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TURNING INSERTS

ccrh

CUTTINGTOOLS
Iu\l’
| —
[ LR
o © 5
80 |
A i l
%, |
\m..' - — 3.
Steel $TTTETTOT
@ Continous Cutting
Stainless Steel R(M) $@® 00 % $ o¥ T O
Cast Iron E 2 £ 3
Machining Types & Interrupted Cutting
Non-fer Metall T T s 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel | H [

Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number =2 g fn
o[ Toolholder | Boring Bar
s|s mm/rev
|-
030102L o e 330|350 139 | 1.90 | 0.01~0.05 | 0.10 ~0.30
SCLC R/L
040102L o e 410 | 430 | 179 | 230 | 0.01~0.10 | 0.10 ~0.50
CCET-L
Steel $TTTHLTTOT
@ Continous Cutting
Stainless Steel R(M) $@® @O T T o8 T O
Cast Iron T T
Machining Types & Interrupted Cutting
Non-fer Metall s 2 $ E 2
Heatress Alloy, Titan All o0 O k2 [ }

Hardened Steel H

¥ General Cutting

Coated Dimension Cutting Data Suitable Tools Holder
Part Number = n
i Toolholder | Boring Bar
s mm/rev
pt
06 02 02-ALX o o o e 620 | 6.35| 238|280 | 0.01~0.30 | 0.05~3.00
06 02 04-ALX o o o e 6.00| 635|238 |280|0.02~040/| 0.10~3.00
09 T3 02-ALX o o o e 940 | 952 | 3.97 | 440 | 0.01~0.30 | 0.05~3.00
09 T3 04-ALX o o o e 920 | 952 | 3.97 | 440 | 0.02~0.40 | 0.10 ~ 4.00
SCLCR/L | SCLCR/L
09 T3 08-ALX o o e 880 | 952 | 3.97 | 440 | 0.03~0.50| 0.10 ~5.00
CCGT-ALX 120402-ALX| |© o e |12.60/12.70 | 4.76 | 5.50 | 0.01~0.30 | 0.50 ~ 5.00
12 04 04-ALX o o o e 12.40|12.70| 4.76 | 5.50 | 0.02 ~0.40 | 0.10 ~ 5.00
12 04 08-ALX o o e 12.00|12.70| 4.76 | 5.50 | 0.03 ~0.50 | 0.10 ~5.00
www.kctools.com.tr . info@kamakesicitakimlar.com . instagram.com/kccuttingtools




TURNING INSERTS

ccono

CUTTINGTOOLS
~
|-
! LS
o © T,
80 |
| |
s>
Qe s
-~ = - - -
Steel $TITTEHETTOT
@ Continous Cutting
Stainless Steel R(M) $@® 0O T T oy T O
Cast Iron E 3 E 2
Machining Types & Interrupted Cutting
Non-fer Metall g T $ 3
Heatress Alloy, Titan All o0 o E [ )
® General Cutting
Hardened Steel | H o
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number 2 g fn
o[ Toolholder | Boring Bar
s|s mm/rev
=y =
06 02 02-F19 . oo 6.20 | 635 238|280 | 0.03~0.11 | 0.06~1.70
06 02 04-F19 . oo 6.00 | 635 2.38 1 2.80 | 0.05~0.17 | 0.10~170
4 09 T3 02-F19 . oo 9.40 | 952 | 3.97 | 440 | 0.04~0.15 | 0.08 ~2.00
SCLCR/L | SCLCR/L
09 T3 04-F19 ° oo 9.20 | 952 | 3.97 | 440 | 0.06~0.23 | 0.11~2.00
CCMT-F19 09 T3 08-F19 . oo 8.80 | 952 | 3.97 | 440 0.08~0.30| 0.15~2.00
12 04 04-F19 . oo 12.40 12.70 | 4.76 | 5.50 | 0.07~0.27 | 0.14 ~2.00
06 02 04-M18 . 6.00 | 635 2.38  2.80 | 0.06~0.25 0.10~2.00
09 T3 04-M18 . 9.40 | 952 | 3.97 | 440 | 0.06 ~0.25 | 0.20 ~3.00
09 T3 08-M18 . 8.80 | 952 | 3.97 | 440 | 0.07~0.35  0.20 ~3.00
SCLCR/L | SCLCR/L
12 04 04-M18 . 12.40 1 12.70 | 4.76 | 5.50 | 0.06 ~0.25 | 0.20 ~ 3.00
CCMT-M18 |12 04 08-M18 e| [12.00/12.70| 4.76 | 5.50 | 0.07~0.35 | 0.20 ~3.00
12 04 12-M18 ) 11.60 |12.70 | 4.76 | 5.50 | 0.08 ~0.45  0.20 ~3.00
06 02 04-M30 6.00 | 635 2.38 | 2.80 | 0.05~0.20  0.40~1.00
06 02 08-M30 570  6.35 | 2.38 280 0.05~0.25 | 0.40 ~1.00
09 T3 04-M30 9.40 | 952 | 3.97 | 440 | 0.05~0.20 | 0.40 ~1.50
SCLCR/L | SCLCR/L
09 T3 08-M30 8.80 | 952 397 | 440  0.05~0.25| 0.40 ~1.50
CCMT-M30 12 04 04-M30 12.40/12.70 | 4.76 | 5.56 | 0.05~0.20 | 0.50~2.00
12 04 08-M30 12.00/12.70 | 4.76 | 5.56 | 0.05~0.25 | 0.50 ~2.00
06 02 04-MD . . 6.00 | 952 | 3.97 | 440 | 0.06~0.17  0.20 ~2.30
06 02 08-MD o . ° 5.60 | 952 | 3.97 | 440 | 0.08 ~0.23 | 0.40 ~2.30
09 T3 04-MD . . 9.20 | 952 | 3.97 | 440 | 0.06~0.17 | 0.20 ~2.50
SCLC R/L | SCLCR/L
09 T3 08-MD . ° 8.80 | 952  3.97 | 440 | 0.08~0.23 | 0.30~2.50
CCMT-MD |12 04 04-MD ol |e . 12.40 1270 | 4.76 | 5.50 | 0.06 ~0.17 | 0.30 ~3.50
12 04 08-MD [¢) . . 12.00/12.70 | 476 | 5.50 | 0.08 ~0.23 | 0.50 ~3.50

www.kctools.com.tr

. info@kamakesicitakimlar.com

0 (216) 379 09 39



TURNING INSERTS

CNOO

CUTTINGTOOLS
|
3|
80° i=
- S -
Steel $TTTETTO
@ Continous Cutting
Stainless Steel | R (M) & 90T T % T
Cast Iron E 2
Machining Types & Interrupted Cutting
Non-fer Metall 3 s E 2
Heatress Alloy, Titan All [ ) [ ) E 4 [ )

Hardened Steel H

¥ General Cutting

Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number =2 g fn
o[ Toolholder | Boring Bar
s|s mm/rev
|-
12 04 04-A20 o . ® 12.40|12.70| 4.76 | 516 | 0.05~0.28 | 0.23 ~ 4.80
DCLN R/L DCLN R/L
PCBN R/L PCLN R/L
PCLN R/L
12 04 08-A20 (¢} ] e 12.00|12.70| 476 | 516 | 010 ~0.40 | 0.8 ~3.50
CNGG-A20
Steel $TTTHTTO
@ Continous Cutting
Stainless Steel | R (M) | & 0033 0¥ T
Cast Iron T
Machining Types & Interrupted Cutting
Non-fer Metall E 2 E
Heatress Alloy, Titan All [ } [ } k2 [ }

Hardened Steel H

¥ General Cutting

Coated Dimension Cutting Data Suitable Tools Holder
Part Number = n
i Toolholder | Boring Bar
s mm/rev
i
12 04 04-M15 o . 12.40(12.70| 4.76 | 516 | 0.05~0.30 | 0.60 ~3.50 DCLN R/L
DCLN R/L
PCBN R/L PCLN R/L
12 04 08-M15 12.00/12.70 | 476 | 516 | 0.10 ~ 0.40 | 0.80 ~ 4.00 PCLNR/L
- L4 L4 . . . . . ~ V. . ~a.
CNMG-M15
12 04 04-C22 o . 12.40(12.70| 4.76 | 516 | 0.07~0.35 | 0.20 ~3.00
DCLN R/L
12 04 08-C22 D D 12.00(12.70| 4.76 | 516 | 0.18 ~0.45 | 0.30 ~5.00 | PCBN R/L Ilggll:::ll IF:;II:
PCLN R/L
CNMG-C22 120412-C22 . D 1.60 12.70 | 476 | 516 | 0.23~0.60 | 0.50 ~5.00
=97l 12 04 04-ST . o 12.40 12,70 | 4.76 | 516 | 0.05~0.35 | 0.80 ~ 4.50
= 12 04 08-511 D o 12.00|12.70| 4.76 | 516 | 0.08 ~0.45 | 1.00 ~4.50 | PCBNR/L
- PCLN R/L
— PCLN R/L
CNMG-S11 | 120412-51 o o 11.60 |12.70 | 476 | 5.16 | 0.10 ~0.50 | 1.20 ~ 4.50
16 06 08-MD ° . 16.1 [15.875/ 6.35 | 6.35 | 0.15~0.50 | 0.50 ~ 4.00
16 06 12-MD . . 16.1 [15.875/ 6.35 | 6.35 | 0.18 ~ 0.60 | 0.80 ~ 5.00
DCLN R/L DCLN R/L
PCBN R/L PCLN R/L
| 19 06 08-MD o . 193 [19.05| 6.35 | 7.94 | 0.15~0.50 | 0.50~7.50 | PCLNR/L
CNMG-MD
19 06 12-MD D D 19.3 [19.05| 6.35 | 794 | 0.18 ~0.60 | 0.80 ~7.50

www.kctools.com.tr

info@kamakesicitakimlar.com

instagram.com/kccuttingtools
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TURNING INSERTS

DCLIO

CUTTINGTOOLS
Steel $TTTHTTOS
@ Continous Cutting
Stainless Steel R(M) $@® 0O T o8 T O
Cast Iron E 4 3
Machining Types & Interrupted Cutting
Non-fer Metall 3 3 E 7
Heatress Alloy, Titan All o0 o E [ )
® General Cutting
Hardened Steel | H o
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number = g fn
o[ Toolholder | Boring Bar
s|s mm/rev
==
070202-ALX| |o| |o o e| 750 | 635|238 2.80 | 0.01~0.30  0.05~3.00
0702 04-ALX| |0 |o o e| 730 | 635|238 |2.80  0.02~0.40 | 0.10 ~ 4.00
07 02 08-ALX o 0|6.80| 635|238 280 0.02~040 0.10~4.00 SPACR/L
SDHC R/L | SDQC R/L
SDJCR/L | SDUCR/L
MT302-ALX | |o| |o o e 1140 | 9.52 | 3.97 | 440 | 0.02~0.30 | 0.05~4.00 | gSpNCN
DCGT-ALX
MT304-ALX | |o| |o o e |11.20| 952 | 3.97 | 4.40 | 0.03 ~0.50 | 0.10 ~ 5.00
1MT308-ALX | |o| |o o ¢ [10.80| 952 | 3.97 | 4.40 | 0.03 ~0.50 | 0.10 ~ 5.00
07 02 02-F19 o o/ |o|lo| | 750 635 238|280 0.03~0.11 | 0.06~1.50
Y 070204519 . o |ele 1730 635 238|280 005-017 | 0.08-~150
H SDAC R/L
SDHC R/L | SDQC R/L
17T3 02-F19 . o/ |ele| |T40 952397 440 0.04~015 0.08~2.00 25Tl | Z00C R
SDNCN
DCMT-F19 11 T3 04-F19 . . LY 11.20 | 9.52 | 3.97 | 440 | 0.06 ~0.23 | 0.11~2.00
11T3 08-F19 . o/ |e|e| [10.80| 952 | 3.97 | 440 0.08~0.30| 0.15~2.00
07 02 04-M18 . . 730 | 6.35 | 2.38 | 2.80 | 0.06 ~0.25 | 0.10 ~ 2.00
W SDAC R/L
3 SDHC R/L | SDQC R/L
e 11T3 04-M18 . | |M20 952397440 0.06~025 020~3.00 0T 200C Rl
SDNCN
DCMT-M18 | 1113 08-M18 N o| [10.80| 952 | 3.97 | 440 | 0.07~0.35 | 0.20 ~3.00
07 02 04-M30 . 730 | 6.35 | 2.38 | 2.80 | 0.05~0.20 | 0.20 ~1.50
07 02 08-M30 . 710 | 635 | 2.38 | 2.80 | 0.05~0.25 | 020 ~1.50 | SPACR/L
SDHC R/L | SDQC R/L
SDJCR/L | SDUCR/L
11 T3 04-M30 . 11.20 | 9.52 | 3.97 | 440 | 0.08~0.23 | 0.25~2.00 | gpNCN
DCMT-M30
11T3 08-M30 . 10.80| 952 | 3.97 | 4.40 | 0.08 ~0.25 | 0.25~2.00
07 02 04-MD . ol 730 | 6.35 | 2.38 | 2.80 | 0.06~0.17 | 0.20 ~ 2.40
SDAC R/L
) ~ B SDHC R/L | SDQC R/L
11 T3 04-MD . e+ (120 952397 440 006~017 030~3.00 20~ 0" 20N
SDNCN
DCMT-MD | 1173 08-MD . e|e| 110.80 952 | 3.97 | 440 | 0.08~0.23 | 0.50 ~3.00

www.kctools.com.tr . info@kamakesicitakimlar.com . instagram.com/kccuttingtools Q



TURNING INSERTS

DNLOIO

CUTTINGTOOLS
Steel $TTTHLTTOT
@ Continous Cutting
Stainless Steel R(M) $@® 00 % $ o¥ T O
Cast Iron E 2 £ 2
Machining Types & Interrupted Cutting
Non-fer Metall T T s 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel | H [
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number =2 g fn
o[ Toolholder | Boring Bar
s|s mm/rev
==
15 06 04-A20 o o o e [15.50 12.70| 6.35 | 5.16 | 0.05~0.25 | 0.80 ~ 3.50
DDJN R/L | DDUN R/L
PDJNR/L | PDUNR/L
15 06 08-A20 o o o e [15.50 | 12.70| 6.35 | 516 | 0.05~0.40 | 0.80 ~ 3.50
DNGG-A20
15 06 04-C22 . . 12.70 112.70 | 6.35 | 5.16 | 0.05~0.30 | 0.50 ~ 3.50
DDJN R/L | DDUN R/L
PDIJNR/L | PDUNR/L
DNMG-C22 15 06 08-C22 . . 12.70 112.70 | 6.35 | 5.16 | 0.10 ~ 0.40 | 0.70 ~ 4.00
11 04 04-M15 o ° o 1.20 | 952 | 476 | 3.81 | 0.07~0.35 | 0.20 ~3.00
i 11 04 08-M15 o . o 10.80 1 9.52 | 476 | 3.81 | 0.15~0.45 | 0.30 ~5.00
' DDJN R/L | DDUN R/L
15 06 04-M15 o . . 15.10 |12.70| 6.35 | 516 | 0.07~0.35 | 0.20 ~3.00 PDJN R/L | PDUN R/L
DNMG-M15 15 06 08-M15 o . . 14.70 112.70 | 6.35 | 5.16 | 0.15~0.45 | 0.50 ~5.00
15 06 12-M15 o . . 14.4012.70| 6.35 | 516 | 0.23~0.60 | 0.50 ~7.00
15 06 04-MD . . 15.10 |12.70| 6.35 | 516 | 0.05~0.35  0.80 ~5.00
- DDJNR/L | DDUN R/L
15 06 08-MD ° . 14.70 1 12.70 | 6.35 | 5.16 | 0.08 ~0.45 | 1.00 ~ 5.00 PDJN R/L | PDUN R/L
DNMG-MD
15 06 12-MD . . 14.4012.70| 6.35 | 516 | 0.10 ~0.50 | 1.20 ~ 5.00
&!‘ 15 06 04-S11 . 1510 [12.70 | 6.35 | 5.16 | 0.05~0.25 | 0.50 ~ 4.00
DDJN R/L | DDUN R/L
j— PDJN R/L | PDUN R/L
DNMG-S11 15 06 08-S11 . 14.70 112.70 | 6.35 | 5.16 | 0.10 ~ 0.40 | 1.00 ~ 4.50

