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About GESAC

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint venture with national high-tech,
affiliated with XTC, which is one of six major rare earth groups in China. GESAC is committed to research & development, production
and professional solutions providing of high-quality tungsten powder materials, cemented carbide, precision cutting tools and other
tungsten products. Up to now, GESAC has become world-famous manufacturer and supplier of tungsten powder, cemented carbide
and precision cutting tools products.

With the Integrated Product Development of complete tungsten industry chain, as well as a pragmatic and innovative management
concept, GESAC has always maintained a strong momentum of development, providing the cost effective tungsten powder products
and services for global users, offering the excellent products and perfect solutions for solving high hardness, high temperature
resistance and wear resistance topics. Our brand "Golden Egret" has become one of the leading brand in the market, enjoying
famous reputation in more than 40 countries and regions.

GESAC owns four production headquarters and one national level research center domestically,and three sales branches and one
production base overseas. We undertook and completed several development programs independently, including the “National
Science and Technology Support Programs” , the “National Torch Program Projects” , and the “National Key Projects” and

so on. GESAC was awarded as "Key Enterprise for Strategic Emerging Industry ", “Innovative Enterprise" and "Enterprise with
Advanced Technology ".
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Product Chain

GESAC has a complete tungsten product chain from tungsten ore to tungsten powder, cemented carbide

products and cutting tools.

\"\'
Powder

Copper-tungsten Alloy s J o— WEEENWRAGY

(WTiC

Rods
Mining Tips
Shield Alloy
Burr Blanks

Precision Parts & Wear Parts

Solid
carbide
Tools




Contents

Insert Material

Application Summary of Turning Grades
Turning Grades

General Turning

ISO Turning Inserts Identification System
Overview of Turning Inserts

Turning Inserts (Negative)

Turning Inserts (Positive)

Recommended Cutting Data (Negative)
Recommended Cutting Data (Positive)

Small Part Turning ————

Overview of Small Part Turning Inserts
Small Part Turning Inserts (Negative)
Small Part Turning Inserts (Positive)
Small Part Turning Inserts (Others)
Overview of Small Part Turning Holders
Small Part Turning Holders
Recommended Cutting Data

PCBN/PCD Turning

PCBN/PCD Turning Inserts
Identification System

Overview of PCBN/PCD Turning Inserts
PCBN Inserts (Negative)

PCBN Inserts (Positive)

PCD Inserts (Positive)

Recommended Cutting Data

004
006

014
016
034
057
068
073

076
088
089
104
106
107
113

116

118
119
124
133
137

Turning Toolholders

Overview of Turning Toolholders
External Turning Toolholders
Identification System

External Turning Toolholders (Negative)
External Turning Toolholders (Positive)
Internal Turning Toolholders
Identification System

Internal Turning Toolholders

Parting and Grooving Tools

Parting and Grooving Inserts
Identification System

Parting and Grooving Holders
Identification System

Overview of Parting and Grooving Inserts
Parting and Grooving Inserts

Parting and Grooving Holders
Recommended Cutting Data

Threading Tools _____

Threading Inserts Identification System
Thread Turning Holders Identification System
Overview of Threading Inserts

Thread Turning inserts

Thread Turning Holders

Recommended Cutting Data

(Cutting Passes and Radial Infeed)
Recommended Cutting Data (Cutting Speed)

Appendix

Chip Breaker comparison table
Grade comparison table

Cermet grade comparison table
PCBN & PCD grade comparison table
Small part inserts selection guide
List of holder parts specifications

139
140

142
150
154

156

165

169

174
176
188
200

204
207
211
213
232
238

249

252
254
256
257
258
261



INSERT MATERIAL




Carbide

0ET6ND

0CTI6NSD

Coated Carbide

Insert material

I1SO

OTT6ND STT6SD
0ETHYO
| |
0EEVYD
|
02tV sz §
STTESD
0EERYD 0ZTLLVD m 0ZTLLND
= [ ]
(S 0EZHYD STTESD
a 8 strLve
, 0EEVYD 0ETL1SO @
STZEWD
[
0ZZEWD
[ ]
STZEWD
0EZTWD STITIO
g
S STITWD 0ZTTYO
STTTWD STTTYO
0TT91d
— o o o o o — o o o o o — o o o o — o o o o — o o o o — o o o o
o — o~ (201 < n o — o~ [22] < n o — o ™M < o — o ™M < o — o~ (221 < o — o~ ™ <

Workpiece

Application Summary of Turning Grades

TURNING TOOLS

004 _ GESAC




| TURNING TOOLS

Insert material
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TURNING TOOLS | Insert material

Turning Grades
CVD Coated Carbide

ISO

Grade

Grade
Color

Grade Microstructure

Grade Feature

GPT6110

Champagne

«Brand new CVD coating with special post-treatment technology
and high hot hardness cemented carbide substrate, provides
the grade with superior adhesion resistance and excellent wear
resistance.

«Recommended for Continuous conditions of carbon steels and
alloy steels at high speeds.

GPT6120

Champagne

«Brand new CVD coating with unique low-stress post-treatment,
matching cemented carbide substrate with perfect thermo-plastic
deformation resistance, guarantees the high wear resistance and
toughness.

«Recommended for carbon steels and alloy steels in wide cutting
conditions at medium to high speeds.

GPT6130

Champagne

«New cemented carbide with special cobalt enrichment controlling
technology, combined with new CVD coating and advanced post-
treatment, greatly improves the edge breakage.

*Recommended for most Intermittent conditions of carbon steels
and alloy steels at medium speeds.

GP1105

Ash black

«Combining the ultrafine Al203 and MT-TiCN coatings with gradient
cemented carbide substrate, provides the new grade with excellent
wear resistance.

*Recommended for stable finishing turning of carbon steels & alloy
steels, including steels parting and grooving processing.

GP1115

Yellow

«Ultrafine MT-TiCN and Al203 coatings, matching smooth indexed
TiN layer and good wear resistant substrate, ensures the grade with
long service life.

*Recommended for stable finishing to semi-finishing of carbon
steels and alloy steels.

GP1120

Golden

-Ultrafine MT-TiCN and Al203 coatings, matching smooth
indexed TiN layer and good wear resistant substrate, ensures
the grade with long service life.

*Recommended for stable finishing to semi-finishing of carbon
steels and alloy steels.

GP1225

Yellow

«Combined columnar grain MT-TiCN, Al203 and TiN coating with
a gradient substrate provides excellent wear resistance and
toughness.

*Recommended for semi-finishing to medium roughing of steels
and alloy steels.

GP1130

Golden

«Fine MT-TiCN and tough Al203 in combination with high toughness
gradient substrate ensures the good resistance to cutting edge
breakage.

*Recommended for roughing of carbon steels and alloy steels at low
and medium cutting speeds.

GP1135

Yellow

*Well controlled MT-TiCN, Al203 and TiN coating with well wear
resistance combined with a gradient carbide substrate improves
the edge security and high toughness.

«Recommended for roughing of carbon steels and alloy steels at
high metal removal rates.
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Insert material | TURNING TOOLS

ISO Grade %E,algf Grade Microstructure Grade Feature
«Combined nano-columnar MT-TiCN, thin Al203, bright TiN and a
GM1115 Shiny gradient substrate gives excellent wear resistance, low-stress post-
golden treatment provides less built-up-edge and longer tool life.
*Recommended for finishing to semi-finishing of stainless steels.
« The combination of a tough carbide alloy matrix and TiCN/
Shiny TiN coating provides excellent wear resistance. Special surface
M GM1125 golden treatment technology that effectively reduces cutting resistance
and suppresses chip buildup, tool life can be extended, making
it suitable for semi-finishing stainless steel.
«Thiner Al203 layer and nano-columarMT-TiCN layer with a gradient
Shiny substrate. Post-treatment to reduce cutting force and less built-up
GM1230 olden edge, which in order to enhance the stability.
g «Recommended for continuous and lightly interrupt processing in
stainless steel.
«High wear resistant substrate with fine grain, combined with thick
Al203 coating and smoothy post-treatment, provides the grade
GK1115 | Ash black with outstanding wear resistance and high edge toughness on
processing grey cast irons.
«Recommended for finishing machining of grey cast irons.
«Thicker Al203 coating combined with fine grained substrate
GK1120 | Ash black provides high edge security and toughness.
*Recommended for finishing to semi-finishing of nodular cast irons.
«Thick MT-TiCN coating and ultrafine Al203, matching high wear
GK1125  Ash black resistant cemented carbide substrate with fine grain, helps to

improve toughness and great wear resistance.
«Recommended for interrupted roughing of nodular cast irons.
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| Insert material

PVD Coated Carbide
1SO Grade GCLalg? Grade Microstructure Grade Feature
«Brand new PVD TiAIN coating combined with submicron grained
purplish WC-Co cemented carbide substrate, provides the new grade with
GM3215 gr%y excellent wear resistance and heat resistance.

«Recommended for finishing of stainless steels and heat resistant
alloys in stable cutting conditions at medium speeds.

M om0

shiny
orange

«New nano-structured PVD coating matching high cobalt cemented
carbide substrate, gives the grade with excellent wear resistance
and high hot hardness.

«Recommended for Continuous and light or medium Intermittent of
stainless steels and soft steels at medium to low cutting speeds.

GM3225

Purplish
grey

«The combination of optimized TiAIN coating and submicron
grained carbide substrate with high Co content, provides superior
adhesion and toughness.

«Recommended for semi-finishing of stainless steels and threading
of steels, stainless steels, etc.

GST7120

Purplish
grey

« New higher adhesion and wear-resistance PVD coating with
submicro grain substrate, which increase grade wear resistance,
oxidation resistance, and processing stability.

« Recommended for medium and high speed processing in
nickel based high-temperature alloys.

GST7115

Yellow

« New nano structure PVD coating with higher hot hardness and
anti-plastic deformation substrate. Special post-treatment,
which make excellent high temperature wear resistance and
adhesive wear resistance.

» Recommended for low and medium speed finishing to semi-
finishing processing in nickel based high-temperature alloys,
good surface quality.

B GSTT7130

Yellow

« New PVD coating with high Co submicro grain substrate,
which have good adhesion, extremely high toughness, and
cutting edge strength.

« Recommended for low and medium speed roughing in nickel
based high-temperature alloys, good surface quality.

GS3115

Purplish
red

«Fine grained cemented carbide substrate, matching PVD coating
with high aluminum content, have excellent adhesion and wear
resistance.

«Recommended for semi-finishing or finishing of stainless steels
and heat resistant alloys.

GS3125

Purplish
grey

«TiAIN PVD coating with higher hot hardness and anti-plastic
deformation substrate, which have good antioxidant performance
and adhesive wear resistance.

«Recommended for medium speed finishing to semi-finishing
processing in high temperature alloy, titanium alloy, stainless steel.

008 __ GESAC




PVD Coated Carbide

ISO

Grade

Grade
Color

Grade Microstructure

Insert material | TURNING TOOLS

Grade Feature

GNT7120

Silver

«The newly upgraded coating has extremely high hardness and
excellent adhesion, and has almost no affinity with non-ferrous
metals. It is paired with a high wear-resistant hard alloy matrix
to achieve efficient processing of non-ferrous metals such as
aluminum alloys.

« Recommend universal processing of non-ferrous metals such
as copper and aluminum alloys.

GAT7115

Gray

» New nanostructured PVD coating combine with micro-grain
cemented carbide substrate and special surface treatment,
provides outstanding wear resistance, oxidation resistance and
machining stability.

» Suitable for steel and stainless steel in general cutting
condition with medium or high speed.

GAT7120

Purplish
red

+ High wear-resistant PVD coating with ultra-fine grained
cemented carbide substrate, provides excellent wear resistance
at medium and low speed, achieving precision machining.

« Suitable for steel and stainless steel in stable cutting condition
with low or medium speed.

GATT7120A

Purplish
red

« Optimized micro-grain carbide substrate with high wear
resistant PVD coating, provides high versatility, for steel cutting
has excellent performance.

» Suitable for general cutting of steel materials.

GAT7125

Gray

+ New generation coating with new PVD technology, combined
with high-Co cemented carbide substrate, provides excellent
toughness and cutting edge strength.

« Suitable for steel and stainless steel in unstable cutting
condition.

GA4330

Yellow

GA4230

Purplish
red

«New TiAIN coating with fine grain substrate, which increase wear-
resistance and cutting stability.

*Recommended for medium hardness steel and stainless steel
processing.

+PVD TiAIN coating with high toughness substrate provides
excellent wear resistance and high edge security for a broad
application area.

-Recommended as general choice for parting and grooving of
steels.

GESAC _ 009




TURNING TOOLS | Insert material

Carbide

Grade

1SO Grade Color

Grade Microstructure Grade Feature

«Uncoated fine grain substrate has a good balance of wear
resistance and toughness.

«Recommended as the first choice for titanium alloys, and even for
semi-finishing of titanium alloys grooving.

B GS9125 Uncoated

«Uncoated fine-grained grade has great wear resistance.
«Recommended for finishing of aluminum alloys and copper alloys
at high cutting speeds.

GN9110 Uncoated

«Fine-grained substrate with special surface treatment improves
the wear resistance and less built-up-edge.

«Recommended for finishing to semi-finishing of aluminum alloys,
copper alloys and other non-ferrous materials.

m GN9120 Uncoated

+Uncoated fine-grained substrate grade has quite good wear
resistance and toughness.

-Iﬁecommended for semi-finishing of coppers and aluminum
alloys.

GN9130 Uncoated

Cermet

Grade

I1SO Grade Color

Grade Microstructure Grade Feature

«Thin PVD coating and cermet have excellent resistance to built-
up-edge and plastic deformation, which ensures the high surface
quality.

«Recommended for finishing of carbon steels and low alloy steels at
high cutting speeds.

Purplish
GP31TM grey

«Uncoated cermet has well wear resistance and toughness,
even excellent high surface quality.

*Recommended for finishing of carbon steels and low alloy
steels when good surface quality is required.

n GP91TM Uncoated

«Enhanced toughness, significantly improving anti chipping
performance, enhancing tool versatility, achieving stable
and long life machining, while achieving excellent machining
surface quality.

«Suitable for continuous precision machining of carbon steel
and low alloy steel.

GP92TM Uncoated
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PCBN&PCD

Grade
Color

Grade Microstructure

ISO Grade

BKN115P Uncoated

Purplish
m BKC120P grey

BKN225Z
BKN225S Uncoated

B BSN115P Uncoated

BHC115P Purplish
grey
BHC125P Purplish
grey
BHC135P Purplish
grey

BHC210P = Bronze

Insert material | TURNING TOOLS

Grade Feature

*Uncoated grade with high hardness has excellent wear resistance.
*Recommended for finishing of grey cast irons and valve seat
machining.

«Outstanding PVD coating can reduce the friction between
cutting edge and workpiece, which improves the wear resistance
dramatically.

«Recommended for finishing of nodular cast irons.

«Excellent impact and wear resistance, it has strong universality.
«Semi-finishing and finishing of grey cast iron and high hard alloy
castiron.

*Uncoated grade has a high edge toughness and chemical stability
*Recommended for finishing of powder metallurgy parts.

«New TiAIN coating provides the good resistance to notch wear,
which reduces the roughness of the workpiece surface.
*Recommended for finishing of quenched steels when high surface
quality and close tolerances are required.

+CBN substrates with TiAIN coating have great toughness and wear
resistance, which is capable of longer tool life and more stability.
*Recommended for general machining of quenched steels.

«CBN substrate with high edge toughness matching TiAIN coating
greatly improves wear resistance.
«Recommended for interrupted processing of quenched steels.

«The new double-layer nanostructure AiTiSiN coating has excellent
heat resistance and wear resistance, achieving stable performance
and excellent surface roughness.

«Suitable for precision machining conditions with high
requirements for surface roughness and dimensional accuracy of
quenched steel.
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PCBN&PCD
1SO Grade
BHC215Z
BHC225P

BHC225Z

BHN225S

m DNN125P
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| Insert material

Grade
Color

Grade Microstructure

Bronze

Bronze

Bronze

Uncoated

Uncoated

Grade Feature

«The new TiAISiN coating has good chemical wear resistance and
improves the service life at high linear speed. Low content fine
crystalline CBN matrix, with excellent wear resistance and red
hardness.

«Suitable for continuous to light intermittent machining of
hardened steel.

«The new double layered nanostructured AiTiSiN coating is coated
on a specially designed CBN substrate, which has strong toughness
and further improves wear resistance, achieving more stable
processing and long service life.

«Suitable for universal processing of various quenched steels.

+The new TiAlSiN coating has good chemical wear resistance and
improves the service life at high linear speed. A multi-modal grained
CBN substrate, has superior toughness and greatly improved wear
resistance, and can achieve more stable machining and longer tool
life.

«Suitable for general processing of hardened steel.

«A multi-modal grained CBN substrate, has superior toughness and
greatly improved wear resistance, and can achieve more stable
machining and longer tool life.

«Suitable for general processing of hardened steel.

«Medium grained diamond has excellent wear resistance and
toughness.

«Recommended for high efficient finishing of aluminums, coppers,
plastics and graphite materials.
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ISO Turning Inserts Identification System

Symbol  Shape CornerAngle Shape Symbol  Relief Angle Tolerance (mm) Tolerance (inch)
o o Symbol

H Hexagon 120 O A 3 Y ﬁzg"ﬁ{ Thic(k?ess I.C.téijia. ﬁ%’;nﬁ'{ Thic(k;less I.C.%ia.

