404F 12.90 12.70 476 0.40 4.00 5.50 o ° ° 0.05-2.50 0.03-0.60
CPGW 120408F 12.90 12.70 4.76 0.80 4.00 5.50 o ° o 0.05-3.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

lscAanm;
- S

CPGW R/L-L (PCD) |

Positive 80° Rhombic Inserts —

with Full-Edge PCD Tip (Right D1

or Left Hand) for Finishing LL

Non-Ferrous Materials 11\—

Dimensions Hard «<— Tough | Recommended Machining Data
ap f

Designation L IC S RE D1 8| 8|23 (mm) (mm/rev)
CPGW 060202F L-L 6.40 6.35 2.38 0.20 2.80 . . . 0.05-6.30 0.03-0.60
CPGW 060202F R-L 6.40 6.35 2.38 0.20 2.80 ° ° o 0.05-6.30 0.03-0.60
CPGW 060204F L-L 6.40 6.35 2.38 0.40 2.80 . ° . 0.05-6.30 0.03-0.60
CPGW 060204F R-L 6.40 6.35 2.38 0.40 2.80 [ o ° 0.05-6.30 0.03-0.60
CPGW 09T302F L-L 9.70 952 397 0.20 4.40 . . . 0.05-9.50 0.03-0.60
CPGW 09T302F R-L 9.70 9.52 397 0.20 440 . ° . 0.05-9.50 0.03-0.60
CPGW 09T304F L-L 9.70 9.52 3.97 0.40 440 . ° . 0.05-9.50 0.03-0.60
CPGW 09T304F R-L 9.70 9.52 397 0.40 440 . ° . 0.05-9.50 0.03-0.60
CPGW 120404F L-L 12.90 12.70 476 0.40 550 . ° . 0.05-12.60 0.03-0.60
CPGW 120404F R-L 12.90 12.70 476 0.40 5.50 [ [ [ 0.05-12.60 0.03-0.60
CPGW 120408F L-L 12.90 12.70 476 0.80 550 . ° . 0.05-12.60 0.03-0.60
CPGW 120408F R-L 12.90 12.70 476 0.80 5.50 o ° [ 0.05-12.60 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

Member IMC Group.




(/) ISCARN(\'LINE S -

~ CNGA (PCD)

M« Negative 80° Rhombic Inserts |

LLI with Negative Relief Angle and Di—

(n Single PCD Tip for Finishing [}

Z Non-Ferrous Materials “

(ZD Dimensions Hard <— Tough I\F;Iz‘(::?lminr:gng;i

Z 0 el oy ap f

ad Designation L IC S RE LE D1 52| (mm) (mm/rev)

D CNGA 120401F 12.90 12.70 476 0.10 4.00 5.50 ° [ . 0.05-3.00 0.03-0.60

I_ CNGA 120402F 12.90 12.70 476 0.20 4.00 5.50 [} ° o 0.05-3.00 0.03-0.60
CNGA 120403F 12.90 12.70 476 0.30 4.00 5.50 o [ [ 0.05-3.00 0.03-0.60

D CNGA 120406F 12.90 12.70 4.76 0.60 4.00 5.50 o ° o 0.05-3.00 0.03-0.60

U CNGA 120404F 12.90 12.70 476 0.40 4.00 5.50 ° [} . 0.05-3.00 0.03-0.60
CNGA 120410F 12.90 12.70 476 1.00 4.00 5.50 . . [ 0.05-3.00 0.03-0.60

D— CNGA 120408F 12.90 12.70 4.76 0.80 4.00 5.50 o ° o 0.05-3.00 0.03-0.60
CNGA 120412F 12.90 12.70 476 1.20 4.00 5.50 o ° o 0.05-3.00 0.03-0.60
CNGA 120416F 12.90 12.70 4.76 1.60 4.00 5.50 o ° o 0.05-3.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-PCLNR/L (282) ® A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) ¢ C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242) « DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
¢ HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ¢ PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

15car¥ILINE

CNGA MT (PCD) pgtian
Negative 80° Rhombic Inserts :
with a Single PCD Mini Tip for

Finishing Non-Ferrous Materials

. . Recommended

Dimensions Hard <— Tough Machining Data
Designation L IC S RE LE D1 22|« (mm) (mm/rev)
CNGA 120402F-MT 12.90 12.70 476 0.20 2.70 5,50 ° . ° 0.05-2.00 0.03-0.60
CNGA 120408F-MT 12.90 12.70 4.76 0.80 2.70 550 ° ° ) 0.05-2.00 0.03-0.60
CNGA 120412F-MT 12.90 12.70 4.76 1.20 2.70 550 ° ° ° 0.05-2.00 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-PCLNR/L (282) ® A/S-PCLNR/L-X/G (283) ® C#-MULNR/L-MW (268) ® C#-PCLNR/L-12-JHP (241) ¢ C#-PCLNR/L-X (241)

o C#-PCLNR/L-X-JHP (242) « DCLNR/L (234) ® DCLNR/L-JHP-MC (235) ® HSK A63WH-MULNR-J12MWX2 (269) ® HSK A63WH-MULNR/L-MW (268)
o HSK A63WH-MUMNN-MW (269) ® MULNR/L-12MW (267) ® PCLNR/L (237) ® PCLNR/L-12-JHP (237) ¢ PCLNR/L-X (238) ® PCLNR/L-X-JHP (239)

e PCLNR/L-X-JHP-MC (240) ® S-DCLNR/L (282) ® S-MULNR-MW (297)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




ISCARN{LINE

=Py
CNGA W-MT (PCD) 18 4= ﬂ“ﬁ L-.
Negative 80° Rhombic Inserts )
with a Single CBN Wiper D1
and Mini Tip for Finishing
Non-Ferrous Materials
! . Recommended
Dimensions Hard Tough Machining Data
ap f
Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)
CNGA 120404F W-MT 12.90 12.70 4.76 0.40 270 5.50 o . o 0.05-2.00 0.03-0.60
CNGA 120408F W-MT 12.90 12.70 4.76 0.80 2.70 5.50 o . o 0.05-2.00 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-PCLNR/L (282) » A/S-PCLNR/L-X/G (283) ¢ C#-MULNR/L-MW (268) s C#-PCLNR/L-12-JHP (241) ® C#-PCLNR/L-X (241)
o C#-PCLNR/L-X-JHP (242) » DCLNR/L (234) » DCLNR/L-JHP-MC (235) ® HSK AB3WH-MULNR-J12MWX2 (269) ® HSK AB3WH-MULNR/L-MW (268)
o HSK AB3WH-MUMNN-MW (269)  MULNR/L-12MW (267) » PCLNR/L (237) » PCLNR/L-12-JHP (237) ® PCLNR/L-X (238) » PCLNR/L-X-JHP (239)

o PCLNR/L-X-JHP-MC (240) » S-DCLNR/L (282) » S-MULNR-MW (297)

ISGAHWLINE

ST ean TG B =
DCGT (PCD) ) i T i
Positive 55° Rhombic Inserts J IR
with PCD Top Corner Tip and i D1 qu
Positive Rake for Finishing =
Non-Ferrous Materials 7°%
Dimensions Hard «<— Tough azxm;:;ng:g
ap f
Designation L IC S RE LE D1 GAN 5 5 5 (mm) (mm/rev)
DCGT 070202F 7.75 6.35 2.38 0.20 3.00 2.80 7.0 o ° ° 0.05-1.50 0.03-0.60
DCGT 070204F 7.75 6.35 2.38 0.40 3.00 2.80 7.0 o o o 0.05-2.00 0.03-0.60
DCGT 070208F 7.75 6.35 2.38 0.80 3.00 2.80 7.0 [ ° () 0.05-2.50 0.03-0.60
DCGT 11T302F 11.60 9.52 3.97 0.20 4,00 4.40 10.0 o [} ° 0.05-1.50 0.03-0.60
DCGT 11T304F 11.60 9.52 3.97 0.40 4.00 4.40 10.0 o ° ° 0.05-2.00 0.03-0.60
DCGT 11T308F 11.60 9.52 3.97 0.80 4.00 4.40 10.0 [ [ [ 0.05-2.50 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SDUCR/L (292) » AVC-SDUCR/L (293) » AVC-SDUCR/L-VH (293) » C#-SDJCR-JHP (253) » C#-SDJCRI/L (252)
o C#-SDNCN (253) * E-SDUCR/L-HEAD (292) » NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) « PDACR/L-S (247) » PDACR/L-S-JHP (247)
o PDACR/L-S-JHP-MC (248) * SDACR/L-S (250) » SDHCR/L-S (250) ® SDJCR-PAD (251) ® SDJCRI/L (250) ® SDJCR/L-PAD-JHP (251) » SDNCN (251)

® Y-SDJCR-S (252) * Y-SDJCR-S-JHP (252)

Member IMC Group.
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U) ISCARN(\VLINE

|_ DCGT MD/RD (PCD)

M« Positive 55° Rhombic Inserts .

LLI with MD/RD Chipbreaking PCD J

U-) Tips for Non-Ferrous Materials

Z Finishing & Medium App.

(ZD Dimensions Hard «<— Tough 32?}%?;;”3;:

Z ap f

D: Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)

D DCGT 070202F MD 7.75 6.35 2.38 0.20 3.00 2.80 o . o 0.05-1.50 0.03-0.60

I— DCGT 070202F RD 7.75 6.35 2.38 0.20 3.00 2.80 ° ° [ 0.05-1.50 0.03-0.60
DCGT 070204F MD 7.75 6.35 2.38 0.40 3.00 2.80 o . [ 0.05-2.00 0.03-0.60

D DCGT 070204F RD 7.75 6.35 2.38 0.40 3.00 2.80 o ° o 0.05-2.00 0.03-0.60

U DCGT 070208F MD 7.75 6.35 2.38 0.80 3.00 2.80 ° ° ° 0.05-2.50 0.03-0.60
DCGT 070208F RD 7.75 6.35 2.38 0.80 3.00 2.80 o L] o 0.05-2.50 0.03-0.60

D— DCGT 11T302F MD 11.60 9.52 3.97 0.20 4.00 4.40 [ . [ 0.05-1.50 0.03-0.60
DCGT 11T302F RD 11.60 9.52 3.97 0.20 4.00 4.40 o . o 0.05-1.50 0.03-0.60
DCGT 11T304F MD 11.60 9.62 3.97 0.40 4.00 4.40 ° ° o 0.05-2.00 0.03-0.60
DCGT 11T304F RD 11.60 9.52 3.97 0.40 4.00 4.40 [ . [ 0.05-2.00 0.03-0.60
DCGT 11T308F MD 11.60 9.52 3.97 0.80 4.00 4.40 ° . o 0.05-2.50 0.03-0.60
DCGT 11T308F RD 11.60 9.52 3.97 0.80 4.00 4.40 o ° ° 0.05-2.50 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ¢ AVC-SDUCR/L-VH (293) e C#-SDJCR-JHP (253) ® C#-SDJCR/L (252)

e C#-SDNCN (253)  E-SDUCR/L-HEAD (292) « NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ¢ PDACR/L-S (247) ¢ PDACR/L-S-JHP (247)
¢ PDACR/L-S-JHP-MC (248) ® SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR-PAD (251) ® SDJCR/L (250) ® SDJCR/L-PAD-JHP (251)  SDNCN (251)

e Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

ISCARN(\VLINE
+‘ S ’+
DCGW (PCD)
Positive 55° Rhombic Inserts v
with PCD Top Corner Tip for a D‘%
Finishing Non-Ferrous Materials ¥
T
Dimensions Hard «<— Tough ,\F}.iﬁﬂmge"g:g
ap f
Designation L IC S RE LE D1 S 5 E (mm) (mm/rev)
DCGW 070202F 7.75 6.35 2.38 0.20 3.00 2.80 o o o 0.05-1.50 0.03-0.60
DCGW 070204F 7.75 6.35 2.38 0.40 3.00 2.80 . ° . 0.05-2.00 0.03-0.60
DCGW 070208F 7.75 6.35 2.38 0.80 3.00 2.80 ° ° ° 0.05-2.50 0.03-0.60
DCGW 11T302F 11.60 9.52 3.97 0.20 4.00 4.40 o ° o 0.05-1.50 0.03-0.60
DCGW 11T304F 11.60 9.52 3.97 0.40 4.00 4.40 ° o [ 0.05-2.00 0.03-0.60
DCGW 11T308F 11.60 9.52 3.97 0.80 4.00 4.40 o ° o 0.05-2.50 0.03-0.60
DCGW 150404F 16.50 12.70 476 0.40 4.00 5.50 ° ° o 0.05-2.50 0.03-0.60
DCGW 150408F 15.50 12.70 4.76 0.80 4.00 5.50 o o o 0.05-3.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SDUCR/L (292) ® AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) e C#-SDJCR-JHP (253) ® C#-SDJCR/L (252)

o C#-SDNCN (253)  E-SDUCR/L-HEAD (292)  NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ¢ PDACR/L-S (247) ¢ PDACR/L-S-JHP (247)
* PDACR/L-S-JHP-MC (248) ® SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR-PAD (251) ¢ SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) ¢ SDNCN (251)

® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I gimmmmmd ,'. 1'

Harder Continuous

* First choice

ISCAR




ISCARN({LINE

DCGW MT (PCD)

Positive 55° Rhombic Inserts
with a Single PCD Mini Tip for
Finishing Non-Ferrous Materials

A

Dimensions Hard <— Tough azzﬁmmgng:tg
Designation L IC S RE LE D1 22| (mm) (mm/rev)
DCGW 070202F-MT 7.75 6.35 2.38 0.20 2.70 2.80 o o o 0.05-2.00 0.03-0.60
DCGW 070204F-MT 7.75 6.35 2.38 0.40 2.70 2.80 ° ° ° 0.05-2.00 0.03-0.60
DCGW 11T302F-MT 11.60 9.52 3.97 0.20 2.70 4.40 o o o 0.05-2.00 0.03-0.60
DCGW 11T304F-MT 11.60 9.52 3.97 0.40 2.70 4.40 ° () ° 0.05-2.00 0.03-0.60
DCGW 11T308F-MT 11.60 9.52 3.97 0.80 2.70 4.40 ° ° [ 0.05-2.00 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) e C#-SDJCR-JHP (253) ¢ C#-SDJCR/L (252)

e C#-SDNCN (253) ® E-SDUCR/L-HEAD (292) ® NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254) ® PDACR/L-S (247) ® PDACR/L-S-JHP (247)
* PDACR/L-S-JHP-MC (248) ¢ SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR-PAD (251) ® SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) « SDNCN (251)

® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)
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ISGARWLINE

DCGW W-MT (PCD)

[ T B[] Teon ] Fs==

ey e BN

Positive 55° Rhombic Inserts
with a Single PCD Mini Tip - D1
and Wiper for Finishing ‘|
Non-Ferrous Materials 7
T
' . Recommended
Dimensions Hard Tough Machining Data
ap f
Designation L IC S RE LE D1 3 5 ér (mm) (mm/rev)
DCGW 11T304F W-MT 11.60 9.52 3.97 0.40 2.70 4.40 [ [ o 0.05-2.00 0.03-0.60
DCGW 11T308F W-MT 11.60 9.52 3.97 0.80 2.70 4.40 ° ° ° 0.05-2.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/E/S-SDUCR/L (292) ¢ AVC-SDUCR/L (293) ® AVC-SDUCR/L-VH (293) e C#-SDJCR-JHP (253) ® C#-SDJCR/L (252)

e C#-SDNCN (253) ® NQCH-SDACR/L-S-JHP (253) ® NQCH-Y-SDJCR-S-JHP (254)  PDACR/L-S (247) ® PDACR/L-S-JHP (247)  PDACR/L-S-JHP-MC (248)
* SDACR/L-S (250) ® SDHCR/L-S (250) ® SDJCR/L (250) ® SDJCR/L-PAD-JHP (251) ¢ SDNCN (251) ® Y-SDJCR-S (252) ® Y-SDJCR-S-JHP (252)

15caRTTLINE

DPGW (PCD)

=N =

Positive 55° Rhombic Inserts with ¥
Single PCD Top Corner Tip for E%
Finishing Non-Ferrous Materials
11 T
! . Recommended
Dimensions Hard <— Tough Machining Data
ap f
Designation L Ic S RE LE D1 88|23 (mm) (mm/rev)
DPGW 070202F 7.75 6.35 2.38 0.20 3.00 2.80 o o o 0.05-1.50 0.03-0.60
DPGW 070204F 7.75 6.35 2.38 0.40 3.00 2.80 o ° o 0.05-2.00 0.03-0.60
DPGW 070208F 7.75 6.35 2.38 0.80 3.00 2.80 . o . 0.05-2.50 0.03-0.60
DPGW 11T302F 11.60 9.52 3.97 0.20 4.00 4.40 ° ° o 0.05-1.50 0.03-0.60
DPGW 11T304F 11.60 9.52 3.97 0.40 4.00 4.40 [} ° o 0.05-2.00 0.03-0.60
DPGW 11T308F 11.60 9.52 3.97 0.80 4.00 4.40 o ° ° 0.05-2.50 0.03-0.60
* For user guide and cutting speed recommendations, see pages 182-187




n s TG [
= DNGA (PCD) =Y I"% =
M« Negative 55° Rhombic Inserts =
T &Negative Relief Angle with [;1
U-) Single PCD Tip for Finishing
Non-Ferrous Materials

Z 55’
(ZD Dimensions Hard <— Tough azzﬂm?ggng;i
Z ap f
D: Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)
D DNGA 150404F 16.50 12.70 476 0.40 4.00 5.50 ° [ . 0.05-2.50 0.03-0.60
I_ DNGA 150408F 15.50 12.70 4.76 0.80 4.00 5.50 [} ° o 0.05-3.00 0.03-0.60

DNGA 150412F 16.50 12.70 476 1.20 4.00 5.50 o ° o 0.05-3.00 0.03-0.60
D DNGA 150604F 15.50 12.70 6.35 0.40 4.00 5.50 o ° o 0.05-2.50 0.03-0.60
U DNGA 150608F 156.50 12.70 6.35 0.80 4.00 5.50 ° [} . 0.05-3.00 0.03-0.60
D_ DNGA 150612F 15.50 12.70 6.35 1.20 4.00 5.50 [} ° o 0.05-3.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-PDUNR/L (291) e AVC-DDUNR/L (290) ¢ AVC-DDUNR/L-VH (291) ® C#-DDJNR/L (246)  C#-PDJNR/L-JHP (249)

e DDJUNR/L (245) ® DDJINR/L-JHP-MC (245) ® HSK A63WH-DDJNR/L (246) ® HSK A63WH-DDNNN (246) ® PDJINR/L (248) ® PDJNR/L-JHP (249)
e S-DDUNR/L (290)

~{ S~ | g L
SRV

DNGA MT (PCD)
Negative 55° Rhombic Inserts

with a Single PCD Mini Tip for e Dt
Finishing Non-Ferrous Materials !
55"
. . Recommended
Dimensions Hard <— Tough Machining Data
ap f
Designation L Ic S RE LE D1 8|1 8|23 (mm) (mm/rev)
DNGA 150402F-MT 15.50 12.70 4.76 0.20 2.70 5,50 ° . . 0.05-2.00 0.03-0.60
DNGA 150404F-MT 15.50 12.70 4.76 0.40 2.70 5.50 . ° ° 0.05-2.00 0.03-0.60
DNGA 150408F-MT 156.50 12.70 4.76 0.80 2.70 5.50 ° ° ° 0.05-2.00 0.03-0.60
DNGA 150602F-MT 15.50 12.70 6.35 0.20 2.70 5.50 . [ . 0.05-2.00 0.03-0.60
DNGA 150604F-MT 15.50 12.70 6.35 0.40 2.70 5.50 ° ° . 0.05-2.00 0.03-0.60
DNGA 150608F-MT 15.50 12.70 6.35 0.80 2.70 5.50 o ° o 0.05-2.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-PDUNR/L (291) » AVC-DDUNR/L (290) ® AVC-DDUNR/L-VH (291) » C#-DDJNR/L (246) o C#-PDJNR/L-JHP (249)

o DDJNR/L (245) ¢ DDINR/L-JHP-MC (245) » HSK AB3WH-DDJNR/L (246) » HSK AG3WH-DDNNN (246) ® PDINR/L (248) e PDJNR/L-JHP (249)
 S-DDUNR/L (290)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




1scar ¥ TLINE

ECGT (PCD)
Positive 75° Rhombic Inserts

with Single PCD Top Corner Tip
and Positive Rake for Finishing
Non-Ferrous Materials

=

. . Recommended
Dimensions Hard «<— Tough Machining Data
ap f
Designation L Ic S RE LE D1 GaN | 8| 8| 2 (mm) (mm/rev)
ECGT 09T304F 9.80 9.52 3.97 0.40 4.00 4.40 10.0 o o () 0.05-2.50 0.03-0.60
ECGT 09T308F 9.80 9.52 3.97 0.80 4.00 4.40 10.0 o . [ 0.05-3.00 0.03-0.60
ECGT 12T304F 13.10 12.70 3.97 0.40 4.00 5.50 10.0 ° ° o 0.05-2.50 0.03-0.60
ECGT 12T308F 13.10 12.70 3.97 0.80 4.00 5.50 10.0 [ [ [ 0.05-2.50 0.03-0.60
® For user guide and cutting speed recommendations, see pages 182-187
lscAnWLmE
- S =
ECGW (PCD) @
Positive 75° Rhombic Inserts with L
Single PCD Top Corner Tip for D §
Finishing Non-Ferrous Materials ?z
T
Dimensions Hard «<— Tough azzﬁﬁ?;gng;:
ap f
Designation L IC S RE LE D1 3 5 § (mm) (mm/rev)
ECGW 09T304F 9.80 9.62 3.97 0.40 4.00 4.40 [ o [ 0.05-2.50 0.03-0.60
ECGW 09T308F 9.80 9.52 3.97 0.80 4.00 4.40 ° ° ° 0.05-3.00 0.03-0.60
ECGW 12T304F 13.10 12.70 3.97 0.40 4.00 5.50 o ° o 0.05-2.50 0.03-0.60
ECGW 12T308F 13.10 12.70 3.97 0.80 4.00 5.50 [ o [ 0.05-3.00 0.03-0.60
® For user guide and cutting speed recommendations, see pages 182-187
15car TG TLINE =
ol~_GAN
EPGT (PCD) @
Positive 75° Rhombic Inserts L
with Single PCD Top Corner Tip D1
and Positive Rake for Finishing [
Non-Ferrous Materials 11"L
Dimensions Hard < Tough az‘r’mg"[‘)’:{;
ap f
Designation L IC S RE LE D1 GAN 88|23 (mm) (mm/rev)
EPGT 080302F 8.30 7.94 3.18 0.20 4.00 3.40 10.0 o [ . 0.05-1.50 0.03-0.60
EPGT 080304F 8.30 7.94 318 0.40 4.00 3.40 10.0 [} o o 0.05-2.00 0.03-0.60
8.30 7.94 3.18 0.80 4.00 3.40 10.0 e | o | e | 005300 | 003060

® For user guide and cutting speed recommendations, see pages 182-187

Member IMC Group.
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1scar ¥ TLINE

EPGW (PCD)

Positive 75° Rhombic Inserts with
Single PCD Top Corner Tip for
Finishing Non-Ferrous Materials

i
[0
g

=

Dimensions Hard <— Tough I\Fl!lgzminr:gngaeti

0 (Yol oy ap f
Designation L IC S RE LE D1 = = = (mm) (mm/rev)
EPGW 040202F 4.80 4.76 2.38 0.20 2.50 215 [ . . 0.05-1.50 0.03-0.60
EPGW 040204F 4.80 4.76 2.38 0.40 2.50 2.15 [} ° [} 0.05-2.00 0.03-0.60
EPGW 060204F 6.50 6.35 2.38 0.40 3.00 2.80 [ . [ 0.05-2.00 0.03-0.60
EPGW 060202F 6.50 6.35 2.38 0.20 3.00 2.80 o ° o 0.05-1.50 0.03-0.60
EPGW 080302F 8.30 7.94 3.18 0.20 4.00 3.40 o o 0.05-1.50 0.03-0.60
EPGW 080304F 8.30 7.94 3.18 0.40 4.00 3.40 . [ 0.05-2.00 0.03-0.60
EPGW 080308F 8.30 7.94 3.18 0.80 4.00 3.40 o [ 0.05-3.00 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

ISOAR':a I'LINE

RBGN HS (PCD)
Positive Round Type Half
Solid Top CBN Inserts

st
S
Dimensions Hard <— Tough Recommended Machining Data
ap f
Designation IC S 8|8 |23 (mm) (mm/rev)
RBGN 060200F-HS 6.35 2.38 . . . 0.05-2.00 0.03-0.60
RBGN 070200F-HS 7.94 2.38 . ) . 0.05-2.50 0.03-0.60
RBGN 090300F-HS 9.52 3.18 o () ° 0.05-3.00 0.03-0.60
RBGN 120300F-HS 12.70 3.18 o [} ° 0.05-4.00 0.03-0.60
RBGN 120400F-HS 12.70 4.76 o ° ° 0.05-4.00 0.03-0.60
e For user guide and cutting speed recommendations, see pages 182-187
lscAR":al'LlNE
uiy
RCGN HS (PCD)
Positive Round Type Half
Solid Top PCD Inserts
r
7=
N
Dimensions Hard «<— Tough Recommended Machining Data
ap f
Designation IC S 8| 8|2 (mm) (mm/rev)
RCGN 090300F-HS 9.52 3.18 o o o 0.05-3.00 0.03-0.60
RCGN 120300F-HS 12.70 3.18 o o ° 0.05-4.00 0.03-0.60
RCGN 120400F-HS 12.70 4.76 o o ° 0.05-4.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

Material
Non-Ferrous Materials

Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I {:} Light interrupted t f

Harder Q Continuous

* First choice

A ISCAR




lscAannE W

RCGW HS (PCD) —

Positive Round Type Half r‘\ Y

Solid Top PCD Inserts c 7@7 LLI

‘ %

Dimensions Hard <— Tough Recommended Machining Data w

ap f Z

Designation IC S D1 5 5 ér (mm) (mm/rev) D:

RCGW 0602MOF-HS 6.00 238 2.80 e | o | o 0.05-3.00 0.03-060 D)

RCGW 0803MOF-HS 8.00 3.18 3.40 o o o 0.05-4.00 0.03-0.60 |—
RCGW 1003MOF-HS 10.00 3.18 4.40 ° ° ° 0.05-4.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187 D

For tools, see pages: SRDCN (254) ¢ SRGCR/L (255) U

1scar ¥ TLINE

RPGN HS (PCD)
Positive Round Type Half
Solid Top PCD Inserts

]
-

Dimensions Hard «<— Tough Recommended Machining Data

ap f
Designation IC S 8|8 |3 (mm) (mm/rev)
RPGN 060200F-HS 6.35 2.38 o o ° 0.05-3.00 0.03-0.60
RPGN 070200F-HS 7.94 2.38 ° . ° 0.05-3.00 0.03-0.60
RPGN 090300F-HS 9.52 3.18 L] L] (] 0.05-3.50 0.03-0.60
RPGN 120300F-HS 12.70 3.18 ° ° (] 0.05-4.00 0.03-0.60
RPGN 120400F-HS 12.70 476 ° ° [ 0.05-4.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

1scar ¥ ILINE

S
RNGN HS (PCD) ﬂ r
Negative Round Type Half
Solid Top PCD Inserts

Dimensions Hard «<— Tough Recommended Machining Data

ap f
Designation IC S 3 5 ér (mm) (mm/rev)
RNGN 0903MOF-HS 9.00 3.18 . [ . 0.05-3.00 0.03-0.60
RNGN 090300F-HS 9.52 3.18 o o ° 0.05-3.00 0.03-0.60
RNGN 1203MOF-HS 12.00 3.18 ° . . 0.05-4.00 0.03-0.60
RNGN 120300F-HS 12.70 3.18 o o ° 0.05-4.00 0.03-0.60
RNGN 1204MOF-HS 12.00 4.76 . [ . 0.05-4.00 0.03-0.60
RNGN 120400F-HS 12.70 4.76 o o ° 0.05-4.00 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: ® CRDNN-F (74) ¢ CRGNR/L (254) * FRN (110)

Member IMC Group

(T [ Tall 205
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ISGARWLINE

RE LE ‘+ & 2 Iy
— h ~ <+~ 45° 75°
SCGW (PCD) N 75°
Positive Square Inserts with f \ \
Single PCD Top Corner Tip for N J L
L2 ) \ /l v
Finishing Non-Ferrous Materials . Y v
s 7
b X
90*% IC=L —
' . Recommended
Dimensions Hard Tough Machining Data
ap f
Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)
SCGW 060202F 6.35 6.35 2.38 0.20 3.00 2.80 [ [ 0.05-1.50 0.03-0.60
SCGW 060204F 6.35 6.35 2.38 0.40 3.00 2.80 [} o [} 0.05-2.00 0.03-0.60
SCGW 09T302F 9.52 9.52 3.97 0.20 4.00 4.40 o [ [ 0.05-1.50 0.03-0.60
SCGW 09T304F 9.52 9.52 3.97 0.40 4.00 4.40 o o o 0.05-2.00 0.03-0.60
SCGW 09T308F 9.52 9.52 3.97 0.80 4.00 4.40 ° [} ° 0.05-3.00 0.03-0.60
SCGW 090302F 9.52 9.52 3.18 0.20 4.00 4.40 . . [ 0.05-1.50 0.03-0.60
SCGW 090304F 9.52 9.52 3.18 0.40 4.00 4.40 o [ . 0.05-2.00 0.03-0.60
SCGW 090308F 9.52 9.52 3.18 0.80 4.00 4.40 o . [ 0.05-3.00 0.03-0.60
SCGW 120404F 12.70 12.70 476 0.40 4.00 5.50 ° ° 0.05-2.00 0.03-0.60
SCGW 120408F 12.70 12.70 4.76 0.80 4.00 5.50 o o 0.05-2.50 0.03-0.60
® For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ® SSSCR/L (261)
15car¥ILINE CEvypaT—. A
= 5ol EI‘ 4 45°
SCGW L (PCD) . ‘ 1N 7
Positive Square Inserts with [ (7N 1
Full-Edge PCD Tip (Right \ \\J ‘ @
or Left Hand) for Finishing N/ L]
Non-Ferrous Materials
QO»L IC=L
’ . Recommended
Dimensions Hard Tough Machining Data
ap f
(=) el <
Designation L IC S RE LE D1 32| = (mm) (mm/rev)
SCGW 060202F-L 6.35 6.35 2.38 0.20 6.35 2.80 () [ o 0.05-6.30 0.03-0.60
SCGW 060204F-L 6.35 6.35 2.38 0.40 6.35 2.80 o ° o 0.05-6.30 0.03-0.60
SCGW 09T302F-L 9.52 9.62 3.97 0.20 9.52 4.40 ° ° ° 0.05-9.50 0.03-0.60
SCGW 09T304F-L 9.62 9.52 3.97 0.40 9.52 4.40 o . ° 0.05-9.50 0.03-0.60
SCGW 09T308F-L 9.52 9.52 3.97 0.80 9.52 4.40 o [ o 0.05-9.50 0.03-0.60
SCGW 120404F-L 12.70 12.70 476 0.40 12.70 5.50 ° . . 0.05-12.70 0.03-0.60
SCGW 120408F-L 12.70 12.70 4.76 0.80 12.70 5.50 () ° [} 0.05-12.70 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ® SSSCR/L (261)

Material

Non-Ferrous Materials

Grade

ID5*

D8

D4

Tougher Heavy interrupted

&

! ©

Light interrupted

)

Harder Continuous

*

*

* First choice

ISCAR




PCL
15cARTCLINE T W
SCGW MT (PCD) $/- < —
Positive Square Inserts with VA Y
a Single PCD Mini Tip for N1/
Finishing Non-Ferrous Materials \.K J/ (L}J)
O . 0oL o Z
’ . Recommended

Dimensions Hard Tough Machining Data (ZD
ap f Z
Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev) D:
SCGW 09T302F-MT [ 952 397 020 210 240 e | o | o | 005200 | 003060 D)
SCGW 09T304F-MT 9.52 9.52 3.97 0.40 2.70 4.40 ° ° ° 0.05-2.00 0.03-0.60 I—

SCGW 09T308F-MT 9.52 9.52 3.97 0.80 2.70 4.40 ° ° ° 0.05-2.00 0.03-0.60
SCGW 120404F-MT [JRERPXD 12.70 476 0.40 270 550 o | o | o | 005200 0.03-060 O
SCGW 120408F-MT 12.70 12.70 476 0.80 2.70 5.50 (] o o 0.05-2.00 0.03-0.60 U
SCGW 120412F-MT 12.70 12.70 4.76 1.20 2.70 5.50 ° ° [ 0.05-2.00 0.03-0.60 D_

For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: IHPR (294) ¢ SSBCR/L (261) ¢ SSSCR/L (261)

ISCARN(LINE

SPGN (PCD)
Positive Square Inserts with

Single PCD Top Corner Tip for

o e s
=]

Finishing Non-Ferrous Materials 1
11°
N
Dimensions Hard <= Tough | Recommended Machining Data
ap f

Designation L IC S RE LE 8| 8| a (mm) (mm/rev)
SPGN 070202F 7.94 7.94 2.38 0.20 3.00 . . ° 0.05-2.50 0.03-0.60
SPGN 070204F 7.94 7.94 2.38 0.40 3.00 L] o o 0.05-2.50 0.03-0.60
SPGN 090302F 9.52 9.52 3.18 0.20 4.00 o ° [} 0.05-3.00 0.03-0.60
SPGN 090304F 9.52 9.52 3.18 0.40 4.00 o [ ° 0.05-3.00 0.03-0.60
SPGN 120304F 12.70 12.70 3.18 0.40 4.00 ° ° ° 0.05-3.00 0.03-0.60
SPGN 120308F 12.70 12.70 3.18 0.80 4.00 o ° o 0.05-3.00 0.03-0.60
SPGN 120404F 12.70 12.70 476 0.40 4.00 [} ° o 0.05-4.00 0.03-0.60
SPGN 120408F 12.70 12.70 4.76 0.80 4,00 o ° o 0.05-4.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: CSDPN (256) ¢ CSSPR/L (256) ® S-CSKPR (294)

ISCARN(\LINE

SPGN MT (PCD) ~

Positive Square Inserts with

a Single PCD Mini Tip for

Finishing Non-Ferrous Materials

Dimensions Hard «<— Tough | Recommended Machining Data
ap f

Designation L Ic S RE LE 8| 8|23 (mm) (mm/rev)
SPGN 120304F-MT 12.70 12.70 3.18 0.40 2.70 o o ° 0.05-0.50 0.03-0.60
SPGN 120308F-MT 12.70 12.70 3.18 0.80 2.70 o ° o 0.05-0.50 0.03-0.60
SPGN 120404F-MT 12.70 12.70 4.76 0.40 2.70 [} [ o 0.05-0.50 0.03-0.60
SPGN 120408F-MT 12.70 12.70 4.76 0.80 2.70 o ° o 0.05-0.50 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: CSDPN (256) ¢ CSSPR/L (256) ® S-CSKPR (294)




For tools, see pages: C#-MULNR/L-MW (268) » DSBNR/L (256) » DSDNN (257) » DSKNR/L (257) » DSSNR/L (257) ® HSK A63WH-MULNR-J12MWX2 (269)

1| 1scarSGLINE : .
.~ SPGW (PCD) Eﬁa’i%%
Y Positive Square Inserts with
LLI Single PCD Top Corner Tip for
(n Finishing Non-Ferrous Materials
Z
(ZD Dimensions Hard «<— Tough agzammg"g:t‘i
Z (==} Yol oy ap f
ad Designation L IC S RE LE D1 22| (mm) (mm/rev)
:) SPGW 070302F 7.94 7.94 3.18 0.20 3.00 3.40 . o ° 0.05-0.50 0.03-0.60
I— SPGW 070304F 7.94 7.94 3.18 0.40 3.00 3.40 [} ° [} 0.05-0.50 0.03-0.60
SPGW 09T302F 9.52 9.52 3.97 0.20 4.00 4.40 [ o ° 0.05-0.50 0.03-0.60
D SPGW 09T304F 9.52 9.52 3.97 0.40 4.00 4.40 o ° o 0.05-0.50 0.03-0.60
U SPGW 09T308F 9.52 9.52 3.97 0.80 4.00 4.40 ° ° ° 0.05-0.50 0.03-0.60
SPGW 090302F 9.52 9.52 3.18 0.20 4.00 4.40 [ o L] 0.05-0.50 0.03-0.60
D— SPGW 090304F 9.52 9.52 3.18 0.40 4.00 4.40 o ° o 0.05-0.50 0.03-0.60
SPGW 090308F 9.52 9.52 3.18 0.80 4.00 4.40 o ° ° 0.05-0.50 0.03-0.60
SPGW 120402F 12.70 12.70 476 0.20 4.00 5.50 o ° L] 0.05-0.50 0.03-0.60
SPGW 120404F 12.70 12.70 4.76 0.40 4.00 5.50 o ° o 0.05-0.50 0.03-0.60
SPGW 120408F 12.70 12.70 476 0.80 4.00 5.50 ° ° o 0.05-0.50 0.03-0.60
* For user guide and cutting speed recommendations, see pages 182-187
15car ¥ ILINE = Er e = .
o 45° 45° 75°
SNGA (PCD) ~ ' %M
Negative Square Inserts with y
Single PCD Top Corner Tip for U D1
Finishing Non-Ferrous Materials N S/
[
QO»L IC=L —|
Dimensions Hard «<— Tough ag‘;ﬂmm;ng:g
ap f
Designation L IC S RE LE D1 3 5 5 (mm) (mm/rev)
SNGA 090304F 9.52 9.52 3.18 0.40 4.00 4.40 ° ° o 0.05-3.00 0.03-0.60
SNGA 090308F 9.52 9.52 3.18 0.80 4.00 4.40 . [ ° 0.05-3.00 0.03-0.60
SNGA 120404F 12.70 12.70 476 0.40 4.00 5.50 o ° o 0.05-3.00 0.03-0.60
SNGA 120408F 12.70 12.70 476 0.80 4.00 5.50 [ [ [ 0.05-3.00 0.03-0.60

For user guide and cutting speed recommendations, see pages 182-187

o HSK AB3WH-MULNR/L-MW (268) » HSK A63WH-MUMNN-MW (269) » MULNR/L-12MW (267) » PSBNR/L (258)  PSDNN (258) » PSDNN-JHP (259)

o PSKNR/L (259) » PSSNR/L (260) » PSSNR/L-JHP (260)

Material

Non-Ferrous Materials

Grade

ID5*

D8

D4

Tougher

&

Heavy interrupted

! ©

Light interrupted

)

Harder

Continuous

*

*

* First choice

ISCAR



ISCARN(LINE

LE 5
RE ﬂ S 7}’
SNGA MT (PCD) oo — Eﬁﬁ%w
Negative Square Inserts with 4 AN N A
a Single PCD Mini Tip for = D= =
Finishing Non-Ferrous Materials \\ // T =
e 1o-L
' . Recommended
Dimensions Hard Tough Machining Data
ap f
Designation L Ic S RE LE D1 =T =T - (mm) (mmirev)
SNGA 120404F-MT 12.70 12.70 4.76 0.40 2.70 5.50 [ [ ° 0.05-0.50 0.03-0.60
SNGA 120408F-MT 12.70 12.70 476 0.80 2.70 5.50 ° ° ° 0.05-0.50 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: C#-MULNR/L-MW (268) » DSBNR/L (256) » DSDNN (257) » DSKNR/L (257) » DSSNR/L (257) ® HSK AB3WH-MULNR-J12MWX2 (269)
o HSK AB3WH-MULNR/L-MW (268) » HSK AB3WH-MUMNN-MW (269) ® MULNR/L-12MW (267) * PSBNR/L (258) » PSDNN (258)  PSDNN-JHP (259)

o PSKNR/L (259) » PSSNR/L (260) » PSSNR/L-JHP (260)

ISCARN()LINE

SNGN (PCD)

Negative Square Inserts with
Single PCD Top Corner Tip for
Finishing Non-Ferrous Materials

=S

Dimensions Hard «<— Tough | Recommended Machining Data
ap f
Designation L IC S RE LE 3 5 § (mm) (mm/rev)
SNGN 090304F 9.52 9.62 3.18 0.40 4.00 o ° ° 0.05-3.00 0.03-0.60
SNGN 090308F 9.62 9.52 3.18 0.80 4.00 ° o . 0.05-3.00 0.03-0.60
SNGN 120304F 12.70 12.70 3.18 0.40 4.00 ° ° ° 0.05-3.00 0.03-0.60
SNGN 120308F 12.70 12.70 3.18 0.80 4.00 ) . ° 0.05-3.00 0.03-0.60
SNGN 120404F 12.70 12.70 4.76 0.40 4.00 ° o o 0.05-3.00 0.03-0.60
SNGN 120408F 12.70 12.70 476 0.80 4,00 ° . ° 0.05-3.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: CSDNN-CE/CEA (255) « CSDNN-F/X (74) » CSKNR/L-F/X (75) » CSRNR/L-F/X (75) ® CSSNR/L-F/X (76) ®

o CSYNR/L-F/X (77)

CSXNR/L-F/X (76)

ISCAR\\VLINE
- s AN (P
SNGN MT (PCD) KN
Negative Square Inserts with
a Single PCD Mini Tip for
Finishing Non-Ferrous Materials
Dimensions Hard <= Tough | Recommended Machining Data
ap f
Designation L Ic s RE LE 8|8 |2 (mm) (mm/rev)
SNGN 120404F-MT 12.70 12,70 4.76 0.40 2.70 ° . ° 0.05-0.50 0.03-0.60
SNGN 120408F-MT 12.70 12.70 4.76 0.80 2.70 [ [ [ 0.05-0.50 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: CSDNN-CE/CEA (255) ¢ CSDNN-F/X (74) » CSKNR/L-F/X (75) ® CSRNR/L-F/X (75)  CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)

* CSYNR/L-F/X(77)

Member IMC Group
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1scar ¥ TLINE

SNGN HS (PCD)

=S~ ﬂJ sl L2
i aler

Negative Square Type Half
Solid Top PCD Inserts ;5‘
Dimensions Hard <— Tough Recommended Machining Data
ap f

Designation L IC S RE 3 3 ér (mm) (mm/rev)
SNGN 090304F-HS 9.52 9.62 3.18 0.40 . [ [ 0.05-9.00 0.03-0.60
SNGN 090308F-HS 9.52 9.52 3.18 0.80 o ° o 0.05-9.00 0.03-0.60
SNGN 090312F-HS 9.52 9.62 3.18 120 . ° [ 0.05-9.00 0.03-0.60
SNGN 090316F-HS 9.52 9.52 318 1.60 . . . 0.05-9.00 0.03-0.60
SNGN 120304F-HS 12.70 12.70 3.18 0.40 o ° () 0.05-11.00 0.03-0.60
SNGN 120308F-HS 12.70 12.70 3.18 0.80 . [ . 0.05-11.00 0.03-0.60
SNGN 120312F-HS 12.70 12.70 3.18 1.20 o ° o 0.05-11.00 0.03-0.60
SNGN 120316F-HS 12.70 12.70 3.18 1.60 o ° o 0.05-11.00 0.03-0.60
SNGN 120404F-HS 12.70 12.70 4.76 0.40 ° o [ 0.05-11.00 0.03-0.60
SNGN 120408F-HS 12.70 12.70 4.76 0.80 . . ° 0.05-11.00 0.03-0.60
SNGN 120412F-HS 12.70 12.70 476 1.20 o ° o 0.05-11.00 0.03-0.60
SNGN 120416F-HS 12.70 12.70 4.76 1.60 o ° o 0.05-11.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: CSDNN-CE/CEA (255) ¢ CSDNN-F/X (74) ® CSKNR/L-F/X (75) ® CSRNR/L-F/X (75) ® CSSNR/L-F/X (76) ® CSXNR/L-F/X (76)

o CSYNR/L-F/X (77)

ISCAR INE o - I |.]E

TBGN HS (PCD) ) ¥ &

Positive 60° Triangular Type .

Half Solid Top PCD Inserts ! ji o

IC = =
UZ si
. o
Dimensions Hard <— Tough Recommended Machining Data
ap f

Designation L IC S RE a ué ér (mm) (mm/rev)
TBGN 060101F-HS 6.90 3.97 1.59 0.10 . o [ 0.05-6.00 0.03-0.60
TBGN 060102F-HS 6.90 3.97 1.59 0.20 o ° o 0.05-6.00 0.03-0.60
TBGN 060104F-HS 6.90 3.97 1.59 0.40 o ° o 0.05-6.00 0.03-0.60
TBGN 060108F-HS 6.90 3.97 1.59 0.80 [ [ [ 0.05-6.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light. interrupted t t

Harder Continuous

* First choice

ISCAR



1scar ¥ ILINE
REx3

TCGN HS (PCD)

e For user guide and cutting speed recommendations, see pages 182-187

Positive 60° Triangular Half ; Y
Solid Top PCD Inserts I8 . %
: 7

.y — \ Z

Dimensions Hard «<— Tough Recommended Machining Data w

ap f Z

- o [~} (o] < m
Designation L Ic S RE 82| (mm) (mm/rev)

TCGN 060102F-HS 690 397 159 020 o | o | o 0.056.00 0.03-0.60 D)

TCGN 060104F-HS 6.90 3.97 1.59 0.40 [ ° ° 0.05-6.00 0.03-0.60 I_

TCGN 060108F-HS 6.90 3.97 1.59 0.80 ° ° [ 0.05-6.00 0.03-0.60 D

15car T TLINE .
T < ean it e <
TCGT (PCD) | &J T
Positive 60° Triangular Inserts
with Single PCD Top Corner Tip D1
and Positive Rake for Finishing T
Non-Ferrous Materials X
. . Recommended
Dimensions Hard <— Tough Machining Data
ap f
Designation L IC S RE LE D1 GAN 3 ué § (mm) (mm/rev)
TCGT 090202F 9.60 5.56 2.38 0.20 3.00 2.50 7.0 o [ o 0.05-0.50 0.03-0.60
TCGT 090204F 9.60 5.56 2.38 0.40 3.00 2.50 7.0 ° ° ° 0.05-0.50 0.03-0.60
TCGT 090208F 9.60 5.56 2.38 0.80 3.00 2.50 7.0 o ° o 0.05-0.50 0.03-0.60
TCGT 110202F 11.00 6.35 2.38 0.20 4.00 2.80 7.0 [ . . 0.05-0.50 0.03-0.60
TCGT 110204F 11.00 6.35 2.38 0.40 4.00 2.80 7.0 o ° . 0.05-0.50 0.03-0.60
TCGT 110208F 11.00 6.35 2.38 0.80 4.00 2.80 7.0 o ° o 0.05-0.50 0.03-0.60
TCGT 16T304F 16.50 9.52 3.97 0.40 4.00 4.40 10.0 o [ . 0.05-1.00 0.03-0.60
TCGT 16T308F 16.50 9.52 3.97 0.80 4.00 4.40 10.0 o ° o 0.05-1.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) ® S-STFCR/L (296) ® S-STLCR/L (297) ® STFCR/L (266) ®* STGCR/L (267)

15car T ILINE

TCGT L (PCD)
Positive 60° Triangular Inserts

91°, F
b [ o5° | [0
&Y 1 &_‘ =[5

with Full-Edge PCD Tip (Right v
or Left Hand) for Finishing D1
Non-Ferrous Materials VU o
s
. . Recommended
Dimensions Hard «<— Tough Machining Data
ap f
Designation L IC S RE LE D1 GAN 3 5 § (mm) (mm/rev)
TCGT 090202F-L 9.60 5.56 2.38 0.20 9.34 2.50 7.0 ° ° o 0.05-9.00 0.03-0.60
TCGT 090204F-L 9.60 5.56 2.38 0.40 9.04 2.50 7.0 [ . [ 0.05-9.00 0.03-0.60
TCGT 110202F-L 11.00 6.35 2.38 0.20 10.71 2.80 7.0 () [ o 0.05-10.40 0.03-0.60
TCGT 110204F-L 11.00 6.35 2.38 0.40 10.41 2.80 7.0 o ° [} 0.05-10.40 0.03-0.60
TCGT 110208F-L 11.00 6.35 2.38 0.80 9.83 2.80 7.0 () ° o 0.05-9.50 0.03-0.60
TCGT 16T302F-L 16.50 9.52 3.97 0.20 16.20 4.40 10.0 [} ° o 0.05-15.90 0.03-0.60
TCGT 16T304F-L 16.50 9.52 3.97 0.40 15.91 4.40 10.0 ° [ o 0.05-15.90 0.03-0.60
TCGT 16T308F-L 16.50 9.52 3.97 0.80 15.33 4.40 10.0 o o o 0.05-15.30 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) ® S-STFCR/L (296) ® S-STLCR/L (297) ® STFCR/L (266) ®* STGCR/L (267)

Member IMC Group

(T [Tl 211



o 1scan¥iLINE —
91°,

|_ TCGT MD/RD (PCD) -s M :i ’*

M« Positive 60° Triangular Inserts

LLI with MD/RD Chipbreaking PCD 31—

(n T@pg fqr Non-Fer_rous Metals Wt

Z Finishing & Medium App. X

(ZD Dimensions Hard «<— Tough I\Fltlzgﬁm?r:;ngz;i

Z ap f

D: Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)

D TCGT 110202F MD 11.00 6.35 2.38 0.20 4.00 2.80 o o . 0.05-1.00 0.03-0.60

I_ TCGT 110202F RD 11.00 6.35 2.38 0.20 4.00 2.80 o ° o 0.05-1.00 0.03-0.60
TCGT 110204F MD 11.00 6.35 2.38 0.40 4.00 2.80 [ [ L] 0.05-1.00 0.03-0.60

D TCGT 110204F RD 11.00 6.35 2.38 0.40 4.00 2.80 o ° o 0.05-1.00 0.03-0.60

U TCGT 110208F MD 11.00 6.35 2.38 0.80 4.00 2.80 ° ° ° 0.05-1.00 0.03-0.60
TCGT 110208F RD 11.00 6.35 2.38 0.80 4.00 2.80 L] [ L] 0.05-1.00 0.03-0.60

D— TCGT 16T304F MD 16.50 9.52 3.97 0.40 4.00 4.40 [ [ . 0.05-1.00 0.03-0.60
TCGT 16T304F RD 16.50 9.52 3.97 0.40 4.00 4.40 [ o ° 0.05-1.00 0.03-0.60
TCGT 16T308F MD 16.50 9.52 3.97 0.80 4.00 4.40 o ° ° 0.05-1.00 0.03-0.60
TCGT 16T308F RD 16.50 9.52 3.97 0.80 4.00 4.40 [} ° o 0.05-1.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295)  S-STFCR/L (296) ® S-STLCR/L (297)  STFCR/L (266) ® STGCR/L (267)

15carTILINE :
S =
TCGW (PCD) 7 0 B
Positive 60° Triangular T
Inserts with Single PCD C D1 |
Top Corner Tip for Finishin ==
Nol?w-Ferrous I\F/)Iaterials o th ﬁj\
! . Recommended
Dimensions Hard «<— Tough Machining Data
ap f
Designation L Ic s RE LE D1 8|8|a (mm) (mm/rev)
TCGW 090202F 9.60 5.56 2.38 0.20 3.00 2.50 o ° . 0.05-0.50 0.03-0.60
TCGW 090204F 9.60 5.56 2.38 0.40 3.00 2.50 [} ° o 0.05-0.50 0.03-0.60
TCGW 090208F 9.60 5.56 2.38 0.80 3.00 2.50 ° ° ° 0.05-0.50 0.03-0.60
TCGW 110202F 11.00 6.35 2.38 0.20 4.00 2.80 o ° o 0.05-1.00 0.03-0.60
TCGW 110204F 11.00 6.35 2.38 0.40 4.00 2.80 [} ° o 0.05-1.00 0.03-0.60
TCGW 110208F 11.00 6.35 2.38 0.80 4.00 2.80 [ [ ° 0.05-1.00 0.03-0.60
TCGW 130304F 13.70 7.94 3.18 0.40 4.00 3.40 . ° ° 0.05-1.00 0.03-0.60
TCGW 130308F 13.70 7.94 3.18 0.80 4.00 3.40 ° ° ° 0.05-1.00 0.03-0.60
TCGW 16T302F 16.50 9.52 3.97 0.20 4.00 4.40 ° ° o 0.05-1.00 0.03-0.60
TCGW 16T304F 16.50 9.52 3.97 0.40 4.00 4.40 [ [ ° 0.05-1.00 0.03-0.60
TCGW 16T308F 16.50 9.52 3.97 0.80 4.00 4.40 . o . 0.05-1.00 0.03-0.60
TCGW 16T312F 16.50 9.52 3.97 1.20 4.00 4.40 o ° o 0.05-1.00 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) e S-STFCR/L (296) ® S-STLCR/L (297) ® STFCR/L (266) ® STGCR/L (267)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




ISCAR\(\VLINE
91°, - =
TCGW L (PCD) 70% »1 1 EE ,’
Positive 60° Triangular Inserts
with Full-Edge PCD Tip (Right v
or Left Hand) for Finishing D1-
Non-Ferrous Materials L
~I's
! . Recommended
Dimensions Hard «<— Tough Machining Data
ap f
Designation L Ic S RE LE D1 88| 3 (mm) (mm/rev)
TCGW 090202F-L 9.60 5.56 2.38 0.20 9.34 2.50 o o . 0.05-9.00 0.03-0.60
TCGW 090204F-L 9.60 5.56 2.38 0.40 9.04 2.50 o ° ° 0.05-9.00 0.03-0.60
TCGW 110202F-L 11.00 6.35 2.38 0.20 10.71 2.80 o ° L] 0.05-10.40 0.03-0.60
TCGW 110204F-L 11.00 6.35 2.38 0.40 10.41 2.80 o ° o 0.056-10.40 0.03-0.60
TCGW 110208F-L 11.00 6.35 2.38 0.80 9.83 2.80 . o . 0.05-9.50 0.03-0.60
TCGW 16T302F-L 16.50 9.52 3.97 0.20 16.20 4.40 L] [ L] 0.05-15.90 0.03-0.60
TCGW 16T304F-L 16.50 9.52 3.97 0.40 15.91 4.40 [ [ . 0.05-15.90 0.03-0.60
TCGW 16T308F-L 16.50 9.52 3.97 0.80 15,33 4.40 o ° o 0.05-15.30 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: E-STFCR-HEAD (296) ® S-MTLCR/L-W (295) e S-STFCR/L (296) ® S-STLCR/L (297)  STFCR/L (266) ® STGCR/L (267)

ISCARN(LINE

TCGW MT (PCD)

Positive 60° Triangular Inserts
with a Single PCD Mini Tip for
Finishing Non-Ferrous Materials

; . Recommended
Dimensions Hard <— Tough Machining Data
(==} (Yo oy ap f
Designation L Ic S RE LE D1 22| (mm) (mm/rev)
TCGW 090202F-MT 9.60 5.56 2.38 0.20 2.70 2.50 (] (] L] 0.05-0.50 0.03-0.60
TCGW 090204F-MT 9.60 5.56 2.38 0.40 2.70 2.50 . . . 0.05-0.50 0.03-0.60
TCGW 110202F-MT 11.00 6.35 2.38 0.20 2.70 2.80 (] L] L] 0.05-0.50 0.03-0.60
TCGW 110204F-MT 11.00 6.35 2.38 0.40 2.70 2.80 ° . . 0.05-0.50 0.03-0.60
TCGW 110208F-MT 11.00 6.35 2.38 0.80 2.70 2.80 . . . 0.05-0.50 0.03-0.60
TCGW 130304F-MT 13.70 794 3.18 0.40 2.70 3.40 (] (] (] 0.05-0.50 0.03-0.60
TCGW 130308F-MT 13.70 7.94 3.18 0.80 2.70 3.40 ° . . 0.05-0.50 0.03-0.60
TCGW 16T302F-MT 16.50 9.52 3.97 0.20 2.70 4.40 . . . 0.05-0.50 0.03-0.60
TCGW 16T304F-MT 16.50 9.52 3.97 0.40 2.70 4.40 L] (] L] 0.05-0.50 0.03-0.60
TCGW 16T308F-MT 16.50 9.52 3.97 0.80 2.70 4.40 . . . 0.05-0.50 0.03-0.60
TCGW 16T312F-MT 16.50 9.52 3.97 1.20 2.70 4.40 . . [ 0.05-0.50 0.03-0.60
® For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: E-STFCR-HEAD (296) ¢ S-MTLCR/L-W (295) » S-STFCR/L (296) » S-STLCR/L (297) » STFCR/L (266) ® STGCR/L (267)
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(/) ISCARN("LINE
91°,

~  TPGN (PCD) e B 1w | ESEE

D: Positive 60° Triangular Inserts

LLI with a Single PCD Tip for

(n Machining Non-Ferrous Materials A

Z 11 S

@ Dimensions Hard <= Tough | Recommended Machining Data

Z

Z ap f

D: Designation L IC S RE LE 3 5 ér (mm) (mm/rev)

D TPGN 090202F 9.60 5.56 2.38 0.20 3.00 [ ° o 0.05-0.50 0.03-0.60

|— TPGN 090204F 9.90 5.56 2.38 0.40 3.00 ° o . 0.05-0.50 0.03-0.60
TPGN 090208F 9.60 5.56 2.38 0.80 3.00 o ° ° 0.05-0.50 0.03-0.60

D TPGN 110202F 11.00 6.35 2.38 0.20 4,00 ° ° o 0.05-1.00 0.03-0.60

U TPGN 110204F 11.00 6.35 2.38 0.40 4.00 o o [ 0.05-1.00 0.03-0.60
TPGN 110208F 11.00 6.35 2.38 0.80 4,00 ° ° ° 0.05-1.00 0.03-0.60

D— TPGN 110302F 11.00 6.35 3.18 0.20 4,00 [ ° o 0.05-1.00 0.03-0.60
TPGN 110304F 11.00 6.35 3.18 0.40 4.00 o o [ 0.05-1.00 0.03-0.60
TPGN 110308F 11.00 6.35 3.18 0.80 4.00 ° ° ° 0.05-1.00 0.03-0.60
TPGN 160304F 16.50 9.52 3.18 0.40 4,00 [ ° o 0.05-1.00 0.03-0.60
TPGN 160308F 16.50 9.52 3.18 0.80 4,00 [ ° o 0.05-1.00 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: CTFPR/L (261) ¢ CTGPR/L (262) ® S-CTFPR/L (294)

Positive 60° Triangular Inserts

lscAanms _
RE T[] o [T
TPGN MT (PCD) : e 1 >\IF‘ég
91°

with a Single PCD Mini Tip for g |i; 95°
Finishing Non-Ferrous Materials N = =
J_G%Li L "y
Dimensions Hard «<— Tough | Recommended Machining Data
ap f

Designation L IC S RE LE 5 E ér (mm) (mm/rev)
TPGN 110202F-MT 11.00 6.35 2.38 0.20 2.70 L] (] L] 0.05-0.50 0.03-0.60
TPGN 110204F-MT 11.00 6.35 2.38 0.40 2.70 o ° o 0.05-0.50 0.03-0.60
TPGN 110208F-MT 11.00 6.35 2.38 0.80 2.70 [ (] L] 0.05-0.50 0.03-0.60
TPGN 110302F-MT 11.00 6.35 3.18 0.20 2.70 o ° o 0.056-0.50 0.03-0.60
TPGN 110304F-MT 11.00 6.35 3.18 0.40 2.70 o ° o 0.05-0.50 0.03-0.60
TPGN 110308F-MT 11.00 6.35 3.18 0.80 2.70 (] (] L] 0.05-0.50 0.03-0.60
TPGN 160304F-MT 16.50 9.52 3.18 0.40 2.70 [ (] L] 0.05-0.50 0.03-0.60
TPGN 160308F-MT 16.50 9.52 3.18 0.80 2.70 ° . ° 0.05-0.50 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: CTFPR/L (261) ¢ CTGPR/L (262) ® S-CTFPR/L (294)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




1scar ¥ TLINE

TPGN HS (PCD)
Positive 60° Triangular Half

)]
|_
ad
Solid Top PCD Inserts lg . (L}J)
i e R =
Dimensions Hard <— Tough Recommended Machining Data (D
Z
ap f Z
Designation L IC S RE 5 5 ér (mm) (mm/rev) D:
TPGN 090202F-HS 9.60 5.56 2.38 0.20 o o [ 0.05-9.00 0.03-0.60 :)
TPGN 090204F-HS 9.60 5.56 2.38 0.40 ° ° . 0.05-9.00 0.03-0.60 |_
TPGN 090208F-HS 9.60 5.56 2.38 0.80 ° . ° 0.05-9.00 0.03-0.60
TPGN 110302F-HS 11.00 6.35 3.18 0.20 o | o | o 0.05-10.00 0.03-0.60 O
TPGN 110304F-HS 11.00 6.35 3.18 0.40 ° . . 0.05-10.00 0.03-0.60 U
TPGN 110308F-HS 11.00 6.35 3.18 0.80 ° ° o 0.05-10.00 0.03-0.60
e For user guide and cutting speed recommendations, see pages 182-187 D—
For tools, see pages: CTFPR/L (261) ® CTGPR/L (262) ® S-CTFPR/L (294)
15car TG TLINE .
91°,
TPGT (PCD) e M ;g
Positive 60° Triangular Inserts
with a Single PCD Tip for |
hining Non-Ferrous Materials o V-
mac LETES e
1\
Dimensions Hard «<— Tough azgm::gng:g
ap f
Designation L IC S RE LE D1 GAN 8| 8|2 (mm) (mm/rev)
TPGT 110302F 11.00 6.35 3.18 0.20 4.00 2.80 10.0 o o o 0.05-1.00 0.03-0.60
TPGT 110304F 11.00 6.35 3.18 0.40 4.00 2.80 10.0 o ° o 0.05-1.00 0.03-0.60
TPGT 110308F 11.00 6.35 3.18 0.80 4.00 2.80 10.0 ° [ [} 0.05-1.00 0.03-0.60
TPGT 16T304F 16.50 9.52 3.97 0.40 4.00 4.40 10.0 o o o 0.05-1.00 0.03-0.60
TPGT 16T308F 16.50 9.52 397 0.80 4.00 4.40 100 ° ° ° 0.05-1.00 0.03-0.60
TPGT 160404F 16.50 9.52 476 0.40 4.00 4.40 10.0 o o [} 0.05-1.00 0.03-0.60
TPGT 160408F 16.50 9.52 4.76 0.80 4.00 4.40 10.0 () [ o 0.05-1.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

Member IMC Group.

(T [Tl 215



o 1scan¥iLINE : .

| TPGW (PCD) = 05 5 =

M« Positive 60° Triangular Inserts

LLI with a Single PCD Tip for

U-) machining Non-Ferrous Materials

Z

(ZD Dimensions Hard <— Tough a:zﬂm?;gngg;

Z ap f

D: Designation L IC S RE LE D1 5 5 ér (mm) (mm/rev)

:) TPGW 110202F 11.00 6.35 2.38 0.20 4.00 2.80 L] L] (] 0.06-1.00 0.03-0.60

I_ TPGW 110204F 11.00 6.35 2.38 0.40 4.00 2.80 ° ° o 0.05-1.00 0.03-0.60
TPGW 110208F 11.00 6.35 2.38 0.80 4.00 2.80 o . o 0.05-1.00 0.03-0.60

D TPGW 110302F 11.00 6.35 3.18 0.20 4.00 2.80 o ° o 0.05-1.00 0.03-0.60

U TPGW 110304F 11.00 6.35 3.18 0.40 4.00 2.80 ° ) . 0.05-1.00 0.03-0.60
TPGW 110308F 11.00 6.35 3.18 0.80 4.00 2.80 (] (] (] 0.06-1.00 0.03-0.60

D— TPGW 16T304F 16.50 9.52 3.97 0.40 4.00 4.40 L] [ (] 0.06-1.00 0.03-0.60
TPGW 16T308F 16.50 9.62 3.97 0.80 4.00 4.40 (] L] (] 0.06-1.00 0.03-0.60
TPGW 160404F 16.50 9.52 476 0.40 4.00 4.40 o ° ° 0.05-1.00 0.03-0.60
TPGW 160408F 16.50 9.62 476 0.80 4.00 4.40 o ° o 0.05-1.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

ISCAHWLINE

TPGW MT (PCD)

Positive 60° Triangular Inserts
with a Single PCD Mini Tip for
Finishing Non-Ferrous Materials

Dimensions Hard <— Tough I\F:sz:zminr:gng;i

ap f
Designation L IC S RE LE D1 5 5 § (mm) (mm/rev)
TPGW 110202F-MT 11.00 6.35 2.38 0.20 2.70 2.80 o o o 0.05-0.50 0.03-0.60
TPGW 110204F-MT 11.00 6.35 2.38 0.40 2.70 2.80 o [ o 0.05-0.50 0.03-0.60
TPGW 110302F-MT 11.00 6.35 3.18 0.20 2.70 2.80 ° ° ° 0.05-0.50 0.03-0.60
TPGW 110304F-MT 11.00 6.35 3.18 0.40 2.70 2.80 [ [ o 0.05-0.50 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher C} Heavy interrupted
I €3 | Light interrupted 1'
Harder O Continuous '

* First choice

ISCAR




1scar ¥ TLINE ¥ W
TNGA (PCD) = =
Negative 60° Triangular Inserts D:
with a Single PCD Tip for 95° LLI
Machining Non-Ferrous Materials = U-)
Z
Dimensions Hard <— Tough I\F;Iz‘(::?lminr:gng;i %
0 0 oy ap f Z
Designation L IC S RE LE D1 52| (mm) (mm/rev) xx
TNGA 110304F 11.00 6.35 3.18 0.40 4.00 2.80 ° [ . 0.05-1.00 0.03-0.60 D
TNGA 110308F 11.00 6.35 3.18 0.80 4.00 2.80 ° ° o 0.05-1.00 0.03-0.60 I_
TNGA 160304F 16.50 9.52 3.18 0.40 4.00 4.40 o [ [ 0.05-1.00 0.03-0.60
TNGA 160308F 16.50 9.52 3.18 0.80 4.00 4.40 o ° o 0.05-1.00 0.03-0.60 D
TNGA 160403F 16.50 9.52 476 0.30 4.00 4.40 ° [} . 0.05-1.00 0.03-0.60 U
TNGA 160404F 16.50 9.52 476 0.40 4.00 4.40 o o o 0.05-1.00 0.03-0.60
TNGA 160408F 16.50 9.52 4.76 0.80 4.00 4.40 o ° o 0.05-1.00 0.03-0.60 D—
TNGA 160410F 16.50 9.52 476 1.00 4.00 4.40 o ° o 0.05-1.00 0.03-0.60
TNGA 160412F 16.50 9.52 476 1.20 4.00 4.40 o o ° 0.05-1.00 0.03-0.60
TNGA 220404F 22.00 12.70 4.76 0.40 4.00 5.50 o ° o 0.05-1.00 0.03-0.60
TNGA 220408F 22.00 12.70 4.76 0.80 4.00 5.50 o ° ° 0.05-1.00 0.03-0.60

* For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A-PTFNR/L-X/G (295) e C#-DTGNR/L (262) » DTGNR/L (262) » MTENN-W (263) » MTINR/L-W (263) » PTFNR/L (264)
o PTGNR/L (264) » PTGNR/L-X (265) ® PTGNR/L-X-JHP (265) ® PTGNR/L-X-JHP-MC (266) » S-MTLNR/L-W (295) » S-PTFNR/L (296)

ISCARN{)LINE

TNGA MT (PCD)

Negative 60° Triangular Inserts
with a Single PCD Mini Tip for
Finishing Non-Ferrous Materials

' . Recommended
Dimensions Hard «<— Tough Machining Data
ap f
Designation L IC S RE LE D1 3 5 § (mm) (mm/rev)
TNGA 160404F-MT 16.50 9.52 4.76 0.40 2.70 4.40 o o o 0.05-0.50 0.03-0.60
TNGA 160408F-MT 16.50 9.52 4.76 0.80 2.70 4.40 o ° o 0.05-0.50 0.03-0.60
* For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: A-PTFNR/L-X/G (295) « DTGNR/L (262) ® MTENN-W (263) ® MTINR/L-W (263) » PTFNR/L (264) » PTGNR/L (264)
¢ PTGNR/L-X (265) ® PTGNR/L-X-JHP (265) ® PTGNR/L-X-JHP-MC (266) ® S-MTLNR/L-W (295) ¢ S-PTFNR/L (296)
ISCARN(VLINE
s -
TNGN (PCD) S e = '] >
Negative 60° Triangular Inserts <
with a Single PCD Tip for
Machining Non-Ferrous Materials 'f A
60, L—
-
Dimensions Hard «<— Tough | Recommended Machining Data
ap f
Designation L IC S RE LE 5 5 E (mm) (mm/rev)
TNGN 110304F 11.00 6.35 3.18 0.40 4.00 . . ° 0.05-1.00 0.03-0.60
TNGN 110308F 11.00 6.35 3.18 0.80 4.00 [ [ ° 0.05-1.00 0.03-0.60
TNGN 130304F 13.70 7.94 3.18 0.40 4.00 [} ° o 0.05-1.00 0.03-0.60
TNGN 130308F 13.70 7.94 3.18 0.80 4.00 [} ° o 0.05-1.00 0.03-0.60
TNGN 160304F 16.50 9.52 3.18 0.40 4.00 [ o . 0.05-1.00 0.03-0.60
TNGN 160308F 16.50 9.52 3.18 0.80 4.00 o ° o 0.05-1.00 0.03-0.60
TNGN 160404F 16.50 9.52 476 0.40 4.00 o ° o 0.05-1.00 0.03-0.60
TNGN 160408F 16.50 9.52 4.76 0.80 4.00 [} ° o 0.05-1.00 0.03-0.60
e For user guide and cutting speed recommendations, see pages 182-187




W lscAnWLmE y S~ om - :
= VBGT (PCD) i ;% 1@%‘%
M« Positive 35° Rhombic Inserts L v 5% Ipmw
L] with PCD Top Corner Tip and IC @ D% @ ‘
N Positive Rake for Finishing fL =
Non-Ferrous Materials gg 5=»L
Z 2
(ZD Dimensions Hard <— Tough azzﬁﬁmgng:ti
Z ap f
D: Designation L IC S RE LE D1 GAN 5 5 ér (mm) (mm/rev)
D VBGT 110302F 11.10 6.35 3.18 0.20 3.70 2.80 10.0 o ° () 0.05-1.00 0.03-0.60
I— VBGT 110304F 1110 6.35 3.18 0.40 3.70 2.80 10.0 o . [ 0.05-1.00 0.03-0.60
VBGT 160402F 16.60 9.52 476 0.20 4.50 4.40 10.0 ° ° o 0.05-1.00 0.03-0.60
D VBGT 160404F 16.60 9.52 4.76 0.40 4.50 4.40 10.0 o ° o 0.05-1.00 0.03-0.60
U VBGT 160408F 16.60 9.52 476 0.80 4.50 4.40 10.0 o ° o 0.05-1.00 0.03-0.60
D_ * For user guide and cutting speed recommendations, see pages 182-187
umuﬂ@hmm RE
\LE =3
VBGW (PCD)
Positive 35° Rhombic Inserts with Ay i |
Single PCD Top Corner Tip for J o @7 R
Finishing Non-Ferrous Materials AL
N
»
35
Dimensions Hard <— Tough I\Ijlzz?l?r:ir:;ng:t:
ap f
Designation L Ic s RE LE D1 8|1 8|23 (mm) (mm/rev)
VBGW 110201F 11.10 6.35 2.38 0.10 3.70 2.80 o ° o 0.05-1.00 0.03-0.60
VBGW 110202F 11.10 6.35 2.38 0.20 3.70 2.80 o ° o 0.05-1.00 0.03-0.60
VBGW 110204F 11.10 6.35 2.38 0.40 3.70 2.80 o ° [} 0.05-1.00 0.03-0.60
VBGW 110302F 11.10 6.35 3.18 0.20 3.70 2.80 ° . [ 0.05-1.00 0.03-0.60
VBGW 110304F 11.10 6.35 3.18 0.40 3.70 2.80 () ° o 0.05-1.00 0.03-0.60
VBGW 110308F 11.10 6.35 3.18 0.80 3.70 2.80 o o [} 0.05-1.00 0.03-0.60
VBGW 160402F 16.60 9.52 4.76 0.20 4.50 4.40 o ° [} 0.05-1.00 0.03-0.60
VBGW 160404F 16.60 9.52 4.76 0.40 4.50 4.40 ° ° o 0.05-1.00 0.03-0.60
VBGW 160408F 16.60 9.52 476 0.80 450 4.40 ° ° ° 0.05-1.00 0.03-0.60
VBGW 160412F 16.60 9.62 476 1.20 450 4.40 [ . [ 0.05-1.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I g Light interrupted t t

Harder Continuous

* First choice

ISCAR




lscAannE R,

- S~ 1075 (/)
VBGW MT (PCD) U e | [V i =
Positive 35° Rhombic Inserts L i Y
with a Single PCD Mini Tip for == IC @\ D . % LLI
Finishing Non-Ferrous Materials - |_f z U)
NI
35 Z
! . Recommended
Dimensions Hard «<— Tough Machining Data (ZD
(==} [Ye) oy ap f Z
Designation L Ic S RE LE D1 22| (mm) (mm/rev) ad
VBGW 110201F-MT 11.10 6.35 2.38 0.10 3.00 2.80 . o [ 0.05-0.50 0.03-0.60 :)
VBGW 110202F-MT 11.10 6.35 2.38 0.20 3.00 2.80 o ° o 0.05-0.50 0.03-0.60 I_
VBGW 110204F-MT 11.10 6.35 2.38 0.40 3.00 2.80 o ° ° 0.05-0.50 0.03-0.60
VBGW 160402F-MT 16.60 9.52 4.76 0.20 3.00 4.40 o ° o 0.05-0.50 0.03-0.60 Q
VBGW 160404F-MT 16.60 9.52 476 0.40 3.00 4.40 . ° [ 0.05-0.50 0.03-0.60 U
VBGW 160408F-MT 16.60 9.52 476 0.80 3.00 4.40 L] [ o 0.05-0.50 0.03-0.60
VBGW 160412F-MT 16.60 9.52 476 1.20 3.00 4.40 [ [ o 0.05-0.50 0.03-0.60 D—
* For user guide and cutting speed recommendations, see pages 182-187
ISCAR\(\LINE RE
jLE [~ GAN
VCGT (PCD)
Positive 35° Rhombic Inserts .
with PCD Top Corner Tip and J c @)
Positive Rake for Finishing Lf
Non-Ferrous Materials N
T/
5
. . Recommended
Dimensions Hard <— Tough Machining Data
ap f
Designation L Ic S RE LE D1 GAN |8 | 8| 2 (mm) (mm/rev)
VCGT 070202F 6.92 3.97 2.38 0.20 3.70 215 7.0 ° ° . 0.05-1.00 0.03-0.60
VCGT 070204F 6.92 3.97 2.38 0.40 3.70 2.15 7.0 o ° o 0.05-1.00 0.03-0.60
VCGT 110302F 1110 6.35 3.18 0.20 3.70 2.80 100 ° [} . 0.05-1.00 0.03-0.60
VCGT 110304F 11.10 6.35 3.18 0.40 3.70 2.80 10.0 [ . 0.05-1.00 0.03-0.60
VCGT 130302F 13.10 7.94 3.18 0.20 4.50 3.40 10.0 () ° o 0.05-1.00 0.03-0.60
VCGT 130304F 13.10 7.94 3.18 0.40 4.50 3.40 10.0 o ° o 0.05-1.00 0.03-0.60
VCGT 160402F 16.60 9.62 4.76 0.20 450 4.40 100 o ° ° 0.05-1.00 0.03-0.60
VCGT 160404F 16.60 9.52 476 0.40 4.50 4.40 10.0 o ° o 0.05-1.00 0.03-0.60
VCGT 160408F 16.60 9.52 4.76 0.80 450 4.40 10.0 o [ o 0.05-1.00 0.03-0.60
VCGT 160412F 16.60 9.52 4.76 1.20 4.50 4.40 10.0 o ° ° 0.05-1.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-SVLBCR/L (298)  A/S-SVLFCR/L; A-SVUCR/L (298) » A/S-SVQCR/L (299) ® AVC-SVLCR/L (299) ® AVC-SVLCR/L-VH (299)

e AVC-SVPCR/L (300) ® AVC-SVQCRY/L (300) ® AVC-SVUCRY/L (300)  C#-SVJCR/L (275)  C#-SVJCR/L-JHP (275) ¢ C#-SVVCN (276) ® HSK A63WH-SVJCR/L (276)
¢ NQCH-SVACR/L-S-JHP (276) ® NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) ® PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272) ¢ SVACR/L-S (272)

® SVJCR-PAD (273) ® SVJCR/L (272) ® SVJCR/L-16-JHP (273) ® SVJCR/L-PAD-JHP (273) ® SVPCR/L-S (274) ® SVVCN (274) ® SVXCR/L (274)

® Y-SVJCR-S (274)  Y-SVJCR-S-JHP (275)

Member IMC Group.