10 www.kctools.com.tr . info@kamakesicitakimlar.com . 0 (216) 379 09 39



TURNING INSERTS KN

CUTTINGTOOLS RC D D
Steel $TTTHTTOT
@ Continous Cutting
StainlessSteel, RM) $ @ 00T T o8 T O
Cast Iron E 2 £
Machining Types & Interrupted Cutting
Non-fer Metall T 3 ® E 2
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel o
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o 128
™ =l fn .
n | o Toolholder | Boring Bar
~ s|s|s mm/rev
= = =] =
16 04 O5-L11 . . 19.20 | 9.52 | 4.76 - 0.20~0.35 | 1.50 ~ 6.00
- 16 04 05-R11-M15 . . 19.20 | 9.52 | 4.76 - 0.20~0.35 | 1.50 ~ 6.00
16 04 05-R1 e |0 . 19.20 | 9.52 | 4.76 - 0.20~0.35 | 1.50~6.00 | CKUNR/L
KNUX-11 16 04 10-LM oo 18.80| 952 | 476 | - | 0.30~0.60150~6.00
16 04 10-R1 o|o 18.80 9.52 | 4.76 - 0.30 ~0.60 | 1.50 ~ 6.00
16 04 05-R12 o 19.20 | 9.52 | 4.76 - 0.25~0.35 | 1.50 ~ 6.00
- 16 04 10-L12 o 18.80 | 9.52 | 4.76 - 0.40 ~0.70 | 1.50 ~ 6.00 | CKUNR/L
KNUX-12
16 04 10-R12 o 18.80| 9.52 | 4.76 - 0.40 ~0.70 | 1.50 ~ 6.00
o
. ’\‘.l'
1 '
!
Steel $TTTHTTOT
@ Continous Cutting
Stainless Steel R(M) $/@® 00 % $ o T ©
Cast Iron E 3
Machining Types & Interrupted Cutting
Non-fer Metall g T $ 3
Heatress Alloy, Titan All o0 O E 2 [
¥ General Cutting
Hardened Steel | H [ )
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number 2 E £
i) o Toolholder
s|s mm/rev
=4 =
10 03 MO-ALX o o . 10.00| 3.18 - 0.10 ~0.30 | 1.00 ~ 3.00
SRDCN
12 04 MO-ALX [¢] o . 12.00| 4.76 - 0.10 ~0.35 | .00 ~ 3.50
RCGT-AL/ALX
06 02 MO o ° 6.00 | 2.38 - 0.05~0.20 | 0.50 ~2.00
08 03 MO o . 8.00 | 3.18 B 0.05~0.25 | 0.50 ~2.50
SRDCN
10 T3 MO o . 10.00| 3.97 0.15~0.40 | 1.00 ~ 3.50
12 04 MO o . 12.00| 4.76 - 0.20 ~0.50 | 2.00 ~ 4.50

www.kctools.com.tr B info@kamakesicitakimlar.com e instagram.com/kccuttingtools 1



TURNING INSERTS

sco

CUTTINGTOOLS
. N
i !
o © :
90 ! Ll
I
|
- - s
Steel $TTTETTOT
@ Continous Cutting
Stainless Steel R(M) $@® 00 % $ o¥ T O
Cast Iron E 2 £ 2
Machining Types & Interrupted Cutting
Non-fer Metall T T s 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel | H [

Coated Dimension Cutting Data Suitable Tools Holder

Insert Part Number
fn

Toolholder | Boring Bar
mm/rev

TM 5130
TM 5220

09 T3 02-ALX 0| 930 | 952 | 3.97 | 440 | 0.02~0.40 | 0.10 ~ 4.00
09 T3 04-ALX o [¢] e| 910 | 952 | 3.97 | 440 | 0.02~0.40 | 0.10 ~ 4.00
09 T3 08-ALX o [¢] e 870 | 952 | 3.97 | 440 | 0.03~0.50 | 0.10 ~5.00 | SSSCR/L | SSSCR/L
12 04 04-ALX [¢] o e |12.30 12.70| 4.76 | 5.50 | 0.02 ~0.40 | 0.10 ~ 5.00
SCGT-ALX
12 04 08-ALX o [¢] ® [11.90 12.70| 4.76 | 5.50 | 0.03 ~0.50 | 0.10 ~5.00
Steel $TTTETTOT
@ Continous Cutting
Stainless Steel R(M) $@® 0% T o¥ T O
Cast Iron E E
Machining Types & Interrupted Cutting
Non-fer Metall T 3 ¢ E 2
Heatress Alloy, Titan All o0 o E [ )
° ¥ General Cutting

Dimension Cutting Data Suitable Tools Holder
Insert Part Number = g fn
o [ Toolholder | Boring Bar
sis mm/rev
|
09 T3 04-F19 o . 910 | 952 | 3.97 | 440 | 0.06~0.23 | 0.11~2.00
09 T3 08-F19 o . 870 | 952 | 3.97 | 440 | 0.08~0.30 | 0.15~2.00 | SSSCR/L | SSSCR/L
12 04 08-F19 o 11.90 |12.70 | 476 | 5.50 | 0.07 ~0.27 | 0.14 ~2.00
u 09 T3 04-M18 o o 910 | 952 | 3.97 | 440 0.062~025| 0.20~3.00
SSSCR/L | SSSCR/L
—
SCMT-M18 09 T3 08-M18 o . 870 | 952 | 3.97 | 440 | 0.07~0.35 | 0.20 ~ 3.00
: 12 04 08-M30 . 11.90 |12.70 | 4.76 | 5.50 | 0.08 ~ 0.25 | 0.25~2.00 | SSSCR/L | SSSCR/L
SCMT-M30
09 T3 04-MD . . 910 | 9.52 | 3.97 | 4.40 | 0.06 ~0.17 | 0.20 ~2.50
09 T3 08-MD . N 870 | 952 | 3.97 | 440  0.08~0.23 | 0.30 ~2.50
SSSCR/L | SSSCR/L
12 04 04-MD . N 12.30 12.70 | 476 | 5.50 | 0.06 ~0.17 | 0.30 ~ 3.50
SCMT-MD | 12 04 08-MD . N 11.90 |12.70 | 476 | 5.50 | 0.08 ~ 0.23 | 0.50 ~ 3.50

12 www.kctools.com.tr . info@kamakesicitakimlar.com . 0 (216) 379 09 39



TURNING INSERTS SN[

TCOO

CUTTINGTOOLS
I
90° A s
i
' . s
Steel $TTTHTITOS
@ Continous Cutting
StainlessSteel| RM) $ @ 00T o8 T ©
Cast Iron 3 £ 4
Machining Types & Interrupted Cutting
Non-fer Metall E INE 7 * 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel (]
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o 128
™ —| = fn .
n | o Toolholder | Boring Bar
~ s|s|s mm/rev
= F|F|F
12 04 08 - MD . . 11.90 |12.70 | 4.76 | 516 | 0.23~0.60  0.50 ~5.00
12 0412 - MD . . 11.50 |12.70 | 4.76 | 516 | 0.15~0.45  0.30~5.00
1506 08 - MD . . 15.875(15.875 6.35 | 6.35 | 0.18 ~0.60 0.8~75
PSBN R/L
1506 12 - MD . . 15.875(15.875 6.35 | 6.35 | 0.18 ~ 0.60 0.8~75 PSKN R/L | PSKN R/L
PSSN R/L
19 06 08 - R12 ° . 19.05 19.05| 6.35 | 793 | 0.20~0.50 | 1.5~6.0
19 06 12 - R12 . . 19.05 /19.05| 635 | 793 | 0.25~0.70 | 2.0~8.0
SNMG-R12
60°
Steel $TTTHTITO
@ Continous Cutting
StainlessSteel| RM) $ @ 00T o8 T ©
Cast Iron 3 £ 4
Machining Types & Interrupted Cutting
Non-fer Metall T T * 3
Heatress Alloy, Titan All o0 o E o
¥ General Cutting
Hardened Steel [ ]
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number =} 28 n
4 in|n Toolholder | Boring Bar
~ s|s mm/rev
= ~|F
11 02 02-ALX o e 10.50| 635  2.38 |2.80 0.01~0.30  0.05-~5.50
11 02 04-ALX [¢] o e 10.00| 635  2.38 | 2.80 0.02~0.40 0.10 ~4.00
11 02 08-ALX o e 900|635 238|280 0.03~0.50 0.10~5.00
STGC R/L | STFCR/L
16 T3 02-ALX o 0/15.00| 9.52 | 3.97 | 440 | 0.01~0.30 | 0.05~4.50
TCGT-ALX 16 T3 04-ALX o o e 1550 | 952 | 3.97 | 440  0.02~0.40  0.10 ~5.00
16 T3 08-ALX [} e 1450| 952 | 3.97 | 440  0.03~0.50 0.10~5.00

www.kctools.com.tr B info@kamakesicitakimlar.com e instagram.com/kccuttingtools 13



TURNING INSERTS

TCOO

CUTTINGTOOLS
Steel $TTTHTTOT
@ Continous Cutting
StainlessSteel, RM) $ @ 00T T o8 T O
Cast Iron E 2 £
Machining Types & Interrupted Cutting
Non-fer Metall T 3T ® 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel o
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o 218
™ =l fn .
n | o Toolholder | Boring Bar
~ s|s|s mm/rev
= = ==
09 02 02-F19 o o o 910 | 5,56 | 2.38 | 2.50 | 0.03~0.13 | 0.06 ~1.70
09 02 02-F19 o o o 8.60 | 5,56 | 2.38 | 2.50 | 0.05~0.19 | 0.10 ~1.70
11 02 02-F19 o o o 10.50 6.35 | 2.38 |2.80 0.03~0.13 | 0.06~1.70
E 11 02 04-F19 o . . 10.00| 6.35 | 2.38 | 2.80 | 0.05~0.19 | 0.10 ~1.70
w r
A 4
‘g 1102 08-F19 o . ° 9.00 | 6.35|2.38|2.80| 0.07~0.26  0.13~170 | STGCR/L | STFCR/L
v
TCMT-F19 | 1103 02-F19 o o o 10.50| 6.35 | 3.18 | 3.40 | 0.03~0.13 | 0.06 ~1.70
11 03 04-F19 o . . 10.00| 6.35 | 3.18 | 3.40 | 0.05~0.19 | 0.10 ~1.70
1103 08-F19 o ° . 9.00 | 635 | 318 | 3.40 | 0.07~0.26 | 0.13~170
16 T3 04-F19 o . . 15.50| 9.52 | 3.97 | 440 | 0.06 ~0.23 | 0.11~2.00
11 02 04-MD . 10.00| 6.35 | 2.38 | 2.80 | 0.07 ~0.25 | 0.20 ~ 2.50
1102 08-MD ° 9.00 | 635|238 280 010~0.30 0.30~2.50
16 T3 04-MD . . 15.50 | 952 | 3.97 | 440 | 0.07~0.25 | 0.30~2.50 | STGCR/L | STFCR/L
TCMT-MD | 16 T3 08-MD . o| |14.50| 952 | 3.97 | 440 | 010~0.30 | 0.50 ~2.50
16 T3 12-MD o 13.50| 9.52 | 3.97 | 440 | 0.12~0.35 | 0.70 ~2.50
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CUTTINGTOOLS

TURNING INSERTS

TNOO

Steel

Stainless Steel

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel

Machining Types

o

@ Continous Cutting

& Interrupted Cutting

¥ General Cutting

Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o 128
™ —| = fn .
n | o Toolholder | Boring Bar
~ s|s|s mm/rev
= F|F|F
16 04 04-A20 e 1550 | 952 | 476 | 3.80 | 0.12~0.30 | 1.00 ~3.50
MTJN R/L
PTFN R/L | PTEN R/L
16 04 08-A20 14.50| 9.52 | 476  3.80 | 0.15~0.35 | 1.30 ~3.50 PTGN R/L
- L] . . . N N ~ U. N ~ 3.
TNGG-A20
Steel $TTTHTTOZ
@ Continous Cutting
Stainless Steel | R (M) o 003 o8 T O

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel

Machining Types

®

& Interrupted Cutting

¥ General Cutting

Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o w9l
= N0y fn :
R in|in|w Toolholder | Boring Bar
~ sis|= mm/rev
[= |-
16 04 04-S11 . . 15.50| 9.52 | 476 | 3.80 | 0.08 ~0.23 | 0.20 ~ 3.50
MTJIN R/L
16 04 08-S11 . . 14.50| 9.52 | 476 | 3.80 | 0.15~0.45 | 0.50~5.00| PTFENR/L | PTFNR/L
PTGN R/L
TNMG-S11 16 04 12-SM1 o [} 13.50| 9.52 | 476 | 3.80 | 0.23~0.60 | 0.50 ~ 6.00
16 04 04-MD o . 15.50 | 9.52 | 476 | 3.80 | 0.05~0.35|0.80 ~ 4.50
16 04 08-MD o . 14.50| 9.52 | 476 | 3.80 | 0.08 ~0.45 | 1.00 ~ 4.50
MTJIN R/L
22 04 04-MD . 22.0 | 12.7 | 476 | 516 | 0.15~0.30 | 0.40 ~3.00 | PTFNR/L | PTFNR/L
PTGN R/L
TNMG-MD
22 04 08-MD . 22.0 | 12.7 | 476 | 516 | 0.15~0.50 | 0.50 ~4.00
22 04 12-MD . 22.0 | 127 | 476 | 516 | 018 ~0.60 | 0.80 ~5.00

www.kctools.com.tr
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instagram.com/kccuttingtools

15




TURNING INSERTS TPOO

CUTTINGTOOLS V B D D
i~ i '
=¥ J v
60° g
(L.
U sl
Steel $TTTHTTOT
@ Continous Cutting
StainlessSteel, RM) $ @ 00T T o8 T O
Cast Iron E 2 £ 4
Machining Types & Interrupted Cutting
Non-fer Metall T 3T ® 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel (]
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o 218
™ =l fn .
n | o Toolholder | Boring Bar
~ s|s|s mm/rev
= = ==
16 03 04-EN 0/15.50| 9.52 | 3.18 - 0.08 ~0.25 | 1.00 ~ 5.00
22 04 08-EN .
TPUN-EN
@ 35°
Steel $TTTHTTOT
@ Continous Cutting
StainlessSteel, RM) 30 00T T o8 T ©
Cast Iron E - : 2
Machining Types & Interrupted Cutting
Non-fer Metall g 3 s 3
Heatress Alloy, Titan All o0 © T (]
¥ General Cutting
Hardened Steel [ )
Coated Dimension Cutting Data Suitable Tools Holder
Part Number o SlS fn
Gy | Toolholder | Boring Bar
~ sis mm/rev
= =] =
¢ 16 04 04-ALX o o e | 156 | 952 | 476 | 440  0.02~0.40 | 0.10 ~5.00
SVJBR/L
VBGT-ALX 1604 08-ALX o o o| 14.6 | 952 | 476 | 440 |0.02~040 | 0.10~500
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TURNING INSERTS

VBLIL

CUTTINGTOOLS
Steel $TTTHTITOS
@ Continous Cutting
StainlessSteel, RM) $ @ 00T T o8 T O
Cast Iron E 2 £ 4
Machining Types & Interrupted Cutting
Non-fer Metall T 3 ® 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel (]
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o 128
™ =l fn .
n | o Toolholder | Boring Bar
~ s|s|s mm/rev
= ===
11 03 02-F19 o o 10.50 6.35 | 318 | 2.80 | 0.03~0.13 | 0.06 ~1.70
11 03 04-F19 [} o 10.00| 6.35 | 318 | 2.80 | 0.05~0.19 | 0.10 ~1.70
” 1103 08-F19 o o 9.00 | 635 | 318  2.80 | 0.07~0.26 | 013 ~1.70
— SVJBR/L
VBMT-E19 | 16 04 02-F19 o o 1610 | 9.52 | 4.76 | 4.40 | 0.04~0.14 | 0.07 ~1.70
16 04 04-F19 . . 15.60| 9.52 | 476 | 4.40 | 0.05~0.20 | 0.10 ~1.80
16 04 08-F19 ° . 14.60 | 9.52 | 4.76 | 440 | 0.07~0.27 | 0.14 ~1.80
11 03 04-M18 o 10.00| 6.35 | 318 | 2.80 | 0.07~0.25 | 0.20 ~ 2.50
’ 16 04 04-M18 . 15.60| 9.52 | 476 | 4.40 | 0.07 ~0.25 | 0.30 ~2.50 | SVJBR/L
VBMT-M18
16 04 08-M18 . 14.60| 952 | 476 | 440 010 ~0.30 | 0.50 ~2.50
11 03 04-M30 [} 11.00| 6.35 | 318 | 2.80 | 0.05~0.20 | 0.30~2.00
- 16 04 04-M30 . 16.64 | 952 | 4.76 | 440 | 0.05~0.20 | 0.30~2.50 | SVJBR/L
VBMT-M30
16 04 08-M30 . 16.64 | 952 | 476 | 440 | 0.05~0.25 | 0.30 ~2.50
e 4 16 04 04-MD . o . . 15.60| 952 | 476 | 440 | 0.09 ~0.19 | 0.30 ~2.70
- i
SVJBR/L
VBMT-MD | 1604 08-MD . o |e . 14.60| 952 | 4.76 | 4.40 | 0.09 ~0.23 | 0.50 ~2.70
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TURNING INSERTS