(] Octagon 135° O B 5 (m s {El (n% . )
P Pentagon 108° O C I A +0.005 +0.025 +0.025 +0.0002 +0.001 +0.001
D 15° F +0.005 +0.025 +0.013 +0.0002 +0.001 +0.0005
S Square 90° L] E 20° C +0.013  £0.025  +0.025 = £0.0005 & +0.001 +0.001
T Triangle 60° A\ r Py H +0.013  +0.025  +0013  £0.005 | +0.001 +0.0005
c 80° G 30° E +0.025 +0.025 +0.025 +0.001 +0.001 +0.001
b o5 . o G #0025  *0a3 | #0025 0001 | +0005 0001
o +0.05~ +0.002~
E Rhombic ;ge B P 1 J +0.005 +0.025 +0.13 £0.0002 +0.001 +0.005
5 +0.05~ +0.002~
l\\;l ggc (0] Hith K +0.013 +0.025 +0.13 +0.0005 +0.001 +0.005
+0.05~ +0.002~

+ + + +
W Trigon 50° Q L +0.025 +0.025 +0.13 +0.001 +0.001 +0.005
+0.08~ +0.05~ | +0.003~ +0.002~
L Rectange  90°  [] % Mo Tieas | OB Goa3 o7 | TO005 Tigo0s
A 85° ~ +0.08~ +0.05~ +0.003~ +0.002~
+ +
B |Paalelogam 82 | [ ] N to1s 005 o1z ko007 FO00L hg0s
K 55° +0.13~ +0.08~ +0.005~ +0.003~
U +0.13 +0.005
R round - O @Relief Angle Symbol +0.38 +0.25 +0.015 +0.01
(DShape Symbol (3Tolerance Symbol

\ — \ *
L © L@ L ©) L © L ©

T N M G 22

L ©) L@ L ©) L © L ©)

@®Hole/Chipbreaker Symbol (®Edge Lengt(fllnsn};;'nbol (1S0)
symbol Hole | A0S CAPE shape ® g & A N & K ..
— [o— [o— [ [pem— um— — — |.(C. SI?E
. mm
N Without ]\ Symbol Length Symbol Length Symbol Length SymbolLength SymbolLength SymbolLength SymbollLength Symbol Length
With- ingle-
R out - Sngle g 03 397 03 40 06 69 4 48 3.97
F Dggg!je— — e 04 476 04 4.8 08 82| 5 58 4.576
A Without [TTJ\TT/ 05 556 05 56 03 38 09 96 6 |68 5.56
; Single- 06 6 - - - - - -- - -- -- - -- - -- - 6
M With Hole f FIaXIY
DS' Eld 06 635 06 65 04 43 11 11 7 |78 11 112 6.35
G ched | ETITS 07 794 08 81 05 54 13 138 9 97 7.94
w WithHole  Without (T~ 7| 8 & - - - - - - e e |8
c2ndone Sinel 09 9525 09 9525 09 97 06 65 16 165 11 116 16 | 166 16 19.7 9.525
T O R ol e N o T o R sy [ s (R T
Q | with  WithHole without [ 12 |12 | = | = | = | = | = | == == =] 12
and Two 12 127 12 127 12 (129 08 | 87 22 22 15 155 22 221 12.7
Countersink Double-
u 40-60°C | sided O 15 15875 15 15875 16 161 10 | 109 27 27.5 19 194 15.875
B With Hole - Without, [T\ 616 [~ | - | - | -] | -] -]~ ~]~-]~-]-]-]-116
C:Smg’s‘fnk Double] 19 19.05/ 19 19.05/ 19 193 13 & 13 33 33 23 233 19.05
H 7090C | sided EIINATY || 20 | 20 | - | - o | o | e | - e e ] 20
c WithHole Without  CTT] 2 2205 22 226 38 385 27 271 22.225
and Two 25 25 - - - - - - - - - - - - - - 25
J Countersink Double- gy 25 254 25 254 25 258 44 | 44 31 31 25.4
31 3175 31 3175 32 322 55 55 | 38 388 31.75
X | = - - 3 W 720 R [ (U (U R
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Insert Shape: H,0,P,S,T,C,E,M,W,R
Tolerance of I. C. Size(@d) | Tolerance of Corner Height Tolerance of I. C. Size(@d) | Tolerance of corner Height
I.C. Size (mm) (mm) 1. C. Size (mm)
(mm) J,K,’\I‘., U MN U (inch) lessJ,K, Class U lessJ,K, Class U
6.35 0.250
+ + + + + + + +
0.525 +0.05 +0.08 +0.08 +0.13 0375 +0.002 +0.003 +0.003 +0.005
12.7 +0.08 +0.13 +0.13 +0.2 0.500 +0.003 +0.005 +0.005 +0.008
15.875 0.625
+ + + + + + + +
19.05 +0.1 +0.18 +0.15 +0.27 0.750 +0.004 +0.007 +0.006 +0.011
254 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 = *£0.010  +0.007 | *0.015 Tiakiess
3175 1.250 Symbol mm
. + + + + : + + + +
B +0.15 +0.25 +0.2 +0.38 1.260 +0.006 +0.010 +0.008 +0.015 o1 159
02 2.38
T2 2.78
Insert Shape: D Insert Shape: V 03 3.18
T3 3.97
Inscribed Circle Size TolerarsmiczeeofLC. TolerarlllceeigogtCorner Inscribed Circle Size Toleragiczeeofl.c. Tolerarﬁ%eiéagtCorner 01 a6
mm in mm in mm in mm in mm in mm in 05 5.56
6.35 0.250 +0.05 | £0.002 = *0.11 +0.004 6.35 0.250 +0.05  £0.002 *£0.15 =+0.006 06 6.35
9.525 0.375 +0.05 | £0.002  *0.11 +0.004 9.525 0.375 +0.05  £0.002 *0.15 +0.006 o7 7.94
12.7 0.500 +0.08 +0.003 +0.15 +0.006 12.7 0.500 +0.08 | £0.003 £0.20 +0.008 09 9.52
15.875 0.625 +0.10 +0.004 +0.18 +0.007 15.875 0.625 +0.10  *£0.004 =*£0.27 @ +0.011 ©Thick Symbl
1905 | 0750 @ +0.10 | £0.004 018 0007 = 19.05 0750 0.0 0004 027  +0.011 lckness symble

|
L © L @ L © |

04 08 - HK

L © L@ L ©)
e

Inscribed Circle Size (mm) @Corner Ro Symbol ®Chipbreaker Symbol
Insert Thickness (S)
Corner Height (m)
B Chipbreaker Symbol
¢ Rc
~ - Symbol Corner-R (mm)
S
"/ 00 0.03
<
% 02 02
04 0.4
&
08 0.8
12 12
L 16 1.6
T
20 2.0
I z 24
28 2.8
32 3.2
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Overview of Turning Inserts
Turning Inserts (Negative)

Chip - . .
Breaker Features Application Range Cross Section Chip Breaker
ap [mm]
4
« QF for finishing of general steel and 5
alloy steel. 0.2
Q F « Curved edge, sharp cutting edge, good 2 :
chip control and fine surface finish due ; [ \ b
to curved edge. ) 150
0 01020304
f[mm/rev]
ap[mm] |
4

« TF for finishing of steel and alloy steel.

« Curved cutting edge design, shaper

TF cutting edge, low cutting resistance, high
surface finish, and good chip breaking

and removal effect.

3

Al
1 I J

0 01020304

0.08
{
4 15°

f[mm/rev]
ap [mm] i
4
« GF for finishing of general steel and
3 0.12
alloy steel. ~—c
G F « Sharp tool nose and strong cutting 2
edge and good chip control under small ; S4°
cutting depth. :
0 0.1 0203 04
f[mm/rev]
ap [mm]
5
« SPL for light cutting of general steel and ¢ 04
SPL alloy steel; 3
+ Wide range of chip-breaking and 2 = .
versatility. : 16
N—
0 0.1 0203 0405
Flmm/rev]
ap [mm]
5
0.2
+ QM for semi-finishing of general steel ¢
QM and alloy steel. 3
19°

« The design of step and wavy boss
widens the range of chip breaking.

0 0.1 02 0.3 0.40.5
£ [mm/rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
~ . VO &
7 e - S
-~ Y = P ﬂ
7 f , Sl (/
£ (& A (A3 2 — e
—— —

CNMG-QF DNMG-QF SNMG-QF TNMG-QF VNMG-QF WNMG-QF
P034 P039 P043 P047 PO51 P053
CNMG-TF DNMG-TF TNMG-TF VNMG-TF WNMG-TF
P034 P039 P047 P051 P053

- D= / :
ﬂﬂé(\‘ ‘ 4 SN
/-_%/ f———— L —
CNMG-GF DNMG-GF SNMG-GF TNMG-GF VNMG-GF WNMG-GF
P034 P039 P043 P047 PO51 P053
CNMG-SPL DNMG- SPL TNMG- SPL VNMG- SPL WNMG- SPL
P034 P039 P047 PO51 P053
-~ il i fi
O Z Mﬁé A(QL\{ A . 2 \@//
/ > & . .
CNMG-QM DNMG-QM SNMG-QM TNMG-QM VNMG-QM WNMG-QM
P035 P040 P043 P047 P051 P054
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Overview of Turning Inserts
Turning Inserts (Negative)

Chip

e Features

Application Range

Cross Section Chip Breaker

+ GM for semi-finishing of general steel
G M and alloy steel.

« Strong flat cutting edge with good
strength.

ap [mm] |
4

3

2

1

0 0.1 0.2 0.3 0.4
fmm/rev]

« SV for semi-finishing of general steel
and alloy steel.

« Throughout groove and wide chip
SV groove make cutting available in
unstable working conditions.

+ Long chip groove allows high depth of
cut.

ap [mm]

0 0.1 0203 0405
£mm/rev]

+ QR for rough cutting action of carbon

steel,cast steel and alloy steel.

Q R + Variable rake angle and land provides
enough edge sharpness and strength at

different depth of cut.

ap[mm]

& o o o~

w

0 0.1 0203040506 07
flmm/rev]

. 0.2
g
048
15° u
0.32
0° s

- —

+ QH for heavy cutting action of carbon

steel, cast steel and alloy steel.

«Variable land and progressive

Q H chipbreaker space, generating lower
cutting force.

« Straight edge line with reinforcement

balances strength and cutting action.

0 0.2 0406 081012 1.4
Flmmrev]

« TS for semi-finishing of general steel
and alloy steel.

TS « Big rake angle lower cutting force.
«Variable groove depth design, with
super chip removal.

ap [mm]

1 J

0 0.1 0.2 0.3 0.4 0.5
£ [mm/rev]
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General Turning

TURNING TOOLS

80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
- ~
- ~
ﬁ‘/ .-9&-. /.7 I ‘sz./- ?'|
CNMG-GM DNMG-GM SNMG-GM TNMG-GM VNMG-GM WNMG-GM
P035 P040 P043 P048 P052 P054
- -
[= -
I )
CNMGRr/L-SV DNMGr/L-SV SNMGr/L-SV TNMGRr/L-SV WNMGr/L-SV
P035 P040 P044 P048 P054
N -~
CNMG-QR DNMG-QR SNMG-QR TNMG-QR WNMG-QR
P037 P042 P046 P049 P056

~

—
CNMM-QH SNMM-QH
P038 P046

DNMGRr/L-TS

TNMGRrL-TS

P041

P048
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TURNING TOOLS |

General Turning

Overview of Turning Inserts

Turning Inserts (Negative)

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

TP

« TP for semi-finishing of general
steel,alloy steel and cast iron.

+ Dual rake angle and big cutting edge
width design to promote its strength.
+ Overall pattern design, stable and
reliable installation.

« Arrow chip breaker improves
chipbreaking performance during big
cutting depth.

ap [mm]

4

3

2

1

0 0.1 0.2 0.3 0.4
f[mm/rev]

SF

« SF for finishing of stainless steel.

« Sharp edge due to results in low cutting
forces particularly for thin wall structures
and extended shafts.

ap [mm]

=)
0 0.1 0.2 0.3 0.4
flmm/rev]

YF

+ YF for finishing of stainless steel.

« Inclination angle design is used to
reduce cutting resistance and ensure
good chip control.

Lo

0 0.1 0.2 0.3 0.4
flmm/rev]

SM

+ SM for medium cutting of stainless steel
and mild steel.
+ Sharp cutting edge.

ap[mm]

’ [\_,J
0 0.1 0.2 0.3 0.4 0.5
£ [mm/rev]

LM

« LM for semi-finishing of stainless steel
and high temperature alloy.

«Variable rake angle and cutting edge
width to ensure its sharpness and
strength.

» Heart-shaped chip breaker with good
chip breaking.

ap [mm]

0 0.1 0.2 0.3 0405
flmm/rev]

LR

+ LR for stainless steel of roughing.

+ Small rake angle and big cutting edge
width with strong corner.

+ Big chip breaker width and shallow.

» Large chip breaker width and shallow
chip breaker depth to ensure good chip
removal.

ap [mm]

a2 o o

w

0 010203040506 0.7
£[mm/rev]
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80°Rhombic

55°Rhombic

90°Square

General Turning |

60°Regular Triangle

35°Rhombic

TURNING TOOLS

80°Trigon

<=7

CNMG-TP

DNMG-TP

SNMG-TP

TNMG-TP

VNMG-TP

WNMG-TP

P036

P041

P044

P048

P052

P055

[

CNMG-SF DNMG- SF SNMG-SF TNMG- SF VNMG- SF WNMG-SF
P034 P039 P043 P04T P0O51 PO53
>
J Lo
CNMG-YF DNMG- YF SNMG- YF TNMG- YF VNMG- YF WNMG-YF
P034 P039 P043 P047 P051 PO53
- OA - - -~
S— A f— B e ——
——_—— —— L~
CNMG-SM DNMG- SM SNMG- SM TNMG- SM VNMG- SM WNMG-SM
P036 P040 P044 P048 P052 P055
T—— b e 2 2 Ay 0l
J Ay W > S f
% J - I
4 @ii5 4 S‘Cii§ . }jiiﬁ
S=tie — e Uo 8 AT
CNMG-LM DNMG- LM SNMG- LM TNMG- LM VNMG- LM WNMG-LM
P036 P041 P045 P049 P052 P056

CNMG-LR

DNMG-LR

SNMG-LR

TNMG-LR

WNMG-LR

P037

P042

P045

P049

P056
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Negative)

Chip

Biresli@r Features Application Range Cross Section Chip Breaker

ap [mm]

« WMV for semi-finishing of general steel,

alloy steel and cast iron.

WMV « Large chip breaker with low chip
removal resistance.

(Wiper) « Excellent sharp cutting edge and

strength.

+ Good surface quality.

8w s o o

0 010203040506 070809 .
Flmirev]

ap [mm]

+ MK for finishing of cast iron.

M K » The cutting edge combines sharpness
and strength, with low chip removal 2

resistance. 1

0 0.1 0.2 0.3 0405
£ [mm/rev]

ap [mm]

0.30

& o o

+ UK for machining cast iron.
UK + Good performance after medium
cutting for general conditions. 16°

w

0 010203040506 07
fmm/rev]

ap [mm]

o
o
w
(=3

« HK for cast iron heavy cutting.
HK « Strong cutting edge, big chip pocket,
good at big cutting depth and width.

IS

w

2 24°

0 010203040506 07
£ [mm/rev]

ap [mm]

7
6
« Flat-top for cast iron used. 5 {
Flat « Stable placement. 4 -
« Strong edge design for intermittent s 0°
cutting conditions. )

0 010203040506 07
flmm/rev]
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General Turning | TURNING TOOLS

80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

Wiper Wiper Wiper] Wiper
CNMG-WMV DNMX-WMV TNMX-WMV WNMG-WMV
P036 P041 PO49 P0O55
CNMG-MK DNMG-MK SNMG-MK TNMG-MK VNMG-MK WNMG-MK
P037 P042 PO45 P049 P052 P0O55
CNMG-UK DNMG-UK SNMG-UK TNMG-UK VNMG-UK WNMG-UK

P037 P042 PO45 PO49 PO52 P056

CNMG-HK DNMG-HK SNMG-HK TNMG- HK VNMG- HK WNMG- HK
P038 P042 P046 P050 P052 P056

CNMA DNMA SNMA TNMA WNMA
P038 P042 P046 P050 P056
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TURNING TOOLS | General Turning

Overview of Turning Inserts

Turning Inserts (Negative)

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

EL

« EL for finishing to semi-finishing of high
temperature alloy and titanium alloy.

« Suitable for processing long
overhanging and thin-walled
workpieces.

« Low cutting force to avoid vibration.

ap [mm]

—

0

0.1 0.2 0.3 0.4 0.5
f[mm/rev]

13°

EM

« EM for semi-finishing to roughing of
high-temperature alloy.

« High cutting edge strength, suitable for
deep cutting processing.

ap [mm]

- N @ s oo

0.1 0.2 0.3 0.4 0506 0.7
[mme rev]

SML

« SML for finishing to semi-finishing of
stainless steel and high temperature
alloy.

« Inclination angle design reduces
cutting resistance and ensures good chip
control.

ap [mm]

> o o

w

0 0.1 0203040506 07

flmm/rev]

SMM

» SMM for semi-finishing to roughing of
stainless steel and high-temperature
alloy.