1scar ¥ TLINE

VCGT MD/RD (PCD)
Positive 35° Rhombic Inserts

with MD/RD Chipbreaking PCD
Tips for Non-Ferrous Materials

|- 107.5°
D1 N )
¥ 452y

O @

Finishing & Medium App. 7\;&4

Dimensions Hard <— Tough azzm?sgng;i

ap f
Designation L Ic s RE LE D1 8|81 2 (mm) (mm/rev)
VCGT 110302F MD 11.10 6.35 3.18 0.20 3.70 2.80 o | o | o 0.05-1.00 0.03-060
VCGT 110302F RD 11.10 6.35 3.18 0.20 3.70 2.80 o | o | o 0.05-1.00 0.03-060
VCGT 110304F MD 11.10 6.35 318 0.40 370 2.80 o | o | o 0.05-1.00 0.03-060
VCGT 110304F RD 11.10 6.35 3.18 0.40 3.70 2.80 o o o 0.05-1.00 0.03-0.60
VCGT 110308F MD 11.10 6.35 3.18 0.80 3.70 2.80 o | o | o 0.05-1.00 0.03-060
VCGT 110308F RD 11.10 6.35 3.18 0.80 3.70 2.80 o | o | o 0.05-1.00 0.03-060
VCGT 160402F MD 16.60 9.52 476 0.20 450 440 o | o | o 0.05-1.00 0.03-060
VCGT 160402F RD 16.60 9.52 476 0.20 450 440 o | o | o 0.05-1.00 0.03-060
VCGT 160404F MD 16.60 9.52 4.76 0.40 4.50 4.40 o [ o 0.05-1.00 0.03-0.60
VCGT 160404F RD 16.60 9.52 476 0.40 450 440 o | o | o 0.05-1.00 0.03-060
VCGT 160408F MD 16.60 9.52 476 0.80 450 440 o | o | o 0.05-1.00 0.03-060
VCGT 160408F RD 16.60 9.52 4.76 0.80 450 4.40 ° ° ° 0.05-1.00 0.03-0.60
VCGT 160412F MD 16.60 9.52 476 120 450 440 o | o | o 0.05-1.00 0.03-060
VCGT 160412F RD 16.60 9.52 476 1.20 450 4.40 o [ [ 0.05-1.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-SVLBCR/L (298) » A/S-SVLFCR/L; A-SVUCR/L (298) * A/S-SVQCR/L (299) » AVC-SVLCR/L (299) » AVC-SVLCR/L-VH (299)
« AVC-SVPCR/L (300) ® AVC-SVQCR/L (300) ® AVC-SVUCR/L (300) ® C#-SVJCR/L (275)  C#-SVJCR/L-JHP (275) ® C#-SWWCN (276) » HSK AG3WH-SVJCR/L (276)
o NQCH-SVACR/L-S-JHP (276) » NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) » PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272) » SVACR/L-S (272)

o SVJOR-PAD (273) » SVJCR/L (272) » SVJCR/L-16-JHP (273) » SVJCR/L-PAD-JHP (273) » SVPCR/L-S (274) » SWCN (274) » SVXCR/L (274)

* Y-SVJCR-S (274) * Y-SVJCR-S-JHP (275)

ISCARN(\LINE
VCGW (PCD) a3 \% o W
Positive 35° Rhombic Inserts i im;a !‘A.Q —
with a Single PCD Tip and a .. =l
Flat Rake Angle for Finishing
Non-Ferrous Materials
n n Recommended
Dimensions Hard «<— Tough Machining Data
ap f
Designation L IC S RE LE D1 8 Lé’ § (mm) (mm/rev)
VCGW 070202F 6.92 3.97 2.38 0.20 3.70 215 o o o 0.05-1.00 0.03-0.60
VCGW 070204F 6.92 3.97 2.38 0.40 3.70 215 [ . [ 0.05-1.00 0.03-0.60
VCGW 070208F 6.92 3.97 2.38 0.80 3.70 2.15 o ° o 0.05-1.00 0.03-0.60
VCGW 110302F 11.10 6.35 3.18 0.20 3.70 2.80 o ° o 0.05-1.00 0.03-0.60
VCGW 110304F 11.10 6.35 3.18 0.40 3.70 2.80 [ . [ 0.05-1.00 0.03-0.60
VCGW 110308F 11.10 6.35 3.18 0.80 3.70 2.80 o ° o 0.05-1.00 0.03-0.60
VCGW 130302F 13.10 7.94 3.18 0.20 4.50 3.40 o ° o 0.05-1.00 0.03-0.60
VCGW 130304F 13.10 7.94 3.18 0.40 450 3.40 [ . L] 0.06-1.00 0.03-0.60
VCGW 160402F 16.60 9.62 4.76 0.20 4.50 4.40 o ° o 0.05-1.00 0.03-0.60
VCGW 160404F 16.60 9.52 4.76 0.40 4.50 4.40 ° o o 0.05-1.00 0.03-0.60
VCGW 160408F 16.60 9.52 476 0.80 4.50 4.40 ° ° ° 0.05-1.00 0.03-0.60
VCGW 160412F 16.60 9.52 476 1.20 450 4.40 [ [ [ 0.05-1.00 0.03-0.60

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-SVLBCR/L (298) » A/S-SVLFCR/L; A-SVUCR/L (298) * A/S-SVQCR/L (299) » AVC-SVLCR/L (299) e AVC-SVLCR/L-VH (299)
o AVC-SVPCR/L (300) ® AVC-SVQCR/L (300) ® AVC-SVUCR/L (300) ® C#-SVJCR/L (275)  C#-SVJCR/L-JHP (275) ® C#-SWCN (276) » HSK AB3WH-SVJCR/L (276)
o NQCH-SVACR/L-S-JHP (276) » NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) » PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272) s SVACR/L-S (272)

o SVJOR-PAD (273) » SVJCR/L (272) » SVJCR/L-16-JHP (273) » SVJCR/L-PAD-JHP (273) » SVPCR/L-S (274) » SWWCN (274) » SVXCR/L (274)

* Y-SVJCR-S (274) * Y-SVJCR-S-JHP (275)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I {:} Light interrupted t f

Harder Q Continuous

* First choice

2208 ISCAR




I1SCARNLINE RN L s 0p]
VCGW MT (PCD) —
Positive 35° Rhombic Inserts 2 Y
with a Single PCD Mini Tip for Ic o LLI
Finishing Non-Ferrous Materials L J m
o Z
35 —
’ . Recommended

Dimensions Hard Tough Machining Data (ZD
ap f Z
Designation L Ic S RE LE D1 88| 3 (mm) (mm/rev) ad
VCGW 110302F-MT 11.10 6.35 3.18 0.20 3.00 2.80 o [ o[ o 0.05-0.50 0.03-0.60 D)
VCGW 110304F-MT 11.10 6.35 3.18 0.40 3.00 2.80 o | o | o 0.05-0.50 0.03-0.60 —

VCGW 160402F-MT 16.60 9.5 476 0.20 3.00 440 o | o | o 0.05-0.50 0.03-0.60
VCGW 160404F-MT [RILY 952 476 0.40 3.00 440 o | o | o | 005050 0.03-0.60 O
VCGW 160408F-MT 16.60 9.52 476 0.80 3.00 440 o | o | o 0.05-0.50 0.03-0.60 U
VCGW 160412F-MT 16.60 9.52 476 120 3.00 440 o | o | o 0.05-0.50 0.03-0.60 a

® For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-SVLBCR/L (298)  A/S-SVLFCR/L; A-SVUCR/L (298) » A/S-SVQCR/L (299) ® AVC-SVLCR/L (299) ® AVC-SVLCR/L-VH (299)

e AVC-SVPCR/L (300) ® AVC-SVQCRY/L (300) ® AVC-SVUCR/L (300) ® C#-SVJCR/L (275) ® C#-SVJCR/L-JHP (275) ¢ C#-SVVCN (276) ® HSK A63WH-SVJCR/L (276)
¢ NQCH-SVACR/L-S-JHP (276) ® NQCH-Y-SVJCR-S-JHP (276) ® PVACR/L-S (271) ® PVACR/L-S-JHP (271) ® PVACR/L-S-JHP-MC (272) ¢ SVACR/L-S (272)

e SVJCR-PAD (273) ® SVJCR/L (272) ® SVJCR/L-16-JHP (273) ® SVJCR/L-PAD-JHP (273) ® SVPCR/L-S (274) ® SVVCN (274) ® SVXCR/L (274)

® Y-SVJCR-S (274)  Y-SVJCR-S-JHP (275)

1scArNLINE
VNGA (PCD)

Negative 35° Rhombic Inserts
with a Single PCD Tip and J
Flat Rake Angle for Finishing

Non-Ferrous Materials

C
T

>

' . Recommended
Dimensions Hard «<— Tough Machining Data
(==} Yol oy ap f
Designation L IC S RE LE D1 28| (mm) (mm/rev)
VNGA 160402F 16.60 9.52 476 0.20 4.50 4.40 ° o o 0.05-1.00 0.03-0.60
VNGA 160403F 16.60 9.52 4.76 0.30 450 4.40 ° ° ° 0.05-1.00 0.03-0.60
VNGA 160404F 16.60 9.52 476 0.40 4.50 4.40 ° o o 0.05-1.00 0.03-0.60
VNGA 160406F 16.60 9.52 4.76 0.60 4.50 4.40 ° ° ° 0.05-1.00 0.03-0.60
VNGA 160408F 16.60 9.52 476 0.80 4.50 4.40 ° ° ° 0.05-1.00 0.03-0.60
VNGA 160410F 16.60 9.52 476 1.00 4.50 4.40 o [ o 0.05-1.00 0.03-0.60
VNGA 160412F 16.60 9.52 4.76 1.20 4.50 4.40 o [ o 0.05-1.00 0.03-0.60
e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: MVJNR/L (270) ¢ MVVNN (270)
——




1scar ¥ TLINE - p—
VNGA MT (PCD) L
Negative 35° Rhombic Inserts . . " R |
with a Single PCD Mini Tip for ¥

Finishing Non-Ferrous Materials

35

’ . Recommended

Dimensions Hard «<— Tough Machining Data

ap f

@ (Yol oy

Designation L Ic S RE LE D1 52| (mm) (mm/rev)
VNGA 160402F-MT 16.60 9.52 4.76 0.20 3.00 4.40 ° [ . 0.05-0.50 0.03-0.60
VNGA 160404F-MT 16.60 9.52 4.76 0.40 3.00 4.40 ° o [} 0.05-0.50 0.03-0.60
VNGA 160408F-MT 16.60 9.52 4.76 0.80 3.00 4.40 o [ [} 0.05-0.50 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187
For tools, see pages: MVJNR/L (270) ¢ MVVNN (270)
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lscAanms =
95°
WNGA (PCD) 5 3 [ E %
Negative 80° Trigon Inserts i i
with a Single PCD Tip and e
Flat Rake Angle for Finishing
Non-Ferrous Materials
’ . Recommended
Dimensions Hard Tough Machining Data
ap f
=] [Te) oy
Designation L IC S RE LE D1 8|1 a2]a (mm) (mm/rev)
WNGA 080404F 8.69 12.70 4.76 0.40 4.00 5.50 . . . 0.05-1.00 0.03-0.60
WNGA 080408F 8.69 12.70 4.76 0.80 4.00 5.50 . ° . 0.05-1.00 0.03-0.60
WNGA 080412F 8.69 12.70 476 1.20 4.00 5.50 [ ° o 0.05-1.00 0.03-0.60

e For user guide and cutting speed recommendations, see pages 182-187

For tools, see pages: A/S-MWLNR/L-W (301) » A/S-PWLNR/L (302) * C#-MULNR/L-MW (268) » C#-PWLNR/L-08-JHP (281) » DWLNR/L (277)

o DWLNR/L-JHP-MC (277) ® HSK AB3WH-MULNR-J12MWX2 (269) » HSK AB3WH-MULNR/L-MW (268) ¢ HSK AB3WH-MUMNN-MW (269) * MULNR/L-12MW (267)
o MWLNR/L-W (278) ¢ PWLNR/L (278) ® PWLNR/L-08-JHP (279) ® PWLNR/L-X (279) » PWLNR/L-X-JHP (280) ® PWLNR/L-X-JHP-MC (281)

o S-DWLNR/L (301) » S-MULNR-MW (297)

Materia T

Non-Ferrous Materials
Grade ID5* D8 D4

Tougher ™% | Heavy interrupted

I €3 | Light interrupted t
Harder O Continuous '

* First choice

ISCAR
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PCD Milling Inserts - Index

ADKW (PCD) 225 APKW 100304 PDR (PCD) 225

v @

LNAR 1106 (PCD)

-

i

226

LNAR 1506 PN-R-S (PCD) 226 LNAR 1106PN-R-S-W (PCD) 226

¢

v

ISCAR



MIET &
HELi2000 0245 0 15xae (0p)]
ADKW (PCD) SRR, —
Single Corner R.H. PCD Tipped 2.0 Y
Inserts for Milling Aluminum
¥ %
°e Z
150502x45PDR ~ 1505-75RM PDR 150508PDR
' . Recommended
Dimensions Tough «<— Hard Machining Data (ZD
—
ap f; |
<o) (Yo
Designation w1 INSL S APMX BS a [=] (mm) (mm/t) _—
ADKW 1505-75RM PDR 9.60 16.18 5.83 450 2.00 . 0.10-2.00 0.10-0.25 2
ADKW 150502X45 PDR 9.60 16.18 5.83 4.50 2.00 ° 0.10-2.00 0.10-0.25
ADKW 150508 PDR 960 16.18 583 480 152 . . 0.10-2.00 0.10-0.25 ')
* The inserts are supplied with spare screws. U
For tools, see pages: FOOAD-SFR (314) « HM90 E90AD-15 (315) ® HM90 E90AD-M-15 (316) ® HMI0 E90AD-M-15-JHP (316) ® HM90 E9OAD-MM-15-JHP (317) o

* HM90 FO0A-15 (318) ® HM90 FI0A-15-JHP (319)

HEL ik

APKW 100304 PDR (PCD)
Single R.H. PCD Tipped
Insert for Milling Aluminum

AR 4
V@

®
9

<

Dimensions Tough «<— Hard
Designation wi INSL APMX s RE BS 8 8
APKW 100304 PDR (1) 6.76 11.47 3.50 3,50 0.40 152 ° .

® Use ID5 for aluminum alloys with <12% silicon. ® The inserts are supplied with spare screws.

() Important: use only on tools with diameters of 25 mm and larger

For tools, see pages: HM90 E90A-10 (307) ® HM90 E9OA-M-10 (311) ¢ HM90 EQOA-MM-10-JHP (310) ® HM90 FOOAP-10 (312) ¢ HM90 FOOAP-10-JHP (313)
* HM90 FOOAP-AMT (313)

PCD
Recommended Machining Conditions
Grade | D.O.C. (ap) mm Material Ve m/min Feed mm/tooth Cutting Edge
<2.0 Aluminum alloys <12% silicon 300-3000
ID5 <2.0 Chipboard, fiberboard and plastics 2000-3000
<2.0 Copper alloys and brass 500-1500
<2.0 Aluminum>12% silicon 250-1000 0.05-0.25 Sharp
D8 <2.0 . Alumin.um<12% silicon . 300-3000
90 Chipboard, fiberboard and plastics 2000-3000
) MMC 200-600

Member IMC Group.
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TANGENTIAL LINE

r X45PN-R-S X75PN-R-S
LNAR 1106 (PCD) | @ %
Tangentially Clamped Milling LK =T 15°
Inserts with a Brazed PCD Tip L AP*MX 450 420 Q
for Machining Aluminum — & = L—
g 26 k R Lll.04  Chxa }
e 1.75 e W1
Single R.H. cutting edge PCD insert
. . Recommended
Dimensions Tough Hard Machining Data
ap f;
Designation Wi L S RE Ch a’ APMX 5 5 (mm) (mm/t)
LNAR 110604PN-R-S 6.00 1.1 10.76 0.40 90 5.00 o [} 0.10-2.00 0.10-0.25
LNAR 110604X45PN-R-S 6.00 11.11 10.70 04 45 5.00 . . 0.10-2.00 0.10-0.25
LNAR 110620X75PN-R-S 6.00 11.11 10.72 = 0.15 75 5.00 [} 0.10-2.00 0.10-0.25

* The chamfered corner used for reduced chipping on the machined component edges ® Use ID5 for aluminum alloys with <12% silicon
e Use ID8 for aluminum alloys with >12% silicon.  The inserts are supplied with spare screws.

For tools, see pages: FOOLN-N11 (305)

VI e

TANGENTIAL LINE

LNAR 1506 PN-R-S (PCD)
Tangentially Clamped Insert

with a Brazed PCD Tip for
Machining Aluminum

©

%

Dimensions Tough «<— Hard | Recommended Machining Data
ap fZ
Designation w1 L S RE APMX a a8 (mm) (mm/t)
LNAR 150604PN-R-S 6.00 15.06 14.00 0.40 5.00 ° ° 0.05-2.00 0.10-0.25

* The insert features a single R.H. cutting edge  Use ID5 for aluminum alloys with less than 12% silicon and ID8 for aluminum alloys with more than 12% silicon
¢ The inserts are supplied with spare screws

For tools, see pages: FOOLN-N15 (306)

VI e e

TANGENTIAL LINE

LNAR 1106PN-R-S-W
(PCD)

Tangentially Clamped Wiper
Milling Inserts with a Brazed PCD
Tip for Machining Aluminum

©

@

®

i

]

D

A single R.H. cutting edge PCD insert

. . Recommended
PLEIENS Machining Data
fz
Designation w1 L S 8 (mm/t)
LNAR 1106PN-R-S-W 5.98 11.26 10.75 [ 0.10-0.25

e The chamfered corner is used for reduced chipping on the machined component edges. ® The wiper insert should not be used with LNAR 110620x75PN-R-S inserts.

Regular Insert
Wiper Insert

0.01 Ref
Q01 R

! 0.25 Ref

~Wiper Length 4.6 Ref»‘
D (cutter) |

ISCAR
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Tools for Turning CBN & PCD - Index

DCLNR/L DCLNR/L-JHP-MC PCLCR/L-S PCLCR/L-S-JHP

PCLCR/L-S-JHP-MC 36 PCLNR/L _ PCLNR/L-X

PCLNR/L-X-JHP PCLNR/L-X-JHP-MC C#-PCLNR/L-X

C#-PCLNR/L-X-JHP SCACR/L-S SCLCR/L SCLCR/L-PAD-JHP

]

X
L
a
<
a
O
ol
o3
p
m
O
O
<
p
o
-
—
X
O
LL
0p)
—
O
O
|_

SCLCR-PAD C#-SCLCR/L-JHP

NQCH-SCACR/L-S-JHP 244 DDJNR/L

DDJNR/L-JHP-MC _ C#-DDJNR/L 246 HSK A63WH-DDJNR/L 246 HSK A63WH-DDNNN 246

PDACR/L-S-JHP-MC 248 PDJNR/L

PDACR/L-S _ PDACR/L-S-JHP

ISCAR




PDJNR/L-JHP SDACR/L-S SDHCR/L-S

C#-PDJNR/L-JH 249

}ﬂ

SDJCR/L 25_Q SDJCR/L-PAD-JHP 251 SDJCR-PAD 251
.-:j-.- = £, .-—=-_ i |
Y-SDJCR-S 252 C#-SDJCR/L 252 C#-SDJCR-JHP 253

C#-SDNCN

X
L
O
<
a
O
ol
o3
Z
m
O
O
<
p
X
-
—
X
O
LL
0p)
—
O
O
|_

CSSPR/L DSBNR/L

DSSNR/L PSBNR/L PSDNN-JHP

Member IMC Group.




PSKNR/L PSSNR/L PSSNR/L-JHP SSBCR/L

SSSCR/L CTFPR/L CTGPR/L

C#-DTGNR/L MTJINR/L-W PTFNR/L

PTGNR/L PTGNR/L-X PTGNR/L-X-JHP PTGNR/L-X-JHP-MC

X
L
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a
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C#-MULNR/L-MW
& f

STFCR/L STGCR/L

HSK A63WH-MULNR-
HSK A63WH-MULNR/L-MW 268 J12MWX2 MVJNR/L

.2

PVACR/L-S . PVACR/L-S-JHP

ISCAR




SVJCR/L-16-JHP _ SVJCR/L-PAD-JHP

SVJCR-PAD

C#-SVJCR/L-JHP 275
S

Y-SVJCR-S 274 | Y-SVICR-S-JHP 275 |l C#-SVICR/L 275

C#-SVVCN HSK A63WH-SVJCR/L 276

NQCH-SVACR/L-S-JHP 276 NQCH-Y-SVJCR-S-JHP 276

X
L
O
<
a
O
ol
o3
Z
m
O
O
<
p
X
-
—
X
O
LL
0p)
—
O
O
|_

DWLNR/L-JHP-MC PWLNR/L

PWLNR/L-X

C#-PWLNR/L-08-JHP 281 S-DCLNR/L A/S-PCLNR/L A/S-PCLNR/L-X/G

Member IMC Grou
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A/E/S-SCLCR/L

A/S-PDUNR/L
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S-MTLCR/L-W 295
P .‘J-- . i -'::‘J";"E:

ey "
\ A

E-STFCR-HEAD 296 |l s-STFCR/L 296 m S-MULNR-MW
- (‘_f o = ~

#
!
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A/S-SVLBCR/L 298 A/S-SVLFCR/L; A-SVUCR/L298 A/S-SVQCR/L

AVC-SVLCR/L 299

;‘_:.

AVC-SVQCR/L 300 AVC-SVUCR/L

AVC-SVLCR/L-VH 299 AVC-SVPCR/L 300

S-DWLNR/L A/S-MWLNR/L-W

X
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a
o
Z
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Member IMC Group.




External Tools

y Z. y v /¥y TV

DV I UiV T
DCLNR/L Eﬂi
R-Clamp Tools with 95° HF H
Lead Angle Carrying 80° L
Negative Rhombic Inserts K
WF B
= N
LF )
Right-hand shown

Designation H HF B LF LH WF Insert

DCLNR/L 2020K-12 20.0 20.0 20.0 125.00 35.0 25.00 CNGA 1204

DCLNR/L 2525M-12 25.0 25.0 25.0 150.00 35.0 32.00 CNGA 1204

DCLNR/L 3232P-12 32.0 32.0 32.0 170.00 35.0 40.00 CNGA 1204

For inserts, see pages: CNGA (CBN) (145) » CNGA (PCD) (198) » CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)
o CNGA 4MT MM (CBN) (147) » CNGA MT (CBN) (145)  CNGA MT (PCD) (198) » CNGA W-2MT (CBN) (146) » CNGA W-MT (CBN) (146) « CNGA W-MT (PCD) (199)
« CNGG (CER) (55) * CNGA (CER) (54)

Spare Parts

Designetion 9o J & @ ¢ g o2 @ 7

DCLNR/L 2020K-12 RCT 443 TCH 4@ SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DCLNR/L 2525M-12 RCT 443  TCH 4@ SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DCLNR/L 3232P-12 RCT 443 TCH 4@ SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
*  Optional, to be ordered separately
(@ TCH 4 seat for CNMX 1207.. (CNMX 45.) insert.
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JETIRTURN |
DCLNR/L-JHP-MC i M ﬁ‘l‘g
Rigid Clamp Tools with Channels :

for High-Pressure Coolant
Carrying 80° Rhombic Inserts

Right-hand shown

B H HF LF LH WF GAMP GAMF MIID
DCLNR/L 2020X-12-JHP-MC 20.0 20.0 20.0 105.00 35.0 25.00 6.0 6.0 CNGA 1204
DCLNR/L 2525X-12-JHP-MC 25.0 25.0 25.0 120.00 35.0 32.00 6.0 6.0 CNGA 1204

() Master insert identification

For inserts, see pages: CNGA (CBN) (145) ® CNGA (CER) (54) ® CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) ®« CNGA 2MT MM (CBN) (147)

o CNGA 4MT (CBN) (146) ® CNGA 4MT MM (CBN) (147) « CNGA MT (CBN) (145) ¢ CNGA MT (PCD) (198) ¢ CNGA W-2MT (CBN) (146) « CNGA W-MT (CBN) (146)
o CNGA W-MT (PCD) (199) » CNGG (CER) (55)

Spare Parts

P © & 6 2o & 2

DCLNR/L 2020X-12-JHP-MC RCT 443 TCH 4l PLG G1/8 TL360 OR 4X3 NBR70 SR 14-506 M4X0.7 LCGR/L-C-4JC SET
DCLNR/L 2525X-12-JHP-MC RCT 443 TCH 4@ PLG G1/8 TL360 OR 4X3 NBR70 SR 14-506 M4X0.7 LCGR/L-C-4JC SET
*  Optional, to be ordered separately

@ For CNMX 1207.. (CNMX 45.) inserts

OV I Ui L il
PCLCR/L-S v e E
Side Lever Lock Tools Carrying ' :
80° Positive Rhombic Inserts WE B
for Swiss Automatic Machines im o I
Right-hand shown

e [T T N T

PCLCR 0808M-06S 8.0 8.0 8.0 150.00 8.00 CC.. 0602 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PCLCR/L 1010M-06S 10.0 10.0 10.0 150.00 10.20 CC.. 0602 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PCLCR/L 1212M-06S 12.0 12.0 12.0 150.00 12.20 CC.. 0602 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PCLCR/L 1616M-06S 16.0 16.0 16.0 150.00 16.20 CC.. 0602 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PCLCR/L 1012M-09S 10.0 10.0 12.0 150.00 12.20 CC.. 0973 SLLV-3 SLPI-3 SR 10400150 HW 2.5/5
PCLCR/L 1212M-09S 12.0 12.0 12.0 150.00 12.20 CC.. 0973 SLLV-3 SLPI-3 SR 10400150 HW 2.5/5
PCLCR/L 1616M-09S 16.0 16.0 16.0 150.00 16.20 CC.. 09T3 SL LV-3 SLPI-3 SR 10400150 HW 2.5/5
PCLCR/L 2020K-09S 20.0 20.0 20.0 125.00 20.20 CC.. 09T3 SL LV-3 SL PI-3 SR 10400150 HW 2.5/5

e The clamping screw may by transferred to the opposite side if needed

For inserts, see pages: CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) ® CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)

e CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) ¢ CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194)

e CCGW W (CBN) (142) « CCGW W (PCD) (194) « CCGW W-MT (CBN) (143) « CCGW W-MT (PCD) (195)

Member IMC Group.
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PCLCR/L-S-JHP

Tools with Channels for High
Pressure Coolant Carrying 80°
Positive Rhombic Inserts for
Swiss Automatic Machines

\J
¥

GAMEs
- e
HF

I [}
H
i

UNF 5/16"-24 typex3 ]

i Tl = —_
OAW WF ? e b e B
v 1 F‘"I I Al -~
T L

\« LH—» L

GAMP J
i Ak
Bar Max

Right-hand shown

PCLCR/L 1010H-06S-JHP
PCLCR/L 1212H-09S-JHP

PCLCR/L 1616K-09S-JHP
PCLCR/L 2020K-09S-JHP

H HF B LF LH WF OAW GAMP GAMF Insert
10.0 10.0 10.0 100.00 223 10.20 = 0.0 0.0 CC.. 0602
12.0 12.0 12.0 100.00 22.3 12.20 14.00 0.0 0.0 CC.. 0973
16.0 16.0 16.0 125.00 223 16.20 = 0.0 0.0 CC.. 09T3
20.0 20.0 20.0 125.00 22.3 20.20 0.0 0.0 CC.. 0973

® For user guide, see pages 327-328,331-332,335-336
For inserts, see pages: CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) ® CCGT R/L-L (PCD) (192) » CCGW (CBN) (141) « CCGW (PCD) (193)
e CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) « CCGW MT (CBN) (142) * CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194)
¢ CCGW W (CBN) (142) « CCGW W (PCD) (194) « CCGW W-MT (CBN) (143) « CCGW W-MT (PCD) (195)

Spare Parts

Q
Designation & ﬁ p ? Q
PCLCR/L 1010H-06S-JHP SL Lv-2 SLPI-2PIN SR 10400611 HW 2.0/5 SR 5/16XUNF-TL-S S-CU-JHP-A SET
PCLCR/L 1212H-09S-JHP SL Lv-3 SLPI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET
PCLCR/L 1616K-09S-JHP SL LV-3 SLPI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET
PCLCR/L 2020K-09S-JHP SL LV-3 SL PI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET
.y ¥/ _ 7V}
VI URnN 7 ~GAMP J
PCLCR/L-S-JHP-MC i ﬁ m «g}g
Tools with Channels for Y|
High-Pressure Coolant Carrying Mﬁ« LH—>=— L5
80° Positive Rhombic Inserts s @ ] !
for Swiss Automatic Machines L & B
o i
S5 LF Right-hand shown
H HF B LF LH L5 WF HBKW  GAMP  GAMF Insert
PCLCR/L 1212X-09S-JHP-MC 12.0 12.0 12.0 67.00 23.0 20.00 12.20 1.80 0.0 00 CC.. 0973
PCLCR/L 1616X-09S-JHP-MC 16.0 16.0 16.0 71.00 23.0 17.00 16.20 0.0 0.0 CC.. 0973
e For user guide, see pages 327-328,331-332,335-336
For inserts, see pages: * CCGT (PCD) (192) » CCGT MD/RD (PCD) (193) » CCGT R/L-L (PCD) (192) » CCGW (CBN) (141) » CCGW (PCD) (193)
e CCGW 2MT (CBN) (143) ® CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) « CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) » CCGW R/L-L (PCD) (194)
e CCGW W (CBN) (142) » CCGW W (PCD) (194) » CCGW W-MT (CBN) (143) » CCGW W-MT (PCD) (195)
Spare Parts
Designation & y Q ? @ Q
PCLCR/L-S-JHP-MC SL LV-3 SLPI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET

ISCAR




iSCTURN -
' ;
PCLNR/L HF ] =
Lever Lock Tools Carrying 80° A 5
Negative Rhombic Inserts ¥
e E
L\ LF ‘ }
‘ - ‘ Right-hand shown
H HE B LF LH WF Insert
PCLNR/L 2020K-12 20.0 20.0 20.0 125.00 275 25.00 CNGA 1204..
PCLNR/L 2525M-12 25.0 25.0 25.0 150.00 27.8 32.00 CNGA 1204..
PCLNR/L 3232P-12 32.0 32.0 32.0 170.00 276 40.00 CNGA 1204..
PCLNR/L 3232P-19 32.0 32.0 32.0 170.00 38.0 40.00 CNGA 1906..
PCLNR/L 4040S-25 40.0 40.0 40.0 250.00 47.0 50.00 CNGA 2509..
PCLNR 5050T-25 50.0 50.0 50.0 300.00 47.0 60.00 CNGA 2509..

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) « CNGA 2MT (CBN) (145) ¢ CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)
o CNGA 4MT MM (CBN) (147) » CNGA MT (CBN) (145) » CNGA MT (PCD) (198) » CNGA W-2MT (CBN) (146) » CNGA W-MT (CBN) (146) » CNGA W-MT (PCD) (199)
« CNGG (CER) (55) » CNGA (CER) (54)

Spare Parts

P . © & 2 2J s [ v

PCLNR/L 2020K-12 TCN 423 SP 4 LR 4 SR 117-2010 HW 3.0 PN 3-4
PCLNR/L 2525M-12 TCN 423 SP 4 LR 4 SR 117-2010 HW 3.0 PN 3-4
PCLNR/L 3232P-12 TCN 423 SP4 LR 4 SR 117-2010 HW 3.0 PN 3-4
PCLNR/L 3232P-19 TCN 63 SP 66 LR6 SR 10402352 HW 4.0
PCLNR/L 4040S-25 TCN 84N TCN 85N* SP8 LR8 SR 10402264 HW 5.0
PCLNR 5050T-25 TCN 84N TCN 85N* SP8 LR8 SR 10402264 HW 5.0

* Optional, to be ordered separately

ooV I VRN GAMF

PCLNR/L-12-JHP
Lever Lock Tools with

]
H
Channels for High-Pressure - r G 1/8"-28 .
Coolant Carrying 80° >~Central coolant direction A | 'B

‘ [}

Bar Max

Negative Rhombic Inserts (8° rotation adjustment) WF

el e
H HE B LF LH WF GAMF Insert
PCLNR/L 2525M-12-JHP 25.0 25.0 25.0 150.00 33.0 32.00 -6.0 CNGA 1204
PCLNR/L 3232P-12-JHP 32.0 32.0 32.0 170.00 33.0 40.00 -6.0 CNGA 1204

* For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147)  CNGA 4MT (CBN) (146)

o CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) « CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ¢ CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
* CNGG (CER) (55) * CNGA (CER) (54)

Spare Parts
& B S l P
& ’ 7 B
PCLNR/L-12-JHP TON 423 SP 4 LR 4 SR 117-2010 PN 3-4 CU-CW-JHP SRM4X4DIN913TL360  HW20  HW30 T-8/5

Member IMC Group.
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HEL[TURN - -
Lever Lock Tools Carrying I 1
CNMX/CNGA 80° —!
Rhombic Inserts WF 5
| L 4
> LH
LF
Right-hand shown
B H LF LH WF Insert
PCLNR/L 2525M-09X 250 25.0 150.00 250 32.00 CNGA 0904
PCLNR/L 2020K-12X 20.0 20.0 125.00 31.0 25.00 CNGA 1204
PCLNR/L 2525M-12X 25.0 25.0 150.00 31.0 32.00 CNGA 1204
PCLNR/L 3232P-12X 32.0 32.0 170.00 32.0 40.00 CNGA 1204
PCLNR/L 3232P-16X 32.0 32.0 170.00 32.0 40.00 CNGA 1606

e Supplied with TCX 3 seat for CNMX 0906.. inserts and TCN 323 seat for CNGA 0904.. inserts, TCX 4 seat for CNMX 1207..

inserts and TCN 443 seat for CNGA 1204.. inserts, TCX 5 seat for CNMX 1607.. inserts and TCN 53 seat for CNGA 1606.. inserts.

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)

* CNGA 4MT MM (CBN) (147) * CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) * CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
* CNGG (CER) (565)

CNMG 0904, CNMG 1204, CNMG 1606 CNMX 0906, CNMX 1207, CNMX 1607

TCX 3, TCX 4, TCX 5

TCN 323, TON 443, TCN 53

Spare Parts

Designation @ J f / / J

PCLNR/L 2020K-09X TCX 3@ TCN 323 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4
PCLNR/L 2525M-09X TCX 3@ TCN 323 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4
PCLNR/L 2020K-12X TCX 4 TCN 443 SP 4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L LR 4DHTL (MR INJ)*
PCLNR/L 2525M-12X TCX 4 TCN 443 SP4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L LR 4DHTL (MR INJ)*
PCLNR/L 3232P-12X TCX 4 TCN 443 SP 4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L LR 4DHTL (MR INJ)*
PCLNR/L 3232P-16X TCX 5 TCN 53 SP5 LR5 SRLCS 5 HW 3.0 SPP 5-6
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*  Optional, to be ordered separately
@ For CNMX 0906.. (CNMX 34.) inserts
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HELiTUR

Bar Max

PCLNR/L-X-JHP

Lever Lock Tools with
Channels for High-Pressure
Coolant Carrying CNMX/
CNGA 80° Rhombic Inserts

Frontal coolant
hole

Frontal coolant PCLNR/L...-09X-JHP
on/off screw

LF

Designation B H HF LF LH WF GAMF Insert
PCLNR/L 1616H-09X-JHP 16.0 16.0 16.0 100.00 20.0 20.00 -6.0 CNGA 0904
PCLNR/L 2020K-09X-JHP 20.0 20.0 20.0 125.00 25.0 25.00 6.0 CNGA 0904
PCLNR/L 2525M-09X-JHP 25.0 25,0 25.0 150.00 25.0 32.00 -6.0 CNGA 0904
PCLNR/L 2525M-12X-JHP 25.0 250 25.0 150.00 250 32.00 -6.0 CNGA 1204
PCLNR/L 3232P-12X-JHP 32.0 32.0 32.0 170.00 33.0 40.00 -6.0 CNGA 1204
Supplied with TCX 3 seat for CNMX 0906.. inserts and TCN 323 seat for CNGA 0904.. inserts. TCX 4 seat for CNMX 1207..

inserts and TCN 443 seat for CNGA 1204.. inserts.

* For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) ® CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)

¢ CNGA 4MT MM (CBN) (147) * CNGA MT (CBN) (145) « CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)

* CNGG (CER) (55) * CNGA (CER) (54)

Spare Parts

Designation i 0@& S S B b @

PCLNR/L 1616H-09X-JHP [ REEN (¢ KPR ICANS 2] SR117-2014 PN 3-4 HW 2.5

Lol B 7/ Top2o] (€ole) CHI [ TCX 3@ TCN 3236 SP3 LR 3 SR 117-2014 PN 3-4 HW 2.5

Lo W\ [7/ 11 B L) G L [ TCX 3@ TCN323¢ SP3 LR3 SR117-2014 PN3-4 HW 2.5

Lol B\ VI ER LRI (B P) CH B TOX 400 TON 4439 SP4 LR4DH SR117-2010 PN3-4L CU-CW-JHP T-8/5 LR 4DHTL (MRINJ* HW2.0 HW3.0 SR M4X4 DIN913 TL360

Lo B[SV PR P 2 ) N | JB TOX 40 TON 4439 SP4 LR4DH SR 117-2010 PN 3-4L CU-CW-JHP T-8/5 LR4DHTL (MRINJ* HW2.0 HW3.0 SRM4x4 DIN913 TL360
* Optional, to be ordered separately
@ For CNMX 0906.. (CNMX 34.) inserts
) For CNMX 1207.. (CNMX 45.) inserts
(©) For CNGA 0904.. (CNGA 33.) inserts
@ For CNGA 1204.. (CNGA 43.) inserts
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Member IMC Group.
L 4 11 ]




HEL §§ Uiind

PCLNR/L-X-JHP-MC
Lever Lock Tools with Bottom
Inlets for High-Pressure Coolant
Channels Carrying CNMX/
CNGA 80° Rhombic Inserts

B
Bar Max

Frontal coolant
hole

Frontal coolant
on/off screw

B H HF LF LH L5 WF Insert

PCLNR/L 2020X-09X-JHP-MC 20.0 20.0 20.0 97.00 27.0 29.00 25.00 CNGA 0904
PCLNR/L 2525X-09X-JHP-MC 25.0 25.0 25.0 118.00 33.0 35.00 32.00 CNGA 0904
PCLNR/L 2020X-12X-JHP-MC 20.0 20.0 20.0 97.00 27.0 29.00 25.00 CNGA 1204
PCLNR/L 2525X-12X-JHP-MC 25.0 25.0 25.0 118.00 33.0 35.00 32.00 CNGA 1204

* Supplied with TCX 3 seat for CNMX 0906.. inserts and TCN 323 seat for CNGA 0904.. inserts. TCX 4 seat for CNMX 1207 ..

inserts and TCN 443 seat for CNGA 1204.. inserts.

® For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147)  CNGA 4MT (CBN) (146)

o CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) » CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
* CNGG (CER) (55) * CNGA (CER) (54)

Spare Parts

e ccJ s B & ) S
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Lo B\ VIRP L p2o) €0 1) €8 [0 (o8 TCX 3@ TCN 3239 SP3  LR3 SR117-2014 PN3-4 HW25 CU-CW-JHP SR M5X5 DIN913 TL360 T-8/5
e B YIRP LT GO ) €L H [ TOX 3@ TCN 3239 SP3 LR3  SR117-2014 PN3-4 HW25 CU-CW-JHP SR M5X5 DIN913 TL360 T-8/5
LB\ YIRP L PT) G P2 G L [0 (o8 TOX 400 TON 443@ SP4 LR4DH SR 117-2010 PN 3-4L HW25 CU-CW-JHP SR M5X5DIN913 TL360 HW 3.0 T-8/5 LR 4DHTL (MR INJ)*
G B VRIS G P G LE [ TOX 40 TON 4439 SP4 LR4DH SR 117-2010 PN3-4L HW25 CU-CW-JHP SR M5X5 DIN913 TL360 HW 3.0 T-8/5 LR 4DHTL (MR INJ)*

*  Optional, to be ordered separately

@ For CNMX 0906.. (CNMX 34.) inserts
() For CNMX 1207.. (CNMX 45.) inserts
(©) For CNGA 0904.. (CNGA 33.) inserts
@ For CNGA 1204.. (CNGA 43.) inserts

ISCAR




VI v

C#-PCLNR/L-12-JHP
Lever Lock Tools with Channels
for High-Pressure Coolant and
CAMFIX Shanks Carrying 80°
Negative Rhombic Inserts

M ﬁoo
Bar Max

)
i

4°
\/ 29 Central coolant direction
(8° rotation adjustment)

Right-hand shown

DCONMS WF LF L3 Insert DCP® CP@
C6 PCLNR/L-45065-12-JHP 63.00 45.00 65.00 20.00 CNGA 1204 1 300

* For user guide, see pages 327-328,331-332,335-336

() 1 - Slot for data chip, O - Without slot for data chip

(2 Coolant pressure (Bar)

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) » CNGA 2MT (CBN) (145) » CNGA 2MT MM (CBN) (147) » CNGA 4MT (CBN) (146)

e CNGA 4MT MM (CBN) (147) * CNGA MT (CBN) (145) * CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
» CNGG (CER) (55) * CNGA (CER) (54)

Spare Parts

®_ A £ s B P
C6 PCLNR/L-45065-12-JHP TCN 423 SP4 LR 4 SR 117-2010 PN 3-4 CU-CW-JHP HW 3.0 T-8/5
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HEL T inn LD GAVE, ;
C#-PCLNR/L-X %B ﬁ 70
Lever Lock Tools with
CAMFIX Exchangeable ecak (I }
Shanks Carrying CNMX and . 0 B DEONYE
CNGA Rhombic Inserts "Fis
P o
LF—! Right-hand shown
DCONMS WF LF GAMF L3 ECA Insert CP®@ DCP®
C4 PCLNR/L-27050-12X (1) 40.00 27.00 50.00 6.0 20.00 40.0 CNGA 1204 70 1
C5 PCLNR/L-35060-12X (1) [0 35,00 60.00 60 20,00 450 CNGA 1204 70 1
C6 PCLNR/L-45065-12X (1) 63.00 45,00 65.00 6.0 20.00 54.0 CNGA 1204 70 1
C4 PCLNR/L-27050-16X 40,00 27.00 50.00 60 21,00 400 CNGA 1606 70 1
C5 PCLNR/L-35060-16X 50.00 35,00 60.00 60 21.00 450 CNGA 1606 70 1
C6 PCLNR/L-45065-16X 63.00 45,00 65.00 60 21,00 54.0 CNGA 1606 70 1

() Supplied with TCX 4 seat for CNMX 1207.. inserts and TCN 443 seat for CNGA 1204.. inserts.

() Coolant pressure (Bar)

@) 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) » CNGA 2MT (CBN) (145) » CNGA 2MT MM (CBN) (147) » CNGA 4MT (CBN) (146)

o CNGA 4MT MM (CBN) (147) » CNGA MT (CBN) (145) « CNGA MT (PCD) (198) » CNGA W-2MT (CBN) (146)  CNGA W-MT (CBN) (146) » CNGA W-MT (PCD) (199)
o CNGG (CER) (55) » CNGA (CER) (54)

Spare Parts

P e © 0 s 4 42 O J

C4 PCLNR/L-27050-12X TCX 4 TCON 443 SP4 PN 3-4L LR 4DH SR 117-2010 HW 3.0 EZ 62 LR 4DHTL (MR INJ)*
C5 PCLNR/L-35060-12X TCX 4 TCN 443 SP4 PN 3-4L LR 4DH SR 117-2010 HW 3.0 EZ 83 LR 4DHTL (MR INJ)*
C6 PCLNR/L-45065-12X TCX 4 TCON 443 SP4 PN 3-4L LR 4DH SR 117-2010 HW 3.0 EZ 83 LR 4DHTL (MR INJ)*
C4 PCLNR/L-27050-16X TCX 5 TCN 53 SP5 SPP 5-6 LR5 SRLCS 5 HW 3.0 EZ 104
C5 PCLNR/L-35060-16X TCX5 TCN 53 SP5 SPP 5-6 LR5 SRLCS 5 HW 3.0 EZ 125
C6 PCLNR/L-45065-16X TCX'5 TCN 53 SP5 SPP 5-6 LR5 SRLCS 5 HW 3.0 EZ 125

* Optional, to be ordered separately

Member IMC Group.
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HEL{T Ui -
C#-PCLNR/L-X-JHP M @’2
Lever Lock Tools with CAMFIX —=ll

Shanks and Channels for

High-Pressure Coolant Carrying
CNMX or CNGA Inserts

L

DCONMS

Right-hand shown

DCONMS WF LF L3 ECA GAMF Insert CP® DCP®)

C3 PCLNR-22045-09X-JHP (1) 32.00 22.00 45.00 22.00 45.0 -6.0 CNGA 0904 300
C4 PCLNR/L-27050-09X-JHP (1) 40.00 27.00 50.00 24.00 45.0 -6.0 CNGA 0904 300
C5 PCLNR/L-35060-09X-JHP (1) 50.00 36.00 60.00 26.00 45.0 6.0 CNGA 0904 300
C4 PCLNR/L-27050-12X-JHP (@ 40.00 27.00 50.00 18.00 54.0 -6.0 CNGA 1204 300
C5 PCLNR/L-35060-12X-JHP (2 50.00 35.00 60.00 20.00 50.0 6.0 CNGA 1204 300
C6 PCLNR/L-45065-12X-JHP @ 63.00 45.00 65.00 20.00 54.0 6.0 CNGA 1204 300

— BN . =N _ B

e For user guide, see pages 327-328,331-332,335-336

(M) Supplied with TCX 3 seat for CNMX 0906.. inserts and TCN 323 seat for CNGA 0904.. inserts.

(2 Supplied with TCX 4 seat for CNMX 1207.. inserts and TCN 443 seat for CNGA 1204.. inserts.

©) Coolant pressure (Bar)

) 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)

¢ CNGA 4MT MM (CBN) (147) * CNGA MT (CBN) (145) « CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
* CNGG (CER) (55) ®* CNGA (CER) (54)

Spare Parts

P c © 6 J s s B J P/

C3 PCLNR-22045-09X-JHP TCX 3  TCN 323 SP3 LR3 SR 117-2014 PN 3-4 CU-CW-JHP T8/5  HW25
C4 PCLNR/L-27050-09X-JHP R[OS INI6\K7A] SP3 LR3 SR 117-2014 PN 3-4 CU-CW-JHP 786  HW25
C5 PCLNR/L-35060-09X-JHP ERI0/ & ANN[0\K7%] SP3 LR3 SR 117-2014 PN 3-4 CU-CW-JHP T8/5  HW25
C4 PCLNR/L-27050-12X-JHP TCX 4 TCN 443 SP4 LR4DH  SR117-2010  PN3-4L CU-CW-JHP LR4DHTL (MR INJ)*  T-8/56  HW 3.0
C5 PCLNR/L-35060-12X-JHP TCX 4 TCN 443 SP 4 LR4DH  SR117-2010  PN3-4L CU-CW-JHP LR4DHTL (MRINJ*  T-8/6  HW3.0
C6 PCLNR/L-45065-12X-JHP TCX 4 TCN 443 SP4 LR4DH SR 117-2010 PN 3-4L CU-CW-JHP LR4DHTL (MRINJ*  T-8/5  HW3.0

* Optional, to be ordered separately
@ For CNMX 0906.. (CNMX 34.) inserts
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SCACR/L-S v ] E 5] ﬂ
Screw Lock Tools Carrying y T
80° Diamond Inserts with oy ¥
7° Clearance Angle for OAW WF B
Swiss-Type Machines [ %LH R [y
‘ tF Right-hand shown

P . s v w W ow e &

SCACR/L 0808K-06S 8.0 8.0 8.0 125.00 8.0 8.20 = CC.. 0602 SR 14-548 T-7/5
SCACR 1010K-06S 10.0 10.0 10.0 150.00 = 10.00 = CC.. 0602 SR 14-548 T-7/5
SCACR/L 1616K-06S 16.0 16.0 16.0 125.00 - 16.20 - CC.. 0602 SR 14-548 T-7/5
SCACR/L 1010K-09S 10.0 10.0 10.0 125.00 15.2 10.20 - CC.. 09T3 SR 16-236 T-15/5
SCACR 1212K-09S 12.0 12.0 12.0 125.00 14.0 12.15 12.50 CC.. 0973 SR 16-236 T-15/5
SCACR/L 1616K-09S 16.0 16.0 16.0 125.00 = 16.20 = CC.. 09T3 SR 16-236 T-15/5

For inserts, see pages: * CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) » CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)
o COGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) » CCGW MT (CBN) (142) « CCGW MT (PCD) (195) » COGW R/L-L (CBN) (141) » CCGW R/L-L (PCD) (194)
o COGW W (CBN) (142) » CCGW W (PCD) (194)  CCGW W-MT (CBN) (143) s CCGW W-MT (PCD) (195)

ISCAR
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SCLCR/L

Screw Lock Tools Carrying
80° Diamond Inserts with SCLCR..S

i
7° Clearance Angle @ V\?F @J
L\

| LH =
+ u

D |l > T |-

LF

Right-hand shown

P - o v v e &) @ e L

SCLCR/L 0808F-06 8.0 8.0 8.0 80.00 10.0 10.00 CC..0602 SR 14-548 T-7/5

SCLCR/L 1010F-06 10.0 10.0 10.0 80.00 10.0 12.00 CC..0602 SR 14-548 T-7/5

SCLCR/L 1212F-09 12.0 12.0 12.0 80.00 14.0 16.00 CC.. 09T3 SR 16-236 T-15/5

SCLCR 1212M-09S (1) 12.0 12.0 12.0 150.00 1.5 12.15 CC..09T3 SR16-236  T-15/5

SCLCR/L 1616H-09 16.0 16.0 16.0 100.00 14.0 20.00 CC..09T3 SR16-236  T-15/5

SCLCR 1616M-09S (1) 16.0 16.0 16.0 150.00 1.5 16.15 CC.. 09T3 SR 16-236 T-15/5

SCLCR/L 2020K-12 20.0 20.0 20.0 125.00 18.0 25.00 CC..1204 SR16-212  T-20/5

SCLCR/L 2525M-12 25.0 25.0 25.0 150.00 20.0 32.00 CC..1204 SR 16-212 T-20/5 TCC 4-2 SRTC-4 HW 3.0
() For Swiss-type machines
For inserts, see pages: * CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) » CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)
e CCGW 2MT (CBN) (143) ¢ CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) ¢ CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) ¢ CCGW R/L-L (PCD) (194)
o COCGW W (CBN) (142) » CCGW W (PCD) (194)  CCGW W-MT (CBN) (143) » CCGW W-MT (PCD) (195)

v

SCLCR/L-PAD-JHP
Screw Lock Adapter with
High-Pressure Coolant
Mounts 80° Diamond Inserts
with 7° Clearance Angle

=

F

Right-hand shown

o om w wr wm o O L 8

240 52.80 33.00 15.00 100 OCGT/COGT 09T3 M4 T-15/5 SRM4X4 DING13TL360 SR 16-236
For inserts, see pages: * CCGT (PCD) (192) « CCGT MD/RD (PCD) (193)  CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)

e CCGW 2MT (CBN) (143) ® CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) « CCGW MT (PCD) (195) « CCGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194)

e CCGW W (CBN) (142) « CCGW W (PCD) (194) « CCGW W-MT (CBN) (143) « CCGW W-MT (PCD) (195)

MODULAR<Gri~ oL
SCLCR-PAD Holder: MAHPL . L eij
Screw Lock Adapter Carrying \ | Holder: MAHR HTF OAH
80° Diamond Inserts with ? I T / ¢ e l
7° Clearance Angle WE (assembly) T (j010en [=192 | 3 R

| Vl/F @!EI ”””” W’;@!D]:F W 2

o on  om  w wr e &

240 42.00 28.00 7.50 5.2 CCGT 09T3 SR 16-236 T-15/5
¢ WF(assembly) = WF(holder) + WF

For inserts, see pages: CCGT (PCD) (192) » CCGT MD/RD (PCD) (193) » GCGT R/L-L (PCD) (192) * GCGW (CBN) (141) » CCGW (PCD) (193)

e CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) « CCGW MT (CBN) (142) « CCGW MT (PCD) (195) ¢ CCGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194)

+ CCGW W (CBN) (142) » CCGW W (PCD) (194) » CCGW W-MT (CBN) (143) » CCGW W-MT (PCD) (195)

Member IMC Group.
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VI v

C#-SCLCR/L-JHP

B
Bar Max

Screw Clamp Tools with CAMFIX
Shanks and Channels for
High-Pressure Coolant Carrying
Positive 80° Rhombic Inserts

Right-hand shown

DCONMS WF LF Insert CP( DCP®
C3 SCLCR-22045-09-JHP 32.00 22.00 45.00 CC.. 09T3 300 0
C4 SCLCR/L 27050-09-JHP 40.00 27.00 50.00 CC.. 09T3 300 1
C5 SCLCR/L 35060-09-JHP 50.00 35.00 60.00 CC.. 09T3 300 1

e For user guide, see pages 327-328,331-332,335-336

() Coolant pressure (Bar)

(2 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: COGT (PCD) (192) « CCGT MD/RD (PCD) (193) » CCGT R/L-L (PCD) (192) » CCGW (CBN) (141) » CCGW (PCD) (193)

o CCGW 2MT (CBN) (143) » CCGW 2MT MM (CBN) (143) » CCGW MT (CBN) (142) » CCGW MT (PCD) (195) « CCGW R/L-L (CBN) (141) » CCGW R/L-L (PCD) (194)
o CCGW W (CBN) (142) « CCGW W (PCD) (194) » CCGW W-MT (CBN) (143) « CCGW W-MT (PCD) (195)

Spare Parts

» > & >

C3 SCLCR-22045-09-JHP SR 16-236 T-15/5 CU-CW-JHP T-8/5
C4 SCLCR/L 27050-09-JHP SR 16-236 T-15/5 CU-CW-JHP T-8/5
C5 SCLCR/L 35060-09-JHP SR 16-236 T-15/5 CU-CW-JHP T-8/5

NEOSWISS

&-1 40
Bar Max

NQCH-SCACR/L-S-JHP
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Screw Lock JETCUT Modular
Heads Carrying 7° Clearance
80° Rhombic Inserts for wF (@
Swiss-Type Machines v

| Holder  l~OAW !

l— LH—»
OALJ Right hand tool shown

s o ow  wm &

NQCH12-SCACR/L-09S-JHP 12.15 12.0 20.0 28.80 20.15 CC.. 09T3 SR 16-236 T-16/5
NQCH16-SCACR/L-09S-JHP 16.15 16.0 20.0 28.80 20.15 CC.. 0973 SR 16-236 T-15/5

For inserts, see pages: * COGT (PCD) (192) » CCGT MD/RD (PCD) (193) « CCGT R/L-L (PCD) (192) » CCGW (CBN) (141) » CCGW (PCD) (193)
o CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) « CCGW MT (CBN) (142) « CCGW MT (PCD) (195) » CCGW R/L-L (CBN) (141) » CCGW R/L-L (PCD) (194)
o CCGW W (CBN) (142) « CCGW W (PCD) (194) » CCGW W-MT (CBN) (143) ¢ CCGW W-MT (PCD) (195)

ISCAR




ISOT Uining FLH»
DDJNR/L L o
R-Clamp Tools with 93° P f | H
Lead Angle Carrying 55° ) i
Negative Rhombic Inserts T -
WF @ B
i i
| LF Right-hand shown
H HE B LF LH WF Insert
DDJNR/L 1616H-11 16.0 16.0 16.0 100.00 30.0 20.00 DNGA 1104
DDJNR/L 2020K-11 20,0 20.0 20.0 125.00 30.0 25,00 DNGA 1104
DDJNR/L 2525M-11 25.0 25.0 25.0 150.00 30,0 32,00 DNGA 1104
DDJNR/L 2020K-15 20.0 20.0 20.0 125.00 39.0 25.00 DNGA 1506
DDJNR/L 2525M-15 250 250 25.0 150.00 40.0 32,00 DNGA 1506
DDJNR/L 3232P-15 320 320 320 170.00 4.0 40.00 DNGA 1506

For inserts, see pages: DNGA (CBN) (151) » DNGA (PCD) (202) » DNGA 2MT (CBN) (152)  DNGA 2MT MM (CBN) (153) » DNGA 4MT (CBN) (152)
o DNGA 4MT MM (CBN) (153) » DNGA MT (CBN) (151) » DNGA MT (PCD) (202) » DNGA (CER) (56)

Spare Parts

e ¢ 2 a8 2 ¢ 0

DDJNR/L 1616H-11 RDT 3-2 SR 40085! LCGR-3 SRRC3 HW 2.5 KSP 3

DDJNR/L 2020K-11 RDT 3-2 SR 400851 LCGR-3 SR RC3 HW 2.5 KSP 3

DDJNR/L 2525M-11 RDT 3-2 SR 40085! LCGR-3 SRRC3 HW 2.5 KSP 3

DDJNR/L 2020K-15 RDT 433 RDT 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5

DDJNR/L 2525M-15 RDT 433 RDT 443* SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5

DDJNR/L 3232P-15 RDT 433 RDT 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
* Optional, to be ordered separately

JET| IRN

RIGID CLAMP
DDJNR/L-JHP-MC

Rigid Clamp Tools with Channels
for High-Pressure Coolant
Carrying 55° Rhombic Inserts
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MAX
g Bl
Bar Max

Right-hand shown

B H HF LF LH WF GAMP GAMF MIID(")
DDJNR/L 2020X-15-JHP-MC 20.0 20.0 20.0 110.00 40.0 25.00 6.0 6.0 DNGA 1506
DDJNR/L 2525X-15-JHP-MC 25.0 25.0 25.0 125.00 40.0 32.00 6.0 6.0 DNGA 1506

() Master insert identification

For inserts, see pages: DNGA (CBN) (151) » DNGA (CER) (56) * DNGA (PCD) (202) « DNGA 2MT (CBN) (152) « DNGA 2MT MM (CBN) (153)
o DNGA 4MT (CBN) (152)  DNGA 4MT MM (CBN) (153) » DNGA MT (CBN) (151) » DNGA MT (PCD) (202)  DNGG (CER) (57)

Spare Parts

£ ® & o
DDJNL 2020X-15-JHP-MC RDT 433 RDT 443 LCGR/L-4JC SET@ PLG G1/8 TL360 SR 14-506 M4X0.7 OR 4X3 NBR70
DDJNR/L 2020X-15-JHP-MC RDT 433 RDT 443 LCGR/L-4JC SET@ PLG G1/8 TL360 SR 14-506 M4X0.7 OR 4X3 NBR70

* Optional, to be ordered separately

(@ Recommended tightening torque 4Nm for R-Clamp Screw

Member IMC Group.
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IS0OT U
Ci#-DDJNR/L 'ﬁ‘l‘g

Tools with CAMFIX Exchangeable
Tapered Shanks Carrying

Negative 55° Rhombic Inserts DCONMS
¥

Right-hand shown

DCONMS WF LF Insert GAMF Pl DCP®

C4 DDJNR/L-27060-15 40.00 27.00 60.00 DN..15 6.0 140 1
C5 DDJNR/L-35060-15 50.00 35.00 60.00 DN..15 6.0 140 1
C6 DDJNR/L-45065-15 63.00 45.00 65.00 DN..15 6.0 140 1

® Use RDT 443 seat for DN.. 1504.. inserts

() Coolant pressure (Bar)

(2 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: DNGA (CBN) (151) « DNGA (PCD) (202) ® DNGA 2MT (CBN) (152) « DNGA 2MT MM (CBN) (153) « DNGA 4MT (CBN) (152)
o DNGA 4MT MM (CBN) (153) « DNGA MT (CBN) (151) » DNGA MT (PCD) (202) » DNGG (CER) (57)  DNGA (CER) (56)

Spare Parts

P -0 © ) a4 /2 P$ S

C4 DDJNL-27060-15 RDT 433 RDT 443* T-15/5 LCGR-4 SR 10400270-25.5 SR 14-506 M4X0.7 EZ 62
C4 DDJNR-27060-15 RDT 433 RDT 443* T-15/5 LCGR-4 SR 10400270-25.5 SR 14-506 M4X0.7 EZ 62
C5 DDJNL-35060-15 RDT 433 RDT 443" T-15/5 LCGR-4 SR 10400270-25.5 SR 14-506 M4X0.7 EZ 83
C5 DDJNR-35060-15 RDT 433 RDT 443* T-15/5 LCGR-4 SR 10400270-25.5 SR 14-506 M4X0.7 EZ 83
C6 DDJNR/L-45065-15 RDT 433 RDT 443" T-15/6 LCGR-4 SR 10400270-25.5 SR 14-506 M4X0.7 EZ 104

* Optional, to be ordered separately

R-CLAMP

HSK A63WH-DDJNR/L
R-Clamp Turning Tools with

HSK Taper Shank Carrying i
Negative DNGA Inserts for 15° DCONMS

Mounting on Turn-Mill Machines |

F

Right-hand shown

DCONMS LF  WF Insert GAMF DCP(Z) ' ' & s @ ? ®

ETQGEL He o V/MNERUN 6300 11000 25.00 DN..15 7.5 RDT 433 RDT 443° SR 14-506 M4X0.7  LCGR-4 SR 10400270-25.5  T-15/5  EZ104

e Complies with ICTM standard (ISO 12164-3). ® A cooling tube must be used with all coolant through HSK spindles (should be ordered separately).

e For user guide, see pages 327-328,331-332,335-336

() RDT 443 for DN__ 1504.. insert.

(@) 1 - Slot for data chip, O - Without slot for data chip

* Optional, to be ordered separately

For inserts, see pages: DNGA (CBN) (151) ®« DNGA (PCD) (202) ® DNGA 2MT (CBN) (152) ® DNGA 2MT MM (CBN) (153) ® DNGA 4MT (CBN) (152)
* DNGA 4MT MM (CBN) (153) * DNGA MT (CBN) (151) ® DNGA MT (PCD) (202) * DNGG (CER) (57) * DNGA (CER) (56)

R-CLAMP

HSK A63WH-DDNNN
R-Clamp Turning Tools with
HSK Taper Shank Carrying
Negative DNGA Inserts

g Wil

Complies with ICTM standard (ISO 12164-3)

LF  Insert GAMF DCP(Z) DCONMS ’ ' @ s f 7 ®

L ET GG I YA ERON 11000 DN.15 100 63.00 RDT 433 RDT 443" SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5@  T-15/5 EZ 104

e A cooling tube must be used with all coolant through HSK splndles (should be ordered separately). ® For user guide, see pages 327-328,331-332,335-336
() RDT 443 for DN__ 1504.. insert.

2 1 - Slot for data chip, 0 - Without slot for data chip

* Optional, to be ordered separately

@ Recommended tightening torque:3 N*m

For inserts, see pages: DNGA (CBN) (151) « DNGA (PCD) (202) « DNGA 2MT (CBN) (152) ® DNGA 2MT MM (CBN) (153) * DNGA 4MT (CBN) (152)

¢ DNGA 4MT MM (CBN) (153) « DNGA MT (CBN) (151) ® DNGA MT (PCD) (202) * DNGG (CER) (57) * DNGA (CER) (56)

ISCAR
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oV I Vi . ¥ |'|
PDACR/L-S F e H A |
Side Lever Lock Tools Carrying l«_LH= AHBH K
55° Positive Rhombic Inserts %
for Swiss Automatic Machines o ©\ \LF T E| 3

[

' o Right-hand shown

H HF LH HBH B LF WF  HBKW Insert & Ve o ?