VvCLlO

CUTTINGTOOLS
5
Steel $TTTHTTOT
@ Continous Cutting
StainlessSteel, RM) $ @ 00T T o8 T O
Cast Iron E 2 £ 4
Machining Types & Interrupted Cutting
Non-fer Metall T 3T ® 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel (]
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number olw|o(’|3 § ) o fn
NI R ® = Toolholder | Boring Bar
~ ~ s|s o > mm/rev
= = = =] =] = = =
11 03 02-ALX o o o 0/10.50| 6.35 | 3.18 | 2.80 | 0.01~0.30 | 0.05 ~3.50
11 03 04-ALX o o o 0/10.00| 6.35 | 3.18 | 2.80 | 0.02~0.40 | 0.10 ~ 4.00
11 03 08-ALX o o 0| 9.00 635 318 | 2.80 | 0.03~0.50| 0.10 ~5.00
13 03 02-ALX [¢] o 0/10.50| 7.94 | 318 | 3.40 | 0.01~0.30 | 0.10 ~ 4.50
¢ 13 03 04-ALX o 0/10.00| 7.94 | 318 | 3.40 | 0.02~0.40 | 010 ~4.50 | SVHCR/L o0~ p/
SVJC R/L
16 04 02-ALX ol |o o 01610 | 952 | 476 | 440 | 0.01~0.30 | 0.05~450 | gyvcn | SVUCR/L
VCGT-ALX 16 04 04-ALX o o o e [15.60 9.52 | 4.76 | 440 H 0.02~0.40 | 0.10 ~5.00
16 04 08-ALX o o o e |14.00 9.52 | 4.76 | 440  0.03~0.50| 0.10 ~5.00
16 04 12-ALX o o 0/13.60 | 9.52 | 476 | 440 | 0.03~0.50 | 0.10 ~5.00
22 05 30-ALX o o 014.3012.70 | 5.56 | 5.60 | 0.08 ~1.00 | 0.15~7.00
Steel ¥TTTTETTOT
@ Continous Cutting
StainlessSteel, RM) $ @ 00T T o8 T O
Cast Iron E E
Machining Types & Interrupted Cutting
Non-fer Metall T 3 s 3
Heatress Alloy, Titan All o0 O T o
¥ General Cutting
Hardened Steel [
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number 2 § = 2] fn
|0 @ @ Toolholder | Boring Bar
s|s a S mm/rev
== = =
11 03 02-F19 [¢] o 10.50 6.35 | 318 | 2.80 | 0.02~0.13 | 0.07 ~1.50
11 03 04-F19 o o 10.00| 6.35 | 3.18 | 2.80 | 0.05~0.20 | 0.05~1.50
= < SVHC R/L SVQC R/L
= 4
16 04 02-F19 o o 1610 | 9.52 | 4.76 | 4.40 | 0.04~0.14 | 0.04~1.80 | SVJCR/L SVUC R/L
SVVCN
VCMT-F19 16 04 04-F19 . ° 15.60| 9.52 | 476 | 4.40 | 0.05~0.20 | 0.05~1.80
16 04 08-F19 ° . 14.00 9.52 | 4.76 | 440 | 0.07~0.27 | 0.07 ~1.80
16 04 04-M18 o . 15.60| 9.52 | 476 | 4.40 | 0.07~0.25 | 0.07 ~2.50 | SVHC R/L
- Nich/ svacen
VCMT-M18 16 04 08-M18 [¢] . 14.00 9.52 | 4.76 | 440 | 0.10~0.30 | 0.10 ~ 2.50 SVVCN
16 04 04-M30 . 15.60| 952 | 476 | 440 | 0.05~0.20 | 0.05~2.50 | SVHC R/L
> ical i
VCMT-M30 1604 08-M30 . 14.00| 9.52 | 4.76 | 4.40 | 0.05~0.25 | 0.05~2.50 | SVVCN
1103 02-MD [¢] o 10.00| 6.35 | 3.18 | 2.80 | 0.06 ~0.19 | 0.06 ~ 2.50 SVHC R/L SvaC R/L
16 04 04-MD ° . 15.60| 952 | 476 | 440 | 0.06 ~0.19 | 0.06 ~2.70 | SVJCR/L SVUC R/L
VCMT-MD @ 16 04 08-MD . . 14.00| 952 | 476 | 440 | 0.09~023 | 0.09~270 °>YVEN
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TURNING INSERTS

CUTTINGTOOLS
Steel $TTTTETTOT ® Conti Cutti
ontinous Cutting
StainlessSteel, R(M) $ 0 00T T o8 T O
Cast Iron E 2
Machining Types & Interrupted Cutting
Non-fer Metall T T s E
Heatress Alloy, Titan All o0 o E [ ) @ I
General Cutting
Hardened Steel o

Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number o w21
™ —| = fn .
3 in|in | Toolholder | Boring Bar
~ s|s|s mm/rev
= e e
16 04 04-M15 . 15.60 | 9.52 | 476 | 3.80  0.08 ~0.23 | 0.20 ~3.50 SVHC R/L
SVQC R/L
SVJC R/L
SVVCN SVUC R/L
VNMG-M15| 1604 08-M15 . 14.60| 952 | 476 | 3.80 | 0.15~0.45 | 0.50 ~5.00
16 04 04-S11 . . 16.60| 9.52 | 476 | 3.81 | 0.09 ~0.35 0.50 ~4.00 SVHC R/L
SVQC R/L
SVJCR/L
SVVCN SVUC R/L
VNMG-S11 | 14 04 08-s11 . o [16.20] 952 | 476 | 3.81 | 010 ~0.40 | 1.00 ~ 4.50
80°
Steel $TTTETITOT
@ Continous Cutting
StainlessSteel, R(M) $ 0 00T T o8 T O
Cast Iron E 2
Machining Types & Interrupted Cutting
Non-fer Metall T T s E
Heatress Alloy, Titan All o0 © E 2 (
® General Cutting
Hardened Steel o

Coated Dimension Cutting Data
Insert Part Number ) 21

b - fn

n 0 [

~ s|s mm/rev

= |-
06 04 04-A20 o o 0 620 | 952 | 476  3.80 | 0.10~0.30 | 0.50 ~3.00
06 04 08-A20 o o o 610 | 952 | 476 | 3.80 | 0.10~0.40 | 0.80 ~3.50
08 04 04-A20 o o . 0 840 1270 476 | 516 | 0.10 ~0.45 | 0.50 ~ 4.50

WNGG-A20

08 04 08-A20 o o . 0830 1270 476 | 516 | 0.10 ~ 0.45 | 0.50 ~ 4.50

Suitable Tools Holder

Toolholder | Boring Bar

DWLN R/L
PWLN R/L

www.kctools.com.tr

info@kamakesicitakimlar.com
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TURNING INSERTS

WNLOO

CUTTINGTOOLS
Steel $TTTHTITO
@ Continous Cutting
StainlessSteel| RM) $ @ 00T o8 T ©
Cast Iron 3 £ 4
Machining Types & Interrupted Cutting
Non-fer Metall g T * 3
Heatress Alloy, Titan All o0 o E [ )
¥ General Cutting
Hardened Steel (]
Coated Dimension Cutting Data Suitable Tools Holder
Insert Part Number 2 § fn
| Toolholder | Boring Bar
s|s mm/rev
==
06 04 04-A20 0| 6.20 | 952 | 476 | 3.81 | 0.10 ~0.30 | 0.50 ~3.00
A 08 04 04-A20 e | 840 1270 | 4.76 | 516 | 0.05~0.25 | 0.80 ~3.50 | PWLN R/L
WNMG-A20
08 04 08-A20 e 830 (1270 476 | 516 | 0.10 ~0.40  0.80 ~3.50
08 04 04-C22 . . 8.40 |12.70| 4.76 | 516 | 0.05~0.30 | 0.80 ~ 4.00
DWLN R/L
PWLN R/L
08 04 08-C22 . . 8.30 |12.70| 476 | 516 | 0.10 ~0.40 | 0.80 ~4.00
WNMG-C22
06 04 04-M15 o o 6.20 | 952 | 4.76 | 3.81 | 0.08 ~0.23 | 0.20 ~3.00
06 04 08-M15 [} o 610 | 952 | 476 | 3.81 | 0.15~0.45 | 0.50 ~3.50
DWLN R/L
08 04 04-M15 . . 8.40 |12.70| 4.76 | 516 | 0.08 ~0.23 | 0.20 ~3.00 PWLN R/L
WNMG-M15
08 04 08-M15 . . 8.30 |12.70| 4.76 | 516 | 0.08 ~0.45 | 1.00 ~5.00
08 04 12-M15 ° . 8.20 |12.70| 476 | 516 | 0.12~0.35 | 1.00 ~5.00
08 04 04-MD . . . 8.40 |12.70| 476 | 516 | 0.05~0.35|0.80 ~ 4.00
DWLN R/L
‘ 08 04 08-MD . . . 8.30 |12.70 | 4.76 | 516 | 0.08 ~0.45 | 1.00 ~ 4.00 PWLN R/L
WNMG-MD
08 0412-MD . . 8.20 |12.70| 4.76 | 516 | 0.10 ~0.50 | 1.20 ~ 4.00
06 04 08-5S11 o o 6.40 | 952 | 3.97 | 3.81 | 0.10~0.25 | 1.00 ~ 3.50
DWLN R/L
08 04 04-S11 . . 8.40 |12.70| 476 | 516 | 0.05~0.25 | 0.50 ~3.50 PWLN R/L
WNMG-S11 08 04 08-511 . . 8.30 |12.70| 476 | 516 | 0.10 ~0.40 | 1.00 ~ 4.00
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For each application the best grade

ALYUNMITNIY

uncoated
Micrograin
for Aluminium

DCGT-TK 1210

DCGT-TK 5310

for
Aluminium, HRSA, GFK, CFK,

QAII® coated
i/ Aluminium
DCGT-TK 5710 4+ Special Alloys
j"‘l!k‘ L
for

Niro Stainless Steel

DCGT-TP 5345




TURNING INSERTS

CBN

CUTTINGTOOLS
cCMw
80° CNMA
CPMW
Stee! @ Continous Cutting
Stainless Steel
Cast Iron @ E 2

Machining Types & Interrupted Cutting
Non-fer Metall

Heatress Alloy, Titan All [ )

¥ General Cutting
Hardened Steel o E 7

Suitable Tools Holder

Insert Part Number

Toolholder Boring Bar

06 02 02 [¢] o

06 02 04 o o

06 02 08 o o

09 T3 02 o o
09 T3 04 [¢] o SCLC R/L SCLC R/L

CCMW 09 T3 08 o o

12 04 02 [¢] o

12 04 04 o o

12 04 08 [¢] o

09 03 02 o o

09 03 04 [¢] o

09 0308 [¢] o
120402 o | o PGB R/ DCLNR/L

PCLN R/L

12 04 04 o o

12 04 08 o o

12 0412 o o

050202 [¢] o

0502 04 o o

06 02 02 o o

06 02 04 [¢] o

09 T3 02 o o

09 T3 04 [¢] o

CPMW 09 T308 o o

12 04 02 o o

12 04 04 o o

12 04 08 o o

22 www.kctools.com.tr . info@kamakesicitakimlar.com . 0 (216) 379 09 39



CUTTINGTOOLS

TURNING INSERTS

(O] 55

DCMW DNMA

EPMW

75°

Steel

Stainless Steel R (M)

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel H

CBN

[ ] £ 3
[ ]
[ ] k4

@ Continous Cutting

Machining Types

& Interrupted Cutting

¥ General Cutting

Suitable Tools Holder

Insert Part Number
Toolholder Boring Bar
07 02 02 o o
07 02 04 o (o]
070208 ° ° §’Bﬁf~, gﬁ: SDQC R/L
11300 . . Sg;ﬁg,{ll_ SDUC R/L
DCMW 1T304 o o
11T308 (o] o
15 04 02 o o
15 04 04 o o
1504 08 o o
15 06 02 o | o B, POUN RAL
DNMA 1506 04 o o
1506 08 o [}
150612 o o
050202 o o
05 02 04 o o
06 02 02 o o
06 02 04 o [}
EPMW 08 03 02 o o
08 03 04 o o
08 0308 o o
www.kctools.com.tr . info@kamakesicitakimlar.com . instagram.com/kccuttingtools
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TURNING INSERTS

CBN

CUTTINGTOOLS
SCMW
90° SNMA
SNMN
Stee! @ Continous Cutting
Stainless Steel
Cast Iron @ E 2

Machining Types & Interrupted Cutting
Non-fer Metall

Heatress Alloy, Titan All [ )

¥ General Cutting
Hardened Steel o E 7

Suitable Tools Holder

Insert Part Number
Toolholder Boring Bar
09 03 02 [¢] o
09 03 04 o o
09 0308 [¢] o
09 T3 02 o o
a 09 T3 04 [¢] o SSSC R/L SSSC R/L
SCMW 09 T3 08 o o
12 04 02 [¢] o
12 04 04 o o
12 04 08 o o
12 03 02 [¢] o
PSBN R/L
12 04 02 [¢] [¢] PSKN R/L PSKN R/L
PSSN R/L
SNMA 12 04 08 o o
12 03 04 o o
PSBN R/L
12 03 08 o o PSKN R/L PSKN R/L
PSSN R/L
SNMN 12 04 04 o o
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TURNING INSERTS

CBN

CUTTINGTOOLS
90° 60°
SPMN TCMW TNMA
Steel oCont .
Stainless Steel ontinous Cutting
Cast Iron [ ] E -

Machining Types & Interrupted Cutting
Non-fer Metall

Heatress Alloy, Titan All [ }

¥ General Cutting
Hardened Steel o E

Suitable Tools Holder

Insert Part Number
Toolholder Boring Bar
09 03 02 o o
09 03 04 o o
09 03 08 o o
12 03 02 o o
SPMN
12 03 04 o o
120308 o o
09 02 02 o o
09 02 04 o [¢)
09 02 08 o o
1102 02 [¢] o
1102 04 o o STGC R/L STFC R/L
TCMW 1102 08 o [}
16 T3 02 o o
16 T3 04 [¢] o
16 T3 08 o o
16 04 02 o o
MTJN R/L
16 04 04 o o PTFN R/L PTFN R/L
PTGN R/L
TNMA 16 04 08 o o
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TURNING INSERTS

CBN

60° 07 38°
TPMN vBMW VCMW VNMA
Steel . .
Stainless Steel @ Continous Cutting
Cast Iron [ ] 3

Machining Types & Interrupted Cutting
Non-fer Metall

Heatress Alloy, Titan All [ )

¥ General Cutting
Hardened Steel o E 7

Suitable Tools Holder

Insert Part Number
Toolholder Boring Bar
1103 02 [¢] o
1103 04 o o
TPMN 1102 08 o o
16 04 02 o o
0 16 04 04 o o SVJBR/L
VBMW 16 04 08 o o
1103 02 [¢] o
1103 04 o o
1103 08 [¢] o
‘ 16,04 02 o | o ViR SvaC R/
SVVCN R/L
VCMW 16 04 04 [¢] o
16 04 08 [¢] o
16 0412 o o
16 04 02 [¢] o
0 16 04 04 o o
VNMA 16 04 08 o )
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TURNING INSERTS

PKD

CUTTINGTOOLS

0° /57 s

CCMW CNMA DCMW

Steel

@ Continous Cutting

Stainless Steel R (M)

Cast Iron
Non-fer Metall o E 2
Heatress Alloy, Titan All

Machining Types & Interrupted Cutting

¥ General Cutting
Hardened Steel

Suitable Tools Holder

Insert Part Number
Toolholder Boring Bar
06 02 01
06 02 02
06 02 04
09 T3 02
SCLC R/L SCLC R/L
09 T3 04
CCMW
09 T3 08
12 04 04
12 04 08
120404 DCLN R/L
DCLN R/L
PCBN R/L PCLN R/L
12 04 08 PCLN R/L
CNMA
07 02 01
07 02 02
07 02 04 SDAC R/L
SDHC R/L SDQC R/L
SDJC R/L SDUC R/L
11T3 02 SDNCN
DCMW 11 T3 04
11T308

www.kctools.com.tr B info@kamakesicitakimlar.com e instagram.com/kccuttingtools 27



TURNING INSERTS

PKD

CUTTINGTOOLS
@ 55° @ @ 60°
DNMA RCMW TCMW
Steel oCont .
Stainless Steel ontinous Cutting
Cast Iron Machining T it ted Cutti
Non-fer Metall o z achining Types nterrupted Cutting
Heatress Alloy, Titan All .o e
Hardened Steel eneral Lutting