«» Unique chip-breaker design to meet
different cutting depth and feed

processing, ensuring processing stability.

ap[mm]

& o o

w

0

0.1 0.2 0.3 0.4 0.50.6 0.7
£lmm/rev]

0.05

g° 8°

|
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General Turning

TURNING TOOLS

80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
&7 A
R
CNMG-EL DNMG-EL VNMG-EL WNMG-EL
P034 P039 PO51 P053
7 — AN
< - s @ y
4 - Py = -
—— —_
CNMG-EM DNMG-EM SNMG-EM TNMG-EM VNMG-EM WNMG-EM
P036 P041 P045 P049 P052 P055
e hs
CNMG-SML DNMG-SML VNMG-SML WNMG-SML
P035 P040 P051 P053

4

CNMG-SMM

DNMG-SMM

SNMG-SMM

VNMG-SMM

WNMG-SMM

P036

P041

P045

P052

P055
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TURNING TOOLS |

General Turning

Overview of Turning Inserts
Turning Inserts (Positive)
5°Clearance Angle

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

ap [mm]
|
+ MM for semi-finishing and finishing of 3
general steel, alloy steel and stainless
MM steel. z (Y
» Sharp cutting edge, enables high e 15° 8°
surface quality. L
0 0.1 0203
fmm/rev]
ap [mm]
5
« SPL for light cutting of general steel and 4 0.2
S P L alloy steel; 5
+ Wide range of chip-breaking and ) ()
versatility. 6° 16°
"TD
0 0.1 0.2 0.3 0.4 ?[:m/rev]
ap [mm]
+GP for light cutting of general steel, alloy ‘
steel,stainless steel and cast iron. 3 0.13
G P «The combination of flat edge and double ) ]
rake ensures a strong point degree and oo 6

cutting sharpness.

N

0 0.1 0.2 0.3 0.4
f[mm/rev]

TP

TP for light cutting of general steel, alloy
steel and cast iron.

«Dual rake angle and big cutting edge
width design to promote its strength.
«Overall pattern design, stable and
reliable installation.

«Arrow chip breaker improves chip
breaking performance during big cutting
depth.

ap [mm]

L
S

0 0.1 0.2 0.3 0.4
F[mm/rev]

KM

KM for semi-finishing and roughing of
general steel, alloy steel and cast iron.
+Variable land design, combine sharpness
with fracture resistance.

0 0.1 0.2 0.3 0.4 0.5
f[mm/rev]

e

18°
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General Turning |

60°Regular Triangle

35°Rhombic

TURNING TOOLS

80°Trigon

VBMT-MM

P065

k

VBMT-SPL

P065

:

VBMT-GP

P065

t

VBMT-TP

P065

X

VBMT-KM

P065
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Positive)
7°Clearance Angle

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

MM

« MM for light cutting of general steel,
alloy steel and stainless steel.

« Sharp cutting edge, enables high
surface quality.

g
0 0.1 0.2 0.3
£ [mm/rev]

f

15° 8°

SPL

« SPL for light cutting of general steel and
alloy steel;

+ Wide range of chip-breaking and
versatility.

T

0 0.1 0203 0405
flmm/rev]

0.2

/

e~

(=]
°

16°

GP

+ GP for light cutting of general steel,
alloy steel, stainless steel and cast iron.
+ The combination of flat edge and
double rake ensures a strong point
degree and cutting sharpness.

==

0 0.1 020304
mm/rev]

0.13

g°

-
©
o

TP

« TP for light cutting of general steel,
alloy steel and cast iron.

+ Dual rake angle and big cutting edge
width design to promote its strength.

» Overall pattern design, stable and
reliable installation.

« Arrow chip breaker improves chip
breaking performance during big cutting
depth.

ap [mm]

L
=

0 01 020304
flmm/rev]

0.12

13°
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55°Rhombic

90°Square

General Turning |

60°Regular Triangle

35°Rhombic

TURNING TOOLS

80°Trigon

&

-
A4
CCMT-MM DCMT-MM SCMT-MM TCMT-MM VCMT-MM
P0O57 P059 P061 P062 P066

CCMT-SPL

DCMT-SPL

TCMT-SPL

VCMT-SPL

PO57

P059

P062

P066

>
L

>

\

CCMT-GP
CCGT-GP

DCMT-GP
DCGT-GP

SCMT-GP

TCMT-GP
TCGT-GP

VCMT-GP
VCGT-GP

WCMT-GP

PO57

P059

P061

P062

P066

Po67

CCMT-TP

DCMT-TP

SCMT-TP

TCMT-TP

P057

P059

P061

P062
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Positive)
7°Clearance Angle

Chip I : _
Biresli@r Features Application Range Cross Section Chip Breaker

° 0418
+ KM for semi-finishing and roughing of ¢
KM general steel, alloy steel and cast iron. 3 {
+Variable land design, combine 2 18°
sharpness with fracture resistance. ,

0 0.1 0.2 0.3 0.4 0.5
£ [mm/rev]

ap [mm]

o

N

+ AL for aluminum alloy cutting.
AL « Large rake angle, cutting edge
sharpness. 2

w

25°12°

0 010203 040506 0.7
Flmm/rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

L7

CCMT-KM DCMT-KM SCMT-KM TCMT-KM VCMT-KM

P058 P059 PO61 P062 P066

— C—

2

=N A N ~ V%

CCGX-AL DCGX-AL SCGX-AL TCGX-AL VCGX-AL

P058 P060 PO61 P063 P066
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Positive)
11°Clearance Angle

Chip

o Features

Application Range

Cross Section Chip Breaker

+ MM for light cutting of general steel,
M M alloy steel and stainless steel.

«Sharp cutting edge, enables high surface
quality.

ap [mm]

[

3

2

.

1L_ -

0 01 0203
f[mm/rev]

« SPL for light cutting of general steel and
alloy steel;

+ Wide range of chip-breaking and
versatility.

SPL

"D

0 0.1 0203 0405
flmm/rev]

+GP for light cutting of general steel, alloy
steel,stainless steel and cast iron.

GP - The combination of flat edge and
double rake ensures a strong point
degree and cutting sharpness.

-

0 0.1 020304
f[mm/rev]

19° 8

« TP for light cutting of general steel,
alloy steel and cast iron.

+ Dual rake angle and big cutting edge
width design to promote its strength.
TP + Overall pattern design, stable and
reliable installation.

« Arrow chip breaker improves chip
breaking performance during big cutting
depth.

ap [mm]

il
=D

0 0.1 0203 04
f [mm/rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

)
@o
0

TPMT-MM

P064

TPMT-SPL

P064

CPGT-GP TPGT-GP

P058 P064

P

TPMT-TP

P064
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TURNING TOOLS |

General Turning

Turning Insert (Negative)

CN

Rhombic 80° with Hole

Ordering Code

Dimension

(mm)

Coated Carbides

Carbides

Cermet

LE

D1

RE

GPT6110
GPT6120
GPT6130
GP1105

GP1120

GP1130

GP1135

GM1115

GM1125

GM1230

GM3215

GM3220
GM3225
GK1115

GK1120

GK1125

GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

NS

=

CNMG090304-QF

9.7 9.525 3.18

3.81

0.4

CNMG120404-QF

129 12.7 476

5.16

0.4

CNMG120408-QF

129 12.7 476

5.16

0.8

® o O  GPl115

O

® ® O  GP1225

CNMG120404-TF

129 12.7 476

5.16

0.4

CNMG120408-TF

129 12.7 476

5.16

0.8

CNMG090308-GF

9.7 9.525 3.18

3.81

0.8

CNMG120404-GF

129 12.71 4.76

5.16

0.4

CNMG120408-GF

129 12.71 476

5.16

0.8

CNMG120412-GF

129 12.71 476

5.16

1.2

® O |® O

CNMG120404-SF

129 12.71 476

5.16

0.4

CNMG120408-SF

129 12.71 476

5.16

0.8

CNMG120404-YF

129 12.7 476

5.16

0.4

CNMG120408-YF

129 12.7 476

5.16

0.8

CNMG120404-SPL

129 12.7 476

5.16

0.4

CNMG120404-EL

129 12.7 476

5.16

0.4

CNMG120408-EL

129 12.7 476

5.16

0.8

CNMG120412-EL

129 127 476

5.16

1.2

CNMG160608-EL

16.1 15.875 6.35

6.35

0.8

CNMG160612-EL

16.1 15.875 6.35

6.35

1.2

CNMG190608-EL

19.3 19.05 6.35

7.94

0.8

CNMG190612-EL

19.3 19.05 6.35

7.94

1.2

034 _ GESAC
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General Turning | TURNING TOOLS

Turning Insert (Negative)

CN

Rhombic 80° with Hole

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC S D1 RE

GPT6110
GPT6120
GPT6130
GP1105
GP1115
GP1120
GP1225
GP1130
GP1135
GM1115
GM1125
GM1230
GM3215
GM3220
GM3225
GK1115
GK1120
GK1125
® ® o GST7115
GST7120
® @  (GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

CNMG120404-SML 12.9 12.7 4.76 5.16 0.4
CNMG120408-SML 12,9 12.7 4.76 5.16 0.8
CNMG120412-SML 12.9 12.7 4.76 516 1.2

CNMG090304-QM 9.7 9.525 3.18 3.81 04 O
CNMG090308-QM 9.7 9.525 3.18 3.81 0.8
CNMG120404-QM 12,9 12.7 476 516 04 @ @ @
CNMG120408-QM 12,9 12.7 476 516 08 ®© @ @
CNMG120412-QM 12,9 127 476 516 12 @ @ @
CNMG120416-QM 129 12.7 4.76 5.16 1.6
CNMG160608-QM 16.1 15.875 6.35 635 0.8 @ ® ®
CNMG160612-QM 16.1 15.875 6.35 635 1.2 @ @ @
CNMG190608-QM 19.3 19.05 6.35 7.94 0.8 O O O
CNMG190612-QM 19.3 19.05 6.35 7.94 1.2 ®
CNMG190616-QM 19.3 19.05 6.35 7.94 1.6 O
CNMG120404-GM 129 12.7 4.76 5.16 0.4

e 6 o o o o
oO|lC|le e | @& @& O O

O e e O e e e ¢ O e o o O o o o o O

CNMG120408-GM 129 12.7 4.76 5.16 0.8

CNMG120412-GM 129 12.7 4.76 5.16 1.2
CNMG120416-GM 129 12.7 4.76 516 1.6
CNMG160608-GM 16.1 15875 6.35 6.35 0.8
CNMG160612-GM 16.1 15875 6.35 6.35 1.2
CNMG160616-GM 16.1 15875 6.35 6.35 1.6
CNMG190608-GM 19.3 19.05 6.35 7.94 0.8
CNMG190612-GM 19.3 19.05 6.35 7.94 1.2
CNMG190616-GM 19.3 19.05 6.35 7.94 1.6
CNMG120408R-SV 12.9 12.7 4.76 5.16 0.8
@ CNMG120408L-SV 12.9 12.7 4.76 5.16 0.8

e 6 6 6 O o o o o o o oo o o o o oo O o o o O o

@®Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

CN

Rhombic 80° with Hole

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC $ D1 RE

GPT6110
GPT6120
GPT6130
GP1105
GP1115
GP1120
GP1225
GP1130
GP1135
GM1115
e © ¢ o O GMI1125
®e ®© ® O O |GM1230
GM3215
GM3220
e © o o e GM3225
GK1115
GK1120
GK1125
GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

CNMG090304-SM 9.7 9.525 3.18 3.81 0.4
CNMG090308-SM 9.7 9.525 3.18 3.81 0.8
CNMG120404-SM 12,9 12.7 476 5.16 04
CNMG120408-SM 12,9 12.7 4.76 5.16 0.8
CNMG120412-SM 129 12.7 4.76 5.16 1.2
CNMG120416-SM 12,9 12.7 476 5.16 1.6
CNMG160608-SM 16.1 15875 6.35 6.35 0.8
CNMG160612-SM  16.1 15875 6.35 6.35 1.2
CNMG160616-SM  16.1 15875 6.35 6.35 1.6
CNMG190608-SM  19.3 19.05 6.35 7.94 0.8
CNMG190612-SM  19.3 19.05 6.35 7.94 1.2
CNMG190616-SM  19.3 19.05 6.35 7.94 1.6 9|0 |©
CNMG120404-TP 129 12.7 4.76 516 0.4 o0
CNMG120408-TP 129 12.7 4.76 5.16 0.8 ce

[
O
[

®e o o O

CNMG120404-LM 129 12.7 4.76 516 0.4 o000 00
CNMG120408-LM 129 12.7 4.76 5.16 0.8 o000 0

CNMG120412-LM 129 12.7 4.76 5.16 1.2 [ 3 ORI

CNMG120404-EM 129 12.7 4.76 5.16 0.4
CNMG120408-EM 12,9 12.7 476 5.16 0.8
CNMG120412-EM 12,9 12.7 476 516 12
CNMG160608-EM 16.1 15.875 6.35 6.35 0.8
CNMG160612-EM 16.1 15.875 6.35 6.35 1.2
CNMG120404-SMM 12.9 12.7 4.76 5.16 0.4

CNMG120408-SMM 12.9 12.7 4.76 5.16 0.8

CNMG120412-SMM 12.9 12.7 4.76 5.16 1.2

CNMG120408-WMV 12.9 12.7 4.76 5.16 0.8 ® O

CNMG120412-WMV 12,9 12.7 4.76 5.16 1.2 O

@Stock OAvailable Upon Order
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Turning Insert (Negative)

CN

Rhombic 80° with Hole

Ordering Code

Dimension

(mm)

General Turning |

Coated Carbides

TURNING TOOLS

Carbides

Cermet

LE

D1

RE

GPT6110
GPT6120
GPT6130
GP1105

GP1115

GP1120

GP1225

GP1130

GP1135
GM1115
GM1125
GM1230
GM3215
GM3220
GM3225

GK1125

GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

CNMG120404-MK

12.9

12.7

4.76

5.16

0.4

CNMG120408-MK

12.9

12.7

4.76

5.16

0.8

CNMG120412-MK

12.9

12.7

4.76

5.16

1.2

® ©® o GKI1115
® o o GKI1120

CNMG120404-UK

12.9

12.7

4.76

5.16

0.4

O

CNMG120408-UK

12.9

12.7

4.76

5.16

0.8

CNMG120412-UK

12.9

12.7

4.76

5.16

1.2

CNMG120416-UK

12.9

12.7

4.76

5.16

1.6

CNMG160608-UK

l6.1

15.875

6.35

6.35

0.8

CNMG160612-UK

16.1

15.875

6.35

6.35

1.2

CNMG160616-UK

l6.1

15.875

6.35

6.35

1.6

CNMG190612-UK

19.3

19.05

6.35

7.94

1.2

CNMG190616-UK

19.3

19.05

6.35

7.94

1.6

® 6 O e e O o o o

O e e e e O e o o

CNMG120408-LR

12.9

12.7

4.76

5.16

0.8

CNMG120412-LR

12.9

12.7

4.76

5.16

1.2

CNMG120416-LR

12.9

12.7

4.76

5.16

1.6

CNMG160608-LR

16.1

15.875

6.35

6.35

0.8

CNMG160612-LR

16.1

15.875

6.35

6.35

1.2

CNMG190612-LR

193

19.05

6.35

7.94

1.2

CNMG190616-LR

193

19.05

6.35

7.94

1.6

e 6 6 O O e o

® O 0 O

CNMG120408-QR

12.9

12.7

4.76

5.16

08 oo 000

CNMG120412-QR

12.9

12.7

4.76

5.16

12 e® 0O

CNMG120416-QR

12.9

12.7

4.76

5.16

16 ® O

CNMG160608-QR

16.1

15.875

6.35

6.35

0.8

CNMG160612-QR

l6.1

15.875

6.35

6.35

12 0000

CNMG160616-QR

l6.1

15.875

6.35

6.35

16 eo® 0O

CNMG190608-QR

19.3

19.05

6.35

7.94

0.8 OO O

CNMG190612-QR

19.3

19.05

6.35

7.94

1.2

CNMG190616-QR

19.3

19.05

6.35

7.94

16 ©O O

CNMG190624-QR

19.3

19.05

6.35

7.94

24 00O

C e ® O|O0C @ O e e o

CNMG250924-QR

25.8

25.4

9.52

9.12

24 OO0 O

@Stock (OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

CN

Rhombic 80° with Hole

DiTni';:)ion Coated Carbides Carbides Cermet
Ordering Code SISIR blnlalnalnl | 1 o v | hloln 8IS I8N R ol ===
5555555555 5555555588885555666
CNMG120408-HK 129 12.7 4.76 5.16 0.8 e o [N )
CNMG120412-HK 129 127 4.76 516 1.2 [ 2
CNMG120416-HK 129 12.7 4.76 5.16 1.6 [ 3 ]
CNMG160612-HK 16.1 15.875 6.35 6.35 1.2 L] 0o
CNMG160616-HK 16.1 15.875 6.35 6.35 1.6 [ 2
CNMG190612-HK 19.3 19.05 6.35 7.94 1.2 ® 0O
CNMG190616-HK 19.3 19.05 6.35 7.94 1.6 o o
. CNMM190616-QH 19.3 19.05 6.35 7.94 1.6 ¢}
m CNMM190624-QH 19.3 19.05 6.35 7.94 24 O O O [
CNMM250924-QH 25.8 254 952 912 24 O0oCee®e e O
CNMA120404 129 12.7 4.76 516 0.4 e o
CNMA120408 129 12.7 4.76 516 0.8 [ 3 ]
CNMA120412 129 12.7 4.76 516 1.2 [ 3 )
CNMA120416 129 12.7 4.76 516 1.6 ® e O
CNMA160612 16.1 15875 6.35 6.35 1.2 [ 3 )
CNMA160616 16.1 15875 6.35 6.35 1.6 ® e
CNMA160620 16.1 15875 6.35 6.35 2.0 [
CNMA190612 19.3 19.05 6.35 7.94 1.2 o o
CNMA190616 19.3 19.05 6.35 7.94 1.6 °
CNMA190624 19.3 19.05 6.35 7.94 2.4 °