PDACR/L 0808M-07S 8.0 8.0 16.0 2.0 8.0 150.00 8.00 - DC.0702 SLLV-2 ~ SLPI-2PIN SR 10400611 HW2.0/5
PDACR/L 1010M-07S 10.0 10.0 - - 10.0 150.00  10.00 = DC.0702 SLLV-2  SLPI-2PIN SR 10400611  HW2.0/5
PDACR/L 1212M-07S 12.0 12.0 = = 12.0 150.00  12.00 - DC.0702 SLLV-2 ~ SLPI-2PIN SR 10400611  HW2.0/5
PDACR/L 1616M-07S 16.0 16.0 - - 16.0 150.00  16.00 DC.0702 SLLV-2 ~ SLPI-2PIN SR 10400611  HW2.0/5

PDACR/L 1012M-11S 10.0 10.0 22.0 25 12.0 150.00 12.00 2.00 DC.. 1173 SLLv-3 SL P13 SR 10400150  HW 2.5/5
PDACR/L 1212M-11S 12.0 12.0 = = 12.0 150.00 12.00 2.00 DC.. 1173  SLLv-3 SLP-3 SR 10400150  HW 2.5/5
PDACR/L 1616M-11S 16.0 16.0 = = 16.0 150.00 16.00 - DC.11T3  SLLV-3 SLPI-3 SR 10400150  HW 2.5/5
PDACR/L 2020K-11S 20.0 20.0 = = 20.0 125.00 20.00 = DC..11T3  SLLV-3 SLPI-3 SR 10400150  HW 2.5/5

e The clamping screw may by transferred to the opposite side if needed

For inserts, see pages: DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) ® DCGW (CBN) (148) * DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)

¢ DCGW 2MT MM (CBN) (150) ® DCGW MT (CBN) (148) ¢ DCGW MT (PCD) (201) ® DCGW W-2MT (CBN) (149) ® DCGW W-MT (CBN) (149) ¢ DCGW W-MT (PCD) (201)

1907 Uniind GAME GAMP
PDACR/L-S-JHP A y A EIF
Tools with Channels for i ) ‘ I i

Y

&-1 40
Bar Max

High-Pressure Coolant Carrying
55° Positive Rhombic Inserts
for Swiss Automatic Machines

Right-hand shown

H HE B LF LH WF HBKW GAMP GAMF Insert

PDACR/L 1010H-07S-JHP 10.0 10.0 10.0 100.00 20.4 10.20 6.10 0.0 0.0 DC..0702
PDACR/L 1212H-11S-JHP 12.0 12.0 12.0 100.00 28.0 12.20 2.00 0.0 0.0 DC..11T3
PDACR/L 1616K-11S-JHP 16.0 16.0 16.0 125.00 28.0 16.20 = 0.0 0.0 DC..11T3
PDACR/L 2020K-11S-JHP 20.0 20.0 20.0 125.00 28.0 20.20 = 0.0 0.0 DC..11T3

e For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) * DCGW (CBN) (148) « DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)

¢ DCGW 2MT MM (CBN) (150) ® DCGW MT (CBN) (148) ¢ DCGW MT (PCD) (201) ® DCGW W-2MT (CBN) (149) ® DCGW W-MT (CBN) (149) « DCGW W-MT (PCD) (201)
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Spare Parts

P v o o ) ® 2

PDACR/L 1010H-07S-JHP SLLV-2 SLPI-2PIN SR 10400611 HW 2.0/5 SR 6/16XUNF-TL-S S-CU-JHP-A SET
PDACR/L 1212H-11S-JHP SLLV-3 SL PI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET
PDACR/L 1616K-11S-JHP SLLV-3 SLPI-3 SR 10400150 HW 2.6/5 SR 6/16UNF TL360 S-CU-JHP-A SET
PDACR/L 2020K-11S-JHP SLLV-3 SLPI-3 SR 10400150 HW 2.6/5 SR 6/16UNF TL360 S-CU-JHP-A SET

Member IMC Group.
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PDACR/L-S-JHP-MC
Tools with Channels for
High-Pressure Coolant Carrying
55° Positive Rhombic Inserts
for Swiss Automatic Machines

51 40
Bar Max

PDACR/L 1212X-11S-JHP-MC
PDACR/L 1616X-11S-JHP-MC

K
HBKW
' ~L5~ Y
I —
VVVF . = (— - T ?
o1
] LF Right-hand shown
H HF LF LH L5 WF HBKW GAMP GAMF Insert
12,0 120 67.00 280 15.00 12.20 200 00 0.0 DC..11T3
16.0 16.0 76.00 28.0 17.00 16.20 00 00 DC.11T3

* For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: * DCGT (PCD) (199) » DCGT MD/RD (PCD) (200) » DCGW (CBN) (148) « DCGW (PCD) (200) » DCGW 2MT (CBN) (149)
o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) » DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) ¢ DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

Spare Parts

£

b4

©

L

PDACR/L-S-JHP-MC SL LV-3 SL PI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET
y 7.y N/ 7Y
VI Ui TLH*
PDJNR/L L !
Lever Lock Tools Carrying 55° ﬂ
Negative Rhombic Inserts v J‘
[}
WF B
Lé@U }
1 L Right-hand shown
H HF B LF LH WF Insert
PDJNR/L 1616H-11 16.0 16.0 16.0 100.00 30.0 20.00 DNGA 1104
PDJNR/L 2020K-11 20.0 20.0 20.0 125.00 30.0 25.00 DNGA 1104
PDJNR/L 2525M-11 25.0 25.0 25.0 150.00 30.0 32.00 DNGA 1104
PDJNR/L 2020K-15 20.0 20.0 20.0 125.00 34.0 25.00 DNGA 1506
PDJNR/L 2525M-15 25.0 25,0 25.0 150.00 34.0 32.00 DNGA 1506
PDJNR/L 3232P-15 32.0 32.0 32.0 170.00 34.0 40.00 DNGA 1506

For inserts, see pages: DNGA (CBN) (151) » DNGA (PCD) (202) » DNGA 2MT (CBN) (152) » DNGA 2MT MM (CBN) (153) » DNGA 4MT (CBN) (152)
o DNGA 4MT MM (CBN) (153) » DNGA MT (CBN) (151) » DNGA MT (PCD) (202) » DNGG (CER) (57) » DNGA (CER) (56)

Spare Parts

PDJNR/L 1616H-11
PDJNR/L 2020K-11

PDJNR/L 2525M-11
PDJNR/L 2020K-15
PDJNR/L 2525M-15
PDJNR/L 3232P-15

@ - ¢ i
TDN 322 SP3 PN 3-4 LR 3D SR 117-2014 HW 2.5/5
TDN 322 SP3 PN 3-4 LR 3D SR 117-2014 HW 2.5/5
TDN 322 SP3 PN 3-4 LR3D SR 117-2014 HW 2.5/5
TDN 422 TDN 4326+ SP 4 PN 3-4 LR 4D SR 117-2010 HW 3.0
TDN 422 TDN 4320 SP 4 PN 3-4 LR 4D SR 117-2010 HW 3.0
TDN 422 TDN 432@* SP 4 PN 3-4 LR 4D SR 117-2010 HW 3.0

* Optional, to be ordered separately
@ Use for DNGA 1504.. inserts.

ISCAR




Y 7.y v ¥/ _7Y)
VI Vi GAMF,
v MAX

PDJNR/L-JHP HF @’2
Lever Lock Tools with o ===
Channels for High-Pressure 4° - :
Coolant Carrying 55° QAO Central coolant direction WXF Frontal cogant

o . . rontal coolant
Negative Rhombic Inserts 8” rotafion adjustment | ‘ on/off sorew St hole

KAl
‘4LH »>|

B H HF LF LH WF GAMF KAPR® Insert

PDJNR/L 2525M-11-JHP 25.0 25.0 25.0 150.00 36.0 32.00 -6.0 93.0 DNGA 1104
PDJNR/L 2525M-15-JHP 25.0 25.0 25.0 150.00 36.0 32.00 -6.0 93.0 DNGA 1506
* For user guide, see pages 327-328,331-332,335-336
() Tool cutting edge angle

For inserts, see pages: DNGA (CBN) (151) ®« DNGA (PCD) (202) ® DNGA 2MT (CBN) (152) * DNGA 2MT MM (CBN) (153) ® DNGA 4MT (CBN) (152)
e DNGA 4MT MM (CBN) (153) ® DNGA MT (CBN) (1561) « DNGA MT (PCD) (202) ® DNGG (CER) (57) ® DNGA (CER) (56)

Spare Parts

s d S BB & )
PDJNR/L 2525M-11-JHP R\k?7 PN3-4 LR3D SR117-2014 SP3 CU-D-JHP SR M4X4 DIN913TL360 T-8/5 HW 2.0 HW 2.5/5
GONVSPLPI [ ERER Il TDN 422 TDN 432@  PN3-4  LR4D SR 117-2010 SP 4 CU-D-JHP SR M4X4 DIN913 TL360 T-8/5 HW 2.0 HW 3.0

* Optional, to be ordered separately

@ Use for DNGA 1504.. inserts

oV I VRN

C#-PDJNR/L-JHP

Lever Lock Tools with CAMFIX
Exchangeable Shanks and
Channels for High-Pressure Central coolant direction
Coolant Carrying 8° rotation adjustment
Negative 55° Insert

DCONMS WF LF GAMF ECA Insert cP DCP®
C3 PDJNR-22045-11-JHP 32.00 22.00 45.00 -6.0 58.0 DN.. 11.. 300 0
C4 PDJNR/L 27050-11-JHP 40.00 27.00 50.00 -6.0 58.0 DN.. 11.. 300
C5 PDJNR/L 35060-11-JHP 50.00 35.00 60.00 -6.0 58.0 DN.. 11.. 300
C4 PDJNR/L 27055-15-JHP 40.00 27.00 55.00 6.0 58.0 DN.. 15.. 300
C5 PDJNR/L 35060-15-JHP 50.00 35.00 60.00 -6.0 58.0 DN.. 15.. 300
C6 PDJNR/L 45065-15-JHP 63.00 45.00 65.00 -6.0 58.0 DN.. 15.. 300

* For user guide, see pages 327-328,331-332,335-336

() Coolant pressure (Bar)

2 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: DNGA (CBN) (151) « DNGA (PCD) (202) ¢ DNGA 2MT (CBN) (152) ® DNGA 2MT MM (CBN) (153) ® DNGA 4MT (CBN) (152)

o DNGA 4MT MM (CBN) (153) « DNGA MT (CBN) (151) » DNGA MT (PCD) (202) » DNGG (CER) (57)  DNGA (CER) (56)

P 7"
i =\ | oo

DCONMS

B =

Spare Parts

P - - o s P s By D

C3 PDJNR-22045-11-JHP TDN 322 LR 3D SR 117-2014 SP3 PN 3-4 CU-D-JHP T-8/5 HW 2.5/5
C4 PDJNR/L 27050-11-JHP TDN 322 LR 3D SR 117-2014 SP3 PN 3-4 CU-D-JHP T-8/5 HW 2.5/5
C5 PDJNR/L 35060-11-JHP TDN 322 LR 3D SR 117-2014 SP3 PN 3-4 CU-D-JHP T-8/5 HW 2.5/5
C4 PDJNR/L 27055-15-JHP TDN 422 TDN 432 LR 4D SR 117-2010 SP4 PN 3-4 CU-D-JHP T-8/5 HW 3.0
C5 PDJNR/L 35060-15-JHP TDN 422 TDN 4320l LR 4D SR 117-2010 SP 4 PN 3-4 CU-D-JHP T-8/5 HW 3.0
C6 PDJNR/L 45065-15-JHP TDN 422 TDN 4320 LR 4D SR 117-2010 SP4 PN 3-4 CU-D-JHP T-8/5 HW 3.0

* Optional, to be ordered separately

@ Use for DNGA 1504.. inserts

Member IMC Group.
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ISOTURN
; ' T
SDACR/L-S + FI H % i
Screw Lock Tools Carrying Iy 1
55° Diamond Inserts with Yy v
7° Clearance Angle OAW  WF & B
L~ ¢ !
Right-hand shown

P s v w v o me &

SDACR/L 1010K-07S 10.0 10.0 10.0 125.00 12.0 10.20 10.20 DC..0702 SR 14-548 T-7/5
SDACR/L 1212K-07S 12.0 12.0 12.0 125.00 12.0 12.20 12.20 DC..0702 SR 14-548 T-7/5
SDACR/L 1212K-11S 12.0 12.0 12.0 125.00 17.6 12.20 12.20 DC.11T3 SR 16-236 P T-16/5
SDACR/L 1616K-11S 16.0 16.0 16.0 125.00 17.6 16.20 16.20 DC.1173 SR 16-236 P T-16/5

For inserts, see pages: DCGT (PCD) (199) » DCGT MD/RD (PCD) (200) » DCGW (CBN) (148) » DCGW (PCD) (200) » DCGW 2MT (CBN) (149)
o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) » DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

Y 7.y v ¥/ _7VY]

VI Ui ; n
SDHCR/L-S ¥ Y
Screw Lock Tools Carrying ; .
55° Diamond Inserts with L\

OAW
7° Clearance Angle for W /@ E
Swiss-Type Machines i o7.5° i
[« LH > =
Right-hand shown

H HF B LF LH WF OAW Insert & 7

SDHCR/L 1010K-07S 10.0 10.0 10.0 125.00 12.5 10.20 = DC..0702 SR 14-548 T-7/5
SDHCR/L 1212K-07S 12.0 12.0 12.0 125.00 12.0 12.20 - DC..0702 SR 14-548 T-7/5
SDHCR/L 1616K-07S 16.0 16.0 16.0 125.00 12.0 16.20 = DC..0702 SR 14-548 T-7/5
SDHCR/L 1212K-11S 12.0 12.0 12.0 125.00 19.0 12.20 17.00 DC..11T3 SR 16-236 T-15/5
SDHCR/L 1616K-11S 16.0 16.0 16.0 125.00 20.0 16.20 = DC..11T3 SR 16-236 T-15/5
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For inserts, see pages: DCGT (PCD) (199) » DCGT MD/RD (PCD) (200) » DCGW (CBN) (148) » DCGW (PCD) (200) » DCGW 2MT (CBN) (149)
o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) » DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

VI UnRin Lr*LH*\ . 'I!EE
SDJCR/L o ! =Y
Screw Lock Tools Carrying
55° Diamond Inserts with SR © ' :
7° Clearance Angle ,- WE f | B
- Ul LF '
Right-hand shown

H HF B LF LH WF  Insert & ? /

SDJCR/L 0808F-07 8.0 8.0 8.0 80.00 115 10.00  DC.0702 SR14-548  T-7/5
SDJCR/L 1010F-07 10.0 10.0 10.0 80.00 115 1200  DC.0702 SR14-548  T-7/5
SDJCR 1010M-07S (1) 10.0 10.0 10.0 150.00 10.6 1015  DC.0702 SR14-548  T7/5
SDJCR/L 1212K-07S (1 12.0 12,0 12.0 125.00 10.6 1215  DC.0702 SR14-548  T-7/5
SDJCR/L 1616K-07S (1) 16.0 16.0 16.0 125.00 10.6 1615  DC.0702 SR14-548  T-7/5
SDJCR/L 1010K-11S (1 10.0 10.0 10.0 125.00 205 10.15 DC.11T3 SR16-236  T-15/5
SDJCR/L 1212F-11 12,0 12.0 120 80.00 20.0 1600  DC.11T3 SR16-236P  T-15/5
SDJCR 1212M-11S (1) 12.0 12.0 12.0 150.00 12,5 1215  DC.11T3 SR16-236P  T-15/5
SDJCR/L 1616H-11 16.0 16.0 16.0 100.00 200 2000  DC.11T3 SR16-236P  T-15/5
SDJCR 1616M-11S (1 16.0 16.0 16.0 150.00 12.5 16.15 DC.11T3 SR16-236P  T-15/5
SDJCR/L 2020K-11 20.0 20.0 20.0 125.00 20.0 2500  DC.11T3 SR16-236P  T-15/5
SDJCR/L 2525M-11 25.0 25,0 25.0 150.00 20.0 3200  DC.11T3 SR16-236P T-1565  TDC3-1P  SRTC-3P  HW40

() For Swiss-type machines

For inserts, see pages: * DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) « DCGW (PCD) (200) « DCGW 2MT (CBN) (149)
e DCGW 2MT MM (CBN) (150) « DCGW MT (CBN) (148) « DCGW MT (PCD) (201) ¢ DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) ¢ DCGW W-MT (PCD) (201)

ISCAR




v

SDJCR/L-PAD-JHP
Screw Lock Adapter with
High-Pressure Coolant
Mounts 55° Diamond Inserts
with 7° Clearance Angle

HF OAL OAH WF  WB2 Insert CNT ? & @
SDJCR/L-07-PAD-JHP 240 52.80 33.00 15.00 100 DCGT 0702 M4 T7/5 SR 14-548 SR M4X4 DIN913 TL360

24.0 52.80 33.00 15.00 10.0 DCGT 11T3 M4 T-15/5 SR 16-236 P SR M4X4 DIN913 TL360

For inserts, see pages: * DCGT (PCD) (199) ¢ DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) « DCGW (PCD) (200) » DCGW 2MT (CBN) (149)

o DCGW 2MT MM (CBN) (150)  DCGW MT (CBN) (148) s DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) » DCGW W-MT (CBN) (149) « DCGW W-MT (PCD) (201)

MODULARG#irF PE—— —
SDJCR-PAD Holder: MAHPL - T a“
Screw Lock Adapter Carrying \ ' Holder: MAHR s OAH
55° Diamond Inserts with T ZAR / l e l
7° Clearance Angle WE (assembly) WF (holder) *1727 3
| WF @!EI} ******* ' WF WB_2
L) ) WF(Assembly)=WF(Holder)+WF

o om o w wr e &

SDJCR-07-PAD 240 28.0 42.00 7.50 52 DCGT 0702 SR 14-548 T-7/5

e WF (assembly) = WF (holder) + WF

For inserts, see pages: DCGT (PCD) (199) » DCGW (CBN) (148) « DCGW (PCD) (200) « DCGW 2MT (CBN) (149) « DCGW MT (CBN) (148)
o DCGW MT (PCD) (201)

ISUT Ui e NG
' NG

SDNCN s ) 2

Screw Lock Tools Carrying " N

55° Diamond Inserts with !

7° Clearance Angle VJF :2 |
‘ LF
Y /

SDNCN 0808F-07 8.0 8.0 8.0 80.00 14.0 4.00 DC..0702 SR 14-548 T-7/5

SDNCN 1010F-07 10.0 10.0 10.0 80.00 145 5.00 DC..0702 SR 14-548 T-7/5

SDNCN 1010K-11S (1) 10.0 10.0 10.0 120.00 20.0 5.00 DC.11T3 SR16-236  T-15/5

SDNCN 1212F-11 12.0 12.0 12.0 80.00 21.3 6.00 DC..11T3 SR16-236P  T-15/5

SDNCN 1616H-11 16.0 16.0 16.0 100.00 21.0 8.00 DC.11T3 SR16-236P  T-15/5

SDNCN 2020K-11 20.0 20.0 20.0 125.00 21.0 10.00 DC..11T3 SR16-236P  T-15/5

SDNCN 2525M-11 25.0 25.0 25.0 150.00 30.0 12.50 DC.1178 SR16-236P  T-15/5  TDC3-1P SRTC-3P  HW 4.0
() For Swiss-type machines
For inserts, see pages: DCGT (PCD) (199) e DCGT MD/RD (PCD) (200) ® DCGW (CBN) (148) « DCGW (PCD) (200) * DCGW 2MT (CBN) (149)
e DCGW 2MT MM (CBN) (150) * DCGW MT (CBN) (148) « DCGW MT (PCD) (201) ® DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) « DCGW W-MT (PCD) (201)

> Ol T le

Member IMC Group.
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NEOYSiiss

Y
Y-SDJCR-S oAw | s i
Y-Axis Screw Lock Integral A ‘ ¥ ai
Tools Carrying 55° Rhombic § ¥
Inserts with 7° Clearance Angle Ok ﬂ " @193
[ LH~ ' WE

LF s

“ s w ow ow  w wm &

Y-SDJCR 1212K-11S 12.0 12.0 125.00 21.0 20.00 16.00 0.00 DCGT 1173.. SR 350801 T-16/5
Y-SDJCR 1616K-11S 16.0 16.0 125.00 21.0 20.00 16.00 0.00 DCGT 1173.. SR 35080 T-15/5

For inserts, see pages: * DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) « DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)
e DCGW 2MT MM (CBN) (150) * DCGW MT (CBN) (148) « DCGW MT (PCD) (201) « DCGW W-2MT (CBN) (149) ¢ DCGW W-MT (CBN) (149) « DCGW W-MT (PCD) (201)

NEOYSiss

v —
T e T B
Y-SDJCR-S-JHP oW @ {rte=gy =Y | &?‘lw

Y-Axis Screw Lock JETCUT U Bar Max
Integral Tools Carrying UNF 5/1 v6

55° Rhombic Inserts with et o

7° Clearance Angle for L '1

Swiss-Type Machines F U= " LW

H B LF LH OAH OAW WF Insert & 7 / @ £

Ve R PAPIGRETNEN 120 120 12500 210 2550 16.00 000 DCGT11T3. SR350801 T-15/56 HW5/32" SR5/16UNF TL360 S-CU-JHP-A SET
VESD N B RN GEER I8 160 160 12500 210 2550 1600 000 DCGT 11T3. SR350801 T-15/6  HW5/32" SR516UNFTL360 S-CU-JHP-A SET

For inserts, see pages: * DCGT (PCD) (199)  DCGT MD/RD (PCD) (200) * DCGW (CBN) (148) ® DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)
e DCGW 2MT MM (CBN) (150) « DCGW MT (CBN) (148) ¢ DCGW MT (PCD) (201) « DCGW W-2MT (CBN) (149) ¢ DCGW W-MT (CBN) (149) « DCGW W-MT (PCD) (201)

ISCTURIN wr
~H= MAX
C#-SDJCR/L 3 ﬁ°

Screw Lock Tools with
CAMFIX Exchangeable Shanks

Carrying 55° Rhombic Inserts i ;—:;L'EHDCCENMS
with 7° Clearance Angle A

WF L5
= LF—» Right-hand shown
DCONMS  WF LF Inset ~ CPO)  DCP® & / & } ®
C4 SDJC 7050-11 40.00 27.00 50.00 DC.. 1173 70 1 TDC3-1P  SRTC-3P  HW40 SR16-236P  T-15/5 EZ 83
C5 SDJCR-35060-11 50.00 35.00 60.00 DC.. 1173 70 1 TDC3-1P  SRTC-3P  HW40 SR16-236P  T-15/5 EZ 104

() Coolant pressure (Bar)

(2 1 - Slot for data chip, 0 - Without slot for data chip

For inserts, see pages: DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) » DCGW (CBN) (148) « DCGW (PCD) (200) » DCGW 2MT (CBN) (149)

o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) « DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) ® DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

ISCAR



ISTT VRN [T =
MAX

C#-SDJCR-JHP = 0 :I Y ﬁ‘l‘g
Screw Clamp Tools with CAMFIX =
Shanks and Channels for 58°
High-Pressure Coolant Carrying Iy :I DCONMS
Positive 55° Rhombic Inserts WLF I 1

93|c_|:4 Right-hand shown
DCONMS WF LF Insert CPi DCP®
32.00 22.00 4000 DC.. 1173 140 0

* For user guide, see pages 327-328,331-332,335-336

() Coolant pressure (Bar)

(2 1 - Sjot for data chip, O - Without slot for data chip

For inserts, see pages: DCGT (PCD) (199) » DCGT MD/RD (PCD) (200) ® DCGW (CBN) (148) » DCGW (PCD) (200) » DCGW 2MT (CBN) (149)

e DCGW 2MT MM (CBN) (150) ® DCGW MT (CBN) (148) ¢ DCGW MT (PCD) (201) « DCGW W-2MT (CBN) (149) ¢ DCGW W-MT (CBN) (149) ® DCGW W-MT (PCD) (201)

Spare Parts

- - S > 5 0 2 ® </

C3 SDJCR-22040-11-JHP TDC 3-1P SR TC-3P SR 16-236 P T-15/5 CH-1.9D-JHP WASHER 4.2X5.6X0.5 SR M4X4 DIN913 TL360 HW 4.0

1907 Unind -
S MAX|
C#-SDNCN 3 N A

Screw Lock Tools with
CAMFIX Exchangeable Shanks
Carrying 55° Rhombic Inserts
with 7° Clearance Angle

=
._ EIDCO?MS

< LF—

DCONMS  LF lnsert  CP®  DCP® / @ ?’ @

C4 SDNCN-00050-11 40.00 50.00 DC.. 1173 70 1 TDC3-1P  SRTC-3P HW4.0 SR 16-236 P T-16/5 EZ 104

() Coolant pressure (Bar)

2 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) » DCGW (CBN) (148) « DCGW (PCD) (200) » DCGW 2MT (CBN) (149)

o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) « DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) ® DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

Holder -0AW-~|
Pl

Screw Lock JETCUT Modular
Heads Carrying 7° Clearance
55° Rhombic Inserts for WF
Swiss-Type Machines

NQCH-SDACR/L-S-JHP r "R |#aae

LH
l:: OAL —» Right hand tool shown

Designation WF HF LH OAL OAW Insert & 7

NQCH12-SDACR/L-11S-JHP 12.15 12.0 20.0 28.80 20.15 DC.. 1173 SR 16-236 P T-16/5
NQCH16-SDACR/L-11S-JHP 16.15 16.0 20.0 28.80 20.15 DC.. 1173 SR 16-236 P T-15/5

For inserts, see pages: * DCGT (PCD) (199) » DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) « DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)
o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) » DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

Member IMC Group.
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NEOSWISS e
NQCH-Y-SDJCR-S-JHP O | @Qg =y | F—‘l‘g
Y-Axis Screw Lock JETCUT !

Modular Heads Carrying 55°
Rhombic Inserts with 7° Clearance
Angle for Swiss-Type Machines

| < LH-

e OAL —»

Right hand tool shown

P -

& 7

HF LH OAL OAW OAH Insert
NQCH12-Y-SDJCR-11S-JHP 12.15 122 20.0 34.30 20.00 19.60 DC.. 1173 SR 16-236 P T-15/5
NQCH16-Y-SDJCR-11S-JHP 16.15 16.2 20.0 34.30 20.00 18.20 DC.. 1173 SR 16-236 P T-15/5

For inserts, see pages: * DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) « DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)
e DCGW 2MT MM (CBN) (150) * DCGW MT (CBN) (148) « DCGW MT (PCD) (201) « DCGW W-2MT (CBN) (149) ¢ DCGW W-MT (CBN) (149) « DCGW W-MT (PCD) (201)

NS Sy IFRAN
I = 1% . .
CRGNR/L HF ﬁ || H
Clamp Lock Tools Carrying I 1}
Round Negative Ceramic Inserts I Y
@ :
‘ LF !

Right-hand shown

;

@

VA B e

HF B LF WF Insert
CRGNR/L 2525M-12CE 25.0 25.0 25.0 150.00 32.00  RNGN 120700 S43 SR M5X0.8X10  BCL 6 CLAMP SR MBX1X251S07380  HW 4.0
CRGNR/L 2525M-12CEA 25.0 25.0 25.0 150.00 32.00 RNGN 120400 S43 SR M5X0.8X10  BCL 6 CLAMP SR MBX1X251S07380  HW 4.0
CRGNR/L 3225P-12CE 32.0 32.0 25.0 170.00 32.00 RNGN 120700 S43 SR M5X0.8X10  BCL 6 CLAMP SR MBX1X25IS07380  HW 4.0

For inserts, see pages: RNGN (CER) (104) ¢ RNGN HS (PCD) (205) ® RNGN S (CBN) (156)

ISOT Unn

SRDCN A ﬂ | .:

Screw Lock Neutral Tools L

Carrying Round Inserts y - H—™ H

with 7° Clearance Angle Vﬁ ° B

LF '

H HE B LF LH WF Insert
SRDCN 1616H-08 16.0 16.0 16.0 100.00 33.0 8.00 RCGW 0803MO
SRDCN 2020K-10 20.0 20.0 20.0 125.00 38.0 10.00 RCGW 10T3MO
SRDCN 2525M-12 25.0 25.0 25.0 150.00 50.0 12.50 RCGW 1204MO
SRDCN 3225P-12 32.0 32.0 25.0 170.00 50.0 12.50 RCGW 1204MO
SRDCN 3225P-16 32.0 32.0 25.0 170.00 50.0 12.50 RCGW 1606MO
SRDCN 3232P-20 32.0 32.0 32.0 170.00 50.0 16.00 RCGW 2006MO

For inserts, see pages: ¢ RCGW HS (CBN) (155) ¢ RCGW HS (PCD) (205)

4 / g

Spare Parts

S I @ @&
SRDCN 1616H-08 SR 14-513 T-8/5
SRDCN 2020K-10 SR 16-236 T-15/5
SRDCN 2525M-12 SR 16-212 T-20/5 TRC 4-0 SRTC-4
SRDCN 3225P-12 SR 16-212 T-20/5 TRC 4-0 SRTC-4
SRDCN 3225P-16 SR 16-212 T-20/5 TRC 5-0 SRTC-4
SRDCN 3232P-20 SR 14-519 TRC 6-0 SRTC-6

HW 3.0
HW 3.0
HW 3.0
HW 4.0

BLD T20/S7 SW6-T-SH

ISCAR




ISTT VRN
§ ! 3
SRGCR/L e E n |
Screw Lock Tools Carrying
Round Inserts with 7° ' :
Clearance Angle A | B
WF
L )
LF
Right-hand shown
H HF B LF LH WF Insert
SRGCR/L 1616H-08 16.0 16.0 16.0 100.00 11.0 20.00 RCGW 0803MO
SRGCR/L 2020K-10 20.0 20.0 20.0 125.00 14.0 25.00 RCGW 10T3MO
SRGCR 2525M-10 25.0 25,0 25.0 150.00 18.0 32.00 RCGW 10T3MO
SRGCR/L 2525M-12 25.0 250 25.0 150.00 18.0 32.00 RCGW 1204MO
SRGCR/L 2525M-16 25.0 25.0 25.0 150.00 20.0 32.00 RCGW 1606MO
SRGCR/L 3232P-20 32.0 32.0 32.0 170.00 250 40.00 RCGW 2006MO

For inserts, see pages: ®* RCGW HS (CBN) (155) ¢ RCGW HS (PCD) (205)

Spare Parts

P

O

4 / g

SRGCR/L 1616H-08 SR 14-513 T-8/5
SRGCR/L 2020K-10 SR 16-236 T-15/5
SRGCR 2525M-10 SR 16-236 TRC 3-0 SR TC-3 T-15/5
SRGCR/L 2525M-12 SR 16-212 TRC 4-0 SR TC-4 T-20/5 HW 3.0
SRGCR/L 2525M-16 SR 16-212 TRC 5-0 SR TC-4 T-20/5 HW 3.0
SRGCR/L 3232P-20 SR 14-519 TRC 6-0 SR TC-6 HW 4.0 BLD T20/S7 SW6-T-SH
'.36'-. /1 Y}
L 1 ]
CSDNN-CE/CEA HF H [0E
45° Lead Angle Tools Carrying ) i
Square Ceramic Inserts ) L)
WE
f@ll E‘
‘} KAPR e
H HF B LF WF KAPR® Insert
CSDNN 2020K-12CEA 20.0 20.0 20.0 125.00 10.00 45.0 SNGN 1204
CSDNN 2525M-12CEA 25.0 250 25.0 150.00 12.50 45.0 SNGN 1204

() Tool cutting edge angle

For inserts, see pages: SNGN (CBN) (161) ® SNGN (CER) (105) ® SNGN (PCD) (209) ® SNGN 4MT (CBN) (162) ® SNGN HS (CBN) (163)
* SNGN HS (PCD) (210) ® SNGN MT (CBN) (161) * SNGN MT (PCD) (209) * SNGN S (CBN) (162)

Spare Parts

& &

& 4 4

Designation
CSDNN 2020K-12CEA S 40 (SEAT)
CSDNN 2525M-12CEA S 40 (SEAT)

SR M5X0.8X10 BCL 6 CLAMP
SR M5X0.8X10 BCL 6 CLAMP

SR M6EX1X251S07380
SR MEX1X251S07380

HW 4.0

HW 4.0 HW 3.0

Member IMC Group.
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'.sG'-. y /1 V}
b LH = . llu
CSDPN HF# M.
45° Lead Angle Clamp I] H
Lock Tools Carrying 11° : :
Clearance Square Inserts WF
i T§@| &
‘ LF ‘
w5 s . w wm @ P D
CSDPN 2020K-12 20.0 20.0 20.0 125.00 30.0 10.00 SPGN 1203  ISQP 1626 SP16  LC30SET1 HW 3.0
CSDPN 2525M-12 25.0 25.0 25.0 150.00 30.0 12.50 SPGN 1203 ISQP 1626 SP 16 LC30SET 1 HW 3.0
@ Use ISQP 163 seat for inserts with corner radii 1.6-2.4 mm
For inserts, see pages: SPGN (CBN) (158) ¢ SPGN (PCD) (207) ® SPGN 4MT (CBN) (159) ® SPGN MT (CBN) (159) ® SPGN MT (PCD) (207)
'.sG'-. y /1 V}
v»‘ LH r Hlna
CSSPR/L r —t KN
Clamp Lock Tools Carrying 11° HF H
Clearance Square Inserts for X j
Longitudinal and Face Turning 1
WF <g B
L‘ 'y
' Lz Right-hand shown
w5 s . w wm @ P D
CSSPR 1212F-09 120 12.0 12.0 80.00 21.0 16.00 SPGN 0903 LC15SET 1 HW 2.5
CSSPR 1616H-12 (1) 16.0 16.0 16.0 100.00 26.0 20.00 SPGN 1203 ISQP 162 SP16  LC30SET2 HW 3.0
CSSPR 2020K-12 (1) 200 20.0 20.0 125.00 26.0 25.00 SPGN 1203 ISQP 162 SP16  LC30SET1 HW 3.0
CSSPR/L 2525M-12 (1) 25.0 25.0 25.0 150.00 28.0 32.00 SPGN 1203 ISQP 162 SP 16 LC30SET 1 HW 3.0
() ISQP 163 for inserts with corner radii 1.6-2.4 mm.
For inserts, see pages: SPGN (CBN) (158) « SPGN (PCD) (207) » SPGN 4MT (CBN) (159) ® SPGN MT (CBN) (159) ® SPGN MT (PCD) (207)
Y 7.y v ¥/ _7V]
DV I Ui
v ]
DSBNR/L HF#? h
75° Lead Angle R-Clamp Tools
. . ) L)
Carrying Negative Square Inserts " )
WF B
bl i
LF Right-hand shown
H HF B LF LH WF Insert
DSBNR/L 2525M-12 25.0 25.0 25.0 150.00 38.0 22.00 SNGA 1204
DSBNL 3232P-12 32.0 32.0 32.0 170.00 38.0 27.00 SNGA 1204
DSBNR/L 2525M-15 25.0 25.0 25.0 150.00 40.0 22.00 SNGA 1506
DSBNR/L 3232P-19 32.0 32.0 32.0 170.00 430 27.00 SNGA 1906
DSBNR/L 4040S-19 40.0 40.0 40.0 250.00 43.0 37.00 SNGA 1906
For inserts, see pages: SNGA (CBN) (160) ® SNGA (PCD) (208) » SNGA 4MT (CBN) (161) ® SNGA MT (CBN) (160) ®* SNGA MT (PCD) (209)
* SNGA (CER) (62)
Spare Parts
<@ & V'l & D
@ A &
DSBNR/L 2525M-12 RST 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DSBNL 3232P-12 RST 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DSBNR/L 2525M-15 RST 54 SR 10402265 LCGR-5 SR 10402267 KSP 5 HW 4.0
DSBNR/L 3232P-19 RST 634 SR 10402266 LCGR-6 SR 10402267 KSP 5 HW 4.0
DSBNR/L 4040S-19 RST 634 SR 10402266 LCGR-6 SR 10402267 KSP 5 HW 4.0

ISCAR




y r. .y v Sy VvV
oV I Ui "LHT ll|g
DSDNN o ! A
45° Lead Angle R-Clamp Il i
External Turning Tools Carrying : :
ISO Negative SNGA Inserts WF I
P B
T
LF
H HF B LF LH WF Insert
DSDNN 2525M-12 25.0 25.0 25.0 150.00 38.0 12.80 SNGA 1204
DSDNN 2525M-15 25.0 25.0 25.0 150.00 42.0 12.50 SNGA 1506
DSDNN 3232P-19 32.0 32.0 32.0 170.00 44.0 16.00 SNGA 1906
For inserts, see pages: SNGA (CBN) (160) * SNGA (PCD) (208) * SNGA 4MT (CBN) (161) ® SNGA MT (CBN) (160) » SNGA MT (PCD) (209)
* SNGA (CER) (62)
Spare Parts
& & @ @ é‘é / }
9 € A &
DSDNN 2525M-12 RST 443 RST 443R/L SET@* SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5

DSDNN 2525M-15 RST 54 SR 10402265 LCGR-5 SR 10402267 KSP 5 HW 4.0

DSDNN 3232P-19 RST 634 SR 10402266 LCGR-6 SR 10402267 KSP 5 HW 4.0
* Optional, to be ordered separately
@ QOptional, required for SNGA ...-EM-R/M inserts

Y 7.y v ¥/ _7VY])
9V i Ui | H>
DSKNR/L LD~ ]
75° Lead Angle R-Clamp HF F II H
Face Turning Tools Carrying i :
ISO Negative SNGA Inserts T B
WF
L\ LF L
- Right-hand shown
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DSKNR/L 2525 25.0 25.0 250 15000 310 3200 SNGA1204 RST443  T-15/5  SR10400270-255 LCGR-4 SR 14-506 M4X0.7
For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208) » SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) * SNGA MT (PCD) (209)
« SNGA (CER) (62)

ISV I Ui LH MEA

DSSNR/L gﬁ 7 Y W]

45° | ead Angle R-Clamp

I

Tools Carrying Negative ‘ 1
o [ OAL v
Square I.nserts fgr Lpngﬂudmal VGF @| 5
and Facing Applications R r .
- Right-hand shown
H HF B LF LH WF OAL Insert
DSSNR/L 2020K-12 (1) 20.0 20.0 20.0 125.00 38.0 25.00 133.30 SNGA 1204
DSSNR/L 2525M-12 (1) 25.0 25.0 25.0 150.00 39.0 32.00 158.30 SNGA 1204
DSSNR/L 3232P-15 32.0 32.0 32.0 170.00 34.0 40.00 170.00 SNGA 1506
DSSNR/L 3232P-19 32.0 32.0 32.0 170.00 38.0 40.00 170.00 SNGA 1906

() Using SNGA.....-EM-M/R inserts requires the use of RST 443R/L SET.

For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208)  SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) * SNGA MT (PCD) (209)
o SNGA (CER) (62)

Spare Parts

e e o 2 /s S 9 [ P

DSSNR/L 2020K-12 RST 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DSSNR/L 2525M-12 RST 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DSSNR/L 3232P-15 RST 54 SR 10402265 LCGR-5 SR 10402267 KSP 5 HW 4.0
DSSNR/L 3232P-19 RST 634 SR 10402266 LCGR-6 SR 10402267 KSP 5 HW 4.0

Member IMC Group.




Y 7.y v ¥/ _7Y)
VI Vi
PSBNR/L * Fiq b
Lever Lock 75° Lead Angle ' L
Turning Tools Carrying ISO ¥ v
Negative Square Inserts Wzi@ a B
1
LH =
*‘ LF=OAL Right-hand shown
H HF B LF LH WF Insert
PSBNR/L 2020K-09 20.0 20.0 20.0 125.00 20.0 17.00 SNGA 0904
PSBNR/L 2525M-09 25.0 25.0 25.0 150.00 20.0 22.00 SNGA 0904
PSBNR 2525M-12 25.0 25,0 25.0 150.00 26.8 22.00 SNGA 1204
PSBNR/L 3232P-19 32.0 32.0 32.0 170.00 39.0 27.00 SNGA 1906
PSBNR/L 4040S-25 (1) 40.0 40.0 40.0 250.00 48.0 35.00 SNGA 2507

() For SN.. 2509... inserts, use TSN 84 seat

For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208) » SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) » SNGA MT (PCD) (209)
« SNGA (CER) (62)

Spare Parts

P c ¢ @ s b4 s /L

PSBNR/L 2020K-09 TSN 323 TSN 333 SP3 PN 3-3L LR3 SR 117-2014 HW 2.5
PSBNR/L 2525M-09 TSN 323 TSN 333 SP3 PN 3-3L LR3 SR 117-2014 HW 2.5
PSBNR 2525M-12 TSN 423 SP 4 PN 3-4 LR4 SR 117-2010 HW 3.0
PSBNR/L 3232P-19 RST 634 SP 66 LR6 SR 10402352 HW 4.0
PSBNR/L 4040S-25 TSN 84N TSN 85N* SP 8 LR8 SR 10402264 HW 5.0

* Optional, to be ordered separately
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Y 7.y v ¥/ 7V
VI Ui
v
PSDNN HF?\/“ i
45° Lead Angle Lever Lock P 1]
External Turning Tools Carrying 'l v
i WF
ISO Negative SNGA Inserts r0" B
LH> U T
H HF B LF LH WF Insert
PSDNN 2020K-12 20.0 200 200 125.00 27.0 10.00 SNGA 1204
PSDNN 2525M-12 25.0 25.0 25.0 150.00 27.0 12.50 SNGA 1204
PSDNN 3232P-19 320 320 320 170.00 4.0 16.00 SNGA 1906
PSDNN 4040S-25 (1 40.0 40.0 40.0 250.00 49.0 20,00 SNGA 2507

() For SN.. 2509... inserts, use TSN 84 seat

For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208)  SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) * SNGA MT (PCD) (209)
» SNGA (CER) (62)

Spare Parts

P ¢ ¢ o s S s/

PSDNN 2020K-12 TSN 423 SP 4 PN 3-4 LR 4 SR 117-2010 HW 3.0
PSDNN 2525M-12 TSN 423 SP 4 PN 3-4 LR4 SR 117-2010 HW 3.0
PSDNN 3232P-19 RST 634 SP 66 LR 6 SR 10402352 HW 4.0
PSDNN 4040S-25 TSN 84N TSN 85N SP 8 LR8 SR 10402264

* Optional, to be ordered separately

ISCAR




ISO7T Unin
PSDNN-JHP @’2

45° Lead Angle Lever Lock Tools
with Channels for High-Pressure
Coolant Carrying ISO

Negative SNGA Inserts
H HF B LF LH WF

Insert

Designation
PSDNN 2525M-12-JHP 25.0 25.0 25.0 150.00 40.0 12.50

SNGA 1204

* For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208) » SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) * SNGA MT (PCD) (209)
« SNGA (CER) (62)

Spare Parts

Designation @ / é f ﬁ /

)4

PSDNN 2525M-12-JHP TSN 423 SP4 PN 3-4 LR 4 SR 117-2010 CU-CW-JHP HW 3.0

T-8/5

DV i Ui LH \
PSKNR/L HE H
75° Lead Angle Lever Lock

Tools Carrying ISO Negative

1]
Square Inserts for Face Turning W_B
[ LF

Right-hand shown

Insert

Designation H HF B LF LH WF
PSKNR/L 2525M-12 25.0 25.0 25.0 150.00 23.5 32.00

SNGA 1204

For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208)  SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) * SNGA MT (PCD) (209)
« SNGA (CER) (62)

Spare Parts
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Designation J / / @

PSKNR/L TSN 423 LR 4 SR 117-2010 HW 3.0 SP 4

PN 34

Member IMC Grou
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IS0 T Ui

L ' MER
PSSNR/L R E “Q
45° Lead Angle Lever Lock ) :

Tools Carrying Negative 1o
Square Inserts for Longitudinal WF © B
and Facing Applications ﬁ LF

Right-hand shown
H HF B LF LH OAL WF Insert

PSSNR/L 2020K-09 200 200 200 12500 250 131.40 25.00 SNGA 0904
PSSNR/L 2525M-09 25.0 250 250 15000 250 156.40 32,00 SNGA 0904
PSSNR/L 2020K-12 200 200 200 12500 290 13330 25,00 SNGA 1204
PSSNR/L 2525M-12 250 25.0 25.0 150.00 29.0 1568.30 32.00 SNGA 1204
PSSNR/L 3232P-19 320 320 320 157.50 420 170,00 40,00 SNGA 1906
PSSNR/L 4040S-19 400 400 400 237.50 420 250,00 50.00 SNGA 1906
PSSNR/L 4040S-2507 (1 400 400 400 234,00 53.0 250,00 50,00 SNGA 2507

() For SN.. 2509... inserts, use TSN 84 seat
For inserts, see pages: SNGA (CBN) (160) » SNGA (PCD) (208) » SNGA 4MT (CBN) (161) « SNGA MT (CBN) (160) » SNGA MT (PCD) (209) » SNGA (CER) (62)

Spare Parts

P . . 9 J s [ s

PSSNR/L 2020K-09 TSN 323 TSN 333 SP3 LR3 SR 117-2014 HW 2.5 PN 3-3L
PSSNR/L 2525M-09 TSN 323 TSN 333 SP3 LR3 SR 117-2014 HW 2.5 PN 3-3L
PSSNR/L 2020K-12 TSN 423 SP4 LR 4 SR 117-2010 HW 3.0 PN 3-4
PSSNR/L 2525M-12 TSN 423 SP 4 LR 4 SR 117-2010 HW 3.0 PN 3-4
PSSNR/L 3232P-19 RST 634 SP 66 LR6 SR 10402352 HW 4.0
PSSNR/L 4040S-19 RST 634 SP 66 LR6 SR 10402352 HW 4.0
PSSNR/L 4040S-2507 TSN 85 TSN 84 SP8 LR8 SR 10402264 HW 5.0

*  Optional, to be ordered separately

Y 7.y v ¥/ _7Y)
DV I Ui LH
PSSNR/L-JHP i ) ' @’2
45° Tools with Channels for YO | |
High-Pressure Coolant Carrying - LG 1/8'-28
) ¥
Negative Square Inserts for ) -
Longitudinal and Facing Turning W[ : i
‘ ‘ O'AT_ PN T8 Right-hand shown
H B LF LH WF OAL Insert
PSSNR/L 2020K-09-JHP 20.0 20.0 125.00 36.0 25.00 131.40 SNGA 09..
PSSNR/L 2525M-12-JHP 25.0 250 150.00 38.0 32.00 168.40 SNGA 1204

* For user guide, see pages 327-328,331-332,335-336
For inserts, see pages: SNGA (CBN) (160) ® SNGA (PCD) (208) ® SNGA 4MT (CBN) (161) ® SNGA MT (CBN) (160) ® SNGA MT (PCD) (209) ® SNGA (CER) (62)

SNMG 1204##-standard insert SNMG 12044##-EM-M/R

/~ TSN 423 /" TSN 423-PIN SET

Spare Parts

@ © O s S £ o0 B 9

TSN 323 TSN 333 SP3 PN 3-3L LR3 SR 117-2014 HW 2.5
PSSNR/L 2525M-12-JHP TSN 423 TSN 423M SET@* SP 4 PN 3-4 LR 4 SR117-2010  OR6.4X0.9N CU-S-JHP HW 3.0 T-8/5

*  Optional, to be ordered separately
@ When SNGA-EM-M/-R inserts are used, replace the standard seat.

ISCAR



ISO7T Unin
SSBCR/ r ' =!1

BCR/L — 75°
75° Lead Angle Screw Lock 7 I] H =
Tools Carrying Square Inserts i :
with 7° Clearance Angle WF @| B

L T
LF
Right-hand shown

P - v v e &) @ e L

SSBCR/L 1616H-09 16.0 16.0 16.0 100.00 15.0 1300  SC.09T3 SR16-236  T-15/5

SSBCR/L 2020K-12 20.0 20.0 200 125.00 19.0 1700  SC.1204 SR16-212  T-205

SSBCR/L 2525M-12 25.0 250 25.0 150.00 190 2200  SC.1204 SR16212  T-205  TSC4-2 SRTC-4  HW30
For inserts, see pages: SCGW (CBN) (157) ¢ SCGW (PCD) (206) » SCGW 4MT (CBN) (158) » SCGW L (CBN) (157) » SCGW L (PCD) (206)
o SCGW MT (CBN) (157) » SCGW MT (PCD) (207)

Y 7.y v ¥/ _7V]
VI Ui "
-

SSSCRIL M=as I]JH
45° Lead Angle Screw Lock .
Tools Carrying Square Inserts :

i o L)
with 7° Clearance Angle e § | B

[ LF '
Right-hand shown

P - v v e & @ e

SSSCR/L 1212F-09 12.0 12.0 12.0 80.00 18.0 16.00 SC..09T8 SR16-236  T-15/5

SSSCR/L 1616H-09 16.0 16.0 16.0 100.00 18.0 20.00 SC..09T3 SR16-236  T-16/5

SSSCR/L 2020K-12 20.0 200 20.0 125.00 220 25.00 SC..1204 SR16-212  T-20/5

SSSCR/L 2525M-12 25.0 25.0 25.0 150.00 25.0 32.00 SC..1204 SR16-212  T-20/5 TSC4-2  SRTC4 HW 3.0
For inserts, see pages: SCGW (CBN) (157) « SCGW (PCD) (206) ® SCGW 4MT (CBN) (158) ® SCGW L (CBN) (157) ® SCGW L (PCD) (206)
* SCGW MT (CBN) (157) ® SCGW MT (PCD) (207)
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j LH r I
CTFPR/L a8 I]JH !%
Clamp Lock Tools Carrying Y
11° Clearance Triangular j
Inserts for Face Turning V\A/F i% | H B
L\ 1 F
- Right-hand shown

H HF B LF LH WF Insert

CTFPR 1212F-11 12.0 12.0 12.0 80.00 16.0 16.00 TPGN 1103

CTFPR/L 1616H-11 16.0 16.0 16.0 100.00 16.0 20.00 TPGN 1103

CTFPR 2020K-16 20.0 20.0 20.0 125.00 220 25.00 TPGN 1603

CTFPR/L 2525M-16 25.0 250 25.0 150.00 220 32.00 TPGN 1603

For inserts, see pages: TPGN (CBN) (167) » TPGN (CER) (63) * TPGN (PCD) (214) » TPGN -3MT (CBN) (166) » TPGN HS (CBN) (167)
o TPGN HS (PCD) (215)  TPGN MT (CBN) (166)  TPGN MT (PCD) (214)

Spare Parts

/ 7 2

CTFPR 1 F-11 HW 2.5 LC 15 SET 1

CTFPR/L 1616H-11 HW 2.5 LC15SET 1

CTFPR 2020K-16 [TBP 122 HW 3.0 SP 16 LC30SET1 [TBP 123*

CTFPL 2525M-16 [TBP 122 HW 3.0 SP 16 LC30SET 1

CTFPR 2525M-16 [TBP 122 HW 3.0 SP 16 LC 30 SET 1 ITBP 123"
* Optional, to be ordered separately

Member IMC Group.
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y r. .y v Sy VvV

VI Ui LH
vl

CTGPR/L HE

Clamp Lock Tools Carrying 11° B

Clearance Triangular Inserts

LF !

Right-hand shown

H HF B LF LH  WF Insert % & /

CTGPR/L 1212F-11 12.0 12.0 12.0 80.00 17.0 16.00 TPGN 1103 LC 15 SET 1 HW 2.5
CTGPR 1616H-11 16.0 16.0 16.0 100.00 16.0 20.00 TPGN 1103 LC 15 SET 1 HW 2.5
CTGPR/L 2020K-16 20.0 20.0 20.0 125.00 26.0 25.00 TPGN 1603 TBP 122  [TBP123*  SP16@  LC30SET 1 HW 3.0
CTGPR/L 2525M-16 256.0 256.0 25.0 150.00 26.0 32.00 TPGN 1603 TBP 122  [TBP123*  SP16@  LC 30 SET 1 HW 3.0

*  Optional, to be ordered separately

@ Use ITBP 123 seat for inserts with corner radii 1.6-2.4 mm

For inserts, see pages: TPGN (CBN) (167) e TPGN (CER) (63) ® TPGN (PCD) (214) e TPGN -3MT (CBN) (166) ® TPGN HS (CBN) (167)
e TPGN HS (PCD) (215) ® TPGN MT (CBN) (166) ® TPGN MT (PCD) (214)

.y v ¥/ _ 7V}
VI U LH
Lz
DTGNR/L r Y
91° Lead Angle R-Clamp HF I I H
External Turning Tools Carrying i i
. . ]
Negative Triangular Inserts T 3
i
Y LF .
Right-hand shown
H HF B LF LH WF Insert
DTGNR/L 2020K-16 20.0 20.0 20.0 125.00 25,0 25.00 TNGA 1604
DTGNR/L 2525M-16 25.0 25.0 25.0 150.00 25.0 32.00 TNGA 1604
DTGNR 2525M-22 25.0 25.0 256.0 150.00 32.0 32.00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169) » TNGA (PCD) (217) » TNGA -3MT (CBN) (169) » TNGA MT (CBN) (169) » TNGA MT (PCD) (217) » TNGA (CER) (64)
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Spare Parts

e O 2 7 7 e [ P

DTGNR/L 2020K-16 RTT 322 SR 350801 LCGR-3 SRRC3 KSP 3 HW 2.5
DTGNR/L 2525M-16 RTT 322 SR 350801 LCGR-3 SRRC3 KSP 3 HW 2.5
DTGNR 2525M-22 RTT 443 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5

'lsc'-ll—ll
C#-DTGNR/L i" F’IB

91° Lead R-Clamp External
Turning Tools with CAMFIX
Exchangeable Shanks Carrying
Negative Triangular Inserts

Ve Right-hand shown
pesigmaton N & @ L r S
C6 DTGN 45065-22 63.00 45,00 65.00 TN.. 22 70 1 RTT 443 SR 14-506 M4X0.7  LCGR-4 SR 10400270-25.5 T-15/5 EZ 104

() Coolant pressure (Bar)
() 1 - Slot for data chip, O - Without slot for data chip
For inserts, see pages: TNGA (CBN) (169) ¢ TNGA (PCD) (217) « TNGA (CER) (64)
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VI v

MTENN-W
Neutral Wedge Lock Turning

Tools Carrying Negative : jv
Triangular Inserts WE
' ‘@ | ) 5
‘ LF [¥
H HF B LF LH WF Insert
MTENN 1618H-16W-M 16.0 16.0 18.0 100.00 32.0 9.00 TNGA 1604
MTENN 2020K-16W-M 20.0 20.0 20.0 125.00 35.0 10.00 TNGA 1604
MTENN 2525M-16W-M 25.0 25,0 25.0 150.00 32.0 12.50 TNGA 1604
MTENN 2525M-22W 25.0 25.0 25.0 150.00 40.0 12.50 TNGA 2204
MTENN 3232P-22W 32.0 32.0 32.0 170.00 40.0 16.00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169) » TNGA (PCD) (217) « TNGA -3MT (CBN) (169) « TNGA MT (CBN) (169) « TNGA MT (PCD) (217) » TNGA (CER) (64)

Spare Parts

&

4

82

$ 0 & [/

MTENN 1618H-16W-M TIT 322N  TTT 332N@r ZNW 3WNS LC 291N CLAMP ERINGN SR 17-317NS HW 3.0
MTENN 2020K-16W-M TIT322N  TTT 332Ne@* ZNW 3WN LC 291N CLAMP ERINGN SR 17-317N HW 3.0
MTENN 2525M-16W-M BRERE7Z B RRc Gy ZNW 3WN LC 291N CLAMP ERINGN SR 17-317N HW 3.0
MTENN 2525M-22W TTT 434 ZNW 4 HW25  LC281SET1 SR 17-295 HW 3.0
MTENN 3232P-22W TTT 434 ZNW 4 HW25  LC281SET1 SR 17-295 HW 3.0
*  Optional, to be ordered separately
@ Use for inserts TNGA 1603.. 3.18 mm thick
ISOTUnN LH
o , 7
MTINR/L-W 29 |
93° Lead Angle Wedge 7 I] b
Lock Turning Tools Carrying s :
Negative Triangular Inserts 5
O
1 LF r Right-hand shown
H HF B LF LH WF Insert
MTJINR/L 1616H-16W-M 16.0 16.0 16.0 100.00 32.0 20.00 TNGA 1604
MTJNR/L 2020K-16W-M 20.0 20.0 20.0 125.00 32.0 25.00 TNGA 1604
MTJNR/L 2525M-16W-M 25.0 25.0 25.0 150.00 32.0 32.00 TNGA 1604
MTJINR/L 2525M-22W 25.0 25.0 25.0 150.00 38.0 32.00 TNGA 2204
MTJNR/L 3225P-22W 32.0 32.0 25.0 170.00 38.0 32.00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169) » TNGA (PCD) (217) » TNGA -3MT (CBN) (169) » TNGA MT (CBN) (169) » TNGA MT (PCD) (217) » TNGA (CER) (64)

Spare Parts

&

4

2

&

o & [/

Designati

MTINR/L 1616H-16W-M RRRLE?Z B R\ GA
MTJINR/L 2020K-16W-M IRRLKZZ\ B RNt e
MTINR/L 2525M-16W-M [RRLE?Z IRy CY
MTJNR/L 2525M-22W TIT 434

MTJINR/L 3225P-22W TIT 434

ZNW 3WNS
ZNW 3WN
ZNW 3WN

ZNW 4
ZNW 4

HW 2.5

HW 2.5
HW 2.5

LC 281 SET 1
LC 281 SET 1

LC 291N CLAMP
LC 291N CLAMP
LC 291N CLAMP

ERINGN SR 17-317NS HW 3.0
ERINGN SR 17-317N HW 3.0
ERINGN SR 17-317N HW 3.0
SR 17-295 HW 3.0
SR 17-295 HW 3.0

* Optional, to be ordered separately
@ Use for inserts TNGA 1603.. 3.18 mm thick

Member IMC Group.
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y r. .y v Sy VvV
VI Ui - LH 'l
PTFNR/L e ! Y
91° Lead Angle Lever Lock “ I] 5
Face Turning Tools Carrying U :
. ; i
Negative Triangular Inserts in @“ ﬂ B
l_[:> 1}
‘ = Right-hand shown

H HF B LF LH WF Insert

PTFNR/L 2020K-16 20.0 20.0 20.0 125.00 20.0 25.00 TNGA 16..

PTFNR/L 2525M-16 25.0 25.0 25.0 150.00 20.0 32.00 TNGA 16..

PTFNR/L 2525M-22 25.0 25.0 25.0 150.00 26.0 32.00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169)  TNGA (PCD) (217) ® TNGA -3MT (CBN) (169)  TNGA MT (CBN) (169)  TNGA MT (PCD) (217) » TNGA (CER) (64)

Spare Parts

y 7 4 s » ® 7
PTFNR/L 2020K-16 TTN 322 TTN 332@* LR3 SR 117-2014 HW 2.5/5 SP3 PN 3-4
PTFNR/L 2525M-16 TIN 322 TTN 3326~ LR3 SR 117-2014 HW 2.5/5 SP3 PN 3-4
PTFNR/L 2525M-22 TTN 422 LR 4 SR 117-2010 HW 3.0 SP 4 PN 3-4

* Optional, to be ordered separately

@ TTN 332 for inserts 3.18 mm thick.

.y ¥/ _ 7V}

VI UnRin LH>

v Y
PTGNR/L HE I] H

91° Lead Angle Lever Lock I
; ' i
External Turning Tools Carrying ]
Negative Triangular Inserts VOF !E ® | U B
i

LF
Right-hand shown

H HF B LF LH WF Insert
PTGNR/L 2020K-16 20.0 20.0 20.0 125.00 22.0 25.00 TNGA 16..
PTGNR/L 2525M-16 25.0 25.0 25.0 150.00 22.0 32.00 TNGA 16..
PTGNR/L 2525M-22 25.0 250 25.0 150.00 32.0 32.00 TNGA 2204
PTGNR 3232P-22 32.0 32.0 32.0 170.00 32.0 40.00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169) » TNGA (PCD) (217)  TNGA -3MT (CBN) (169) « TNGA MT (CBN) (169)  TNGA MT (PCD) (217)

Spare Parts

@

=

&

bl

PTGNR/L 2020K-16 TIN 322
PTGNR/L 2525M-16 TIN 322
PTGNR/L 2525M-22 TIN 422
PTGNR 3232P-22 TIN 422

TTN 33206
TN 3326

SP3
SP3
SP 4
SP 4

LR3
LR3
LR4
LR4

SR 117-2014
SR 117-2014
SR 117-2010
SR 117-2010

HW 2.5/5
HW 2.6/5
HW 3.0
HW 3.0

PN 3-4
PN 3-4
PN 3-4
PN 3-4

* Optional, to be ordered separately
@ TTN 332 for inserts 3.18 mm thick

ISCAR




HEL[TURN o
PTGNR/L-X !
91° Lead Angle Lever Lock P

External Turning Tools Carrying

i
Negative Triangular Inserts
y
LF

Designation H HF B LF LH WF Insert
PTGNR/L 2020K-16X 20.0 20.0 20.0 125.00 20.0 25.00 TNGA 1604
PTGNR/L 2525M-16X 25.0 25.0 25.0 150.00 20.0 32.00 TNGA 1604
PTGNR/L 2525M-22X 25.0 25.0 25.0 150.00 32.0 32.00 TNGA 2204
PTGNR/L 3232P-22X 32.0 32.0 32.0 170.00 32.0 40.00 TNGA 2204
e Use TTX 3 seat for TNMX 1606.. inserts and TTN 3 seat for TNGA 1604.. inserts
For inserts, see pages: ® TNGA (CBN) (169) ® TNGA (PCD) (217) ® TNGA -3MT (CBN) (169) ® TNGA MT (CBN) (169) ® TNGA MT (PCD) (217) ® TNGA (CER) (64)

Right-hand shown

TNMX 1606... (34...)
TNMG 1604... (33..) TNMX 2207... (45...)

TNMG 2204... (43...)
— >
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Spare Parts

Designation @ é & / 4

PTGNR/L 2020K-16X TTX 3 TIN3 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4
PTGNR/L 2525M-16X TTX3 TIN3 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4
PTGNR/L 2525M-22X TTX-4 TIN-4 SP 4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L
PTGNR/L 3232P-22X TTX-4 TTIN-4 SP 4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L

HELiTvinm LD
PTGNR/L-X-JHP

91° Lead Lever Lock Tools with
Channels for High-Pressure
Coolant Carrying Negative
Triangular Inserts

e
- Bar Max

Right-hand shown

Designation H HF B LF LH WF OAW GAMP GAMF Insert
PTGNR/L 2020K-16X-JHP 20.0 20.0 20.0 125.00 20.0 25.00 31.70 -6.0 -6.0 TNGA 1604
PTGNR/L 2525M-16X-JHP 25.0 25.0 25.0 150.00 20.0 32.00 = -6.0 -6.0 TNGA 1604
Supplied with TTX 3 seat for TNMX 1606.. inserts and TTN 3 seat for TNGA 1604.. inserts ® For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: TNGA (CBN) (169) ® TNGA (PCD) (217) « TNGA -3MT (CBN) (169) ® TNGA MT (CBN) (169) ® TNGA MT (PCD) (217) ® TNGA (CER) (64)

Spare Parts

Designation @ é & / 4

PTGNR/L-X-JHP TTX3 TIN 3 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4

Member IMC Grou

o
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HEL §§ Uiind

PTGNR/L-X-JHP-MC
Tools with Bottom Inlets for
High-Pressure Coolant
Carrying TNMX and TNGA
Triangular Inserts

& |l
- Bar Max

Frontal coolant
on/off screw

Frontal coolant hole

Right-hand shown

H HF B LF LH L5 WF Insert

PTGNR/L 2020X-16X-JHP-MC 20.0 20.0 20.0 95.00 250 29.00 25.00 TNGA 1604
PTGNR/L 2525X-16X-JHP-MC 25.0 25.0 25.0 110.00 25.0 35.00 32.00 TNGA 1604

e Supplied with TTX 3 seat for TNMX 1606.. inserts and TTN 3 seat for TNGA 1604.. inserts. ® For user guide, see pages 327-328,331-332,335-336
For inserts, see pages: TNGA (CBN) (169) ¢ TNGA (PCD) (217) ® TNGA -3MT (CBN) (169) ® TNGA MT (CBN) (169) ® TNGA MT (PCD) (217)

Spare Parts

N
N

e v ¢ 2 s 5 & s [ &

PTGNR/L-X-JHP-MC TTX3 TIN3 SP3 LR3 SR 117-2014 T-8/5 SR M5X5 DIN913 TL360 PN 3-4 HW 2.5 CU-8-JHP

- P ; B!
STFCRI/L e Y
Screw Lock Tools Carrying l] H
Triangular Inserts with 7° ‘
Clearance Angle for Face Turning e &J B

L‘ 7y

[ LF
Right-hand shown

H HF B LF LH WF  Insert & 7 & /

STFCR/L 1212F-11 12.0 12.0 12.0 80.00 13.0 16.00 TC.. 1102 SR 14-548 T-7/5
STFCR/L 2020K-16 20.0 20.0 20.0 125.00 18.0 25.00 TC..16T3 SR16-236  T-15/5
STFCR/L 2525M-16 25.0 25.0 25.0 150.00 20.0 32.00 TC..16T3 SR16-236  T-16/5 TIC3-2  SRTC3 HW 2.5

For inserts, see pages: TCGT (PCD) (211) « TCGT L (PCD) (211) » TCGT MD/RD (PCD) (212) » TCGW (CBN) (164) » TCGW (PCD) (212)
o TCGW -3MT (CBN) (165) » TCGW L (CBN) (165) » TCGW L (PCD) (213) » TCGW MT (CBN) (165)  TCGW MT (PCD) (213)

ISCAR



y r. .y v Sy VvV
VI Ui
T ' @]
STGCR/L — o
91° Lead Angle Screw Lock P i =
Tools Carrying Triangular Inserts L }
e T/

with 7° Clearance Angle w[ _ 5

| LF [

Right-hand shown

Designation H HF B LF LH WF Insert & ? & /

STGCR/L 1212F-11 120 120 12.0 80.00 13.0 1600  TC.1102 SR14-548  T-7/5

STGCR/L 1616H-11 16.0 16.0 16.0 100.00 130 2000  TC.1102 SR14-548  T7/5

STGCR/L 2020K-16 20.0 20.0 20.0 125.00 18.0 2500  TC.16T3 SR16-236  T-15/5

STGCR/L 2525M-16 25.0 25.0 25.0 150.00 180 3200 TC.16T3 SR16-236  T-15/5  TIC32  SRTC-3  HW25
For inserts, see pages: TCGT (PCD) (211)  TCGT L (PCD) (211) » TCGT MD/RD (PCD) (212) » TCGW (CBN) (164) » TCGW (PCD) (212)
o TCGW -3MT (CBN) (165) » TCGW L (CBN) (165) * TCGW L (PCD) (213) » TCGW MT (CBN) (165) » TCGW MT (PCD) (213)

MOLNRL 120 _ B MR

MULTI-WEDGE Lock
External Tools Carrying
80° Negative Rhombic or ‘ ‘ WF
Trigon or Square Inserts 7
Right-hand shown
Designation H HF B LF LH WF
MULNR/L 2525M-12MW 25.0 25.0 25.0 150.00 35.0 32.00

* The wedge for the WNGA insert is supplied with the holder, order the others separately
For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)
o CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) « CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)

« SNGA (CBN) (160) ® SNGA (PCD) (208) » SNGA 4MT (CBN) (161) « SNGA MT (CBN) (160) * SNGA MT (PCD) (209)  WNGA (CBN) (176)
o WNGA (PCD) (222) » WNGA (CER) (66) » CNGA (CER) (54) * SNGA (CER) (62)
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Toolholder Options

° WNMG
LC WNO8
CNMG (WNM_08_43)

LCRCN12/LCL CN12
(CNM_12_43)

SNMG
LCR SN12/ LCL SN12
(SNM_12_43)

Spare Parts

— S & v & L [ &

MULNR/L 2525M-12MW TCON 423 ZNW 4CM LC WNO8 LCR/L CN12* LCR/L SN12* SR 17-307 SR M4X8 HW 3.0 DK 17-307 SPR 17-307
* Optional, to be ordered separately.

Member IMC Group.
L 4 11 ]




MULTI-WEDGE

C#-MULNR/L-MW
MULTI-WEDGE Tools with
CAMFIX Exchangeable Shanks
Carrying 80° Negative Rhombic
or Trigon or Square Inserts

Right-hand shown

DCONMS WF LF GAMF Insert DCP®

C4 MULNR/L 27050-12MW 40.00 27.00 50.00 6.0 W/C/SNGA 1204.. 1
C5 MULNR/L 35060-12MW 50.00 35.00 60.00 6.0 W/C/SNGA 1204.. 1
C6 MULNR/L-45065-12MW 63.00 45.00 65.00 6.0 W/C/SNGA 1204.. 1

¢ R.H. wedge for R.H. tool, L.H. wedge for L.H. tool

() 1 - Slot for data chip, 0 - Without slot for data chip

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)

o CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
e SNGA (CBN) (160) ®* SNGA (PCD) (208) ® SNGA 4MT (CBN) (161) ® SNGA MT (CBN) (160) ® SNGA MT (PCD) (209) ® WNGA (CBN) (176)

* WNGA (PCD) (222) * WNGA (CER) (66) ®* CNGA (CER) (54) ® SNGA (CER) (62)

Spare Parts

PN e © ¢ (P, O ¢ O

C4 MULNR/L 27050-12MW TCN 423 ZNW 4CMI LC WNO08 HW 3.0 SR 17-307 DK 17-307 SPR 17-307 EZ62
C5 MULNR/L 35060-12MW TCN 423 ZNW 4CMI LC WNO08 HW 3.0 SR 17-307 DK 17-307 SPR 17-307 EZ 83
C6 MULNR/L-45065-12MW TCN 423 ZNW 4CMI LC WNO08 HW 3.0 SR 17-307 DK 17-307 SPR 17-307 EZ 104
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HSK A63WH-MULNR/L-MW
MULTI-WEDGE Toolholders

with HSK Taper Shanks ——_
for 80° Rhombic, Trigon WFL | |DCONMS
b

and Square Inserts

LF — Right-hand shown
DCONMS LF WF GAMF Insert DCP()
HSK A63WH MULNR/L J12MW 63.00 110.00 25.00 -6.0 W/C/SNGA 1204 0

e Complies with ICTM standard (ISO 12164-3) e A cooling tube must be used with all coolant through HSK spindles (should be ordered separately)

* For user guide, see pages 327-328,331-332,335-336

() 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147)  CNGA 4MT (CBN) (146)

¢ CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)e
CNGG (CER) (55)

e SNGA (CBN) (160) ®* SNGA (PCD) (208) ® SNGA 4MT (CBN) (161) ® SNGA MT (CBN) (160) ® SNGA MT (PCD) (209) ® WNGA (CBN) (176)

* WNGA (PCD) (222) * WNGA (CER) (66) ® CNGA (CER) (54) ®* SNGA (CER) (62)

Spare Parts

P e & & o & P @ ¢ 7O

HSK A63WH MULNR/L J12MW TCN423 LCRACN12* LCRASN12* LCWNO8 ZNW4CM SR17-307 HW30 DK17-307 SPR17-307 SRM4X8 EZ104

* Optlonal to be ordered separately

ISCAR




MULTI-WEDGE

HSK A63WH-MULNR-
J12MWX2
MULTI-WEDGE Twin
Toolholders with HSK Taper
Shanks for 80° Rhombic,
Trigon and Square Inserts

Right-hand shown

DCONMS LF WF DMIN Insert DCP
HSK A63WH-MULNR-J12MWX2 63.00 110.00 35.00 72.00 W/C/SNGA 1204 0

e Complies with ICTM standard (ISO 12164-3) ¢ A cooling tube must be used with all coolant through HSK spindles (should be ordered separately).