Suitable Tools Holder

Insert Part Number

Toolholder Boring Bar

1104 04

1104 08
DDJN R/L DDUN R/L

PDJN R/L PDUN R/L

15 06 04

DNMA
1506 08

06 02 00

08 03 00

SRDCN
10 03 00

RCMW 12T300

09 02 01

09 02 02

09 02 04

1102 02

STGC R/L STFC R/L
1102 04

TCMW
110208

16 T3 04

16 T3 08
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TURNING INSERTS

PKD

CUTTINGTOOLS

TNMA VCMW

Steel

@ Continous Cutting

Stainless Steel R (M)

Cast Iron
Non-fer Metall o E 2
Heatress Alloy, Titan All

Machining Types & Interrupted Cutting

¥ General Cutting

H

Hardened Steel

Suitable Tools Holder

Insert Part Number
Toolholder Boring Bar
16 04 02
MTJN R/L
16 04 04 PTFN R/L PTFN R/L
PTGN R/L
TNMA 16 04 08
1103 02
1103 04
1103 08 SVHC R/L
SVJBR/L SVQC R/L
SVJCR/L SVUC R/L
16 04 02 SVVCN
VCMW 16 04 04
16 04 08
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DESCRIPTION OF CARBIDE GRADES FOR TURNING

CUTTINGTOOLS

P M K Hardened

intermittent

high medium low cutting

high medium low high medium low low

Material

PO1 P10 P20 P30 P40 P50 M10 M40 K01 K10 K20 K30 K40

TP 3020

M20 M30

TK 5710
TP 2135
TP 2135

Carbide

TP 4025

| | TU 3015

TU 3015
TP 3120
CDX09

Uncoated
Carbide TK 1210
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CODE EXPLANATION OF CARBIDE GRADES FOR TURNING
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Chipbreaker

CUTTINGTOOLS

Negative Inserts

Application Range Highlights

Chipbreaker

CHIPBREAKERS FOR TURNING

Positive Inserts

Application Range Highlights

ap (mm)
60

Alu-alloys, stainless steel

« Sharp cutting edge (ground

circumference)

« Extremely high helix

40

20

010 2 03 04 05 f(mmu)

ALX

Aluminium cutting

« Exclusive chipbreaker for
50 aluminium and

aluminium alloy, finishing of
stainless steel

10 « High rake angle, precision -

ground
003 04 05 ) cutting edge

www.kctools.com.tr
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€ Copying
H Heavy Roughing
R Roughing
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A20
ap (mm) ap (mm)
70 ) ) Finishing
60 : ExceIIenF chlpco.ntrol while n 50 « High helix, sharp cutting
copy turning and internal (o
30 o edge
machining .
20 - Very good surface while 20 - Very good surface quality,
10 - 10 also
face turning F19 [: ) ; -
c22 i B in case of internal machining
] Universal geometry for
&(mm) Universal geometry for & (mm) medium ragn . Y
medium range 60 r 3
4§ 50 « Special substrate for - Special substrate for
80 hi F?1est 0 highest
! 20 wgar resistance wear resistance
10 20 . i i i i
M15 + Wide field of stainless steel M18 (: tmigrfleld of applications
g 7505 o7my, | Machining ) pyD-Multilayer-coating
o Medium cutting o
ap (mm) . . . . 3 (mm
60 ra\/r\]/gieffc\)/rillable chip control 50 Medium cutting
40 medium-finishing to medium- 40 :jopt‘||m|zed chl;lacontrol at
roughing uctile materials
20 « Suitable chip breaker for 20 o very gooc.l surface due to
CNC machining O sharp cutting edgg £
MD —r 7 05 Ty | * Suitable for stainless steel M30 o o T Ty | 2N marginal cutting force
machining
ap (mm) ap (mm)
—— 60 60 Medium cutting
« Sharp, stron cutting edge « Excellent chip control at
ar=ali “0 . Excellent_ chjp control also 40 wide range N
il 2 at long-chipping 2 of cutting conditions
? soft stainless and mild steels « Suitable for stainless steel
cuttin
010 2 03 04 05 fgnmuy) MD —0T 07 03 0% 05 i) g
CNMG 120408
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CUTTINGTOOLS

CUTTING DATA RECOMMENDATIONS FOR TURNING

Cutting Speeds v_[m/min]

(M)

: Hardness
Material
HB TK1210 | TK5310 | TK5515 | TK 5710
K10 K10C K15C K10C
Annealed < 0,15% C 125 1 100-150
Mild Steel Annealed 0,15% - 0,45% C 150 - 250 2 80-140
Heat Treated > 0,45% C 300 3 70-110
Annealed 180 6 80-130
Heat Treated 275 7 70-120
Lower Alloyed Steel
Heat Treated 300 8 60-90
Heat Treated 350 9
Annealed 200 10 80-110
Highly Alloyed Steel
Heat Treated 350 il
Corrosion-Resistant Annealed 200 12 130-180
Steel Heat Treated 350 13
Ferritic, Martensitic, Annealed 200 14 130-200
Austenitic 180 14 90-190 90-130
Stainless Steel
Duplex 230 -260 14
Austenitic, Ferritic 330 14
Pearlitic, Ferritic 180 15 140-200 | 100-200 | 180-280 160-220
Grey Cast Iron
Pearlitic, Martensitic 260 16 100-160 100-220 170-230 130-180
Ferritic 160 17 160-200 120-200 150-230 150-220
Nodular Cast Iron
Pearlitic 250 18 110-150 120-250 120-180 120-170
Ferritic 130 19 160-220 120-200 180-300 160-220
Malleable Cast Iron
Pearlitic 230 20 140-180 100-200 180-250 140-200
Aluminium - Forging Not Hardenable 60 21 | 300-3000  250-3000 250-2800
AIon Hardenable 100 22 | 200-2000 | 250-2500 180-2500
Not Hardenable <12% Si 80 23 | 400-2000 | 400-2000 300-1800
2:;”;'”'Um -Casting | |15 rdenable < 12% Si 90 24 | 400-1100 | 300-1200 300-1800
Not Hardenable < 12% Si 130 25 | 200-1000 | 200-700 170-1000
Free Cutting Alloys (1% Pb) 26 | 250-800 220-900
(Bronze, Messing) / Brass, Red Bronze 27 | 200-110 190-800
Copper And Copper
A||oys (Bronze, Brass) Bronze 90 28 150-600 150-650
Unleaded Copper 100 29 | 150-400 130-500
Thermoset 100 29 | 100-220 70-200
Non Metallic Materials | Fiber Reinforced Plastic 29 80-200 70-220
Ebonite 30 | 100-300 90-280
Annealed 200 31 35-50 30-60
Hardened 280 32 25-40 20-50
Heat Resistant Alloys | Annealed 250 33 25-40 20-50
Hardened 30-58 HRC 24 20-30 20-40
Cast 1500 - 2000 Nmm? | 35 15-25 20-30
Pure Titanium Rm 400 36 80-150 60-150
Titanium Alloys
Alpha- + Beta - Alloys Rm 1050 37 40-120 30-70
55 HRC 38
Hardened Steel Hardened And Tempered
60 HRC 39
Chilled Cast Iron Cast 400 40
Hardened Cast Iron Hardened And Tempered 55 HRC 40
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CUTTINGTOOLS

CUTTING DATA RECOMMENDATIONS FOR TURNING

Cutting Speeds v_[m/min]

TM5125 | TM5130 | TM5220 | TP2135 | TP3020 | TP3120 | TP4025 | TP5220 | TB 3245 | TU3015 | TUS5525 TY1110
M25C M30C M20C P35C [P20/K15C| P25C |P25/M20C| P20C piec” | P/K/HISC| P/M25C PKD
120 - 280 170 -230 | 180 -300 | 180-300 | 120-280 | 120-280 | 180-240 | 250 -450 | 180 - 400
130 - 250 150-180 | 150-220 | 150-220 | 130-250 | 130-250 | 150-200 | 220-400 | 170-350
100 - 180 10 -150 | 120-200 | 120-200 | 100-180 | 100-180 | 150 -200 | 180-280 | 140 -200
80 -200 160 -190 | 160 -250 | 160-250 | 100-230 | 100-230 | 1770-200 | 240 -400 | 120 -300
60 -180 80 - 140 90 -180 90 -180 80 -200 80-200 | 100-160 | 160-290 | 120 -210
70 -130 80 -170 80 -170 60 -180 60 -180 90 -150 140 -270 | 110 -200
60 -120 120-190 | 120 -190 50-130 50-130 80 -140 120 - 250 | 100 -180
110 - 200 80 -160 80 -160 80 -180 80 -180 130-170 | 180-300 | 70-200
40 -80 120-180 | 120-180 50-120 50-120 80-130 | 100 -250 70 -130
100 - 180 130-170 | 100-170 | 100-170 | 100-180 | 100-180 | 140-180 | 160-300 | 80-200
70 - 150 100 - 160 90 -180 90 -180 70 -150 70 -150 115 - 170 150 - 260 80 -180
120 -220 | 100-200 | 120-220 | 130-200 | 140-200 | 140 -200 | 120 - 220 140 - 200 | 200 -260 | 170 - 250
80 -200 60 -180 80 -200 90 -190 90 -180 90-180 | 100-200 110 -190 170 - 270
60 -140 40-90 60 -140 70 -150 80 -150 120 - 210
50-120 50-120 40 - 60 60 -90 60 -90 55-75 100 - 180 80 -150
100 -200 | 100 -200 | 130-280 140 - 350 | 170 -280 300-1000
90 -180 90 -180 120 - 270 130-300 | 170-250 | 300-800
100-180 | 100-180 | 110 - 260 190 -300 | 150-230 | 300 -450
100 - 250 120 -250 | 150-190 | 250 - 350
150 -220 | 150 -220 90 -250 180 - 450 | 120 -230
100 -180 | 100 -180 90 - 250 150 - 300 | 120-190
100 - 500 250 - 3500
100 - 400 250 -1300
100 - 350 250 -3500
100 - 800 250 -1500
80 - 250 200 -500
100 - 600
100 - 1300
250 - 2500
60 - 320
80 - 250
60 -180
20 - 40 20 - 45 20 - 40
20 -40 15-36
8-22 10 -30
4-16 5-20
4-16 5-20
80 - 140 80 - 140
15-35 20-40
80 - 200
40 -180
40 -180
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ISO DESIGNATION SYSTEM FOR INDEXABLE INSERTS

/<< =
ot ¢ I T
NG .
o
55 D uwy uam o A
5 75° E U Range of Tolerance " @:i:@ C
N k:
86° M d m S O @ F
+/- | +/- | +/-
35° Y, 0.025 | 0.005 | 0.025 | A VI G
3° A 0.025 | 0013 | 0025 | C @iﬁ m H
85° A 5° B 0.025 | 0.025 | 0.025 | E m J
@ 82° B 77 C 0.013 | 0.005 | 0.025 | F w m M
55° K 15° D 0.025 | 0025 | 00| G @ m N
20° E 0.013 | 0.013 | 0.025 | H Z[EE Q
O H 25° F 00° 0,005 | 0025 | J W m R
— L 30° G 00° | 0013 | 0025 | K w m T
O o 0° N 00 | 0025 | 0025 | L @E U
0.05- | 0.08- | 0.05-
O P L 015 | 02 | o013 | M w m W
O R 06%55' 0‘82 “loo2s| N Special Shape X
O S OTHERS O o eB o3 | U
A T
O w
Shape Clearance Angle Tolerance Type of Inserts
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ISO DESIGNATION SYSTEM FOR INDEXABLE INSERTS

CUTTINGTOOLS

' W F
P — Kr
T
d (mm) '
o6 : 1@ o r
08 a
10 —r:l
w
12 ——
16 E
20
1K 2.a
25
32 y L | A | 45° | A 3°
g b | s0° | B o Rounded
E 75° | C 7°
F 85° | D 15°
4 P | 90°| E | 20°
L F 25° T
s nd G | 30°
(mm) ndex N 0°
d=IC 1.59 01 P 11°
mm | Ginch) (mm)| mm 1908 T Chamfered
06 |5/32|3.96| 03 2.38 02 OTHERS z
09 |7/32|555| 05 3.18 03 r
Index
1 1/4 | 635 | 06 3.97 T3 (mm)
16 | 3/8 | 952 | 09 4.76 04 02 | 02 S
22 | 1/2 | 127 | 12 5.56 05 0.4 | 04
27 | 5/8 | 158 | 15 6.35 06 . 0.8 | 08
AON
33 3/4 | 19.0 19 7.94 o7 < 1.2 12 Chamfered and
44 1 25.4 | 25 9.52 09 1.6 16 rounded
1.1 1 2.4 | 24
12.70 12 0 00

00 : Round insert (inch)
MO : Round insert (metr.)

Length of Cutting Height of Cutting Chamfer or Corner Cutting Edge
Edge Edge Radius Preparation

Hand of Tool
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CUTTINGTOOLS

Steel

Stainless Steel R (M)

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel

H I

MILLING INSERTS

AOOO

Machining Types

@ Continous Cutting

& Interrupted Cutting

¥ General Cutting

Coated Uncoated Dimension
Insert Part Number é Geometry Toolholders
i
=)
=
‘ 15 05 PDTR o 15.20| 9.57 | 5.70 | 4.55 -
ADKT
o 10 O3 PDFR - ALX ° 10.30| 6.60 | 3.18 | 2.80 | 0.40
APKT
10 03 PDR1 o 10.75| 6.70 | 3.18 | 2.80| -
10 03 PDR-M22 . o 10.75| 6.70 | 318 | 2.80| -
10 03 PDTR o 10.50| 6.70 | 318 | 2.80 | -
16 04 02 PDFR-A12 e | O 16.25| 9.53 | 4.76 | 4.40 | 0.20
APKT
16 04 04 PDFR-A12 [¢] 16.25| 9.53 | 4.76 | 4.40 | 0.40
16 04 PDTR . o 16.50| 9.53 | 4.76 | 4.40 -
@ 11 T3 10 MM-390 o 10.50| 6.90 | 3.66 - 100
APKT
11 T3 PDSR-M20 o o o o 11.30| 6.55 | 3.60 | 2.85 -
16 04 PDER-M21 o} 16.35| 9.28 | 4.76 | 4.40 -
RS 3
16 04 PDER-M30 o 17.56| 9.50 | 576 | 440 |0.80 | &~ T
APMT 16 04 PDSR-M20 [¢] [¢] 16.35| 9.35 | 5.75 | 4.50 -
& 11 T3 PDFR-AL o 11.45| 6.75 | 3.60 | 2.85 - 1‘:‘.
APXT
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CUTTINGTOOLS
Steel
Stainless Steel R (M)
Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel

Insert Part Number

MILLING INSERTS

LDLILC]
LNLIL]

¥ BETTEZTETTEE E
$¥TT ¥ TOTO T
k5
T3
£ [ ] TE

MK 2015

MM 5130
MM6040
MP 2130

Coated

Uncoated

MP 5245
MP 5330
MP 5430
MP 6025
MP 6045
MU 5130+
MU5230+
MU 5430

Machining Types

Dimension

@ Continous Cutting

& Interrupted Cutting

¥ General Cutting

Geometry Toolholders

d E]d‘
iank

15 04 PDFR-ALX o 14.80| 9.80 | 4.76 | 4.40 -
Lt
LDHT
Steel ¥ BETHTETTES 3 ® Conti cutti
ontinous Cutting
Stainless Steel $3T T ¥ TOoTO T
Cast Iron E
Machining Types & Interrupted Cutting
Non-fer Metall T T
Heatress Alloy, Titan All $ o T8 2 |
General Cutting
Hardened Steel

Part Number

10 06 05 PNR-AT1

Dimension

Geometry Toolholders

1510 04 PNR-AT

LNEX 1510 08 PNR-AT1

10 06 05 PNR-M12

10 06 05 PNR-M20

1510 08 PNR-M11

LNMX

1510 08 PNR-M20
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MILLING INSERTS OF[1

RDLIL]

CUTTINGTOOLS
Steel ¥ BETHTHTTES E 2 @ Cont Cutti

ontinous Cutting

Stainless Steel $3TT ¥ TOoTO T

Cast Iron E 4
Machining Types & Interrupted Cutting
Non-fer Metall T T
Heatress Alloy, Titan All £ o TS %6 e

eneral Cutting

Hardened Steel

Coated Uncoated Dimension

Insert Part Number Geometry Toolholders

MK 2015
MM 5130
MM6040
MP 2130
MP 5245
MP 5330
MP 5430
MP 6025
MP 6045
MU 5130+
MU5230+
MU 5430

¥ General Cutting

05 T3 05 SN-MT1 o 5.20 |12.70| 3.97 | 4.40 | 0.50 ’ @ d Td‘
/ 1 26°
OFKT | s
Steel ¥ BETETHTTES E 2 @ Cont cutti
ontinous Cutting
Stainless Steel $3TT ¥ TOoTO T
Cast Iron E 4
Machining Types & Interrupted Cutting
Non-fer Metall T T
Heatress Alloy, Titan All £ o TS