@Stock (OAvailable Upon Order
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Turning Insert (Negative)

DN

Rhombic 55° with Hole

Ordering Code

Dimension
(mm)

General Turning |

Coated Carbides

TURNING TOOLS

Carbides

Cermet

LE

D1

RE

GP1105

GP1120

GP1130

GP1135
GM1115
GM1125
GM1230
GM3215
GM3220
GM3225
GK1115

GK1120

GK1125

GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

DNMG110404-QF

11.6

9.525 4.76 3.81

0.4

DNMG110408-QF

11.6

9.525 4.76 3.81

0.8

DNMG150404-QF

15.5

12.7 4.76 5.16

0.4

® ® o GPT6130

DNMG150408-QF

155

12.7 4.76 5.16

0.8

DNMG150604-QF

15.5

12.7 6.35 5.16

0.4

O e e e @ GPT6110
®e © © o o GPT6120

O |O

DNMG150608-QF

155

12.7 6.35 5.16

0.8

e ¢ ¢ o o o GPll1l5

® ¢ O O @ O | GP1225

DNMG150404-TF

15.5

12.7 4.76 5.16

0.4

DNMG150408-TF

155

12.7 4.76 5.16

0.8

DNMG110404-GF

11.6

9.525 4.76 3.81

0.4

DNMG110408-GF

11.6

9.525 4.76 3.81

0.8

DNMG150404-GF

15.5

12.7 476 5.16

0.4

DNMG150408-GF

iS85

12.7 4.76 5.16

0.8

DNMG150608-GF

15.5

12.7 6.35 5.16

0.8

[oNN BNeRNCHNG)

DNMG110404-SF

11.6

9.525 4.76 3.81

0.4

DNMG110408-SF

11.6

9.525 4.76 3.81

0.8

DNMG150404-SF

1515

12.7 4.76 5.16

0.4

DNMG150408-SF

15.5

12.7 4.76 5.16

0.8

DNMG150604-SF

155

12.7 6.35 5.16

0.4

DNMG150608-SF

15.5

12.7 6.35 5.16

0.8

®e & o o O O

DNMG150404-YF

153

12.7 4.76 5.16

0.4

DNMG150408-YF

15.5

12.7 4.76 5.16

0.8

DNMG150604-YF

155

12.7 6.35 5.16

0.4

® &6 &6 OO0 |O0|O0 |00

DNMG150608-YF

15.5

12.7 6.35 5.16

0.8

DNMG150404-SPL

155

12.7 4.76 5.16

0.4

DNMG150408-SPL

15.5

12.7 4.76 5.16

0.8

DNMG150404-EL

155

12.7 4.76 5.16

0.4

DNMG150408-EL

15.5

12.7 476 5.16

0.8

DNMG150412-EL

iS85

12.7 4.76 5.16

1.2

DNMG150604-EL

15.5

12.7 6.35 5.16

0.4

DNMG150608-EL

15.5

12.7 6.35 5.16

0.8

DNMG150612-EL

155

12.7 6.35 5.16

1.2

@®Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

DN

Rhombic 55° with Hole

Ordering Code

Dimension

(mm)

Coated Carbides

Carbides Cermet

LE IC

D1

RE

GPT6110
GPT6120
GPT6130
GP1105

GP1115

GP1120

GP1225

GP1130

GP1135
GM1115
GM1125
GM1230
GM3215
GM3220
GM3225
GK1115

GK1120

GK1125

GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

DNMG150404-SML

155 12.7

4.76

5.16

0.4

155 12.7

4.76

5.16

0.8

/@’“"‘ DNMG150408-SML
7

DNMG150604-SML

155 12.7

6.35

5.16

0.4

DNMG150608-SML

155 127

6.35

5.16

0.8

® ® @ o  GST7115

DNMG110404-QM

11.6 9.525

4.76

381

04 ®

DNMG110408-QM

11.6 9.525

4.76

3.81

0.8

DNMG110412-QM

11.6 9.525

4.76

3.81

1.2

DNMG150404-QM

US5| 12,7

4.76

5.16

0.4

DNMG150408-QM

155 12.7

4.76

5.16

0.8

DNMG150412-QM

155 12.7

4.76

5.16

1.2

DNMG150604-QM

155 12.7

6.35

5.16

0.4

DNMG150608-QM

135 121

6.35

5.16

0.8

DNMG150612-QM

155 12.7

6.35

5.16

1.2

e 6 6 o o O o o o

0O/l0|0O| @ | @®@ ® O |O O

DNMG110404-GM

11.6 9.525

4.76

3.81

0.4

DNMG110408-GM

11.6 9.525

4.76

3.81

0.8

®e o O e

DNMG150404-GM

155 12.7

4.76

5.16

0.4

~ 4 DNMG150408-GM

155 12.7

4.76

5.16

0.8

DNMG150412-GM

155 12.7

4.76

5.16

1.2

DNMG150604-GM

155 12.7

6.35

5.16

0.4

DNMG150608-GM

155 12.7

6.35

5.16

0.8

DNMG150612-GM

155 12.7

6.35

5.16

1.2

O e O e O e e

DNMG150616-GM

135 1241

6.35

5.16

1.6

® 6 6 6 &6 o o o o o o o o o o O o o

DNMG150404R-SV

155 12.7

4.76

5.16

0.4

DNMG150404L-SV

53| 121

4.76

5.16

0.4

O DNMG150604R-SV

155 12.7

6.35

5.16

0.4

DNMG150604L-SV

53| 121

6.35

5.16

0.4

DNMG150608R-SV

155 12.7

6.35

5.16

0.8

DNMG150608L-SV

155 12.7

6.35

5.16

0.8

DNMG110404-SM

11.6 9.525

4.76

3.81

0.4

DNMG110408-SM

11.6 9.525

4.76

3.81

0.8

e O o o o o

(@)
[ ]

DNMG110412-SM

11.6 9.525

4.76

3.81

1.2

155 12.7

4.76

5.16

0.4

DNMG150404-SM
~
DNMG150408-SM

155 12.7

4.76

5.16

0.8

DNMG150604-SM

155 12.7

6.35

5.16

0.4

O O

DNMG150608-SM

155 12.7

6.35

5.16

0.8

DNMG150612-SM

155 12.7

6.35

5.16

1.2

[ONN NECHN NN6)
Ol e|O | @O
[ ]
O e e e e o o o

040 _ GESAC
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General Turning | TURNING TOOLS

Turning Insert (Negative)

DN

Rhombic 55° with Hole

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC S D1 RE

GPT6110
GPT6120
GPT6130
GP1105
GM3220
GM3225
GK1115
GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GN9130
GP92TM

e 6 6 ¢ ¢ O o o GP31TM

GN9120
® O/ O ®@ OO O O|GPI91ITM

GP1115
GP1120
GP1225
GP1130
GP1135
GM1115
GM1125
GM1230
GM3215
GK1120
GK1125

DNMG150404-TP 15,5 12.7 4.76 516 0.4
DNMG150408-TP  15.5 12.7 4.76 5.16 0.8
DNMG150604-TP 15,5 12.7 6.35 516 0.4
DNMG150608-TP  15.5 12.7 6.35 5.16 0.8
DNMG150404R-TS 15.5 12.7 6.35 516 0.4
DNMG150404L-TS 15.5 12.7 6.35 516 0.4
DNMG150408R-TS 15.5 12.7 6.35 516 0.8
DNMG150408L-TS 15.5 12.7 6.35 5.16 0.8
DNMG110404-LM 11.6 9.525 4.76 3.81 0.4 )
DNMG110408-LM 11.6 9.525 4.76 3.81 0.8

DNMG150404-LM 15.5 12.7 4.76 5.16 0.4

® O|® O
|0 |0 |0

® O/ O | e O |e O
e o o o

® 6 6 O o o o o

# DNMG150408-LM 155 12.7 476 516 0.8

DNMG150412-LM 15.5 12.7 4.76 5.16 1.2

DNMG150604-LM 15.5 12.7 6.35 5.16 0.4

DNMG150608-LM 15.5 12.7 6.35 5.16 0.8

0|00 |]O0]0O]|O

DNMG150612-LM 15.5 12.7 6.35 5.16 1.2

DNMG150408-EM 15.5 12.7 4.76 5.16 0.8 o0

DNMG150412-EM 15.5 12.7 4.76 5.16 1.2
DNMG150608-EM 15.5 12.7 6.35 5.16 0.8
DNMG150612-EM 15.5 12.7 6.35 516 1.2
DNMG150408-SMM 15.5 12.7 4.76 5.16 0.8
DNMG150608-SMM 15.5 12.7 6.35 5.16 0.8

DNMX150408-WMV 15.5 12.7 4.76 5.16 0.8 O
DNMX150412-WMV 15.5 12.7 4.76 5.16 1.2 [}
DNMX150608-WMV 15.5 12.7 6.35 5.16 0.8 O
DNMX150612-WMV 15.5 12.7 6.35 5.16 1.2 cee

@®Stock (OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

DN

Rhombic 55° with Hole

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC S D1 RE

GPT6110
GPT6120
GPT6130
GP1105
GM3225
GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GP31TM
GP91TM
GP92TM

® © o o o (GKI1ll5
® 6 & o o o GKI1120

o
N
[
™
=
(G

GP1115
GP1120
GP1225
GP1130
GP1135
GM1115
GM1125
GM1230
GM3215
GK1125
GN9120
GN9130

DNMG150404-MK 155 12.7 4.76 5.16 0.4
DNMG150408-MK 15.5 12.7 4.76 5.16 0.8
DNMG150412-MK 155 12.7 4.76 5.16 1.2
DNMG150604-MK 15.5 12.7 6.35 5.16 0.4
DNMG150608-MK 155 12.7 6.35 5.16 0.8
DNMG150612-MK 15,5 12.7 6.35 5.16 1.2

DNMG150404-UK 155 12.7 4.76 5.16 0.4

DNMG150408-UK 155 12.7 4.76 5.16 0.8

DNMG150412-UK 155 12.7 4.76 5.16 1.2
’ DNMG150604-UK 155 12.7 6.35 5.16 0.4

DNMG150608-UK 155 12.7 6.35 5.16 0.8

DNMG150612-UK 155 12.7 6.35 5.16 1.2

e 6 o6 o o o o
e O e ¢ O o o

DNMG150616-UK 155 12.7 6.35 5.16 1.6

DNMG150408-LR 155 12.7 4.76 5.16 0.8

DNMG150412-LR 155 12.7 4.76 516 1.2

DNMG150608-LR 155 12.7 6.35 5.16 0.8 ®

O e | e e

DNMG150612-LR 155 12.7 6.35 5.16 1.2
DNMG150408-QR  15.5 12.7 4.76 516 08 O @ O
DNMG150412-QR 155 12.7 4.76 516 12 © @ O
DNMG150608-QR 155 12.7 6.35 516 08 ee e O
DNMG150612-QR 155 12.7 635 516 12 @O e e @
DNMG150616-QR 155 12.7 635 516 16 O @O e @
DNMG150408-HK 155 12.7 4.76 5.16 0.8
DNMG150412-HK 155 12.7 4.76 516 1.2
DNMG150608-HK 155 12.7 6.35 5.16 0.8
DNMG150612-HK 155 12.7 6.35 5.16 1.2

®e & & O O

e 6 O e o o o o o o o
e o [ONN ]
e 6 6 ¢ O o o o o o O

DNMA150404 155 12.7 4.76 5.16 0.4

DNMA150408 155 12.7 4.76 5.16 0.8

DNMA150412 155 12.7 4.76 5.16 1.2

DNMA150416 155 12.7 4.76 516 1.6

DNMA150604 155 12.7 6.35 5.16 0.4

DNMA150608 155 12.7 6.35 5.16 0.8

DNMA150612 155 12.7 6.35 5.16 1.2

@®Stock (OAvailable Upon Order
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Turning Insert (Negative)

General Turning |

TURNING TOOLS

’ fon
e ™~
7/ \
S
N VA
. RE \ LE =~ S
Square 90° with Hole -
Dimension Coated Carbides Carbides Cermet
(mm)
Ordering Code coo noo o
— N ™ o oWV ONOWVINOL—ANM Nolo|lo|=|= =
LE | ic | s | Dt | Re EEESIISEISIR - S S S NN HS SRR S 2 S SRS
v el el Pl i ie o ol it b et e ol
OOOIO0VVOOOIOVVVVVOVLVVUVOVVLVVLVOVOVIOVOVO
_ SNMG090304-QF 9.525 9.525 3.18 3.81 0.4 o
e SNMG090308-QF 9.525 9.525 3.18 3.81 0.8 o
"A/L; -Q .525 9.525 3. . .
M SNMG120404-QF 12.7 127 476 516 04 O @O O O
[r— SNMG120408-QF 12.7 127 4.76 516 08 € ® @@ O
~  SNMGIL20404-GF 12.7 12.7 476 516 0.4 o
S,
g\az\ SNMG120408-GF  12.7 12.7 4.76 5.16 0.8 ¢
SNMG120404-SF  12.7 12.7 4.76 516 0.4
! SNMG120408-SF  12.7 127 4.76 516 0.8
~  SNMG120404YF 127 12.7 476 516 0.4 ')
.l
)(‘) SNMG120408YF 12.7 127 4.76 516 0.8 ')
Cis—411
)
SNMG090304-QM 9.525 9.525 3.18 3.81 0.4 o o o
SNMG090308-QM 9.525 9.525 3.18 3.81 0.8 ® |0 |®
SNMG120404-QM 12.7 127 476 516 04 OO @@ OOe@ @
"/ SNMGI20408-QM 12.7 12.7 4.76 516 0.8 e e e e e e e @
| O“ \ SNMG120412-QM 12.7 127 476 516 12 e 0O@eOe e @
_ SNMG120416-QM 12.7 127 476 516 16 ® @ ® e O
SNMG150608-QM 15.875 15.875 6.35 635 0.8 O @O O O O
SNMG150612-QM 15.875 15.875 6.35 635 1.2 € €@ €O @ O
SNMG190612-QM 19.05 19.05 635 7.94 12 @ OO @
SNMG090304-GM  9.525 9.525 3.18 3.81 0.4 o
SNMG090308-GM 9.525 9.525 3.18 3.81 0.8 o
SNMG120404-GM 127 12.7 4.76 516 0.4 °
SNMG120408-GM 127 12.7 4.76 516 0.8 °
SNMG120412-GM 127 12.7 4.76 516 1.2 °
SNMG120416-GM 127 12.7 4.76 516 16 °
SNMG150608-GM 15.875 15.875 6.35 6.35 0.8 °
SNMG150612-GM 15.875 15.875 6.35 6.35 1.2 °
SNMG190612-GM 19.05 19.05 6.35 7.94 1.2 °
SNMG190616-GM 19.05 19.05 6.35 7.94 1.6 o

@Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)
[E— ’ \ ©

SN O

RE

Square 90° with Hole -

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC S D1 RE

GPT6110
GPT6120
GPT6130
GP1105
GM3225
GK1115
GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GP31TM
O @ O GPI1TM
GP92TM

o
N
I
{32}
=
O

GP1115
GP1120
® @ o GP1225
GP1130
GP1135
GM1115
GM1125
GM1230
GM3215
GK1120
GK1125
GN9120
GN9130

SNMG120404R-SV 12.7 12.7 4.76 5.16 0.4
SNMG120408R-SV 12.7 12.7 4.76 5.16 0.8
SNMG120408L-SV 12.7 12.7 4.76 5.16 0.8

SNMG090304-SM  9.525 9.525 3.18 3.81 0.4

SNMG120404-SM  12.7 12.7 4.76 5.16 0.4
SNMG120408-SM  12.7 12.7 4.76 5.16 0.8 @)

SNMG120412-SM  12.7 12.7 4.76 5.16 1.2

@ SNMG120416-SM  12.7 12.7 4.76 5.16 1.6

sy  S\MG150608-SM 15875 15875 6.35 6.35 0.8

SNMG150612-SM  15.875 15.875 6.35 6.35 1.2

e o o o o
[CHNORN NN )

e ¢ ¢ O o O o o o o

SNMG150616-SM  15.875 15.875 6.35 6.35 1.6

SNMG190612-SM  19.05 19.05 6.35 7.94 1.2

SNMG190616-SM  19.05 19.05 6.35 7.94 1.6

SNMG120404-TP  12.7 12.7 4.76 5.16 0.4

SNMG120408-TP  12.7 12.7 4.76 5.16 0.8

@®Stock OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Negative)