* For user guide, see pages 327-328,331-332,335-336

() 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: CNGA (CBN) (145) ¢ CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)

o CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146)  CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
* CNGG (CER) (55) ®* SNGA (CBN) (160) ®* SNGA (PCD) (208) ®* SNGA 4MT (CBN) (161) ® SNGA MT (CBN) (160) ® SNGA MT (PCD) (209)

o WNGA (CBN) (176) ® WNGA (PCD) (222) * WNGA (CER) (66) ® CNGA (CER) (54) ®* SNGA (CER) (62)

Spare Parts

=)
g S O ¢ L [
HSK A63WH-MULNR-J12MWX2 TON 423 L.C WN08 ZNW 4CMI DK 17-307 SPR 17-307 SR 17-307 HW 3.0

MULTI-WEDGE

HSK A63WH-MUMNN-MW
MULTI-WEDGE Tools with

HSK Exchangeable Shanks f
Carrying 80° Negative Rhombic } DCONMS
or Trigon or Square Inserts
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50°
LF— Complies with ICTM standard (ISO 12164-3)
DCONMS LF Insert DCPH
[HSK AG3WH MUNNN J12MW | B0 000 WONGA 1204 0

¢ A cooling tube must be used with all coolant through HSK spindles (should be ordered separately). ® For user guide, see pages 327-328,331-332,335-336
() 1 - Slot for data chip, 0 - Without slot for data chip

For inserts, see pages: CNGA (CBN) (145) » CNGA (PCD) (198) » CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147)  GNGA 4MT (CBN) (146)

o CNGA 4MT MM (CBN) (147) » CNGA MT (CBN) (145)  CNGA MT (PCD) (198) » CNGA W-2MT (CBN) (146) » CNGA W-MT (CBN) (146) « CNGA W-MT (PCD) (199)
o SNGA (CBN) (160) ® SNGA (PCD) (208) » SNGA 4MT (CBN) (161) » SNGA MT (CBN) (160) » SNGA MT (PCD) (209) » WNGA (CBN) (176)

o WNGA (PCD) (222) » WNGA (CER) (66) » SNGA (CER) (62)

Spare Parts

© & L [ O S /7
& & o o ¢
EEVGEIGLITIITIFEFTTA (OWNo8  LCRON12® LORSN12® TON423  ZNW4OM  SR17-307 HW30 DK17-807 SPR17-307 EZ83 SRM4X8

*  Optional, to be ordered separately

Member IMC Group.
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Y 7.y v ¥/ _7Y)
DV I Ui FLH.‘
MVJNR/L i+ R 4%
Pin and Clamp Tools Carrying HF H
35° Negative Rhombic Inserts T 1
v i
WF B
v L K Right-hand shown
Designation H HF B LF LH WF Insert
MVJNR/L 2020K-16 20.0 20.0 20.0 125.00 41.0 25.00 VNGA 1604
MVJNR/L 2525M-16 25.0 25.0 25.0 150.00 41.0 32.00 VNGA 1604

For inserts, see pages: VNGA (CBN) (174) ¢ VNGA (PCD) (221)  VNGA 2MT (CBN) (175) » YNGA 2MT MM (CBN) (176) » VNGA 4MT (CBN) (175)
o VNGA 4MT MM (CBN) (176) ® VNGA MT (CBN) (175) » VNGA MT (PCD) (222) » VNGA (CER) (65)

Spare Parts

esignation A g & (@ V'd

4

MVJNR/L IVSN 322 IVSN 323" IYSN 3220 NL 34-L HW 5/32" CL 30-INJ XNS 510

HW 5/64"

* Optional, to be ordered separately
@ Use for VNGA 160412 inserts
) Use for YNMG inserts

NS S mEy IFRAN
Vi U FLH .
MVVNN v 4 ('8
Pin and Clamp Tools Carrying HF H
35° Negative Rhombic Inserts T Y
1 A
WE 5

o=
Li F— [ ¥

H HF B LF LH WF

Insert
MVVNN 2020K-16 20.0 20.0 20.0 125.00 48.0 10.00 VNGA 1604..
MVVNN 2525M-16 25.0 25.0 25.0 150.00 48.0 12.50 VNGA 1604..

For inserts, see pages: VNGA (CBN) (174) e VNGA (PCD) (221) » VNGA 2MT (CBN) (175) » YNGA 2MT MM (CBN) (176) » VNGA 4MT (CBN) (175)
o VNGA 4MT MM (CBN) (176) ® VNGA MT (CBN) (175) » VNGA MT (PCD) (222) * VNGA (CER) (65)

Spare Parts

Designation ﬁ ﬁ @ 9 j /

{

IVSN 322 IVSN 3236~ IYSN 3220 NL 34-L CL 30-INJ XNS 510 HW 5/32"

HW 5/64"

* Optional, to be ordered separately
@ Use for VNGA 160412 inserts
) Use for YNMG inserts

ISCAR
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WP IE .
PVACR/L-S - ' 9
Side Lever Lock Tools Carrying ] 1]
35° Positive Rhombic Inserts WF é B
for Swiss Automatic Machines T T )

m Right-hand shown
Pl - o v e & O )

PVACR/L 0808M-11S 8.0 8.0 8.0 150.00 8.00 VC..1103 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PVACR/L 1010M-11S 10.0 10.0 10.0 150.00 10.20 VC..1103 SLLV-2 SLPI-2PIN SR 10400611 HW 2.0/5
PVACR/L 1212M-11S 12.0 12.0 12.0 150.00 12.20 VC..1103 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PVACR/L 1616M-11S 16.0 16.0 16.0 150.00 16.20 VC..1103 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5
PVACR 2020K-11S 20.0 20.0 20.0 125.00 20.20 VC..1103 SLLV-2 SLP-2PIN SR 10400611 HW 2.0/5

e The clamping screw may by transferred to the opposite side if needed

For inserts, see pages: VCGT (PCD) (219) ¢ VCGT MD/RD (PCD) (220) « VCGW (CBN) (172) ® VCGW (PCD) (220) * VCGW 2MT (CBN) (173)

e VCGW MT (CBN) (173) * VCGW MT (PCD) (221)
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oV I Ui f GAMF; v GAMP

PVACR/L-S-JHP HE o & | ﬁ B ﬁw

Tools with Channels for High L ) '

Pressure Coolant Carrying 35° UNFS/E™24 ypxd

Positive Rhombic Inserts for A d e

Swiss Automatic Machines JTﬁ

Right-hand shown

H HE B LF LH WF HBKW GAMP GAMF Insert
PVACR 1010H-11S-JHP 100 100 10.0 100.00 20.0 10.20 5.80 0.0 00 VC..1103
PVACR/L 1212H-11S-JHP 120 120 12.0 100.00 20.0 12.20 3.80 0.0 00 VC..1103
PVACR/L 1616K-11S-JHP 16.0 16.0 16.0 125.00 20.0 16.20 - 0.0 0.0 VC..1103
PVACR/L 2020K-11S-JHP 20.0 20.0 20.0 125.00 25.0 20.20 - 0.0 00 VC..1103

* For user guide, see pages 327-328,331-332,335-336
For inserts, see pages: VCGT (PCD) (219) ¢ VCGT MD/RD (PCD) (220) « VCGW (CBN) (172)  VCGW (PCD) (220) * VCGW 2MT (CBN) (173)
e VCGW MT (CBN) (173) * VCGW MT (PCD) (221)

Spare Parts

PN ¢ ¢ o 2o > & 8

PVACR 1010H-11S-JHP SR 5/16XUNF-TL-S SLLV-2 SLPI-2PIN SR 10400611 HW 2.0/5 S-CU-JHP-A SET
PVACR/L 1212H-11S-JHP SLLV-2 SLPI-2 PIN SR 10400611 HW 2.0/5 SR 5/16UNF TL360 S-CU-JHP-A SET
PVACR/L 1616K-11S-JHP SLLV-2 SLPI-2PIN SR 10400611 HW 2.0/5 SR 5/16UNF TL360 S-CU-JHP-A SET
PVACR 2020K-11S-JHP SLLV-2 SLPI-2 PIN SR 10400611 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP-A SET

Member IMC Group.
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PVACR/L-S-JHP-MC b F—‘l‘g
Tools with Channels for High '

Pressure Coolant Carrying 35° L

Positive Rhombic Inserts for 1
Swiss Automatic Machines i M

‘ LF Right-hand shown

H B LF LH L5 WF HBKW Insert KAPR®

PVACR/L 1212X-11S-JHP-MC 12.0 12.0 70.00 250 21.00 12.20 3.80 VC..1108 91.0
PVACR/L 1616X-11S-JHP-MC 16.0 16.0 73.00 26.0 16.00 16.20 = VC..1103 91.0

* For user guide, see pages 327-328,331-332,335-336

() Tool cutting edge angle

For inserts, see pages: * VCGT (PCD) (219)  VCGT MD/RD (PCD) (220) * VCGW (CBN) (172) ® VCGW (PCD) (220) ®* VCGW 2MT (CBN) (173)
e VCGW MT (CBN) (173) * VCGW MT (PCD) (221)

Spare Parts

PN 0 - © b4 ® 8

PVACR/L-S-JHP-MC SLLV-2 SLPI-2PIN SR 10400611 HW 2.0/6 SR 5/16UNF TL360 S-CU-JHP-A SET

SVACR/L-S HE H o
91° Lead Angle Screw Lock Iy i
Tools Carrying 35° Diamond [l ]
Inserts with 7° Clearance Angle WE B
ﬂé ‘—LL 3 i
Right-hand shown

SVACR 1010M-11S 10.0 10.0 10.0 150.00 10.15 VC.11.. SR 14-560 T-8/5
SVACR/L 1212K-11S 12.0 12.0 12.0 125.00 12.00 VC.11.. SR 14-560 T-8/5
SVACR 1616K-11S 16.0 16.0 16.0 125.00 16.00 VC.11.. SR 14-560 T-8/5
SVACR/L 1212K-13S 12.0 12.0 12.0 125.00 12.00 VC..13.. SR 14-513 T-8/5
SVACR/L 1616K-13S 16.0 16.0 16.0 125.00 16.00 VC..18.. SR 14-513 T-8/5
SVACR/L 2020K-13S 20.0 20.0 20.0 125.00 20.00 VC..13.. SR 14-513 T-8/5

For inserts, see pages: VOGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW MT (CBN) (173)  VCGW MT (PCD) (221)

iSCTURN S
1] ]

SVJCR/L
93° Lead Angle Screw Lock H " ':
Tools Carrying 35° Diamond SVJCR...S '
Inserts with 7° Clearance Angle Z‘ VGF B

) Wy

‘ o Right-hand shown

H HF B LF LH WF et & b

SVJCR/L 0808K-11S (1) 8.0 8.0 8.0 125.00 11.5 8.20 VC.1103 SR 14-560 T-8/5
SVJCR/L 1010K-11S (1) 10.0 10.0 10.0 125.00 22.0 10.20 VC.1103 SR 14-560 T-8/5
SVJCR/L 1212K-11S () 12.0 12.0 12.0 125.00 - 12.20 VC..1103 SR 14-560 T-8/5
SVJCR/L 1616K-11 16.0 16.0 16.0 125.00 25.0 20.00 VC.1103 SR 14-560 T-8/5
SVJCR/L 2020K-11 200 20.0 20.0 125.00 30.0 25,00 VC.1103 SR 14-560 T-8/5
SVJCR/L 2525M-11 25.0 25.0 25.0 150.00 30.0 32.00 VC..1103 SR 14-560 T-8/5
SVJCR/L 2020K-16 200 20.0 200 125.00 300 25.00 VC.1604 SR16-236P  T-15/5 TVC 31 SRTC-3
SVJCR/L 2525M-16 25.0 25.0 25.0 150.00 300 32.00 VC.1604 SR16-236P  T-15/5 TVC 31 SRTC-3

) For Swiss-type machines

For inserts, see pages: * VOGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) ® VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

ISCAR



1907 Ui

SVJCR/L-16-JHP

Screw Lock Tools with Channels
for High-Pressure Coolant
Carrying 35° Rhombic Inserts
with 7° Clearance Angle " 8° rotation adjustment)

Bar Max

H B HF LF LH WF KAPR® GAMP GAMF Insert
SVJCR/L 2525M-16-JHP 25.0 25.0 25.0 150.00 42.0 32.00 93.0 0.0 0.0 VCGT 1604

* For user guide, see pages 327-328,331-332,335-336

() Tool cutting edge angle

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) ® VCGW 2MT (CBN) (173)
e VCGW 2MT MM (CBN) (174) ® VCGW MT (CBN) (173) ® VCGW MT (PCD) (221)

Spare Parts

\g
g SF »  J Iy [ )
| SVUCR/L 2525M-16-JHP  [IIRICER SRTC-3 SR 16-236 P CU-V-JHP TVC 3-046756 T-15/5 HW 2.5 T-8/5

* Optlonal to be ordered separately
@ Rhombic seat for inserts with radius 1.2, should be ordered separately

Vi

SVJCR/L-PAD-JHP
Screw Lock Adapter with
High-Pressure Coolant Mounts
35° Diamond Inserts with

a 7° Clearance Angle

HF OAL OAH WF WB2  Insert CNT ? @ ®

SVJCR/L-11-PAD-JHP 24.0 52.80 33.00 15.00 10.0 VC.. 1103 M4 T-8/5 SR M4X4 DIN913 TL360 SR 14-560
For inserts, see pages: * VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
e VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

Mwu GR'.; ‘47 OAL—
HOLDER: MAHPL

SVJCR-PAD . ... HOLDER:MAHR T @ 7
93° Lead Angle Screw Lock 1 HE OAH
Adapters Carrying 35° Diamond | & k¥ T 7 l @
Inserts with 7° Clearance Angle | e assembly hO'der ik 5’ N

””””” WF _WB_2

o b WR(Assembly)=WF(Holder)+WF

HF OAH OAL WF WB 2 Insert @ ?
240 280 42.00 7.50 5.2 VC.. 1103 SR 14-560 T-8/5

¢ WF(assembly) = WF(holder) + WF

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW MT (CBN) (173)  VCGW MT (PCD) (221)

Member IMC Gro
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SVPCR/L-S v Il
117° Lead Angle Screw Lock
Tools Carrying 35° Diamond

Inserts with 7° Clearance Angle V\}F

<—LH4>‘

> @ e Tl

17.5

Right-hand shown

P - s v v e S

SVPCR/L 1212K-11S 12.0 12.0 12.0 125.00 19.0 12.20 VC..1103 SR 14-560 T-8/5
SVPCR/L 1616K-11S 16.0 16.0 16.0 125.00 - 16.20 VC..1103 SR 14-560 T-8/5

For inserts, see pages: VOGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

ISOT VRN
ey PR
SVVCN r ! BN
72.5° Lead Angle Screw Lock HL?” "H
Tools Carrying 35° Diamond A :
Inserts with 7° Clearance Angle v? B
! LF i
Y A
SVVCN 0808K-11S (1) 8.0 8.0 8.0 125.00 ° 4.30 VC..1103 SR 14-560 T-8/5
SVVCN 1010K-11S (1 10.0 10.0 10.0 125.00 ° 5.30 VC..1103 SR 14-560 T-8/5
SVVCN 1212K-11S (1) 12.0 12.0 12.0 125.00 - 6.30 VC..1103 SR 14-560 T-8/5
SVVCN 1616K-11S (1 16.0 16.0 16.0 125.00 - 8.30 VC..1103 SR 14-560 T-8/5
SVVCN 2020K-16 20.0 20.0 20.0 125.00 34.0 10.00 VC..1604 SR 16-236 P T-15/5 TVC 3-1 SRTC-3
SVVCN 2525M-16 25.0 25.0 25.0 150.00 38.1 12.50 VC..1604 SR 16-236 P T-15/5 TVC 3-1 SR TC-3

() For Swiss-type machines

For inserts, see pages: VOGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) ® VCGW MT (CBN) (173) » VCGW MT (PCD) (221)
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SVXCR/L - H:'ﬂ E i 1
112° Lead Angle Screw Lock I I
Tools Carrying 35° Diamond 1]
Inserts with 7° Clearance Angle VCF B

LkiLF% !

Right-hand shown

P - - v v e P& P

SVXCR/L 2020K-16 20.0 20.0 20.0 125.00 25.0 25.00 VC..1604 TVC 3-1 SRTC-3 HW25 SR 16-236 P
SVXCR/L 2525M-16 25.0 25.0 25.0 150.00 30.0 32.00 VC..1604 TVC 3-1 SRTC-3 HW25 SR 16-236 P

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) ® VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

YA X1S
NEOYSiiiss , A
Y-SVJCR-S AW E
Y-Axis Screw Lock Integral ! 5"
Tools Carrying 7° Clearance T
35° Rhombic Inserts for OAH i o
Swiss-Type Machines [ §
fe— LH—| LF *M

« s e om ow  w e S S

Y-SVJCR 1212K-11S 12.0 12.0 125.00 21.0 20.00 16.00 0.00 VCGT 1103.. T-7/5 S0 250651
Y-SVJCR 1616K-11S 16.0 16.0 125.00 21.0 20.00 16.00 0.00 VCGT 1103.. T-7/5 S0 250651

For inserts, see pages: * VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

ISCAR




NEOYSiiss

¥

= - %
Y-SVJCR-S-JHP N . 140
Y-Axis Screw Lock JETCUT UNF 5/16
Integral Tools Carrying 7°
Clearance 35° Rhombic Inserts f“@ oz
for Swiss-Type Machines S0
' [ v e

H B LF LH OAH OAW WF  Insert ? / @ &@ ﬁ
PR GEER G 120 120 12500 210 2550 1600 000 VCGT1103.  T7/6  HW5/32" SR5/16UNFTL30 S-CU-JHP-ASET SO 250651

160 160 12500 210 2550 1600 000 VCGT1103.  T7/5  HW5/32" SR5M6UNFTL360 S-CU-JHP-ASET SO 250851

For inserts, see pages: * VCGT (PCD) (219) « VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) * VCGW 2MT (CBN) (173)

« VCGW MT (CBN) (173) * VCGW MT (PCD) (221)

ISOTURN
C#-SVJCR/L

Screw Lock Tools with
CAMFIX Exchangeable Shanks
Carrying 35° Rhombic Inserts
with 7° Clearance Angle

Right-hand shown

DCONMS WF  LF  Inset CP@ DCPO) & [/ & y S

C4 SVJCR/L-27050-11 40.00 27.00 50.00  VC.. 1103 70 1 SR 14-560/S M2.5X0.45  T-8/5 EZ 83
C4 SVJCR/L-27050-16 40.00 27.00 50.00  VC.. 1604 70 1 TVC 3-1 SRTC-3 HW 2.5 SR 16-236 P T-15/5 EZ 83
C5 SVJCR-35060-11 50.00 35.00 60.00  VC.. 1103 70 1 SR 14-560/S M2.5X0.45  T-8/5 EZ 104
1
1

C5 SVJCR/L-35060-16 50.00 35.00 60.00  VC.. 1604 70 TVC 3-1 SR TC-3 HW 2.5 SR 16-236 P T-15/5 EZ 104
C6 SVJCR/L-45065-16 63.00 45.00 6500  VC.. 1604 70 TVC 3-1 SRTC-3 HW 2.5 SR 16-236 P T-15/5 EZ 125
() 1 - Slot for data chip, 0 - Without slot for data chip
(2 Coolant pressure (Bar)
For inserts, see pages: VCGT (PCD) (219) ¢ VCGT MD/RD (PCD) (220) « VCGW (CBN) (172) « VCGW (PCD) (220) * VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) ¢ VCGW MT (CBN) (173) ¢ VCGW MT (PCD) (221)
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Ci#-SVJCR/L-JHP

Screw Lock Tools with
CAMFIX Exchangeable Shanks
Carrying 35° Rhombic Inserts
with 7° Clearance Angle

£30 0
Bar Max

DCONMS WF LF GAMF ECA L3 Insert CP) DCP®
C3 SVJCL 22040-11-JHP 32.00 22.00 40.00 0.0 55.0 - VCGT 1103 300 0
C3 SVJCR-22040-11-JHP 32.00 22.00 40.00 0.0 55.0 - VCGT 1103 300 0
C4 SVJCR/L-27055-16-JHP 40.00 27.00 55.00 0.0 55.0 - VCGT 1604 300 1
C5 SVJCR/L-35060-16-JHP 50.00 35.00 60.00 0.0 55.0 = VCGT 1604 300 1
C6 SVJCR-45065-16-JHP 63.00 45.00 65.00 0.0 70.0 16.80 VCGT 1604 300 1

* For user guide, see pages 327-328,331-332,335-336

() Coolant pressure (Bar)

() 1 - Slot for data chip, O - Without slot for data chip

For inserts, see pages: VCGT (PCD) (219) ¢ VCGT MD/RD (PCD) (220) « VCGW (CBN) (172)  VCGW (PCD) (220) * VCGW 2MT (CBN) (173)

o VCGW 2MT MM (CBN) (174) » VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

Spare Parts

& I H& By /[
C3 SVJCR-22040-11-JHP SR 14-560 CH-1.9D-JHP T-8/5
C4 SVJCR/L-27055-16-JHP TVC 3-1 SRTC-3 T-15/5 SR 16-236 P CU-V-JHP T-8/5 HW 2.5
C5 SVJCR/L-35060-16-JHP TVC 3-1 SRTC-3 T-15/5 SR 16-236 P CU-V-JHP T-8/5 HW 2.5
C6 SVJCR-45065-16-JHP TVC 3-1 SRTC-3 T-15/5 SR 16-236 P CU-V-JHP T-8/5 HW 2.5

Member IMC Group
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C#-SVVCN

Screw Lock Tools with

CAMFIX Exchangeable Shanks !
Carrying 35° Rhombic Inserts _;.,._,._;_3 DCONMS
with 7° Clearance Angle ;
LF —l
DCONMS LF Insert cP@ DCP() ﬁ & / & ? ®
C4 SVVCN-00050-16 40.00 40.00 VC.. 1604 70 1 TVC 3-1 SRTC-3 HW25 SR16-236 P T-15/5 EZ 83
C5 SVVCN-00060-16 50.00 50.00 VC.. 1604 70 1 TVC 3-1 SR TC-3 HW25 SR 16-236 P T-15/5 EZ 125

() 1 - Slot for data chip, 0 - Without slot for data chip

(2 Coolant pressure (Bar)

For inserts, see pages: VCGT (PCD) (219) « VCGT MD/RD (PCD) (220) ® VCGW (CBN) (172) « VCGW (PCD) (220) * VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) » VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

R

1907 Ui »
HSK A63WH-SVJCR/L ﬁ

Tools with HSK Exchangeable
Tapered Shanks Carrying Positive

LLJLM

35° Inserts for Mounting at vy DCONMS
15° on Turn-Mill Machines WF 20 3
LE LF— Right-hand shown
&
DCONMS LF WF Insert DCP) / & 7 ®
HSK A63WH-SVJCR/L-J16 63.00 110.00 25.00 VC.. 1604 0 TVC 3-1 SRTC-3 HW25 SR 16-236 P T-15/5 EZ 104

e Complies with ICTM standard (ISO 12164-3). ® A cooling tube must be used with all coolant through HSK spindles (should be ordered separately).
® For user guide, see pages 327-328,331-332,335-336

) 1 - Slot for data chip, 0 - Without slot for data chip

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) * VCGW (CBN) (172) « VCGW (PCD) (220) ® VCGW 2MT (CBN) (173)

e VCGW 2MT MM (CBN) (174)  VCGW MT (CBN) (173) ® VCGW MT (PCD) (221)

NEOSWISS
NQCH-SVACR/L-S-JHP

B 5"

Screw Lock JETCUT Modular
Heads Carrying 35° Rhombic
Inserts with 7° Clearance Angle

Right hand tool shown

Y

NQCH12-SVACR/L-11S-JHP 12.15 12.0 20.0 28.80 20.15 VC.. 1103.. SR 14-560 T-8/5
NQCH16-SVACR/L-11S-JHP 16.15 16.0 20.0 28.80 20.15 VC.. 1103.. SR 14-560 T-8/5

For inserts, see pages: * VOGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW MT (CBN) (173)  VCGW MT (PCD) (221)

NEOSWISS

NQCH-Y-SVJCR-S-JHP

e r
| % e S

I~ oaw]

Y-Axis Screw Lock JETCUT
Modular Heads Carrying 35°
Rhombic Inserts with 7° Clearance
Angle for Swiss-Type Machines

Right hand tool shown

W e w o ow  ow  me &

NQCH12 VJCR-11S-JHP 12.15 12.2 20.0 34.30 20.15 21.90 VC.. 1103 SR 14-560 T-8/5
NQCH16-Y-SVJCR-11S-JHP 16.15 16.2 20.0 34.30 20.15 21.10 VC.. 1103 SR 14-560 T-8/5

® For user guide, see pages 327-328,331-332,335-336

For inserts, see pages: * VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172)  VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

ISCAR
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DWLNR/L r '
External 95° Lead Tools Carrying HF | H
Negative WNGA Trigon Inserts i :
V\’F B
i LF L
Right-hand shown
H HE B LF LH WF Insert
DWLNR/L 1616H-06 16.0 16.0 16.0 100.00 26.0 16.00 WNGA 0604
DWLNR/L 2020K-06 20.0 20.0 20.0 125.00 26.0 25.00 WNGA 0604
DWLNR/L 2525M-06 25.0 25,0 25.0 150.00 24.0 32.00 WNGA 0604
DWLNR/L 2020K-08 20.0 200 20.0 125.00 35.0 25.00 WNGA 0804
DWLNR/L 2525M-08 25.0 25.0 25.0 150.00 35.0 32.00 WNGA 0804
DWLNR/L 3232P-08 32.0 32.0 32.0 170.00 35.0 40.00 WNGA 0804
For inserts, see pages: WNGA (CBN) (176) » WNGA (PCD) (222) « WNGA (CER) (66)
Spare Parts
&S @B L e Y [
DWLNR/L 1616H-06 RWT 322 RWT 3-2@* SR 400901 LCGR-3 SR RC3 KSP 3 HW 2.5
DWLNR/L 2020K-06 RWT 322 RWT 3-26 SR 400901 LCGR-3 SR RC3 KSP 3 HW 2.5
DWLNR/L 2525M-06 RWT 322 RWT 3-2@* SR 400901 LCGR-3 SR RC3 KSP 3 HW 2.5
DWLNR/L 2020K-08 RWT 443 RWT 443-TNMb TWH 46 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DWLNR/L 2525M-08 RWT 443 RWT 443-TNM®b) TWH 40 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5
DWLNR/L 3232P-08 RWT 443 RWT 443-TNMb TWH 400 SR 14-506 M4X0.7 LCGR-4 SR 10400270-25.5 T-15/5

* Optional, to be ordered separately

@ RWT 3-2 seat, for WNGA 06T3 insert

() RWT 443-TNM seat, for WNGA 0804...-TNM insert
©) TWH 4 seat, for WNMX 0807... insert

JET] IRN

RIGID CLAMP

DWLNR/L-JHP-MC
Rigid Clamp Tools with Channels

for High-Pressure Coolant

Carrying 80° Trigon Inserts

&-1 40
Bar Max

| Designation I H HF

GAMF MIID®
DWLNR/L 2020X-08-JHP-MC 20.0 20.0 20.0 106.00 36.0 25.00 6.0 6.0 WNGA 0804
DWLNR/L 2525X-08-JHP-MC 25.0 25.0 25.0 121.00 36.0 32.00 6.0 6.0 WNGA 0804

() Master insert identification
For inserts, see pages: WNGA (CBN) (176) ® WNGA (CER) (66) ® WNGA (PCD) (222)

Spare Parts

P 0 o o ¢

©

%

DWLNR/

* Optional, to be ordered separately

@ For WNGA 08... inserts

) For WNMX 08... inserts

(©) For WNGA 08...-TNM inserts

@ Recommended tightening torque 4Nm for R-Clamp Screw

X-08-JHP-MC RWT 4430 TWH 407 RWT 443-TNM LCGR/L-4JC SETA SR 14-506 M4X0.7 PLG G1/8 TL360 OR 4X3 NBR70
DWLNR/L 2525X-08-JHP-MC RWT 4430 TWH 40+ RWT 443-TNM(e* LCGR/L-4JC SET@ SR 14-506 M4X0.7 PLG G1/8 TL360 OR 4X3 NBR70
—— e
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by ISUTURIN L LH =+ .
57 MWLNR/L-W o E
D Top Wedge Lock External T
Tools Carrying Tri Insert
Z rying Trigon Inserts [ —
e ﬁ| B wr @
— L
| [ LF } v
MWLNR..-W MWLNR..-06SW Right-hand shown
- i i 5 G o W =
U MWLNR/L 1616H-06SW 16.0 16.0 16.0 100.00 230 16.00 WNGA 06T3
D_ MWLNR/L 2020K-06W 20.0 20.0 20.0 125.00 25.0 25.00 WNGA 06T3
MWLNR/L 2525M-06W 25.0 25.0 25.0 150.00 25.0 32.00 WNGA 06T3
05 MWLNR/L 2020K-08W 20.0 200 20.0 125.00 30.0 25.00 WNGA 0804
MWLNR/L 2525M-08W 25.0 25.0 25.0 150.00 30.0 32.00 WNGA 0804
Z MWLNR/L 3232P-08W 32.0 32.0 32.0 170.00 35.0 40.00 WNGA 0804
m For inserts, see pages: WNGA (CBN) (176)  WNGA (PCD) (222) » WNGA (CER) (66)
@ Spare Parts
Q) /
= & /
fu— MWLNR/L 1616H-06SW IWSN 322W [WSN 3-2We* ZNW 3W SR 14-564 LC 250 SET 1 HW 2.5
Z MWLNR/L 2020K-06W IWSN 322w IWSN 3-2We) ZNW 3W SR 14-564 LC 250 SET 1 HW 2.5
m MWLNR/L 2525M-06W IWSN 322W IWSN 3-2We* ZNW 3W SR 14-564 LC 250 SET 1 HW 2.5
MWLNR/L 2020K-08W IWSN 433 IWSN 433Mbr* ZNW 4W SR M4X8 LC 252 SET 1 HW 3.0
D MWLNR/L 2525M-08W [WSN 433 IWSN 433M0)* ZNW 4W SR M4Xx8 LC 252 SET 1 HW 3.0
I— MWLNR/L 3232P-08W IWSN 433 IWSN 433M®* ZNW 4W SR M4X8 LC 252 SET 1 HW 3.0
* Optional, to be ordered separately
m @ Use IWSN 3-2W optional seat for WNGA 0604.. inserts
O ®) Jse IWSN 433M optional seat for WNGA 0804..-TNM inserts
L
—
O Y 7.y ¥/ 7V
I— oV I VRN v ;
PWLNR/L i ﬁ K PWLNR-S
Lever Lock External — "~ @U/J
Turning Tools Carrying 80° i . Y | . ‘
Negative Trigon Inserts WF .‘] B e LF
~H e LF !
Right-hand shown
H HF B LF LH WF Insert
PWLNR/L 1616H-06 16.0 16.0 16.0 100.00 16.0 20.00 WN..06T3
PWLNR/L 1616H-06S (1) 16.0 16.0 16.0 100.00 20.3 16.00 WN..06T3
PWLNR/L 2020K-06 20.0 200 20.0 125.00 20.0 25.00 WN..06T3
PWLNR/L 2525M-06 25.0 25.0 25.0 150.00 20.0 32.00 WN..06T3
PWLNR/L 2020K-08 20.0 20.0 20.0 125.00 19.0 25.00 WN..0804
PWLNR/L 2525M-08 25.0 25.0 25.0 150.00 205 32.00 WN..0804
PWLNR/L 3232P-08 32.0 32.0 32.0 170.00 19.0 40.00 WN..0804
() Can be used on automatics
For inserts, see pages: WNGA (CBN) (176) » WNGA (PCD) (222)» WNGA (CER) (66)
Spare Parts
@ / > / o
PWLNR/L 1616H-06 TWN 322 SP3 PN 3-4 HW 2.5/5 SR 117-2014 LR3
PWLNR/L 1616H-06S TWN 322 SP3 PN 3-4 HW 2.5/5 SR 117-2014 LR3
PWLNR/L 2020K-06 TWN 322 SP3 PN 3-4 HW 2.5/5 SR 117-2014 LR3
PWLNR/L 2525M-06 TWN 322 SP3 PN 3-4 HW 2.5/5 SR 117-2014 LR3
PWLNR/L 2020K-08 TWN 423 SP4 PN 3-4 HW 3.0 SR 117-2010 LR 4
PWLNR/L 2525M-08 TWN 423 SP4 PN 3-4 HW 3.0 SR 117-2010 LR4
PWLNR/L 3232P-08 TWN 423 SP4 PN 3-4 HW 3.0 SR 117-2010 LR 4

ISCAR




Yy r. y v /¥’ 7V}
1907 Ui - LH
CAM B s r
300

PWLNR/L-08-JHP il
HE gh
for High-Pressure Coolant 3 ! Vo LGises
Carrying Trigon Inserts g

-7“ 4\0 Central coolant direction v:\i@
KAPR LF

Lever Lock Tools with Channels

Frontal coolant
on/off screw

»UJ<>JI<

8° rotation adjustment

Frontal coolant hole

H HF B LF LH WF GAMF Insert

PWLNR/L 2525M-08-JHP 25.0 25.0 25.0 150.00 33.0 32.00 -6.0 WNGA 0804..
32.0 32.0 32.0 170.00 33.0 40.00 -6.0 WNGA 0804
e For user guide, see pages 327-328,331-332,335-336
For inserts, see pages: WNGA (CBN) (176) ® WNGA (PCD) (222) ¢ WNGA (CER) (66)

L
1
Spare Parts %
§ }'
® s 4 ¢ B [ O
TWN 423 SP 4 PN 3-4 R4 SR117-2010 SR M4X4 DIN913 TL360 CU-CW-JHP HW20  HW30  T85 w
W’ L ¥/ _ TV}
=l § ORIV P \ |_
PWLNR/L-X HF ﬁr] |+ a4
Lever Lock External Turning I i
Tools Carrying HELITURN LD : ! @)
i WF 4
WNMX or WNGA Trigon Inserts L,1 Q 5 LL
tF Right-hand shown (il)
H HF B LF LH WF Insert @)
PWLNR/L 2020K-06X (1) 200 200 200 125.00 250 25.00 WNMX 0606, WNGA 0604
PWLNR/L 2525M-06X (1) 25.0 25.0 250 15000 250 32.00 WX 0606, WNGA 0604 O
PWLNR/L 2020K-08X (2 200 200 200 125,00 300 25,00 WNMX 0807, WNGA 0804 —
PWLNR/L 2525M-08X (2 250 250 25.0 150.00 300 32.00 WNMX 0807, WNGA 0804
PWLNR 3232P-08X (2 320 320 320 17000 300 40.00 WNMX 0807, WNGA 0804

() Supplied with TWX 3 seat for WNMX 0606.. inserts and TWN 3 seat for WNGA 0604.. inserts.
(@ Supplied with TWX 4 seat for WNMX 0807.. inserts and TWN 443 seat for WNGA 0804.. inserts.

For inserts, see pages: WWNGA (CBN) (176) ¢ WNGA (PCD) (222) « WNGA (CER) (66)

WNMX 0606...
WNMG 0804... '
TWN3
TWN 443

Spare Parts

e - ° o . s ([ s 2

PWLNR/L 2020K-06X TWX 3 TWN 3 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4

PWLNR/L 2525M-06X TWX 3 TWN 3 SP3 LR3 SR 117-2014 HW 2.5 PN 3-4

PWLNR/L 2020K-08X TWX 4 TWN 443 SP4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L LR 4DHTL (MR INJ)*

PWLNR/L 2525M-08X TWX 4 TWN 443 SP4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L LR 4DHTL (MR INJ)*

PWLNR 3232P-08X TWX 4 TWN 443 SP4 LR 4DH SR 117-2010 HW 3.0 PN 3-4L LR 4DHTL (MR INJ)*
* Optional, to be ordered separately

Member IMC Group.
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HELiToRN
s

Frontal ﬁ groMaox

coolant hole

PWLNR/L-X-JHP

Lever Lock Tools with Channels
for High-Pressure Coolant
Carrying HELITURN LD WNMX
or WNGA Trigon Inserts

4o G 1/8"-28

— T/
-&“\40 Central coolant direction WF

8° rotation adjustment v

dolkd le

Fwntﬁal coolant Internal coolant for
ON/Olt screw PWLNR/L... 06X

LF.

Designation H HF B LF LH WF GAMF KAPR® Insert

PWLNR/L 2020K-06X-JHP (1) 20.0 20.0 20.0 126.00 25.0 25.00 -6.0 95.0 WNMX 0606, WNGA 0604
PWLNR/L 2525M-06X-JHP (1 25.0 25.0 25.0 150.00 25.0 32.00 -6.0 95.0 WNMX 0606, WNGA 0604
PWLNR/L 2525M-08X-JHP (2 25.0 25.0 250 150.00 33.0 32.00 6.0 95.0 WNMX 0807, WNGA 0804
PWLNR/L 3232P-08X-JHP (2 32.0 32.0 32.0 170.00 33.0 40.00 -6.0 95.0 WNMX 0807, WNGA 0804

e For user guide, see pages 327-328,331-332,335-336

() Supplied with TWX 3 seat for WNMX 0606.. inserts and TWN 3 seat for WNGA 0604.. inserts.
) Supplied with TWX 4 seat for WNMX 0807.. inserts and TWN 443 seat for WNGA 0804.. inserts.
@) Tool cutting edge angle

For inserts, see pages: WNGA (CBN) (176) » WNGA (PCD) (222) « WNGA (CER) (66)

WNMX 0606...
WNMG 0604... h WNMX 0807...
WNMG 0804... - :

; TWX 3
CU-CW-JHP M;. < TWX 4
Screw: SR M3 TWN 443

' ‘ Screw: M3
’Nozzle: NZ-CW-JHP

Housing: UNH-JHP

© O-Ring: OR 6.4x0.9N

Spare Parts

— @@é@é S S B L L @

PWLNR/L 2020K-06X-JHP TWN3 SP3 LR3 SR117-2014 PN3-4 HW 2.5
PWLNR/L 2525M-06X-JHP TWX 3 TWN3 SP3 LR3 SR117-2014 PN3-4 HW 2.5
AR TR AP B L) G L LS TWX 4 TWN 443 SP4 LR4DH SR 117-2010 PN3-4L CU-CW-JHP T-8/5 LR4DHTL (MRINJ* HW20 HW3.0 SRM4X4 DIN913 TL360
BT B PR B E) C B TWX 4 TWN 443 SP4  LR4DH SR 117-2010 PN3-4L  CU-CW-JHP  T-8/56 LR4DHTL (MRINJ® HW20 HW3.0 SR M4X4 DIN913 TL36O

* Optional, to be ordered separately

ISCAR



HELiTURN -1

95°)

PWLNR/L-X-JHP-MC k= ! =t @’2
Lever Lock Tools with Bottom T
Inlets for High-Pressure Coolant 40 J i
Channels Carrying HELITURN LD \/4‘\40 Central coolant direction W‘? B e hole
WNMX and WNGA Trigon Inserts \_(8° rotation adjustment) v i

Frontal coolant

on/off screw
H HF B LF LH L5 WF Insert

PWLNR/L 2020X-06X-JHP-MC (1) 20.0 20.0 20.0 97.00 27.0 29.00 25.00 WNMX 0606, WNGA 0604
PWLNR/L 2525X-06X-JHP-MC (1) 25.0 25.0 25.0 118.00 33.0 35.00 32.00 WNMX 0606, WNGA 0604
PWLNR/L 2020X-08X-JHP-MC (2 20.0 20.0 20.0 97.00 27.0 29.00 25.00 WNMX 0807, WNGA 0804
PWLNR/L 2525X-08X-JHP-MC (2 25.0 25.0 25.0 118.00 33.0 35.00 32.00 WNMX 0807, WNGA 0804

® For user guide, see pages 327-328,331-332,335-336

() Supplied with TWX 3 seat for WNMX 0606.. inserts and TWN 3 seat for WNGA 0604.. inserts.

(@ Supplied with TWX 4 seat for WNMX 0807.. inserts and TWN 443 seat for WNGA 0804.. inserts.

For inserts, see pages: WNGA (CBN) (176) « WNGA (PCD) (222) « WNGA (CER) (66)

Spare Parts

e o s B & [ d

ARV 8P DL €0 €8 [RH (o8 TWX3 TWN3 SP3 LR3 SR117-2014 PN3-4 HW25 CU-CW-JHP T-8/6 SR M5X5 DIN913 TL360

VRN VIRPEPEy €O L R (o8 TWX3  TWN3  SP3  LR3  SR117-2014 PN3-4 HW25 CU-CW-JHP T-8/56 SR M5X5 DIN913 TL360

AR VISP Lo L) €y €8 L [RH (o8 TWX 4 TWN 443 SP4 LR4DH SR117-2010 PN3-4L HW 25 CU-CW-JHP T-8/6 SR M5X5DIN913 TL360 HW 3.0 LR 4DHTL (MR INJ)*

AV VISP dsy €y € EH (o8 TWX 4 TWN 443 SP4 LR4DH SR 117-2010 PN3-4L HW 2.5 CU-CW-JHP T-8/56 SRM5X5DIN913 TL360 HW 3.0 LR 4DHTL (MR INJ)*
*  Optional, to be ordered separately
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C#-PWLNR/L-08-JHP ¥
Lever Lock Tools with CAMFIX | 0

—
Exchangeable Shanks and P ECA 3 f

95°|
2
15“2

4
. N -
Channels for High-Pressure 4o~ Central coolant direction —

Coolant Carrying Trigon Inserts Slrotationladiisiment wF 3

e | F— Right-hand shown

DCONMS WF OHN® L3 ECA GAMF Insert CP@ DCP®
C6 PWLNR/L-45065-08-JHP 63.00 45,00 65.00 37.00 55.0 -6.0 WNGA 08.. 300 1

* For user guide, see pages 327-328,331-332,335-336
() Minimum overhang

(2 Goolant pressure (Bar)

@) 1 - Slot for data chip, 0 - Without slot for data chip

For inserts, see pages: WNGA (CBN) (176) ® WNGA (PCD) (222) « WNGA (CER) (66)

Spare Parts

e o 2 s P s B S

06 PWLNR/L-45065-08-JHP TWN 423 SP 4 LR4 SR 117-2010 T-8/5 PN 3-4 CU-CW-JHP HW 3.0 LR 4DHTL (MR INJ)*

* Optlonal to be ordered separately

Member IMC Group
L 4 11 ]
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Internal Tools

y .y v ¥/ VvV
VI VRN e j DMIN . -
S-DCLNR/L 45‘ f 25
R-Clamp Boring Bars Carrying ' HfB N
Negative 80° Diamond Inserts CONMS
WF ) — 1
Vo IDRED = | H
Right-hand shown

DCONMS LF LDRED H HFB WF DMIN HF Insert

S25R DCLNR-12 25.00 200.00 45.0 23.0 12.3 17.00 36.00 08 CNGA 1204..

S$32T DCLNR/L-12 32.00 300.00 45.0 28.0 15.8 22.00 40.00 1.8 CNGA 1204..

S40U DCLNR/L-12 40.00 350.00 55.0 36.0 19.8 27.00 48.00 1.8 CNGA 1204..

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) » CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)
o CNGA 4MT MM (CBN) (147) » CNGA MT (CBN) (145) « CNGA MT (PCD) (198) » CNGA W-2MT (CBN) (146) » CNGA W-MT (CBN) (146) « CNGA W-MT (PCD) (199)
» CNGG (CER) (55) » CNGA (CER) (54)

Spare Parts

e o a o/ 2

S-DCLNR/L R®\¥rx SP 4 LCGR-4 SR 10400270-25.5  T-15/5

IS0T Unin . —DMIN~ -
A/S-PCLNR/L Vo @ E
Lever Lock Boring Bars Carrying H';B J
Negative 80° Rhombic Inserts ) = H -
(S D —— |
LDRED LF DCONMS
Right-hand shown
DCONMS LF LDRED H HFB WF HF cspi) DMIN Insert
A25R PCLNR/L-12 25,00 20000 400 23.0 115 17.00 00 1 3200  CNGA1204.
$25S PCLNR/L-12 25,00 250,00 480 23.0 115 17.00 0.0 0 3200  CNGA1204.
A32T PCLNR/L-12 32.00 300.00 450 30.0 145 22,00 -05 1 4000  CNGA1204.
$32T PCLNR/L-12 32.00 30000 51.0 30.0 145 22.00 -05 0 4000  CNGA1204.
$40U PCLNR/L-12 40,00 350,00 51.0 36.0 18.0 27.00 00 0 4900  CNGA 1204.
S50W PCLNR-19 50.00 450,00 70.0 47.0 235 35.00 0.0 0 6300  CNGA1906..

() 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) « CNGA 2MT (CBN) (145) ¢ CNGA 2MT MM (CBN) (147) ® CNGA 4MT (CBN) (146)

e CNGA 4MT MM (CBN) (147) ® CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
« CNGG (CER) (55) » CNGA (CER) (54)

Spare Parts

e v o 2 s 2 P @

A25R PCLNR/L-12 LR 4M SR 117-2011 HW 2.5/5 PL25
$25S PCLNR/L-12 LR 4M SR 117-2011 HW 2.5/5

A32T PCLNR/L-12 TCN 423 SP 4 PN 3-4 LR4 SR 117-2010 HW 2.0 HW 3.0 PL32
S32T PCLNR/L-12 TCN 423 SP4 PN 3-4 LR4 SR 117-2010 HW 3.0

S40U PCLNR/L-12 TCN 423 SP 4 PN 3-4 LR4 SR 117-2010 HW 3.0

S50W PCLNR-19 TCN 63 SP 66 LR 6 SR 10402352 HW 4.0

ISCAR
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A/S-PCLNR/L-X/G v ) @
Lever Lock Boring Bars Carrying HEB ‘ =
Negative CNMX/CNGA 80° H
Rhombic Inserts LI o — |
WF
Ai‘ LDREDL DCONMS
| LF Right-hand shown
DCONMS LF LDRED H HFB WF DMIN CSP® Insert
A16M PCLNR/L-09G (1 16.00 150.00 30.0 15.0 7.5 11.00 21.00 1 CNGA 0904..
A20Q PCLNR/L-09G () 20.00 180.00 30.0 180 90 13.00 25.00 1 CNGA 0904..
A25R PCLNR/L-09X (@ 25.00 200.00 35.0 23.0 15 17.00 32.00 1 CNMX 0906, CNGA 0904
A32S PCLNR/L-09X (2 32.00 250.00 400 29.0 145 22,00 40.00 1 CNMX 0906, CNGA 0904
A25R PCLNR/L-12X @ 25.00 200.00 51.0 230 11.5 21.00 50.00 1 ONMX 1207, CNGA 1204
A32S PCLNR/L-12X @ 32,00 250.00 51.0 29.0 145 21.00 54.00 1 CNMX 1207, CNGA 1204
S50W PCLNR-16X (4 50.00 450.00 70.0 47,0 235 35.00 63.00 0 CNMX 1607, CNGA 1606

() For CNGA 0904.. inserts only

@) Supplied with TCX 3 seat for CNMX 0906.. inserts and TCN 323 seat for CNGA 0904.. inserts.

©) Supplied with TCX 4 seat for CNMX 1207.. inserts and TCN 443 seat for CNGA 1204.. inserts.

4 Supplied with TCN 53 seat for CNGA 1606.. inserts. Use TCX 5 seat (optional) for CNMX 1607.. inserts.
) 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) « CNGA 2MT (CBN) (145) « CNGA 2MT MM (CBN) (147) « CNGA 4MT (CBN) (146)
o CNGA 4MT MM (CBN) (147) » CNGA MT (CBN) (145)  CNGA MT (PCD) (198) » CNGA W-2MT (CBN) (146) » CNGA W-MT (CBN) (146) « CNGA W-MT (PCD) (199)
» CNGG (CER) (55) » CNGA (CER) (54)
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CNMX 0906..
CNMG 0904.. CNMX 1207..
CNMG 1204.. CNMX 1607.,
CNMG 1606.., «
TCX 3
TCN 323 TCX 4
TCN 443 <« JCX5
TGN 53 R
Spare Parts
® s Hd £ QS S
A16M PCLNR/L-09G R3S SR 117-2009 HW 2.0 PL 16
A20Q PCLNR/L-09G LR3S SR 117-2009 HW 2.0 PL20
A25R PCLNR/L-09X TCX 36 TON 323 SP3 PN 3-4 R3 SR 117-2014 HW 2.5 PL25
A32S PCLNR/L-09X TOX 36 TON 323 sP3 PN 3-4 R3 SR 117-2014 HW 2.5 PL32
A25R PCLNR/L-12X TOX 4 TON 443 SP4 PN 3-4L LR 4DH SR 117-2010 HW 3.0 PL25 LR 4DHTL (MR INJ)*
A32S PCLNR/L-12X TCX 4 TON 443 SP4 PN 3-4L LR 4DH SR 117-2010 HW 3.0 PL32 LR 4DHTL (MR INJ*
S50W PCLNR-16X TOX 5° TON 53 SP5 R5 SRLCS 5 HW 3.0

* Optional, to be ordered separately
@ For CNMX 0906.. (CNMX 34.) inserts

Member IMC Group.




ISOT Uining

HF GAMP DMIN = ’Il'
A/E/S-SCLCR/L '/ B s —— 95
Screw Lock Boring Bars 17& HFB?, — QGAMF

Carrying 80° Rhombic Inserts

with 7° Clearance for 20 mm
Minimum Bore Diameter @_ WW
"—DRED" DCONMS

DCONMS  LF LDRED  WF H HFB HF DMIN  CSP  GAMP  GAMF  Insert
AO4F SCLCR/L-03 400 80.00 80 250 38 19 00 500 1 00 450  CCGT 03x1
AO5F SCLCR/L-03 5.00 80.00 9.0 3.00 48 24 0.0 6.00 1 0.0 -13.0  CCGT 03X1
A06G SCLCR/L-04 6.00 90.00 100 350 58 29 00 7.00 1 00 480  CCGT 04T1
A07G SCLCR/L-04 7.00 90.00 11.0 4.00 6.8 34 0.0 8.00 1 0.0 -11.0  CCGT 04T1
A20R SCLCR/L-09 20,00 200.00 350 1300 180 90 00 25,00 1 00 40 CC.09T3
A25S SCLCR/L-09 25.00 250.00 35.0 17.00 23.0 11.5 00 32.00 1 0.0 -4.0 CC.. 09T3
E04G SCLCR/L-03 4.00 90.00 9.0 2.50 3.8 19 0.0 5.00 1 0.0 -15.0  CCGT 03X1
EO05G SCLCR/L-03 5.00 90.00 10.0 3.00 48 24 0.0 6.00 1 0.0 -13.0  CCGT 03X1
EO6H SCLCR/L-04 6.00 10000 120 350 58 29 00 7.00 1 00 130  CCGT 04T1
EO7H SCLCR/L-04 7.00 100.00 14.0 4.00 6.8 34 0.0 8.00 1 0.0 -11.0  CCGT 04T1
E08K SCLCR/L-06 8.00 12500 - 5.00 76 38 00 1000 1 30 410 CC..0802
E10M SCLCR/L-06 10.00 150.00 - 7.00 9.2 46 0.0 14.00 1 3.0 7.0 CC.. 0602
E12Q SCLCR/L-06 12.00 180.00 = 9.00 11.0 5.5 0.0 16.00 1 0.0 -7.0 CC.. 0602
E16R SCLCR/L-06 16.00 200.00 - 11.00 14.0 7.0 0.0 20.00 1 0.0 -7.0 CC.. 0602
E16R SCLCR/L-09 16.00 200,00 : 1100 150 75 00 20,00 1 00 60  CC.09T3
S08K SCLCR/L-06 8.00 125.00 12.0 5.00 8.0 38 0.0 10.50 0 0.0 -11.0 CC.. 0602
S10L SCLCL-06 1000 14000 200 7.00 9.0 45 00 13.00 0 00 70 CC.0802
S10L SCLCR-06 10.00 140.00 20.0 7.00 9.0 45 0.0 13.00 0 3.0 7.0 CC.. 0602
S12M SCLCR/L-06 12.00 150.00 12.0 9.00 12.0 5.5 0.0 16.00 0 0.0 -7.0 CC.. 0602
$16Q SCLCR/L-09 16.00 18000 450 1100 150 75 00 20,00 0 00 60  CC.09T3
S20R SCLCR/L-09 20.00 200.00 50.0 13.00 18.0 9.0 0.0 25.00 0 0.0 -4.0 CC.. 09T3

25,00 250,00 55.0 17.00 230 115 00 35.00 0 00 40 CC..09T3

® S - steel shank, A - steel shank with coolant hole, E - carbide shank with coolant hole

() 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) * CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)

e CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) ® CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) ® CCGW R/L-L (PCD) (194)
e CCGW W (CBN) (142) ¢ CCGW W (PCD) (194) ¢ CCGW W-MT (CBN) (143) ®« CCGW W-MT (PCD) (195)

Spare Parts

e s > /¢

A04F SCLCR/L-03 CSTA-16
AO5F SCLCR/L-03 CSTA-16
A06G SCLCR/L-04 CSTB-2
A07G SCLCR/L-04 CSTB-2
A20R SCLCR/L-09 SR 16-236 T-15/5 HW 2.0 PL 20
A25S SCLCR/L-09 SR 16-236 T-15/5 HW 2.0 PL 25
E04G SCLCR/L-03 CSTA-16
E05G SCLCR/L-03 CSTA-16
EO6H SCLCR/L-04 CSTB-2
EO7H SCLCR/L-04 CSTB-2
EO08K SCLCR/L-06 SR 14-548 T-7/5
E10M SCLCR/L-06 [IIRCE JRNRA
E12Q SCLCR/L-06 [NERVET RN A /5
E16R SCLCR/L-06  [CRIE7- IR 27
E16R SCLCR/L-09 SR 16-236 T-15/5
SR14-548  Ti/5
S10L SCLCR/L-06 SR 14-548 T-7/5
$12M SCLCR/L-06  [IERIRTE/- RN E 7
$16Q SCLCR/L-09 SR 16-236/L8.6 T-15/5
S20R SCLCR/L-09 SR16236  T55
$25S SCLCR/L-09 SR 16-236 T-15/5

ZSE8 ISCAR




Y 7.y v ¥/ _7Y)
' ~1%J7
SCLCR/L-HEAD A A&l s
E- - GAMP I I : =
Screw Clamped Boring Heads HFB £=I 7 AP
Carrying 80° Rhombic Inserts o H
with Positive 7° Clearance YO\ =3
Mounted on Carbide Bars WF[@P 2 | @
d L ‘ DCONMS Right-hand shown
DCONMS LF LDRED H HFB WF GAMP GAMF DMIN Insert
E12 SCLCR/L-06 HEAD 12.00 179.00 24.8 1.0 515) 9.00 0.0 -7.0 15.80 CCGT/CCGT 0602
E16 SCLCR-09 HEAD 16.00 200.00 37.0 15.0 7.5 11.00 0.0 -9.0 20.00 CCGT/CCGT 0973

For inserts, see pages: CCGT (PCD) (192) ¢ CCGT MD/RD (PCD) (193) » COGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)
o CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) « CCGW MT (CBN) (142) » CCGW MT (PCD) (195) » CCGW R/L-L (CBN) (141) » COGW R/L-L (PCD) (194)
o COGW W (CBN) (142) » CCGW W (PCD) (194)  COGW W-MT (CBN) (143) s CCGW W-MT (PCD) (195)

Spare Parts

P o

E12 SCLCR/L-06 HEAD SR 14-548 T-1/5
E16 SCLCR-09 HEAD SR 16-236 T-15/5

PPN ED TR NAN

Ve SFERLinNgG

AVC-SCLCR/L
Interchangeable Boring
Heads Carrying 80° Rhombic
Inserts with 7° Clearance

=L

WF DCONMS DMIN LF CsP® MIID®
AVC-D16-SCLCR/L-06 11.00 16.00 20.00 20.00 0 CCGT 2-1-14
AVC-D20-SCLCR/L-09 13.00 20.00 25.00 20.00 0 CCGT 3-2-M3M
AVC-D25-SCLCR/L-09 17.00 25.00 32.00 20.00 1 CCGT 3-2-M3M
AVC-D32-SCLCR/L-09 22.00 32.00 40.00 32.00 1 CCGT 3-2-M3M
AVC-D40-SCLCR/L-12T (1) 27.00 40.00 50.00 38.00 1 CCGT 432-SM

() DMIN of 50mm shank is DMIN of requested head + 10mm e DMIN of 60mm shanks is DMIN of requested head + 20mm

(2 0 - Without coolant supply, 1 - With coolant supply

@) Master insert identification

For inserts, see pages: CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) ® CCGT R/L-L (PCD) (192) » CCGW (CBN) (141) « CCGW (PCD) (193)

¢ CCGW 2MT (CBN) (143) ® CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) ® CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) ® CCGW R/L-L (PCD) (194)
e CCGW W (CBN) (142) « CCGW W (PCD) (194) ¢ CCGW W-MT (CBN) (143) ¢ CCGW W-MT (PCD) (195)

Spare Parts

vosanair IV A IR

AVC-D16-SCLCR/L-06 SR 14-548*  T-7/5*

AVC-D20-SCLCR/L-09 SR 16-236*  T-15/5*

AVC-D25-SCLCR/L-09 SR 16-236*  T-15/5*

AVC-D32-SCLCR/L-09 SR 16-236*  T-15/5

AVC-D40-SCLCR/L-12T BSiRlFANEAEY SR TC-4* TCC 4-2*
* Optional, to be ordered separately

Member IMC Group.
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ITS50nRE

IHCR )
Boring Toolholders for MB WF
Modular Boring System T 1

on oo w o ww &P

IHCR 28-38 28.0 38.0 12.30 23.00 CCGW 0602... SR 14-548 T-7/5
IHCR 36-50 35.5 50.0 14.80 32.00 CCGW 0602... SR 14-548 T-7/5
IHCR 36-50-09 36.0 50.0 14.80 32.00 CCGW 09T8... SR 16-236 T-15/5
IHCR 50-68 50.0 68.0 18.70 40.00 CCGW 09T8... SR 16-236 T-15/6
IHCR 50-68-12 50.0 68.0 18.70 40.00 CCGW 1204... SR 16-212 T-20/5
IHCR 68-90 68.0 90.0 21.70 54.00 CCGW 1204... SR 16-212 T-20/5
IHCR 90-120 90.0 120.0 26.70 70.50 CCGW 1204... SR 16-212 T-20/5
IHCR 120-160 120.0 160.0 31.70 94.50 CCGW 1204... SR 16-212 T-20/5
IHCR 160-800 160.0 800.0 31.70 130.00 CCGW 1204... SR 16-212 T-20/5

® For user guide, see pages 327-328,331-332,335-336

() Cutting diameter minimum

() Cutting diameter maximum

() Master insert identification

For inserts, see pages: * CCGT (PCD) (192) » CCGT MD/RD (PCD) (193) « COGT R/L-L (PCD) (192) » CCGW (CBN) (141) » CCGW (PCD) (193)

o COGW 2MT (CBN) (143) » CCGW 2MT MM (CBN) (143) » CCGW MT (CBN) (142) » CCGW MT (PCD) (195) » COGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194)
o COGW W (CBN) (142) « CCGW W (PCD) (194) » CCGW W-MT (CBN) (143) « COGW W-MT (PCD) (195)
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IHRF }

80° Rhombic Insert Vl’F

Holders for Mounting on —1

MB Fine Boring Heads ‘\

90°
oL

T Y T
IHRF 16 8.00 17.00 18.0 24.0 CCGW 0602... SR 14-548 T-7/5
[ 13 0] 8.50 21.00 22.0 30.0 CCGW 0602... SR 14-548 T-7/5
IHRF 25 10.00 26.50 28.0 40.0 CCGW 0602... SR 14-548 T7/5
IHRF 32 11.50 34.50 35.0 53.0 CCGW 0602... SR 14-548 T-7/5
IHRF 40 14.00 44,00 48.0 66.0 CCGW 09T3... SR 16-236 T-16/5
IHRF 50 19.00 52.00 54.0 86.0 CCGW 09T3... SR 16-236 T-16/5

() Cutting diameter minimum
() Cutting diameter maximum
() Master insert identification

For inserts, see pages: * CCGT (PCD) (192) « CCGT MD/RD (PCD) (193) ® CCGT R/L-L (PCD) (192 « CCGW (CBN) (141) « CCGW (PCD) (193)
e CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) « CCGW MT (CBN) (142) « CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) » CCGW R/L-L (PCD) (194)
e CCGW W (CBN) (142) « CCGW W (PCD) (194) « CCGW W-MT (CBN) (143) « CCGW W-MT (PCD) (195)

ISCAR




ITSB0RE )4
DMIN >‘ DMIN =
IHRF- Bw . BHF16-50 BHF63-1 25’ BD TCH AL200-800 m
Back Face Turning Toolholders e e Y ap oo D
for BHF Fine Boring Heads - IHRF...BW LF  IHRF..BW Z
DCN-DCX|| .| DCN-DCX |
ss BD MIID() DCN®@ LF DCX® WF OAL a
IHRF 20-25BW BHF MB16-16x34 16 CCGT 0602... 20 271.5 25 8 18 U
IHRF 24.5-32BW BHF MB20-20x40 20 CCGT 0602... 245 335 32 85 25 al
IHRF 31.5-41.5BW BHF MB25-25x50 25 CCGT 0602... 31.5 41.5 40.5 95 28.5
IHRF 38.5-51.5BW BHF MB32-32x63 32 CCGT 0602... 38.5 53 51.5 11 35.5 05
IHRF 50.5-65BW BHF MB40-40X80 40 CCGT 09T3... 50.5 68 65 135 46
BHF MB50-50X60 50 CCGT 09T3... 56 62 87 17.5 53 Z
IHRF 56-802BW BHF MB63-63X87+BHFH... 75-93 CCGT 09T3... 82 705 127 175 53 m
BHF MB80-80X94+BHFH... 93-135 CCGT 09T3... 100 79.5 162 175 53 < >
BHF MB80-125X114+BHFH... 133-400 CCGT 09T8... 140 98 502 175 53
e DMIM=(min bore diameter)=(DCN+BD+1)/2 ¢ BD=Size of the boring head being used @
() Master insert identification
(@ Cutting diameter minimum Z
@) Cutting diameter maximum —
For inserts, see pages: CCGT (PCD) (192) ¢ CCGT MD/RD (PCD) (193) e CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) ¢ CCGW (PCD) (193) Z
e CCGW 2MT (CBN) (143) « CCGW 2MT MM (CBN) (143) ® CCGW MT (CBN) (142) « CCGW MT (PCD) (195) ® CCGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194) m
e CCGW W (CBN) (142) « CCGW W (PCD) (194) ® CCGW W-MT (CBN) (143) ¢ CCGW W-MT (PCD) (195) D
Spare Parts —
Designation «& ? O
CREew IS e T
—
ITSB0RE
- WF
IHRF-CH o g W
amtering 100Is Tor —— ‘ - —
BHF Boring Heads d T
* ,,,,, | r i LF OALDCN-DCX
DCN() DCX® LF OAL WF LFA PSIRR MIID®)
IHRF 20 CH15 22-29 22.00 29.00 22.30 24.00 11.00 1.70 15.0 CCGT 0602...
IHRF 20 CH30 22-29 22.00 29.00 20.80 24.00 9.00 3.20 30.0 CCGT 0602...
IHRF 40 CH60 48-63 48.00 63.00 39.10 47.50 16.50 8.40 60.0 CCGT 09T8...
IHRF 50 CH60 54-800 54.00 800.00 47.10 55.50 16.50 8.40 60.0 CCGT 09T8...
() Cutting diameter minimum
(2 Cutting diameter maximum
() Master insert identification
For inserts, see pages: CCGT R/L-L (PCD) (192) » CCGW R/L-L (CBN) (141) » CCGW R/L-L (PCD) (194)
-——




ITS50RE

IHSR 7
Rough Boring Tools WF
For Twin Radial / Axial )
90°
OAL

Edge Cutters Positioned
Opyposite Finishing Tools

Designation DCN® DCX@ WF OAL MIID® & } /

IHSR 18-22 18.0 220 8.00 15.00 CCGT 0602... SR 14-548 T-7/5
IHSR 22-28 220 28.0 9.50 19.00 CCGT 0602... SR 14-548 T-7/5
IHSR 28-38 28.0 38.0 12.50 23.00 CCGT 0602... SR 14-548 T-7/5
IHSR 36-50 365 50.0 15.00 32.00 CCGT 0602... SR 14-548 T-7/5
IHSR 36-50-09 365 50.0 16.00 32.00 CCGT 09T8... SR 16-236 T-15/5
IHSR 50-68 50.0 68.0 19.00 40.00 CCGT 09T8... SR 16-236 T-15/5
IHSR 50-68-12 50.0 68.0 19.00 40.00 CCGT 1204... SR 16-212 T-20/5
IHSR 68-90 68.0 90.0 22.00 54.00 CCGT 1204... SR 16-212 T-20/5
IHSR 90-120 90.0 120.0 27.00 70.50 CCGT 1204... SR 16-212 T-20/5
IHSR 120-160 120.0 160.0 32.00 94.50 CCGT 1204... SR 16-212 T-20/5
IHSR 160-800 160.0 800.0 32.00 130.00 CCGT 1204... SR 16-212 T-20/5
IHSR 160-800-19 160.0 800.0 40.00 130.00 CNGA 1906... SR 10402352 HW 4.0

® For user guide, see pages 327-328,331-332,335-336

() Cutting diameter minimum

@) Cutting diameter maximum

() Master insert identification

For inserts, see pages: * CCGT (PCD) (192)  CCGT MD/RD (PCD) (193)  CCGT R/L-L (PCD) (192) » CCGW (CBN) (141) « CCGW (PCD) (193)

o COGW 2MT (CBN) (143) » CCGW 2MT MM (CBN) (143) » CCGW MT (CBN) (142) » CCGW MT (PCD) (195) » COGW R/L-L (CBN) (141) « CCGW R/L-L (PCD) (194)
o COGW W (CBN) (142) » CCGW W (PCD) (194) » CCGW W-MT (CBN) (143) » CCGW W-MT (PCD) (195)
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ITSEGRE = DMIN = «—— DMIN
BHR20-200 = BD = < BD__=| TCH202-802

IHSR-BW ‘

Back Face Turning Tools for ‘ 3

BHR Rough Boring Heads ';F : — =

90%,] WE 90° fwr
L——’ OA-I"pen-pox DCN»TD(?)/E\ -

Designation ssi BD LF WF OAL MIID® DCN® DCX¥
IHSR 20-24 BW BHR MB16-16 16.00 275 10.00 16.00 CCGT 0602... 20.00 24.00
IHSR 23.5-30BW BHR MB20-20 20.00 32.5 11.00 19.50 CCGT 0602... 23.50 30.00
IHSR 29.5-40BW BHR MB25-25 25.00 39.0 14.50 24.00 CCGT 0602... 29.50 40.00
IHSR 39-52 BW BHR MB32-32 32.00 50.0 17.00 32.00 CCGT 09T3... 39.00 52.00
IHSR 51-70 BW BHR MB40-40 40.00 63.5 21.00 42.00 CCGT 1204... 51.00 70.00
IHSR 69-92 BW BHR MB50-50 55.00 80.5 24.50 57.00 CCGT 1204... 69.00 92.00
IHSR 91-122 BW BHR MB63-63 72.00 100.5 28.50 76.00 CCGT 1204... 91.00 122.00
IHSR 121-162 BW BHR MB80-80 95.00 110.5 31.50 101.00 CCGT 1204... 121.00 162.00
IHSR 161-802 BW BHR MB80-80 95.00 110.5 31.50 122.00 CCGT 1204... 161.00 802.00

¢ DMIN=(min bore diameter)=(DCN+BD+1)/2  BD=Size of the boring head being used ® For user guide, see pages 327-328,331-332,335-336

() Suitable boring heads

(2 Master insert identification

@) Cutting diameter minimum

) Cutting diameter maximum

For inserts, see pages: * CCGT (PCD) (192) ¢ CCGT MD/RD (PCD) (193) ¢ CCGT R/L-L (PCD) (192) « CCGW (CBN) (141) « CCGW (PCD) (193)

o CCGW 2MT (CBN) (143) » CCGW 2MT MM (CBN) (143)  CCGW MT (CBN) (142)  CCGW MT (PCD) (195) ¢ CCGW R/L-L (CBN) (141) ¢ CCGW R/L-L (PCD) (194)
e CCGW W (CBN) (142) « CCGW W (PCD) (194) ¢ CCGW W-MT (CBN) (143) ¢ CCGW W-MT (PCD) (195)