Hardened Steel

Uncoated Dimension
Insert Part Number = Geometry Toolholders
by
=
=
08 03 MOT [¢] - 8.00 | 318 | 3.4 -
10 03 MOT ° - 10.0 | 318 | 4.4 -
12 T3 MOT . - 12.0 | 476 | 4.4 -
RDHX
16 05 MOT o - 16.00 | 5.00 | 5.45 -
08 03 MOS o - 7.00 |2.38 275 -
ponN 10 T3 MOS . - |10.00| 318|390 -
12 04 MOS . - |12.00|3.97390]| - @} ¢
RDMT 16 04 MOS . - [16.00| 476 | - -
20 06 MOS o - 120.00| 6.35 - -
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CUTTINGTOOLS

MILLING INSERTS

HIGHFEED
3PKT

Steel

Stainless Steel R (M)

@ Continous Cutting

Cast Iron

Non-fer Metall

Machining Types

& Interrupted Cutting

Heatress Alloy, Titan All

Hardened Steel

H I

¥ General Cutting

Coated Uncoated Dimension
Insert Part Number é Geometry Toolholders
i
=)
=
) 10 04 08 - MM . 6.90|1.30 |4.00|0.40| 700
3PKT 15 05 08 - MM . 10.70| 1.60 | 5.00|0.80 | 11.0 | [
Steel $ETESTHTTESE 3
@ Continous Cutting
Stainless Steel R (M) ¥ TOTO $
Cast Iron
Machining Types & Interrupted Cutting
Non-fer Metall E
Heatress Alloy, Titan All $ o ¢
& General Cutting
Hardened Steel

Part Number

03 0310
HIGH FEED

Uncoated

Dimension

Geometry Toolholders

g?GOS;EED . 6.0 | 330429 1.9 | 1.20
LNKX
,?_ N
> 06 03R o 9.00|639|373| - -
KLMP
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CUTTINGTOOLS

Steel

Stainless Steel R (M)

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel

H I

MILLING INSERTS

sOon

Machining Types

@ Continous Cutting

& Interrupted Cutting

¥ General Cutting

Coated Uncoated Dimension
Insert Part Number é Geometry Toolholders
i
o
=
12 04 AEFN-AL ° 12.70|12.70| 4.76 | 5.50 | 0.80 _ :
ol [
\LJ 15°
12 04 AESN . 12.70|12.70| 4.76 | 5.50 | 1.80 | S|
SDHT
12 04 AETN 12.70(12.70| 4.76 | 4.60 @j ¢
. . . . . - [
I
SDKT
12 04 AFFN-AL ° 12.70(12.70| 4.76 | 5.50 - 7
oJ3:¥
S R 20"
12 04 AFSN 12.70(12.70| 476 | 550 | - D N
SEHT
an | B
© d =3 _da
12 03 AFTN . 12.70|12.70| 3.25 | 2.00| -
S R o
| s
SEKN
12 03 AFTN o 12.70|12.70| 3.18 - - ¥?
d
£$7 20
15 04 AFSN-M11 i ['s]
SEKR
12 04 AFTN . 12.70|12.70| 4.85 | 5.40 -
12 T3 AEFN-AL . 13.40|13.40| 3.97 | 4.40 - d ':Exim
20°
s |}
SEKT 12 T3 AGSN o 13.40(13.40| 3.97 | - [1.20

www.kctools.com.tr
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CUTTINGTOOLS

MILLING INSERTS

SNLIL]
SPLIL]

Steel

Stainless Steel R (M)

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

Hardened Steel

H I

Machining Types

@ Continous Cutting

& Interrupted Cutting

¥ General Cutting

Coated Uncoated Dimension
Insert Part Number é Geometry Toolholders
i
=)
=
12 06 ANH-AT1 . 12.70(12.70| 6.35 | 4.50
12 06 ANN-F11 12.70(12.70| 6.35 | 4.50
SNEX 12 06 ANN-M11 12.70(12.70| 6.35 | 4.50
12 06 ANN-M14 o} 12.70(12.70| 6.35 | 4.50
SNKX
12 06 ANN-MT11 o 12.70(12.70| 6.35 | 4.50
12 06 ANN-M20 [oXe} 12.70(12.70| 6.35 | 4.50
SNMX
Steel BETLTETTEE E 3

Stainless Steel R (M)

Cast Iron

Non-fer Metall

Heatress Alloy, Titan All

H I

Hardened Steel

Part Number

Uncoated

Machining Types

Dimension

@ Continous Cutting

& Interrupted Cutting

¥ General Cutting

Geometry Toolholders

12 O3 EDR-5 . 12.70|12.70| 3.18 - =0
d
S ! 1
| s
12 03 EDTR o 12.70|12.70| 3.18 - —
SPKN
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MILLING INSERTS TP

vcoo

CUTTINGTOOLS
Steel ¥ BETESTHTTES E 3
@ Continous Cutting
Stainless Steel R (M) $TT ¥ TOoTO T
Cast Iron E 4

Machining Types & Interrupted Cutting
Non-fer Metall

Heatress Alloy, Titan All

¥ General Cutting

H I

Hardened Steel

Coated Uncoated Dimension
Insert Part Number é Geometry Toolholders
i
=)
=
16 03 PDR-5 olo e |16.00| 953 | 318 | - -
16 03 PDR oo e (16.00| 9.53 | 3.18 - -
60"
16 03 PDTR olo o 16.00| 9.53 | 318 | - -
I
22 04 PDR-5 oo o 22.00/12.70| 476 | - - AT g 1"
TPKN d .A_?l%
22 04 PDR o e o [¢] 0 |22.00/12.70| 4.76 - -
22 04 PDTR oo 22.00/12.70| 4.76 - -

Y
0 22 05 30-ALF o 20.10[12.60| 5.56 | 5.45 | 3.00 % o
-

vceT R :
Steel % 223T8TRTTRS z © Continous Cutti
ontinous Cutting
Stainless Steel $TT ¥ TOoTO T
Cast Iron E 3
Machining Types & Interrupted Cutting
Non-fer Metall T T
Heatress Alloy, Titan All s o T %6 c
eneral Cutting
Hardened Steel

Uncoated Dimension

Geometry Toolholders

Part Number

MK 2015
MM 5130
MM 5140
MM6040
MP 2130
MP 5245
MP 5330
MP 5430
MP 6025
MP 6045
MU 5130+
MU5230+
MU 5430

o
[
/ 08 06 08 -GM . o - 12.7 | 6.40| 6.40| - £ m

WNMU G s
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CUTTINGTOOLS

Material

Coated
Carbide

Cermet

Uncoated
Carbide

MILLING DESCRIPTION OF CARBIDE GRADES

P M K
high medium low |nterm|.ttent high medium low high medium low
cutting
PO1 P10 P20 P30 P40 P50 M10 M20 M30 M40 K01 K10 K20 K30 K40
MP 2130 MP 2130
MP 1225
MP 2135
MP 2135
MP 5330
MP 5330 MP 6125
MK 2015
MM 6040
MM 6040
MK 1110
MK 1210
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MILLING CODE EXPLANATION OF CARBIDE GRADES AND CHIPBREAKERS

€C

CUTTINGTOOLS

suocraos - 58 0 H B
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CUTTINGTOOLS

CUTTING DATA RECOMMENDATIONS FOR MILLING

Hardness

Cutting Speeds v_[m/min]

46

Material B ?:'('1‘(1)18 MK2015 | MM5130 | MM 5140
MK1210 (K15C) (M30C) (M40C)
Annealed < 0,15% C 125 1 80 - 250
Mild Steel Annealed 0,15% - 0,45% C 150 - 250 2
Heat Treated > 0,45% C 300 3
Annealed 180 6
Heat Treated 275 7
Lower Alloyed Steel
Heat Treated 300 8
Heat Treated 350 9
Annealed 200 10
Highly Alloyed Steel
Heat Treated 350 i
Corrosion-Resistant Annealed 200 12
Steel Heat Treated 350 13
Ferritic, Martensitic, Annealed 200 14 130 - 240
R Austenitic 180 14 130 - 190
Stainless Steel
(M) Duplex 230 - 260 14 60 -210
Austenitic, Ferritic 330 14 80 - 150
Pearlitic, Ferritic 180 15 80 - 180
Grey Cast Iron
Pearlitic, Martensitic 260 16 70 - 160
Ferritic 160 17 90 -150
Nodular Cast Iron
Pearlitic 250 18 80 - 140
Ferritic 130 19 100 - 160
Malleable Cast Iron
Pearlitic 230 20 90 - 150
Aluminium - Forging Not Hardenable 60 21 |150-1000
Alloy Hardenable 100 22 | 100-800
Not Hardenable < 12% Si 80 23 | 100-800
2:;;”;'”'um -Casting | 1o rdenable < 12% Si 90 24 | 100 - 650
Not Hardenable < 12% Si 130 25 | 80-300
Free Cutting Alloys (1% Pb) - 26 | 150-800
(Bronze, Messing) / Brass, Red Bronze - 27 | 150-600 | 250 - 800
Copper And Copper
A||oys (Bronze, Brass) Bronze 90 28 100 - 500
Unleaded Copper 100 29 | 150 -800
Thermoset 100 29 60 - 150
Non Metallic Materials | Fiber Reinforced Plastic - 29 60 - 120
Ebonite - 30 | 60-150
Annealed 200 31 30-80
Hardened 280 32 30-70
Heat Resistant Alloys | Annealed 250 33 25-70
Hardened 30-58 HRC 24 30 - 60
Cast 1500 - 2000 Nmm? | 35 25-60
Pure Titanium Rm 400 36 50-130
Titanium Alloys
Alpha- + Beta - Alloys Rm 1050 37 30-90
55 HRC 38
Hardened Steel Hardened And Tempered
H 60 HRC 39
Chilled Cast Iron Cast 400 40
Hardened Cast Iron Hardened And Tempered 55 HRC 40
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CUTTING DATA RECOMMENDATIONS FOR MILLING

CUTTINGTOOLS

Cutting Speeds v_[m/min]

s | wpms | W20 | MEIES | WSS | paocy | WESOEO)| MPANS | WE@SS | wusiso
MP 5430 MU 5430
170 -180 80 -160 150 - 300 150 - 250 170 - 230 150 - 200 180 - 400 160 - 280 170 - 330
17 0 - 250 70 - 140 140 - 280 140 - 230 150 - 180 150 - 200 170 - 350 150 - 250 170 - 280
160 - 200 70 - 110 140 - 250 140 - 200 110 - 150 100 - 150 140 - 200 100 - 150 160 - 250
120 - 200 80 -120 140 - 250 120 -190 160 - 190 140 -190 120 - 300 110 - 150 120 - 220
110 - 180 70 -100 120 - 220 120 - 200 80 - 140 80 -150 120 - 210 100 - 180 110 - 200
100 - 160 70 - 90 120 -190 100 - 160 70 -130 80 -120 110 - 200 90 -180 100 -180
100 - 140 60 - 80 110 - 170 90 -150 60 -120 60 -100 100 -180 70 -150 100 - 160
90 -130 80 -130 100 - 160 90 -130 110 - 200 100 - 170 70 -200 70 -200 90 - 140
70 -100 80 -120 100 - 150 80 -120 40 - 80 60 - 80 70 -130 70 - 90 70 - 110
80 - 110 70 -150 90 -170 90 -150 130 - 170 100 - 150 80 -200 80 -170 80 -120
70 -100 70 -130 90 -150 80 -130 100 - 160 80 - 140 80 -180 70 - 160 70 - 110
140 - 220 80 - 120 150 - 220 120 - 180 130 - 200 130 - 200 170 - 250 120 - 200 140 - 240
180 - 240 80 - 140 170 - 220 120 -170 90 -190 80 -180 170 - 270 80 -190 180 - 200
10 - 200 80 -140 70 -150 120 - 210 60 -120 110 - 160
70 -100 90 -160 40 - 60 100 - 180 40 - 80 70 -150
100 - 160 170 - 280
100 - 160 170 - 250
100 - 180 150 - 230
100 - 160 150 - 190
140 - 220 120 - 230
100 - 170 120 -190
20 - 40 20 - 45 20-40 40 - 60 20 -45
15-36 20 -40 15-40 20 -40 20 - 40
10 - 30 8-22 8-20 8-22 8-22
5-20 4-16 4-15 4-16 4-16
5-20 4-16 4-15 4-16 4-16
80 - 140 80 - 140 80 - 140 80 - 140 80 -140
20 - 40 15-35 15-35 15-35 15-35
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GROOVING INSERTS 216/218
222/226-D

CUTTINGTOOLS

Toolholders
Part Number T
GK 1110 GK 1210 GP 2120 GP 5125 ype
216. 0150.10 o
1.5 0.15 16 1.2 3.5 .015
216. 0150. 30 o
216. 0200. 10 o
0.2
216. 0200. 30 .
2.0 16 1.6 3.5 .02
216. 0200. 51 .
1.0
216. 0200. 55 .
218. 0250. 10 o
2.5 0.2 18.5 2.0 3.8 .025
218. 0250. 50 o
222.0300.10 o
222.0300. 50 . 0.4
222.0300. 51 . 3.0 2.35 .03
222.0300. 52
1.5
222.0300. 55 . 21 4.8
222.0400.10 o
222.0400. 50 . 0.4
4.0 3.3 .04
222.0400. 51 .
222.0400. 55 . 2.0
226.0500.10 o
0.8
226.0500. 50 .
5.0 26 4.1 5.8 .05
226.0500. 55 .
2.5
226.0500. 60 o
226.0600.10 o
0.8
226.0600. 50 .
6.0 26 5.0 5.8 .06
226.0600. 55 .
2.5
226.0600. 60 o
232.0800.10 o
232.0800. 50 o 0.8
8.0 31 6.0 6.5 .08
232.0800. 51 o
232.0800. 60 o 4.0
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GROOVING INSERTS KDGN /GRP
KDJ/312-D

CUTTINGTOOLS

Part Number Toolholders
GK 1110 GK 1210 GP 2120 GP 5125 Type

KDGN. 2202. J . 2.20 0.20 19.8 1.90 -

KDGR. 2202. J - 6D . 2.20 0.20 20.6 1.84 6.00
KDGR. 2202. J - 15D . 2.20 0.20 20.3 1.84 15.0
KDGN. 3102.C . 3.10 0.20 20.0 2.40 -

GRP. 300. KF . 3.00 0.30 19.0 2.10 3.38
GRP. 400. KF . 4.00 0.40 18.93 2.85 5.58
GRP. 500. KM . 5.00 0.40 19.0 3.40 5.75
KDJ. 200 [} 2.00 0.20 20.0 170 3.90
KDJ. 300 o 3.00 0.20 20.0 2.40 4.05
KDJ. 400 o 4.00 0.30 20.0 3.00 4.05

For Circlips DIN 471/472

Part Number GROOVE DIN-No neslisliais
GK 1120 GK 5320 GP 5125 Type
312. 0050. 00 - D o o . 0.5 0.57
312. 0060. 00 - D o o . 0.6 0.67
312. 0070. 00 - D o o . 0.7 0.77
312.0080. 00 - D o o . 0.8 0.87
312. 0090. 00 - D o o . 0.9 0.97
.01
312. 0100. 00 - D o o . 1.0 1.07
312. 0110. 00 - D o o . 11 1.24
312. 0130.00 - D o o . 13 1.44
312. 0160. 00 - D . 1.6 174
312. 0185. 00 - D . 1.85 1.99
312.0215.00 - D . 2.15 2.29
.02
312. 0265. 00 - D . 2.65 2.79
312. 0315.00 - D o o . 3.15 3.29 .03
312. 0415. 00 - D ) o 415 429
04
312. 0515. 00 - D o 515 5.29
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GROOVING INSERTS

312-D

CUTTINGTOOLS

Part Number GROOVE Toolholders
GK 1120 GK 5320 GP 5125 DIN-No Type
312.1101.25-D 1.1 124 0.19 0.20
312.1102.25-D 1 124 0.24 0.25
312.1103.25-D 1 124 0.29 0.30
2.5 .02
312.1104. 25 - D 1 124 0.33 0.35
312.1105.25-D 11 124 0.36 0.40
312.1306.25-D 13 144 0.45 0.55
312.1607.33-D 16 174 0.60 070
312.1608.33-D 16 174 075 0.85
312.1609.33-D 1.6 174 0.85 1.00 33 .03
312.1810.33-D 1.85 1.99 0.85 1.00
312.1812.33-D 1.85 1.99 110 1.25
312.2115. 43 - D 2.5 2.29 1.35 1.50
312.2616.43-D 2.65 2.79 1.35 1.50 43
312.2617.43-D 2.65 2.79 1.60 175
312.3118.53-D 3.15 3.29 1.60 175 04
312. 4120. 53 - D 415 4.29 1.85 2.00 5.3
312. 4125.53-D 415 4.29 2.35 2.50
312.5130. 63 -D 515 5.29 2.85 3.00 6.3
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GROOVING INSERTS