’ fon
e N
7/ \
O g
.\\ VA
. RE \ LE = s
Square 90° with Hole =
Dimension Coated Carbides Carbides Cermet
(mm)
OrdermgCOde 328mmomomﬂm%mgg\}momﬂggmgoooisi
LE I S DI RE GO SHSRBR SIS aNanSaREROdR oS 055,
EEETTZaaaa====2==CC80hhnhaz222222
(G) (GG (G} (G) (G (G Gl G GGG IC GG GG GGG IG IR IGHGHGIG] G (G (C)
= = SNMG120404-LM 12.7 12.7 4.76 516 0.4 cee
%ﬂ ¢ SNMG120408-LM  12.7 12.7 4.76 5.16 0.8 o000
~.’\,"*. SNMG120412-LM  12.7 12.7 4.76 516 1.2 [ ] [ON )
SNMG120404-EM  12.7 12.7 4.76 516 0.4 o0
SNMG120408-EM 12.7 12.7 4.76 5.16 0.8 [ N )
SNMG120412-EM  12.7 12.7 4.76 5.16 1.2 [ N )

SNMG120408-SMM 12.7 12.7 4.76 5.16 0.8

,Q«'\J
;f[m‘u SNMG120412-SMM 12,7 12.7 4.76 5.16 1.2

SNMG120404-MK 12.7 12.7 4.76 5.16 0.4
SNMG120408-MK 12.7 12.7 4.76 5.16 0.8

SNMG120412-MK  12.7 12.7 4.76 5.16 1.2

SNMG120408-UK 12.7 12.7 4.76 516 0.8 O
SNMG120412-UK 12.7 12.7 4.76 516 1.2

———
L
L N J
SNMG150412-UK 15875 15.875 4.76 6.35 1.2 o O
SNMG150608-UK  15.875 15.875 6.35 6.35 0.8
SNMG150612-UK 15875 15.875 6.35 6.35 1.2 O

SNMG150616-UK 15875 15.875 6.35 6.35 1.6

SNMG190612-UK 19.05 19.05 6.35 7.94 1.2

SNMG190616-UK  19.05 19.05 6.35 7.94 1.6

SNMG120408-LR  12.7 12.7 4.76 5.16 0.8

SNMG120412-LR  12.7 12.7 4.76 5.16 1.2 ¢)
SNMG150608-LR  15.875 15.875 6.35 6.35 0.8 [exe}
SNMG150612-LR  15.875 15.875 6.35 6.35 1.2

SNMG190612-LR  19.05 19.05 6.35 7.94 1.2

SNMG190616-LR  19.05 19.05 6.35 7.94 1.6 @) ce

C @O @
O|O0|0O | @

@Stock (OAvailable Upon Order

GESAC _ 045




TURNING TOOLS | General Turning

Turning Insert (Negative)

SN O

Square 90° with Hole - LE —

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC S D1 RE

GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GP31TM
GP91TM
GP92TM

o
NN
o
™M
==
OO

GP1130
GM1115
GM1125
GM1230
GM3215
GK1115
GK1120
GK1125
GN9120
GN9130

GP1120
OO0 |0 e e e GPl135

GP1115
Ojl0|0O e/ ®@|OC @ /O | @®@| 0O O|O| e|GP1225

GP1105

SNMG120408-QR  12.7 12.7 4.76 5.16 0.8
SNMG120412-QR  12.7 12.7 4.76 5.16 1.2
SNMG120416-QR  12.7 12.7 4.76 5.16 1.6
SNMG150608-QR  15.875 15875 6.35 6.35 0.8
SNMG150612-QR  15.875 15875 6.35 6.35 1.2
SNMG150616-QR  15.875 15875 6.35 6.35 1.6

@ i SNMG150624-QR  15.875 15.875 6.35 6.35 2.4
_‘ SNMG190608-QR  19.05 19.05 6.35 7.94 0.8
SNMG190612-QR  19.05 19.05 6.35 7.94 1.2 ¢)
SNMG190616-QR  19.05 19.05 6.35 794 16 O O O @

O | O | O |GPT6110
® O O | GPT6120
O | O | O|GPT6130

SNMG190624-QR  19.05 19.05 6.35 7.94 24 O O O
SNMG250724-QR 254 254 7.94 9.21 2.4
SNMG250924-QR 254 254 9.52 9.21 2.4
SNMG120408-HK 12.7 12.7 4.76 5.16 0.8

SNMG120412-HK  12.7 12.7 4.76 516 1.2

SNMG120416-HK 12.7 12.7 4.76 5.16 1.6
SNMG150612-HK  15.875 15.875 6.35 6.35 1.2
SNMG150616-HK  15.875 15875 6.35 6.35 1.6
SNMG190612-HK  19.05 19.05 6.35 7.94 1.2
SNMG190616-HK  19.05 19.05 6.35 7.94 1.6

O e e e

O
® 6 O o o o o

O @€/ 0 e e e o

SNMM150616-QH 15.875 15.875 6.35 7.94 1.6 oe

SNMM190612-QH 19.05 19.05 6.35 7.94 1.2

SNMM190616-QH 19.05 19.05 6.35 7.94 1.6

m SNMM190624-QH 19.05 19.05 6.35 794 24 O O

W SNMM250724-QH 254 254 7.94 9.12 24 o0
SNMM250924-QH 254 254 9.52 912 24 OO O @ O
SNMM250932-QH 254 254 9.52 9.12 3.2
SNMA090308 9.525 9.525 3.18 3.81 0.8
SNMA120404 12.7 12.7 476 516 0.4
SNMA120408 12.7 12.7 4.76 516 0.8
SNMA120412 127 12.7 476 516 1.2
SNMA120416 12.7 12.7 4.76 516 16
SNMA190612 19.05 19.05 6.35 7.94 1.2
SNMA190616 19.05 19.05 6.35 7.94 1.6
SNMA190632 19.05 19.05 6.35 7.94 3.2

O e e e e O
cle|®| O | O

[ONNONNORN NN
O o0 e e e e

O e e e e e o o

@Stock (OAvailable Upon Order
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Turning Insert (Negative)

TN

Triangle 60° with Hole

General Turning |

TURNING TOOLS

RE

Dimension Coated Carbides Carbides Cermet
(mm)
Ordering Code coo noo o
— N ™ o oWV ONOUVINOL ANM Nooo ===
LE | ic | s | D1 re EEESHISAISIS - S NN SRS HSEAR S S SEEIS
i bl s el sl il ool lo Al =t et o (0
(G) (T (G (0] (G) G (@) @) ) G GGG GG GGG GGG GIIT] (T (T) (T)
TNMG160404-QF 16.5 9.525 476 381 04 e e e 0000 o0
TNMG160408-QF 16.5 9.525 476 3.81 0.8 e e e e @ O @ o e
TNMG220404-QF 22 12,7 476 516 04 OO @ O
TNMG160404-TF  16.5 9.525 4.76 3.81 0.4
TNMG160408-TF  16.5 9.525 4.76 3.81 0.8
TNMG160404-GF  16.5 9.525 4.76 3.81 0.4
TNMG160408-GF  16.5 9.525 4.76 3.81 0.8
TNMG220404-GF 22 12.7 476 516 04
TNMG160404-SF  16.5 9.525 4.76 3.81 0.4 [ N
TNMG160408-SF 16.5 9.525 4.76 3.81 0.8
TNMG160404-YF 16.5 9.525 4.76 3.81 04 [ N ]
TNMG160408-YF 16.5 9.525 4.76 3.81 0.8 L N ]
TNMG160404-SPL 16.5 9.525 4.76 3.81 0.4
TNMG160408-SPL  16.5 9.525 4.76 3.81 0.8
TNMG110304-QM 11 6.35 3.18 2.26 04 o O
TNMG110308-QM 11 6.35 3.18 2.26 0.8 © |©
TNMG160404-QM 16.5 9.525 476 381 04 e e e 0000 © O [ X )
TNMG160408-QM 16.5 9.525 476 381 08 e o 0000000 O o e
TNMG160412-QM  16.5 9.525 476 381 1.2 e e e e e C e 0o
TNMG220408-QM 22 12.7 476 516 08 OO O e @
TNMG220412-QM 22 12.7 476 5.16 1.2 OO0 e @
TNMG220416-QM 22 12.7 4.76 5.16 1.6 o e

@Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

TN

Triangle 60° with Hole

Dimension

Coated Carbides Carbides Cermet
(mm)

Ordering Code
LE IC S Dl RE

GPT6110
GPT6120
GPT6130
GP1105
GM3215
GM3220
GM3225
GK1115
GK1120
GK1125
GST7115
GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

o
™
~
—
=
O

GP1120
GP1130
GP1135
GM1115
GM1125

GP1115
® 6 6 6 O o & o o o o O GP1225

TNMG160308-GM  16.5 9.525 3.18 3.81 0.8
TNMG160312-GM  16.5 9.525 3.18 3.81 1.2
TNMG160404-GM  16.5 9.525 4.76 3.81 0.4

i/ TNMG160408-GM  16.5 9.525 4.76 3.81 0.8
- TNMG160412-GM  16.5 9.525 4.76 3.81 1.2
TNMG220404-GM 22 12.7 476 5.16 0.4
TNMG220408-GM 22 12.7 4.76 5.16 0.8
TNMG220412-GM 22 12.7 476 5.16 1.2
TNMG160404R-SV 16.5 9.525 4.76 3.81 0.4

O

/ TNMG160404L-SV  16.5 9.525 4.76 3.81 0.4
() !

s TNMG160408R-SV  16.5 9.525 4.76 3.81 0.8

W Tn\G160408L-SV  16.5 9.525 4.76 3.81 0.8

TNMG160404-SM  16.5 9.525 4.76 3.81 0.4

[oRN NN NNCHNG)

e o o o
O 0l e e e

TNMG160408-SM  16.5 9.525 4.76 3.81 0.8

TNMG160412-SM  16.5 9.525 4.76 3.81 1.2

e OC|®@ @ O e | O e

TNMG220408-SM 22 12.7 4.76 5.16 0.8

TNMG220412-SM 22 12.7 476 5.16 1.2 [eNe}
TNMG220416-SM 22 12.7 476 516 1.6 @)
TNMG160404-TP  16.5 9.525 4.76 3.81 0.4

TNMG160408-TP  16.5 9.525 4.76 3.81 0.8

TNMG160404R-TS 16.5 9.525 4.76 3.81 0.4
TNMG160404L-TS 16.5 9.525 4.76 3.81 0.4
TNMG160408R-TS 16.5 9.525 4.76 3.81 0.8
TNMG160408L-TS 16.5 9.525 4.76 3.81 0.8

@Stock OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Negative)

TN

Triangle 60° with Hole

Dimension Coated Carbides Carbides Cermet
(mm)
Ordering Code SIQSIalnalnlein v v |oln o vlnlen/2I8I8 W S clo|oEIElE
555555565555555065558888555060660
TNMG160404-LM  16.5 9.525 4.76 3.81 0.4 Oo000Cee
L TNMG160408-LM  16.5 9.525 4.76 3.81 0.8 o000 O0O
S
.~ TNMG160412-LM 16.5 9.525 4.76 3.81 1.2 [}
—
TNMG160408-EM  16.5 9.525 4.76 3.81 0.8
‘«’i’ TNMG160412-EM  16.5 9.525 4.76 3.81 1.2
/N
SJam S
TNMX160408-WMV 16.5 9.525 4.76 3.81 0.8
A TNMX160412-WMV 16.5 9.525 4.76 3.81 1.2
Wiper]
TNMG160404-MK  16.5 9.525 4.76 3.81 0.4
TNMG160408-MK  16.5 9.525 4.76 3.81 0.8
TNMG160412-MK  16.5 9.525 4.76 3.81 1.2
TNMG160404-UK 16.5 9.525 4.76 3.81 0.4 [ N}
TNMG160408-UK  16.5 9.525 4.76 3.81 0.8 o0 0
TNMG160412-UK  16.5 9.525 4.76 3.81 1.2 ® O
TNMG160416-UK  16.5 9.525 4.76 3.81 1.6 ® OO
TNMG220408-UK 22 12.7 4.76 516 0.8 ® O
TNMG220412-UK 22 12.7 4.76 5.16 1.2 [}
TNMG220416-UK 22 12.7 4.76 516 1.6 o e
TNMG160408-LR  16.5 9.525 4.76 3.81 0.8 ® o0
TNMG160412-LR  16.5 9.525 4.76 3.81 1.2 o e
TNMG220408-LR 22 12.7 4.76 5.16 0.8 ®
TNMG160408-QR  16.5 9.525 4.76 3.81 0.8 ® ©)
TNMG160412-QR  16.5 9.525 4.76 3.81 12 O O @)
TNMG220408-QR 22 12.7 4.76 5.16 08 C @ @ ®
TNMG220412-QR 22 12.7 4.76 516 12 OO @ [
/ Q \ TNMG220416-QR 22 12.7 4.76 5.16 16 OO @ ® 0O
— TNMG270608-QR  27.5 15.875 6.35 6.35 0.8 O
TNMG270612-QR  27.5 15.875 6.35 6.35 1.2 [
TNMG270616-QR  27.5 15.875 6.35 6.35 1.6
TNMG330924-QR 33 19.05 9.52 7.94 2.4 O

@®Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

TN

Triangle 60° with Hole

Dimension Coated Carbides Carbides Cermet
(mm)

Ordering Code SR8 nlnlolnlalal v/ olnlnlolkCISISn R ololo=l=l=

55555555555555065558888855006060
TNMG160408-HK 16.5 9.525 4.76 3.81 0.8 [ X N ]
TNMG160412-HK 16.5 9.525 4.76 3.81 1.2 [N ]
TNMG220408-HK 22 127 476 516 0.8 [ N N ]
TNMG220412-HK 22 12.7 476 516 12 ® OO
TNMG220416-HK 22 12.7 476 516 1.6 [ NON ]
TNMG270612-HK 27.5 15875 6.35 6.35 1.2 e o
TNMG270616-HK 275 15875 6.35 6.35 1.6 e o
TNMA110304 11 635 3.18 226 0.4 O
TNMA160308 16.5 9.525 3.18 3.81 0.8 o o
TNMA160404 16.5 9.525 4.76 3.81 0.4 e o
TNMA160408 16.5 9.525 4.76 3.81 0.8 [ NON ]
TNMA160412 16.5 9.525 4.76 3.81 1.2 o000
TNMA160416 16.5 9.525 4.76 3.81 1.6 oOo0ce
TNMA220404 22 12.7 476 516 04 [}
TNMA220408 22 12.7 476 516 0.8 o O
TNMA220412 22 12.7 476 516 1.2 o O
TNMA220416 22 12.7 476 516 1.6 o e

@®Stock (OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Negative)

VN

Rhombic 35° with Hole

STl Coated Carbides Carbides Cermet
(mm)
Ordering Code 288mmomommmgmggmomﬂggmgooozzz
LE IC S DI RE GBSO SN SSSRRRdRdaa55,
1o e e e e e et bt el Rt Pl st ien ity
OO0V IVIOVIVIO IO VVVOVVUVOVLVLVVOLVLILVVIOIOIO
VNMG160402-QF  16.6 9.525 4.76 3.81 0.2 °
VNMG160404-QF 16.6 9.525 4.76 3.81 0.4 € @ ® @ @ O ® o) ®0
> '/V
- VNMG160408-QF 16.6 9.525 4.76 3.81 0.8 6 6 @ ® ® O @
VNMG220408-QF 22.1 12.7 4.76 5.16 0.8 e O
VNMG160404-TF  16.6 9.525 4.76 3.81 0.4
’ VNMG160408-TF  16.6 9.525 4.76 3.81 0.8
VNMG160404-GF  16.6 9.525 4.76 3.81 0.4
VNMG160408-GF  16.6 9.525 4.76 3.81 0.8 e o °
VNMG220404-GF ~ 22.1 12.7 4.76 5.16 0.4
VNMG160404-SF  16.6 9.525 4.76 3.81 0.4 o0
VNMG160408-SF  16.6 9.525 4.76 3.81 0.8
VNMG160404-YF  16.6 9.525 4.76 3.81 0.4 X
VNMG160408YF  16.6 9.525 4.76 3.81 0.8 o0
VNMG160404-SPL  16.6 9.525 4.76 3.81 0.4
’ VNMG160408-SPL  16.6 9.525 4.76 3.81 0.8
VNMG160404-EL  16.6 9.525 4.76 3.81 0.4 °
/ﬁf/’ VNMG160408-EL  16.6 9.525 4.76 3.81 0.8 )
VNMG160412-EL  16.6 9.525 4.76 3.81 1.2 o0
VNMG160404-SML 16.6 9.525 4.76 3.81 0.4
/ﬁy VNMG160408-SML 16.6 9.525 4.76 3.81 0.8
VNMG160412-SML  16.6 9.525 4.76 3.81 1.2
VNMG160404-QM 16.6 9.525 476 3.81 04 e @@ e e e @ ° )

. ‘@ ¥ VNMG160408-QM 16.6 9.525 4.76 381 0.8 ©© 000000 O
VNMG160412-QM  16.6 9.525 476 3.81 1.2 e e e o o @

}

@Stock (OAvailable Upon Order

GESAC _ 051




TURNING TOOLS | General Turning

Turning Insert (Negative)