Spare Parts

Designation & }

IHSR 20-24 BW SR 14-548 T-7/5
IHSR 23.5-30BW SR 14-548 T-7/5
IHSR 29.5-40BW SR 14-548 T-7/5
IHSR 39-52 BW SR 16-236 T-16/5
IHSR 51-70 BW SR 16-212 T-20/5
IHSR 69-92 BW SR 16-212 T-20/5
IHSR 91-122 BW SR 16-212 T-20/5
IHSR 121-162 BW SR 16-212 T-20/5
IHSR 161-802 BW SR 16-212 T-20/5
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Y 7.y v ¥/ _7Y)
DV I Ui i DMIN__.__ =
= \ SN
S-DDUNR/L v -
R-Clamp Boring Bars Carrying b ooap X TB ‘SJ : -
ISO Negative DNGA Inserts DCONMS
L@ N————
WF Y )
i ={LDRED )~
Ch i Right-hand shown
DCONMS LF LDRED H HFB WF DMIN HF GAMP  GAMF  Insert
$32T DDUNR/L-15 32.00 300.00 45.0 29.0 15.8 22.00 42,00 1.3 6.0 -11.0  DNGA 1506
S40U DDUNR/L-15 40.00 350.00 50.0 36.0 19.8 27.00 48.00 1.8 -6.0 100 DNGA 1506

For inserts, see pages: DNGA (CBN) (151) » DNGA (PCD) (202) » DNGA 2MT (CBN) (152)  DNGA 2MT MM (CBN) (153) » DNGA 4MT (CBN) (152)
« DNGA 4MT MM (CBN) (153) » DNGA MT (CBN) (151) » DNGA MT (PCD) (202)  DNGG (CER) (57) DNGA (CER) (56)

Spare Parts

e O ¢ O @ g >

S-DDUNR/L TDN 4226 TDN 4320~ SP4 LCGR-4 SR 10400270-25.5 T-15/5

* Optional, to be ordered separately
@ Use for DNGA 1506.. inserts
) Use for DNGA 1504.. inserts

VW HiSFEnkiNg

AVC-DDUNR/L
Interchangeable Boring Heads
Carrying 55° Rhombic Inserts T

WF
93°

ﬂm’r

—}-oconms

e tF—
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WF DCONMS DMIN LF MIID® CSP®I

AVC-D32-DDUNR/L-11T 22.00 32.00 40.00 32.00 DNGA 332-NF 1
AVC-D40-DDUNR/L-15T () 27.00 40.00 50.00 38.00 DNGA 442-F3M 1

() DMIN of 50mm shank is DMIN of requested head + 10mm e DMIN of 60mm shanks is DMIN of requested head + 20mm

(2 Master insert identification

©) 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: DNGA (CBN) (151) ®« DNGA (PCD) (202) ® DNGA 2MT (CBN) (152) ® DNGA 2MT MM (CBN) (153) ® DNGA 4MT (CBN) (152)
¢ DNGA 4MT MM (CBN) (153) * DNGA MT (CBN) (151) ® DNGA MT (PCD) (202) » DNGA (CER) (56)

Spare Parts

oo [EHCH A B A

AVC-D32-DDUNR/L-11T RDT 3-2* SR RC3* SR 400851 HW 2.5* T-16/5* LCGR-3* KSP 3*
AVC-D40-DDUNL-15T RDT 433" RDT 443 DLS 4* SR 14-506 M4X0.7* HW 3.0 T-15/5% DLM 4 DSP 4*
AVC-D40-DDUNR-15T RDT 433" RDT 443 DLS 4* SR 14-506 M4X0.7* T-15/5* DLM 4 DSP 4*

* Optional, to be ordered separately

ISCAR




l]J, LAY Y T V] ]

s NI E kIR
- DMIN -
AVC-DDUNR/L-VH T ST :
Interchangeable Boring Heads 2 bconms / — RN
Carrying 55° Rhombic Inserts o )
WF /
93 | 4
. LF >
WF DCONMS DMIN LF MIID®
AVC-D80-DDUNR/L-15T-VH 57.00 77.00 100.00 46.00 DNGA 442-F3M

() Master insert identification

For inserts, see pages: DNGA (CBN) (151) » DNGA (CER) (56) * DNGA (PCD) (202) « DNGA 2MT (CBN) (152) « DNGA 2MT MM (CBN) (153)
o DNGA 4MT (CBN) (152)  DNGA 4MT MM (CBN) (153) » DNGA MT (CBN) (151) » DNGA MT (PCD) (202)

Spare Parts

Lever Lock Boring Bars Carrying
55° Negative Rhombic Inserts

g @ [/ Pp ¥ ¢ 7 @&
AVC D80-D RDT 443 RDT 433 HW 3.0 SR 14-506 M4X0.7 T-15/5 DSP 4 DLS 4 DLM 4
Y r .y v /¥y _VV}
PV I Ui = DMIN —
—""
AIS-PDUNRL ot g— . .
= H =
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DCONMS

Right-hand shown

DCONMS  LF LDRED H HFB HE WF GAMP  GAMF  DMIN _ CSPM  Insert
A20Q PDUNR/L-11 20.00 180.00 35.0 18.0 9.2 0.2 16.00 -6.0 -14.0 27.00 1 DNGA 1104
A25R PDUNR/L-11 25.00 200.00 40.0 23.0 1.5 0.0 17.00 -6.0 -13.0 32.00 1 DNGA 1104
A32S PDUNR/L-11 32.00 250.00 45.0 29.0 145 0.0 22.00 -6.0 -11.0 40.00 1 DNGA 1104
S$32T PDUNR/L-15 32.00 300.00 51.0 29.0 15.5 1.0 22.00 -6.0 -13.0 40.00 0 DNGA 1506
S40U PDUNR/L-15 40.00 350.00 50.0 36.0 18.0 0.0 27.00 -6.0 -11.5 50.00 0 DNGA 1506

() 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: DNGA (CBN) (151) » DNGA (PCD) (202) » DNGA 2MT (CBN) (152) » DNGA 2MT MM (CBN) (153) » DNGA 4MT (CBN) (152)
o DNGA 4MT MM (CBN) (153) » DNGA MT (CBN) (151) » DNGA MT (PCD) (202) » DNGG (CER) (57) » DNGA (CER) (56)

Spare Parts

e c v - s y

A20Q PDUNR/L-11 LR 3DS SR 117-2011 HW 2.5/5 PL20

A25R PDUNR/L-11 TDN 3P2 SP3 LR 3D SR 117-2014 HW 2.5/5 PL 25
A32S PDUNR/L-11 TDN 322 SP3 LR 3D SR 117-2014 HW 2.5/5 PL 32

S$32T PDUNR/L-15 TDN 4220) TDN 4320 SP 4 LR 4D SR 117-2010 HW 3.0
S40U PDUNR/L-15 TDN 4220 TDN 4320~ SP 4 LR 4D SR 117-2010 HW 3.0

PN 3-4
PN 3-4
PN 3-4
PN 3-4

*  Optional, to be ordered separately
@ Use for DNGA 1506.. inserts
) Use for DNGA 1504.. inserts

Member IMC Group.
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A/E/S-SDUCR/L
Screw Lock Boring Bars
Carrying 55° Rhombic
Inserts with 7° Clearance

Designation

A20R SDUCR/L-11
A25S SDUCR/L-11
E10M SDUCR/L-07
E12Q SDUCR/L-07
E16R SDUCR/L-07
S10L SDUCR/L-07
$12M SDUCR/L-07
$16Q SDUCR/L-07
S20R SDUCR/L-11
$25S SDUCR/L-11
A10K SDUCR/L-07
A12M-SDUCR/L-07
A16Q-SDUCR/L-07

HE  GAP L DMIN
m @ : . f \ GAMF
i H
- ES——
~[LoRED = . DCONMS
Right-hand shown
DCONMS LF LDRED H HFB WF HF DMIN GAMP GAMF  Shank m.( CSP@ Insert
2000 20000 500 180 85 1450 05 2500 00 -6.0 B 1 DC.11T3
2500 25000 450 23.0 120 1700 05 8200 00 5.0 s 1 DC.11T3
10.00 150.00 25.0 9.2 5.1 8.00 0.5 14.00 3.0 -7.0 C 1 DC.. 0702
12.00 180.00 ° 11.0 55 9.00 0.0 16.00 00 -7.0 C 1 DC.. 0702
1600 200.00 - 16.0 8.1 100 06 2000 00 -8.0 € 1 DC.0702
10.00 140.00 18.0 9.2 5.0 8.00 0.4 14.00 -3.0 -9.0 S 0 DC.. 0702
12.00 150.00 20.0 12.0 55 9.00 05 16.00 -7.0 -9.0 S 0 DC.. 0702
1600 18000 250 16.0 80 11.00 05 2000 00 -8.0 S 0 DC. 0702
20.00 200.00 50.0 18.0 8.5 13.00 0.5 25.00 0.0 -6.0 S 0 DC.. 1173
25.00 250.00 55.0 23.0 12.0 17.00 05 32.00 00 -5.0 S 0 DC.. 1173
1000 12500 200 9.0 45 7.00 04 1800 00 -10.0 A 1 DC.0702
12.00 150.00 24.0 11.0 515) 9.30 05 16.00 0.0 -6.0 A 1 DC.. 0702
1600 18000 320 16.0 75 130 05 2000 00 5.0 A 1 DC.0702

® S - steel shank, A - steel shank with coolant hole, E - carbide shank with coolant hole

) S-Steel, C-carbide

@) 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: DCGT (PCD) (199) ¢ DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) » DCGW (PCD) (200) » DCGW 2MT (CBN) (149)
o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) » DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) » DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

Spare Parts

Designation

4

& b

S

A20R SDUCR/L-11
A25S SDUCR/L-11
E10M SDUCR/L-07
E12Q SDUCR/L-07
E16R SDUCR/L-07
S$10L SDUCR/L-07
S$12M SDUCR/L-07
$16Q SDUCR/L-07
S20R SDUCR/L-11
$25S SDUCR/L-11
A10K SDUCR/L-07
A12M-SDUCR/L-07
A16Q-SDUCR/L-07

TDC 3-1P

HW 2.0
HW 2.0

SRTC-3P HW 4.0

SR 16-236 P T-15/5
SR 16-236 P T-15/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 16-236 P T-15/5
SR 16-236 P T-15/5
SR 11201753-38 T-8/5
SR 11201753-3S T-8/5
CSTB-2.5 T-8/5

PL 20
PL 25

-1

E-SDUCR/L-HEAD
Interchangeable Screw
Clamped Boring Heads
Carrying 55° Rhombic Inserts
with Positive 7° Clearance
Mounted on Carbide Bars

| DMIN =
‘@%GAMF

H
é DCONMS

‘Wm’ﬁ

E12 SDUCR/L-07 HEAD
E16 SDUCR/L-07 HEAD

) LF
Right-hand shown
HFB WF HF GAMP GAMF  DMIN Insert & ?
12.00 179.00 24.8 11.0 55 9.00 00 0.0 -9.0 15.80 DCGT 0702 SR 14-548 T-7/5
16.00 200.00 29.7 15.0 8.0 11.00 05 0.0 -9.0 20.00 DCGT 0702 SR 14-548 T-7/5

For inserts, see pages: DCGT (PCD) (199) » DCGT MD/RD (PCD) (200) » DCGW (CBN) (148) » DCGW (PCD) (200) » DCGW 2MT (CBN) (149)
o DCGW MT (CBN) (148) « DCGW MT (PCD) (201)

ISCAR
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AVC-SDUCR/L

Interchangeable Boring ] i

Heads Carrying 55° Rhombic f il oconvs

Inserts with 7° Clearance WF ggs

N
e tF—]

WF DCONMS DMIN LF CSP@ MIID®)
AVC-D16-SDUCR/L-07 11.00 16.00 20.00 20.00 0 DCGT 2-1
AVC-D20-SDUCR/L-11 13.00 20.00 25.00 20.00 0 DCGT 3-2-14
AVC-D25-SDUCR/L-11 17.00 25.00 32.00 20.00 1 DCGT 3-2-14
AVC-D32-SDUCR/L-11T 22.00 32.00 40.00 32.00 1 DCGT 3-2-14
AVC-D40-SDUCR/L-11T (1) 27.00 40.00 50.00 32.00 1 DCGT 3-2-14

) DMIN of 50mm shank is DMIN of requested head + 10mm  DMIN of 60mm shanks is DMIN of requested head + 20mm

@ 0 - Without coolant supply, 1 - With coolant supply

() Master insert identification

For inserts, see pages: ¢ DCGT (PCD) (199) « DCGT MD/RD (PCD) (200) ®« DCGW (CBN) (148) * DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)

¢ DCGW 2MT MM (CBN) (150) ® DCGW MT (CBN) (148) ® DCGW MT (PCD) (201) ® DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) ¢ DCGW W-MT (PCD) (201)

Spare Parts

& >

AVC-D16-SDUCR/L-07 SR 14-548* T-7/5*

AVC-D20-SDUCL-11 SR 16-236 P* T-15/5*

AVC-D20-SDUCR-11 SR 16-236 P T-15/5

AVC-D25-SDUCL-11 SR 16-236 P* T-15/5*

AVC-D25-SDUCR-11 SR 16-236 P T-15/5

AVC-D32-SDUCR/L-11T SR 16-236 P* T-15/5* SR TC-3P* TDC 3-1P*

AVC-D40-SDUCR/L-11T SR 16-236 P* T-15/5* SR TC-3P* TDC 3-1P*
*  Optional, to be ordered separately
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AVC-SDUCR/L-VH
Interchangeable Boring :
Heads Carrying 55° Rhombic fi

Inserts with 7° Clearance WF \

i

WF DCONMS DMIN LF MIID®
AVC-D80-SDUCR/L-11T-VH 57.00 77.00 100.00 45.00 DCGT 117304

() Master insert identification

For inserts, see pages: * DCGT (PCD) (199) ¢ DCGT MD/RD (PCD) (200) « DCGW (CBN) (148) « DCGW (PCD) (200) ® DCGW 2MT (CBN) (149)
o DCGW 2MT MM (CBN) (150) » DCGW MT (CBN) (148) » DCGW MT (PCD) (201) » DCGW W-2MT (CBN) (149) « DCGW W-MT (CBN) (149) » DCGW W-MT (PCD) (201)

DCONMS ['

Spare Parts
i
AVC-D80-SDUCL-11T-VH HW 4.0 T-15/5

Member IMC Group.
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Clamp Lock Boring Bars Carrying ' HEB ‘Lgi NE
H

11° Clearance Square Inserts ‘
—
W
LDRED
‘ 1= ‘ DCONMS

75°

Right-hand shown

DCONMS  LF LDRED H HFB WF HF DMIN  Insert &

4

$16Q CSKPR-09 16.00 180.00 34.0 16.0 8.0 11.00 0.5 20.00 SPGN 0903 LC 15 SET 1
$25S CSKPR-12 25.00 250.00 48.0 23.0 11.5 17.00 0.0 30.00 SPGN 1203 LC 30 SET 2

HW 2.5
HW 3.0

For inserts, see pages: SPGN (CBN) (158) » SPGN (PCD) (207) ® SPGN 4MT (CBN) (159) » SPGN MT (CBN) (159) * SPGN MT (PCD) (207)

ITS50nRE

IHPR —F
75° Rough Boring Toolholders WF
4
T
75°

l«e——OAL

oo oo w w  we P } 4
IHPR 36-50 35.5 50.0 15.00 32.00 SCGW 09T8... SR 16-236 T-15/5
IHPR 50-68 50.0 68.0 19.00 40.00 SCGW 09T8... SR 16-236 T-15/5
IHPR 68-90 68.0 90.0 22.00 53.90 SCGW 1204... SR 16-212 T-20/5
IHPR 90-120 90.0 120.0 27.00 70.50 SCGW 1204... SR 16-212 T-20/5
IHPR 120-160 120.0 160.0 32.00 94.50 SCGW 1204... SR 16-212 T-20/5
IHPR 160-800 160.0 800.0 32.00 130.00 SCGW 1204... SR 16-212 T-20/5

® For user guide, see pages 327-328,331-332,335-336

() Cutting diameter minimum

(@ Cutting diameter maximum

() Master insert identification

For inserts, see pages: ® SCGW (CBN) (157) ® SCGW (PCD) (206) ® SCGW 4MT (CBN) (158) ® SCGW L (CBN) (157) « SCGW L (PCD) (206)

o SCGW MT (CBN) (157) » SCGW MT (PCD) (207)

ISOTUnN DMIN

LI ) E— TN 91°

S-CTFPRIL HFVB ﬂl/= . =

Clamp Lock Boring Bars Carrying i N

11° Clearance Triangular Inserts . H

lo-————— —1—
[} LDRED DCONMS
| LF Right-hand shown

DCONMS LF LDRED H HFB WF HF DMIN Insert
S12L CTFPR/L-09 12.00 140.00 34.0 11.0 6.0 9.00 0.5 16.60 TPGN 0902
$16Q CTFPR/L-11 16.00 180.00 38.0 15.0 8.0 11.00 05 20.00 TPGN 1103
$20Q CTFPR-16 20.00 180.00 38.0 18.0 9.5 13.00 0.5 24.00 TPGN 1603
S20R CTFPR/L-16 20.00 200.00 46.0 18.0 9.5 13.00 05 24.00 TPGN 1603
S25R CTFPR-16 25.00 200.00 48.0 23.0 1.5 17.00 0.0 31.00 TPGN 1603
$25S8 CTFPR-16 25.00 250.00 48.0 23.0 1.5 17.00 0.0 31.00 TPGN 1603
S32T CTFPR/L-16 32.00 300.00 62.0 29.0 145 22.00 0.0 40.00 TPGN 1603
S40T CTFPR-16 40.00 300.00 62.0 36.0 18.0 27.00 0.0 48.00 TPGN 1603

For inserts, see pages: TPGN (CBN) (167) ® TPGN (CER) (63) ® TPGN (PCD) (214) » TPGN -3MT (CBN) (166) ® TPGN HS (CBN) (167)
e TPGN HS (PCD) (215) * TPGN MT (CBN) (166) ® TPGN MT (PCD) (214)

Spare Parts

P > 7 7

S12L CTFPR/L-09 LC12 SET1 HW 2.5
$16Q CTFPR/L-11 LC156SET1  HW25
$20Q CTFPR-16 LC30SET2  HW3.0
S20R CTFPR/L-16 GRS R oIV
S25R CTFPR-16 LC30SET2  HW3.0
$25S CTFPR-16 LC30SET2  HW3.0
S§32T CTFPR/L-16 LC30SET1  HW30  [TBP 122 SP 16
S40T CTFPR-16 LC30SET1  HW30 [TBP 122 SP 16

ISCAR




7.y v J¥/_vVy)
Vi - ~ DN
S-MTLCR/L-W %g‘,ﬂé@::!@ o
Wedge Lock Boring Bars [ g
Carrying 7° Clearance - H
Triangular Inserts LA =N o -
WF
HELDRED= ¢ DCONMS
DCONMS LF LDRED H HFB WF HF DMIN Insert
$25S MTLCR/L-16W 25.00 250.00 43.0 23.0 131 17.00 1.6 34.00 TC.. 16T3
S$32T MTLCR/L-16W 32.00 300.00 45.0 29.0 14.5 22.00 0.0 39.00 TC.. 1673

For inserts, see pages: TCGT (PCD) (211) » TCGT L (PCD) (211) » TCGT MD/RD (PCD) (212) » TCGW (CBN) (164) » TCGW (PCD) (212)
o TOGW -3MT (CBN) (165) » TCGW L (CBN) (165) « TCGW L (PCD) (213) » TCGW MT (CBN) (165) » TCGW MT (PCD) (213)

Spare Parts

A & 52 4 (
S-MTLCR/L-W TTC 331 HW 2.0 ZNW 3C LC 291-MIM SET 1 SR17-319 HW 2.5
Y 7.y N/ 7Y
ISV I Ui = DMINf
S-MTLNR/L-W ) AV =
95° Lead Angle Wedge HKB CAVPY ‘ —
Lock Boring Bars Carrying - = H=
Negative Triangular Inserts WFL, —
I LDRED = A
Right-hand shown
DCONMS LF LDRED H HFB WF GAMP GAMF DMIN Insert
$25S MTLNR/L-16W-M 25,00 250,00 40.0 230 115 17.00 -60 -12.0 32.00 TNGA 1604
S32T MTLNR/L-16W-M 32.00 300.00 50.0 30.0 15.0 22.00 6.0 -12.0 40.00 TNGA 1604
S40U MTLNR/L-22W 40.00 350.00 50.0 36.0 18.0 27.00 -6.0 -10.0 49.00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169) ® TNGA (PCD) (217) ® TNGA -3MT (CBN) (169) ®* TNGA MT (CBN) (169) ®* TNGA MT (PCD) (217)

« TNGA (CER) (64)

Spare Parts

e  c p [

4
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§25S MTLNR/L-16W-M ZNW 3WNS SR 17-317NS LC 291N CLAMP

S$32T MTLNR/L-16W-M TTT 322N TTT 332N@ ZNW 3WN SR17-317N LC 291N CLAMP
S40U MTLNR/L-22W TIT 434 ZNW 4 SR 17-295 HW 2.5 LC 281 SET 1

HW 3.0
HW 3.0
HW 3.0

ERINGN
ERINGN

* Optional, to be ordered separately
@ Use for TNGA 1603.. inserts

HELivuniv LD
A-PTFNR/L-X/G

91° Lead Angle Lever Lock
Boring Bars Carrying Negative
TNMX or TNGA Triangular Inserts

91°
-

Right-hand shown

DCONMS LF LDRED H HFB WF GAMP  GAMF

DMIN Insert
A16M PTFNR/L-16G 16.00 150.00 31.0 15.0 75 11.00 -12.0 -16.0 20.00 TNGA 1604
A20Q PTFNR/L-16G 20.00 180.00 31.0 18.0 9.0 13.00 -6.0 -14.0 25.00 TNGA 1604
A25S PTFNR/L-16X 25.00 250.00 375 230 1.5 17.00 -6.0 -14.0 32.00 TNGA 1604
A32T PTFNR/L-16X 32.00 300.00 48.0 29.0 14.5 22.00 -6.0 -12.0 40.00 TNGA 1604
A40U PTFNR/L-16X 40.00 350.00 50.0 36.0 18.0 27.00 -6.0 -12.0 50.00 TNGA 1604

e Use TTX 3 seat for TNMX 1606.. inserts and TTN 3 seat for TNGA 1604.. inserts

For inserts, see pages: * TNGA (CBN) (169) » TNGA (PCD) (217) » TNGA -3MT (CBN) (169) » TNGA MT (CBN) (169) » TNGA MT (PCD) (217)

« TNGG (CER) (64) » TNGA (CER) (64)

Spare Parts

e v c . 2 /s ©

4

G

A16M PTFNR/L-16G LR 3S SR 117-2009

A20Q PTFNR/L-16G LR 3S SR 117-2009 SR M4X4 DIN913 TL360
A25S PTFNR/L-16X TIX 3 TIN3 SP3 PN 3-4 LR3 SR 117-2014 SR M4X4 DIN913 TL360
A32T PTFNR/L-16X TTX3 TIN 3 SP3 PN 3-4 LR3 SR 117-2014 SR M4X4 DIN913 TL360
A40U PTFNR/L-16X TTX 3 TIN 3 SP3 PN 3-4 LR3 SR 117-2014 SR M4X4 DIN913 TL360

HW 2.0
HW 2.0
HW 2.5
HW 2.5
HW 2.5

PL 16
PL 20
PL 25
PL 32
PL 40

Member IMC Group

(T [Tl 295



X
f
A
<
O
O
a
o
Z
m
O
©)
=
Z
%
)
I—
%
O
L
%)
—l
O
O
I_

y r. .y v Sy VvV
VI Ui - DMIN
S-PTFNR/L awpl L FE———— G
91° Lead Angle Lever K—HFB ﬁGAMF =
Lock Boring Bars Carrying | Ho=
Negative Triangular Inserts VJF——.j ————————— 4—-
LDRED L DCONMS
| LF Right-hand shown
DCONMS LF LDRED H HFB WF GAMP GAMF DMIN Insert
S20R PTFNR/L-11 20.00 200.00 32.0 18.0 9.0 13.00 -6.0 -140 24.00 TNGA 1103
§25S PTFNR/L-16 25.00 250.00 48.0 23.0 1.5 17.00 -6.0 -13.0 32.50 TNGA 1604
S32T PTFNR/L-16 32.00 300.00 63.0 30.0 15.0 22.00 -6.0 -10.0 40.00 TNGA 1604
S40U PTFNR-16 40.00 350.00 30.0 36.0 18.0 27.00 -6.0 -10.0 49.00 TNGA 1604
S$40U PTFNR-22 40.00 350.00 62.0 36.0 18.0 27.00 -6.0 -10.0 49,00 TNGA 2204

For inserts, see pages: * TNGA (CBN) (169) » TNGA (PCD) (217) « TNGA -3MT (CBN) (169) « TNGA MT (CBN) (169) « TNGA MT (PCD) (217) » TNGA (CER) (64)

Spare Parts

2 > 7
S20R PTFNR/L-11 LR2 SR 117-2015 HW 2.0/5
$25S PTFNR/L-16 TIN 322 TIN 332" SP3 LR3 SR 117-2014 HW 2.5/5 PN 3-4
S32T PTFNR/L-16 TIN 322 TIN 332 SP3 LR3 SR 117-2014 HW 2.5/5 PN 3-4
$40U PTFNR-16 TIN 322 SP3 LR3 SR 117-2014 HW 2.5/5 PN 3-4
S40U PTFNR-22 TIN 422 SP 4 R4 SR 117-2010 HW 3.0 PN 3-4

*  Optional, to be ordered separately

7
v

LDRED r .
E-STFCR-HEAD . N\
Interchangeable Screw Clamped cawp I — IE GAMF

Boring Heads Carrying Positive

Mounted on Carbide Bars

7° Clearance Triangular Inserts
19 {b} c——1+

§ DCONMS

91°
-

Right-hand shown

DCONMS LF LDRED H HFB  WF HF  GAMP

GAMF ~ DMIN  Insert

& 2

E12 STFCR-11 HEAD 12.00 179.00 248 11.0 6.0 6.80 0.0
E16 STFCR-11 HEAD 16.00 200.00 37.0 15.0 8.0 9.00 0.0

0.0 6.0
0.0 -6.0

13.80 TCGT 1102 SR 14-548  T-7/5
20.00 TCGT 1102 SR14-548  T-7/5

For inserts, see pages: TCGT (PCD) (211) » TCGT L (PCD) (211) » TCGT MD/RD (PCD) (212) » TCGW (CBN) (164) « TCGW (PCD) (212)

o TOGW L (CBN) (165) « TCGW L (PCD) (213) » TCGW MT (CBN) (165) » TCGW MT (PCD) (213)

| 7.y v ¥/ vy

VI Ui

S-STFCR/L T ————
Screw Lock Boring Bars Carrying r —

7° Clearance Triangular Inserts

%H
DCONMS

ADUUNMS

Right-hand shown

wows = o w_ ws

& 7

DMIN Insert
S10K STFCR/L-11 10.00 125.00 29.0 9.0 45 7.00 13.00 TC.. 1102 SR 14-548 T-7/5
S12M STFCR/L-11 12.00 150.00 30.0 11.0 515 9.00 16.80 TC.. 1102 SR 14-548 T-7/5

For inserts, see pages: TCGT (PCD) (211) » TCGT L (PCD) (211) » TCGT MD/RD (PCD) (212) » TCGW (CBN) (164) » TCGW (PCD) (212)

o TOGW L (CBN) (165) » TCGW L (PCD) (213) » TCGW MT (CBN) (165) » TCGW MT (PCD) (213)

ISCAR
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=17 o =
S-STLCRIL T :@'
Screw Clamp Boring Bars HFAB-—, pS =
Carrying 7° Clearance , - H
Triangular Inserts WE : !

' LDRED DCONMS
; LF Right-hand shown

DCONMS LF LDRED H HFB WF DMIN Insert

$16Q STLCR/L-11 16.00 180.00 45.0 15.0 75 11.00 20.00 TC.. 1102

S20R STLCR/L-16 20.00 200.00 50.0 18.0 9.0 13.00 25.00 TC.. 1673

For inserts, see pages: TCGT (PCD) (211) » TCGT L (PCD) (211) » TCGT MD/RD (PCD) (212)  TCGW (CBN) (164) » TCGW (PCD) (212)
o TCGW -3MT (CBN) (165) » TCGW L (CBN) (165) » TCGW L (PCD) (213) « TCGW MT (CBN) (165) » TCGW MT (PCD) (213)

Spare Parts

I

$16Q STLCR/L-11 SR 14-548 T-7/5
S20R STLCR/L-16 SR 16-236 T-15/6

MULTI-WEDGE AP GAMF
= o
S-MULNR-MW A w8
MULTI-WEDGE Lock Boring Bars
Carrying 80° Negative Rhombic, 4 Ibren i
Trigon or Square Inserts AN —_—
A i
& =G O
d Lz = H Right-hand shown
DCONMS  LF LDRED H HFB WF HF GAMP  GAMF __ DMIN Insert
$25T MULNR-12MW 25.00 300.00 45.0 23.0 11.6 17.00 -11.4 -6.0 -12.0 36.00 WM..0804/CN..1204

* Only LC WNO8 is supplied with the boring bar. The other wedge should be ordered separately.

For inserts, see pages: CNGA (CBN) (145) « CNGA (PCD) (198) ® CNGA 2MT (CBN) (145) ® CNGA 2MT MM (CBN) (147) ® CNGA 4MT (CBN) (146)

e CNGA 4MT MM (CBN) (147) * CNGA MT (CBN) (145) ® CNGA MT (PCD) (198) ® CNGA W-2MT (CBN) (146) ® CNGA W-MT (CBN) (146) ® CNGA W-MT (PCD) (199)
* CNGG (CER) (55) ®* WNGA (CBN) (176) * WNGA (PCD) (222) * WNGA (CER) (66) ® CNGA (CER) (54)
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Toolholder Options

.I' LC WNO8
WNM_ 08(43 )|
Spare Parts
&
© & » &L ¢ /
| S-MULNR-MwW  IIRCENPE] ZNW 4CMI LC WNO8 LOR ON12* SR 17-807 SPR 17-307 DK 17-807 HW 3.0

* Optional, to be ordered separately

Member IMC Group.
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*DMIN
A/S-SVLBCR/L HI:—B fﬁ@ E
H

Screw Lock Back Boring
Bars Carrying 35° Rhombic
Inserts with 7° Clearance

DCONMS
Right-hand shown
DCONMS LF LDRED | Ref. H HFB WF DMIN CSP Insert
A32T SVLBCR-16 32,00 300,00 765 1850 290 145 27,50 40.00 1 VC.. 1604
$32T SVLBCR/L-16 32,00 300.00 63.2 1850 290 145 22,00 40,00 0 VC.. 1604
S$40U SVLBCR/L-16 40.00 350.00 60.0 20.00 36.0 18.0 27.00 49,50 0 VC.. 1604

() 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172)  VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) » VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

Spare Parts

S ¢ [ & )

LYRESY N :{ei 7/8y TVC3-1P SRTC-8P HW4.0 SR16-236P  T-15/5

oV I Ui GAMP DMIN
A/S-SVLFCRI/L; HFQ’%ﬁTIE'i @QGAMF
A-SVUCR/L P ' ’

Screw Lock Boring Bars

Carrying 35° Rhombic ? —7?%
Inserr%s ?/vith 7° Clearance WF ]
Pz LDRED=! DCONMS

Right-hand shown

DCONMS LF LDRED H HFB WF DMIN GAMP  GAMF  CSP® Insert
A32T SVUCR/L-16 (1) 32.00 300.00 50.0 29.0 14.5 22.00 40.00 0.0 -8.0 1 VC.. 1604
S32T SVLFCR/L-16 32.00 300.00 56.0 29.0 14.5 22.00 39.50 0.0 -8.0 0 VC.. 1604
S40U SVLFCR/L-16 40.00 350.00 - 36.0 18.0 27.00 49,00 0.0 -5.0 0 VC.. 1604
A40U SVLFCR/L-22 40.00 350.00 70.0 36.0 18.0 27.00 48.00 0.0 -8.0 1 VC.. 2205

() 93° approach angle

2 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) ® VCGW 2MT (CBN) (173)

e VCGW 2MT MM (CBN) (174) e VCGW MT (CBN) (173) ® VCGW MT (PCD) (221)

Spare Parts

& [/ P& I e 7 i
A32T SVUCR/L-16 TVC 3-1P SRTC-3P HW40  SR16-236P T-15/5 PL32 TVC 3-046754* SR M3X3DIN913 HW 15

S§32T SVLFCR/L-16 TVC 3-1P SR TC-3P HW 4.0 SR 16-236 P T-15/5 TVC 3-04675@*
S40U SVLFCR/L-16 TVC 3-1P SR TC-3P HW 4.0 SR 16-236 P T-15/5 TVC 3-046756@
A40U SVLFCR/L-22 TVC 221330 SRTC-3 HW 2.5 SR 14-5636 T-20/5 PL 40

* Optional, to be ordered separately
(a) Rhombic seat for inserts with radius 1.2, should be ordered separately

ISCAR



ISOTURN e GAMP - DMIN| TS
bd ’\ -
A/S-SVQCR/L EEuE — e = %
Screw Lock Boring Bars ¥
Carrying 35° Rhombic S ™
Inserts with 7° Clearance o % ’’’’’’’
LDRED 1 DCONMS
Right-hand shown
Designation DCONMS LF LDRED H HFB WF HF DMIN GAMP GAMF CSP( Insert
$25S SVQCR/L-16 25.00 250.00 61.0 23.0 12.0 17.00 05 32.00 0.0 5.0 0 \VC.. 1604
S$32T SVQCR/L-16 32.00 300.00 70.0 30.0 15.0 22.00 0.0 40.00 0.0 5.0 0 VC.. 1604
A40U SVQCR/L-22 40.00 350.00 64.0 36.0 18.0 27.00 0.0 47.50 0.0 -8.0 1 VCGT 2205

() 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VOGW 2MT MM (CBN) (174) » VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

Spare Parts

& b g & 4

4 S

Designation
$25S SVQCR/L-16 SR 16-236 P T-15/5
S$32T SVQCR/L-16 SR 16-236 P T-15/5 TVC 3-1P SRTC-3P HW 4.0 TVC 3-046756"
A40U SVQCR/L-22 SR 14-536 T-20/5 TVC 227330 SRTC-3 HW 2.5 PL 40
*  Optional, to be ordered separately
(@ Rhombic seat for inserts with radius 1.2, should be ordered separately
Wit Sriermiing
AVC-SVLCR/L
Interchangeable Boring
Heads Carrying 35° Rhombic
Inserts with 7° Clearance
Designation WF DCONMS DMIN LF CSP@ MIID®
AVC-D32-SVLCR/L-16T 22.00 32.00 40.00 32.00 1 VCGT 332-F3M
AVC-D40-SVLCR/L-16T () 27.00 40.00 50.00 32.00 1 VCGT 332-F3M

® For positive “V” insert geometry with radius 1.2mm please use set: TVC 3-76 * 3312824

() DMIN of 50mm shank is DMIN of requested head + 10mm e DMIN of 60mm shanks is DMIN of requested head + 20mm

@ 0 - Without coolant supply, 1 - With coolant supply

() Master insert identification

For inserts, see pages: VCGT (PCD) (219) ® VCGT MD/RD (PCD) (220) ®* VCGW (CBN) (172)  VCGW (PCD) (220) ® VCGW 2MT (CBN) (173)
e VCGW 2MT MM (CBN) (174) ® VCGW MT (CBN) (173) ® VCGW MT (PCD) (221)

Spare Parts

Designation @ ? @ %

AVC-SVLCR/L SR 16-236 P* T-15/5 SR TC-3P* TVC 3-1P* TVC 3-046750"
*  Optional, to be ordered separately
(a) Rhombic seat for inserts with radius 1.2, should be ordered separately
Wit SrFiermLing
AVC-SVLCR/L-VH
Interchangeable Boring

; ) = DCONMS
Heads Carrying 35° Rhombic f
Inserts with 7° Clearance WF95°
L LFJ

Designation WF DCONMS DMIN LF MIIDM

AVC-D80-SVLCR/L-16T-VH 57.00 77.00 100.00 45.00 VCGT 160404
() Master insert identification
For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) * VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) » VCGW MT (CBN) (173) ® VCGW MT (PCD) (221)
Spare Parts

& }
Designation @
AVC-SVLCR/L-VH TVC 3-1P SR 16-236 P SR TC-3P T-15/5
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WHiSFERLinNE

AVC-SVPCR/L
Interchangeable Boring
Heads Carrying 35° Rhombic
Inserts with 7° Clearance and
117.5 Approach Angle

1075
i

WF

~ LF—

WF DCONMS DMIN LF CSP®  MID® / ? @ ﬂ / @

VAT PI RS e (YRR RN 1400 2000 2500 2300 O  VOGT221-F3P FT39D6-6X8 T-8/5 SR 14-560
U\ kPRI ER G 8 2200 3200 4000 3200 1 VCGT332-F3M FT39D6-5X8 T-15/56 SR16-236P TVC3-1P SRTC-3P HW4.0 SR M4X4 DIN913 TL36O
A [ ZI R e T/RR 3 27.00 4000 5000 3200 1 VCGT 332-F3M

™) 0 - Without coolant supply, 1 - With coolant supply

(2) Master insert identification

For inserts, see pages: VCGT (PCD) (219) ¢ VCGT MD/RD (PCD) (220)  VCGW (CBN) (172) » VCGW (PCD) (220) * VCGW 2MT (CBN) (173)
o VOCGW 2MT MM (CBN) (174) » VCGW MT (CBN) (173) » VCGW MT (PCD) (221)

WHiSrEmLinNgG

AVC-SVQCR/L
Interchangeable Boring
Heads Carrying 35° Rhombic
Inserts with 7° Clearance and
107.5 Approach Angle

1175
bRl

WF DCONMS DMIN LF CSPY  MID® Y @ ? / &

U\ LR eTod (Y/BRER 1700 2500 3200 3000 1  VCGT221-F3P FT39D6-5X8 SR 14-560  T-8/5 SR M2.5X2.5 DIN913 TL360
U\ kP By Ve [0 ST B N 22.00 3200 4000 3200 1 VCGT332-F3M FT39D6-5X8 SR16-236P  T-15/5 TVC3-1P SRTC-3P HW4.0 SR M4X4 DIN913 TL360
AT[eFD B EY[e [ YRR 27.00 4000  50.00 40.00 1  VCGT 332-F3M FT39 D6-5X8 SR16-236P T-15/56 TVC3-1P SRTC-3P HW4.0 SR M4X4 DIN913 TL360

X
f
A
<
O
O
a
o
Z
m
O
©)
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%
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%
O
L
%)
—l
O
O
I_

™) 0 - Without coolant supply, 1 - With coolant supply

(2 Master insert identification

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) » VCGW 2MT (CBN) (173)
o VCGW 2MT MM (CBN) (174) ® VCGW MT (CBN) (173)  VCGW MT (PCD) (221)

Wiwunn—-. . —

NS ENkINE

AVC-SVUCR/L
Interchangeable Boring
Heads Carrying 35° Rhombic
Inserts with 7° Clearance

W oows o o  we &P

AVC-D20-SVUCR/L-11 16.00 20.00 27.00 20.00 0 VCGT 221-F3P SR 14-560 T-8/5*
AVC-D25-SVUCR/L-11 17.00 25.00 32.00 25.00 1 VCGT 221-F3P SR 14-560 T-8/5*

() 0 - Without coolant supply, 1 - With coolant supply

2 Master insert identification

*  Optional, to be ordered separately

For inserts, see pages: VCGT (PCD) (219) » VCGT MD/RD (PCD) (220) » VCGW (CBN) (172) » VCGW (PCD) (220) ® VCGW MT (PCD) (221)

ISCAR




ISV I Ui ><
S-DWLNR/L T e =1 @ LL
R-Clamp Boring Bars Carrying gt ! D
Negative Trigon Inserts
e Z
WF —
rr‘LDRED’j Drawing for reference only |
LF Right-hand shown
DCONMS LF LDRED H HFB HF WF DMIN Insert a
S$25T DWLNR/L-08 25.00 300.00 50.0 23.0 12.3 08 17.00 32.00 WNGA 0804 U
S32U DWLNR/L-08 32.00 350.00 55.0 29.0 15.8 1.3 22.00 40.00 WNGA 0804 D_
S$40V DWLNR/L-08 40.00 400,00 56.0 36.0 198 1.8 27.00 60.00 WNGA 0804
For inserts, see pages: WWNGA (CBN) (176) « WNGA (PCD) (222)  WNGA (CER) (66) 05
Spare Parts %
P A L P O
T TWN 423 SP4 LCGR-4  SR10400270-255 T-15/5 @
Z
IS507T Ui E
HF _ T DMIN 95° D
A/S-MWLNR/L-W oSS ﬁ%ﬁ 757 =
Top Wedge Lock Boring Bars ' M o~/ —
Carrying Double-Sided H
Trigon Inserts = N x
DCONMS Drawing for reft.erence only O
Right-hand shown Ll_
DCONMS LF LDRED H HFB WF DMIN HF CsP@ Insert wn
A20Q MWLNR/L-06W 20.00 180.00 28.0 18.0 9.2 13.00 25.00 0.2 1 WNGA 06T3 |
A20 MWLNR/L-06W-AD (1) 20.00 100.00 28.0 180 9.0 13.00 25.00 0.0 1 WNGA 06T3 O
A25R MWLNR/L-06W 25.00 200.00 340 230 1.7 17.00 32.00 02 1 WNGA 06T3
A32S MWLNR/L-06W 32.00 250.00 28.0 29.0 14.7 19.00 36.00 0.2 1 WNGA 06T3 O
$20S MWLNR/L-06W 20.00 250,00 28.0 180 9.2 13.00 25,00 02 0 WNGA 06T3 —
S$25T MWLNR/L-06W 25.00 300.00 28.0 23.0 1.7 17.00 32.00 0.2 0 WNGA 06T3
S$32U MWLNL-06W 32.00 350.00 40.0 29.0 14.7 19.00 36.00 0.2 0 WNGA 06T3
$32U MWLNR-06W 32,00 350.00 28.0 29.0 14.7 19.00 36.00 0.2 0 WNGA 06T3
A25R MWLNR/L-08W 25.00 200.00 40.0 230 1.7 17.00 32.00 02 1 WNGA 0804
A25 MWLNR-08W-AD () 25.00 120.00 35.0 23.0 1.7 17.00 32.00 0.2 1 WNGA 0804
A32S MWLNR/L-08W 32.00 250,00 45,0 29.0 14.7 22.00 40.00 02 1 WNGA 0804
A40T MWLNR/L-08W 40.00 300.00 50.0 36.0 18.2 27.00 50.00 0.2 1 WNGA 0804
$25T MWLNR/L-08W 25.00 300.00 35.0 23.0 17 17.00 32.00 02 0 WNGA 0804
S$32U MWLNR/L-08W 32.00 350.00 45,0 28.0 14.7 22.00 40,00 0.7 0 WNGA 0804
S40V MWLNR/L-08W 40.00 400.00 50.0 36.0 18.2 27.00 50.00 0.2 0 WNGA 0804
S50V MWLNR/L-13W 50.00 400.00 63.0 47.0 23.5 35.00 63.00 0.0 0 WNGA 1306

() AD - short tool for adapter holders
(2 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: WNGA (CBN) (176) ® WNGA (PCD) (222) « WNGA (CER) (66)

Spare Parts

M o ©° = ¢ O F [ @

A20 MWLNR/L-06W-AD ZNW 3WI LC 250 SET 1 HW25  PL20
A20Q MWLNR/L-06W ZNW 3WI LC 250 SET 1 HW25  PL20
A25R MWLNR/L-06W IWSN 322W  IWSN 3-2e@ ZNW 3W LC 250 SET 1 HW25  PL25
A32S MWLNR/L-06W IWSN 322W  IWSN 3-2We@ ZNW 3W LC 250 SET 1 HW25  PL32
$20S MWLNR/L-06W ZNW 3WI LC 250 SET 1 HW 2.5
S$25T MWLNR/L-06W IWSN 322W  IWSN 3-2e@ ZNW 3W LC 250 SET 1 HW 2.5
S$32U MWLNR/L-06W IWSN 322W  IWSN 3-2We@ ZNW 3W LC 250 SET 1 HW 2.5
A25R MWLNR/L-08W TWN 423 ZNW-4WI LC 252 SET 2 HW30 PL25
A25 MWLNR-08W-AD TWN 423 ZNW-4WI LC 252 SET 2 HW30 PL25
A32S MWLNR/L-08W TWN 423 ZNW-4W| LC 252 SET 1 HW3.0  PL32
A40T MWLNR/L-08W IWSN 433 IWSN 433Mb* ZNW 4W LC 252 SET 1 HW3.0  PL40
S$25T MWLNR/L-08W TWN 423 ZNW-4WI LC 252 SET 2 HW 3.0
S$32U MWLNR/L-08W TWN 423 ZNW-4W| LC 252 SET 1 HW 3.0
S40V MWLNR/L-08W IWSN 433 IWSN 433Mb)* ZNW 4W LC 252 SET 1 HW 3.0
S50V MWLNR/L-13W IWSN 635 ZNW W LC 253 SPR 17-362 WA M8 SR17-362  HW 4P

*  Optional, to be ordered separately

@ Use IWSN 3-2W optional seat for WNGA 0604.. inserts

() Use IWSN 433M optional seat for WNGA 0804..-TNM inserts

Member IMC Group




7.y v J¥/_vVy)
>< 1DV I Ui DMIN
101 A/S-PWLNR/L e ’k ‘ @
D Lever Lock Boring Bars Carrying H@ «
Double-Sided Trigon Inserts L H
< |
T s b, = | BCONMS
L Right-hand shown
O DCONMS LF LDRED H HFB WF DMIN HF CSPM Insert
U A16M PWLNR/L-06 16.00 150.00 27.0 15.0 8.0 11.00 20.00 0.5 1 WNGA 06T3
D_ A20Q PWLNR/L-06 20.00 180.00 36.0 18.0 9.2 13.00 25.00 0.2 1 WNGA 06T3
A25R PWLNR/L-06 25.00 200.00 35.0 23.0 117 17.00 32.00 02 1 WNGA 06T3
05 $16Q PWLNR/L-06 16.00 180.00 27.0 15.0 8.0 11.00 20.00 0.5 0 WNGA 06T3
S20R PWLNR/L-06 20.00 200.00 36.0 18.0 9.0 13.00 27.00 0.0 0 WNGA 06T3
Z $25S PWLNR/L-06 25.00 250.00 40.4 23.0 115 17.00 32.00 0.0 0 WNGA 06T3
m S32T PWLNR-06 32.00 300.00 50.0 29.0 14.5 19.00 39.00 0.0 0 WNGA 06T3
U A25R PWLNR/L-08 25.00 200.00 47.0 230 115 17.00 32.00 0.5 1 WNGA 0804
A32S PWLNR/L-08 32.00 250.00 50.0 28.0 147 22.00 39.00 0.7 1 WNGA 0804
@ $25S PWLNR/L-08 25.00 250.00 47.0 23.0 11.5 17.00 32.00 0.0 0 WNGA 0804
S32T PWLNR/L-08 32.00 300.00 50.0 29.0 145 22.00 39.00 0.0 0 WNGA 0804
Z S40U PWLNR/L-08 40.00 350.00 59.0 36.0 18.0 27.00 49.00 0.0 0 WNGA 0804
2 ) 0 - Without coolant supply, 1 - With coolant supply
m For inserts, see pages: WNGA (CBN) (176) ® WNGA (PCD) (222) * WNGA (CER) (66)
D Spare Parts
o 2 & s S 2+ @ 2
D: A16M PWLNR/L-06 LR 3S SR 117-2009 PL 16 HW 2.0/5
O A20Q PWLNR/L-06 TWN 322 SP3 PN 3-4 LR 3W SR 117-2014 PL 20 HW 2.5/5
LL A25R PWLNR/L-06 TWN 322 SP3 PN 3-4 LR3 SR 117-2014 PL 25 HW 2.5/5
$16Q PWLNR/L-06 LR 3S SR 117-2009 HW 2.0/5
(n S20R PWLNR/L-06 TWN 322 SP3 PN 3-4 LR 3W SR 117-2014 HW 2.5/5
_| $25S PWLNR/L-06 TWN 322 SP3 PN 3-4 LR3 SR 117-2014 HW 2.5/5
O S32T PWLNR-06 TWN 322 SP3 PN 3-4 LR3 SR 117-2014 HW 2.5/5
A25R PWLNR/L-08 LR 4M SR 117-2011 PL 25 HW 2.5/5
O A32S PWLNR/L-08 TWN 423 SP4 PN 3-4 LR4 SR 117-2010 pL 32 HW 3.0
I_ $25S PWLNR/L-08 LR 4M SR 117-2011 HW 2.5/5
S$32T PWLNR/L-08 TWN 423 SP 4 PN 3-4 LR4 SR 117-2010 HW 3.0
S40U PWLNR/L-08 TWN 423 SP4 PN 3-4 LR4 SR 117-2010 HW 3.0
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TOOLS FOR MILLING CBN & PCD



Tools for Milling CBN & PCD - Index

FOOLN-N11 FOOLN-N15
‘ e

FOO0AD-SFR HM90 E9O0AD-15 315 HM90 ESOAD-M-15 HM90 E9OAD- M 15-JHP 316
- o

!!lE!
HM90 E90AD-MM-15-JHP 317 [l HM90 F90A-15 HM90 F90A-15-JHP _

o
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o
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L W Y”Z YV // N
AACETEE " pcOMMs~ APMX [~ 0O
FOOLN-N11 L= — @ @ @)
90° Face Mills Carrying T T 5.0 NKAPR o
LN..1106... Tangentially | OAL %
Clamped Inserts R = erE
(ol il gl | e 3
DG DC=63, a=5", KAPR=90" Z
an)]
DC cIcT® APMX OAL DHUB DCONMS Arbor & @)
FOOLN D040-04-16-R/L-N11 40.00 4 10.00 40.00 38.40 16.00 A 0.22
FOOLN D040-06-16-L-N11 (1) 40.00 6 10.00 40,00 38.40 16.00 A 0.04 @
FOOLN D040-06-16-R-N11 (1) 40.00 6 10.00 40.00 38.40 16.00 A 0.21 Z
FOOLN D050-05-22-R/L-N11 50.00 5 10.00 40.00 47.00 22,00 A 0.32 —
FOOLN D050-07-22-L-N11 (1) 50.00 7 10.00 40.00 47.00 22,00 A 0.32 —
FOOLN D050-07-22-R-N11 (1) 50.00 7 10.00 40.00 47.00 22.00 A 0.33 —1
FOOLN D063-06-22-R/L-N11 63.00 6 10.00 40.00 59.20 22.00 B 047 —
FOOLN D063-09-22-R/L-N11 (1) 63.00 9 10.00 40,00 59.20 22,00 B 0.50 2
FOOLN D080-08-27-R/L-N11 (2 80.00 8 10.00 50.00 70.00 27.00 B 0.98
FOOLN D080-11-27-R/L-N11 2 80.00 11 10.00 50.00 70.00 27.00 B 1.02 xx
FOOLN D100-09-32-L-N11 (2 100.00 9 10.00 50.00 77.00 32.00 B 1.40 O
FOOLN D100-09-32-R-N11 (@ 100.00 9 10.00 50.00 77.00 32.00 B 1.41 LL
FOOLN D100-14-32-R-N11 @ 100.00 14 10.00 50.00 77.00 32.00 B 1.48
FOOLN D125-10-40-L-N11 (2 125.00 10 10.00 63.00 95.00 40,00 B 2.73 0p)
FOOLN D125-10-40-R-N11 (@ 125.00 10 10.00 63.00 95.00 40,00 B 2,67 |
FOOLN D125-18-40-R-N11 (@ 125.00 18 10.00 63.00 95.00 40,00 B 2.88 O
* For user guide, see pages 329-330,333-336
() Fine pitch O
(@ For internal coolant through the holder, use a matching coolant set (should be ordered separately) I_
() Number of inserts (or edges for solid tool)
For inserts, see pages: * LNAR 1106 (PCD) (226) » LNAR 1106PN-R-S-W (PCD) (226) * LNAW-11 (CBN) (179)
Spare Parts
S 7 / 7
FOOLN D040-04-16-R/L-N11 SR 34-550 SW6-SD BLD T10/S7 SR M8X30DIN912
FOOLN D040-06-16-R/L-N11 SR 34-550 SW6-SD BLD T10/S7 SR M8X30DIN912
FOOLN D050-05-22-R/L-N11 SR 34-550 SW6-SD BLD T10/57 SR M10X25 DIN912
FOOLN D050-07-22-R/L-N11 SR 34-550 SW6-SD BLD T10/S7 SR M10X25 DIN912
FOOLN D063-06-22-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D063-09-22-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D080-08-27-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D080-11-27-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D100-09-32-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D100-14-32-R-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D125-10-40-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D125-18-40-R-N11 SR 34-550 SW6-SD BLD T10/S7




(M) 1AL DHUB
—+DCONMS}= 2
(@) | FOOLN-N15 L -~ @ %
o 90° Face Mills Carrying ! o
LN..1506... Tangentially \ OAL=LF APNX 7 Q
05 Clamped Inserts 31| Yol Foll Wolbmh aphix
DC ! DG-65. o6, KAbR-oD
Z DC=100, a=4.5", KAPR=90"
m
U DC CICT®@ APMX OAL DHUB DCONMS Arbor &
FOOLN D050-05-22-R/L-N15 50.00 5 14,00 40.00 47.00 22.00 A 0.33
@ FOOLN D063-05-22-R/L-N15 63.00 5 14.00 40.00 59.20 22.00 B 0.48
Z FO9OLN D063-08-22-R/L-N15 63.00 8 14.00 40.00 59.20 22.00 B 0.50
—_— F9OLN D080-07-27-L-N15 (1) 80.00 7 14.00 50.00 70.00 27.00 B 1.01
— FOOLN D080-07-27-R-N15 (1) 80.00 7 14.00 50.00 70.00 27.00 B 1.02
— FOOLN D080-10-27-L-N15 (1) 80.00 10 14.00 50.00 70.00 27.00 B 1.05
— FOOLN D080-10-27-R-N15 (1) 80.00 10 14.00 50.00 70.00 27.00 B 1.06
2 FOOLN D100-08-32-L-N15 (1) 100.00 8 14.00 50.00 78.00 32.00 B 0.50
FOOLN D100-08-32-R-N15 (1 100.00 8 14.00 50.00 78.00 32.00 B 1.52
D: FOOLN D100-12-32-L-N15 (1) 100.00 12 14.00 50.00 78.00 32.00 B 1.59
O FOOLN D100-12-32-R-N15 (1) 100.00 12 14.00 50.00 78.00 32.00 B 1.60
Ll_ FOOLN D125-09-40-R/L-N15 (1 125.00 9 14,00 63.00 95.00 40.00 B 2.95
FOOLN D125-15-40-L-N15 (1) 125.00 15 14.00 63.00 95.00 40.00 B 3.06
(f) FOOLN D125-15-40-R-N15 (1) 125.00 15 14.00 63.00 95.00 40.00 B 3.07
S | FOOLN D160-10-40-L-N15 160.00 10 14.00 63.00 120.00 40.00 C 4.30
O FOOLN D160-10-40-R-N15 160.00 10 14.00 63.00 120.00 40.00 C 4.29
FOOLN D160-20-40-L-N15 160.00 20 14.00 63.00 120.00 40.00 C 4.48
O FOOLN D160-20-40-R-N15 160.00 20 14,00 63.00 120.00 40.00 C 450
I_ FOOLN D200-12-60-L-N15 200.00 12 14.00 63.00 135.00 60.00 C 6.67
FOOLN D200-12-60-R-N15 200.00 12 14.00 63.00 135.00 60.00 C 6.64
F9OLN D250-15-60-R-N15 250.00 15 14,00 63.00 150.00 60.00 C 10.39
FOOLN D250-30-60-R-N15 250.00 30 14,00 63.00 150.00 60.00 C 10.83
e Left-hand cutters are designated by a red groove e For user guide, see pages 329-330,333-336
() For internal coolant through the holder, use a matching coolant set (should be ordered separately)
(2 Number of inserts (or edges for solid tool)
For inserts, see pages: * LNAR 1506 PN-R-S (PCD) (226) ¢ LNAW-15 (CBN) (180)
Spare Parts
S 7 / /
FOOLN D050-05-22-L-N15 SR 34-535 SWe-T BLD T15/M7 SR M10X25 DIN912
FOOLN D050-05-22-R-N15 SR 34-535 SW6-T-SH BLD T15/M7 SR M10X25 DIN912

FOOLN D063-05-22-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D063-08-22-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D080-07-27-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D080-10-27-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D100-08-32-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D100-12-32-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D125-09-40-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D125-15-40-L-N15 SR 34-535 SW6-T BLD T15/M7
FOOLN D125-15-40-R-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D160-10-40-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D160-20-40-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D200-12-60-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D250-15-60-R-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D250-30-60-R-N15 SR 34-535 SW6-T BLD T15/M7
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HM90 E90A-D10-1-C10 10.00 10.10 1.00 10.00 9.80 1.00 1 8000 79.68 20.0 138 50 50 11.10 1920 C 0 132843 HM0 APKT 1003 PDR - 0.04
TV CTON Ze10) o k[0 g [oH o2 10,00 1010 1.00 10.00 980 100 1 8000 7963 20.0 138 50 50 11.10 19.20 C 1 131850 HM90 APKT 1003 PDR . e Z
HM90 E90A-D10-1-C16-LB 10.00 10.10 1.00 16.00 9.80 1.00 1 160.00 159.63 30.0 13.8 50 5.0 11.10 1920 C 0 132843 HMI0 APKT 1003 PDR - 0.22 :
HM90 E90A-D10-1-W16 10.00 - - 16.00 980 - 1 80.00 - 20.0 106 50 - - - W 0 132843 HM90 APKT 1003 PDR - 0.10 _I
HM90 E90A-D12-1-C16 12.00 12.10 3.00 16.00 9.80 1.00 1 80.00 79.63 20.0 14.0 32.0 32.0 15.10 2320 C 0 92536 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.11 p—
HM90 E90A-D12-1-C16-LB 12.00 12.10 3.00 16.00 9.80 1.00 1 160.00 59.63 30.0 16.0 32.0 32.0 1510 23.20 C 0 92536 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.23 2
HM90 E90A-D12-1-W16 12.00 12,10 3.00 16.00 980 100 1 80.00 79,63 200 14.0 320 320 1510 2320 W 0 92536 HMO0 APKT 1003 PDR APKT 1003R8T-FF 0.11
HM90 E90A-D12-1-W16-C 12.00 12.10 3.00 16.00 9.80 1.00 1 80.00 79.63 20.0 14.0 32.0 32.0 15.10 2320 W 1 92536 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.10 m
HM90 E90A-D12-1-C16-C 1200 - - 16.00 980 - 1 80.00 - 20.0 14.0 320 - - - C 1 92536 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.10
HM90 E90A-D14-1-C16 14.00 14.10 5.00 16.00 9.80 1.00 1 80.00 79.63 23.0 184 7.0 7.0 1910 27.20 C 0 75930 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.11 O
HM90 E90A-D14-1-W16 14,00 14.10 500 16.00 9.80 1.00 1 8000 79.63 230 184 7.0 7.0 19.10 27.20 W 0 75930 HM90 APKT 1003 PDR APKT 1003RST-FF 0.11 LL
HM90 E90A-D16-2-C15-B 16.00 16.10 7.00 15.00 9.80 1.00 2 150.00 149.63 25.0 24.4 15.0 15.0 23.10 31.20 C 0 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.19
TN T e p TIPS TRl 16,00 1610 7.00 15.00 980 100 2 150,00 14963 250 244 150 150 2310 3120 G 1 66712 HMOO APKT 1003 PDR APKT 003RGTFF 017 | el
HM90 E90A-D16-2-C16 16.00 16.10 7.00 16.00 9.80 1.00 2 90.00 89.63 26.0 25.2 15.0 15.0 23.10 3120 C 0 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.12 —I
HM90 E90A-D16-2-C16-B 16.00 16.10 7.00 16.00 9.80 1.00 2 150.00 149.63 40.0 38.2 15.0 15.0 23.10 31.20 C 0 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.22 O
Ll EeTol e Loy S b G0 2o 68 - £ 16,00 16.10 7.00 16.00 9.80 1.00 2 150.00 149.63 40.0 38.2 15.0 15.0 23.10 31.20 C 1 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.20
TN L o LMoL [- X 16,00 16.10 7.00 16.00 9.80 100 2 90.00 89.63 260 252 150 150 23.10 3120 C 1 66712 HMI0 APKT 1003 PDR APKT 1003R8T-FF 0.11 O
HM90 E90A-D16-2-C16-LB 16.00 16.10 7.00 16.00 9.80 1.00 2 180.00 179.63 40.0 38.1 15.0 15.0 23.10 31.20 C 0 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.26 I_
HM90 E90A-D16-2-W16 16.00 16.10 7.00 16.00 9.80 1.00 2 85.00 84.63 26.0 25.2 15.0 15.0 23.10 3120 W 0 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.12
HM90 E90A-D16-2-W16-C 16.00 16.10 7.00 16.00 9.80 1.00 2 85.00 84.63 26.0 25.2 15.0 15.0 23.10 3120 W 1 66712 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.11
HM90 E90A-D17-2-C16 17.00 17.10 8.00 16.00 9.80 1.00 2 90.00 89.63 28.0 27.0 15.0 15.0 25.10 33.20 C 0 63393 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.13
TV ETN e10)- W ok b2 o5 [ B o) 17.00 17.10 8.00 16.00 9.80 100 2 170.00 169.63 27.0 - 45 150 2510 3320 C 0 63393 HM90 APKT 1003 PDR APKT 1003RET-FF 0.25
HM90 E90A-D18-2-C16 18,00 18.10 9.00 16.00 9.80 1.00 2 9000 8963 260 - 7.5 7.5 27.10 3520 C 0 60361 HMO0 APKT 1003 PDR APKT 1003R8T-FF 0.13
HM90 E90A-D18-2-C16-C 18.00 18.10 9.00 16.00 9.80 1.00 2 90.00 89.63 260 - 7.5 7.5 2710 3520 C 1 60361 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.12
HM90 E90A-D18-2-W20 18.00 18.10 9.00 20.00 980 100 2 90.00 89.63 800 264 7.5 7.5 2710 3520 W 0 60361 HM0 APKT 1008 PDR APKT 1003R8T-FF 0.18
HM90 E90A-D18-2-W20-C 18.00 18.10 9.00 20.00 9.80 1.00 2 90.00 89.63 30.0 26.4 7.5 7.5 27.10 3520 W 1 60361 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.17
HM90 E90A-D19-2-C20 19.00 19.10 10.0020.00 9.80 1.00 2 90.00 89.63 26.0 250 7.5 7.5 29.10 3720 C 0 57727 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.19
T ETN e10)- W 0 o3 -1 =888 50,00 20,10 11.0019.00 9.80 1.00 2 160.00 159.63 250 - 75 7.5 3110 3920 C 0 55578 HM90 APKT 1003 PDR APKT 1003RET-FF 0.33
TN 1) o P R oL [- 1 - Mot 20,00 20.10 11.0019.00 9.80 1.00 2 16000 15963 250 - 7.5 7.5 31.10 3920 C 1 55578 HMOO APKT 1003 PDR APKT 1003RST-FF 0.30
HM90 E90A-D20-2-C20 20.00 20.1011.0020.00 9.80 1.00 2 110.00 109.63 26.0 253 7.5 7.5 31.10 39.20 C 0 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.24
TV ETN 1) W PI Mo B 50,00 20,10 11.0020.00 9.80 1.00 2 160.00 159.63 40.0 380 75 7.5 3110 89.20 C 0 55578 HMI0 APKT 1003 PDR APKT 1003RET-FF 0.36
Ll EeTol e o) S Lo B B oo B - £ 20.00 20.10 11.00 20.00 9.80 1.00 2 160.00 159.63 40.0 38.0 7.5 7.5 31.10 39.20 C 1 55578 HMO90 APKT 1003 PDR APKT 1003R8T-FF 0.33
HM90 E90A-D20-2-C20-C 20.00 20.1011.0020.00 9.80 1.00 2 110.00 109.63 26.0 253 7.5 7.5 31.10 39.20 C 1 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.22
TV LT e10)- W o S e o1 20,00 20,10 11.0020.00 9.80 1.00 2 200.00 199.63 40.0 380 75 7.5 31.10 39.20 C 0 55578 HM90 APKT 1003 PDR APKT 1003RET-FF 0.46
TN 1) W P B o015 (M 20,00 20.10 11.0020.00 9.80 1.00 2 130.00 12963 60.0 59.0 7.5 7.5 31.10 3920 C 0 55578 HMO0 APKT 1003 PDR APKT 1003R8T-FF 0.27
HM90 E90A-D20-2-W20 20.00 20.10 11.0020.00 9.80 1.00 2 90.00 89.63 26.1 25.0 7.5 7.5 31.10 3920 W 0 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.19
T ETN L) W PRI 2T 8 O 50,00 20,10 11.0020.00 9.80 1.00 2 130.00 129.63 60.0 500 75 7.5 31.10 89.20 W 0 55578 HMI0 APKT 1003 PDR APKT 1003RET-FF 0.27
HM90 E90A-D20-3-C20 20.00 20.1011.0020.00 9.80 1.00 3 110.00 109.63 26.1 250 7.5 7.5 31.10 39.20 C 0 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.24
HM90 E90A-D20-3-C20-C 20.00 20.1011.0020.00 9.80 1.00 3 110.00 109.63 26.1 25.0 7.5 7.5 31.10 39.20 C 1 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.22
HM90 E90A-D20-3-W16 20.00 20.10 11.0016.00 9.80 1.00 3 85.00 84.63 261 - 75 7.5 3110 3920 W 0 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.13
TN o1 o P BB TA [ o 20,00 20.10 11.0016.00 9.80 100 3 8500 8463 261 - 7.5 7.5 31.10 3920 W 1 55578 HMOO APKT 1003 PDR APKT 1003R8T-FF 0.12
HM90 E90A-D20-3-W20 20.00 20.10 11.0020.00 9.80 1.00 3 90.00 89.63 26.1 25.0 7.5 7.5 31.10 39.20 W 0 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.19
TV ETN T W PI RT 2T S 50,00 20,10 11.0020.00 980 100 8 9000 8963 261 250 75 7.5 8110 89.20 W 1 55578 HMI0 APKT 1003 PDR APKT 1003RET-FF 0.18
HM90 E90A-D20-2-W20-C 20.00 - - 2000980 - 2 90.00 - 261 260 75 - - - W 1 55578 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.18
BT N LeTo) S P4 B Bee s B -4 (0] 21.00 21.10 12.00 20.00 9.80 1.00 2 270.00 269.63 260 - 2.8 2.8 33.10 41.20 C 0 53729 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.64
HM90 E90A-D21-3-C20 21.00 21.10 12.0020.00 9.80 1.00 3 115.00 114.63 26.0 25.0 7.5 2.8 3310 4120 C 0 53729 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.26
HM90 E90A-D22-3-C20 22,00 22.1013.0020.00 9.80 1.00 3 115.00 11463 260 - 7.5 7.5 3510 4320 C O 51846 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.26
HM90 E90A-D22-3-C20-C 22,00 22.1013.0020.00 9.80 1.00 3 115.00 11463 260 - 7.5 7.5 3510 4320 C 1 51846 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.25
HM90 E90A-D22-3-W25 22.00 22.1013.0025.00 9.80 1.00 3 95.00 94.63 26.0 21.0 75 7.5 3510 4320 W 0 51846 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.31
HM90 E90A-D22-3-W25-C 22,00 22.1013.0025.00 9.80 1.00 3 95.00 94.63 26.0 210 7.5 7.5 3510 4320 W 1 51846 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.29
HM90 E90A-D25-3-C24-B 25.00 25.10 16.00 24.00 9.80 1.00 3 200.00 199.63 250 - 25 25 4110 4920 C 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.67
Ll Eelol e o) O PP Blode s B s Ee 25,00 25.10 16.00 24.00 9.80 1.00 3 200.00 199.63 25.0 24.0 2.5 25 4110 4920 C 1 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.64
HM90 E90A-D25-3-C25 25,00 25.10 16.00 25.00 9.80 1.00 3 120.00 119.63 26.1 25.0 2.5 2.5 4110 4920 C 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.42
HM90 E90A-D25-3-C25-B 25.00 25.10 16.00 25.00 9.80 1.00 3 200.00 199.63 40.0 37.0 2.5 25 4110 4920 C 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.72

e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336
() Number of inserts (or edges for solid tool)