312-D

CUTTINGTOOLS
Fu I I Ra d i us for Corner Reliefs
Part Number Toolholders

GK 1120 GK 5320 GP 5125 Type
For Grooves DIN 7993
312.1305.00 -D 0.5 1.0 0.7 1.3
312.1306.00-D 0.6 1.2 0.8 1.3
312.0009.18 -D 0.9 1.8 4 1.2 o
312.0011.22-D 1.1 2.2 6 1.6
312. 0014.28 -D 1.4 2.8 6 2.2 .02
312.0018.36 - D 1.8 3.6 6 3.0 .03
For Corner Reliefs
312. 0010.20 - D o 1.0 2.0 0.7 1.4 .01
312.0015.30-D o 1.5 3.0 1.0 2.4 .02
312.0020.40-D 2.0 4.0 1.2 3.4 .03
312.0025.50-D o 2.5 5.0 1.5 4.4
312. 0030. 60 -D 3.0 6.0 1.8 5.4 o
For CNC Shape Grooving
312. 0100.05-D o 0.50 1.0 0.84
312. 0150. 07 -D 0.75 1.5 1.2
312.0200.10 - D ° 1.00 2.0 14 .
312.0250.12-D 1.25 2.5 1.9
312. 0300.15-D 1.50 3.0 2.4 .02
312. 0400.20-D 2.00 4.0 3.4 .03
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GROOVING INSERTS

312-D

CUTTINGTOOLS

= —
e -

ol
DZ50mm W= 5mmman
ma. 10 DSS0mm W4 mmmax

For Parting-Off R/L 312-D

D —

Part Number Toolholders
Type
R/L 312. 0516. 00 - D o 1.6 .01
50
R/L 312. 0521.00 -D 2.1 .02

For Finishing

Part Number Toolholders

GK 1120 GK 5320 GP 5125 Type

312.0100. 02 - D o . 1.0 0.2

312. 0150.02-D o 15 0.2

312.0200.02-D o o 2.0 0.2

312. 0200. 04 - D 2.0 0.4 o

312. 0250.02-D 25 0.2

312. 0250. 04 - D 25 0.4

312. 0300. 02 - D 3.0 0.2

312. 0300. 06 - D 3.0 0.6 .02

312. 0300. 08 - D 3.0 0.8

312. 0400. 02 - D 4.0 0.2

312. 0400.08-D 4.0 0.8 .03

312. 0400.12 - D 4.0 12
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GROOVING INSERTS

312-D

CUTTINGTOOLS

For Face Grooving R/L 312-D

Outer-@ | Toolholders

Part Number Da @z mm Type

R/L 312.2015.02-D 1.5 2.7 2.0 20
.02

R/L 312.3020.02-D 2.0 2.7 3.0 30
R/L 312.3030.02-D 3.0 37 3.0 30 .03

L
For Corner Reliefs Similar to DIN 509 Type F

Toolholders
Part Number
GK 1120 GK 5320 GP 5125 Type
312.0602.24-D 0.6 0.2 17 2.4 .02
312.0603.33-D 0.6 03 2.3 33
.03
312.1002.30-D 1.0 0.2 2.1 3.0
312.1004. 50 - D 1.0 0.4 3.6 5.0
.04
312.1603. 50 - D 1.6 03 3.6 5.0
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GROOVING INSERTS LGT.
NGT.

CUTTINGTOOLS

&,

LGTN NGTN

Inserts for Parting-off

P be - 0.0 0.10 0.10 ’

LGTL-2 8°
LGTN -2 o 2.2 8.8 0.15 0° LGIH..-2
LGTR-2 o g
LGTL-3 . g
LGTN -3 . 3.1 10.8 0.18 0° LGIH..-3
LGTR- 3 . g
LGTL - 4 . g
LGTN - 4 . 4.1 10.8 0.23 0° LGIH..-4
LGTR- 4 . g
LGTN -5 . 51 1.0 0.23 0° LGIH..-5
LGTN -6 o . 6.4 11.0 0.35 0° LGIH..-6
NGTL - 2 . g0
NGTN - 2 . 2.2 8.8 0.20 Q° NGIH..-2
NGTR -2 . g

- ot —

TGRLOO

Part Number

TU5130 TU5330
6GR -100 o . 1.00
6GR - 150 [¢) . 1.50 476 6.44 2.34 2.30 5.56 0.2
6GR - 200 o . 2.00
7GR -100 o . 1.00
7GR - 150 o . 1.50 7.36 3.08 5.56
7GR - 200 o . 2.00
8GR - 150 o . 1.50
5.56 2.58 0.2
8GR - 200 o . 2.00
8GR - 250 o . 2.50 10.16 3.87 6.15
8GR - 300 o . 3.00
8GR - 350 [ . 3.50
9GR -100 [ . 1.00
9GR -150 o . 1.50
9GR - 200 o . 2.00
6.35 12.95 4.66 2.86 774 0.2
9GR - 250 o . 2.50
9GR - 300 o . 3.00
9GR - 350 o . 3.50
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CHOICE OF SYSTEM GROOVING TOOLS

CUTTINGTOOLS

Internal Grooving

Depth of Groove, max.

mm

220 3.0/47 217 -D

220 35/4/5/6/65/8/10 216-D/218-D/222-D/226-D/232-D
246 1.5/15 229-D

246 2/3/4/5 312-D

External Grooving

Width of Groove Depth of Groove, max.
0.5-5.3 4 217-D
0.5-6.3 8 312-D
2-6 12/20/25 229-D
1.5-8 12/14.5/18 /23 /25 216-D/218-D/222-D/226-D/232-D

Face Grooving

Outer - @ of Groove Width of Groove Depth of Groove
mm
220 1.5 2 312-D
230 2.0/3.0 3 312-D
34-150 3.0 17
222-D
50 -150 4.0 22
70 - 200 5.0 25 226 -D
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CUTTINGTOOLS

Cutting Speeds v_[m/min]

CUTTING DATA RECOMMENDATIONS FOR GROOVING / PARTING OFF

Material GP 2135
GK 1110 GK 1120 GK 5320 GP 2120 GP5125 GM 5130
GP 2235
Annealed < 0,15% C - - 120-200 | 120-200 | 80-160 | 120-200 | 100-180
Mild Steel Annealed 0,15% - 0,45% C - - 100-200 | 100-200 | 80-160 | 100-200 | 100 -180
Heat Treated > 0,45% C - - 90 -200 90 -180 70-150 90 -180 80 - 160
Low - - 100-200 | 100-200 | 100-180 | 100-200 | 100 -200
Alloyed Steel Medium - - 90 - 160 90 - 160 80 - 140 90 - 160 80 - 150
High - - 70 -100 70 -100 70-100 70-100 70-100
R Austenitic - - 50 - 160 50 - 160 30- 140 50 -160 30-150
Stainless Steel
(M) Martensitic - - 50 - 200 50 - 200 30-160 50 - 200 30-180
Grey Cast Iron 60 -100 60-90 70 -160 - - 70 -160 -
Not Hardenable 800-100 | 700-850 | 200 -1200 - - 200 - 1200 -
Aluminium Hardenable 250 -450 | 250-400 | 250-800 - - 250 - 800 -
>12% Si 200-300 | 200-250 | 400 -1000 - - 400 - 1000 -
Bronze, Brass, 90-200 | 90-180 | 90-200 . . 90 - 200 .
Red Brass
Heat Resistant - 20- 60 30-80 - - 30-80 25-60
Alloys, Ni-base
H Hardened Steel 10 - 20 - - - - - -

Type of Insert

Feeds (acc. to width of insert) [mm/rev]

56

217-D 0.02-0.10

216 /218 / 222 / 226 / 232-D 0.06-0.24

229-D 0.06-0.20

312-D 0.02-0.15
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DESCRIPTION OF CARBIDE GRADES GROOVING / PARTING

CUTTINGTOOLS
ISO P M K
Cutting Speeds
high medium low intermi.ttent high medium low high medium low
. cutting
Material
PO1 P10 P20 P30 P40 P50 M10 M20 M30 M40 KO1 K10 K20 K30 K40
GP 5125 GP 5125
GP 2120 -
Coated
Carbide
GP 2235
GP 2120
GP 2135
GK 1110
Uncoated
Carbide
GK 1120
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THREADING INSERTS ER

CUTTINGTOOLS

TU 5330T U 5330

Grooving External/Internal

Part Number Part Number
RH Inserts TU 5330 LH Inserts TU 5330
60° External 60° External
16 ER-1.00 - T 1.30 . 16 EL-1.00 - T 1.30 o 1.00 1.30
16 ER-1.10 - T 1.30 . 16 EL-1.10 - T 1.30 o 1.10 1.30
16 ER-1.20 - T 1.60 . 16 EL-1.20 - T 1.60 o 1.20 1.60
16 ER-1.40 - T 1.60 ° 16 EL-1.40 - T 1.60 o 1.40 1.60
16 ER-1.50 - T 1.60 . 16 EL-1.50 - T 1.60 o 1.50 1.60
16 ER -1.60 - T 1.60 . 16 EL-1.60 - T 1.60 o 1.60 1.60
16 ER-1.70 - T 1.85 . 16 EL-1.70 - T 1.85 o 9'525 16 1.70 1.85
(3/8")
16 ER-1.80 - T 1.85 . 16 EL-1.80 - T 1.85 o 1.80 1.85
16 ER-1.85 - T 1.85 . 16 EL-1.85-T1.85 o 1.85 1.85
16 ER-2.00-T 1.85 . 16 EL-2.00 - T 1.85 o 2.00 1.85
16 ER-2.15-T 2.00 . 16 EL-2.15-T 2.00 o 215 2.00
16 ER-2.30-T 2.00 ° 16 EL-2.30-T 2.00 o 2.30 2.00
16 ER-2.50-T 2.00 . 16 EL-2.50 - T 2.00 o 2.50 2.00
16 ER-2.65-T 2.20 ° 16 EL-2.65-T 2.20 o 2.65 2.20
60° External 60° External
16 IR-1.00 -T1.30 ° 16 1L -1.00 - T 1.30 o 1.00 1.30
16 IR-110-T 1.30 . 16 1L -1.10 - T 1.30 o 1.10 1.30
16 IR-1.20 - T1.60 . 16 IL -1.20 - T 1.60 o 1.20 1.60
16 IR-1.40 - T 1.60 . 16 IL -1.40 - T 1.60 o 1.40 1.60
16 IR-1.50 - T 1.60 ° 16 IL -1.50 - T 1.60 o 1.50 1.60
16 IR-1.60 - T 1.60 . 16 IL -1.60 - T 1.60 o 1.60 1.60
16 IR-1.70 - T 1.85 . 161L-1.70 - T1.85 o 9.525 16 170 1.85
(3/8")
16 IR-1.80-T1.85 . 16 1L -1.80 - T 1.85 o 1.80 1.85
16 IR-1.85-T1.85 ° 16 1L -1.85-T1.85 o 1.85 1.85
16 IR-2.00-T1.85 ° 16 1L -2.00 - T 1.85 o 2.00 1.85
161R-2.15-T 2.00 . 161L-215-T 2.00 o 215 2.00
16IR-2.30-T 2.00 . 161L-2.30-T 2.00 o 2.30 2.00
16 IR-2.50-T 2.00 . 16 1L -2.50 - T 2.00 o 2.50 2.00
16 IR-2.65-T 2.20 ° 16 1L -2.65-T 2.20 o 2.65 2.20
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THREADING INSERTS

CUTTINGTOOLS

TP 5130T U 5330

External/Internal Thread

Partial
Profile

Part Number Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
60° External 60° External
T ER-T-A60 MEL-T-A60 0.5-15 1 0.8 0.9
16 ER-T- A60 16 EL-T - A60 0.5-15 16 0.8 0.9
16 ER-T-G60 16 EL-T-G60 1.75-3.0 16 1.2 17
16 ER-T- AG60 16 EL- T - AG60 0.5-3.0 16 1.2 1.7
22 ER-T-N60 22 EL-T-N60 3.5-5.0 22 17 2.5
27ER-T-Q60 27EL-T-Q60 5.5-6.0 27 2.1 31
60° Internal 60° Internal
06 IR-T-A60 06IR-T-A60 0.5-1.25 6 0.6 0.6
08IR-T-A60 08 IR-T-A60 0.5-15 8 0.6 0.7
MIR-T-A60 MIR-T-A60 0.5-15 1 0.8 0.9
16 IR-T-A60 16 IR-T - A60 0.5-15 16 0.8 0.9
16 IR-T-G60 16 IR-T-G60 1.75 - 3.0 16 1.2 1.7
16 IR-T - AG60 16 IR-T - AG60 0.5-3.0 16 1.2 1.7
22IR-T-N60 22IR-T-N60 3.5-5.0 22 1.7 2.5
271R-T-Q60 27IR-T-Q60 5.5-6.0 27 1.8 2.7
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THREADING INSERTS Partial
Profile

CUTTINGTOOLS

TP 5130T U 5330

External/Internal Thread

Part Number Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
55° External 55° External
T ER-T-AS55 TMEL-T-AS55 48 -16 1 0.8 0.9
16 ER-T - A55 16 EL-T - A55 48 -16 16 0.8 0.9
16 ER-T- G55 16 EL-T - G55 14 -8 16 1.2 1.7
16 ER-T- AG55 16 EL- T - AG55 48 -168 16 1.2 1.7
22 ER-T-N55 22 EL-T-N55 7-5 22 17 2.5
27ER-T-Q55 27EL-T-Q55 4.5-4 27 2.0 2.9
55° Internal 55° Internal
06IR-T-AS55 06IL-T-A55 48 -20 6 0.6 0.6
08 IR-T-AS55 08 IL-T-A55 48 -16 8 0.6 0.7
1IR-T-AS55 MIL-T-AS55 48 -16 1 0.8 0.9
16 IR-T - A55 16 IL-T- A55 48 -16 16 0.8 0.9
16 IR-T-G55 16 IL-T- G55 14 -8 16 1.2 1.7
16 IR-T - AG55 16 IL- T - AG55 48 -8 16 1.2 1.7
22IR-T-N55 22 1L -T-N55 7-5 22 1.7 2.5
27IR-T-Q55 27IL-T-Q55 4.5-4 27 2.0 2.9
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CUTTINGTOOLS

External Thread 1SO 60°

TP 5130T

THREADING INSERTS

U 5330

Part Number

RH Inserts

TP 5130

TU 5330

Part Number

LH Inserts

TP 5130

TU 5330

T ER-V-1SO 0.35 TEL-V-1SO0.35 0.35 0.8 0.4
T ER-V-ISO 0.4 TEL-V-I1SO 0.4 0.4 0.7 0.4
TER-V-1SO 0.45 TEL-V-1SO 0.45 0.45 0.7 0.4
T ER-V-ISO 0.5 (¢} TEL-V-1SOO0.5 0.5 0.6 0.6
MER-V-I1SO 0.6 o TEL-V-1SO 0.6 0.6 0.6 0.6
TMER-V-ISO 0.7 o TMEL-V-1SO0.7 0.7 0.6 0.6
MER-V-ISO0.75 o TEL-V-1SO0.75 0.75 " 0.6 0.6
TER-V-1SO 0.8 o TMEL-V-1SO0.8 0.8 0.6 0.6
MER-V-ISO1.0 . TMEL-V-1SO1.0 1.0 0.7 0.7
TMER-V-1SO1.25 o TMEL-V-1SO1.25 1.25 0.8 0.9
MER-V-ISO15 . TMEL-V-1SO15 1.5 0.8 1.0
MER-V-ISO175 o TEL-V-1SO175 175 0.8 1.1
16 ER-V-1SO 0.35 16 EL-V -1SO 0.35 0.35 0.8 0.4
16 ER-V-1SO 0.4 16 EL-V -1SO 0.4 0.4 0.7 0.4
16 ER-V -1SO 0.45 16 EL -V -1SO 0.45 0.45 0.7 0.4
16 ER-V-1SO 0.5 . 16 EL-V-1SO 0.5 0.5 0.6 0.6
16 ER-V -1S0O 0.6 o 16 EL-V-1SO 0.6 0.6 0.6 0.6
16 ER-V-1SO 0.7 . 16 EL-V-1SO 0.7 0.7 0.6 0.6
16 ER-V -1SO 0.75 . 16 EL-V -1SO 0.75 0.75 0.6 0.6
16 ER-V-1SO 0.8 . 16 EL-V-1SO 0.8 0.8 0.6 0.6
16 ER-V-1SO 1.0 . 16 EL-V-1SO1.0 1.0 " 0.7 0.7
16 ER-V -1SO1.25 . 16 EL-V -1S01.25 1.25 0.8 0.9
16 ER-V-1SO 15 . 16 EL-V-1SO 1.5 1.5 0.8 1.0
16 ER-V -1SO 175 . 16 EL-V -1SO1.75 175 0.9 1.2
16 ER-V-1S0O 2.0 . 16 EL-V-1SO 2.0 2.0 1.0 13
16 ER-V-1SO 2.5 . 16 EL-V-1SO 2.5 2.5 11 1.5
16 ER-V-1SO 3.0 . 16 EL-V -1S0O 3.0 3.0 1.2 1.6
16 ER-V-1SO 3.5 . 16 EL-V-1SO 3.5 3.5 1.2 17
22ER-V-ISO 3.5 . 22EL-V-1SO35 35 1.6 23
22ER-V-ISO 4.0 . 22EL-V-1SO 4.0 4.0 1.6 23
22ER-V-1SO 4.5 . 22EL-V-1SO 4.5 4.5 17 2.4
22ER-V-ISO5.0 . 22EL-V-1SO5.0 5.0 2 1.7 2.5
22ER-V-1SO5.5 . 22EL-V-1SO5.5 55 17 2.6
22ER-V-1S0O 6.0 . 22 EL-V-1SO 6.0 6.0 1.9 2.7
27ER-V-1SO5.5 . 27EL-V-I1SO5.5 55 1.9 2.7
27 ER-V-1S0O 6.0 . 27EL-V-1SO 6.0 6.0 7 2.0 2.9
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CUTTINGTOOLS