VN

Rhombic 35° with Hole

Dimension Coated Carbides Carbides Cermet
(mm)
Ordering Code 288,_nmomomﬂmgmggmomﬂgngOOOZZZ
LE | Ic | s | b1 | RE @@ FSHSId@lE =N QS Q2SS PR RS R 2 S5 EE
FEFEFAAAdAdAdAddd 000 A d—d - FFmME200mo o
aloalaialalalala 2SS S XXNnnnZZZZaloio
OO0V IOIOIOOIVIV O VIV LVVVLOLVVLLVVLVVOVOLLOIVVOO
VNMG160404-GM 16.6 9.525 4.76 3.81 0.4 o e [
VNMG160408-GM  16.6 9.525 4.76 3.81 0.8 e o
-
J VNMG160412-GM  16.6 9.525 4.76 3.81 1.2 e o
VNMG160404-SM  16.6 9.525 4.76 3.81 0.4 Ooeoee
- VNMG160408-SM  16.6 9.525 4.76 3.81 0.8
]
VNMG160404-TP  16.6 9.525 4.76 3.81 0.4 [ N ]
”VNMG160408-TP 16.6 9.525 4.76 3.81 0.8 ce
VNMG160404-LM  16.6 9.525 4.76 3.81 0.4 Ceo0OCee
a2 VNMGL60408-LM  16.6 9.525 4.76 3.81 0.8 cecocee
VNMG160408-EM  16.6 9.525 4.76 3.81 0.8 o000
- VNMG160412-EM 16.6 9.525 4.76 3.81 1.2 o0 0

I
»

VNMG160408-SMM 16.6 9.525 4.76 3.81 0.8
— VNMG160412-SMM 16.6 9.525 4.76 3.81 1.2

VNMG160404-MK  16.6 9.525 4.76 3.81 0.4

VNMG160408-MK  16.6 9.525 4.76 3.81 0.8

VNMG160412-MK  16.6 9.525 4.76 3.81 1.2

VNMG160404-UK  16.6 9.525 4.76 3.81 0.4

’VNM6160408—UK 16.6 9.525 4.76 3.81 0.8
VNMG160412-UK  16.6 9.525 4.76 3.81 1.2

VNMG160408-HK  16.6 9.525 4.76 3.81 0.8 ®e O
VNMG160412-HK  16.6 9.525 4.76 3.81 1.2

@Stock OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Negative)

WN

Trigon 80° with Hole

Bl Coated Carbides Carbides Cermet
(mm)
Ordering Code S e e o S R P S P S e P P
e s oo ke BEZSARNAACARARAANAR RAIARANEE
F555565555555555555888858566606060
WNMGO060404-QF 6.5 9.525 4.76 381 04 Cee® O @
WNMG060408-QF 6.5 9.525 4.76 381 08 Cee® O @
WNMGO080404-QF 8.7 12.7 476 516 04 e ®@ ®@® ® O ® ® O
WNMGO080408-QF 8.7 12.7 4.76 5.16 0.8 e ®@ ®@ ® ® O ® [ )
WNMGO080404-TF 8.7 12.7 4.76 5.16 0.4 O O
WNMGO080408-TF 8.7 12.7 4.76 5.16 0.8 O O
WNMGO06T304-GF 6.5 9.525 3.97 3.81 0.4 °
WNMGO06T308-GF 6.5 9.525 3.97 3.81 0.8 @)
WNMG060404-GF 6.5 9.525 4.76 3.81 0.4 )
WNMGO060408-GF 6.5 9.525 4.76 3.81 0.8 @)
WNMGO080404-GF 8.7 12.7 4.76 5.16 0.4 ®
WNMGO080408-GF 8.7 12.7 4.76 5.16 0.8 ®
WNMG060404-SF 6.5 9.525 4.76 3.81 0.4 O ®
WNMG060408-SF 6.5 9.525 4.76 3.81 0.8 O °
WNMGO080404-SF 8.7 12.7 4.76 5.16 0.4 o0 ]
WNMGO080408-SF 8.7 12.7 4.76 5.16 0.8 ® ®
WNMG080404-YF 8.7 12.7 4.76 516 0.4 o0
WNMGO080408-YF 8.7 12.7 4.76 516 0.8 LS
WNMG080404-SPL 8.7 12.7 4.76 5.16 0.4
WNMGO080408-SPL 8.7 12.7 4.76 5.16 0.8
WNMGO080404-EL 8.7 12.7 4.76 5.16 0.4 [
WNMGO080408-EL 8.7 12.7 4.76 5.16 0.8 [ N}
WNMGO080412-EL 8.7 12.7 4.76 5.16 1.2 [ N}

WNMG080404-SML 8.7 12.7 4.76 5.16 0.4

WNMGO080408-SML 8.7 12.7 4.76 5.16 0.8

WNMG080412-SML 8.7 12.7 4.76 5.16 1.2

@Stock (OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

WN

Trigon 80° with Hole

Rshe ol Coated Carbides Carbides Cermet
(mm)
Ordering Code .‘328mmOmommmOmommom383mgooozzz
LE | e | s | b1 | RE fSiEGisi=iSi Al - o N S S S S SIS EIE 1S 2 S el
565555655555555555685555500005
WNMG060404-QM 6.5 9.525 4.76 381 04 COe O @ O [}
WNMG060408-QM 6.5 9.525 4.76 381 08 CO e e @O e O
j\ WNMG060412-QM 6.5 9.525 4.76 381 12 © OO OO
)@}\ WNMG080404-QM 8.7 12.7 4.76 5.16 04 e © © © © © 0 0 O
-~ WNMG080408-QM 8.7 12.7 476 516 0.8 €000 0 © 00 O ®
WNMG080412-QM 8.7 12.7 476 5.16 1.2 © © © © © © 0 0 ©
WNMG080416-QM 8.7 12.7 4.76 5.16 16 ee®ee® O @ O
WNMGO06T304-GM 6.5 9.525 3.97 3.81 0.4 o e [
WNMGO06T308-GM 6.5 9.525 3.97 3.81 0.8 o e
WNMGO06T312-GM 6.5 9.525 3.97 3.81 1.2 o e
; WNMG060404-GM 6.5 9.525 4.76 3.81 0.4 o e
Q/ WNMG060408-GM 6.5 9.525 4.76 3.81 0.8 o e
y WNMG080404-GM 8.7 12.7 4.76 5.16 0.4 e o
WNMGO080408-GM 8.7 12.7 4.76 5.16 0.8 e o [}
WNMG080412-GM 8.7 12.7 4.76 5.16 1.2 e o
WNMGO080416-GM 8.7 12.7 4.76 5.16 1.6 e o
WNMGO080408R-SV 8.7 12.7 4.76 5.16 0.8 [}
/@ WNMGO080408L-SV 8.7 12.7 4.76 5.16 0.8 [}

@Stock OAvailable Upon Order
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Turning Insert (Negative)

WN

Trigon 80° with Hole

General Turning |

TURNING TOOLS

PSR Coated Carbides Carbides Cermet
(mm)
Ordering Code SISISnlinlolinlolinl v i o|v o v nlolnBISISbIR olo|ol= ==
5555555555 55553558888556556565
WNMGO06T304-SM 6.5 9.525 3.97 3.81 0.4 °
WNMGO06T308-SM 6.5 9.525 3.97 3.81 0.8 °
WNMG060404-SM 6.5 9.525 4.76 3.81 0.4 Oe0 °
@ WNMG060408-SM 6.5 9.525 4.76 3.81 0.8 oo o
~_ WNMG060412-SM 6.5 9.525 4.76 3.81 1.2 e O
N WNMG080404-SM 8.7 12.7 4.76 516 0.4 Cee ee X))
WNMG080408-SM 8.7 12.7 4.76 516 0.8 eoococo0e ° e 0
WNMG080412-SM 8.7 12.7 4.76 516 1.2 cee ee
WNMG080404-TP 8.7 12.7 4.76 516 0.4 oo
A WNMG080408-TP 8.7 12.7 4.76 5.16 0.8 oo
WNMGO06T304-LM 6.5 9.525 3.97 3.81 0.4 o
WNMGO06T308-LM 6.5 9.525 3.97 3.81 0.8 oe
a WNMGO06T312-LM 6.5 9.525 3.97 3.81 1.2
\; ‘/’q \ WNMG060404-LM 6.5 9.525 4.76 3.81 0.4 coeoe
. WNMG060408-LM 6.5 9.525 4.76 3.81 0.8 e0Ce o
g
WNMG080404-LM 8.7 12.7 4.76 516 0.4 eeoco0o0o0
WNMG080408-LM 8.7 12.7 4.76 516 0.8 eeocoo0e °
WNMG080412-LM 8.7 12.7 4.76 516 1.2 ol Wolel X
WNMGO080408-EM 8.7 12.7 4.76 516 0.8 oo o
Z‘B WNMGO080412-EM 8.7 12.7 4.76 516 1.2 eo o
L
A WNMG080408-SMM 8.7 12.7 4.76 516 0.8
/@X WNMG080412-SMM 8.7 12.7 4.76 516 1.2
w——\
WNMG080408-WMV 8.7 12.7 4.76 5.16 0.8 ® 0
‘ WNMG080412-WMV 8.7 12.7 4.76 516 1.2 ® O
Wiper]
WNMG080404-MK 8.7 12.7 4.76 5.16 0.4 oo
WNMG080408-MK 8.7 12.7 4.76 5.16 0.8 o0
WNMG080412-MK 8.7 12.7 4.76 516 1.2 ° °
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TURNING TOOLS |

Turning Insert (Negative)

WN

Trigon 80° with Hole

General Turning

Pl Coated Carbides Carbides Cermet
(mm)
Ordering Code coo nmoo o
g . s o w358snzgsatasencageiffiafonszey
5555555555 55555558888556566060
WNMGO080404-UK 8.7 12.7 4.76 5.16 0.4 [ N )
WNMGO080408-UK 8.7 12.7 4.76 5.16 0.8 o0 0
WNMGO080412-UK 8.7 12.7 4.76 5.16 1.2 [ 3N )
WNMGO080408-LR 8.7 12.7 4.76 5.16 0.8 o0
WNMGO080412-LR 8.7 12.7 4.76 5.16 1.2
WNMGO080408-QR 8.7 12.7 4.76 5.16 0.8 ce @
WNMGO080412-QR 8.7 12.7 4.76 5.16 1.2 e o
WNMGO080416-QR 8.7 12.7 4.76 5.16 1.6 ® O
WNMGO6T308-HK 6.5 9.525 3.97 3.81 0.8 o0
WNMGO060408-HK 6.5 9.525 4.76 3.81 0.8 e o
WNMGO080408-HK 8.7 12.7 4.76 5.16 0.8 [ 3
WNMGO080412-HK 8.7 12.7 4.76 5.16 1.2 o0 0
WNMAO06T304 6.5 9.525 3.97 3.81 04 °
WNMA060404 6.5 9.525 4.76 3.81 0.4 e o
WNMA060408 6.5 9.525 4.76 3.81 0.8 o o
WNMA080404 8.7 12.7 4.76 516 0.4 e o
WNMA080408 8.7 12.7 4.76 5.16 0.8 [ )
WNMA080412 8.7 12.7 476 5.16 1.2 o000
WNMA080416 8.7 12.7 4.76 5.16 1.6 ® 0O
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General Turning | TURNING TOOLS

Turning Insert (Positive)

CC

Rhombic 80° with Hole

Din('\nt:::)ion Coated Carbides Carbides Cermet
OIEIEEeS 383mmomommmomommomﬂgngQOOZZZ
EE5E555553535505555888855565660606
CCMT060202-MM 6.5 6.35 238 28 02 O @@ ° oo o e
- _ CCMT060204-MM 65 6.35 2.38 2.8 04 @ @ ® o o0 o0
{/ﬂ’\:‘" CCMT060208-MM 6.5 6.35 2.38 2.8 0.8 O ® O oo e 0
J_v_[ CCMT09T302-MM 9.7 9.525 3.97 44 02 @ e e L) oo
W CMT09T304-MM 9.7 9.525 3.97 44 04 © @ @ oo oo
CCMTO09T308-MM 9.7 9.525 3.97 44 08 @ @ @ o0 oe
CCMT060202-SPL 6.5 6.35 2.38 2.8 0.2 °
CCMT060204-SPL 6.5 6.35 2.38 2.8 0.4 °
CCMTO09T302-SPL 9.7 9.525 3.97 4.4 0.2 °
CCMTO09T304-SPL 9.7 9.525 3.97 4.4 0.4 °
CCMTO09T308-SPL 9.7 9.525 3.97 4.4 0.8 °
CCMT060202-GP 6.5 635 2.38 28 02 @€ O O @ 00 ° X
CCMT060204-GP 6.5 635 238 28 04 €00 0@ e eee 00000 ')
CCMT060208-GP 6.5 635 238 28 08 @€ O O @ ©e0000000 00
CCMTO09T302-GP 9.7 9.525 3.97 44 02 @ O e @ (X ° 0o
CCMTO09T304-GP 9.7 9525 397 44 04 €00 0000 000000000 o0
CCMTO09T308-GP 9.7 9525 3.97 44 08 €600 0000 000000000 oe
CCMT120404-GP  12.9 12.7 4.76 556 04 €O e e ® eee o000 0 0o
CCMT120408-GP  12.9 12.7 4.76 556 0.8 € @O e e ® XXX oe
CCMT120412-GP  12.9 12.7 4.76 556 1.2 @ O @ O 0 0
CCGT060202-GP 6.5 6.35 2.38 2.8 0.2 °
CCGT060204-GP 6.5 6.35 2.38 2.8 0.4 °
CCGT060208-GP 6.5 6.35 2.38 2.8 0.8 °
CCGT09T302-GP 9.7 9.525 3.97 4.4 0.2 °
CCGT09T304-GP 9.7 9.525 3.97 44 0.4 °
CCGT09T308-GP 9.7 9.525 3.97 4.4 0.8 °
CCGT120404-GP  12.9 12.7 4.76 556 0.4 °
CCGT120408-GP  12.9 12.7 4.76 556 0.8 o

CCMT060202-TP 6.5 6.35 238 28 0.2
CCMT060204-TP 6.5 635 238 28 04
CCMT060208-TP 6.5 635 238 28 08
CCMTO09T302-TP 9.7 9.525 3.97 4.4 0.2
CCMTO09T304-TP 9.7 9.525 397 44 04
CCMTO09T308-TP 9.7 9.525 397 44 08
CCMT120404-TP 129 12.7 4.76 556 0.4
CCMT120408-TP 12,9 12.7 4.76 556 0.8
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TURNING TOOLS |

Turning Insert (Positive)

CC

Rhombic 80° with Hole

General Turning

Dimension Coated Carbides Carbides Cermet
(mm)
et e c s o we BH89%88835583888888 855582
BB EEEEEE35355555%3433535 3605
CCMT060204-KM 6.5 6.35 238 28 04 ® OO
CCMT09T304-KM 9.7 9.525 397 44 04 o0 0
CCMT09T308-KM 9.7 9.525 3.97 4.4 0.8 [ )
CCMT120404-KM 12,9 12.7 4.76 556 0.4 [ ]
CCMT120408-KM 129 12.7 4.76 5.56 0.8 [ N )
CCMT120412-KM 129 12.7 4.76 5.56 1.2 o000
CCGX060202-AL 6.5 6.35 238 2.8 0.2 o e
CCGX060204-AL 6.5 6.35 238 2.8 04 O®eo
CCGX060208-AL 6.5 6.35 238 2.8 0.8 O

( CCGX09T302-AL 9.7 9.525 3.97 4.4 0.2 [O}e)

a CCGX09T304-AL 9.7 9.525 397 44 04 OO0 ee
CCGX09T308-AL 9.7 9.525 3.97 44 0.8 O O
CCGX120402-AL 129 12.7 476 55 0.2 [N ]
CCGX120404-AL 129 12.7 476 55 04 OO0 @O0
CCGX120408-AL 129 12.7 476 55 0.8 O0Cee

@Stock (OAvailable Upon Order
Rhombic 80° with Hole
ML Coated Carbides Carbides Cermet
(mm)
Ordering Code SIQIR b nlolnlalal || olno|vlinlolbwBISIRn IS ololol=I=l=
LE Ic s Dl REGEESSSNANOS NS FERAEHaREE,
FEE5E55555355355558888555060666
CPGT060204-GP 6.5 6.35 238 2.8 04 [ ]
CPGT060208-GP 6.5 6.35 238 2.8 0.8 O
CPGT09T302-GP 9.7 9.525 3.97 4.4 0.2 [
CPGT09T304-GP 9.7 9.525 397 44 04 o
CPGT09T308-GP 9.7 9.525 3.97 4.4 0.8 O
CPGT120404-GP 129 12.7 4.76 556 0.4 O
CPGT120408-GP 12.9 12.7 4.76 556 0.8 [ ]
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General Turning | TURNING TOOLS

Turning Insert (Positive)