2 Maximum ramping angle

() C-Cylindrical, W-Weldon

@) 0 - Without coolant supply, 1 - With coolant supply

) Maximum RPM

(6) Master insert identification

() Master insert identification 2

For inserts, see pages: ® APKW 100304 PDR (PCD) (225)
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Lo [ Ee Lol e o) o P LB B oo i - e 25,00 25.10 16.00 25.00 9.80 1.00 3 200.00 199.63 40.0 37.0 2.5 25 4110 4920 C 1 47512 HMO0 APKT 1003 PDR APKT 1003R8T-FF 0.68
HM90 E90A-D25-3-C25-C 25.00 25.10 16.0025.00 9.80 1.00 3 120.00 119.63 26.1 25.0 25 2.5 4110 4920 C 1 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.39
HM90 E90A-D25-3-W25 2500 25.1016.0025.00 980 1.00 3 9500 9463 261 250 2.5 25 4110 4920 W O 47512 HM0 APKT 1003 PDR APKT 1003RET-FF 0.32
HM90 E90A-D25-3-W25-C 25.00 25.10 16.0025.00 9.80 1.00 3 95.00 94.63 26.1 25.0 25 25 4110 4920 W 1 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.30
(a1 EeLol STy S0 LT R P2 (BB 25,00 25.10 16.00 25.00 9.80 1.00 3 140.00 139.63 80.0 79.0 25 25 41.10 4920 W 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.47
HM90 E90A-D25-4-C25 25.00 25.10 16.0025.00 9.80 1.00 4 120.00 119.63 26.0 25.0 25 2.5 4110 4920 C 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.42
HM90 E90A-D25-4-C25-C 25,00 25.10 16.00 25.00 9.80 1.00 4 120.00 120.00 26.0 25.0 2.5 25 41.10 4920 C 1 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.39
HM90 E90A-D25-4-W25 25.00 25.10 16.0025.00 9.80 1.00 4 95.00 94.63 26.0 25.0 25 25 4110 4920 W 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.31
TN 1) W PR YW M 55 00 25,10 16.0025.00 980 100 4 9500 9463 260 250 25 25 4110 4920 W 1 47512 HMS0 APKT 1003 PDR APKT 1003RET-FF 0.30
HM90 E90A-D25-2-C25 2500 - - 2500980 - 2 120.00 120.00 26.1 25.0 2.5 - C 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.42
HM90 E90A-D25-2-W25 2500 - - 2500980 - 2 9500 9500 26.1 250 25 - - - W 0 47512 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.32
HM90 E90A-D28-4-C25 28,00 28.1019.0025.00 9.80 1.00 4 120.00 119.63 260 - 2.0 20 47.10 5520 C O 44005 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.44
HM90 E90A-D28-4-C25-C 28.00 28.10 19.00 25.00 9.80 1.00 4 120.00 119.63 26.0 20 20 4710 5520 C 1 44005 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.41
HM90 E90A-D28-4-W25 2800 28.1019.0025.00 980 1.00 4 9500 9463 260 - 20 20 47.10 5520 W O 44005 HM90 APKT 1003 PDR APKT 1003RET-FF 0.33
HM90 E90A-D30-4-C32 30.00 30.1021.0032.00 980 1.00 4 130.00 12963 40.0 354 20 20 5110 5920 C O 36782 HM0 APKT 1003 PDR APKT 1003RET-FF 0.72
HM90 E90A-D30-4-W25 30.00 30.1021.0025.00 9.80 1.00 4 95.00 94.63 30.0 20 20 5110 59.20 W 0 36782 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.35
TNl W KW RIS 2,00 30.1021.0025.00 980 1.00 4 9500 9463 300 - 20 20 5110 5020 W 1 36782 HM90 APKT 1003 PDR APKT 1003RGT-FF 0.33
HM90 E90A-D32-3-C32 32,00 32.1023.0032.00 9.80 1.00 3 130.00 129.63 30.0 285 3.0 3.0 55.10 63.20 C O 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.76
HM90 E90A-D32-3-W32 32.00 32.1023.0032.00 9.80 1.00 3 110.00 109.63 30.0 28.5 3.0 3.0 55.10 63.20 W 0 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.63
HM90 E90A-D32-4-C32 3200 32.1023.0032.00 980 1.00 4 130.00 12963 30.0 285 30 3.0 55.10 6320 C O 35614 HMI0 APKT 1003 PDR APKT 1003RET-FF 0.75
HM90 E90A-D32-4-C32-B 32,00 32.1023.0032.00 9.80 1.00 4 200.00 199.63 40.0 37.2 3.0 3.0 55.10 6320 C O 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 1.18
HM90 E90A-D32-4-C32-LB 32,00 32.1023.0032.00 9.80 1.00 4 250.00 249.63 40.0 37.2 3.0 3.0 55.10 63.20 C 0 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 1.50
HM90 E90A-D32-4-W25 3200 32.1023.0025.00 980 1.00 4 9500 9463 300 - 30 30 5510 6320 W O 35614 HM0 APKT 1003 PDR APKT 1003RET-FF 0.37
Lol e o) S e 2 BT P20 (B 32,00 32,10 23.00 32.00 9.80 1.00 4 160.00 159.63 100.0 28.5 3.0 3.0 55.10 63.20 W 0 35614 HMO90 APKT 1003 PDR APKT 1003R8T-FF 0.87
HM90 E90A-D32-5-C32 32,00 32.1023.0032.00 9.80 1.00 5 130.00 129.63 30.0 285 3.0 3.0 55.10 6320 C 0 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.75
TV EIN =10 W RPR-RGZ M ol 20 00 3210 23.0032.00 9.80 1.00 5 13000 120.63 300 285 30 80 5510 6320 G 1 35614 HM9OAPKT 1008 PDR APKT 1003RET-FF 0.72
HM90 E90A-D32-5-W25 32,00 32.1023.0025.00 9.80 1.00 5 95.00 94.63 300 - 3.0 30 5510 6320 W O 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.37
HM90 E90A-D32-5-W25-C 32.00 32.1023.0025.00 9.80 1.00 5 95.00 9463 300 - 3.0 3.0 5510 6320 W 1 35614 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.35
TN ) W KPR AL 2 00 32.1023.0032.00 9.80 1.00 5 11000 100.63 30.0 285 30 30 5510 6320 W 1 35614 HM90 APKT 1003 PDR APKT 1003RGT-FF 0.60
HM90 E90A-D40-5-C32 40.00 40.1031.0032.00 9.80 1.00 5 130.00 129.63 30.0 27 27 7110 7920 C 0 31855 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.83
HM90 E90A-D40-5-W32-C 40.00 40.1031.00 32.00 9.80 1.00 5 110.00 109.63 30.0 27 27 7110 7920 W 1 31855 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.68
HM90 E90A-D50-7-C32 50.00 - - 3200980 - 7 130.00 130.00 41.6 2.7 - C 0 28492 HM90 APKT 1003 PDR APKT 1003R8T-FF 0.94

e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336

() Number of inserts (or edges for solid tool)

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

4) 0 - Without coolant supply, 1 - With coolant supply

5) Maximum RPM

(6) Master insert identification

() Master insert identification 2

For inserts, see pages: ® APKW 100304 PDR (PCD) (225)
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HM90 E90A-D10-1-C10 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D10-1-C10-C SR 34-505/HG T-8/53
HM90 E90A-D10-1-C16-LB SR 34-505/HG T-8/53
HM90 E90A-D10-1-W16 SR 34-505/HG T-8/53
HM90 E90A-D12-1-C16 SR 34-505/HG T-8/53
HM90 E90A-D12-1-C16-LB SR 34-505/HG T-8/53
HM90 E90A-D12-1-W16 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D12-1-W16-C SR 34-505/HG T-8/53
HM90 E90A-D12-1-C16-C SR 34-505/HG T-8/53
HM90 E90A-D14-1-C16 SR 34-505/HG T-8/53
HM90 E90A-D14-1-W16 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D16-2-C15-B SR 34-505/HG BLD T08/M7 SW4-8D
HM90 E90A-D16-2-C15-B-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D16-2-C16 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D16-2-C16-B SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D16-2-C16-B-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D16-2-C16-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D16-2-C16-LB SR 34-505/HG BLD T08/M7 SW4-8D
HM90 E90A-D16-2-W16 SR 34-505/HG T-8/53
HM90 E90A-D16-2-W16-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D17-2-C16 SR 34-505/HG T-8/53
HM90 E90A-D17-2-C16-L170 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D18-2-C16 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D18-2-C16-C SR 34-505/HG BLD T08/M7 SW4-8D
HM90 E90A-D18-2-W20 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D18-2-W20-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D19-2-C20 SR 34-505/HG T-8/53
HM90 E90A-D20-2-C19-B SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-C19-B-C SR 34-505/HG T-8/63
HM90 E90A-D20-2-C20 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-C20-B SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-C20-B-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-C20-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-C20-LB SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-C20-XL SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-W20 SR 34-505/HG BLD T08/M7 SW4-8D
HM90 E90A-D20-2-W20-XL SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-3-C20 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-3-C20-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-3-W16 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-3-W16-C SR 34-505/HG T-8/63
HM90 E90A-D20-3-W20 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-3-W20-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D20-2-W20-C SR 34-505/HG T-8/63
HM90 E90A-D21-2-C20-L270 SR 34-505/HG T-8/53
HM90 E90A-D21-3-C20 SR 34-505/HG T-8/53
HM90 E90A-D22-3-C20 SR 34-505/HG T-8/63
HM90 E90A-D22-3-C20-C SR 34-505/HG BLD T08/M7 SW4-8D
HM90 E90A-D22-3-W25 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D22-3-W25-C SR 34-505/HG T-8/53
HM90 E90A-D25-3-C24-B SR 34-505/HG T-8/53
HM90 E90A-D25-3-C24-B-C SR 34-505/HG T-8/53 BLD T08/M7 SW4-SD
HM90 E90A-D25-3-C25 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-3-C25-B SR 34-505/HG BLD T08/M7 SW4-8D
HM90 E90A-D25-3-C25-B-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-3-C25-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-3-W25 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-3-W25-C SR 34-505/HG T-8/53 BLD T08/M7 SW4-SD
HM90 E90A-D25-3-W25-XL SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-4-C25 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-4-C25-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D25-4-W25 SR 34-505/HG T1-8/53
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Continued
BN HEL;2000 ® i ®
U % —ﬂ_”j DCX_2 DC_2 % @
HM90 E90A-10
‘@l Endmills Carrying DC g DCONMS l : T e
HMS0 AP.. 1003... Inserts | i 4&_“ r & @;
o ~|APMx itu apvx 2 ||\ g @? Q
% et e OAL_2
U Spare Parts
@ Designation
Z. WAoo E90A-D25-a-W25-C SR 34-505/HG BLD TO8/M7 SW4-SD
) [§HW90 E90A-D25-2-C25 SR 34-505/HG BLD TO8/M7 SW4-SD
i HM90 E90A-D25-2-W25 SR 34-505/HG T-8/53
— [HM90 E90A-D28-4-C25 SR 34-505/HG BLD TO8/M7 SW4-SD
2 HM90 E90A-D28-4-C25-C SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D28-4-W25 SR 34-505/HG T-8/53
D: HM90 E90A-D30-4-C32 SR 34-505/HG T-8/53
HM90 E90A-D30-4-W25 SR 34-505/HG BLD TO8/M7 SW4-SD
O HM90 E90A-D30-4-W25-C SR 34-505/HG BLD TO8/M7 SW4-SD
Ll_ HM90 E90A-D32-3-C32 SR 34-505/HG BLD T08/M7 SW4-SD
HM90 E90A-D32-3-W32 SR 34-505/HG T-8/53
() Bimoo Es0a-D32-4-C32 SR 34-505/HG BLD TO8/M? SW4-SD
— HM90 E90A-D32-4-C32-B SR 34-505/HG T-8/53
QO [Hms0 E90A-D32-4-C32-LB SR 34-505HG T8/53
O HM90 E90A-D32-4-W25 SR 34-505/HG T-8/53
HM90 E90A-D32-4-W32-XL SR 34-505/HG BLD TO8/M7 SW4-SD
— [RHMm90 E90A-D32-5-C32 SR 34-505/HG BLD TO8M7 SW4-SD
HM90 E90A-D32-5-C32-C SR 34-505/HG BLD TO8/M? SW4-SD
HM90 E90A-D32-5-W25 SR 34-505/HG BLD TO8/M7 SW4-SD
HM90 E90A-D32-5-W25-C SR 34-505/HG T-8/53
HM90 E90A-D32-5-W32-C SR 34-505/HG T-8/53
HM90 E90A-D40-5-C32 SR 34-505/HG T-8/53
HM90 E90A-D40-5-W32-C SR 34-505/HG T-8/53
HM90 E90A-D50-7-C32 SR 34-505/HG BLD TO8/M7 SW4-SD

HELI2000

JET LINE

MULTI-mASTER

HM90 E90A-MM-10-JHP
90° JHP Endmills with a
MULTI-MASTER Threaded
Adaptation Carrying HELI2000

mm@m@@®®
999

APMX 2| y \ DRVS r

and HELIMILL Inserts

DC DC2  DCX2  CICTW  APMX  APMX2  OAL OAL2  RMPX°® RMPX°2

HM90 E90A D16-2-MMT10-JHP 16.00 7.00 16.10 2 9.80 1.00 34.80 3517 16.0 15.0
HM90 E90A D20-3-MMT12-JHP 20.00 11.00 20.10 3 9.80 1.00 38.50 38.87 75 75
HM90 E90A D25-4-MMT15-JHP 25.00 16.00 2510 4 9.80 1.00 47.00 47.37 7.5 75
HM90 E90A D32-5-MMT21-JHP 32.00 23.00 32.10 5 9.80 1.00 57.95 58.32 3.0 3.0
MDN MDX LF DCONMS THSZMS RPMX® DRVSY TQ 30 & MIID® MIID_20)
LCOR=CT R GCE- R (RPN, S8 2310 3120 2340 15.60 T10 66710 13.0 28 0.10  APKT 1003PDR-HM APKT 1003R8T-FF
HM90 E90A D20-3-MMT12-JHP BEIRIEE . R ] 19.70 T12 55575 16.0 28 0.15  APKT 1003PDR-HM APKT 1003R8T-FF
HM90 E9OA D25-4-MMT15-JHP [R3RTREY:eF2[0 B 0X0] 24.70 T15 47510 20.0 40 0.05  APKT 1003PDR-HM  APKT 1003R8T-FF
HM90 E90A D32-5-MMT21-JHP R L) 30.10 T21 35610 24.0 110 0.20  APKT 1003PDR-HM APKT 1003R8T-FF

e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336

e Do not apply lubricant to the MULTI-MASTER threaded connection

) Number of inserts (or edges for solid tool)

(2 Maximum ramping angle

(@) The maximum cutting speed (RPM) for the cutting head assembled on the shank should be the lower parameter (RPMX) of either the cutting head or the shank
@) Torque key size

) Tool tightening torque Nxm (Ibfxin)

(6) Master insert identification

(7 Master insert identification 2

For inserts, see pages: ® APKW 100304 PDR (PCD) (225)

Spare Parts

& S / 7

HM90 E90A-MM-10-JHP SR 34-505/HG SR 34-505/HG® BLD T08/M7 SW4-SD

@ Recommended tightening torque for this item: 1.2 Nxm

ISCAR




HELI2000 ® ')
HM90 E90A-M-10 box 2 PC-2 1 % @ Q
90° Endmills with a FLEXFIT *”% - 15 — 7 DHSZMS DOCNMS o
Threaded Adaptation Carrying @ %‘
HM90 AP.. 1003... Inserts APMX 2 |IL " DRvs/ o
R AT @?
OAL_2 Z
m
DC DC2 DCX2 CICT DCONMS THSZMS LH LF  OAL  OAL2 APMX APMX2 RMPX°® @)
HM90 E90A-D16-2-MO08 Jleao] 7.00 16.10 2 14.75 M08 240 30.00 47.50 4713 9.80 1.00 15.0
HM90 E90A-D20-3-M10 el 11.00 20.10 3 18.00 M10 30.0 30.00 50.00 49.63 9.80 1.00 75 @
HM90 E90A-D20-3-M12 o] 11.00 20.10 3 21.00 M12 24.0 30.00 52.00 51.63 9.80 1.00 75 Z
HM90 E90A-D25-3-M12 i) 16.00 25.10 3 21.00 M12 35.0 35.00 57.00 56.63 9.80 1.00 25 ju—
HM90 E90A-D25-4-M12 Jwsyo] 16.00 25.10 4 21.00 M12 35.0 35.00 57.00 56.63 9.80 1.00 2.5 |
HM90 E90A-D32-4-M16 A 23.00 32.10 4 29.00 M16 35.0 35.00 60.00 59.63 9.80 1.00 3.0 |
RMPX°2 MDN  MDX CSP® DRVSY TQ.36 RPMX® MIID®) MIID_26) & 2
HM90 E90A-D16-2-M08 15.0 23.10 31.20 0 9.6 20 66712 APKT 1003PDR-HM APKT 1003R8T-FF 0.03 m
HM90 E90A-D20-3-M10 75 31.10 39.20 1 15.1 29 55578 APKT 1003PDR-HM APKT 1003R8T-FF 0.05 O
HM90 E90A-D20-3-M12 75 31.10 39.20 1 171 33 55578 APKT 1003PDR-HM APKT 1003R8T-FF 0.06
HM90 E90A-D25-3-M12 2.5 41.10 49.20 1 171 33 47512 APKT 1003PDR-HM APKT 1003R8T-FF 0.08 LI—
HM90 E90A-D25-4-M12 25 41.10 49.20 1 171 33 47512 APKT 1003PDR-HM APKT 1003R8T-FF 0.08 m
HM90 E90A-D32-4-M16 3.0 56.10 63.20 1 25.1 40 35614 APKT 1003PDR-HM APKT 1003R8T-FF 0.16
e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide see pages 329-330,333-336 _I
* When mounting items with FLEXFIT threaded adaptation to their holders, the mating surfaces and threaded areas must be thoroughly cleaned. O
Apply appropriate tightening torque to eliminate a gap between the mating faces. Estimated torque values are specified in the TQ_3 parameter
() Number of inserts (or edges for solid tool) O
(2 Maximum ramping angle I—
©) 0 - Without coolant supply, 1 - With coolant supply
@ Torque key size
) Tool tightening torque Nxm (Ibfxin)
(6) Maximum RPM
(7 Master insert identification
(8 Master insert identification 2
For inserts, see pages: ¢ APKW 100304 PDR (PCD) (225)
Spare Parts
r Y V4
SR 34-505/HG SW4-SD BLD TO8/M7
——s




A HELi2000 @ ® DHUB — >
DCONMS
(@) HM90 F90AP-10 fr—w Q % @
o 90° Face Mills Carrying HM90 i i el =
APKT 1003... Inserts @ @ @
o
Z e s | laewnce
m
U DC DC_2 DCX_2 CICT®@ APMX APMX_2 OAL OAL_2 MDN MDX DHUB
HM90 FOOAP D32-3-16 32.00 23.00 32.10 3 9.80 1.00 35.00 34.63 55.10 63.20 30.40
@ HM90 FOOAP D32-5-16 32.00 23.00 32.10 5 9.80 1.00 35.00 34.63 55.10 63.20 30.40
Z HM90 F9OAP D40-5-22 40.00 31.00 4010 5 9.80 1.00 40.00 39.63 71.10 79.20 38.40
r— HM90 FOOAP D40-6-22 40.00 31.00 40.10 6 9.80 1.00 40.00 39.63 71.10 79.20 38.40
— HM90 FOOAP D50-6-22 50.00 41.00 50.10 6 9.80 1.00 40.00 39.63 91.10 99.20 48.40
| HM90 F90AP D50-7-22 50.00 41.00 50.10 7 9.80 1.00 40.00 39.63 91.10 99.20 48.40
— HM90 F90AP D63-7-22 (1) 63.00 54.00 63.10 7 9.80 1.00 40.00 39.63 117.10 125.20 59.00
2 HM90 FOOAP D63-9-22 63.00 54.00 63.10 9 9.80 1.00 40.00 39.63 117.10 125.20 59.00
HM90 F90AP D80-8-27 (1) 80.00 71.00 80.10 8 9.80 1.00 50.00 49.63 151.10 159.20 70.00
% HM90 F90AP D100-9-32 (1) [RIeeXi 91.00 100.10 9 9.80 1.00 50.00 49.63 191.10 199.20 78.00
LI_ MIID® MIID_2¢4) RPMX®) DCONMS RMPX°€) RMPX°_2 Arbor &
m HM90 F90AP D32-3-16 APKT 1003PDR-HM APKT 1003R8T-FF 35355 16.00 2.2 2.2 A 0.10
1 HM90 FOOAP D32-5-16 APKT 1003PDR-HM APKT 1003R8T-FF 35355 16.00 2.2 2.2 A 0.10
HM90 FOOAP D40-5-22 APKT 1003PDR-HM APKT 1003R8T-FF 31623 22.00 19 19 A 0.19
O HM90 FO9OAP D40-6-22 APKT 1003PDR-HM APKT 1003R8T-FF 31623 22.00 19 19 A 0.18
O HM90 FOOAP D50-6-22 APKT 1003PDR-HM APKT 1003R8T-FF 28284 22.00 14 14 A 0.34
HM90 F90AP D50-7-22 APKT 1003PDR-HM APKT 1003R8T-FF 28284 22.00 14 14 A 0.35
I_ HM90 F90AP D63-7-22 (1) APKT 1003PDR-HM APKT 1003R8T-FF 25198 22.00 1.0 1.0 B 0.52
HM90 F90AP D63-9-22 APKT 1003PDR-HM APKT 1003R8T-FF 25198 22.00 1.0 1.0 B 0.52
HM90 FOO0AP D80-8-27 (1) APKT 1003PDR-HM APKT 1003R8T-FF 22361 27.00 09 09 B 0.94
HM90 F90AP D100-9-32 (1) APKT 1003PDR-HM APKT 1003R8T-FF 20100 32.00 0.7 0.7 B 1.51
e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336
() For internal coolant through the holder, use a matching coolant set (should be ordered separately)
(2 Number of inserts (or edges for solid tool)
@) Master insert identification
4) Master insert identification 2
) Maximum RPM
(6) Maximum ramping angle
For inserts, see pages: ® APKW 100304 PDR (PCD) (225)
Spare Parts
S / / /
HM90 F90AP D32-3-16 SR 34-505/HG SW4-SD BLD T08/M7 SR M8X20DIN912
HM90 FO9OAP D32-5-16 SR 34-505/HG SW4-SD BLD T08/M7 SR M8X20DIN912
HM90 FO9OAP D40-5-22 SR 34-505/HG SW4-SD BLD T08/M7 SR M10X25 DIN912
HM90 F90AP D40-6-22 SR 34-505/HG SW4-SD BLD T08/M7 SR M10X25 DIN912
HM90 FO9OAP D50-6-22 SR 34-505/HG SW4-SD BLD T08/M7 SR M10X25 DIN912
HM90 F90AP D50-7-22 SR 34-505/HG SW4-SD BLD T08/M7 SR M10X25 DIN912
HM90 F90AP D63-7-22 SR 34-505/HG SW4-SD BLD T08/M7
HM90 FO9OAP D63-9-22 SR 34-505/HG SW4-SD BLD T08/M7
HM90 FO9OAP D80-8-27 SR 34-505/HG SW4-SD BLD T08/M7
HM90 FO9OAP D100-9-32 SR 34-505/HG SW4-SD BLD T08/M7

ISCAR
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HELi2000
HM90 FOOAP-AMT
90° Light Weight Face

Cutters Carrying HM90
AP...T 1008 inserts

ALY
| *
DC DC2 DCX2 CICT"  APMX APMX2 OAL  OAL2 DHUB DCONMS RMPX°®

HM90 F90AP D50-4-22-AMT 50.00 41.00 50.10 4 9.80 1.00 30.00 29.63 42.00 22.00 14
HM90 FOOAP D63-6-22-AMT 63.00 54.00 63.10 6 9.80 1.00 31.00 30.63 48.00 22.00 1.0

RMPX° 2  MDN MDX MIID® MIID_2¢ Arbor 5]

HM90 FO9OAP D50-4-22-AMT 14 91.10 99.20 HM90 APCT 100302R-PDR APKT 1003R8T-FF A 0.13
HM90 F90AP D63-6-22-AMT 1.0 117.10 125.20 HM90 APCT 100302R-PDR APKT 1003R8T-FF A 0.20

* 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336

() Number of inserts (or edges for solid tool)

2 Maximum ramping angle

() Master insert identification

@) Master insert identification 2

For inserts, see pages: ® APKW 100304 PDR (PCD) (225)

Spare Parts

P s/

HM90 FO9O0AP-AMT SR 34-505/HG®) SW4-SD BLD T08/M7

(@ Recommended tightening torque: 1.2 Nxm
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CONMS

HE! 2000 @ ® F’ DHUB —~|

HM90 F90AP-10-JHP
90° JHP Face Mills Carrying
HELI2000 and HELIMILL Inserts

®
Y9 %

——— 21| et F

DC DC_2 DCX_2 cIcT( APMX APMX_2 OAL OAL_2 DHUB DCONMS
HM90 F90AP D032-5-16-JHP 32.00 23.00 32.10 5 9.80 1.00 45.00 4463 30.40 16.00
HM90 F90AP D040-6-16-JHP 40.00 31.00 4010 6 9.80 1.00 40.00 39.63 38.40 16.00
HM90 F90AP D040-6-22-JHP 40.00 31.00 4010 6 9.80 1.00 40.00 39.63 38.00 22.00
HM90 F90AP D050-7-22-JHP 50.00 41.00 50.10 7 9.80 1.00 50.00 49.63 48.00 22.00
MDN  MDX RPMX® MIID®) MIID_2¢) RMPX°® RMPX°_ 2  Arbor &
HM90 F90AP D032-5-16-JHP BR:R[0) 63.20 35300 APKT 1003PDR-HM APKT 1003R8T-FF 2.2 2.2 A 0.17
HM90 F90AP D040-6-16-JHP 7110 79.20 31600 APKT 1003PDR-HM APKT 1003R8T-FF 1.9 1.9 A 0.29
HM90 F90AP D040-6-22-JHP 7110 79.20 31600 APKT 1003PDR-HM APKT 1003R8T-FF 1.9 1.9 A 0.27
HM90 F90AP D050-7-22-JHP 91.10 99.20 28200 APKT 1003PDR-HM APKT 1003R8T-FF 1.4 14 A 0.49

e 1- with standard square insert e 2- with FF (fast feed) insert ¢ Use adaptation only with face coolant outlets
e For user guide, see pages 329-330,333-336

() Number of inserts (or edges for solid tool)

) Maximum RPM

() Master insert identification

(@) Master insert identification 2

) Maximum ramping angle

For inserts, see pages: ® APKW 100304 PDR (PCD) (225)

Spare Parts

& Vs / /

HM90 FO90AP D032-5-16-JHP SR 34-505/HGE) SR PS 118-0416 BLD T08/M7 SW4-SD

HM90 FO90AP D040-6-16-JHP SR 34-505/HG SR M8X25DIN912 BLD T08/M7 SW4-SD

HM90 F90AP D040-6-22-JHP SR 34-505/HGE SR PS 118-0273 BLD T08/M7 SW4-SD

HM90 F90AP D050-7-22-JHP SR 34-505/HGE SR PS 118-0271C BLD T08/M7 SW4-SD
(A Recommended tightening torque for this item: 1.2 Nxm

Member IMC Group
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HELi2000 ~— DHUB—=

FOO0AD-SFR RIONMS % @

Adjustable Face Mills (used T

mainly for PCD/CBN inserts) S r

WTe] |
[ Yo S—

5 e oL I GErn g e [
F90AD D050-04-22-SFR 50.00 4 40.00 49.00 22.00 A 23000 0.31
F90AD D063-04-22-SFR 63.00 4 40.00 50.00 22.00 A 20600 0.43
FO90AD D063-06-22-SFR 63.00 6 40.00 50.00 22,00 A 20600 0.49
F90AD D080-06-27-SFR 80.00 6 50.00 60.00 27.00 B 18200 0.89

* These tools may also be used for regular HELI2000 AD.. 1505... inserts, for applications that require precise frontal edge adjustment
* For user guide, see page 329-330,333-336

() Number of inserts (or edges for solid tool)

) Maximum RPM

For inserts, see pages: ADKW (CBN) (179) ¢ ADKW (PCD) (225)
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Spare Parts

& @ / . /

FO90AD D050-04-22-SFR SR 14-544/8 SR 11800782 BLD T15/87 SW6-T-SH SR M10X20DIN912
F90AD D063-04-22-SFR SR 14-544/S SR 11800782 BLD T15/57 SW6-T-SH SR M10X20DIN912
FO90AD D063-06-22-SFR SR 14-544/8 SR 11800782 BLD T15/87 SW6-T-SH SR M10X20DIN912
F90AD D080-06-27-SFR SR 14-544/S SR 11800782 BLD T15/57 SW6-T-SH
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HELi2000 ©) — H — ® Q
HM90 E90AD-15 T{ _ ' oozngs f % @ Q
90° Endmills Carrying HM90 DC DCONMS - -
ADKT-1505... Inserts l ® j | l L ] J{L @ @ o
APMX|<— | APMX.2 I\ 1 Q o
-~ LU —— ]\
| OAL OAL_2 Z
1)
DC DCX2 DC2 DCONMS APMX APMX2 CICTW OAL OAL2 LH LU RMPX® RMPX°.2 @)
HM90 E90AD-D20-1-C20 2000 2050 7.26 20.00 14.30 150 1 11000 10974 350 340 30 30
HM90 E90AD-D25-2-C24-B [ Y- NPV 24.00 14.30 150 2 20000 19974 300 . 115 15 @
HM90 E90AD-D25-2-C25 2500 2550 1226 25,00 14.30 150 2 11000 10974 350 840 115 115 Z
HM90 E90AD-D25-2-C25-B [V 1NN PY 25.00 14.30 150 2 20000 19974 500 490 115 15 —
HM90 E90AD-D25-2-C25-C [T R 1: B YT 25.00 1430 1.50 2 11000 10974 350 340 115 115 |
HM90 E90AD-D25-2-C25-XL I Y- R Y. 25.00 14.30 150 2 15000 14974 850 340 1.5 15 —1
HM90 E90AD-D25-2-W25 2500 2550 1226 25.00 14.30 150 2 10000 9974 350 840 115 15 —
HM90 E90AD-D25-2-W25-C [ L R Y 25.00 14.30 150 2 10000 10974 350 340 115 15 2
HM90 E90AD-D25-2-W25-XL B0 Y B PY.T 25,00 14.30 150 2 15000 14974 700 690 115 15
HM90 E90AD-D32-2-C32 32.00 32.50 19.26 32.00 14.30 1.50 2 120.00 119.74 40.0 38.0 518 518 m
HM90 E90AD-D32-3-C31-B X\ UNNE X N [V 31.00 1430 150 3 25000 24974 300 : 53 53 O
HM90 E90AD-D32-3-C32 3200 3250  19.26 32,00 14.30 150 3 12000 11974 400 380 53 53 LL
HM90 E90AD-D32-3-C32-B 32.00 32.50 19.26 32.00 14.30 1.50 & 250.00 249.74 50.0 48.0 618 53
HM90 E90AD-D32-3-C32-C [PV /X RN 115 32.00 14.30 150 3 12000 11974 400 380 53 53 (@)
HM90 E90AD-D32-3-C32-XL 32.00 32.50 19.26 32.00 14.30 1.50 3 160.00 159.74 40.0 38.0 5.3 53 _|
HM90 E90AD-D32-3-W32 32.00 32.50 19.26 32.00 14.30 1.50 & 110.00 109.74 40.0 38.3 518 518 O
HM90 E90AD-D32-3-W32-C XU X N [ VT 32.00 1430 150 3 11000 10974 400 383 53 53
HM90 E90AD-D32-3-W32-XL I X N [V 32,00 14.30 150 3 16000 15974 400 383 53 53 O
HM90 E90AD-D40-3-C40-B 40.00 40.50 27.26 40.00 14.30 1.50 3 250.00 249.74 50.0 48.0 4.0 4.0 I_
HM90 E90AD-D40-3-W40-XL IR I o 40.00 1430 150 3 20000 19974 800 780 40 40
HM90 E90AD-D40-4-C32 40.00 40.50 27.26 32.00 14.30 1.50 4 130.00 129.74 40.0 - 4.0 4.0
HM90 E90AD-D40-4-W32 4000 4050 2726 32.00 14.30 150 4 11500 11474 400 - 40 40
HM90 E90AD-D40-4-W32-C [ I LTS 32.00 14.30 150 4 11500 11474 400 - 40 115

MDN MDX  Shank® RPMX® CSP®  MID 26 m & Ve /

HM90 E90AD-D20-1-C20 27.76 40.00 C 51686 0 ADCT 1505R8T-FF 0.24 SR 14-544/8 SW6-SD BLD T15/M7
HM90 ES0AD-D25-2-C24-B 37.76 50.00 C 41967 0 ADCT 1505R8T-FF 0.67 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D25-2-C25 37.76 50.00 C 41967 0 ADCT 1505R8T-FF 0.37 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D25-2-C25-B 37.76 50.00 C 41967 0 ADCT 1505R8T-FF 0.71 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D25-2-C25-C 37.76 50.00 C 41967 1 ADCT 1505R8T-FF 0.34 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D25-2-C25-XL 37.76 50.00 C 41967 0 ADCT 1505R8T-FF 0.53 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D25-2-W25 37.76 50.00 W 41967 0 ADCT 1506R8T-FF 0.33 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D25-2-W25-C 37.76 50.00 w 41967 1 ADCT 1505R8T-FF 0.30 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D25-2-W25-XL 37.76 50.00 w 41967 0 ADCT 1505R8T-FF 0.51 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D32-2-C32 51.76 64.00 C 28924 0 ADCT 1505R8T-FF 0.68 SR 14-544/S SW6-SD BLD T15/M7
HM90 ES0AD-D32-3-C31-B 51.76 64.00 C 28924 0 ADCT 1505R8T-FF 1.41 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D32-3-C32 51.76 64.00 C 28924 0 ADCT 1505R8T-FF 0.67 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D32-3-C32-B 51.76 64.00 C 28924 0 ADCT 1506R8T-FF 1.48 SR 14-544/S SW6-T-SH BLD T15/M7
HM90 E90AD-D32-3-C32-C 51.76 64.00 C 28924 1 ADCT 1505R8T-FF 0.63 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D32-3-C32-XL 51.76 64.00 C 28924 0 ADCT 1505R8T-FF 0.92 SR 14-544/8 SW6-T-SH BLD T15/M7
HM90 E90AD-D32-3-W32 51.76 64.00 w 28924 0 ADCT 1505R8T-FF 0.59 SR 14-544/S SW6-T-SH BLD T15/M7
HM90 E90AD-D32-3-W32-C 51.76 64.00 w 28924 1 ADCT 1506R8T-FF 0.56 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D32-3-W32-XL 51.76 64.00 w 28924 0 ADCT 1505R8T-FF 0.91 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D40-3-C40-B 67.76 80.00 C 25870 0 ADCT 1506R8T-FF 234 SR 14-544/8 SW6-SD BLD T15/M7
HM90 ES0AD-D40-3-W40-XL 67.76 80.00 w 25870 0 ADCT 1505R8T-FF 1.81 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D40-4-C32 67.76 80.00 C 25870 0 ADCT 1505R8T-FF 0.82 SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D40-4-W32 67.76 80.00 W 25870 0 ADCT 1506R8T-FF 0.73 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D40-4-W32-C 39.76 52.00 W 25870 1 ADCT 1505R8T-FF 0.69 SR 14-544/S SW6-SD BLD T15/M7

e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336
() Number of inserts (or edges for solid tool)

2 Maximum ramping angle

(3 C-Cylindrical, W-Weldon

@) Maximum RPM

(8) 0 - Without coolant supply, 1 - With coolant supply

(6) Master insert identification 2

For inserts, see pages: ® ADKW (CBN) (179) « ADKW (PCD) (225)
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HEL ;2000 @ @
HM90 E90AD-M-15 © pox_2 o2 © i % @
90° Endmills with a FLEXFIT DC it l L = “[HH-=——f THSZMS ~ DCONMS -
Threaded Adaptation Carrying ® @
HMO0 ADKT-1505... Inserts AN APMX_2 |I*==rys
\a
‘ OAL g PSR r
LF
OAL_2

DC DC2 DCX2 CICT APMX APMX2 DCONMS THSZMS LH LF  OAL OAL2 RMPX°®

HM90 E90AD-D25-2-NM 25,00 12.26 25.50 2 14.30 1.50 21.00 M12 30.8 35.00 57.00 56.74 11.5
HM90 E90AD-D32-3-M16 jezA] 19.26 32.50 3 14.30 1.50 29.00 M16 40.0 40.00 65.00 64.74 5.3

HM90 E90AD-D40-4-M16 [0y R 0] 4 14.30 1.50 29.00 M16 40.0 40.00 66.00 64.74 4.0

Designation RMPX°_2 MDN MDX MIID®! MIID_2¢) RPMX® DRVS® TQ_37 & & / /

HM90 E90AD-D25-2-M12 1.5 37.76  50.00 ADKT 1505PDTR  ADCT 1505R8T-FF 41967 17.1 33 008 SR 14-544/S SW6-T-SH BLD T15/M7
HM90 E90AD-D32-3-M16 5.3 51.76  64.00 ADKT 1505PDTR  ADCT 1505R8T-FF 28924 25.1 40 016 SR 14-544/S SW6-T-SH BLD T15/M7
HM90 E90AD-D40-4-M16 4.0 67.76  80.00 ADKT 1505PDTR  ADCT 1505R8T-FF 25870 25.1 40 021 SR14-544/S SW6-SD  BLD T15/M7

e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide see pages 329-330,333-336

* When mounting items with FLEXFIT threaded adaptation to their holders, the mating surfaces and threaded areas must be thoroughly cleaned.
Apply appropriate tightening torque to eliminate a gap between the mating faces. Estimated torque values are specified in the TQ_3 parameter
) Number of inserts (or edges for solid tool)

(2 Maximum ramping angle

() Master insert identification

4 Master insert identification 2

) Maximum RPM

(®) Torque key size

) Tool tightening torque Nxm (Ibfxin)

For inserts, see pages: ® ADKW (CBN) (179) ¢ ADKW (PCD) (225)

f#ELi2000 ® ®
HM90 E90AD-M-15-JHP o oex 2 pc2f © — % @ @
90° JHP Endmills With a FLEXFIT | PC e | - -—t THSZMS  DCONMS =
Threaded Adaptation Carrying — i @ @ Q
HELI2000 and HELIMILL Inserts oL APMX 2 L5 o

f OAL =5l LH ~ ’r

LF
OAL_2

HM90 E90AD D32-3-M16-JHP [7i) 19.26 32.50 3 14.30 1.50 65.00 64.74 5.3 53 40.00 M16

DC  DC2 DCX2 CICT® APMX APMX2 OAL  OAL2 RMPX®® RMPX°2 LF  THSZMS
N

Designation MD| MDX RPMX®  DRVS®Y DCONMS TQ_3® MIID® MIID_2) &
HM90 E90AD D32-3-M16-JHP NI 28924 25.0 30.50 40 ADKT 1505PDTR ADCT 1505R8T-FF 017

e 1- with standard square insert e 2- with FF (fast feed) insert ® For user guide see pages 329-330,333-336

* When mounting items with FLEXFIT threaded adaptation to their holders, the mating surfaces and threaded areas must be thoroughly cleaned.
Apply appropriate tightening torque to eliminate a gap between the mating faces. Estimated torque values are specified in the TQ_3 parameter

) Number of inserts (or edges for solid tool)

(2 Maximum ramping angle

@) Maximum RPM

@) Torque key size

) Tool tightening torque Nxm (Ibfxin)

(6) Master insert identification

(7) Master insert identification 2

For inserts, see pages: * ADKW (CBN) (179) ® ADKW (PCD) (225)

Spare Parts

Designation & & / ﬂ

HM90 E90AD-M-15-JHP SR 14-544/S SR 14-544/S@ BLD T15/M7 SW6-T-SH

(8 Recommended tightening torque for this item: 4.8 Nxm



HELj2000 ® ®

HM90 E90AD-MM-15-JHP DoX_2 D2 | 1 T @ % @

90° JHP Endmills with a be BN B | NI THSfMS DOONMS =

MULTI-MASTER Threaded — - i @ @ Q

Adaptation Carrying HELI2000 | < APMX APMX 2 I e N DRVS

and HELIMILL Inserts ‘ OAL =y J r
OAL_2

DC  DC2 DCX2 CICT APMX APMX2 OAL  OAL2 DCONMS RMPX°® RMPX°2 LF
HM90 E9OAD D25-2-MMT15JHP ] 12.26 25.00 2 14.30 1.50 56.30 56.04 24.00 1.5 11.5 39.30
HM90 ESOAD D32-3-MMT21JHP A 19.26 32.50 3 14.30 1.50 63.00 62.74 30.50 5.3 5.3 39.90

Designation RPMX®  THSZMS MDN MDX TQ_34 DRVS®) MIIDE MIID_2() ﬁ
HM90 ESOAD D2 MT15JHP Bkl T15 37.76 50.00 40 20.0 ADKT 1505PDTR ADKT 1505R8T-FF 0.10
HM90 E9OAD D32-3-MMT21JHP 28924 T21 51.76 64.00 40 24.0 ADKT 1505PDTR ADKT 1505R8T-FF 0.26

* 1- with standard square insert ¢ 2- with FF (fast feed) insert ® Do not apply lubricant to the MULTI-MASTER threaded connection

* For user guide see pages 329-330,333-336

() Number of inserts (or edges for solid tool)

2 Maximum ramping angle

@) The maximum cutting speed (RPM) for the cutting head assembled on the shank should be the lower parameter (RPMX) of either the cutting head or the shank

) Tool tightening torque Nxm (Ibfxin)

) Torque key size

(6) Master insert identification

() Master insert identification 2

For inserts, see pages: ® ADKW (CBN) (179) ¢ ADKW (PCD) (225)

Spare Parts

P » 0 v

[ CTomSTo Vo B0 I BRECRR TS (SO SR 14-544/S  BLDT16M7  SW6-T-SH
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A HELi2000 @ @ 2B~
(@) HM90 F90A-15 L Q % @
o 90° Face Mills Carrying HM90 T o
ADKT 1505... Inserts OAL 2 @ @
o3 Y
DC_2 [
Z DCX_2 APMX_2
m
U DC DC_2 DCX_2 APMX  APMX_2 OAL OAL_2 DHUB DCONMS RMPX°@ RMPX°_2  Arbor
HM90 F90A D 40-3-16 40.00 27.30 40.50 14.30 1.50 40.00 39.74 38.60 16.00 4.0 4.0 A
@ HM90 F90A D 40-4-16 40.00 27.30 40.50 14.30 1.50 40.00 39.74 38.60 16.00 4.0 4.0 A
Z HM90 F90A D 50-3-22 50.00 37.30 50.50 14.30 1.50 40.00 39.74 48.00 22.00 26 2.6 A
— HM90 F90A D 50-5-22 50.00 37.30 50.50 14.30 1.50 40.00 39.74 48.00 22.00 26 26 A
— HM90 F90A D 63-4-22 63.00 50.30 63.50 14.30 1.50 40.00 39.74 59.20 22.00 2.0 2.0 A
| HM90 F90A D 63-6-22 63.00 50.30 63.50 14.30 1.50 40.00 39.74 59.20 22.00 2.0 2.0 A
— HM90 F90A D 80-5-27 (1) 80.00 67.30 80.50 14.30 1.50 50.00 49.74 70.00 27.00 08 0.8 B
2 HM90 FO0A D 80-7-27 (1) X 67.30 80.50 14.30 1.50 50.00 49.74 70.00 27.00 08 08 B
HM90 FO0A D100-6-32 (1) EERTeeXo) 87.30 100.50 14.30 1.50 50.00 49.74 78.00 32.00 0.7 0.7 B
D: HM90 FO0A D100-8-32 (1) EERTesXvy 87.30 100.50 14.30 1.50 50.00 49.74 78.00 32.00 0.7 0.7 B
O HM90 F90A D125-9-40 (1) JREPEI) 112.30 125.50 14.30 1.50 63.00 62.74 90.00 40.00 0.5 0.5 B
- &
m Designation MDN MDX RPMX® MIID¥ MIID_26)
i HM90 F90A D 40-3-16 67.80 80.00 25870 ADKT 1505PDTR ADKT 1505R8T-FF 0.20
HM90 F90A D 40-4-16 67.80 80.00 25870 ADKT 1505PDTR ADKT 1505R8T-FF 0.19
O HM90 F90A D 50-3-22 87.80 100.00 23139 ADKT 1505PDTR ADKT 1505R8T-FF 0.32
O HM90 F90A D 50-5-22 87.80 100.00 23139 ADKT 1505PDTR ADKT 1505R8T-FF 0.30
HM90 F90A D 63-4-22 113.80 126.00 20614 ADKT 1505PDTR ADKT 1505R8T-FF 0.55
I_ HM90 F90A D 63-6-22 113.80 126.00 20614 ADKT 1505PDTR ADKT 1505R8T-FF 0.52
HM90 F90A D 80-5-27 (1) 147.80 160.00 18293 ADKT 1505PDTR ADKT 1505R8T-FF 091
HM90 F90A D 80-7-27 (1) 147.80 160.00 19293 ADKT 1505PDTR ADKT 1505R8T-FF 0.88
HM90 F90A D100-6-32 (1) 187.80 200.00 16362 ADKT 1505PDTR ADKT 1505R8T-FF 1.54
HM90 FO0A D100-8-32 (1) JRE:rd:] 200.00 16362 ADKT 1505PDTR ADKT 1505R8T-FF 1.49
HM90 F90A D125-9-40 (1) PRIE:N] 250.00 14635 ADKT 1505PDTR ADKT 1505R8T-FF 2.95
e 1- with standard square insert e 2- with FF (fast feed) insert e For user guide, see pages 329-330,333-336
() For internal coolant through the holder, use a matching coolant set (should be ordered separately)
2 Maximum ramping angle
(@) Maximum RPM
(@) Master insert identification
(8) Master insert identification 2
For inserts, see pages: ® ADKW (CBN) (179) « ADKW (PCD) (225)
Spare Parts
S / 7 /
HM90 F90A D 40-3-16 SR 14-544/S BLD T15/M7 SWB-T-SH SR M8X25DIN912
HM90 F90A D 40-4-16 SR 14-544/S BLD T15/M7 SW6-T-SH SR M8X25DIN912
HM90 F90A D 50-3-22 SR 14-544/S BLD T15/M7 SW6-T-SH SR M10X25 DIN912
HM90 F90A D 50-5-22 SR 14-544/S BLD T15/M7 SW6-T-SH SR M10X25 DIN912
HM90 F90A D 63-4-22 SR 14-544 BLD T15/M7 SWB-T-SH SR M10X25 DIN912
HM90 F90A D 63-6-22 SR 14-544 BLD T15/M7 SW6-T-SH SR M10X25 DIN912
HM90 F90A D 80-5-27 SR 14-544 BLD T15/M7 SWB-T-SH
HM90 F90A D 80-7-27 SR 14-544 BLD T15/M7 SW6-T-SH
HM90 F90A D100-6-32 SR 14-544 BLD T15/M7 SW6-T-SH
HM90 F90A D100-8-32 SR 14-544 BLD T15/M7 SW6-T-SH
HM90 F90A D125-9-40 SR 14-544 BLD T15/M7 SW6-T-SH

ISCAR




HELI2000 ® ® ~— DHUB_~

_DCONMS
HM90 F90A-15-JHP
90° JHP Face Mills Carrying
HELI2000 and HELIMILL Inserts

T ®
OAL_2 @y @? ®
Y

DC DC_2 DCX2  CICT®  APMX  APMX2  OAL OAL2  DHUB  DCONMS

HMS90 F90A D050-5-22-JHP 50.00 37.30 50.50 5 14.30 1.50 50.00 39.74 48.00 22.00
HM90 F90A D063-6-22-JHP 63.00 50.30 63.50 6 14.30 1.50 50.00 49.74 48.00 22.00

RPMX? MDN  MDX MIID® MIID_2¢ RMPX°®  RMPX° 2  Arbor &
HM90 F90A D050-5-22-JHP ERPXi{0) 87.80 100.00 ADKT 1505PDTR ADKT 1505R8T-FF 2.6 2.6 A 0.50
HM90 F90A D063-6-22-JHP i) 113.80  126.00 ADKT 1505PDTR ADKT 1505R8T-FF 2.0 2.0 A 0.76

e 1- with standard square insert e 2- with FF (fast feed) insert e Use adaptation only with face coolant outlets

* For user guide, see pages 329-330,333-336

) Number of inserts (or edges for solid tool)

@ Maximum RPM

(@) Master insert identification

(@) Master insert identification 2

8) Maximum ramping angle

For inserts, see pages: ¢ ADKW (CBN) (179) ¢ ADKW (PCD) (225)

Spare Parts

& Vs / 2

HM90 F90A D050-5-22-JHP SR 14-544/S6) SR PS 118-0273 BLD T15/M7 SWB-T-SH
HM90 F90A D063-6-22-JHP SR 14-5446 SR PS 118-0273 BLD T15/M7 SW6-T-SH
(a) Recommended tightening torque for this item: 4.8 Nxm
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ISCARGiLL
«—— DHUB
SSB \ koco‘ﬂ v %
Single-Side Cutting, Disk ' Lt
Type Slotting Cutters OAL 7 S@fe— w \_M I o[le) Q
* ' L CDX * |
DC " TAPMX

APMX DC cicT cbx@ DHUB DCONMS LU OAL & /

9.00 100.00 9 26,00 47.00 32.00 12.00 16.00 SR14-544/3  T-15/51
SSB D125-12-40-R/L10 9.00 125.00 1 35.00 55.00 40.00 12.00 16.00 SR14-544/S  T-15/51

9.00 160.00 13 52.00 55.00 40.00 16.00 2000 SR14544/S  T-5/51

() Number of inserts (or edges for solid tool)
() Cutting depth maximum
For inserts, see pages: ¢ SPGW (CBN) (159) ¢ SPGW (PCD) (208)

A
O
o
o
Z
o0
O
O
Z
—
—
p=
a4
@)
L
n
—
@)
O
—

Tool Diameter Width of Cutter Type of Insert
120 3 7 P S Y R S 1 I I Y
. . '/ QPMT 1004
XPMT 1004 =X
@ SPMT 1004
/ MFor R.H. tools only
ol @ @@ v LNKX 1506 —

LNMT 1506 %

0 v LNHT 1506...HT !

@ without seat

VI e e

TANGENTIAL LINE
SSB-LN15-R/L . DOONMS =] DX v %
Single-Side Cutting, Disk 1 oMl -

Type Slotting Cutters

DC  CICT®  CDX? APMX DHUB DCONMS LU OAL ﬁﬂ] & / &

SSB D080-22-27-LN15-L 80.00 10 18.00 14.00 42.00 27.00 22.00 24.00 0.56 SR 34-535 BLD T15/M7  SW6-T-SH
SSB D080-22-27-LN15-R 80.00 10 18.00 14.00 42.00 27.00 22.00 24.00 0.57
SSB D100-22-32-LN15-L 100.00 12 26.00 14.00 48.00 32.00 22.00 26.00 0.95 SR 34-535 BLD T15/M7  SW6-T-SH
SSB D100-22-32-LN15-R 100.00 12 26.00 14.00 48.00 32.00 22.00 26.00 0.96
SSB D125-22-40-LN15-L 125.00 15 35.00 14.00 56.00 40.00 22.00 26.00 1.51 SR 34-535 BLD T15/M7  SW6-T-SH
SSB D125-22-40-LN15-R 125.00 15 35.00 14.00 56.00 40.00 22.00 26.00 1.53
SSB D160-22-40-LN15-L 160.00 20 52.00 14.00 56.00 40.00 22.00 26.00 2.64 SR 34-535 BLD T15/M7  SW6-T-SH
SSB D160-22-40-LN15-R 160.00 20 52.00 14.00 56.00 40.00 22.00 26.00 2.66
SSB D200-24-50-LN15-L 200.00 25 65.00 14.00 70.00 50.00 24.00 28.00 4.66 SR 34-535 BLD T15/M7  SW6-T-SH
SSB D200-24-50-LN15-R 200.00 25 65.00 14.00 70.00 50.00 24.00 28.00 4.67

¢ Note: Left-hand cutters are designated by a yellow groove

() Number of inserts (or edges for solid tool)

@) Cutting depth maximum

For inserts, see pages: ® LNAW-15 (CBN) (180)

Gang-Mill Assembly 90° lead angle cutter
2z SDN and left-hand SSB For DC=80 lead angle cutter a=6°
' cutters feature two keyways. For DC=100 lead angle cutter a=4.5°
‘ It is recommended to e
assemble gang-mills 14
with alternating keyway ’
position. This practice

LNMT 1506PTNT-HT ~ LNKX 1506... LNMT 1506PN-R-HT  1eduices vibration.
R.H./LH. LNMT 1506... R.H. only
R.H./L.H.

ISCAR
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Grade Comparison Chart

Bidemics / Ceramics
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KY1310 CC6190 2200 AB120 CTNG105
IN18 | ewio | (0110 | kazo | SO o Ao ow2015 RS ACS | NP5200 | CCiO
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Turning Tools Terminology

Toolholder Part Names

t«—— overall length Part Names of a Cutting Tool
”\/w\ end cutting edge angle ¢
shank
- width insert shank
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o f

corner
radius

side cutting end cutting edge

edge angle (minor cutting edge)

minor flank
front top rake nose radius seat (shim seat)

side relief / major flank side cutting edge
angle (major cutting edge)

side rake

tting edge height
angle cutting edge heig
Holder Rigidity
Toolholder Deflection Boring Bar Deflection
g AXFxLs _ 4xK xfxL3 5= B4xFxL3 _ 64xK xfxLs
" Exbxh® © Exbxh3 " 3xExmxD* T 3 xExmxD*
clamping bolt clamping bolt

F: cutting force
% D
N ' A

! )
AN
L: overhang L: overhang sleeve

F: cutting force

j

Symbol Term Unit Symbol Term Unit
& deflection amount mm e} deflection amount mm
b shank width mm D shank width mm
h shank height mm E young's modulus N / mm?
E young's modulus N/ mm?2 ap depth of cut mm
ap depth of cut mm f feed mm/rev
f feed mm/rev Ke specific cutting force N/ mm?2
Ke specific cutting force N / mm?2 L overhang mm
L overhang mm F cutting force N
F cutting force N i Pi (314)

(F=Kexapxf) (F=Kc x ap xf)

An important factor in improving the rigidity of a toolholder is to
ensure the overhang of the tool shank is as short as possible.
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Milling Cutters Terminology

Milling Cutter Terminology Functions of Each Angle

Lead Angle: Relationship of This Angle and Chip Thickness

p JiJEl / peripheral cutting

| 7| edge angle \

m (lead angle) insert

fz ‘<—
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s
J’

Gickness of chips 0.7 xfz

lead angle: 45 degrees

true rake angle cutting edge fz r*

inclination angle "/\

insert ‘f o
75
ap

(_)“\ Axial rake angle \
AR 7 i
T ’\/thickness of chips 0.97xfz

f T ] cutter height
lead angle: 75 degrees

D7/

cutter diameter ‘
(diameter between the blades) insert 90°

. i

4 L thickness of chips 1.00xfz

—| fz |

lead angle: 90 degrees

Rake Angle: Combinations and Characteristics

(+) Axialrake | (=) Axialrake | (+) Axial rake
angle: positive angle: negative angle: positive
Functions of Each Cutting Edge Angle
Name Function Effects
) controls the direction | negative (-): . ‘
radial rake . A ) ) ) ™
. of chip evacuation excels in chip control <
angle: R.R. i 3 a (+) (=)
and cutting force performance 51 T NS
axial rake controls the direction | positive (+): excels in < g Radial rake Radial rake Radial rake
anale: AR, | ©f chip evacuation cutting performance £ 3 angle: positive | angle: negative | angle: negative
geEAR " 1and cutting force and bue resistance 53 Double-
@ Double-Positive R Negative-
larger lead angles c 2 R Negative o .
) o .= Cutting Edge " Positive Cutting
controls the thickness |decrease the = £ Shape Cutting Edge Edge Shape
lead angle and evacuation thickness of chips -_g g (DP Edge Shape (p?p Edge
direction of chips and relieves Ea Shape) (DN Edge Shape)
cutting load O m Shape)
larger angles excel in Radial Rake i o o
ositive (+ negative negative
cutting performance Angle (R.R.) P ® 2 ) 2 )
and bue resistance, Axial Rake . ) .
oo rake but lower the cutting Angle (AR) positive (+) negative (—) positive (+)
angle actual rake angle gggéstirnecr:gtazzma”er Insert positive negative positive
9 ) ire ae (single side (both sides (single side
the cutting edge Specification used) used) used)
strength but lower
the bue resistance | Steel ° ®
larger angles excel 31'3
in chip control ‘E° Cast Iron ® °
cutting edge | controls the direction | performance and <
tilt angle of chip evacuation relieve cutting load, § Aluminum .
but lower the strength Alloy
of the insert corner
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Calculation Formula for Turning

Calculating the Cutting Speed

Rotation Speed

Vc (m / min) = n1)C()(I)38 xn

Calculating the Revolution Speed from the Cutting Speed

iy = 1000 Ve
m X Dm

Vc - cutting speed (m / min)

Dm- machining diameter (mm)

n - spindle speed (min

m - Pi(314)

Example: Obtaining a cutting speed for machining a Workpiece
of 200 mm diameter at the spindle speed of 1,000 min™

V. = ™ x 200 x 1000
¢ 1000

=628 (m/min)

Calculating the Theoretical Surface Roughness

e

i
1

h

h @m = ézrs x 1000

h - theoretical surface roughness (um)
f - feed (mm/rev)
re - corner radius (mm)

Example: Obtaining the theoretical surface
roughness when machining with an insert having
0.8 corner radius at a feed rate of 0.1 mm/rev:

h=52_ «1000 =1.56 (um)
8x0.8 20 M

Guidelines for Actually Finished Surface Roughness
Steel type work: Theoretical surface roughness x 1.5 to 3
Cast iron type work: Theoretical surface roughness x 3to 5

Calculating the Cutting Time

(PR

Calculating the Cutting Time for OD (ID) Machining

L
T (min) f X N
T - cutting time (min)
L - cutting length (mm)
f - feed (mm/rev)
n - spindle speed (min”)

Calculating the Cutting Time for Facing

T i = T % (a2 = b?)
min) = "4000 x V. x f

T - cutting time (min)

V. - cutting speed (m/min)
f - feed (mm/rev)

m - Pi(314)

Example: Obtaining a cutting time for machining of
work to be cut 100 mm long at the spindle speed
of 1,000 min" and at a feed rate of 0.1 mm/rev:

100 .
T=51x1000 - 1(min)

Calculating the Metal Removal Rate

Q=Vc><f><ap

Q - metal removal rate (cm3/ min)
V¢ - cutting speed (m / min)

ap - feed (mm/rev)

f - depth of cut (mm)

Example: Obtaining the volume of chips evacuated per minute

for machining at a cutting speed of 700 m / min,
feed of 0.4 mm/rev, and a depth of cut of 2 mm

Q=700 x 0.4 x 2 =560 (cm3/ min)

Member IMC Group
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L
@ Calculating the Cutting Force Specific Cutting Force
xx Specific Cutting Force (N / mm?)
LLI S m “K." to Cutting Feed Rate (mm/rev)
o
) Fa Workpiece = :"":. z ? % 3 ?
:) Material o -,g § E E E E E
‘m S ol E £ £ € €
v c @ = ~N ™ < ©
Fi eh I o c c c =
Soft Steel 520 |3,610| 3,100 | 2,720 | 2,500 | 2,280
F1 - principal cutting force ium-
¢ el 600 [3.080(2,700(2,570(2,.450|2,300
F> - feed force Steel
F3 - thrust force Hard Steel 720 [4,500(3,600(6,250|2,950|2,640

670 ]3,040|2,800|2,630]2,500(2,400

Tool Steel

Finy = Ke x ap x f 770 | 3150 |2.850|2,620]2.450{ 2,340

600 |3,6103,200)2,880(2,700|2,500

Cr-Mo Steel

730 ]4,500(3,900|3,400] 3,150 [2,850

F - cutting force (N)
e ) 900 (3,070]2,650(2,350(2,200] 1,980
Ke - specific cutting force (N / mm?2)* Alloy Steel
HB350 | 3,310 |2,900(2,580(2,400(2,200
ap - depth of cut (mm)
Gray Cast Iron HB200 | 2,110 |1,800 | 1,600 | 1,400 | 1,330
f - feed (mm/rev)

* See the table below.

Example: Calculating the cutting force for gray cast iron cut at
the feed rate of 0.2 mm/rev and with a depth of cut of 3 mm:

F = 1800 x 3 x 0.2 = 1080(N)

Calculating the Power Required

B = Vexfxa, xKe
< W ="E0 x 10° x

Pc - required power (kW)

V. - cutting speed (m / min)

f - feed (mm/rev)

ap - depth of cut (mm)

Ke - specific cutting force (n / mm?) *
n - mechanical efficiency

* See the table below.

Example: Calculating the cutting power for the machining
of gray cast iron at a cutting speed of 700 m / min,

feed rate of 0.4 mm/rev, and with a depth of cut of

2 mm (with 0.8 set as the mechanical efficiency)

P. = 700 x 0.4 x 2 x 1400
< 60 x 10° x 0.8

= 16.33 (kW)

<2 ISCAR




Calculation Formula for Milling

Calculating the Cutting Speed

Calculating the Cutting Speed from the Rotation Speed

Vc (m/ min) = n‘l)(_f)(!_)a—gm

Calculating the Revolution Speed from the Cutting Speed

1 iy = 1000 Ve
m X Dm

V¢ - cutting speed (m / min)

Dm- machining diameter (mm)

n - spindle speed (min

m - Pi(314)

Example: Obtaining a cutting speed for machining a Workpiece
of 200 mm diameter at the spindle speed of 1,000 min™

V. = m x 200 x 1000
¢ 1000

=628 (m/min)

Calculating the Feed Speed (Feed Rate)

— f
fz(mm/t)— Z xn

Vf(mm/min)zfzx ZXn

f, - feed pertooth (mm/t)

Vs - table feed (mm / min)
- number of tooth

n - spindle speed (min™

Example: Obtaining the feed rate for milling with a 10-teeth
cutter at the 0.2 mm /t and the revolution speed of 1,000 min™!

Vf (mm / min) = 0.2 X 10 X 1000 = 2000 (mm / min)

Calculating the Cutting Time

Calculating the Cutting Time for OD (ID) Machining

L
T min) = ——
(min) Vf
T - cutting time (min)
L - total length of tool travel
(I+D¢)

Vi - Feed speed (mm / min)

Example: Obtaining the machining time for milling 200
mm on a workpiece fed at the rate of 1000 (mm / min)

_ 200
T (min) = 1000

Member IMC Grou
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Calculating the Cutting Power

P _aexaprfoc
c (W) =60 x 10° x

P. - cutting power (kW)

ae - cutting width (mm)

ap - depth of cut (mm)

Vi - feed rate (mm / min)

Kc - specific cutting force (N / mm?2) *
n - mechanical efficiency (0.7~0.8)

* See the table below.

Example: Calculating the power required to machine gray cast
iron for a length of 150 mm, at a feed rate of 1,00 mm / min,
and with a depth of cut of 3 mm (with 0.8 set as the mechanical
efficiency and 0.2 mm as the feed par tooth / blade)

P. = 150 x 3 x 1100 x 1400
¢ 60 x 10° x 0.8

= 14.44 (KW)

Specific Cutting Force

Specific Cutting Force (N / mm?)