External Thread BSW 60°

THREADING INSERTS

U 5330

Part Number

RH Inserts

Part Number

LH Inserts

1 ER-V -BSW 40 T EL -V -BSW 40 40 0.6 0.6
T ER-V -BSW 36 TEL-V-BSW 36 36 0.6 0.6
TER-V-BSW 32 TEL-V-BSW 32 32 0.6 0.6
T ER-V -BSW 28 T EL-V-BSW 28 28 0.6 0.7
TMER-V-BSW 26 TEL-V-BSW 26 26 0.7 0.8
T ER-V -BSW 24 T EL-V-BSW 24 24 0.7 0.8
TER-V-BSW 22 TEL-V-BSW 22 22 " 0.8 0.9
T ER-V-BSW 20 T EL-V-BSW 20 20 0.8 0.9
MER-V-BSW19 TEL-V-BSW19 19 0.8 1.0
TER-V-BSW18 TEL-V-BSW18 18 0.8 1.0
MER-V-BSW16 TEL-V-BSW16 16 0.9 1.1
MER-V-BSW 14 TEL-V-BSW14 14 1.0 1.2
16 ER-V - BSW 40 16 EL -V - BSW 40 40 0.6 0.6
16 ER-V -BSW 36 16 EL-V - BSW 36 36 0.6 0.6
16 ER -V - BSW 32 16 EL -V - BSW 32 32 0.6 0.6
16 ER-V -BSW 28 16 EL-V - BSW 28 28 0.6 0.7
16 ER -V - BSW 26 16 EL -V - BSW 26 26 0.7 0.8
16 ER-V - BSW 24 16 EL-V - BSW 24 24 0.7 0.8
16 ER -V - BSW 22 16 EL -V - BSW 22 22 0.8 0.9
16 ER-V - BSW 20 16 EL-V - BSW 20 20 0.8 0.9
16 ER-V - BSW 19 16 EL -V -BSW 19 19 16 0.8 1.0
16 ER-V -BSW 18 16 EL-V-BSW 18 18 0.8 1.0
16 ER-V - BSW 16 16 EL-V -BSW 16 16 0.9 11
16 ER -V - BSW 14 16 EL -V - BSW 14 14 1.0 1.2
16 ER-V - BSW 12 16 EL -V - BSW 12 12 11 1.4
16 ER-V-BSW 16 EL-V -BSW 1 1 1.1 1.5
16 ER-V -BSW 10 16 EL-V - BSW 10 10 11 1.5
16 ER-V -BSW 9 16 EL-V -BSW 9 9 1.2 17
16 ER-V -BSW 8 16 EL-V -BSW 8 8 1.2 1.5
22ER-V-BSW7 22EL-V-BSW7 7 1.6 23
22ER-V-BSW 6 22EL-V-BSW 6 6 22 1.6 23
22ER-V-BSWS5 22EL-V-BSWS5 5 17 2.4
27 ER-V -BSW 4.5 27EL-V-BSW 4.5 4.5 1.8 2.6
27 ER-V-BSW 4 27EL-V-BSW 4 4 7 2.0 2.9
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CUTTINGTOOLS

External Thread UN 60°

TP 5130T

THREADING INSERTS

U 5330

Part Number

RH Inserts

TP 5130

TU 5330

Part Number

LH Inserts

TP 5130

TU 5330

1M ER-V-UN40 T EL-V-UN4O 40 0.6 0.6
TMER-V-UN36 TEL-V-UN36 36 0.6 0.6
1TER-V-UN 32 [¢] T EL-V-UN32 32 0.6 0.6
1T ER-V-UN 28 o TEL-V-UN28 28 0.6 0.7
T ER-V-UN 27 o TEL-V-UN?27 27 0.7 0.8
1T ER-V-UN 24 . T EL-V-UN24 24 " 0.7 0.8
TER-V-UN20 o TEL-V-UN20 20 0.8 0.9
1MER-V-UN18 o TMEL-V-UN18 18 0.8 1.0
TMER-V-UN16 o MEL-V-UN16 16 0.9 11
TER-V-UN14 [¢] TMEL-V-UN14 14 0.9 11
16 ER-V -UN 40 o 16 EL -V - UN 40 40 0.6 0.6
16 ER-V -UN 36 o 16 EL -V - UN 36 36 0.6 0.6
16 ER-V - UN 32 ° [} 16 EL -V - UN 32 32 0.6 0.6
16 ER-V -UN 28 . 16 EL -V - UN 28 28 0.6 0.7
16 ER-V - UN 27 o 16 EL-V - UN 27 26 0.7 0.8
16 ER-V - UN 24 ° 16 EL -V - UN 24 24 0.7 0.8
16 ER-V -UN 20 . 16 EL-V -UN 20 20 0.8 0.9
16 ER-V-UN18 ° 16 EL-V -UN18 18 0.8 1.0
16 ER-V -UN16 . 16 EL-V-UN16 16 s 0.9 1.1
16 ER-V - UN 14 ° 16 EL-V -UN14 14 1.0 1.2
16 ER-V-UN13 . 16 EL-V -UN13 13 1.0 13
16 ER-V - UN 12 ° 16 EL-V -UN12 12 1.1 1.4
16 ER-V-UNT . 16 EL-V-UNT 1 1.1 1.5
16 ER-V -UN10 ° 16 EL-V -UN10 10 1.1 1.5
16 ER-V-UN9 . 16 EL-V-UN9 9 1.2 1.7
16 ER-V-UNS8 o 16 EL-V-UNS8 8 1.2 1.6
22ER-V-UN7 o 22EL-V-UN7 7 1.6 2.3
22ER-V-UN6 . 22EL-V-UNS6 6 22 1.6 2.3
22ER-V-UNS o 22EL-V-UNS 5 1.7 2.5
27ER-V-UN4S5 [¢] 27EL-V-UNA4S 4.5 1.9 2.7
27ER-V-UN4 [¢] 27EL-V-UN4 4 7 21 3.0
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CUTTINGTOOLS

External Thread RD DIN 405

THREADING INSERTS

TU 5330

Part Number

RH Inserts

Part Number

LH Inserts

16 ER-V - RD 405/10 16 EL-V - RD 405/10 10 11 1.2

16 ER-V - RD 405/8 16 EL-V -RD 405/8 8 16 1.4 1.3

16 ER-V -RD 405/6 16 EL-V -RD 405/6 6 1.5 17

22 ER-V-RD 405/6 22 EL-V-RD405/6 6 1.5 17

22 ER-V-RD 405/4 22 EL-V-RD 405/4 4 ” 2.2 23

27ER-V -RD 405/4 27 EL -V -RD 405/4 4 27 23 23
ER EL

External Thread TR DIN 103

ER

TU 6330

Part Number

RH Inserts

Part Number

LH Inserts

MER-V-TR103/1.5 MEL-V-TR103/1.5 1.5 n 0.8 0.9
16 ER-V -TR103/1.5 16 EL-V -TR103/1.5 1.5 1.0 1.1
16 ER-V -TR103/2 16 EL-V-TR103/2 2 16 1.0 13
16 ER-V -TR103/3 16 EL-V-TR103/3 3 1.3 1.5
22 ER-V-TR103/4 22 EL-V-TR103/4 4 17 1.9
22 ER-V-TR103/5 22 EL-V-TR103/5 5 ” 21 2.5
27 ER-V-TR103/6 27 EL-V-TR103/6 6 27 2.3 2.7
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CUTTINGTOOLS

External Thread ACME

TP 5130

THREADING INSERTS

TU 5330

Part Number

RH Inserts

TP 5130

TU 5330

Part Number

LH Inserts

TP 5130

TU 5330

T ER-V-ACME16

o T EL-V-ACME 16 16 m 0.9 1.0
16 ER-V - ACME 16 o 16 EL -V - ACME 16 16 1.0 11
16 ER-V - ACME 14 o 16 EL - V - ACME 14 14 1.0 1.2
16 ER -V - ACME 12 o 16 EL - V - ACME 12 12 16 11 1.2
16 ER-V - ACME 10 . 16 EL - V - ACME 10 10 1.3 13
16 ER-V - ACME 8 o 16 EL-V - ACME 8 8 1.5 1.5
22 ER-V-ACME 6 . 22 EL-V-ACME 6 6 1.8 2.1

22

22ER-V-ACMES . 22EL-V-ACMES 5 2.0 2.3
27 ER-V - ACME 4 o 27 EL-V - ACME 4 4 27 27 2.7

TP 5130

TU 5330

External Thread NPT 60°

Part Number

Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
T ER-V - NPT 27 o 1 EL -V - NPT 27 27 0.7 0.8
T ER-V-NPT18 o TMEL-V-NPT18 18 1 0.8 1.0
T ER-V - NPT 14 (¢} T EL-V-NPT14 14 0.8 1.0
16 ER -V - NPT 27 (¢} 16 EL - V - NPT 27 27 0.7 0.8
16 ER-V - NPT 18 . 16 EL-V - NPT 18 18 0.8 1.0
16 ER-V - NPT 14 . 16 EL-V - NPT 14 14 16 0.9 1.2
16 ER-V - NPT 11.5 . 16 EL -V - NPT 11.5 1.5 11 1.5
16 ER-V - NPT 8 . 16 EL-V - NPT 8 8 1.3 1.8
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THREADING INSERTS Full
Profile

CUTTINGTOOLS

TP 5130 TU 5330

Internal Thread I1SO 60°

Part Number Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
06IR-V-1SOO0.5 06IL-V-ISO 0.5 0.5 0.9 0.5
06 IR-V-1SO 0.75 06IL-V-1SO0.75 0.75 0.8 0.5
06IR-V-1SO1.0 06IL-V-ISO1.0 1.0 6 0.7 0.6
06IR-V-1SO1.25 061IL-V-ISO1.25 1.25 0.6 0.6
06IR-V-1SO15 06IL-V-ISO15 1.5 0.5 0.6
08IR-V-ISO 0.5 08IL-V-1SO 0.5 0.5 0.6 0.5
08 IR-V-ISO 0.75 08IL-V-1SO0.75 0.75 0.6 0.5
08IR-V-1SO1.0 08IL-V-ISO1.0 1.0 0.6 0.6
08 IR-V-ISO1.25 08IL-V-1SO1.25 1.25 ° 0.6 0.7
08IR-V-ISO15 08IL-V-ISO15 1.5 0.6 0.7
08IR-V-ISO175 08IL-V-1SO175 1.75 0.6 0.8
1IR-V-1SO 0.35 1IL-V-1SO 0.35 0.35 0.8 0.3
1MIR-V-1SO 0.4 1IL-V-I1SO 0.4 0.4 0.8 0.4
MIR-V-1SO 0.45 1IL-V-I1SO 0.45 0.45 0.8 0.4
MIR-V-1SO 0.5 MIL-V-ISO 0.5 0.5 0.6 0.6
1MIR-V-1SO 0.6 1IL-V-1SO 0.6 0.6 0.6 0.6
MIR-V-1SO 0.7 MIL-V-IsO 0.7 0.7 0.6 0.6
MIR-V-1SO 0.75 1IL-V-I1SO 0.75 0.75 0.6 0.6
1MIR-V-1SO0.8 1IL-V-1SO 0.8 0.8 " 0.6 0.6
MIR-V-1SO1.0 MIL-V-IsO1.0 1.0 0.6 0.7
MIR-V-1SO1.25 MIL-V-1SO1.25 1.25 0.8 0.9
1MIR-V-ISO15 MIL-V-1SO 15 1.5 0.8 1.0
1MIR-V-1SO175 1MIL-V-1SO175 175 0.9 1.1
MIR-V-1SO 2.0 MIL-V-I1sO2.0 2.0 0.8 0.9
1MIR-V-1SO 2.5 1MIL-V-ISO 2.5 2.5 0.8 1.2
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CUTTINGTOOLS

Internal Thread I1SO 60°

THREADING INSERTS

a 4

TU 5330

Part Number

Part Number

RH Inserts LH Inserts
16 IR-V-1SO 0.35 16 1L -V -1SO 0.35 0.35 0.8 0.3
16 IR-V-1SO 0.4 16 IL-V-1SO 0.4 0.4 0.8 0.4
16 IR-V -1SO 0.45 16 IL -V -1SO 0.45 0.45 0.8 0.4
16IR-V-1SO 0.5 16 IL-V-1SO 0.5 0.5 0.6 0.6
16IR-V-I1SO 0.6 16 IL-V-1SO 0.6 0.6 0.6 0.6
16IR-V-1SO 0.7 16 IL-V-1SO 0.7 0.7 0.6 0.6
16 IR-V -1SO 0.75 16 IL -V -1SO 0.75 0.75 0.6 0.6
16IR-V-1SO 0.8 161IL-V-1SO 0.8 0.8 0.6 0.6
16
16IR-V-1SO1.0 16IL-V-1SO 1.0 1.0 0.6 0.7
16 IR-V -1SO1.25 16 1L -V -1SO 1.25 1.25 0.8 0.9
16IR-V-ISO1.5 16 1IL-V-1SO 1.5 1.5 0.8 1.0
16IR-V-1SO1.75 16 IL-V-1SO 175 1.75 0.9 1.2
16IR-V-1SO 2.0 16 IL-V-1S0O 2.0 2.0 1.0 13
16 IR-V-1SO 2.5 16 IL-V-1SO 2.5 2.5 11 1.5
16 IR-V-ISO 3.0 16 IL-V-1SO 3.0 3.0 11 1.5
16 IR-V-ISO 3.5 16 IL-V-1SO 3.5 35 1.2 17
22IR-V-ISO 3.5 221L-V-ISO 3.5 35 1.6 2.3
22IR-V-1SO 4.0 221L-V-ISO 4.0 4.0 1.6 2.3
22IR-V-ISO 4.5 221IL-V-1SO 4.5 4.5 1.6 2.4
22
22IR-V-1SO5.0 221L-V-ISO5.0 5.0 1.6 2.3
22IR-V-1SO5.5 221L-V-ISO5.5 55 1.6 23
22IR-V-1S0 6.0 221L-V-ISO 6.0 6.0 1.6 2.4
27IR-V-1SO 5.5 271L-V-1SO5.5 55 1.6 2.3
27
271R-V-1SO 6.0 271L-V-1S0O 6.0 6.0 1.8 2.5
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CUTTINGTOOLS