DC

Rhombic 55° with Hole

Rl Coated Carbides Carbides Cermet
(mm)
Ordering Code
g e s o ke g3SmnsnsnncfagRasaiifelesazes
e e e e e et EEEE
DCMT070202-MM 7.8 635 238 28 02 O® @ o oo oo
DCMT070204-MM 7.8 635 238 28 04 O @ ® ° oo oo
@ 7 DCMTOT0208:MM 7.8 635 238 28 08 oo
LT Y/ DCMTLIT302-MM 116 9.525 3.97 44 02 O e ® oo oo
DCMT11T304-MM 11.6 9.525 3.97 44 04 © @ ® ° oo oo
DCMT11T308-MM 11.6 9.525 397 44 0.8 © ® @ ° oo ce
DCMTO070204-SPL 7.8 6.35 238 2.8 0.4 °
DCMT11T302-SPL 11.6 9.525 3.97 4.4 0.2 °
ﬂ DCMT11T304-SPL 11.6 9.525 397 4.4 0.4 °
DCMT11T308-SPL 11.6 9.525 3.97 4.4 0.8 °
DCMT070202-GP 7.8 635 238 28 02 ® O O @ e0 ° 0o
DCMT070204-GP 7.8 635 238 28 04 ® O ® @ Cee eee O e0
DCMT070208-GP 7.8 635 238 28 08 ® O ® @ ee 00O O °
DCMT11T302-GP 11.6 9525 397 44 02 ® O ® @ 00 ° oo
DCMT11T304-GP 11.6 9.525 3.97 44 04 6@ C ®© e ® eeocecee o oo
DCMT11T308-GP 11.6 9.525 397 44 08 600 ® @ ® eee0c00e O °
DCMTIIT312-GP  11.6 9.525 3.97 4.4 12 °
DCMT150404-GP 155 12.7 4.76 556 0.4 o o e0
” DCMT150408-GP 155 12.7 4.76 556 0.8 O O ° o0 o
DCMT150412-GP 155 12.7 4.76 556 1.2 e0
DCGT070202-GP 7.8 635 238 2.8 0.2 °
DCGT070204-GP 7.8 635 238 2.8 0.4 °
DCGT070208-GP 7.8 635 238 2.8 0.8 o
DCGT11T302-GP  11.6 9.525 3.97 4.4 0.2 °
DCGT11T304-GP  11.6 9.525 3.97 4.4 0.4 °
DCGT11T308-GP  11.6 9.525 397 4.4 0.8 °
DCMT070202-TP 7.8 635 238 2.8 0.2 o0
DCMTO070204-TP 7.8 6.35 238 2.8 0.4 e0
DCMT070208-TP 7.8 635 238 2.8 0.8 oe
U DCMT11T302- TP 11.6 9.525 397 4.4 0.2 oo
DCMT1IT304-TP  11.6 9.525 3.97 4.4 0.4 oo
DCMT11T308-TP  11.6 9.525 397 4.4 0.8 e0
DCMT11T304-KM 11.6 9.525 3.97 4.4 0.4 e ©
’ DCMT11T308-KM 11.6 9.525 3.97 4.4 0.8 e o
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TURNING TOOLS | General Turning

Turning Insert (Positive)

DC

Rhombic 55° with Hole

TN Coated Carbides Carbides Cermet
(mm)
Ordering Code e nlolol o
HANMONONOMNULOMOINoMANMInNNocoo ===
LB IC 5 Dl RE ggg g SRaR S SN NANSRRREEEg8EE,
EEEfarraa=s=S==2=3CC80hnnhaz22222
G (G (G (0] () G (©) &) GG GGG ] (G G (G (GG (G GGG (G (T ()
DCGX070202-AL 7.8 635 238 28 0.2 o O
-, DCGX070204-AL 78 6.35 238 28 04 cee
(” ’ DCGX070208-AL 7.8 635 238 28 08 o O
— DCGX11T302-AL 11.6 9.525 3.97 44 0.2 OO0 e
DCGX11T304-AL 11.6 9.525 3.97 44 04 Ceee
DCGX11T308-AL 11.6 9.525 3.97 44 0.8 o e

@®Stock OAvailable Upon Order
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Turning Insert (Positive)

SC

Square 90° with Hole

Dimension

General Turning |

TURNING TOOLS

. { |
= - I—
be

{mm) Coated Carbides Carbides Cermet
Ordering Code SRS aaleln 1 ol o lnloln|BISIBlbIS ol o ===
EE55555555555555558888856656660
SCMT09T304-MM 9.525 9.525 397 44 04 O e e o0
n'\"f SCMT09T308-MM 9.525 9.525 397 44 08 O e e o0
L
SCMTO09T304-GP 9.525 9.525 3.97 44 04 e O eoo OO e 00
SCMT09T308-GP 9.525 9.525 3.97 44 08 ® @ O [} e o o0
SCMT120404-GP 12.7 12.7 4.76 556 04 e O oo O e O (@]
SCMT120408-GP 12.7 12.7 4.76 556 08 e @O e e e 00O ee0eO (¢}
SCMTO09T304-TP 9.525 9.525 3.97 4.4 0.4 O
SCMTO09T308-TP 9.525 9.525 3.97 4.4 0.8 [}
SCMT120404-TP 12.7 12.7 4.76 556 0.4 O
SCMT120408-TP 12.7 12.7 4.76 556 0.8 ¢}
SCMT09T308-KM 9.525 9.525 3.97 4.4 0.8
SCMT120408-KM 12.7 12.7 4.76 556 0.8
SCMT120412-KM 12.7 12.7 4.76 556 1.2
SCGX09T304-AL 9.525 9.525 3.97 44 04 [ogeNe}
(6 SCGX09T308-AL 9.525 9.525 3.97 44 0.8 [ogeN }
o # SCGX120404-AL 12.7 12.7 476 55 04 O O
SCGX120408-AL 12.7 12.7 4.76 55 0.8 [ogeNel

@Stock (OAvailable Upon Order
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TURNING TOOLS |

Turning Insert (Positive)

TC

General Turning

RE

60°

D1

Triangle 60° with Hole bls]
Dir?nt::qs)ion Coated Carbides Carbides Cermet
Ordering Code S e e S S T P S P G P P e
5555555535355 555508888556506060
TCMT110202-MM 11 635 238 28 02 O @O X 0
Ve TCMT110204-MM 11 635 238 28 04 @ e e oo X
@Lﬁ;k TCMT110208-MM 11 635 238 28 0.8 oo
WSS ICMT16T304-MM 165 9.525 397 44 04 e e e oo
TCMT16T308-MM 16.5 9.525 3.97 4.4 0.8 ° X
TCMT110204-SPL 11 635 2.38 2.8 0.4 °
TCMT090204-GP 9.6 556 238 25 04 © O e @ ° e © ')
TCMT110202-GP 11 635 238 28 02 @ O o 0 ° °
TCMT110204-GP 11 635 238 28 04 © O e @ oe XX ce
TCMT110208-GP 11 635 238 28 08 ® O ® @ ° eCe o e
TCMT16T304-GP 165 9.525 397 44 04 ©€ O © @ o000 o ce
TCMT16T308-GP 165 9.525 397 44 08 ® O e @ X oo o oxe)
TCMT16T312-GP 165 9.525 397 44 12 @ O ° o o
TCMT220408-GP 22 127 476 556 08 O O ® @ ° e O
TCMT220412-GP 22 12.7 4.76 556 1.2 °
TCGT090204-GP 9.6 556 238 2.5 0.4 °
TCGT110202-GP 11 635 238 2.8 0.2 °
TCGT110204-GP 11 635 238 2.8 0.4 °
TCGT110208-GP 11 635 238 2.8 0.8 °
TCGT16T304-GP  16.5 9.525 3.97 4.4 0.4 °
TCGT16T308-GP  16.5 9.525 3.97 4.4 0.8 o
TCMT090202-TP 9.6 556 2.38 2.5 0.2 oe
TCMT090204-TP 9.6 556 2.38 2.5 0.4 00
TCMT090208-TP 9.6 5.56 2.38 2.5 0.8 ')
TCMT110204TP 11 635 2.38 2.8 04 ®0
TCMT110208-TP 11 635 238 2.8 0.8 ')
TCMT16T304-TP 165 9.525 3.97 4.4 0.4 00
TCMT16T308-TP 165 9.525 3.97 4.4 0.8 ')
TCMT110204-KM 11 635 2.38 2.8 04
TCMT16T304-KM 165 9.525 3.97 4.4 0.4
TCMT16T308-KM 16.5 9.525 3.97 4.4 08
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General Turning | TURNING TOOLS

Turning Insert (Positive)

TC

Triangle 60° with Hole

N

Qi
y .\

N

I

Dimension Coated Carbides Carbides Cermet
(mm)
Ordering Code 28%,_nmc,,_,-,omﬂm%ﬂggmomﬂggmaooozzi
LE | I€ | S |D1| RE B5l@ S =2 =SSN SFYYRRRERDSS8E 8
FEFEAAAAAATDT 400N A A Al mEooomo o
oo oann =SS XnnnnZZZZaala
(G (GGG ) (GG (O O OGO C G GG GGG GG GG G T ()
TCGX090204-AL 9.6 556 238 25 04 00O
TCGX110202-AL 11 635 238 28 0.2 O O
2 TCGX110204-AL 11 6.35 238 28 04 O [
(” TCGX110208-AL 11 635 238 2.8 08 000
sy TCGX16T302-AL  16.5 9.525 3.97 4.4 0.2 o O
TCGX16T304-AL 16.5 9.525 397 44 04 (ONeN e
TCGX16T308-AL 16.5 9.525 397 44 0.8 [ONeN N6
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TURNING TOOLS |

Turning Insert (Positive)

TP

General Turning

D1

Triangle 60° with Hole 148
LU Coated Carbides Carbides Cermet
(mm)
Ordering Code e e S R T P S P A P P
sG55 55553055650888556506660
TPMT110202-MM 11 635 238 28 02 O OO °
° . TPMTIL0204MM 11 635 238 28 04 OO O .
TS TPMT110304MM 11 635 318 34 04 @ @O oo
A/
TPMT090204-SPL 9.6 556 238 25 0.4
e TPMT110304-SPL 11 635 3.18 34 04
TPGT110204-GP 11 635 238 28 04 o
TPGT110208-GP 11 635 238 28 08 o
TPGT16T304-GP 165 9.525 3.97 44 0.4 o
TPGT16T308-GP 165 9.525 3.97 44 0.8 o
TPMT090202-TP 9.6 556 2.38 25 0.2 Oe
TPMT090204-TP 9.6 556 2.38 25 0.4 oo
TPMT090208-TP 9.6 556 2.38 25 0.8 o0
TPMT110302-TP 11 635 3.18 34 0.2 oo
TPMT110304-TP 11 635 3.18 34 04 oo
TPMT110308-TP 11 635 3.18 34 08 oe
TPMT160302-TP 165 9.525 3.18 4.4 0.2 oo
TPMT160304-TP 165 9.525 3.18 4.4 0.4 oe
TPMT160308-TP 16.5 9.525 3.18 44 0.8 oo

064 _ GESAC
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Turning Insert (Positive)

VB

Rhombic 35° with Hole

General Turning |

TURNING TOOLS

LR Coated Carbides Carbides Cermet
(mm)
Ordering Code SRS aaels 1 i o|n|o|whnlolnlEI&I8lnS cloloEEE
sG55 555530555650888556506666
VBMT110304-MM 112 635 318 28 04 © ® O oo oo
VBMT110308-MM 112 635 318 2.8 08 °
P \BMT160402-MM 166 9525 476 44 0.2 °
VBMT160404-MM 16.6 9.525 4.76 4.4 0.4 .
VBMT160408-MM 16.6 9.525 4.76 4.4 0.8 °
VBMT110304-SPL 112 635 3.18 2.8 0.4
’ VBMT160404-SPL 16.6 9.525 4.76 4.4 0.4
VBMT160404-GP 16.6 9.525 4.76 4.4 0.4 o eoce ee0eee O
VBMT160408-GP 16.6 9.525 4.76 4.4 0.8 O eee OCee eee O
’ VBMT160412-GP 16.6 9.525 4.76 44 12 o e o .
VBMT110304-TP 112 635 3.18 2.8 0.4 oo
VBMT110308-TP 112 635 3.18 2.8 0.8 Y
VBMT160402-TP 16.6 9.525 4.76 4.4 0.2 00
’ VBMT160404-TP 16.6 9.525 4.76 4.4 0.4 Y
VBMT160408-TP 16,6 9525 4.76 4.4 0.8 ®0
VBMT160408-KM 16.6 9525 4.76 4.4 0.8 )
V- 4

@®Stock OAvailable Upon Order

GESAC _ 065




TURNING TOOLS | General Turning

Turning Insert (Positive)

VC

Rhombic 35° with Hole

Ll ely Coated Carbides Carbides Cermet
(mm)
Ordering Code S e e R P S S E P S
£ s ow e BEGSNSARANKRARQssRiifaisssFAR
sG55 5555305555088855656666
VCMT160404-MM 166 9525 476 44 04 © @ O
A7 VCMTIGO40BMM 166 9.525 476 44 08 @ @O
VCMT110304-SPL 112 635 3.18 28 04 °
V. 4
VCMT110304-GP 112 635 318 28 04 © O e @ ) ° e
VCMT110308-GP 112 635 318 2.8 08 o 0 o ce
VCMT160404-GP 16.6 9.525 4.76 4.4 0.4 o oo oooe e
0 VCMT160408-GP 16.6 9.525 4.76 4.4 0.8 o oo oo o
VCGT110304-GP 112 635 3.18 2.8 0.4 °
VCGT160404-GP 16,6 9.525 4.76 4.4 0.4 °
VCGT160408-GP  16.6 9.525 4.76 4.4 0.8 o
VCMT160404-KM 16.6 9.525 4.76 4.4 0.4
VCMT160408-KM 16.6 9.525 4.76 4.4 0.8
V. 4
VCGX110302-AL 112 635 3.18 2.8 02 o e
VCGX110304-AL 112 635 3.18 2.8 0.4 00 @0
VCGX110308-AL 112 635 3.18 28 0.8 00
VCGX160402-AL 166 9.525 4.76 4.4 0.2 00
VCGX160404-AL 166 9.525 4.76 44 0.4 coee
(M 7 \VCGX160408-AL 166 9.525 4.76 4.4 08 00 @0
VCGX160412-AL 166 9525 4.76 4.4 12 o e
VCGX220512-AL 221 127 556 56 12 o
VCGX220516-AL 221 127 556 56 16 o
VCGX220530-AL 221 127 556 56 3.0 o e

@®Stock (OAvailable Upon Order
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|  TURNING TOOLS

General Turning

Turning Insert (Positive)

WC

Trigon 80° with Hole

N1C6d9

NLT6d9

NLTEDD

Carbides Cermet

0ET6ND

0CTI6ND

O0TT6ND

Coated Carbides

0CTLINS

STTIESO

0€TLLSO

0CTL1SS

GTTL1SO

GCTTIMO

0CTTND

STTTMD

GCCEND

0CCENS

STCENS

0ECTINS

SCITWD

STTINS

GETTdO

0€TTdO

§GCCTdO

0CTTdD

STTTdO

SOTTdD

0€T91d9

0CT91d9

0TT9LdD

Dimension
(mm)

wl
o

—
a

IC

LE

Ordering Code

0.4

WCMTO06T304-GP 6.5 9.525 3.97 4.4

0.8

WCMTO06T308-GP 6.5 9.525 3.97 4.4
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TURNING TOOLS |

General Turning

Recommended Cutting Data (Negative Inserts)

Min-Optimum-Max

Workpiece Application  Cutting  Chip
ISO ; Hardness Grade
Materials Range Mode  Breaker Cutting Speed ~ Cutting Depth ~ Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
GPT6110  240-300-400 @ 0.40-0.80-2.00 @ 0.08-0.15-0.35
Continuous GP1105  220-280-380 = 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1115 = 200-260-360 = 0.40-0.80-2.00 = 0.08-0.15-0.35
G l GPT6120  200-280-380 @ 0.40-0.80-2.00 @ 0.08-0.15-0.35
enera
QF GP1120 = 200-260-360 = 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1225  180-240-320  0.40-0.80-2.00 = 0.08-0.15-0.35
Finishing . GPT6130  180-240-320 @ 0.40-0.80-2.00 @ 0.08-0.15-0.35
L Intermittent
Machining GP1130  180-240-320  0.40-0.80-2.00 = 0.08-0.15-0.35
GP1135 = 170-220-300 = 0.40-0.80-2.00 0.08-0.15-0.35
GP31TM = 220-300-380  0.30-0.70-1.80 | 0.07-0.14-0.35
Continuous,  TF
GP91TM = 200-280-350 0.30-0.70-1.80 | 0.07-0.14-0.35
Continuous oF GP1115  200-260-360 = 0.80-1.20-2.50 = 0.10-0.20-0.35
Intermittent GP1225 = 180-240-320 | 0.80-1.20-2.50 @ 0.10-0.20-0.35
Continuous. SPL | GP92TM | 180-240-300  0.40-1.00-2.30 = 0.12-0.20-0.30
GPT6110  220-280-380 @ 0.80-2.00-4.00 @ 0.15-0.20-0.40
GP1105  200-260-360 = 0.80-2.00-4.00 = 0.15-0.20-0.40
Continuous GP1115 = 180-230-320 = 0.80-2.00-4.00 = 0.15-0.20-0.40
GP31TM = 210-280-330  0.50-1.20-2.50 | 0.10-0.18-0.30
GP91TM = 200-260-330 = 0.50-1.50-3.00 | 0.15-0.22-0.35
G l QM | GPT6120 180-250-340  0.80-2.00-4.00 & 0.15-0.20-0.40
enera
GP1120 = 180-230-320 = 0.80-2.00-4.00 = 0.15-0.20-0.40
GP1225  160-210-300 = 0.80-2.00-4.00 = 0.15-0.20-0.40
Semi- . GPT6130  160-230-300 @ 0.80-2.00-4.00 @ 0.15-0.20-0.40
. _ Intermittent
E Mild Steel <HB180 finished GP1130  160-210-300 = 0.80-2.00-4.00 = 0.15-0.20-0.40
GP1135 = 150-190-280  0.80-2.00-4.00 = 0.15-0.20-0.40
Continuous oM GP1115  180-230-320 = 1.00-2.00-4.00 = 0.18-0.22-0.40
Intermittent GP1225 = 160-210-300 = 1.00-2.00-4.00 @ 0.18-0.22-0.40
Intermittent SV GP1225  160-200-300 = 1.00-2.50-4.50 0.18-0.25-0.45
. GP31TM = 220-300-380  0.30-1.00-3.00 | 0.05-0.12-0.28
Continuous, TP
GP91TM = 200-280-350  0.30-1.20-3.00 | 0.05-0.15-0.28
GP31TM = 200-280-350  0.50-1.00-3.00 | 0.10-0.15-0.35
Continuous, TS
GP91TM = 200-260-330  0.50-1.20-3.00 | 0.10-0.20-0.35
GPT6110  150-220-280 @ 1.50-3.50-6.00 @ 0.20-0.30-0.60
Continuous GP1105  130-190-270  1.50-3.50-6.00 & 0.20-0.30-0.60
GP1115 = 120-180-250 = 1.50-3.50-6.00 = 0.20-0.30-0.60
Rough General GPT6120  140-210-270 @ 1.50-3.50-6.00 @ 0.20-0.30-0.60
Tl QR
Finishing GP1225 = 120-170-250 = 1.50-3.50-6.00 = 0.20-0.30-0.60
. GPT6130  120-190-250 @ 1.50-3.50-6.00 @ 0.20-0.30-0.60
Intermittent
GP1130 = 120-170-250 = 1.50-3.50-6.00 @ 0.20-0.30-0.60
GP1135  110-150-230 = 1.50-3.50-6.00 = 0.20-0.30-0.60
GPT6110  100-170-230 @ 3.00-6.00-12.0 = 0.35-0.60-1.10
Continuous GP1105  100-150-240  3.00-6.00-12.0 = 0.35-0.60-1.10
GP1115 90-150-210 3.00-6.00-12.0 = 0.35-0.60-1.10
M;:ia;x?lng General QH | GPT6120 100-160-220 | 3.00-6.00-12.0 @ 0.35-0.60-1.10
GP1225 90-140-210 3.00-6.00-12.0 = 0.35-0.60-1.10
Intermittent GPT6130  90-150-210 3.00-6.00-12.0 = 0.35-0.60-1.10
GP1135 80-130-190 3.00-6.00-12.0 = 0.35-0.60-1.10
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General Turning |