’-':5, K. to Cutting Feed (mm/rev)

S un

2 4 - - - -
Work Material - = = = =

o2 £ E £ £ £

38| E| E| E| E | E

S = = N ! < ©

= o o o o o <]

Soft Steel 520 |2,200(1,950 (1,820 | 1,700 |1,580

Medium-Hardness

620 |1,980(1,800 | 1,730 [1,600 [1,570
Steel

Hard Steel 720 |2,520(2,200(2,040(1,850 | 1,740

670 1,980 (1,800 | 1,730 | 1,700 {1,600

Tool Steel
770 |2,030(2,030(1,800 | 1,750 | 1,700

600 |[2180(2,000|1,860 |1,8001,670

Cr-Mo Steel
730 (2,540|2,250]| 2,140 |2,000{1,800

900 (2,000{1,8001,680 [1,600 |1,500

Alloy Steel

HB350 | 2,100 | 1,900 | 1,760 | 1,700 | 1,530

Gray Cast Iron HB200| 1,750 | 1,400 (1,240 | 1,050 | 970

Aluminum Alloy 160 | 580 | 480 | 400 | 350 | 320

ISCAR

Calculating the Metal Removal Rate

Q (em3/min) = @e X Ap X Vf

Q - volume of evacuated chips (cm3/ min)
ae - cutting length (mm)

ap - depth of cut (mm)

vi - feed rate (mm / min)

Example: Obtaining the volume of chips evacuated per
minute for machining at a cutting speed of 700 m / min,
feed rate of 0.4 mm/rev, and with a 2 mm depth of cut

Q =150 x 3 x 1100 = 495 (cm3 / min)



Troubleshooting for Turning
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Material / Grade . . Machine /
Selection Cutting Conditions Tool Shape Installation
Coolant .E’
c —
- (] [
g g2l 2
o|lo w| o = o
Bl ele = &5 = s S| .
o 5 £
K 8| (2|88 |2|E |5|E
=8| o [T ol € |® « Bl&H| o235 c 2
SB[ BE|8 (=gl 2|8 |alslelllel8 |[22E
S| Bl5 eléal S|F| 8 |8lel2leld<s(T |2 o
520208 &g o| o [2o|T|E|8|%|w|5 |5|L&
2 T -1 | 6|5] 2|5/ c| 8|5 > o2 o| =
glyl8l2s 28| 2% s3] 9220|282 8| 2E_|S58
5|8|5|2E|lce|E|8|8|3| B (5L 8 glE 55|85
2ls|3|22|2Z|13|e|8|E 3|8 & 253|822 e|el
o|T|R|=SE|= € gl 5|5 &S 3B
ZS|clo|ooloc i g o | 8 = e o ol ol o .E -
vo|lo|lo|lo*| ol IS > | e @ ] clc|leE| Qs £
S|+ =+ =+ 0 O © 1 a E o © ||y E > s
Elgleglgel g § @15 z |z S g 2| 2l¢0| 3|
o[22 28| 2| & 2 (Z| 3 |8|] 2 S | 8|28 el3|s8
51212231250 18 33| " . B EeZ5|es
Type of Problem o|lo|O|o&|0 =] A5 & [ # | E|E[E5|a|aE
E . unsuitable tool material / grade | ®
xcessive - -
Insert Wear unsuitable cutting edge shape AP ACARARY
improper cutting conditions LN 4 wet
unsuitable tool material / grade o
improper cutting conditions ENR Y
AEGLIGY insufficient cutting
A ° b4 b4
f:'pg"t‘? of edge strength
e Cuttin
Edge e rmal shock ° || |0 dy
built-up edge o |¥| ¥ ® | wet
insufficient toughness el © (| ©
= improper accuracy of insert ([ ]
'5 clearance / relief of
g AEARYR YR o| o (0| @
GE) the work / tool
[a) increased flank wear ° b 4
o
o built-up edge o |¥
improper cutting conditions LN .4
deposition b4 ® | wet
Poor Surface
unsuitable cutting edge shape () <
Roughness
chatter VYR VRN ol o (0| @
improper cutting conditions VR VR Y
unsuitable cutting edge shape o7 _
boundary wear ([ ]
improper cutting conditions A Ay wet
unsuitable cutting edge shape IPARYRE YR
improper cutting conditions LR Y
(o, ITs]:11y /<M Linsuitable cutting edge shape A ACARARY
vibration o| ®© (0| O
unsuitable tool material / grade °
. improper cutting conditions b4 ® | wet
Scuffing - -
unsuitable cutting edge shape [ AE.4 _Q
vibration | © (| ©
improper cutting conditions LNEAE wet
chipbreaker's effective .
chip control range
unsuitable cutting edge shape LR
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Troubleshooting Turning Case Studies

Case / Symptom Possible Causes Corrective Measures
1 « due to compressive forces being e USe a coated grade
: applied to the cutting edge from elastic | « choose a material / grade highly resistant
Flaking = deformation in the area being cut to fracture
e occurs when deposited / adhered o decrease the cutting speed
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material is peeled off
| o the insert was clamped under improper | e clean the clamping areas and install the
seating conditions insert in the recommended way

Clamping ) o
« tighten to the specified torque
Crack o 3 .
« high temperature causes chemical e use a coated grade / higher wear
! reactions between the insert material resistance grade
Creater Wear i and chips  decrease both the cutting speed and feed rate

o widen the rake angle

i « depth of cut might be too big e enlarge the honed edge
« feed rate is too high o make the nose radius larger
Fracture N i 4 - chips have become trapped o narrow the rake angle to secure the cutting
i i o chatter resulting in vibration edge strength
« insufficient edge strength o decrease D.O.C
o the grade is too soft e Use a coated grade
e cutting speed is too high o choose a grade highly resistant to wear
Flank Wear | e relief angle is too small o decrease the cutting speed

« high cutting force and excessive heat is| « choose a material / grade highly resistant to wear
applied to the cutting edge decrease both the cutting speed and feed rate

Plastic .
. « make the nose radius larger
Deformation
e use coolant
o the workpiece surface is too hard o widen the side cutting edge angle
. e boundary area has been oxidized o make the nose radius larger so that cutting is
Notching - L ;

o burrs, caused by chips in the sheared performed within the radius

Wear .

form, have been cut e use around insert

« the deposition is caused to the face by | e increase the cutting speed

! a chemical reaction of the workpiece o widen the relief angle

Deposition material due to heat generation » hone the face with a mirror-like-surface finish

« change to a grade with less affinity to the
workpiece material

« this occurs because the cutting e increase the cutting speed
Built-Up temperature is lower than the e use coolant with excellent lubrication
recrystallization temperature of the performance
Edge workpiece material e change to a grade with less affinity to the

workpiece material

Chatter Mark

decrease the feed rate
use a smaller edge preparation

the feed rate is incorrect
the shape of insert is not suitable

Workpiece

Gouging

decrease the feed rate

e use a smaller edge preparation

o change to a grade highly resistant to
boundary wear

e change the cutting edge angle of the holder

o the feed rate is too high
e an unsuitable insert was selected

g AT T T
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Troubleshooting Guidelines for Milling

Material / Grade
Selection

Cutting Conditions Tool Shape

Coolant
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Nose Radius of Cutting Edge
 Increase | cytting Edge Strength, Honing

Feed Rate

u Increase | ponth of Cut

Review Cutter Diameter and Cutting Width
Improve Accuracy of Cutting Edge Run-Out

Number of Teeth / Blades
Enlarge the Chip Pocket
Check the Wiper Shape
Improve Rigidity of Tool

Review Tool Path

Dry

Change to a Harder Material / Grade
Change to a Tougher Material / Grad
Change to a Material / Grade
More Resistant to Thermal Shock
Change to a Material / Grade
More Resistant to Deposition

¥ | ¥ Decrease | Cutting Speed
¥ Decrease | Relief Angle of Insert

Corrective Measures

Wet

Type of Problem Possible Cause
improper cutting
conditions
unsuitable cutting
edge shape
improper cutting YN °
conditions
unsuitable cutting
edge shape
improper cutting X
Fracture / Chipping on [eeljlefiifelgH
Cutting Edge unsuitable cutting
edge shape
improper cutting YR
conditions
unsuitable cutting
edge shape
improper cutting PV
conditions
unsuitable cutting
edge shape
improper cutting YN
conditions
unsuitable cutting
edge shape

improper cutting A
conditions * N

Increased Flank Wear

Increased Wear on Face

Thermal Shock

Damaged Or Broken Cutting Edge of the Insert

Built-Up Edge

Poor Surface Finish

Burring - ;
unsuitable cutting AR

edge shape
improper cutting ™
conditions

unsuitable cutting AR AR B4
edge shape

Poor Flatness and improper cutting ™ A PI YN olele
Parallelism conditions

Machining Accuracy

Chipping

Increased Chatter / improper cutting NEYEN
Vibration conditions

improper cutting P
conditions

Poor Chip Evacuation nsuitable too! /
unsuitable too P 1

blade edge shape
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Troubleshooting Milling Case Studies

Case / Symptom

Possible Causes

Corrective Measures

VB Wear

cutting speed is too high

feed rate is too low

the shape of the insert is not suitable

the material / grade of the insert is not suitable

decrease the cutting speed
increase the feed rate
make the nose radius larger
change to a grade highly
resistant to boundary wear

Notching . g
Wear .

the material / grade of the

inserts is not suitable

the shape of the cutter is not suitable
the shape of insert is not suitable

change to a grade highly

resistant to boundary wear

widen the rake angle

change the insert shape to a different one

Chipping
/
Fracture

the cutting speed is incorrect
the shape of the cutter is not suitable
the shape of insert is not suitable

decrease the feed rate and depth of cut

in order to reduce the cutting force

use a smaller edge preparation

prepare the cutting edge to

give it a round honing

change to a grade highly resistant to fracture

Thermal
Crack

the cutting conditions are incorrect
the material / grade of insert is not suitable

decrease the cutting speed

change to dry cutting from wet cutting
use a material / grade highly

resistant to thermal shock

Workpiece

Burring

ISCAR

the feed rate is too high
an unsuitable insert is selected
the shape of the cutter is not suitable

decrease the feed rate

use a smaller edge preparation
change to a grade highly
resistant to boundary wear

set the lead angle at 45 degrees



ISO 13399 Compliance
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I1SO 13399
Property
Symbols Content
ADJLX adjustment limit maximum
ADJRG adjustment range
ALF clearance angle radial
ALP clearance angle axial
AN clearance angle major
ANN clearance angle minor
APMX depth of cut maximum
AS clearance angle wiper edge
ASP adjusting screw protrusion
AZ plunge depth maximum
B shank width
BBD balanced by design
BCH corner chamfer length
BD body diameter
BDX body diameter maximum
BHCC bolt hole circle count
BHTA body half taper angle
BMC body material code
BS wiper edge length
BSR wiper edge radius
CASC cartridge size code
CB chipbreaker face count
CBP chipbreaker property
CBDP connection bore depth
CBMD chipbreaker manufacturers designation
CCMS connection code machine side
CCWS connection code workpiece side
CCP chamfer corner property
CDI insert cutting diameter
CDX cutting depth maximum
CEATC tool cutting edge angle type code
CECC cutting edge condition code
CEDC cutting edge count
CF spot chamfer
CHW corner chamfer width
CICT cutting item count
CNC corner count
CND coolant entry diameter
CNSC coolant entry style code
CNT coolant entry thread size
CP coolant pressure
CRE spot radius
CRKS connection retention knob thread size
CSP coolant supply property
CTP coating property
CTX cutting point translation x-direction
CTY cutting point translation y-direction
CUTDIA workpiece parting diameter maximum
CUB connection unit basis
CW cutting width
CWX cutting width maximum
CXD coolant exit diameter
CXSC coolant exit style code
czC connection size code

1SO 13399
Property
Symbols Content
D1 fixing hole diameter
DAH diameter access hole
DAXN axial groove outside diameter minimum
DAXX axial groove outside diameter maximum
DBC diameter bolt circle
DC cutting diameter
DCB connection bore diameter
DCBN connection bore diameter minimum
DCBX connection bore diameter maximum
DCC design configuration style code
DCCB counterbore diameter connection bore
DCIN cutting diameter internal
DCINN cutting diameter internal minimum
DCINX cutting diameter internal maximum
DCSC cutting diameter size code
DCN cutting diameter minimum
DCON connection diameter
DCONMS connection diameter machine side
DCONWS connection diameter workpiece side
DCSFMS contact surface diameter machine side
DCX cutting diameter maximum
DF flange diameter
DHUB hub diameter
DMIN minimum bore diameter
DMM shank diameter
DN neck diameter
DRVA drive angle
EPSR insert included angle
FHA flute helix angle
FHCSA fixing hole countersunk angle
FHCSD fixing hole countersunk diameter
FLGT flange thickness
FMT form type
FXHLP fixing hole property
GAMF rake angle radial
GAMN rake angle normal
GAMO rake angle orthogonal
GAMP rake angle axial
GAN insert rake angle
H shank height
HA thread height theoretical
HAND hand
HBH head bottom offset height
HBKL head back offset length
HBKW head back offset width
HBL head bottom offset length
HC thread height actual
HF functional height
HHUB hub height
HTB body height
IC inscribed circle diameter
IFS insert mounting style code
Ic insert interface code
INSL insert length
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1SO 13399
Property
Symbols Content
TC tolerance class insert
TCE tipped cutting edge code
TCTR thread tolerance class
TD thread diameter
THFT thread form type
THL threading length
THLGTH thread length
THSC tool holder shape code
THUB hub thickness
TP thread pitch
TPI threads per inch
TPIN threads per inch minimum
TPIX threads per inch maximum
TPN thread pitch minimum
TPT thread profile type
TPX thread pitch maximum
TQ torque
TSYC tool style code
TTP thread type
ULDR usable length diameter ratio
UST unit system
W1 insert width
WEP wiper edge property
WF functional width

List of Reference Symbols Complying with ISO13399

1ISO13399

Property

Symbols Content
CIP coordinate system in process
CRP cutting reference point
CSW coordinate system workpiece side
MCS mounting coordinate system
PCS primary coordinate system

ISO 13399
Property
Symbols Content
KAPR tool cutting edge angle
KCH corner chamfer angle
KRINS cutting edge angle major
KWL keyway length
KWW keyway width
KYP keyway property
L cutting edge length
LAMS inclination angle
LB body length
LBB chipbreaker width
LBX body length maximum
LCCB counterbore depth connection bore
LCF length chip flute
LDRED reduced body diameter length
LE cutting edge effective length
LF functional length
LFA a dimension on If
LH head length
LPR protruding length
LS shank length
LSC clamping length
LSCN clamping length minimum
LSCX clamping length maximum
LTA Ita length (length from mcs to crp)
LU usable length
LUX usable length maximum
M m-dimension
MHA mounting hole angle
MHD mounting hole distance
MHH mounting hole height
MIID master insert identification
MTP clamping type code
NCE cutting end count
NOF flute count
NOI insert index count
NT tooth count
OAH overall height
OAL overall length
OAW overall width
PDPT profile depth insert
PDX profile distance ex
PDY profile distance ey
PFS profile style code
PL point length
PNA profile included angle
PSIR tool lead angle
PSIRL cutting edge angle major left hand
PSIRR cutting edge angle major right hand
RAL relief angle left hand
RAR relief angle right hand
RCP rounded corner property
RE corner radius
SX shank cross section shape code
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Surface Roughness Standards

JIS B0601 (2001)
1SO 4287 (1997) / JIS BO601 (1994) JIS B0601(1982) JIS B0601(1970)
1SO 1302 (2002) JIS B0031(1982) JIS B0031(1982) JIS B0031(1970) JIS B0601(1970)
no filter, digital signal no flltgr, digital no f||t§r, no filter, analog signal no ﬂltgr,
e signal analog signal analog signal
=3
(8]
5 evaluation length shape length = Onﬁ;tg::ard one standard length one standard length
2
a
f maximum height Pt = Rmax Rmax (S indication) Hmax (S)
U L .
IS PRIITE GEIEY = = Rz Rz (Z indication) =
roughness
phase correction, phase 2RC, short 2RC, short wavelength
correction, short wavelength —
band As - Ac cut-offAc
wavelength Ac cut-offAc

evaluation length

determine individually

for each standard

average for fn,
calculated for each

one measured
length > 3Ac

one

measured length > 3Ac

roughness

length Ac. standard length Ac
. . . . maximum
maximum height maximum height Rz height Ry
set standard| 025 0105 um OM05um | 08 um or less 0.8 um or less select from 0.313,5
length mm and 10 mm
based on
) select from 0.3,1,3,5
height 0.8 mm 0.5~10 pm 0.5~10 um 0.8~6.3 pm 0.8~6.3 um and 10 mm
parameters
Rz, Rmax, select from 0.3,1,3,5
and Ry. 2.5 mm 10~50 um 10~50 um 6.3~25 um 6.3v25 um and 10 mm
Surface symbol or )
triangle symbol triangle symbol
| dimension indicated U 0.008-2.5/ Ry =1.6~0.8 Rmax = 1.6 0.8S or less |[vvvv
E in drawing RzL15 Ac 0.25 Rmax 0.8 1.6S 0.25 Upper limit 1.55v6S A
(3} L-25/Rz 07 0.8S 0.25 Lower limit 125~25S vV
(7]
35S or higher| v
= _ q
- 10-point average R2JIS Ry - - -
o roughness
[
center line average Ra75 Ra75 Ra Ra ("a" indication) —

arithmetic average

arithmetic average

arithmetic average

roughness roughness Ra roughness Ra
set standard| 0.25 01~0.5 um 01~0.5 um _ _ _
length mm
based on
height | 0.8 mm 0.5~0 pum O | el B Ac shall be 0.8 mm. —
um or less.
parameters
Rz, Rmax,
and Ry. 2.5 mm 10~50 pum 10~50 pm 12.5~100 um = =
surface symbol or
3.2 triangle symbol
) L 1682 1.6 0.2 Ra or less
dimension indicated | /556 g7 < 0.4 Ra~1.6 Ra vy —
in drawing
Ra75 31 3.2 Ra~6.3 Ra vv
Cake e 12.5 Ra to 25 B
Ra7515 Ra or more
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LLl
:) Theoretical Surface Roughness Relationship with Triangle Symbols
@ The theoretical surface roughness for lathe machining is the . .
Arithmetic .
oy minimum value which can be obtained under the set machining Average Maximum 10-Point Average Triangle
conditions, and can be expressed by the following formula. Roughness | Height Rz(um) Roughness Symbol 0
LLl RzJIS (um)
Ra(pm)
m fie 0.025 01 01
D i 0.05 0.2 0.2
N N h 01 0.4 0.4 VVVV
0.2 0.8 0.8
0.4 1.6 1.6
0.8 3.2 3.2 \YAVAY4
e e 1.6 6.3 6.3
3.2 12.5 12.5 oo
fa 63 25 25
h (um) = —g2— x 1000 :
(km) = 8r, 125 50 50
25 100 100 K
h - theoretical surface roughness (um) () The finishing symbols (triangle symbol ¥ and symbol ~)
f - feed (mm/rev) are no longer used in JIS pursuant to the 1994 revision.
re - nose radius (mm) .
Examples of Reading
1 When Ra =16 um =16 um Ra
Actual Surface Roughness 2 WhenRz=6.3 um =» 6.3 um Rz
o When machining steel: Theoretical surface roughness x 1.5-3 3 When RzJIS = 6.3 pm = 6.3 pm RzJIS
« When machining cast iron: Theoretical surface roughness x 3-5
Surface Finish Improvement Measures
o Increase the nose radius
e Use a wiper insert
o Adjust the cutting speed and / or feed
e Change the material and / or shape of the insert
Obtaining the Surface Roughness
New oid
Symbol Symbol . .
Type m m Calculation Obtaining Method (example)
B0601: '01 | B0O601:'94
the addition of the max. value for the Ry il

depth rv and the max. height rp on the

roughness curve for the reference length: Rp \ /\
Rz Ry |Rz=Rp+Ry W W/\u’\//v\\/\v/\/;\j\/\/
A

the addition of the average of the maximum Yor Yoo Yes Yod Yos

to fifth highest values and the average of the l m
deepest to the fifth deepest values on the B Y 7\7

Average roughness curve for the reference length: ¢ ; i\ N l'\ nv ¢ ¢
R°‘3T(')ess RzJIS Rz Wl 7“\/ \y A }

(YprtYp2tYpstYpatYps)t

Points Rziis
+Y\otYy3tYyat
— vi V2 v3 \Z3 V5
(Yv1 Yv2 Yé3 Yv4 Yv5) Y % Y, Y. Y,
L

the average of absolute values on the T m

roughness curve f (x) for the reference length:
Arithmetic 1 a4 A A . A A
Average of [T Ra |Ra =" T, {f(x)} Ra K% SR W«W&\z\w TR X,
Roughness ? W \// v v/ \//

- L ~
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Hardness Comparison Chart

Vickers Hardness (HV)

S48 = S 453 =
Rockwell hardness 3 2 = 8 Rockwell hardness s 2 = ]
S| |ES =£% |ET
£E8|lz|nt z 2ES|m|5E
al8|T|XE @ e8| T X E
0| % 8 A=
Scale B Load: 38125 s Scale B Load: 3|28
100 kg 5|22 3 100 kaf BlE<
Scale A Load: | Scale C Load: | Diameter 1 Tung§ten Sle g z Scale A Load: | Scale C Load: | Diameter 1 Tungsjen Sle 'g‘
. 60 kgf brale .150 kof brale ) /16" brale | carbide E a2 £ |. 60 kgf brale .150 kgf brale . /16" brale | carbide _§ a
indenter (HRA) | indenter (HRC) | indenter (HRB) | ball | |2 Z S | indenter (HRA) | indenter (HRC) | indenter (HRB) | ball | @ | 2 Z
(95.1) = = = = 745 477 = 452 | 64
(94.6) = = = = 741 46.9 = 442
94.2 - - - - 73.6 46.1 - 433 62
93.7 (80.5) - - 73.3 45.3 - 425
93.2 (79.2) = = - 72.8 445 - 415 59
9.7 (77.9) - - - 723 436 - 405 -
91.8 (76.6) - - - 71.8 42.7 - 397 674
91.0 75.9) = = = 71.4 418 = 388 | -
90.4 (74.6) - - - 70.8 40.8 - 379 55
90.0 74.0 - - - 70.3 39.8 - 369 -
89.6 73.4 - - - 69.8 38.8 (110.0) 360 52
89.1 72.7 - - - 69.2 3r.7 - 350 -
88.6 724 - - - 68.7 36.6 (109.0) 341 50
88.1 71.5 - - - 68.1 35.5 - 331 -
87.6 709 - - - 67.6 34.4 (108.0) 322 47
87.1 70.3 - - - 67.0 33.3 - 313 -
86.6 69.6 - - - 66.4 32.2 (107.0) 303 45
86.2 68.9 - - - 65.8 31.0 - 294 -
85.6 68.0 - - 97 65.2 29.8 (105.5) 284 42
85.3 67.5 - - 96 64.8 29.2 - 280 -
85.0 67.0 - - 95 64.5 28.5 104.5 275 4
84.7 66.4 - (767) 93 64.2 27.8 - 270 -
84.4 65.9 - (757) 92 63.8 271.0 103.5 265 40
84.1 65.3 - (745) 91 63.5 26.4 - 261 -
83.8 64.7 - ) 90 63.1 25.6 102.0 256 38
83.4 64.0 - ) 88 62.7 24.8 - 262 -
83.0 63.3 - 10) 87 62.4 24.0 101.0 247 37| 825
82.6 62.5 - (6 86 62.0 23.1 - 243 - 805
82.2 61.8 = (684) 84 61.6 22.2 99.5 238 36 | 795
81.8 61.0 - (&) 83 61.2 21.3 - 233 = 780
81.3 60.1 = (656) 81 60.7 20.3 98.1 228 34| 765
81.1 59.7 - (&) - - 18.0 96.7 219 33| 730
80.8 59.2 - (638) 80 - 16.7 95.0 209 32 | 695
80.6 58.8 - 630 - - 134 93.4 200 30 | 670
80.3 58.3 - 620 79 - (11.0 91.5 190 29 | 635
80.0 57.8 - 611 - - (8.5) 89.5 181 28 | 605
79.8 57.3 - 601 7 (6.0) 87.1 171 26 | 580
79.5 56.8 - 591 - (3.0) 856.0 162 25 | 545
79.2 56.3 - 582 75 (0.0) 81.7 152 24| 515
78.9 55.7 - 573 - 78.7 143 22 | 490
78.6 56.2 - 564 74 75.0 133 21| 455
78.4 54.7 - 554 - 71.2 124 20 | 425
78.0 54.1 = 545 72 66.7 114 390
77.8 53.6 - 535 = 52.3 105 =
77.4 53.0 - 525 7 56.2 95 _
77.0 52.3 - 517 - 52.0 90 -
76.7 51.7 - 507 69 48.0 86 =
76.4 51.1 - 497 - 41.0 81 =
76.1 50.5 = 488 67 M1 MPa=1N/mm?
75.7 498 _ 479 _ (2 This table is an excerpt from the JIS Iron and Steel Handbook
753 194 - e % @ Values in parentheses in the above table are not usually used
74.9 484 - 460 -

™)1 MPa=1N/mm?
(@ This table is an excerpt from the JIS Iron and Steel Handbook
@) Values in parentheses in the above table are not usually used
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e
Ni-Based Heat Resistant Super Alloys (HRSA)

Material Specifications Cross-Reference List - Aerospace Material Designation
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Hardness
Brinell HB Nominal composition Approximate Content in % USA UK France Germany
Commercial Werkst.-
designation Ann. |Aged| Ni | Cr [Co | Fe |Mo | C |Mn| Si | Al | Ti [Others| SAE | AMS | UNS BS AFNOR Nr DIN1706
— | — [se9] 150 [150] — [525]o06] — [ —[40]as5[00s | — | — [ — | — — — —
1.1] 31 [134]700]1.20]023 005
— | — [e38[ 155 ] — [100] 52 [o15]o2s|0s[80]20[ 006 | — | — [ — | — - - -
— | — |es0[155] — [45[50]os]or1]os]ss|es[0s | — | — [ — | — — — NICr16MoA
140 | — [e43] 06 [125] 55 [280]01]o8]o7| —[ — [ — | 596a | 5396 [ntooot| — | npsrrev | 248 S-NiMo30
| 650] 15 [800] 15 [285]001[30]01]05 10
CEEEST I oo | — [541] 160 [125]575[170]007[ 0807 — [ — | 40 [s388c | 5388 [Ntooo2| — — 2460 | NICr7Mot7FeW
| 560 | 22.0 [ 2.50 | 3.00 05 0.1 38
aSIeTo 740 | 220 [1.00 | 2,00 0.0
57.0| 16,0 | 250 | 5.00 | 160 |0.01[ 1.0 | 0.1 10
astello — | — [722] 70 [o25] 30 [165[0.06] 04 [025] 05| — [ 021 | 5771 | se07 [Nto0o3| — — - -
— | — [627] 50 [1.25] 55 [245[006]o5]05| | [ — | — | 5786 [Niooo4| — - - —
astella 160 | — [471] 220 [ 15 [185] 90 o1 ]os o] —| — | o6 | 5300a | 5300 [nosooe | — | Ncoored | 2460 —
— | — |6t0] 150 | 25 | 100 55 [o15[025{06 (80|20 — | — | — | — | — - - —
ayne 100 | 200 |51.0] 30 | 10 [0.10]1.50] 0.4 15.0
| — [ — [m7]200] —[50] — Joso| —[—Jo2s|o4]| 05 | — — — — — — —
— | — Jro9f200]20]30] —Joa[-[-[15]2s] — | — — — - — — —
| 220 220 {300 30 04 [1.25[035 1.0
CETEEE — | > [514] 200 200 — [60foos| —[—[10[1s] — | — [ se2 [ — — — — —
[ — | — |meleo] —Jao| —Joos|-|-|-[- - - | = | = | - — — —
aynes 6 — | = [etafoto| = [s0foofoa|[-|-[-[-[85 ] - | = [ = | - - - —
— | 4 [s35] 180 | — [190{ 30 foo8| — | —|os|os| 50 | — | TR/| — | - - - -
ayne W — | a7 749|160 | — |70 | — |oog| — | [oslozs| 10 | — | S| — | — |nosmeA| — -
[ — | — [e16] 100 [150] — [30]os8[12]05]55[475] — | — | sa7 [niso0| — — [ Lw24674 | NiCo15Cr1OMoATi
Incoloy A-286 255 150 56.5 210
| 3.0 | 280 35 0.10 06060] 18
— | — [#10] 205 — [260] — Jo1[10]o75[025{ 06| 05 | — — — - - — —
| 180 | — [420]210] — [s00]30]oos] —[—|—[10] 20 | — | — [nosses 307276 | Nco1FenU | 2.486 NiCr21Mo
180 | 300 [443] 125 | — [340] 6.0 [00s[024[0.12]015[ 27 [ 015 | — [ se60 [Nowsot| — | zsncorae |Lw24e62 | NiFe3sCriaMoT
| — [ 30 [a00] — [1s0]ar0] —Jooo| —[—Jor[14] 380 | — | — | — [ — — — —
380 130420 1.25 04fo0]15] 47
| 200 740 45) 05| 05
170 | — [0 155 — [80] —Joos| | —|—[ =] — | o540 | 5680 |nos6oo|s072-76 | ncisre | 2482 NICr15Fe
| 150 | — [eoo] 280 — [140] — Joos| —[—[14] =] — [ — | 5715 [noseot [ — - 2.485 NiCr2aFe
180 | — 744158 — [72]| — Joosfo2fo2|—[—[ o1 | — | = | = [ - - - -
| 520] 220 [125] 15 | 95 1.2 5887-89
onel 6 180 | — [e10] 215 [ — [25] 90 oosfos[o5]oafo4a] 36 | — | se60 [Nosees| — [NC22reDNB| 2486 |  NiCr2MooNb
610| 215 25| 90 36 5879
350 [460] 150 [235] 07 [875]oreforfos]s0f22| — | — | — [ — [ — [nkercaDT| — | NiCo20Cri5MoAM
— |76 156 | — [o3s| — [oo4oos|o2|s0]07| — [ — [ ss50 [morro2| — — — —
nconel 706 — [420] 160 | — [400] — Joos[o2]03]04a[175] — [ — [ 5702 [Nogror| — — — —
— |mof 125 | — | — [42ore| | —Jet]os] — [ — [ ss01 | — [ 31468 | NC12ap |Lw24670 | SNiGr13ABMoND
380 [525] 190 [ — [190] 30 Jo04[035[035[ 09| 09| 01 | 5388 | 5689 [No7713 | HR8 | NG19FeNB | Lw24668 | NiCrigFe1oNbMo
540 180 185 30 10| 50 55966
380 [748] 150 | — [ 65 [ — Joos|oss[o2]os|24] — | — | ssa1 [nor7e2| — | noterem [ — NICr16FeTi
— |ro0] 155 — 70| — [o1[10]os[15]26] 05 [ — [ — [nomst| — - — —
Inconel 781 — [700] 60| — [ 80| — Joor[2zsfoss|at]so] 02 [ — [ — | — | — — — —
30| 35 [265]270 003[00s] |60 04
470] 220 [ 15 [ 180] 90 06 5536
775 | 200 1.0 0305 06
— |30 [730] 155 | — [ 70 | — [oo4|oss[oss[o7] 25| — [ ssa26 | 5582 [Norrso| —  [NctereTNo| 2467 NICr1BFeTi
| 3.0 025 | 05 | 620 0.15]0.60{040 1.00
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Hardness
Brinell HB Nominal composition Approximate Content in % USA UK France Germany
Commercial Werkst.-
designation Ann. |Aged| Ni | Cr [Co | Fe [Mo| C [Mn| Si | Al | Ti |Others| SAE | AMS | UNS BS AFNOR Nr DIN1706
4.0 56.0 050[040 1,00
[130 | — Jers[195] — [so]aofos|—|-|-[-[4s ] - | = | = | = = = NCr20MoW
220 | — [eo7[ 110] — [20]30fo1s| —[—[6o] —] 40 [ — — — — — — NICr11AWND
| — |00 [res] 200130 — [ —Joos|—[—[13fes| — [ = | — | = | — — — NCr20Co18Ti
25 | 168 18 [012] 07 [0.18 06
— | 320 [553] 200 [100] — [100]015[05 051026 — | — [ &1 [nores2| — — 2492 | SNiCri9Co
YR — | - [e04] 90 [100] — [ —Joss|—[—[s0f20[85 ] — | — | = | — — — | Nw13cotocroa;
| — [ 270 [505] 90 [100] 0225 ots| [ —[ss[ts[ 116 — | — | — | — — 2468 | NICo1OW10CI9A
S | o285 00| — [17foss|—[—Jas[ms|sa | — | — | = [ = - — | NicR16CotOWAi
[ — | — [s3]55]o00] — [ —Joas| —[—Jeslas] 50| — | — | — [ — — — | Nicozocr16WATi
10 | — [es0] — [ —[15] — Jote[10] =] —[ — [ 320 | 4544 | 4574 [nossoo|so7276| nNuso | 2436 NICu30Fe
| 630 25 030] 20 | 05 340
TS 20 [ 200 [e40] — | — [10] — [o13[os] —[28[ 06| 300 | 4676 | — [nNossoo|sor276| — 2438 NICu30AI
10 | — Jeso| — [ = |12 — [oas]ro] = | =] — [ =106 | 4674 | 7288 |nosaos| — = = =
et N 210 225 | 21 35 [016] 20 1.0 450
| 90 04 0.15[035]035 026
[Nickel 201 | 990 04 002[035[0.35 026
| — | — Jeosf 2002060 —[ot[—[—J1ofeo| — | = [ — | — | s — — —
— | — [se0f[200[80]50] —Joa|—[—[1s]es] — | — | — [ = | — — — —
| — | — [meelsa] — | —Jasfore[—|—Jee]rol2s | — | — | = | — — — —
el | s 220 100] — [1oofos| [ =[] =] — [ssa| — | — | Hooos | nctaap | 2467 | s-NicrisaeMoNo
— | — |48]165| — [340[ 33 |006| — | —|12|12]| — | — | 8397 | — | HC204 | NKISCAT |Lw24674 -
SE10 — | = 4|0 | |60 ||| | - | - | = | - - - NiFe33Cr17Mo
— | — |611] 95 [150 — [ B0 |oa7| —|—|s5|47| 10| — | — | — | sue — - -
0 170 | — Jmsoftes | — [ao] —Joro| =[] —Jo4| = [ = | — | — [|hmoo34] NcooT [ 2463 NCr20T
| — [0 [750]195] — | — | — Joos| = | —[14]2a| — | — | — [novoso]H4o1601] Neoota | 2463 NICr20TiAK
650 250 100
| — | 346 [590] 195 [165] — | — Joos| = | —[15]25] — | — | — |noroso| Hro202 | Neooatv | 2463 | Nicreocotsm
CEEETY — [ [woftes]| —[s0] — o[ —[1ofeofss] = [ = | = [ = [ = — — —
| 480 | 242 [ 197 15 1430
IRl — [ 320 [ss0[ 150 [200] — [s0 Jose| —[—[ar[12] — | — | — | — [ Hrs [Nokoeoarv| 2463 | Nico2oC1sMoAm
| — |50 [500] 142 [132] — [40fote] —|—|s0]a0] — | — | — | — | Hre [NOKISATD | 2464 [ NiCot5Cr5MoATI
onic 24 — | = [sofas oo —Jros|-[-[-[=-[=-] = = [ = [ =] = = = =
— | 275 |515] 202 [200| — | 60 [006| — | —|05|20| — | — | — | — | HR10 | NCK2oD | 2465 | NiCri5Co19MoTi
onic 90 — | 350 J440] 125 | — [s60] 57 Jooa| — [ —[o8[29] — [seeoc | se6ta [ — | — |zsncotse| 2466 |  NicrisMom
| 390] 180 0] 52 08 23
CEETYZEN — | [400] 218 [ 15 [185] 90 [o1[os]os [ — [ — | o6 | oo%6E | o754 | — [HR6:204| Neazked | 2467 | NiCra2Fet8Mo
| — [ 250 [435] 165 | — [as0] 38 oos| — [ —[12]12] — | — | — | — [ Hmeov [ nwitac | — NiFe33Cr17Mo
O IZ — | [499] 190 [195] — [ 40 |oos[os[os[29]20] — [smia | s1s8 | — —  [nkop2oaTu| 2467 | NiGrigCoMo
[ — | — [s38] 200140 —Jas|—[—[—-Jo4lea|s0o | — | — | = | — = = =
m — [ 350 [559] 180 [140] 05 | 70 Joos|ozsfo2s[21]22] — | — — — — [nciokowv | — | Nicr2ocoteMoTi
— |es3[ 150 [ 12 [100] 55 [ot2[or]os]20]2s| — | — [ — | = | — — — —
— [380] 190 [200[160] 32 [oos[os[10]02]ers| — [ — [ — | — | — [zenkcors] — —
— |s81[ 190 [110] 1.8 [100]000[08 03] 15]81] — | — [ 530 [noroat| — | NotokoT | 2497 | NicrieCotiMoTi
— [544] 140 [150] 05 | 6.0 [005[0.1[02]38]25] 35 | — — — — — — —
— |s76[ 150 [150] 04 [42 Joa7fotfotfas]ss] — | — [ — | = | — — — —
— |10 140 o5 | — [4aofoss| -] —Jao] 80 | — [ = | = | — — — —
— leas| 14080 —[asfos| —[—[—Jes[as [ — [ — | — | — [ nowe | — —
— [e06] 100 [150] — [30fot8] — [ —[s5][ar| — | — — — — - — | NicotsCriomoa
| — |e0o| 89 [100] — [20for[—[—Jar]as| 0| — | — | = | - — — —
— [ro0]130] = | = [ = Jot[—]—[eo0fo0s] 105 | — - - — - - -
| — |75 60 [75] —[20fots| —[—[sa]10] 63| — | — | = | — = — | Nima9CosWeCHAl
udimar 250 | 18.0 80 [680] 50 0104 6512
| 185 90 [660] 50 01]o7
— | — [s17] 190 [190] — [ 40 [ot]o1]or]so]s0] — | — | 5751 [morsoo| — [ nckieDaT | 2498 | NicrigCotgmom
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Commercial
designation

Udimet 520
Udimet 630
Udimel 700
Udimet 710
Udimet 718
Udimet 720

Udimet L-605
Udimet alloy

ISCAR

Hardness
Brinell HB Nominal composition Approximate Content in % USA UK France Germany
Werkst.-
Ann. |Aged| Ni | Cr | Co| Fe [Mo | C [Mn| Si|Al| Ti [Others)] SAE | AMS | UNS BS AFNOR Nr DIN1706
56.0 | 19.0 [ 12.0 6.0 20(30([ 10
— | — [510| 170 | — |175] 30 |0.04| — [ — [0.6 | 1.1 | 41 — — — — — 2.467 NiCri9NbMo
— | — |546] 150|175 — | — [01| — | — |44[34| — — — — — | NCKD20AT | 2.464 NiCo15CrMoATi
— | — |[550] 180 [150| 05 | 1.5 |007| — [ — |25]| 50| 15 — — — — NC18TDA — —
180 | 380 [525| 180 | — (180 3.0 |0.05| — [ — |06 0.1 | 52 5383 5689 [ NO7718 | HR8 NC19FeN [ LW2.4668 | NiCr19Fe19NbMo
56.0 | 16.0 | 147 3.0 25(50( 1.3
450 15.0 270 4.0 1.0 30| 40
100 20.5 | 50.0 [ 3.0 15 15.0 5759
550 19.0 [ 11.0 10.0 15| 3.1
— [R50 198 | 135 | 08 445 007|001 [14[80| — | — | 54 |Noooi| — | NC2OKI4 |LW2.4868 | NCrIGFetoNoMo




Co-Based Heat Resistant Alloys

Material Specifications Cross-Reference List - Aerospace Material Designation
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Hardness
Brinell HB Nominal Composition Approximate content in % USA UK France Germany

Commercial Werkst.-

designation  |Ann.| Aged | Ni | Cr | Co| Fe [Mo | C [Mn| Si | Al | Ti |Others| SAE | AMS BS AFNOR Nr DIN1706 Others
Air Resist 13 = — | 10| — [796] 25| — [110| — | —[85]| — | 412 | — — — — — — —
Air Resist 213 &g - — [ 190|658 — | — |47|—|— |35 — [ 688 | — — — — — — —
Altemp S 816 &= — 1200 200 (476 — |40 (40| —|—|—| — | 04 — (6534) — — [W2.4989 CoCr20Ni20W =
FSX 414 = — |100] 290 528 10| — |70|—|—|—| — ] 026 | — — — — — — —
Haynes 25* = = 100| 20.0 [490| 30 | — [150(15|056| — | — | 0.1 |[5537C| 5759 = KC20WN | LW2.4964 CoCr20W15Ni —
Haynes 36 = = 100 185 | 528 | 20 | — |145(12(06| —| — | 04 = = = = = CoCr19W14NiB =
Haynes 151 = = — | 200|656 — | — |128{05|05| — [0.15| 047 = = = = = CoCr20W13 =
Haynes 188* = — |220] 220 (380| 25 | — (140[10]|04| — | — | 01 = 5772 = KC22WN — CoCr22W14Ni —
HS 6* = = 25280060530 | — |80 —|—|—|—| 10 = 5373 = — — — R30006
HS 21* = = 301|270 |626| 20|60 |—|[06]06|—| — | 025 = 5385 3531 = — CoCr29Mo R30021
HS 25 = = 100 20.0 | 484 30 | — |16.0(15(20| — | — | O 5759 = KC20WN | LW2.4964 CoCr20W15Ni =
HS 30 = = 160 240 | 514|110 [ 60 | — |06 (06— | — | 04 | 5380 = = = — CoCr25NiW R30030
HS 31 — — |10.0| 250 |538| 15| — |80|06|08| —| — | 04 |5382 — 3146 — LW2.4670 CoCr25NiW R30031
HS 36 = = 100 18.0 | 631 20 [ — |160(16(—|—| — | 04 = = = = = CoCr19W14NiB =
Inconel 783 285 30 [34.0]260 54101 3.0 5940
J 1570* = — |280[ 190 |39.0| 20| — 70| —|—|—| — — — — — — — — —
J 1650 = — |270] 190 (380 — | — (120 — | —|—| — | 02 — — — — — — —
Jessop 832 = — 120 190 440|170 20 | —|08|03| —| — | 35 — — — — — CoCr19Fe16NiMoVNb | —
Jessop 834 = = 120 19.0 1420200 20 | — | —|[—|—| — | 65 = = = = = CoCr19Fe20NIMoVNb | —
Jessop 865 = = 105 | 265|530 20 | — |75|06(06| — | — | 045 = = — — — CoCr25Niw —
Jessop 875 — — — 210|660 — | — 11O —|—|— | — | 2456 | — = = = — CoCr21W11Nb —
Jessop 887 = = 100 20.0 | 500 30 | — |16.0{05 (16| —| — | O = = = — — CoCr20W15Ni —
Jessop X-40 105|265 [530| 1.5 | — [75(075|0.75) — | — | 05 = 5382 3156-2 = LW2.4670 CoCr25Niw =
Jessop X-45 105 265|647 20 | — |70| —[—|— | — | 025 — — — — — — —
Jessop X-50 205( 255 (403 40 [ — 120 —|—=|—=|[—| 075 | — — — — — — —
Jessop X-63 100 26.0 | 67610 [ 60 | —|—[—|— | — | 045 = = = - - — —
Jetalloy 209 = — |10.0] 200 520 10 | — [16.0| — [ —|— |20 002 | — — — — — — —
L-251 = — |10.0] 190 |56.0| 10 | — [140| —|—|—| — | 04 — — — — — — —
L-605 = = 100 20.0 | 510 16 | — |16.0(15(06| — | — | O1 = 5759 = = 2.496 CoCr20W15Ni R30605
M 203 = — 250200 |380| 16 | — [120{08[10(07|20 | 1.67 | — — — — — — —
M 204 = — 250 180 (420|186 | — (120 — | — | —| — | 127 — — — — — — —
M 205 = — 250 180 [400| 16 | — (120 — | — |27 | — | 167 = — — — — — —
ME16 150 |230] 20| 5 50 22.25
MP35N 37.0| 21.0 [29.2] 1.0 [ 1056 0.15]10.15 1.0 [ 0.04 5844
MAR-M 302 — = — | 215 |570({075| — |100{01 (02| — | — | 100 | — — — — — CoCrW10TazrB —
MAR-M 322 = = — [ 215]600|075( — |90]01|01[—[075]| 7.7 = = = — — CoCr22W9TaZrNb —
MAR-M 509 — — |10.0] 230 |55.0| — | — |7.0]0.05(0.056| — | 02| 46 — — 3146-3 — — CoCr24Ni10WTazZrB —
MAR-M 905 = — 1200 200 80| — | — | —=[—|—|— 056 7.65 = = — — — — —
MAR-M 918 — — 200|200 520 04 | — | — |01 |01 | —|05| 765 | — — — — — CoCr20Ni20Ta —
[\ [ 3] 14.3 | 224 3.9 48| 46 | 17.90
Refractaloy 70 &= — 1200|210 (460| 05|80 (40— | —|—| — | 0.08 — — — — — — —
STELLITE 6 26.0 | 72.0 5.0
UDIMET 188 220 220 [38.0] 3.0 14.0(1.25
V-36 = — |20.0| 250 (432 24 | 40 (20(06|05| — | — | 229 = = = = = CoCr25NiMoWNb =
WI-52 05 ] 210 |626| 20 | — [11.0{0.25|0256| — | — | 245 = = = = = CoCr12MoW =

Member IMC Group
o=
L 4 11 ]




LLI
Q
2
o
oY
LLI
92,
-

é

Based on ISO 513 and VDI 3323 standards

ISCAR Material Groups

o
]

Material
Tensile Strength Hardness | Group
Material Condition [N/ mm?] Kc1™ [N / mm?] mc? HB No.
<0.25% C annealed 420 1350 0.21 125 1
| - >0.25% C annealed 650 1525 0.22 190 2
non-alloy steel and cast  ~_ 550 "= 4 lenched and tempered 850 1675 024 250 3
steel, free cutting steel
annealed 750 1675 0.24 220 4
>0.55% C
quenched and tempered 1000 1900 0.24 300 5
annealed 600 1775 0.24 200 6
low alloy and cast steel 930 1675 0.24 275 7
(less than 5% of alloying elements) quenched and tempered 1000 1725 0.24 300 8
1200 1800 0.24 350 9
high alloyed steel, cast annealed 680 2450 0.23 200 10
steel and tool steel guenched and tempered 1100 2500 0.23 325 n
. ferritic / martensitic 680 1875 0.21 200 12
stainless steel and cast steel —
martensitic 820 1875 0.21 240 13
stainless steel and cast steel austenitic, duplex 600 2150 0.20 180 14
. ferritic / pearlitic 1150 0.20 180 15
gray cast iron (GG) — "
pearlitic / martensitic 1350 0.28 260 16
) ferritic 1225 0.25 160 17
nodular cast iron (GGG) —
pearlitic 1350 0.28 250 18
. ferritic 1225 0.25 130 19
malleable cast iron —
pearlitic 1420 0.3 230 20
, not hardenable 700 0.25 60 21
aluminum-wrought alloys
hardenable 800 0.25 100 22
) not hardenable 700 0.25 75 23
: <12% Si
aluminum-cast alloys hardenable 700 0.28 90 24
>12% Si high temperature 750 0.25 130 25
>1% Pb free cutting 700 0.27 110 26
copper alloys brass 700 0.27 90 27
electrolytic copper 700 0.27 100 28
, duroplastics, 200 020 |70 ShoreD| 29
non metallic fiber plastics
hard rubber 200 0.20 55 Shore D 30
annealed 2600 0.24 200 31
Fe based
hardened 3100 0.24 280 32
high temperature alloys . annealed 3300 0.24 250 33
Nior Co hardened 3300 0.24 350 34
based
cast 3300 0.24 320 35
pure 400 1160 0.24 190 36
titani Il
itanium alloys alphatbeta alloys, 1050 1245 0.24 310 37
hardened
hardened 4600 0.25 55 HRC 38
hardened steel
hardened 4700 0.25 60 HRC 39
chilled cast iron cast 4600 0.27 400 40
cast iron hardened 4500 0.27 55 HRC 41

steel

stainless steel

cast iron

non-ferrous metals
superalloys and titanium
hard materials

() Specific cutting force for 1 mm?2 chip section
() Chip thickness factor

ISCAR



Hardness Conversion Table

N/ mm?2

80

100

120

140

160

180

200

220

240

=

. 260

\ 280

300

Brinell Hardness (HB)

320

I

10

20 30 40

rockwell “C" hardness (HRC)

50 60 70

Kpsi

560

700

840

980

120

1260

1400

1540

1680

1820

1960

2100

2240

tensile strength

USER GUIDE

Member IMC Group
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Material Cross Reference Chart

According to VDI 3323 Standard
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3l_USA Germany U.K. France Sweden Italy Spain Japan Russia EURONORM
S| ALsi/
S| SAE/
2| UNs/
=|ASTM / AA| Werkstoff DIN BS | AFNOR ss UNI UNE Jis GOST EN
, SN400B;
e11%22%0- EN43B; SN 400 C;
Bt Fe 430 B SN 490 B;
02301; ! .
st S2750R; 43 /Fyé HR; S'sqszlggog
1| KO 1 o0 St 44-2: 23/25H5; | E282 fafl; | FedS0BFN; | AE2T5B; 1 gry g, Stdps; S275.R
K02597: g o 1412 Fo4tB | Fedd0BRN | o400 Stdsp
ooy ¢ 430 43B; 19C;
Koo HFW4; STKR 400;
02599: oy :
Ko HFS4; 19C;
e ERW 3 SS 41:
STK 41
E295;
502 [Fe 4902 FN; ! 1550; A490-2; SS 490; Stéps;
1 B Fe 400-2: 508 RELZ 2172 FerEd Fe 4902 FN S50 Stsp
ST 50-2 G (E295+CR)
SN400B;
SN 400C;
K02404; S3550R; 50B; SN 490 B;
1| fE 10045 e gl E%2 Fe510BFN | AE355B N S3550R
S8 490;
S50
S27500; .
1| Kooroe 10143 St44-3U; ; E28-3 141401 | Fe430CFN | AE275D S27500
4360-43C
Fe 430 C
P2B5S; 1644008 | SPH 265,
1 10130 s s e SPH 265 P265S
DCO3GH: .
1| Ast9 10333 USt 3 ’ E FeP 02 AP 02 SPCD DCO3GH
3CR
USt 13
SM400 A,
SM 400 B;
: SM 400 C:
e, $27502G3 (s27502); | Fe 430D , 1411; Fe 430 B; , S8 400; Stdkp;
B | KOs 10144 St44-3 37 = 412, | ressocn; | SEZRD: STK 400: Stdps:
aszan7o;| MO o 4'D 436043C;|  E284 il : D( : )| Fe430 D1 FF STt a0 St“ps'
PN Fe4q0D1) | R045C 1414 2 430D (FP) TR 0 dsp
SM41 B
SM41C
DCOT;
1008; ; AP 11;
. DC 01; CR 4; G FeP 01; ! SPCC;
1| atooso; 10330 o S < 1142 oo FeP O1; = DCO1 (FeP 05)
A 621 AP 00
St 12
Fe 360 B;
4360-40 B;
1015, Ehue
N S2350R (Fe3608); | CEWS: ) Fe360B;, | AE235B; | STKM12A
1 %%? HEEET $t37-2 s7/03HR,| E242 181 lyaga7/23HR  Fe360B | STKM12AC
37 /23 HS:
37 /23 CR:
37/23CS
Fe 3100;
15 HR; sep
185 Fe3100; | 15HS; Fe 310-0; o
1 10035 o A Y 1300 Fe 320 pRare $5.330; s0 s185
e S5 34
1449 15 HS
CEW 2;
34/20 HR:
E195; 34 /20 HS: Stops;
1| Koosoe 10034 oS a S n| A2NE Fe 330 BN - E195
1449 34 /
2005
DD12G1;
1 10334 e 2¢ FeP 12 AP 12 SPHD 10kp

ISCAR
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ol O o
3l_USA Germany U.K. France Sweden Italy Spain Japan Russia EURONORM
S| ALsi/
E| SAE/
2| UNs/
=|ASTM / AA| Werkstoff DIN BS | AFNOR ss UNI UNE JIs GOST EN
1CR;
1CS;
1| 106 10335 pD13; ; :25 3¢ FeP 13 AP13 SPHE 08k DD13
610060 : Stw 24 s P
2CR
2Cs
DCO4;
g CR1: AP 04; SPCE;
1| A6 10338 si4 ol ES 147 FeP 04 S o 08JUA DCO4 (FeP 04)
SGV 410;
SGV 450;
K01700; SGV 480;
Ko2001; 141-360; FeE 235, SPV 235,
K02200; P235GH; 151-360; Fe 360 1 KW: SPV 450,
K02201: Sl ; 1330;  |A37 Grado RATL|  SPV 490;
1 ooy 10345 Hi 154-360; | AB7CP e Fe3o0 1 Gy [\ O ) P235GH
i . ) rado RC | SGV 42;
, HI 161-360; Fe 360 2 KW; ;
K02503; 164-360 Fe 360 2 KG Sav46;
K02601: SGV 49;
K02801 SPV 24;
SPV 46;
SPV 50
040 A10;
O‘I‘Ei “2" :\,O? C10RR;
1010; clo; | xco; 1¢10; F151;
1 oo 1,0301 o En2A/ | g g1 BN $10C 10 cio
En2B | arsicio
En32 A
1008
S275.0H;
. 43 G; Fe 430 G;
1 10149 St44-3U; s | E283 141204 Fe 430 C e S275J0H
RoSt 44-2
DX51D;
1 10226 s 2 ac 1151 10 FeP 02 G FeP 02 G sace
A1011
1 ((SZSSO'GTyrapiegﬁ 10114 Sy e E24-3 Fe360CFN | AE235C SHEE $23500
1011 : g 4360-40C S5 34
(SS Grade 36
(250) Type 1)
S380N:
1| As72:60 1.8900 o 436055 E 2145 FeE 390 KG $25¢ S380N
En 55 C;
E335; Fe 500-2-
' Fe 590: A590; SM570; Stéps;
1| As72Gres | 1.0060 St60-2 FN; A60-2 1650 E335
P s Fe602 | Fe590-2FN SM 58 Stesp
4360-55
S250G1T: Fe 330; S5 330;
1 HEgze USt 34-2 g Fe 330 B FU SS34
164-3608
K01700;
; P235S; 120, | A37AP:
1 a2z 10112 o o i Fe 360 C AE 235 C P2358
3608 LT20
10SPb20; 10.SPb 20;
1 10722 0cPoR0, 10 PoF 2 cFiospozo | 10702 108Pb20
1108;
1100;
JU; 10820; 108 20;
1 B 10721 I 10F2 CF10S20 oo 10820
G11080;
G11090
12013,
11223143;- 11sunppso; | 20OMO7 311(())%/1 SIZ L
1 1 10718 ' Pb; $250 P 1914 |cFosmpoag| . F21OM f qumosl 11SMnPb30
121 14 oswPozs | 11SMPb2g; | QN
G12134: F2112
G12144
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USA

Germany

UK.

France

Sweden

Italy

Spain

Japan

Russia

EURONORM

ALSi /

SAE /

UNS /
ASTM / AA

Material Group No.

Werkstoff DIN

BS

AFNOR

SS

UNI

UNE

JIS

GOST

EN

1213;
1215;
G12130;
G12150

-

1.0715

11SMn30;
9 SMn 28

230M07;
En1A

S 250

1912

CF9822

F210.A;
F210.L;
11 SMn 28;
F2111

SUM 22

11SMn30

1020;
1023;
G10200;
G10230

1.1151

C22E;
Ck 22

055 M 15;
070 M 20;
En3A
En3C;
En2

XC 25;
XC 18;
2022

1450

C20;
C25

F.1120;
C25K

S20G;
520 CK;
5$22C

20

C22E

A 1008
(HSLAS-F
Grade 80

(650));
A 1011
(HLAS-F Grade
80 [650])

-

1.0986

S500MC;
QStE 500 TM

60F55 HR;
60F55 HS;
60F55 CS

E 560 D;
S 560 MC

FeE 560 TM

S500MC

A 1008
(HSLAS-F
Grade 70

(480));

A 1008
(HSLAS Grade
70 [480]
Class 1)

—_

1.0084

S500MC;
QStE 500 T™M

E 490 D;
S 490 MC

2662

FeE 490 TM

S500MC

A 1008
(HSLAS Grade
65 [450]
Class 1);

A 1008
(HSLAS Grade
65 [450]
Class 2)

-

1.0982

S460MC;
QStE 460 TM

1501-50F45;
50F45 HR;
50F45 HS;
50F45 CS

S460MC

A 1008 (HSLAS]
Grade 50 [340]
Class 1);

A 1008
(HSLAS Grade
50 [340]
Class 2)

g

1.0976

S355MC;
QStE 360 TM

46F40 HR;
46F40 HS;
46F40 CS

E355D

2642

FeE 355 T™M

8355MC

A 1008 (HSLAS
Grade 50
(340));

A 1008
(HSLAS
Grade45 [310]
Class 2);

A 1011
(HSLAS-F
Grade 50 [340])

-

1.0972

S316MC;
QStE 300 TM

1601-40F30;
43F35 HR;
43F35 HS;
43F35 CS

E315D

K01600;
K02007;
K02700;
K02701;
K02803;
K02900;
K03009;
K03300;
K11803;
K12000;
K12001;
K12037

1.0562

P355N;
StE 355

225-490A

FeE 355 KG N;
E355R/FP;
A510 AP

2106

FeE 355;
FeE 355 KG;
FeE 355 KW

AE 355 KG;
AE 355 DD

SM490 A;
SM 490 B;
SM 490 G;
SM 490 YA;
SM 490YB STK
490 YB;
STK 490;
STK 500;
SM 50 A;
SM50B

16GF

P355N

1024;
K03011;
1 K03014;
K12037;
K12709

1.0570

S355J2G3 (S355J2);
St 52-3 N (Fe 510 D1)