Internal Thread BSW 55°

THREADING INSERTS

TU 5330

Part Number

RH Inserts

Part Number

LH Inserts

1IR-V-BSW 40 1IL-V-BSW 40 40 0.6 0.6
1IR-V-BSW 36 1IL-V-BSW 36 36 0.6 0.6
1IR-V-BSW 32 1IL-V-BSW 32 32 0.6 0.6
1IR-V-BSW 28 1IL-V-BSW 28 28 0.6 0.7
1IR-V-BSW 26 TIL-V-BSW 26 26 0.7 0.7
1IR-V-BSW 24 1IL-V-BSW 24 24 0.7 0.8
MIR-V-BSW 22 1IL-V-BSW 22 22 " 0.8 0.9
1IR-V-BSW 20 1IL-V-BSW 20 20 0.8 0.9
MIR-V-BSW19 1IL-V-BSW19 19 0.8 1.0
1IR-V-BSW18 1IL-V-BSW18 18 0.8 1.0
MIR-V-BSW16 1IL-V-BSW16 16 0.9 1.1
MIR-V-BSW 14 1IL-V-BSW14 14 0.9 1.1
16 IR-V - BSW 40 16 IL -V -BSW 40 40 0.6 0.6
16 IR-V -BSW 36 16 IL-V -BSW 36 36 0.6 0.6
16 IR-V - BSW 32 16 IL -V - BSW 32 32 0.6 0.6
16 IR-V -BSW 28 16 IL-V-BSW 28 28 0.6 0.7
16 IR-V -BSW 26 16 IL -V - BSW 26 26 0.7 0.8
16 IR-V -BSW 24 16 IL-V - BSW 24 24 0.7 0.8
16 IR-V - BSW 22 16 IL -V - BSW 22 22 0.8 0.9
16 IR-V -BSW 20 16 IL -V -BSW 20 20 0.8 0.9
16 IR-V -BSW 19 16 IL -V - BSW 19 19 16 0.8 1.0
16IR-V-BSW 18 16IL-V-BSW 18 18 0.8 1.0
16 IR-V -BSW 16 16 IL -V - BSW 16 16 0.9 11
16 IR-V - BSW 14 16 IL -V - BSW 14 14 1.0 1.2
16 IR-V -BSW 12 16 IL -V - BSW 12 12 11 1.4
16 IR-V-BSW 11 16 1IL-V-BSWT 1 1.1 1.5
16IR-V-BSW 10 16 IL-V-BSW 10 10 11 1.5
16 IR-V-BSW @9 16 IL -V -BSW 9 9 1.2 17
16 IR-V-BSW 8 16 1L -V -BSW 8 8 1.2 1.5
22IR-V-BSW?7 22IL-V-BSW7 7 1.6 23
22IR-V-BSW 6 22IL-V-BSW 6 6 22 1.6 23
221R-V-BSW 5 22IL-V-BSWS5 5 17 2.4
27IR-V -BSW 4.5 271L-V-BSW 4.5 4.5 1.8 2.6
271R-V-BSW 4 27IL-V-BSW 4 4 7 2.0 2.9
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CUTTINGTOOLS

Internal Thread UN 60°

TP 5130

THREADING INSERTS

TU 5330

Part Number

RH Inserts

TP 5130

TU 5330

Part Number

LH Inserts

TP 5130

TU 5330

1M ER-V-UN40 T EL-V-UN4O 40 0.6 0.6
TMER-V-UN36 TEL-V-UN36 36 0.6 0.6
1TER-V-UN 32 [¢] T EL-V-UN32 32 0.6 0.6
1T ER-V-UN 28 o TEL-V-UN28 28 0.6 0.7
T ER-V-UN 27 o TEL-V-UN?27 27 0.7 0.8
1T ER-V-UN 24 o T EL-V-UN24 24 " 0.7 0.8
TER-V-UN20 o TEL-V-UN20 20 0.8 0.9
1MER-V-UN18 . TMEL-V-UN18 18 0.8 1.0
TMER-V-UN16 ° MEL-V-UN16 16 0.9 11
TER-V-UN14 . TMEL-V-UN14 14 0.9 11
16 ER-V -UN 40 16 EL -V - UN 40 40 0.6 0.6
16 ER-V -UN 36 16 EL -V - UN 36 36 0.6 0.6
16 ER-V - UN 32 o 16 EL -V - UN 32 32 0.6 0.6
16 ER-V -UN 28 . 16 EL -V - UN 28 28 0.6 0.7
16 ER-V - UN 27 o 16 EL-V - UN 27 26 0.7 0.8
16 ER-V - UN 24 ° 16 EL -V - UN 24 24 0.7 0.8
16 ER-V -UN 20 . 16 EL-V -UN 20 20 0.8 0.9
16 ER-V-UN18 ° 16 EL-V -UN18 18 0.8 1.0
16 ER-V -UN16 . 16 EL-V-UN16 16 s 0.9 1.1
16 ER-V - UN 14 ° 16 EL-V -UN14 14 0.9 1.2
16 ER-V-UN13 o 16 EL-V -UN13 13 1.0 13
16 ER-V - UN 12 ° 16 EL-V -UN12 12 1.1 1.4
16 ER-V-UNT . 16 EL-V-UNT 1 1.1 1.5
16 ER-V -UN10 o 16 EL-V -UN10 10 1.1 1.5
16 ER-V-UN9 . 16 EL-V-UN9 9 1.2 1.7
16 ER-V-UNS8 . 16 EL-V-UNS8 8 11 1.5
22ER-V-UN7 o 22EL-V-UN7 7 1.6 2.3
22ER-V-UN6 o 22EL-V-UNS6 6 22 1.6 2.3
22ER-V-UNS o 22EL-V-UNS 5 1.6 2.3
27ER-V-UN4S5 [¢] 27EL-V-UNA4S 4.5 1.7 2.4
27ER-V-UN4 [¢] 27EL-V-UN4 4 7 1.8 27
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THREADING INSERTS

CUTTINGTOOLS

|
¥

X—»‘

TP 5130 TU 5330

Internal Thread RD DIN 405

Part Number Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
16 IR-V -RD 405/10 . 16 IL -V - RD 405/10 10 11 1.2
16IR-V -RD 405/8 [¢] 161L-V-RD 405/8 8 16 1.4 1.4
16IR-V -RD 405/6 . 161L-V-RD 405/6 6 1.4 1.5
22IR-V-RD 405/6 . 221IL-V-RD405/6 6 1.5 17
221R-V-RD 405/4 . 221IL-V-RD 405/4 4 ” 2.2 23
27IR-V -RD 405/4 . 271L-V-RD 405/4 4 27 2.2 23
IR IL

TP 5130 TU 5330

Internal Thread TR DIN 103

Part Number Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
TER-V-TR103/1.5 1 EL-V-TR103/1.5 1.5 n 0.8 0.9
16 ER-V -TR103/1.5 o 16 EL-V-TR103/1.5 1.5 1.0 1.1
16 ER-V -TR103/2 . 16 EL-V-TR103/2 2 16 1.0 13
16 ER-V -TR103/3 . 16 EL-V-TR103/3 3 1.3 1.5
22 ER-V-TR103/4 . 22EL-V-TR103/4 4 1.7 1.9
22 ER-V-TR103/5 . 22 EL-V-TR103/5 o 5 22 21 2.5
27 ER-V-TR103/6 . 27 EL-V-TR103/6 6 27 2.3 2.7
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CUTTINGTOOLS

TP 5130

THREADING INSERTS

TU 5330

Internal Thread ACME

Part Number

Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
T ER-V-ACME16 o T EL-V-ACME 16 16 m 0.9 1.0
16 ER-V - ACME 16 o 16 EL -V - ACME 16 16 0.9 1.0
16 ER-V - ACME 14 o 16 EL - V - ACME 14 14 1.0 1.2
16 ER -V - ACME 12 o 16 EL - V - ACME 12 12 16 11 1.2
16 ER-V - ACME 10 . 16 EL - V - ACME 10 10 1.3 13
16 ER-V - ACME 8 o 16 EL-V - ACME 8 8 1.5 1.5
22 ER-V-ACME 6 o 22EL-V-ACME 6 6 1.8 2.1
22
22ER-V-ACMES . 22EL-V-ACMES 5 2.0 2.3
27 ER-V - ACME 4 o 27 EL-V - ACME 4 4 27 23 2.6
IR IL

Internal Thread NPT 60°

TP 5130

TU 6330

Part Number

Part Number

RH Inserts TP 5130 | TU 5330 LH Inserts TP 5130 | TU 5330
T ER-V - NPT 27 o 1 EL -V - NPT 27 27 0.7 0.8
T ER-V-NPT18 o TMEL-V-NPT18 18 1 0.8 1.0
T ER-V - NPT 14 (¢} T EL-V-NPT14 14 0.8 1.0
16 ER -V - NPT 27 (¢} 16 EL - V - NPT 27 27 0.7 0.8
16 ER-V - NPT 18 . 16 EL-V - NPT 18 18 0.8 1.0
16 ER-V - NPT 14 . 16 EL-V - NPT 14 14 16 0.9 1.2
16 ER-V - NPT 11.5 . 16 EL -V - NPT 11.5 1.5 11 1.5
16 ER-V - NPT 8 . 16 EL-V - NPT 8 8 1.3 1.8
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THREADING - TECHNICAL INFORMATION

€C

CUTTINGTOOLS

In favor of high level on accuracy of the profile, best surface finish as well as simultaneously wear and longer tool
life of the insert, the rake angle "a" of the insert and the helix angle “B" of the thread have to agree.

Nomina¥

A

Shim with inconect rake angle Shim with conectrake angle
o o o 1 150 o
Movement to Chuck Pitch P _ " > = (Standard) >
Right Thread: (mm)
12 ‘ ‘
11
10 P AT
9
- 8
Insg4Tool right 7
6
Left Thread:
5
4
3
2
1
0
thread-@ D 50 100 150 210

(mm)

—_
—_

] AR 10 Sonderlésung noétig
- special-pur posesolutions

Inse+#ool fte

Left Thread:

O = N W Hh 1 OO N 0 O

thread-@ D 50 100 150 210
(mm)

Insg+#lool right

N=
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THREADING - TECHNICAL INFORMATION

CUTTINGTOOLS

1,5°

25 (Standard)

0,5°

Zoll mm

25| 10 [

ACME

STUBA CME
TRAPEZ (DIN 103)
RUND (DIN 405)

9

notwendig /
3 8

35| 7

Standard-Platte

AE oder Al+0.5° platte ersetzen

8 3
10| 25
12| 2
161 15

mm: 510 20 30 40 50 60 70
Zoll 025 050 075 1 125 1.50 2 2.50 3

80

90

100
4

110

120 130 140

5

30 - P

2D
P =Pich nhmm D = Fhrkdiameéerihmm = HelikngkA

o 1,5° o
(Standard) 0

pa A AMERICAN BUTTRESS
SAGENGEWINDE (DIN 513)

N=

Zoll mm

25| 10 ‘ ‘
Standard-Platte

notwendig

5| 5 Negativ Platte oder Al-1.5° ersetzen

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Zoll 025 050 0.75 1 125 150 2 2.50 3 4 5

0.5 0.75 1.0 1.25 1.5 175 2.0 2.5 3.0 4.0 5.0 6.0
48 32 24 20 16 14 12 10 8 6 5 4
4-6 4-7 4-8 5-9 6-10 7-12 7-12 8-14 10 -16 1-18 12-20 12-20
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CUTTINGTOOLS

Advantages

The complete thread profile including tip
ofthread is machined ¢ omplying with the norm

- suitable for series p roduction.

The tips of th read are bur r-free.

Disadvantages

For every pitch a different
insert is required.

Advantages

With only a few inse rtsitis possible to machine

most of the different pitches.

Disadvantages

The profile of thread differs slightly

from the norm.

The tips of thr ead often have to be de-burred.

Cutting Data Recommendations for Threading

Mild Steel

Alloyed Steel

Stainless Steel

R
(M
Grey Cast Iron

Aluminium and
Copper Alloys
4

7

<650 N/mm?

650 - 850 N/mm?

700 - 1000 N/mm?

1000 - 1300 N/mm?

500 - 700 N/mm?
(austenitic)

500 - 900 N/mm?
(ferritic)

110 - 150 HB

>150 HB

50 -160 HB

www.kctools.com.tr

70 -200

70 -160

90 -160

70 -120

80 - 160

100 - 160

150 - 220

100 - 160

80 - 360
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70 -200

70 -160

90 -180

70 -120

50 - 240

50 - 200

60 -230

60 -160

100 - 500
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EXPLANATION OF SYMBOLS

CUTTINGTOOLS

T
M ISO Metric Coarse Thread DIN 13 TYE*? For universal use
L Blind Hole vapor.  Steam treatment
Wt ’
DL
: Through Hole
7

Cutting Data Recommendations ( when using emulsion / cutting oil )

Cutting Speeds v_[m/min]

Material Tensile Strength TP 5130
(P/M30/K20C)
08-12
<650 N/mm?
10 -15
Mild Steel
08 -10
650 - 850 N/mm?
10 -12
06-08
700 - 1000 N/mm?
08 -10
Alloyed Steel
1000 - 1300 N/mm?
500 - 700 N/mm? 05-06
(austenitic)
06 -08
R  stainless Steel
500 - 900 N/mm? 05-08
(ferritic)
06 -08
10 -12
110 - 150 HB
12-15
Grey Cast Iron
08 -10
>150 HB
10 -12
12-15
Aluminium
15-18
08-12
Copper Alloys
08-15
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CUTTINGTOOLS

INDEXABLE INSERTS

—

9 oO @) j ad,

1m°

ad s
»—L

Insert

Part Number

DP 3000 DP 2235 DM 5125 DP 5330
P30C P35C M30C P35C

Dimensions
[mm]

SPLIL]

05 02 04 - M20 o 5.56 2.38 2.50

06 02 04 - M20 o 6.35 2.38 2.80

07 T3 08 - M20 o 7.94 3.97 2.80

= 09 04 08 - M20 o 9.80 430 410
SPMX 1104 08 - M20 o 1.50 476 4.40
14 0512 - M20 o 14.30 5.65 5.50

05 02 04 - S20 . 5.00 238 2.20

06 02 04 - 520 . 6.00 2.38 2.55

077308 - 520 . 7.94 3.97 2.85

09 04 08 - 520 . 9.80 430 410

1104 08 - 520 . 11.50 4.80 4.40

14 0512 - S20 ) 14.30 5.20 575

05 02 04 o 5.00 2.38 2.20

0602 04 o 6.00 2.38 2.60

077308 o 7.94 3.97 2.80

09 0408 o 9.80 430 4.20

SPGT 1104 08 o 11.50 4.76 4.40
14 05 12 o 14.30 5.20 575

030208C-20 . 5.56 2.38 2.50

040208 C-20 . 635 2.38 2.80

050308 C-20 . 7.94 318 3.40

06T308C-20 . 9.525 3.97 4.40

WCMX 08 04 08 C - 20 . 12.7 476 5.50
080412 C - 20 . 12.7 476 5.50
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CUTTING DATA RECOMMENDATIONS FOR DRILLING

Conditions (L=3xD + 2xD)

Material Hardness Feed [mm/rev]
HB v, [m/min]
@12.5-15 | @15.5 - 21.5 | ©22-275  (28-33 B34 - 41 @42 - 50
1. |M20| DP 5330 | 180-260
80 -180 0.05-0.08| 0.06-0.10 | 0.06-0.11 | 0.07-0.13 | 0.08-0.14 | 0.08 - 0.15
2. | S20 | DP 3000 | 170-250
Low Carbon
Steel 1. |M20| DP 5330 | 140-230
180 - 260 0.06-0.11 | 0.08-0.14 | 0.09-0.18 | 0.12-0.22 | 0.13-0.24 | 0.13-0.25
2. | S20 | DP 3000 | 160-220
Low Allo 1. |M20| DP 5330 | 160-220
Steel Y 140 - 250 0.06-0.12 | 0.08-0.14 | 0.10-0.17 | 0.12-0.22 | 0.12-0.23 | 0.13-0.24
2. | S20 | DP 3000 | 140-210
1. |M20| DP 5330 80 -180
géi:lA”Oy 220-450| 2. |S20| DP 3000 120 -170 0.06-0.10 | 0.08-0.15| 0.10-0.19 | 0.11-0.22 | 0.13-0.23 | 0.14-0.25
3. |C20| DP 2235 | 140-210
1. |M20| DP 5330 | 140 -200
Ni > 8% 135 -275 0.06-0.09 | 0.06-0.11 | 0.07-0.13 | 0.09-0.14 | 0.09 -0.16 | 0.10 - 0.17
R 2. |S20 | DP 3000 | 100-150
Ferrite / 1. |C20| DP 2235 | 170-240
Martensite 135 - 275 0.06-0.10 | 0.06-0.12 | 0.08-0.15 | 0.09-0.16 | 0.10-0.177 | 0.11-0.19
2. | S20 | DP 3000 | 120-180
1. |M20| DP 5330 30-50
Ti - Alloy 200 0.05-0.10 | 0.05-0.12 | 0.08-0.16 | 010-0.20 | 0.11-0.21 | 0.14-0.24
2. | S20 | DP 3000 20 - 40
Grev Cast 1. |M20| DP 5330 | 150-280
|r0r1y 150 - 220 0.06-0.12 | 0.08-0.16 | 0.12-0.19 | 0.15-0.23 | 0.16 -0.25 | 0.18 - 0.28
2. |S20 | DP 3000 | 180-250
1. |M20| DP 5330 | 100 -220
Graphite 200 - 300 0.06-0.09 | 0.08-0.14 | 0.10-0.18 | 0.12-0.20 | 0.14-0.22 | 0.16 - 0.25
2. | S20 | DP 3000 | 100 -200
1. |M20| DP 5330 | 300-350
Aluminium 330 -380 0.06-0.14 | 0.08-0.15 | 0.10-0.20 | 0.12-0.21 | 0.14-0.22 | 0.15-0.24
2. | S20 | DP 3000 | 250-280
1. |M20| DP 5330 | 220-280
Copper 150 -180 0.06-0.12 | 0.08-0.13 | 0.10-0.18 | 0.12-0.20 | 0.14-0.21 | 0.14-0.22
2. |S20 | DP 3000 | 180-250
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