2132;
2134

fE510

AE 355 D;
Fe 510 D1 FF

SM490 A;
SM 490 B;
SM 490 C;
SM 490 YA;
SM 490 YB;
SM 520 B;
SM 520 C;
STK 490;
STK 500;
STKM 16 C

17GS;
17G1S

8355J2G3

ISCAR
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8| SAE/
2| UNs/
=|ASTM / AA| Werkstoff DIN BS | AFNOR ss UNI UNE JIs GOST EN
K01600;
K02302:
K02700; _
K02701: SS'}’; i%%
s P3SENLT; STK 500;
1| Kossor: 1,0666 gl 205490A | A510FP 2107 Fo E 355 KT v P3SENLT
K11803; pepbl
K12087: e
K12600;
A 299 A
A299®
K01600;
K02007:
K02701:
; 205 / 490:
K02803: P35ENH; /490 FeE 355-2;
1 o | 10865 Wotass | Z5H0K| ASIOAR 2106 e P355NH
K12001;
K12037:
K12609
1| Kioos7 10549 S?ng'éLs'g 50 EE 213 Fe510D | FeE 355 KTM $355 NLH
S355.0; 500
1| «i2000 1.0653 St52-3 U: | e Fe510CFN | AE355C scC3 $355.0
Fe510C
)
] ’22255% o 047 S355J0H; 50C; | TSES3553; es0c | AESSSC _—
e : St52-3U 4360500 | E363 Fe510C
S2350RGH; . .
1| Koes02 1.0036 S28508; K SonsgoFU' el FFee 33%% %- hECEDLE ey
: Fe 360 B; oo 1312 e Fe 360 B StaKp
USt 87-2
055 M 15;
1020; 070 M 20;
1022, En3A
' | AFa2C20;
1023; En3B; 20, c20: F112: $20C; o2,
T atoooo, | 1042 oz En3C; >1<002252, 1450 c ot 1022 s22C & 2C/2D
G10220: En2:
310230 2 HS;
28
SG 295;
SGV 410;
SGV 450;
, | savaso:
ROTOT; 151400, 1431: ﬁﬂ%E K\Kg'- g 4A2\ z?zrag?a?g | sevas
K02505; P2B5GH: 164-400; | A 42 CP; ; j ; SPV 355; 16K:
1 , 10425 , 1430; Fe 4101 KT: RCI : P265GH
K02704: HI 161-400; | A42AP _ , SG %0; 20K
1430 Fe4102KW; |  F6306; .
K02801 164-400 b feed SGV 42,
: SGV 46;
SGV 49;
SPV 32:
SPV 36
HX300PD;
1| noresas | 10443 H300PD; E 2345 M 1306 HX300PD
H 300 PD
K12000; S355NL; 50EE; 2135:
1| N 1.0546 T hes e | Edss P o | FeESB5KT |AE 355 Grado KT
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4‘213%0;*; 22§ %m%t 25 GiMo 4; F22: S&MM%OOT&; 20ChM:
7| 4130RH | 17218 | 708a25 | 25CD4 2095 * 222 | SOM 430 ROH; ' 25CiMod
, G5-25 CrMo 4; 25 CrMo KB F1256 , 30ChM
G41300; i SCM 430 TK;
H41300 STKS 1
21CiMoV5-11; .
7 18070 o 35 NiCr 9
(GS-35 CrMoV 10 4;
v 17795 | 7635 CrMov 104
7 17733 24CMoV5-5 20CDV 6 21 CrMov 5 11
BB SNB 24-1;
4340 H; .
S SNB 24-2;
N 4ONICIMoB; | 817 M 40; F1275; SNB 24-3; .
[ eorcl IR 40 NiCrMo 6 En24 HONCMo7 | SNBosa, | AOCNNMA - 4ONICrMob
H43400; SNB 24-5;
K23028 SNCM 439 RCH
8640;
8640 H;
8740;
8;;‘2;; 40 NiGiMo 2 DF;
. 4ONICIMo2-2; 4ONCD2; JONCMo2, | F1205; SNCM 240;
| goono | 166 40 NCiMo 22 4ONCD TS JONCMo2KB|  F1204 | SNOM240RcH|  SBCMGNM
G87420; [C=
Hgs400;
H87400;
K11640
8617;
8617 H;
8620; SNCM 220;
S ‘ | s05H20; 20NCMo2; | SNCM 220 H;
8620 RH: 2NCM022, | g0 )50 sONCI | NOM 220
7| esir; 16523 2INCMo2, | gx o | 20NCD2 2506 20 NiCrMo 2 Lo | HRCH 20ChGNM 20NICIMo2-2
G86170; 21 NiCiMo 2 e CI%% | sNoM22oM;
G86200: ' SNCM 220 RCH:
Hee170; SNCM 21 H
Hg6200;
K12147
3INICH4;
7 15755 N 653M31 | 18NC13
36NCHS; .
7| 3% 15710 RN 640A35 | 35NC6 SNC 236 36NICI
4340;
G43400; 34CNIMoB; 816M6; | 34 CNMo 8; . ,
i 16562 AN IR s vk 2541 |3BNCMo6KB|  FA272 38Ch2N2MA 34CNiIMo6
43370
31CrMoV9;
7 18519 R 30ChaMF 31CMov
30NiCrMo2-2; '
7| e 16545 AN 30NCD 2 30 NiCrMo 2 KB
4340; . 30CND 8; .
7| oo 16580 30CrNiMo8 s3ma0 | IO 30CNiMo8 | SNCM 431
, 55C; 20MVe; ,
7| Kot907 15217 ng\)’ g \ GRS55 | TSE4554; 20&%\66’
Grade 55 | TUE 4554
300M;
7| 4340, 16928 HSNCMVT-6 | S 155
K44220
40CrMoV13-9;
8 18523 390iMoV13-G; | 897 M 39 36 CrMov 12 400iMoV13-9
39 CrMoV 139
31CMo12; Fi712; 310iMo12;
8 18515 Saor | r2mas | socot2 2040 32 CrMo 12 e s
58Crv4;
8 18161 R
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32CrMo12;
8 17361 o, | 722m24 | 300D 12 2040 0CMo12 | Fi24A 320Mo12
. ‘ F128;
9840: 36CINMod; | 817M37; | 40NCDS; 39 NICiMo 4; 3 40ChGNM: ,
8| om0 HEsi 36CNMo4 | 816M40 | 35NCD5 39NICMo 4 KB| .1 280: e 40CHN2MA el s
35 NiCrMo 4
6145: 735 A 50; "
6150; 51Crv4; 735 A51; | 50CrV4RR; F.143 A SUP 10; 50ChFA:
8| 6i50H; 18159 50CHV4; 735H51 | 500V 4 2030 50 GV 4 ok | suptoceP; i 51CIV4
G61500: 50 CIV 4 735M50; | 510v4 oy SUP 10M
H61500 En 47 '
s SNC 631;
8| 15736 sonare: 30NG 11 SNC 631 H;
SNC 631 M
A128 Grade A; F240A;
J91109; , X120M12; F240A1; ,
8| wiz | OO X 120 Mn 12; BW10 | Z120M12 2183 | GX120Mn12 | AMX 120 Mn ggmﬂ N 110613L
191139, : G-X120 Mn 12 12;
191149 F8251
g| 44 1233 47CMo4 708M40 | 420D4 2044 42C0Mo4 | 420Mo4 SCf 47CMo4
G41420 ' SCM 440
4140 H;
8| 4140RH: 42CiMod+QT
4140 HT
8
8
8 18705 21MnC65
8
9 16659 3INCMo13-4 | 830M 31 2534 F270
9 15864 BNICI18
9
9
9
9 18715 17MnCr5-3 17MnCr5-3
SLON20;
SLON5O0;
1501-500; STBL 690;
K71340; , 1501-510; | 9N X1ONI9; F.2645; STPL 690; .
101 at340 149887 M 500650, | Z8N09 X 12 Ni 09 XENi 09 SLONG3; M
509-690 SLONGO;
STBL 70;
STPL 70
2515;
A2515; X{2N5: Z18N5: ,
10| o517, 15680 12Ni19: Z10N05; Séfgf‘gg X12Ni5
E2517; 5N
K41583
D4, Z7200CD 12;
T30404; X2100rW12; Z210CW X215CW12 | F5213;
10| 12436 AR BD6 oor 2312 T oo | ko2 X210CW12
730406 X2100rWA2-1
H13; X40CIMoV5-1; X 40 CrMoV 5; X40CMoV5 | F5318;
100 s 12344 ORI TR T LR 2042 L |y a0 iy s | skoet 4CHEMFIS | X40CIMovs-1
, X100CiMov5; , F536;
10 T?oz{oz 1363 X100CIMoV5-1: BA2 Xz1 ?%()Crcrm/ g 1 e |X 1001 %"OV 5| Fsoor: SKD 12 X100CIMoV5
X 100 GrMov 5 1 X 100 GiMov 5
Ho; X30WCV9-3; X30WCNVQ | F5323 X30WCHVG-3;
100 10821 g X30WCIVO 3 22| ZEvitye 3KU X 30 WCHV 9 e sl X30WCHV9 3
X165CrMoV12; X165CrMoW
10 12601 S, 2310 o X4650iMoV12
X36CrMo17;
10 12316 A X380Mot6
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0] M 13343 :2665522 iz 0268(%\,(\)/‘?%\2/ 2792 RE5L SKH 51 R6M5 HS6-5-2
T41302 : Sens BM2 652 F5604
HS6-5.2
10 It 12343 XITCMOVS1; | gyqq | £3BCDVS xeromovs | R SKD 6 4ChEMFS X37CrMoV5-1
T20811 X38CMoV5-1 X38CiMoV. KU | g7 oy s
X37CrMoW5-1;
Hi2; 12606, | X37CrMoW51; 735 CWDV5; X 35 CiMoW X37CrMoWS5-1;
101 75012 1.2605 X350rwMovs; | B 12 | xascwMovs 05 KU = Sz <ChiL) X35CrWMoVs
X 35 CWMoV 5
, X153CMoV12; X 160 CrMov ,
100 00 12379 X550 WMot2-1; | BD2 12 N A I o X153CMoV12
X155 CrvMo 12 1 7160 CDV 12
X330rS16;
10 12085 et 735V CD17.8 X33CrS16
21MnCr5;
10 12162 i 20MC5 21MnCi5
YAENICHMod;
10 12767 45NICMo16; 45NCD 16 40 NiGiMoV 8 KU X45NICIMod
X 45 NiCrMo 4
XIONICHMod;
10 12764 X 19 NiCrMo 4; XONICIMod
GXIONICIMod
) 1.2080 VI, ETCRI T =i SKD 1 Chi2 X210Cr12
T3040 : X210 Cr 12 Z200C 12 A
X210 Cr 12
X38CrMov5-3;
10 10367 e, X38CIMoV5-3
2INCIMOV15-6;
10 16957 26NICIMOV14-5;
26 NiCrMoV 14 5
SCWV 6
SFVAF 5 A;
501; . SFVAF 5 B:
502 X 11 CiMo 5; Fosop; | SAFSG
10| ss0100; 17362 ; 2 SFVASD; X12GrMos
: 12CMo19:5; TUJ _
$50200; e, SNB 5 Class 1;
K41545 STBA 29:
STFA 25;
STPA 25
M33;
T41333; HS2-9-2-8; 2928
L Y g $2-9-28 Bl F5611
T41334
M1, HS7-4-2.5; Z 110 WKCDV F5615;
L RS s S7-42:5 07-05-04-04-02 HS 7-4-0-5 AR
Z 110 DKCWY
09-08-04-
M42; HS2-10-1-8; : F.5617;
nl 13047 pei0e e |0 2716 Hs2o18 | L0 | s HS2-10-1-8
HS2-9-1-8
Z 130 WKCDV
8104810 10-10-04- F550.8;
11 13207 NPORON BT 42 04-03; HS10-4-310 |  F5553; SKH57 | R12F3KIOM3-SCh | HS10-4-3-10
10-4-3-10; HS 10-4-3-10
HS10-4-3-10
TS, HS12-145; F5563;
1 s 13202 S ot BT15 | HS12-1-45 Hs 12165 | 9000 R13F4K5
6-5-2-5;
6-5-2-6 HC;
HS6-5-2-5;
86525 HS6-5-2-6HC; F550.C;
11 13243 oo BM35 | zsswoKov| 2723 HS 6-6-25 F5613; SKH 55 RBMSKS HS6-5-2-5
06-05-05- HS 6525
04-02:
7,90 WDKCV
06-05-05-04-02
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Z 100 DOWV
Vi Hs2-0-2; 00-04-02-02; F5607;
1 13348 oo Yoo 2780 HS292 N SKH 58 HS2-9-2
HS2-9°2
780 WKCV
T HS18-1-2-5; _ F5530;
1 oo 1,3255 NFoe o4 | 19050401 HS 18145 | g0l o | SKH3 HS18-1-2-5
115
1801,
T, HS18-0-1; HS 18-0-1; F5520;
1 o 13355 oy BT |y 2750 HS 1804 | 0 SKH 2 Ri8 HS18-0-1
18:04-01
11
11
11
11
11
11
1 X1ONMoCiV6
430F, X12CMoS17;
12 oo 14104 e Z13CF 17 2383 X10CrS 17 Fa413 SUS 430 F X120MoS17
12| 31500 | 14417 | GX2CNMON25-7-3 2376 X0
X10CAISITS; Faii3; ,
12 14742 e Z12CAS 18 ool o | sus2t 15Ch18Sdu X10CrAIS18
X10CIAISI3; .
12 14724 X10CrA13; X10CAT2 | (08 10Ch13Sdu X10GrAIS13
X 10 CrAl 13
434; X6CrMo17-1;
12) oo 14113 ocmen i | 4sas7 | z8op 1701 2305 F3116 SUS 434 X6CiMo17-1
A X80CINiSI20;
12| HNG; 14747 o | 443565 [780 CSN 20:02 X80CrSNi20 | Fa2oB SUH 4
NiSi 20
S65006
m X10CrAISi25;
12 oo 14762 X10CrAIR4; Z10CAS 24 2300 F3154 SUH 446 X10CIAISi25
X 10 CrAl 24
EVE; X53CMMANIN1-9; 752 CMN X 53 CIMANN .
12 oo 1ag71 | (RS | aess2 | 2220 IS F3217  |SUH35,SUH36| 55CH20G9ANA | X53CIMNIN21-9
X7Cri4;
12 1.4001 X7Cr14; Z8C13FF SUS 4105 X7Cri4
GX7Cr13
440 B; X 89 CrMoV
12] e 14112 X90CMoV18 o SUS 4408 X90CIMoV18
s Y6Cr13; SUB 408
12 » 1.4000 ; 408517 | z8C12 2301 X6Cr13 F3110 SUS 403 FB; 08Ch13 X60r13
S41008; X6Cr 13 SRS
540300
SUS 410;
SUS 410 FB;
40, X120r13; #0S21; SUS 410 TB;
S41000; GX120r13; MC1T | z10C13; X 12.Cr 13 KG; SUS 410 TKA; 12Ch13;
120 sai001; [ X 12 Cr 13- gadeA; | 713C13 202 | 'yqoorqakw| 3401 SUS 410 TKC: 150h1aL e
CA-15 X10Cr 13 En56 A SUS F 410-A
SUSF 410.B;
SUSF 410-C
, , SUS 405;
12 g 1.4002 ;(%Ccrm %, | wss1 | zscan X6 CrAl 13 Fait1 SUS 405 TB; X6CIA13
SUS 405 TP
416, X1201513; 4165 21;
12 o 1.4005 g | oo | zricF1s 2380 X12 CrS 13 Fa411 SUS 416 X1201$13
12 14015 X8Cr17
SUS 430;
_ , 430 17; | susoTs;
12 sjgg'oo 14016 )f%cgjw 430815, | z8C17 2320 X8Cr 17 Ff;?% SUS 430 TKA; 12chi7 X6Cr17
4305 18 ' SUS 430 TKC;
SUS 430 TP
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ANC 1 grade
B;
12 14007 GX20Cr14 ANCT 1 700G 13M scs 2 200h1L
' grade C;
420 C 24;
420C 29
SUS 420 F;
SUS 420 J 2
420 37; ;
_ , ' | zsc 130l SUS 420 J
12 éigono 14028 ;%%Céﬁs 4E2n°5%4c5,' 733C 13 2304 X30Cr 13 F3403 2.CSP; 300h13 X300r13
2 %G| z3c3 SUS 420 2 FB:
SUS 4202
TKA
GX1200128;
12 1.4086 x| w20
GXA0CIN2T4;
12 sl G-X 40 CrNi 27 4
X200Mo13;
12 Iy X 20 CiMo 13
439,
430 i L | susasox:
12|  s43035; 14510 ?%CS'% 71*7 74CT17 X6CiTi17 X';3C1:T?'1 ;| susasoLxT; | oschi7T X3CTi7
$43036; SUS XM8TB
M8
12 4461 14749 X18CIN28 712G2 X18CIN28
X3CINb17; Fa122; | SUS4300L%
12 14511 A Z4CNo 17 xeomp17 | E1E ] S8R0 X30Nb17
SUH409L;
409; X2CrTH; LW 19: 3
12 oo 14512 aoma, sl | z3cTi2 X6 CTi 12 Fai21 SUS 409 LTB; X2CrTi12
SUS 409 TB
X4CNMo16-5-1. Z6CND .
12 14418 O 1 A 2387 X4CINIMo16-5-1
20San SUS 420 J 1;
420, X20Cr13; ' | 220G 130, F310J; | SUS42041FB;
12 oo 1.4021 e 120829, | £500 B0 2303 X20Cr 13 A S 20013 200113
En56 C
TKA
13 siggoo 1.4031 Xa9Cr13; ZAG 2304 X 40 Cr 14 e SUS 420J2 40Ch13 X390r13
; : X 38 Cr 13 740G 14 X40 Cr 13
342080
X20CrMoV11-1; ) .
13 14922 X20CiMovi2-1; | BS762 2317 X 2?206"1"0'\" )%0%“&0\9112'_11’
X 20 OrMoV/ 12 1 o
X22CrMoV12-1; .
13 14923 | X21CiMONMA2-1; fgfg;h“/{mvﬁb
X 22 Ciov 12 1
SUS420J 1,
4208 37; F310.J: ;
420; X20Cr13; ' | 220G 130, " |sus42041FB;
13 ooy 14021 e 120829, | “500 B0 2303 X20Cr 13 Faa0 [P 20Ch13 X200r13
En56C X20Cr 13
TKA
744G 140,
420, X460r13; I F:3405;
13| g0 14034 L 744G 14 xacria |0 400n13 X460r13
738C 13 M
, Y17CINH6-2; “[z150N16.02 Fa13; , ,
18 gl 14067 X 20 CINi 17 2; 43én85§9’ c 2301 X16 GINi 16 F3427; 33%842?1#5 124(%‘;177%22' X17CINi16-2
X 22 CNi 17 Z15CN 1602 X 19 CNi 172
76 CN 13-04;
CA 6-NM: . ;
! X3CINMo13-4; 76 CN 13-4; ‘
13| s41500; 14313 SYP o) B 2384 X3CrNIMo13-4
191540
134 M
X390Mo17-1;
13 14122 e e 1 X 39 Crio 17-1 X39CiMo17-1
422, X20CMOWV12-1;
13 oong 14985 | Joomonia X20CMoWV12-1
, X45CrSi0-3; , , ,
13| WS 14718 x450598 | 184 | 745059 X 45 CrSi 8 = SUH 1 40Ch952; XA5CrSi9-3
S65007 s | e F3200 40hoS?
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1.2083; X40Cr14; X40Cr14; F.5063;
13 088 2SR i Ay 814 | xar0riakU | L% | sUS 42042 X40Cr14
CA 6-NM; GXACNITG4 | 425C11; . SCS6; ‘
13| Yt 14317 oxsomiias | onss ZaCND134M GX 6 CrNi 1304 SCatx GXACINi13-4
$13800; X3CrNiMoAl 13-8-2; ,
EI 14504 | NIOMUMOA 152 1 £ pur1ss 3CrNMoAl 13-8-2
15-6PH;
15:5PH | e
14| W12 4845 | e NICUND15-5 77 CNU 1505 X5CINICu15-3
| 145459
$15500;
492110
20 Z3CND 25:07 FF%%%% SUS 329 J 1;
L X3CINIMo27-5-2; Az 3809 | 553994 1 FB; .
14| s31260; 14460 | A2 . 2324 XBONMo | Qg 501 p|  10CK2SNSM | X3CiMo27-5-2
$32900 o708 Ar 2705 |'sls32941TP
X 8 CrNiMo 26 6
321531,
LW 18;
Tl X 6 CNiTI 18 11;
e X 6 CrNITi 18
LWCF 24: 06Ch18N10T:
321; 3215 12; U1 bt - 08Ch18N10T;
14 ; 1.4541 X6CINI18-10 " |z6oNT 1810 2337 X6CNTI18 | F3523; SUS 321 © | XecNimite-10
$32100 321 S 50; , 2 09Ch18N10T:
. 1TKW: | X6CiNTi 1810
321 §51; . 12Ch1BN1OT
X6 CINITI 18
3218 o
50-490;
1010;
1115
14 14425 | X2ONMo1813-3
. . SUS 316;
_ S I | 2B T X5 CrNMo SUS 316 A;
316 316533 | Z6OND o Fson o
ey YSONMo17-12-2; | S18S175 | 17-11-02-FF, G ERT F335()54’ SSUUS833166HFBY
. INIMo17-12-2: . NiMo .3634; b iMo17-12-
14| 3i6H; 1.4401 e onive 1510 | 316818 | Z70ND o347 e | s oo 17| S0S it | OBONINTIMS  [XS0MMol7-12:2
$31600; 316S40; | 17-11-02 . ,
, X5CNMo 17| 122 SUS 316 HTP;
331609 316541, | Z7COND _
o b 12 KW SUS 316 TB;
SUS 316 TBS
14 14821 X20CINiSI25-4 700CNS25.04 X20CINISI25-4
ANC 3
- grade A; SCS 12;
14|  Joorot 14312 oxiocnites | 9% Zioon 189 s 11 10Ch18gNaL
302C 25
J92605; GXA0CINISIZT 4; N
14 o 14823 | SN SCH 11X GXAOCINISI7-4
(GX7CNMoCuND18-18] .
14 14585 | GX7 CiNiMoCuNb SR
1712
1818
Z4CNNb -
347; ‘ 347 C17; AMX 7 CrNIND
P GXECININDT9-11: Sl 1e10M; , SCS 21; .
14|  Joosdo, 1452 | Qeotngian | 821gade | J%I0 2010; ety GXECINND19-11
J82710 Nb F8413
1810M
(GX7NICIMoCuND25-20)
14 14500 | GX7 NGiMoCuNb 22?;8'3,\;]
2520 '
304 S 15
3048 31:
i o SUS 304;
W3 | 74 oN 1910 XSG 1810; SUS 304 A;
LW 15: py X5 CiNi 18 NN
i 2T 750N 1708 | 2333 Lo F.3504 SUS 304 FB;
304; X5CINi18-10; P 08; : G; 250 ; ‘
14 a0 | 1401 xscmitee | WWOPIS \Zoontg.00|  2ase | XSCMT8I0) yooni1g10| susaoaTs | OBCMIBNIOL ) XSCMiTE-10
LWCF 15: KW: .
; Z7CN ‘ SUS 304 TBS;
3028 17: X5 Nl 18 ;
'l 1809 SUS 304 TKA;
S ks SUS 304 TKC
3048 17:
304 S 40
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Z10N 1812,
304511; | Z2CN 18-10; ,
304L; LW20; | Z3CN 1910 e
304L; , | twereo; M; xaomig 11|, B0 o
14 saue | LS g $.536; zaon | a2 | xecmiigin| XAONTI IO scsig ogontentt | oIt
J92500; : T74; 1840; axacmitg 10| A2 S
492600 304C 12; | Z3CN19-11; o
305511 | Z3CN19-11 :
FF
304H;
304 H
CF8; o Z6CN18.10 AMXTONI | SCS13; o
14| Joose0; | 1.4308 Feenns 0 | amcs M 2010; sos13A | oromeneL | PRS0
J92600; Z6CN199M F8411 SCS 18X
J92650;
492710
ANC 3
GXIOCINIT88;, | gradeA: | Z10CND .
14| o201 14312 s | Sl Csom SCS 12 10Ch18NOL | GX10CNi18-8
30255 25
Y2CININ23-4; Z3CN 23.04 ‘
14| 532304 14362 vl \ 2307 XOONINZ3-4
201, , Z12 CMN X12CTMINN
14l o 14372 | X12CMANINI7-7-5 A SUS 201 e
316531, SUS 316;
3165 33; SUS 316 A;
Lwos, [FOOND 1812 X5 CiNiMo fosgs | SUSBIGFE:
316; Y3CrNMo17-13-3; | LWCF 23; . 1713, 3% 1 5us 316 TB; ‘
141 s31600 1436 | x50miMo 17133 | 316519, |2 gg%;l? S Xx8CiMo | X° C{gg‘”" 71 susat6TBS; HEE T IEE
316540; | 2T ST 1713 SUS 316 TKA;
3165 41; SUS 316 TKC;
14436 SUS 316 TP
72 OND 17-12;
316511, | Z3CND
316L; ‘ | 316513 | 171102 SUS 3161,
3160 YooV 122 | st6S 14 | Z3OND Coomie | FO10K | SUSaiBLAB:
14 sotees | taaos | OONOTEISS | giesan | 71202 2348 i F3533, | SUS 316 LTBS; X2OINMo17-13-2
J92700; Mo oMo ITI2% | S 161; 28 CND 17-12- F3537 | SUS316LTP;
492800 SE37; | O2FF; SUS 316 F 316 L
775 | zscND
18-12-03
STELN; K2OINMON17-11-2; | 16 ¢ 1. |79 oD 1711 X2 CNMoN |, 3942 SUS 316 LN; X2CrNIMoN
14| 316LN; 14406 | xeciMontT-12:2; | S8 SET - o X2CNMoN | S8 St oG
S31653 X2 CNMON 17 12 2 17122
ANC 4 grade
) , N AMX7CNMo | SCS 14; .
14| GO | qas | QECMMOISIZ ] anG g 2010; scs4h;  roantoazsave  FXeCrie
316C 16; F8414 SCS 14X
845 grade B
X2OrNMoN25-7-4; 75 CND 2506 .
14| s3r50 tagrp | OO T - 2308 MOCINIMON 25-7-4
ol S Caipg | XEONMONIZ-133; | 816563, [2BOND1T42|  o X20MMoN | | SS9 | sus st L X2CrNMoN
; : X2 CNMON 17 133 | 1.4429 Az 1713 SUS F 316 LN 17-13:3
S31563 17133
316513 .
o X 2 CrNiMoN ]
316L. g]g 2 ]1 7 3CND 17-12- 1713; SSU%SS%GLEB,
316L; X2OrNMo18-4-3; s X2 CiNiMoN 17| F.3533%2 3 o
1 Jon | e | ey | desen [, 2353 ke | i 5 | SUSSIBLTES; | 0BCTTNIAMS | X20miMoTe-4-3
192800 W22 1 181403 X 2 CiNiMoN 17 Sl gz
LWCF 22 P SUSF 3161
8458
) [ tasgg | XONMONIT-13:5; 73 OND 18-14- ‘3o X2CrNMON
' X2 CiNiMoN 17 135 05 Az o 17135
SUS 317;
317, . X5 CiNiMo SUS 317 T8; .
4l S 14449 | X3CNMot812:3 | 317516 o PRl X30rNMo18-12-3
SUSF 317
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_ 75 D 27.05 RS | SUS39UT;
39, XSCNONDT 5.2 o F3300, | SUS329J1FB;
14| $31260; 1.4460 , ; ; 2304 X8CNMo | SUS329J 10Ch26NEM  [X3CrNIMoN27-5-2
X 4 CINIMON 27 5 2 Z3CND
$32900 e 27.05; 1T8;
X8 CrNiMo 26 6| SUS 329 J 1 TP
72 CND 24-08
180 Az SUS 329 J3L;
; X2OrNIMoN22-5-3; | 318513, |  Z3CND SUS 32943 ‘
14 333312%%% 14462 | Yo GNMON 2253 | 14462 | 25-06-03 Az AT LTB; K2CMiMoN22-5-3
Z3CND 25 SUS 329 J 3 LTP)
05 A
1?»371F;’H' 14395 XTCINIAIT-T: 79 CNA 17-07; e
14 | 14s6s 77| a01 581 | 2 CrNMo 1712 SUS631J1; | 09ChI7NTJul | X7ONAI7-7
177 PH: X7 CINiAI 17 7 Z8CNA17-07
1.4504 SUS 631-CSP
$17700
443,
; F3123; SUS 444;
444, X2OrMOTi8-2; 73CDT 18-02: 3 - !
14 o 1.4521 LS oo 226 X2 CrMoTiND |  SUS 444 TB; XCMoTi18-2
182 SUS 444 TP
S44400
904L. XINCMoGu25-20-5; .
14| o4l 14599 | X1NCMoCuN25 | 9oastg | “2NODU 2562 Xicroc
N0B904 205
630; 77 CNU 15-05;
fa| TP g | XSONGRtEL Z7oN U8 6005 XSCrNICUND16-4
174 PH: : X5 CINICHND 17 4 16-04; YA
$17400 77 CNU 17-04
14| s31254 14547 | XICINIMoN20-18-7 2378 IEH te
20-18-7
-
14 ‘3‘37'5'* 1.4568 XIOGNAIT-T, | gyy g gy [COONATTOT yge ETARNANS I I e —
17.7 PH: : X7 CINiAI 17 7 Z8CNA17-07 ; b
SUS 631-CSP
$17700
X6 CINMoT
1712 F3108; ,
. 12; " | susaieT; | 08CHiBN1IMAT; ,
316 Ti; X6CrNiMoTi17-12-2; | 320 S 31; X 6 CrNiMoTi 17 F.3535; o ' X6CrNiMoTi
14 31635 L4871 | g oMo 17122 | sp0s 18 FOONDTI7-14 2350 12KG; X 6 GNiMoTi SSlLJfé ‘?1%2}% 3%%’;11%33’;\% 17102
X6CNMoTI 17| 17122
12 KW
3008,
309; . , SUS 309'S;
14| 309 14833 NN A VT TV RN X6 0rNi 23 14 SUS 309 TB; X12Ci23-13
$30908; SUS 300 S TP
$30900
X4CINISN18-10; ~
14| s30415 1.4891 A 2372 XACINISN 1810
X9CINISNCe2111-2; X9CINISINCe
i 530815 lEee X8 CNISIN 21 11 2368 21-11-2
14 2831 14948 ig%miy%ﬁ %%i%%g Z5CN 1809 SUS 302 X6CINi18-10
$30408; : XBONI1811; o0t S2T
$30480 g
ANC 4 grade
C;
1 Lasy  |G¥SCNIMONDTO-11-2| ANC4C; | Z4 ONDN GX 6 CiNiMoNb S GX5CrNiIMoNo
: GX5CNMoNob 18 10| 318C17; | 1812 M 20 11 19-11-2
845 grade
Nb
F310G;
303, XBOINiS18-9; , F.3508; XBCINIS18-9;
4 oo 14305 g | 38531 [zBCNF1800| 2345 10CNis 1808 P01 sus 303 30Ch18N11 o
1800
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3045 11;
LW14; .
LW20; |Z1CN 1812, S%LJSSS%Z“LEP,
304L; | LwoF 14 | Z3 N 1810, | Fst0; 1
14| 304L; 14306 ;(chémcﬁ; ‘1'1 LWCF 20; | Z3ON1g-11;| 2352 ﬁzs%'mﬂfam F.3503; SSGJSS%%AL%%, 03Ch18N11 X2CINi19-11
$30403 S5%; | Z3CN19-11 X2 CiNi 18 10 !
: SUS 304 LTP;
L & SUS F 304 L
304 C 12
3048 11
301, SUS 307,
; ‘ 711 CN 17-08; ;
J230; X10CrNi18-8; 301 S 21; y ' F.3517; SUS 301-CSP; )
1 oot 14310 s | o |2 ' 112’\1 ;%gs 281 [x1zemiiror|y, ST SR 12Ch18N9 X10CINi18-8
$30200 SUS 302 FB
304LN; Z3CN 1810
: X2CININ18-10; Az . F3541; | SUSB304LN; .
14| 304LN; 14311 ooty | deset | Lo aR el (xaomNt1] o S0 ol s Eacd L X2CININ18-10
330453 N
304B1;
30482,
30483;
304 Bt; 9330:
14| 30482 1.4350 X5CINI18-0 304531 | Z6CN18.09 . | xscmi1810|  Fasst 58E
. 2333
304 B3:
$30461;
$30462:
$30463
SUSS17L;
3171 72 CND 19-15- fosza | SUS8I7LFB;
3 XCNiMo18-16-4; 04 X 2 CrNiMo 3539 | gUs317LTB; .
14 383]17733 taggs | oUOBISE N awsie | L0, 2367 o X2 cwrgnleo 18 | et X2CrNiMo18-15-4
19-15-04 SUSF317L;
SUSY 3171
SUS 321,
SUS 321 HFB;
it SUS 321 HTB:
3 X120INT1810; . SUS 321 HTP; X12CNTH8-10;
14 833221139 14878 oy | st |zecNTie 0| 2z |xeommieni|  Rasss | g8 ool T ol
SUS 321 TP:
SUS F 321;
SUS Y 321
3475 31; X8 CiliNG -
ANC 3 1811; el
7 . | geseB X6OMNNo 18| cagpr | sUS 347 HTB; X6CININD18-10;
14| X8 1.4550 s 2333 U1 1y X6CNNo | SUS347TB; |  08ChieN12B 58F:
$34700; : X6CNNo 1810 | 347820, | 1810 X 6 CiNiNDb 18 3 '
, : 1810 SUS 347 TKA;
$34800 3475 40; 1 KW, S T
347 S 50; X6 CrNiNb 18 S p
347 S 51 KT
MIEE 15| XIOCNMONDIB12; 76 CNDND X6 CrNIMoNb
$31803 : X 10CrNiMoNb 18 12 18-12 20 11
310H; SUS 310,
310 H: 310516 | 6 o 25.20- SUS 310 FB;
3108; X8OIN25-21; | 310 24; | X 6 CrNi 25 20 SUS310STG; | 10Ch2aN1s; .
W 50, 14845 X120mizs21 | 810525 |52 CCT‘ 22%223 e 6 Ci 25 20) =l SUS310STP: | 2ochoantg | X120Mi25-21
$31008; 310 31 SUS310TB;
$31009 SYSY310S
" 14465, | XIOINIMoN25-22-2; X1CINIMON
14466 | X2 CINMON 25 227 25202
. . Z9CN 24-13; Fa312; SUH 309; ‘
14 sgggbo 14828 ;115505’:11‘\1?;02&212 309524 | z17CNS X16GNi23 14| X15ONSi | SUS309TB | 20Ch2ON1AS2 | 50?,3%}20_ 0
20-12 20-12 SUS 309 TP
HK: ‘
; - | AMX40CNi | SCH21;
J04203; GXA0CINiSi25-20; | 310 C 40; GX 40 CNi , ; -
14 e 1488 | oo g0 | o o 2520; SCH22; GXA0CINISI25-20
F8452 SCH22 X
104224
HK 30; SCH13;
J03503; , SV . SCH13A;
14| Joaos | 14837 | GXAOGINSIZS2 | g5 g, C SCH13X, | 40CH24N12SL | GX4OCINISi5-12
" | 1.4848+No | GX 40 CiNisi 25 12 2512 :
J94013; SCH17;
HH SCS 17
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310,
314 o - F3310; SUH 310;
14|  s3100; 1.4841 fgoét‘h‘lsl‘sﬁg;o 314525 7 15 CNS 25-20) 28 12‘35(32r(’)“‘3‘ X15CNSi | SUSB10TB; | 20Ch2sN2082 | Xi5Cisios-21
$31400; 2520 SUS Y 310
$31500
GXAONICISN38-19; GXAONICISIND
14 14849 | G.x 40 NiCrSi 38 18 38-19
S32760;
SAB51 / 995; . Z3CNDU X2CINIMOCUWN
14| 010 qas01  xoomimocumnes T4 14501 | 53 SNB: patoC
Mo-N
25130,
28.143;
348; , 3144,
4 oo 1.4546 XsomNote-10 | 357
S.525;
527
1.4544; B524, 21155)-101NT
14 L 555 | gran) o X 6 CINTI 18 11 0BCH18N12T FE-PA 13
9160C201
X120Mi18-9;
14 HEEL X12 OrNi 189
X12Ci22-12;
14 e X 12 CiNi 22 12
‘ 750 CMNNb X50CMNINON
14 14882 | X50CHMANINON21-0 o o
Bl GX20NiIMo19-11-2; Z3CND GX2 CiMo | AMX20rNiMo || SCS 16 A GX2CrNiMo
SN 14409 | 65 OrNiMo 19112 19.10M 1911 L 19-11-2
Jo804 ' F8415 16 AXN
304L; AIX2CN | s 16,
14| 304 L Jops00;| 14309 GXOINI19-11 | 304C12 [Z3CN19.10M ax2cmitoto|  1910; RS GX2CNiT9-11
J92620 F8412
A8 25 B; EN-GJL-150; , , , s
15| Class2s | 06015 GG 15, Grade 150 | 1100 011500 %1145' FG 15 Eg IS SCh 15 EgNiJLLﬂo%%
No 25 B EN-JL 1020
AB-30B; EN-GUL-200; , , P
15| Class30, | 06020 GG 20; Grade220 | Ft20D 012000 gﬁ%o FG 20 Eg o SCh20 EQN_GJJLL%%%
No.30 B EN-JL 1030
4820 B; EN-GJL-100; , ,
15| Class20. | 06010 GG 10; Ft10D 0110-00 G10 FG 10 E‘é i SCh10 Eé“ﬁ_ﬁg%
No 20 B EN-JL 1010
4845 B; EN-GJL-300; ‘ ‘
16| Olass4s, | 06030 GG 30; Grade 300 | Ft30D 013000 G630 FG 30 el SCh30 P
No 45 B EN-JL 1050
A4B-50B; EN-GJL-350; oo EN-GJL-350;
16| Ciass50, | 06035 GG 35; Grade350 |  Ft35D 013500 G35 FG 35 s SCh3s GG 35,
No50B EN-JL 1060 EN-JL 1060
4860 B; Nz
16| Class60; | 06040 ; Grade 400 | Ft40D 01 40-00 SCh40 EN-JLZ
GG 40
No 60 B
AB40B; EN-GJL-250; N U250
16| Clssd0; | 06025 GG 25; Grade260 | Ft25D 01 25-00 G25 FG 25 FC25 SCh25 N
No 40 B EN-JL 140
17 0.7033 EN'Gé%'g?ézsz'”? 850/ 22 L 40| FGS 370-/17 | 071715 | GS87047 | ENG3847 | FOD350-22L | VCh4212  |EN-GUS-350-22-LT
EN-GJS-400-18; E“éﬁgéofoag
604015 EN-GJS-400-184T; | 870/7: oo
17 O 6GG-403; SNG370 | FGS370-17 | 071715 | GSO400-12 VCh 42-2 ;
A536 60-40-18
EN-GJS-400- | /17 ENGUS 4
18ALT Ll
18ALT
, EN-GJS-400-15; | 420/ 12; _
17|, 504018 147000 EN-S1030; | SNG420 | FOS400-12 | O717-02 | GS400-12 | FGE 387 FCD 40 VChag-1p | EN-GIS-400-15;
A536 60-40-18 s e EN-JS 1030
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66-45-12, 40710,
17 | sst07 EN-GJS450-10 | SNG450 | FGS 450-10 GS40012 | FGE 4212 FCDA50 \Ch 45 EN-GJS-450-10
A536 65-45-12 P
65-45-12; EEggjssssgg;A FCD 50 EN-GUS-800-7,
18 ' | 07080 A | s00/7 | Fassoo7 | o702 | GSs00/7 | FGES07 FCD 500; VOh50-2 | EN-GJS-500-7A;
A536 65-45-12 EN-JS 1050;
FCD 500-7 EN-JS 1050
GGG-50
EN-GJS-6003; S
18|, 305506 | o050 | ENGISEOSA | gn0s | raseo0s | 073203 | GS600/3 | FGE6O-2 | FCD6OO;
A536 80-55-0 EN-JS 1060; foD b5
GGG-60
18 0.7652 GGGNMn137 |SNMn137] SNM137 | 073208 GGG 60 GGG 60
100-70-03; EN-GJS-7002; , FCD 70; P
18| As36100- | 07070 ENJS 1070, | (/% | Fas7o02 | o7ar-ot GS7002 | FGE702 FCD 700; von7op | FLGNSTO0Z
7003 GGG-70 FCD 700-2
18|A430 Type D2|  0.7660 GGGNCr202 |SNiCr202| SNC20-2
18| AP | o661 GGG-NCr203  [SNCr203| SNG203
A4T-32510;
19 Fo0) 08135 Tt ot | Apaoom | osto B 35-10 OS85 | dooias | Konasro  [PROIMBER-0
A7 Grade | * GTS-35-10; P o 36114 Type A o EN-JM 1130
30510; GTS-35
30510
AT-35018,
A47 Class MN 380-18;
19|  35018; A32-702 MN KCh 87-12
A47 Grade 380-18
35018
A4T-22010;
A47 Class
22010; B32-10;
19|  Ad47 Grade 66818 FCMB 310 KCh 338
22010; 32-10
UNS
F22200
i EN-GJMB-550-4; MP 60-3;
20|  50005; 0.8155 EN-JM1160: ety | SRZTOIAE | e gy P 55-04 TipeG; FOMP 540 RCIooS I EN:GIMEZO00,
Psi0/a | 603 36116 Type © KCh60-3 EN-JM1160
A220 Grade GTS-55-04 o)
50005
A220-70003; _
A220 Class ENGIMB6502, | Moo U2 N CUMB 6502
20| 70003; 08165 EN-JM180; P | mnesos | o0se2-030 GMN 65 FCMP 500 KCh 633 *
65-02; EN-JM1180
2220 Grade GTS-65.02 e
70003
A220-70003; . ,
20T mansroy | Lo | R P70-2 EN-GUMB-700-2;
20| 70003; 08170 EN-JM1190; , : 0862:03 © | 36116TypeA | FOMP 620 KCh 702 '
702; 702 GMN 70 EN-M1190
A220 Grade GTS-70-02 P 690/ 2 Mn 700-2
70003
A220-45006;
A220 Class
45006;
£220 Grade EN-GJMD-450-6;
' | P4s06 | MP5OS;
45006 A220- EN-JM1140; ' > 305; ) ; Type ! EN-GUMD-450-6;
20 o6 08145 Srob oo GEEIP | ASIDNP | 035400 PAS08 | gool ¢ KCh 457 v
A220 Class GTS-45
45008;
A220 Grade
45008
A220-80002;
A220 Class )
20| 80002, P702 | MN700-2 854 e KCh 80-15
A220 Grade
80002
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A220-90001;
A220 Class
20  90001;
A220 Grade
90001
A220-60004;
A220 Class
20  60004;
A220 Grade
60004
A220-40010;
A220 Class
20  40010; 0852-00
A220 Grade
40010
EN-GJMW-400-5; EN-GJMW-400-5;
20 0.8040 g W40-05 | MB 4005 W40-05 | 36113 TypeA | FCMW 370 i
EN-GJMW-350-4; EN-GJMW-350-4;
20 08035 i W35-04 | MB357 W35-04 | 36113 TypeB | FCMW 330 St
AAB005;
AAS006;
A95005;
i AMgt; ) 1610; AMgiC;
21 Aggggs 3.3315 ANGIC N41 AG0-6 144106 13350 AB005 Ag! ks
5005A;
5006
O
%1%55%- 995 ek
21 o 3.0255 2 1B A5 14407 9001 /2 L-3051 ADO A99,5;
1050; Al99.5 IR
1050A
2315881 AI99,0; AI99.0;
a0 T 3.0205 AI99.0; 1C Ad 144010 AI99.0 L-3001 A1200 A0 AL99;
: AI99 1200
1200A
MO gaas ACU2,55iH; ACU2,55iH;
22| Wi ARES: AlCu2.58i); A-U4G L-3120 V65 AlCu2. 5SiA;
7 il ACUMg1 2017A
2017A 9
2 32315 AMgSi1 Hoo | A-SGMO7 144312 9006 / 4 L3453 AD35 A'Sg‘ggg'”?
AlZnMgCu0.5;
AlZnMgCuO,5;
22 34345 2 AIZnMgCu0,5;
AlZnMgCu0.5 7000
AICUBBIPD; , AICUBBIPD;
22 31655 SCEE FCi1 A-USPoBi 144355 9002/5 L-3192 A2011 5T
AlZn5,5MgCu; AlZn5.5MgCu;
AATOT5; 7075;
j 3.4365; AlZn5.5MgCu; ; ! ) AlZn5, 5MgCu;
22 A%%S, e AZMGCU 5. I[%% A-Z5GU 9007 /2 L-3710 A7075 B95 ANTOTS
AlZnMgCu1.5 7075
AR2024;
3 3.1355; 2024; _ 9002/ 4; ) AlCu4Mg1;
22 Ai%%i“' 51960 AlCuMg2 oL97 A-U4G1 3583 L-3140 A2024 D16 2094
. AZnd5Mg1;
22 34335 hETdl g H17 A-Z5G 144425 9007 /1 L-3741 AlZnd,5Mg1;
AlZn4.5Mg1
7020
AABO61; 3.3211; & Avéﬁ?om ;
22 A%g%?t 2314 AMg1SiCu H20 A-GSUC 9006 /2 L-3420 ABOB1 AD33 AN-AMgISCu
AMg1SiCu
G-AIMg5Si: EN AC-51400;
GK-AMg5Si; EN AC-AIMg5Si;
23 3.3261 AMGSS: LM5 144163 AL13 G ANGES)
VDS 245 AMg5Si
GD-AISI12(Cul; IIEEI\';‘ :g 'Z\‘Qf gc
G-AISI12(Cu); SIS
23 3.2982 Srfetul A-S12U 3048 G-AISi12Cu;
AISH2(Cu); i
VDS 231 D SIS
AISi2Cui (Fe)
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5200,
23| AA5200; AGI0S 3056 L2310 ACTB A8
A05200
2220,
23| An2220; LM12 3041 L2110
£02220
51580 G-AMgO; EN AC-51200;
23| msie0; | 33 G oS
A05180 9 My
VDS 349 AMg9
2080, o
23| AA2030; | 31754 e AUSNKZY
A02030 :
ERA04T; . 4047A; SGASI2;
v e 32585 SG-ASIT2 N 144262 S
, G-AZn10SiEMg; S LG
T2l GK-AZn10SBMg; &
23| AAT120; e AZ5GF 3602 AC-AZN10Si8Mg;
AOT120 Ty o G-AIZn10Si8Mg;
AZ0SiEMg
514.0; .
514.1; G-AMg5; , EN AC-51300;
A 5140; Elies, hL%, EN AC-AIMgS:;
23 O 1 33561 AMg5; A-GE 3058 L2331 AMEMz; %
AAS141; , G-AMS;
A05140; EARG e AMg5
; VDS 244 9
A5141
B4130; ,
AABAI30; G-AISIT2; EN AC-44200;
gg| f24130; | OS2, GR-ASNZ, LM6 AS13 144261 4514 L-2520 AC3 Seiin
B2130; 32582 GD-AISIT2; oS
A 2130; ASi12 e
22130
GASIT; EN AC-44000;
23 32211 GK-ASI1; EN AC-ASIT1;
ASiT1 G-ASITT
4440,
23| AAA44AD; AKT
A14440
Al EN AG-51100;
Exliet) EN AC-AMg3;
23 33541 GF-AMg3; Heo AGST 144224 3059 L2341 ADCS el
AMg3; ;
VDC 244 HILED
G-AMg3S;
515.0; GK-AMgS3S; ”
24| msis0; | 3341 GF-AMg3SH S
A05150 AMg3Si; g
AMgaSi
G-AISOMg; o
2% 32373 GK-AISOMg; AS9G 3051 AC4A AK9 B
AlSiMg 9
A356.0;
AAASS6.0; G-AISTMg;
A13560; GK-AISTMG; : ) G-AISTMg;
ul s 32371 e o9 | AS7GS L2651 ACACH AL9 sl
AAASE6.2; AS7Mg
A13562
2040; Mg EN AG-21000;
24| AA2040; | 31371 M; AUSGT L2140 AC1B EN AC-AICU4TIMg;
A02040 G LS G-ACU4TIM
AlCu4TiMg o
A3330; s EN AC-AISI8CU3;
24| ANASS3O; | 216t Ao 144163 AL13 EN AC-AISIBCU3;
A13330 G-AISIBCU3
5500 G-AISI90U3; EN AC-46200;
o GD-AISO0U3; AKEMS; EN AC-AISIBCUS;
2 M0 | 0210 NSO M4 | ASOU3 144252 3610 L2630 AC4B e e
VDS 226 ASIBCU3
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550 EN ACI;;\‘IBSOO;
24 AAAOCéggg G-AISi10MnMg AG-AISIOMAMg;
G-AlSi10MnMg
5190 G-ASIECUA EN AC-45000;
24| Aa3190; | 32151 GKA"SAE?%“‘? LM21 ASEUZ 144230 7369/ 4 L2620 AC2B AKEM BN o
A03190 i6Cu4; G- Sl60u4,
VDS 225 ASiBCud
G-AISi10MgCu;
GK-AISTOMCU;
G-AISHOMg(Cu): ;
2 D || s AS10UG
ASHOMgCu;
ASOMg(Cu)
SKA,K?Q? Sﬁg EN AC-43000;
2% e GD-AISi1OMg; AS10G 144253 BRIl
32385 Lo G-AISITOMg;
AL AISIOM
VDS 239 9
EN AC-21100;
G-AICUAT: EN AC-AICUAT;
2 81841 ACUAT A9 G-ACUAT:
ACUAT
oean
25| AA3900; G-ASH7CUAMg |  LM30 4082 . 3
A03900 G-AISi17Cu4Mg;
ASI7CudMg
3930, . )
25| AA3930; GromOulat | Lz AK2TM2N2
A03930 d
G-AISITBCUTMgN;
% ASieCuMgNi | M2
C3600; ,
26| C36000 20375 Cuzn36Pb3 Czi24 | CuzndePb3 12167 C3601: CUEE AL,
CWB03N
03602
CuSn3Zn8Pb5-C;
26| casi0 21098 e LG1 CUSNAZnEPbS5-C
2.1096: CuSn5Zn5P5-C; CuPb5Sn5Zn5; H5111:
26| css0 | I8 |G cusszopo; LG2 UES; 5204-15 oo BIOSTSSS5 | CuSnZn5Pbs-C
e Rg5 UE5Pb525
CuSn7Zn4Pb7-C;
G-CuSn7ZnPb; CuSn7Pb6Zn4;
26| Co3o00 21090 GC-CuShTZnPb; | GC 493K UE7; CUSITZNAPLT-C
GZ-CuSn7ZnPb; U-E7Z5Pb4
Rg7
CuSn7Pb15-C;
G-CuPb158; U-Pb15E8; : CuSH7Pb15-C;
B G Lz GC-CuPb159n: BT | Upoises ok CC496K
GZ-CuPb158n
CuSn10PD10-C;
G-CuPb10Sn;
26| co3700 21176 oo LB2 U-Pb10 CuSn10PB10-C
GZ-CuPb108n
Cuzn10; U-210; P-Cuzn10; Cuzn10;
27| c22000 20230 o Cz101 oo s C2200 L90 o
CuZn34MnaA2Fel-C; .
o] coo0 00506 G-CuzZn34A; ey | UZeeNG: H51'32§%|‘;'ss 5| 2 C“Z’;gﬂ’('{f%'z
SAE 430A : GK-CuZn34A2: CuZn19ABY20 10T des 8 \rompeznants2 | [T
GZ-Cuzn34AR
CuZn36; U-Z36; Cuzn36;
27 coro00 20335 e czios | o250 C 2700 L63 e
CuzZn3r; P-Cuzn37; CuZn3T;
27| cor400 20821 e czi08 S c2720 L63 e
CuZn35Mn2Al1Fel-C;
G-CuZn35A11; HBSCH: CuZn35Mn2AI1
27| ces00 2.0592 GK-Cuzn3sA; | HTB ity Fei-C;
GZ-CuZn3sAN; CC7655
G-Ms60

Member IMC Group
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CuZn38Sn1As; CuZn38SniAs;

27| cas400 20530 e czi12 P-Cuzn39Sn1 C4640 L060-1 il

5112-02;

C23000; Cuznts ; U-Z15; ; Cuznis;
27| gooyszn | 20240 CuZn 15 02102 | ozni5 SlZ0: et Cws02L
511205

, Cuzn20; 5114-02; _
27| 200 | 050 CuZn 20, CZI03 | Cuzn2 5114-04; C2400 Gunae.
Ms80 5114-05
26000; CuZn30; CuZn30;
27| 200 20265 s, cz106 | Cuzn30 C2600 e
, BIAD: ‘
CuAI10Ni5Fe4; U-A10N; ' i CuAlI10Ni5Fe4;
28| 063000 2006 | omtoNea, | catoe | A0 P-CUAHONISFe5 C6301 BADNIO-4-4 LeRe
CuSn10-C; .
28|  coo7o0 21050 G-Cusn 10: cTi Cusng C%%Té)og
SnBz10
2.1052; CuSn12-C;
C90800; 2.1052.01; G-CuSn12; CAC502C; CuSni12-C;
8| om0 | 2105204 GZ-CuSn12: 2 el PBC2C CCAB3K
2105208 |  SnBri2, Gbzi2
, G-CuAOFeBNi5-C; ,
28 ‘?95;3;00 20975 G-CuAl 10 Ni C“A'1Y°7FOe5N'5 CACTO3C 003336
NIAIBZ-F60
Cu-ETP; Cu-ETP;
28| c11000 2.0060 E-CusT; ciof CuB Cu-DHP C11020 c1100 M E-CusT:
ECu57 CWO04A
28] Cs1s00 21202 G-CuCIF 35 CCIFF | UcCoezr
QP it
28| C10300 20070 Cu-PHC; c108 LS60-2 o
SE-Cu SRS
CWORTA
C10100; Cu-OF; C103; Ci-ct; 3 C1011; Cu-OF;
8| Gigpo | 20040 OF-Cu ci10 Cu-c2 Gl C1020 ilLs CWO08A
G-CuZn40Fe;
28| C86550 20590 e G-CuzndoFe
C18100; CuCrtZr, U-C1z; CuCriZr,
B igisp | 2128 CuCizr CC102 | sz CW106C
, Cu-DHP; ' Cu-DHP;
28| 0 20090 E-CUS8: Cl06 CuB Qe Wit E-CU58;
ECu58 SF-Cu CWO24A
28| Cos500 20071 CuAlONiBFe2 UA9 BrA10Z14NAL
CuAB;
28|  Cs1000 20920 ot CuAB BiA7 CuAB
29
29
30
30
Z20NCS
w50 XIONICISI5-16; | NA1T: 23132_ 1&3
31 ; 1.4864 X12NOISI36-16: | INCOLOY : Fa313 SUH 330
2Rt XI2NiCrSi3616 | aloyds | 3718
7 12NCS
35-16
,:1%%%%%1 GXAONICISI38-19 | 330C 11 SOH 15,
31 Noaooe. 14865 | GX4ONICISIB8-18; | 330C40; (GX 50 NiCr 39 19 e GX4ONICrSi38-18
; GX4ONICIS38 18 | 331 C 40
N08030
XNICrAIT32-20; .
31 14558 NS | Nats NCF 800 XONICrAT32-20
X1INiCrMoCu32-28-7; X1INICrMoCu
Sl Nosost 14562 | ¥4 NicrMoCu 3228 7 30087
XENICrATI3 -20; NCF 800 H; —
3 14958 e | wats e XSNIGIAITI3-20

ISCAR



&=
=

L7
6 <4
P4
[e] a 2
3 USA Germany U.K. France Sweden Italy Spain Japan Russia EURONORM
O| ALsi/
8| SAE/
2| UNs/
=|ASTM / AA| Werkstoff DIN BS | AFNOR ss UNI UNE Js GOST EN
YONCrATZ2-21, | NA15, |Z8NC 3321, ,
i ot 149591 ygNommazal | NA15H |Z10NG 3221 XENCIATTIS2-21
Z2NCDU
XINGIMoCu31-27-4; 3127, EK77; XINCMoCu
B Noeo2s 14963 | 31 NiCrMoCu 31 27 4 Z1NCDU e ChN3OMDB 31274
31-07-03
B 163; .
; X1ONICIATI32-21;
NOBSOD; CrAlli2-21; , . , NCF 800;
31| Nogio | rage | KIONORTOZZO | BRIS 2 TONC S22 R | NeFsoTe: X1ONCrATia2-21
N0B332: o : NCF 800 TP
N08811
S590; X40CoONi20-20;
2 e L4977 1 %40 CoGiNi 20 20 pREE iy
XBNICATIMOVB25-15-2;
660 XSNCT2615 | o | ZBNOT 25, XBNCITIMOVB
32| ooons 14980 | X6NCTMovB2s | WEO0 | ZeNCTDV 25-15-2;
152; 25158 X5NICITI26-15
X5 NICITi 26 15
14943; XANICITi25-15; Z6NCTDV XANCIT25-15;
32 14944 XNICITI26-15 R 51 25158 2570 X5NICIT26-15
661; X12CrCoNi21-20; )
32| R0tz [ X12 CrCoNi 21 20 MG A
Haynes 556;
32| 0556
Incoloy 825;
33| Nogg2s; 24858 NICr21Mo NA16 | NC21FeDU ChNGBVT
Hastelloy C-4; '
33| e 24610 NMo16Cr6T
Nimonic 75; . 3
3| Noeors; | 5000 NICr20TT .| Nt
AMS 5715 :
Inconel 625;
33|  N0g625; 24856 NICr22ModNb NA21 | NC 22 FeDNb
AMS 5666
Inconel 690; 7
33| M 2.4642 NiC29Fe NG 30 Fe
Monel 400, |  2.4360; ‘
33 NO4400 5 4361 NiCu30Fe NA 13 NU 30
Hastelloy X;
NOBOO2 | 4ena NICr30FeMo;
33| 53008 Py NICr22Fe18Mo; HR6 | NC22FeD
AMS 5754; : NICr21Fe18Mo9
AMS 5536
Inconel 617;
33| Noge17; | 24663 NiCr23Co12Mo e 15%9 e
AMS 5887
HR 2;
Nimonic 90; |5 4635, NICr20Co18Ti |-|'-|FF1a i%22
3 AT | 4069 NCr20Co18Ti | HRsot: | ZBNCDT42 R
HR 502:
HR 503
Haynes 214; '
33| M 24646 NiCr6A
Rene 41;
NO7041: NICr9Co1 1MoT:
83| avmgsriz | 24978 NiCr 19 CoMo NGl
AMS 5713
Hoselor 52 | 2917 NIMo2e;
ag| el 32| 2 4gts; ELNM29; YNMo-7 NiMo28
24615 SG(UP}NiIMo27
Udimet L-605; .
] R 2.4964 CoCr20W15Ni
Monel R-405; | 2.4360; ‘
33 NO4405 54361 NiCu30Fe NA 13 NU 30
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Inconel 600; " "
33| NOGBGOO; 24816 ’\,i"%: ?gngé NA14 | NC16FeT ChN78T NiCr15Fes
AMS 5665
Inconel 601; NiCr23Fe15A; .
38| " Noeeon 24851 N N C 23 FeA ChNGOYU NICr23Fe15A
Nm%”?igé@? NICo20Cr20MoT; | HR10;
33 C | 24650 NiCo 20 Cr 20 MoTi | HR206; | NOK20D NICo20Cr20MoTi
LS B2 MoTi HR 404
AMS 5886
Haynes 188;
Jetalloy 209; )
< Rt 2.4964 CoCr22W14Ni KC22WN
AMS 5772
Monel K-500; NCU30AIT; ,
34| " Noseo0 24375 e NA18 | NUS0AT NICU30AITI
'”Chfg%z ;,8; NICr9ND5Mo3:
34 | 24668 NICr 19 NoMo; HR8 | NC19FeNb NICr19ND5Mo3
AR NICr19Fe1IND5Mo3
AMS 5589
NiFe25Cr20NG T . . ‘
34 24955 N NiFe25Cr20Nb T NiFe25Cr20NbTi
Incoloy 925;
34| "\oooos 2.4670
N‘”&%‘g‘g(%m NiFe35Cr14MaTi;
34 Lol 24662 NICr13Mo6Ti3; Z8 NCDT 42
A R NiCr 13 Mo 6 Ti 3
AMS 5661
Udimet 500;
34|  No7500; 2.4983 NICr18C018MoAITi NCK 19 DAT NiCr18C018MoAT
ALS 684
Nimonic 80A; | 2.4631; NICr20TiA; HR 401; ChNT7TYUR; .
341 Noroso 24952 NICr 20 T Hreoi | NC2OTA HEFEDA ChNSBVMTYG G
Jetalloy 209; )
34| " 5770 CoCr22W14Ni KC 22 WN
34| Altemp S-816 2.4989 CoCr20Ni20W Altemp S-816
NICr23Mo160u; .
34| MARM 246 | 24675 e NICr23Mo16Cu
Inconel 722;
34| NO7722;
AMS 5411
Waspaloy;
NO7001;
ALSi 685; . .
. NiCr20Co13Mo4Ti3AL; NiCr20Co
34| AvMS5704; | 24654 ‘ J NC 20K 14
i NICr 19 Co 14 Mo 4 Ti 13Mo4TI3AL
AMS 5708;
AMS 5544
NC14 K9 T5
34| Rene 80 DWA
5388C;
N30002; ,
3| oy | 24888 G-NIM16CW
NTM;
35 NIM; 2.4685 G-NiMo28 ND 30 M
N30007
v, | 28
35 N-12mv; 4810/ G-NiMo30
N30012 2Ll
9.4810
Nimocast
35 Nig%‘éo 24674 | G-NiCo15Cr10ATIMo | HC204 | NK 15 CAT
AMS 5397
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Jethete M-262; " .
35| No7252; 24916 gmgg ?90%0
AMS 5551
Nimocast 713;
g oS, 24670 | GNCr3NBMoNb | HC208 | NC13AD
AMS 5391; :
Inconel 713LC
— 2.4365;
< I 2.4365/ G-NICu40Nb NiCuC
94365
Titanium
Grade 1; 3.7024; Tit; ) Class 2;
3| Reoos0: P e A1 T35 Tit-Type 1 Ti-PO1 o VT1-00 Ti99.8
ASTM GR. 1
Titanium
36 ggg‘% i T2 TT%? T40 Tit Type 2 TPO2 i VTH-0 Ti%7
AMS 4902; 3703 Ti99.7 TA4; P Gr2 :
AMS 4941; : TAS
AST M Gr. 2
Titanium
Grade 3; 3.7055; T3 DD 5023, Class 3;
| psosoo; | 37066 Ti996 &7 | T Tii-ype 3 Gr3 11936
ASTM Gr. 3
Titanium
. 3.7064; L TAT; .
gp| Gaden 3.7065; T TA8; T60 TH-Type 4 Class 4 71995
R50700; A 995 Fo Gr-4
ASTM Gr. 4 :
Titanium
Grade 7; Class 13;
3| Aspe0 3.7235 TioPd-Type 7 k
T1-0.15Pd
TA10;
Titanium LA
Grade 5: 3.7165: TA12; TABV,; Class 6 0;
37 ] iz TIGAIAV TA13; TABV: TIAIBVA-Type 5 Ti-P63 Gr60; VT6 TIGAI4V
R56400; 3.7164 ,
LA TA 28; Ti-P63 SAT-64
TA56;
Ti-ARY
Titanium Grade
6Al-2Sn-42r-
2Mo; 3.7145;
37 R54620; 37144 TIAIBSn2Zr4Mo2 VT25 TIAIBSN2Zr4Mo2
6AI-2Sn-47r-
2Mo
3.7175;
37 A TIAIBVBSN2
Titanium
Grade 9; 3.7195; ) Class 6 1;
1| o ki TIGAI2.5V TIAIBV2.5Type 9 i PT-3V TIGAI2.5V
Ti-3A1-2.5V
TA 21;
TA22;
37 3.7124 Ticu2 oS TU2 T-P11
TA24
TAdS;
TA46;
TA4T:
3.7185; Ti4AI4Mo2Sn; ; .
87 37184 | TAMMossnasios | A48 | TAMDE IIHFae
TA49:
TA50;
TAS7
Titanium
Grade 6; 37115.1; TIAIBSN2.5; TA14; T-ASE; ,
87\ Reuso0; 37115 TIAI5 Sn 22 A7 Ti-P65 i ] VSIS
Ti-5A1-2.55n
R56410;
87) i10v-2Fe-A
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Titanium grade
28; TIAIBVAELI-Type Class 6 1;
87| pesion TIGAIV ELI TAT o oy
T-6A-4V-EL
TEAIBVEMo3Cr:
87 VSTS888 | i A 6V-5Mo-3Cr
37| T-4A-3Mo-1v T-A4D3V VT14
37 \T22
75CMONIWG.7; .
38 12762 N 750iMONIWE-7
SK75:
SK 85,
F520.U; ;
Wi CaOW; : SK 85 M:
38 i 11625 R BW 18 F.(5;1 8007 e Ug-1 82
SK'5 M;
K6
WO, C1050; C105E2U; Fois, SK105; U10AT;
38 11645 C105W1; Y1 105; 1880 C100KU o K 3: U10A-2: C105U
C105U G105E2U ' 1C 105 Ut1-1
32NICIMo14-5; F1262-32 ‘
38 16746 oD | 832M31 | 35NOD 14 N 3NICMo14-5
. _ G105 E2UV 1,
3g| 210 12833 Te0bie BW2 | Yii0sV: 102V 2 KU SKS 43 100V
72300 100V 1
100V 2
6145, 735 A 50; .
6150; 5104, 735 A51; | 50CIVARR; A SUP 10; -
38| 6150H; 18159 500HV4; 735H50; | 500V 4; 2030 50CV 4 g | SUP10-CSP; AN 5104
61500, 50 CIV 4 735M50; | 51Cv4 L SUP 10M
H61500 En 47 '
P20; 35CMod;
38| 1o 12330 o 708A87 | 34CD4 2034 35 CriMo 4 35CiMod
38
38
38
38
38 18721 26MnCr6-3 26MNCr6-3
38
38
38
12083; X40Cr14: X40Cr14: F5263;
38 088 2SR ot Ay 814 | xar0riakU | % | sUS 42042 X40Cr14
300M;
38|  4340M; 16928 4SINICIMOVT-6 S 155
K44220
38 30ChGSA
. X100CrMoV5; . F.536;
39 T5A021*02 12363 X100CIMoV5-1: BA2 xgagggm g w0 X 1001 %"0\’5 F5007; SKD 12 X100CIMoV5
X 100 CrMoV/ 5 1 X100 GiMoV 5
, X153CIMovA2; X 160 CrMoV ,
39 TSDO24’02 12379 X155CHVMot2-1: | BD2 12, 30 X 1551023‘"0 21 Espon Sg%ﬂ X153CIMoV12
X155 CrivMo 12 1 7160 CDV 12
F521,
D3; X210Cr12; X200Cr12; .
B9 o 12080 o ey BDS | S X205Cr12KU|  F5212: SKD 1 chi2 X210Cr12
X 210 Gr 12
100Cr6RR:
102C16; ;
3; 3 BL3; 100C6; F5230;
][ 12067 11 %% %rr % b 000, 10206K0 | T2 SuJ2 ch 102016
Y100C6
M1,
) _ HS 2-8-1:
39| M4 13346 A BM1 | z85DCWY HS2-0-1
T11301; $2-9-4 o
T20841
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18.01;
T; HS18-0-1; HS 18-0-1; F5520;
I 13365 N Bri | PoIs 2750 Hs1Bo1 | L0 SKH 2 R18 Hs18-0-1
18.04-01
02, 0MACIVB; BO2 | 90MWE, 90 MNCV 8;
39 131500 2 90 MnCHV 8 B2 | 90mv8 90 MoVCr8KU [ ™ ¢ pong SIS
H13; X40CrMoV5.1; X 40 CMoV 5 X40CMoV5 | F5318;
39 Ta0813 1.2344 xeocmovs1 | BT " zao0nvs 2242 11KU | X40CiMosvs| KD O L e
39
39
39
39
39
- I el ¢ 100CD 17 Cl SUS 440C St X105CMo17
S ' X105 CriMo 17 Z100CD 17 110Ch18M-SChD 9
44025
a0| AS2MA 1 g0 GX260Cr27 | Grade3D 0466-00 ChWG
25% Cr
40| NiHad4 | 09630 | GX3000MSI952
40| NiHad1 | 09625 | GXG3ONCr42 | Grade2B 0513-00
qo| AX2UA | 0gees | GX300CMo27 1 | Grade3E 200n28N2082
40| NHad2 | 09620 | GX260NCr42 | Grade2A 0512.00
A532
0.9645; . EN-GUN-
) 020k | g GX20CNON 202 1 G50 o
W 1o | 05 | CE 0 o | Crade 3 A
s 0.9640 o Grade 38 HVBOOMCr14)

Member IMC Group
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N ADKW (CBN) 179 CCGW 2MT (CBN) 143
ADKW (PCD) 225 CCGW 2MT MM (CBN) 143
AJE/S-SCLCR/L 284 CCGW (CBN) 141
AJE/S-SDUCR/L 292 CCGW MT (CBN) 142
APCW 1604 (CER) 103 CCGW MT (PCD) 195
APKW 100304 PDR (PCD) 225 CCGW (PCD) 193
A-PTFNR/L-X/G 295 CCGW R/L-L (CBN) 141
A/S-MWLNR/L-W 301 CCGW R/L-L (PCD) 194
A/S-PCLNR/L 282 CCGW W (CBN) 142
A/S-PCLNR/L-X/G 283 CCGW W-MT (CBN) 143
A/S-PDUNR/L 291 CCGW W-MT (PCD) 195
A/S-PWLNR/L 302 CCGW W (PCD) 194
A/S-SVLBCR/L 208 CCKNR/L-F/X 71
A/S-SVLFCR/L; A-SVUCR/L 208 CCLNR/L-F/X 72
A/S-SVQCR/L 299 C#-DDJNR/L 246
AVC-DDUNR/L 290 CDH (CER) 54
AVC-DDUNR/L-VH 291 CDJNR/L-X 72
AVC-SCLCR/L 285 C#-DTGNR/L 262
AVC-SDUCR/L 203 CHNPV 92
AVC-SDUCR/L-VH 293 C#-MULNR/L-MW 268
AVC-SVLCR/L 299 CNGA 2MT (CBN) 145
AVC-SVLCR/L-VH 299 CNGA 2MT MM (CBN) 147
AVC-SVPCR/L 300 CNGA 4MT (CBN) 146
AVC-SVQCR/L 300 CNGA 4MT MM (CBN) 147
AVC-SVUCR/L 300 CNGA (CBN) 145

] CCBNR/L-F/X 71 CNGA (CER) 54
CCGT MD/RD (PCD) 193 CNGA MT (CBN) 145
CCGT (PCD) 192 CNGA MT (PCD) 198
CCGT R/L-L (PCD) 192 CNGA (PCD) 198

ISCAR




CNGA W-2MT (CBN)
CNGA W-MT (CBN)
CNGA W-MT (PCD)
CNGG (CER)

CNGN (CER)

CNGN S (CBN)
CNGX-DIMPLE (CER)
C#-PCLNR/L-12-JHP
C#-PCLNR/L-X
C#-PCLNR/L-X-JHP
C#-PDJNR/L-JHP
CPGT (PCD)

CPGT R/L-L (PCD)
CPGW (CBN)

CPGW (PCD)

CPGW R/L-L (CBN)
CPGW R/L-L (PCD)
CPV (CER)
C#-PWLNR/L-08-JHP
CRDCN-F

CRDNN-F

CRGNR/L
C#-SCLCR/L-JHP
C#-SDJCR-JHP
C#-SDJCR/L
C#-SDNCN
CSDNN-CE/CEA
CSDNN-F/X

CSDPN

CSKNR/L-F/X

146

146

199

55

55

147

56

241

241

242

249

196

196

144

197

144

197

87

281

73

74

254

244

253

252

253

255

74

256

75

CSRNR/L-F/X
CSSNR/L-F/X
CSSPR/L
C#-SVJCRI/L
C#-SVJCR/L-JHP
C#-SVVCN
CSXNR/L-F/X
CSYNR/L-F/X
CTFNR/L-F

CTFPR/L

CTGNR/L-F
CTGPR/L

DCGT MD/RD (PCD)
DCGT (PCD)

DCGW 2MT (CBN)
DCGW 2MT MM (CBN)
DCGW (CBN)

DCGW MT (CBN)
DCGW MT (PCD)
DCGW (PCD)

DCGW W-2MT (CBN)
DCGW W-MT (CBN)
DCGW W-MT (PCD)
DCLNR/L
DCLNR/L-JHP-MC
DDJNR/L
DDJNR/L-F
DDJNR/L-JHP-MC
DNGA 2MT (CBN)

DNGA 2MT MM (CBN)

75

76
256
275
275
276

76

77

77
261

78
262
200
199
149
150
148
148
201
200
149
149
201
234
235
245

73
245
152

153
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©) DNGA 4MT (CBN) 152 E-SDUCR/L-HEAD 292

E DNGA 4MT MM (CBN) 153 E-STFCR-HEAD 296

?E DNGA (CBN) 151 I3 Fa5sN 111

E DNGA (CER) 56 F75SN 111

<_.:| DNGA MT (CBN) 151 F88SN 112

DNGA MT (PCD) 202 FO0AD-SFR 314

DNGA (PCD) 202 F90-AP16 109

DNGG (CER) 57 FOOLN-N11 305

DNGN (CER) 57 FOOLN-N15 306

DNGX-DIMPLE (CER) 58 FOOSN 112

DPGW (CBN) 150 FOOTN 113

DPGW (PCD) 201 FRN 110

DSBNR/L 256 1 GCPAD #R/L-T#-JHP 91

DSDNN 257 GCP (CER) 88

DSKNR/L 257 GCP-R (CER) 88

DSSNR/L 257 11 HM90 E90A-10 307

DTGNR/L 262 HM90 E90A-10 308

DWLNR/L 277 HM90 E90A-10 309

DWLNR/L-JHP-MC 277 HM90 E90A-10 310

3 E9-AP16 109 HM90 E90AD-15 315

EC-E4 (CER) 114 HM90 E90AD-M-15 316

EC-E6 (CER) 114 HM90 E90AD-M-15-JHP 316

ECGT (PCD) 203 HM90 E90AD-MM-15-JHP 317

ECGW (CBN) 153 HM90 E90A-M-10 311

ECGW (PCD) 203 HM90 E90A-MM-10-JHP 310

EPGT (PCD) 203 HM90 F90A-15 318

EPGW (CBN) 154 HM90 F90A-15-JHP 319

EPGW (PCD) 204 HM90 F90AP-10 312

ERP 110 HM90 FOOAP-10-JHP 313

E-SCLCR/L-HEAD 285 HM90 FOOAP-AMT 313
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HSK A63WH-DDJNR/L

HSK A63WH-DDNNN

HSK A63WH-MULNR-J12MWX2

HSK A63WH-MULNR/L-MW
HSK A63WH-MUMNN-MW
HSK A63WH-SVJCR/L
IHCR

IHPR

IHRF

IHRF-BW

IHRF-CH

IHSR

IHSR-BW

LNAR 1106 (PCD)

LNAR 1106PN-R-S-W (PCD)
LNAR 1506 PN-R-S (PCD)
LNAW-11 (CBN)

LNAW-15 (CBN)

LNMN (CER)

MTENN-W

MTINR/L-W
MULNR/L-12MW
MVJNR/L

MVVNN

MWLNR/L-W
NQCH-SCACR/L-S-JHP
NQCH-SDACR/L-S-JHP
NQCH-SVACR/L-S-JHP
NQCH-Y-SDJCR-S-JHP

NQCH-Y-SVJCR-S-JHP

246

246

269

268

269

276

286

294

286

287

287

288

289

226

226

226

179

180

58

263

263

267

270

270

278

244

253

276

254

276

[ PCLCR/L-S
PCLCR/L-S-JHP
PCLCR/L-S-JHP-MC
PCLNR/L
PCLNR/L-12-JHP
PCLNR/L-X
PCLNR/L-X-JHP
PCLNR/L-X-JHP-MC
PDACR/L-S
PDACR/L-S-JHP
PDACR/L-S-JHP-MC
PDJNR/L
PDJNR/L-JHP
PSBNR/L
PSDNN
PSDNN-JHP
PSKNR/L
PSSNR/L
PSSNR/L-JHP
PTFNR/L
PTGNR/L
PTGNR/L-X
PTGNR/L-X-JHP
PTGNR/L-X-JHP-MC
PVACR/L-S
PVACR/L-S-JHP
PVACR/L-S-JHP-MC
PWLNR/L
PWLNR/L-08-JHP

PWLNR/L-X

235
236
236
237
237
238
239
240
247
247
248
248
249
258
258
259
259
260
260
264
264
265
265
266
271
27
272
278
279

279
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PWLNR/L-X-JHP

PWLNR/L-X-JHP-MC

RBGN (CER)
RBGN HS (CBN)
RBGN HS (PCD)
RBGX (CER)
RCGAD #R/L-T#
RCGN HS (CBN)
RCGN HS (PCD)
RCGW HS (CBN)
RCGW HS (PCD)
RCGX (CER)
RCGX (CER)
RNGN (CER)
RNGN (CER)
RNGN HS (CBN)
RNGN HS (PCD)
RNGN S (CBN)
RPGN (CER)
RPGN (CER)
RPGN HS (CBN)
RPGN HS (PCD)
RPGX (CER)
RPGX (CER)
SCACR/L-S
S-CCLNR/L-F/X
S-CDQNR/L-X
S-CDUNR/L-X
SCGW 4MT (CBN)

SCGW (CBN)

280

281

58

154

204

59

91

155

204

155

205

59

89

61

104

156

205

156

60

103

155

205

60

89

242

78

79

79

158

157

SCGW L (CBN)
SCGW L (PCD)
SCGW MT (CBN)
SCGW MT (PCD)
SCGW (PCD)
SCLCR/L
SCLCR/L-PAD-JHP
SCLCR-PAD
S-CSKNR/L-X
S-CSKPR
S-CSSNR/L-X
S-CSYNR/L-X
S-CTFPR/L
SDACR/L-S
S-DCLNR/L

SDCW (CER)
S-DDUNR/L
SDHCR/L-S
SDJCR/L
SDJCR/L-PAD-JHP
SDJCR-PAD
SDNCN
S-DWLNR/L
S-MTLCR/L-W
S-MTLNR/L-W
S-MULNR-MW
SNGA 4MT (CBN)
SNGA (CBN)
SNGA (CER)

SNGA MT (CBN)

157

206

157

207

206

243

243

243

79

294

80

80

294

250

282

104

290

250

250

251

251

251

301

295

295

297

161

160

62

160



SNGA MT (PCD)
SNGA (PCD)
SNGF (CER)
SNGN 4MT (CBN)
SNGN-AN (CER)
SNGN (CBN)
SNGN (CER)
SNGN (CER)
SNGN-EN (CER)
SNGN HS (CBN)
SNGN HS (PCD)
SNGN MT (CBN)
SNGN MT (PCD)
SNGN (PCD)
SNGN S (CBN)
SNGN-ZN (CER)
SNGX-DIMPLE (CER)
SPGN 4MT (CBN)
SPGN (CBN)
SPGN (CER)
SPGN MT (CBN)
SPGN MT (PCD)
SPGN (PCD)
SPGW (CBN)
SPGW (PCD)
S-PTFNR/L
SRDCN
SRGCR/L

SSB

SSBCR/L

209

208

104

162

105

161

62

105

105

163

210

161

209

209

162

106

63

159

158

61

159

207

207

159

208

296

254

255

320

261

SSB-LN15-R/L
SSSCR/L
S-STFCR/L
S-STLCR/L
STFCR/L
STGCR/L
SVACR/L-S
SVJCR/L
SVJCR/L-16-JHP
SVJCR/L-PAD-JHP
SVJCR-PAD
SVPCR/L-S
SVVCN

SVXCR/L

T488 FLN

T488 LNHU (CER)
TBGN HS (CBN)
TBGN HS (PCD)
TCGN HS (CBN)
TCGN HS (PCD)
TCGT L (PCD)
TCGT MD/RD (PCD)
TCGT (PCD)
TCGW -3MT (CBN)
TCGW (CBN)
TCGW L (CBN)
TCGW L (PCD)
TCGW MT (CBN)
TCGW MT (PCD)

TCGW (PCD)

320
261
296
297
266
267
272
272
273
273
273
274
274
274
113
106
163
210
164
211
211
212
211
165
164
165
213
165
213

212
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TNGA -3MT (CBN)
TNGA (CBN)
TNGA (CER)
TNGA MT (CBN)
TNGA MT (PCD)
TNGA (PCD)
TNGG (CER)
TNGN (CBN)
TNGN (CER)
TNGN (PCD)
TNGN S (CBN)
TPGN -3MT (CBN)
TPGN (CBN)
TPGN (CER)
TPGN HS (CBN)
TPGN HS (PCD)
TPGN MT (CBN)
TPGN MT (PCD)
TPGN (PCD)
TPGT (PCD)
TPGW (CBN)
TPGW MT (CBN)
TPGW MT (PCD)
TPGW (PCD)
VBGT (PCD)
VBGW 2MT (CBN)
VBGW (CBN)
VBGW MT (CBN)
VBGW MT (PCD)

VBGW (PCD)

169

169

64

169

217

217

64

170

65

217

170

166

167

63

167

215

166

214

214

215

168

168

216

216

218

172

171

171

219

218

VCGT MD/RD (PCD)
VCGT (PCD)

VCGW 2MT (CBN)
VCGW 2MT MM (CBN)
VCGW (CBN)

VCGW MT (CBN)
VCGW MT (PCD)
VCGW (PCD)

VNGA 2MT (CBN)
VNGA 2MT MM (CBN)
VNGA 4MT (CBN)
VNGA 4MT MM (CBN)
VNGA (CBN)

VNGA (CER)

VNGA MT (CBN)
VNGA MT (PCD)
VNGA (PCD)

WNGA (CBN)

WNGA (CER)

WNGA (PCD)
Y-SDJCR-S
Y-SDJCR-S-JHP
Y-SVJCR-S

Y-SVJCR-S-JHP

220

219

173

174

172

173

221

220

175

176

175

176

174

65

175

222

221

176

66

222

252

252

274

275



ISCAR LTD.

Israel

Headquarters

Tel +972 (0)4 997 0311
Fax+972 (0)4 987 3741
headquarter@iscar.co.il

Argentina

ISCAR TOOLS ARGENTINA SA

Tel +54 114 912 2200
Fax+54 114 912 4411
admin@iscararg.com.ar

Australia

ISCAR AUSTRALIA PTY. LTD
Tel +61 (0) 2 8848 3500
Fax+61 (0) 2 8848 3511
iscaraus@iscar.com.au

Austria

ISCAR AUSTRIA GmbH
Tel +43 7252 71200-0
Fax+43 7252 71200-999
office@iscar.at

Belarus

JV ALC “TWING-M”

Tel +375 17 506-32-38
+375 17 506-33-31/65
Tel/Fax +375 17 506-32-37
info@twing.by
www.twing.by

Belgium

n.v. ISCAR Benelux s.a.
Tel +32 (0) 2 464 2020
Fax+32 (0) 2 522 5121
info@iscar.be

Bosnia
(Representative Office)
Tel +387 32 201 100
Fax+387 32 201 101
info@iscar.ba

Brazil

Iscar do Brasil Coml. Ltda.
Tel +55 19 3826-7100
Fax+55 19 3826-7171
DDG 0800 701 8877
iscar@iscarbrasil.com.br

Bulgaria

ISCAR BULGARIA
Tel/Fax +359 431 62557
aa_iscar@infotel.bg

Canada

ISCAR TOOLS INC.
Tel +1 905 829 9000
Fax+1 905 829 9100
admin@iscar.ca

Chile

J&A INTERNATIONAL
Tel +56 2 2232 5838
amedina@jya.cl

www jya.cl

China

ISCAR CHINA

Tel +86 21 8024 8888
iscar@iscar.com.cn

Colombia

ISCAR Andina

Tel +57 310 380 9932
Tel/fax +57 1 896 65 78
iscar@iscar.com.co

Croatia

ISCAR ALATI d.o.o.

Tel +385 (0) 1 33 23 301
Fax+385 (0) 1 33 76 145
podrska@iscar.hr

Cyprus

WAMET (Demetriades) Ltd.
Tel +357 (0) 2 336660/5498
Fax+357 (0) 2 333386
wamet@cytanet.com.cy

Czech Republic
ISCAR CR s.r.o.

Tel +420 377 420 625
Fax+420 377 420 630
iscar@iscar.cz

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK
Tel +45 701122 44

Fax+45 46 98 67 10

kj@kj.dk

Ecuador

ISCAR Andina

Tel/fax +57 1 821 93 38
iscar@iscar.com.co
atencioncliente@iscar.com.co

Estonia
KATOMSK AS

Tel +372 6775 671
Fax+372 6720 266
aleksei@katomsk.ee

Finland

ISCAR FINLAND OY

Tel +358-(0)9-439 1420
Fax+358-(0)9-466 328
info@iscar.fi

France

ISCAR FRANCE SAS

Tel +33 (0)1 30 12 92 92
Fax+33 (0)1 30 12 95 82
info@iscar.fr

Germany

ISCAR Germany GmbH
Tel +49 (0) 72 43 9908-0
Fax+49 (0) 72 43 9908-93
gmbh@iscar.de
www.iscar.de

Greece

INTERNATIONAL TOOLS

K.-X. GEORGOPOULOS & SIA O.E
Tel +30 210 346 0133

Fax+30 210 342 5621
info@internationaltools.gr

VIMA

V. Mazloumian & Sons

Tel +30 2310 517-117 / 544-521
Fax+30 2310 529-107
vimaco@otenet.gr
http://www.vimaco.gr

Hong Kong

MTC TOOLING SYSTEMS LTD
Tel +85-2-23054838
Fax+85-2-27988789
yoongkamsing@hotmail.com

Hungary

ISCAR HUNGARY KFT.
Tel +36 28 887 700
Fax+36 28 887 710
iscar@iscar.hu

India

ISCAR India Ltd.

Tel +91 77009 63707
sales@iscar.in

Indonesia

CV MULTI TEKNIK

Tel +62-21-29206242/44/45/59
Fax+62-21-29206243
contact@multi-teknik.co.id

Ireland

HARD METAL MACHINE TOOLS
Tel +353 (0) 1 286 2466
Fax+353 (0) 1 286 1514
phannigan@hardmetal.ie
www.hardmetal.ie

Italy

ISCAR ITALIA sri

Tel +39 02 93 528 1
Fax+39 02 93 528 213
marketing@iscaritalia.it

Japan

ISCAR JAPAN LTD.
Tel +81 6 6835 5471
Fax+81 6 6835 5472
iscar@iscar.co.jp

Latvia

MECHA, UAB

Tel +370 37 407 230
Fax+370 37 407 231
info@mecha.lt

Lithuania

MECHA, UAB

Tel +370 37 407 230
Fax+370 37 407 231
sigitas@mecha.lt

Mexico )

ISCAR DE MEXICO

Tel +52 (442) 214 5505
Fax+52 (442) 214 5510
iscarmex@iscar.com.mx

The Netherlands
ISCAR NEDERLAND B.V.
Tel +31 (0) 182 535523
Fax+31 (0) 182 572777
info@iscar.nl

New Zealand

ISCAR PACIFIC LTD.
Tel +64 (0) 9 573 1280
Fax+64 (0) 9 573 0781
iscar@iscarpac.co.nz

North Macedonia
(Representative Office)
Tel +389 2 309 02 52
Fax+389 2 309 02 54
info@iscar.com.mk

Norway

SVEA MASKINER AS

Tel +47 32277750

Fax+47 32277751
per.martin.bakken@svea.no

Peru

HARTMETALL SAC

Tel: (511) 6612699
otorres@hartmetallgroup.com

Philippines

MESCO

Tel +63 2631 1775
Fax+63 2635 0276
mesco@mesco.com.ph

Poland

ISCAR POLAND Sp. z 0.0.
Tel +48 32 735 7700
Fax+48 32 735 7701
iscar@iscar.pl

Portugal

ISCAR Portugal, SA
Tel +351 256 579950
Fax+351 256 586764
info@iscarportugal.pt

Romania

ISCAR Tools SRL

Tel +40 (0)312 286 614
Fax+40 (0)312 286 615
iscar-romania@iscar.com

Serbia

ISCAR TOOLS d.o.o.
Tel +381 11 314 90 38
Fax+381 11 314 91 47
info@iscartools.rs

Singapore

SINO TOOLING SYSTEM
Tel +65 6566 7668
Fax+65 6567 7336
sinotool@singnet.com.sg

Slovakia

ISCAR SR, s.r.0.

Tel +421 (0) 41 5074301
Fax+421 (0) 41 5074311
info@iscar.sk

Slovenia

ISCAR SLOVENIJA d.o.0.
Tel +386 1 580 92 30
Fax+386 1 562 21 84
info@iscar.si

South Africa

ISCAR SOUTH AFRICA (PTY) LTD.
ShareCall 08600-47227

Tel +27 11 997 2700

Fax+27 11 388 9750
iscar@iscarsa.co.za

South Korea
ISCAR KOREA
Tel +82 53 760 7594
Fax+82 53 760 7500
leeyj@taegutec.co.kr

Spain

ISCAR IBERICA SA
Tel +34 93 594 6484
Fax+34 93 582 4458
iscar@iscarib.es

Sweden

ISCAR SVERIGE AB

Tel +46 (0) 18 66 90 60
Fax+46 (0) 18 122 920
info@iscar.se

Switzerland
ISCAR HARTMETALL AG
Tel +41 (0) 52 728 0850
Fax+41 (0) 52 728 0855
office@iscar.ch

Taiwan

ISCAR Taiwan Ltd.

Tel +886 (0)4-24731573
Fax+886 (0)4-24731530
iscar.taiwan@msa.hinet.net

Thailand

ISCAR Thailand Ltd.

Tel +66 (2) 7136633-8
Fax+66 (2) 7136632
iscar@iscarthailand.com

Turkey

ISCAR Kesici Takim

TIC. VE. IML. LTD

Tel +90 (262) 751 04 84 (Pbx)
Fax+90 (262) 751 04 85
iscar@iscar.com.tr

Ukraine

ISCAR UKRAINE LLC
Tel +38 (050) 440 23 91
info@iscar.com.ua

United Arab Emirates
ISCAR GULF TRADING LLC
Tel +971 4 886 4547
WWW.SVIS-mena.com

United Kingdom
ISCAR TOOLS LTD.

Tel +44 (0) 121 422 8585
Fax+44 (0) 121 423 2789
sales@iscar.co.uk

United States

ISCAR USA

Arlington

USA Headquarters

300 Westway Place
Arlington, TX 76018

Tel +1 817-258-3200
usmarketing@iscarusa.com

Charlotte

Productivity Center

3020 Whitehall Park Drive
Charlotte, NC 28273

Tel +1 817 258-3202
usmarketing@iscarusa.com

Venezuela

FERREINDUSTRIAL ISO-DIN C.A.
Tel +58 2 632 8211/633 4657
Fax+58 2 632 5277
iso-din@cantv.net

Vietnham

ISCAR VIETNAM
(Representative Office)
Tel +84 8 38 123 519/20
Fax+84 8 38 123 521
iscarvn@hcm.fpt.vn

www.iscar.com

Please check ISCAR’s online catalog for the most current technical information regarding our products
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