Recommended Cutting Data (Negative Inserts)

Min-Optimum-Max

TURNING TOOLS

150 V:‘IA(;T;?;:S Hardness Apggf‘aggon Cﬁ(t)t('j';g BrCeI:Eer Grade Cutting Speed = Cutting Depth =~ Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
GPT6110  220-270-360 | 0.40-0.80-2.00 = 0.08-0.15-0.35
Continuous GP1105  200-250-340 | 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1115  180-230-320 | 0.40-0.80-2.00 = 0.08-0.15-0.35
General GPT6120 180-250-340 | 0.40-0.80-2.00 = 0.08-0.15-0.35
QF | GP1120 @ 180-230-320 | 0.40-0.80-2.00 0.08-0.15-0.35
Finishing GP1225  160-200-300 | 0.40-0.80-2.00 = 0.08-0.15-0.35
Machining  |ntermittent GPT6130  160-220-300 | 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1130  180-240-320 | 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1135  150-200-280 | 0.40-0.80-2.00 = 0.08-0.15-0.35
Continuous GP1115  180-230-320 | 0.80-1.20-2.50 = 0.10-0.20-0.35
Intermittent GF GP1225  160-200-300 | 0.80-1.20-2.50 = 0.10-0.20-0.35
Continuous ~ SPL | GP92TM = 160-210-290 | 0.40-1.00-2.30  0.12-0.20-0.30
GPT6110  180-250-340 | 0.80-2.00-4.00 = 0.15-0.22-0.40
GP1105  160-230-320 | 0.80-2.00-4.00 = 0.15-0.22-0.40
Continuous GP1115 = 140-210-300 | 0.80-2.00-4.00 = 0.15-0.20-0.40
GP31TM  200-250-330 | 0.50-1.20-2.50 = 0.10-0.18-0.30
GP91TM  180-230-310 | 0.50-1.50-3.00 = 0.15-0.20-0.35
ceneral QM | GPT6120 140-230-320 = 0.80-2.00-4.00 = 0.15-0.20-0.40
GP1120  140-210-300 | 0.80-2.00-4.00 = 0.15-0.20-0.40
GP1225  120-190-280 | 0.80-2.00-4.00 = 0.15-0.20-0.40
Semi- GPT6130  120-210-280 | 0.80-2.00-4.00 = 0.15-0.20-0.40
Carbon finished GP1130  120-190-280  0.80-2.00-4.00 0.15-0.20-0.40
ﬂ Steel, Alloy HB180-280 GP1135  100-170-260 | 0.80-2.00-4.00 = 0.15-0.20-0.40
Steel Continuous GP1115  140-210-300 | 1.00-2.00-4.00 = 0.18-0.22-0.40
Intermittent GM GP1225 = 120-190-280 | 1.00-2.00-4.00 = 0.18-0.22-0.40
Intermittent | SV GP1225  120-180-280 = 1.00-2.50-4.50 = 0.18-0.25-0.45
) GP31TM  200-270-350 | 0.30-1.00-2.50 = 0.05-0.12-0.28
Continuous TP
GP91TM  180-250-330 | 0.30-1.20-2.50 = 0.05-0.15-0.28
continuous | Ts GP31TM  180-250-330 | 0.50-1.00-3.00 = 0.10-0.15-0.35
GP91TM  180-230-310 | 0.50-1.20-3.00 = 0.10-0.20-0.35
GPT6110  140-210-270 | 1.50-3.50-6.00 = 0.20-0.30-0.60
Continuous GP1105  120-180-260 | 1.50-3.50-6.00 = 0.20-0.30-0.60
GP1115  110-170-240 | 1.50-3.50-6.00 = 0.20-0.30-0.60
Rough General R GPT6120 130-200-260 = 1.50-3.50-6.00 = 0.20-0.30-0.60
Finishing GP1225  110-160-240 | 1.50-3.50-6.00 = 0.20-0.30-0.60
termittent GPT6130 110-180-240 | 1.50-3.50-6.00 = 0.20-0.30-0.60
GP1130  110-160-240 | 1.50-3.50-6.00 = 0.20-0.30-0.60
GP1135  100-140-220 | 1.50-3.50-6.00 = 0.20-0.30-0.60
GPT6110  90-160-220 | 3.00-6.00-12.0 = 0.35-0.60-1.10
Continuous GP1105  90-140-230 | 3.00-6.00-12.0 = 0.35-0.60-1.10
GP1115  80-140-200 | 3.00-6.00-12.0 = 0.35-0.60-1.10
M:C‘fﬁx?’ng General = QH GPT6120  90-150-210  3.00-6.00-12.0 = 0.35-0.60-1.10
GP1225 = 80-130-200 | 3.00-6.00-12.0 = 0.35-0.60-1.10
Intermittent GPT6130  80-140-200 | 3.00-6.00-12.0 = 0.35-0.60-1.10
GP1135 = 70-120-180 | 3.00-6.00-12.0 = 0.35-0.60-1.10
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TURNING TOOLS

General Turning

Recommended Cutting Data (Negative Inserts)

Min-Optimum-Max

150 V:AOartke[:ilaelcse Hardness Apggf‘aggon C;Eté’;g B'Fei:'fer Grade Cutting Speed = Cutting Depth =~ Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
GPT6110 180-220-290 | 0.40-0.80-2.00 @ 0.08-0.15-0.35
Continuous GP1105 160-200-270 = 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1115 150-180-250 | 0.40-0.80-2.00 = 0.08-0.15-0.35
General GPT6120 150-200-270 @ 0.40-0.80-2.00 @ 0.08-0.15-0.35
QF GP1120 150-180-250 | 0.40-0.80-2.00 ' 0.08-0.15-0.35
Finishing GP1225  100-150-220 | 0.80-2.00-4.00 = 0.15-0.20-0.40
Machining . GPT6130 130-170-230 | 0.40-0.80-2.00 @ 0.08-0.15-0.35
Intermittent
GP1130 130-150-230 = 0.40-0.80-2.00 = 0.08-0.15-0.35
GP1135 110-130-210 | 0.40-0.80-2.00 ' 0.08-0.15-0.35
Continuous - GP1115 150-180-250 = 0.80-1.20-2.50 @ 0.10-0.20-0.35
Intermittent GP1225 130-150-230 | 0.80-1.20-2.50 ' 0.10-0.20-0.35
Continuous  SPL | GP92TM = 150-190-280 | 0.40-1.00-2.30 = 0.12-0.20-0.30
GPT6110  140-200-270 | 0.80-2.00-4.00 @ 0.15-0.20-0.40
GP1105 120-180-250 = 0.80-2.00-4.00 = 0.15-0.20-0.40
Continuous GP1115 110-170-240 | 0.80-2.00-4.00 ' 0.15-0.20-0.40
GP31TM  180-230-320 @ 0.50-1.20-2.50 @ 0.10-0.18-0.30
GP91TM = 160-210-300 @ 0.50-1.50-3.00 @ 0.15-0.22-0.35
General QM  GPT6120 110-190-260 | 0.80-2.00-4.00 0.15-0.20-0.40
GP1120 110-170-240 | 0.80-2.00-4.00 ' 0.15-0.20-0.40
GP1225 100-150-220 = 0.80-2.00-4.00 = 0.15-0.20-0.40
‘S(_emi- Intermittent GPT6130 100-170-220 | 0.80-2.00-4.00 @ 0.15-0.20-0.40
Carbon finished GP1130  100-150-220  0.80-2.00-4.00 = 0.15-0.20-0.40
ﬂ Steel, Alloy HB280-350 GP1135 = 900-130-200 | 0.80-2.00-4.00 = 0.15-0.20-0.40
Steel Continuous GP1115 110-170-240 1.00-2.00-4.00 = 0.18-0.22-0.40
Intermittent M GP1225 100-150-220 1.00-2.00-4.00 = 0.18-0.22-0.40
Intermittent. SV GP1225 100-140-220 1.00-2.50-4.50 0.18-0.25-0.45
Continuous - GP31TM = 180-250-320 @ 0.30-1.00-2.50 @ 0.05-0.12-0.28
GP91TM = 170-230-300 @ 0.30-1.20-2.50 @ 0.05-0.15-0.28
. GP31TM = 170-230-300 @ 0.50-1.00-3.00 @ 0.10-0.15-0.35
Continuous TS
GP91TM = 150-210-280 @ 0.50-1.20-3.00 @ 0.10-0.20-0.35
GPT6110 120-190-230 | 2.00-3.50-6.50 @ 0.20-0.30-0.60
Continuous GP1105 100-150-210 = 2.00-3.50-6.50 ' 0.20-0.30-0.60
GP1115 90-150-200 2.00-3.50-6.50 = 0.20-0.30-0.60
Rc_)ugh General OR GPT6120 110-180-220 @ 2.00-3.50-6.50 @ 0.20-0.30-0.60
Finishing GP1225  90-140-200 | 2.00-3.50-6.50 = 0.20-0.30-0.60
. GPT6130  90-160-200 2.00-3.50-6.50 = 0.20-0.30-0.60
Intermittent
GP1130 90-140-200 2.00-3.50-6.50 ' 0.20-0.30-0.60
GP1135 80-120-180 2.00-3.50-6.50 = 0.20-0.30-0.60
GPT6110  80-130-190 3.00-6.00-12.0 = 0.35-0.60-1.10
Continuous GP1105 80-110-190 3.00-6.00-12.0 = 0.35-0.60-1.10
GP1115 70-110-170 3.00-6.00-12.0 = 0.35-0.60-1.10
M:cila:\rﬁ,ng General QH | GPT6120  80-120-180 3.00-6.00-12.0 = 0.35-0.60-1.10
GP1225 70-100-170 3.00-6.00-12.0 = 0.35-0.60-1.10
Intermittent GPT6130  70-110-170 3.00-6.00-12.0 = 0.35-0.60-1.10
GP1135 60-90-150 3.00-6.00-12.0 = 0.35-0.60-1.10
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General Turning |

Recommended Cutting Data (Negative Inserts)

Min-Optimum-Max

TURNING TOOLS

Workpiece Application ~ Cutting Chip
I1SO . Hardness Grade
Materials Range Mode  Breaker Cutting Speed  Cutting Depth ~ Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
GS3115 = 120-190-250 | 0.10-0.80-1.50 = 0.08-0.10-0.30
Finishing General SF
Machining GM3220 = 100-150-200 | 0.10-0.80-1.50 = 0.08-0.12-0.25
General YF GM3220 100-150-200 = 0.10-1.0-2.0 | 0.08-0.15-0.3
. GM1115 | 200-250-300 | 0.50-1.20-2.00 0.10-0.20-0.40
Continuous
GM3215 | 120-160-200 | 1.00-2.00-3.00 = 0.15-0.20-0.30
General - GM3220 = 60-130-180 | 1.00-2.00-3.00 = 0.15-0.20-0.35
GM1125 | 180-230-280 | 0.50-1.80-3.00 = 0.10-0.20-0.40
N Intermittent GM1230 = 180-230-280 | 0.50-1.80-3.00  0.10-0.20-0.40
Martensitic
Ferrite Semi- GM3225 | 60-130-180 | 1.00-2.00-3.00 = 0.15-0.20-0.35
<HB230 >
SUS410 finished ) GM1115  200-250-300  0.80-1.80-3.50 = 0.08-0.18-0.40
SUS430etc. Continuous
GM3215 = 120-160-200  0.80-1.80-3.50 = 0.08-0.18-0.30
General |y GM3220  60-130-180  0.80-1.80-350 0.08-0.20-0.40
GM1125 | 180-230-280 | 0.80-1.80-3.50 = 0.08-0.18-0.40
Intermittent GM1230 = 180-230-280 | 0.80-1.80-3.50 0.08-0.18-0.40
GM3225  60-130-180  0.80-1.80-3.50 = 0.08-0.20-0.40
Continuous GM1115 = 200-250-300 | 1.50-3.00-5.00 0.15-0.30-0.50
Fi'fl‘i’:hgi:g General LR GM3220  60-130-180  1.50-3.00-5.00 0.15-0.30-0.50
M Intermittent GM3225 | 60-130-180 | 1.50-3.00-5.00 0.15-0.30-0.50
GS3115 | 120-190-250 | 0.10-0.80-1.50 = 0.08-0.10-0.30
Finishing General SF
Machini GM3220 = 80-130-180 | 0.10-0.80-1.50 = 0.08-0.12-0.25
achining
General YF GM3220  80-130-180 0.10-1.0-2.0  0.08-0.15-0.3
. GM1115 @ 180-230-280 | 0.50-1.20-2.00 0.10-0.20-0.40
Continuous
GM3215 | 100-130-160 | 1.00-2.00-3.00 = 0.15-0.20-0.30
General - GM3220 = 60-110-150 | 1.00-2.00-3.00 0.15-0.20-0.35
GM1125 | 180-230-280 | 0.50-1.80-3.00 = 0.10-0.20-0.40
) Intermittent GM1230 = 180-230-280 | 0.50-1.80-3.00 = 0.10-0.20-0.40
Austenite
SUS20L oo Semi- GM3225 | 60-110-150 | 1.00-2.00-3.00 = 0.15-0.20-0.35
<HB250 >
SUS304 finished ) GM1115 = 200-250-300  0.80-1.80-3.50 = 0.08-0.18-0.40
SUS316etc. Continuous
GM3215 = 100-130-160  0.80-1.80-3.50 = 0.08-0.18-0.30
General |y GM3220  60-110-150  0.80-1.80-350  0.08-0.20-0.40
GM1125 | 160-200-240 | 0.80-1.80-3.50 = 0.08-0.18-0.40
Intermittent GM1230 = 160-200-240 | 0.80-1.80-3.50 0.08-0.18-0.40
GM3225 | 60-110-150 | 0.80-1.80-3.50 = 0.08-0.20-0.40
Continuous GM1115 = 180-230-280 | 1.50-3.00-5.00 0.15-0.30-0.50
Fif\?:hgi:g General LR GM3220  60-110-150  1.50-3.00-5.00 = 0.15-0.30-0.50
Intermittent GM3225 | 60-110-150 | 1.50-3.00-5.00 = 0.15-0.30-0.50
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TURNING TOOLS

General Turning

Recommended Cutting Data (Negative Inserts)

Min-Optimum-Max

150 V;’A‘;';t?;gée Hardness Apggﬁagt;on Cﬁgté’;g BVCEZIEEF Grade Cutting Speed  Cutting Depth  Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
Continuous iy | GK1115  230-350-500  100-2.00-6.00  0.20-0.40-0.80
Intermittent GK1125  220-320-480  1.00-2.00-6.00 = 0.20-0.40-0.80
Continuous GK1115  230-350-500 | 0.50-1.50-3.00 = 0.10-0.20-0.40
Semi- General MK | GK1120 = 230-320-500  0.50-1.50-3.00 = 0.10-0.20-0.40
finished  |ntermittent GK1125  220-320-480 | 0.50-1.50-3.00 | 0.10-0.20-0.40
Ferrosteel Continuous GK1115  230-350-500  0.50-1.50-3.00 = 0.10-0.20-0.40
FC200 <HB220 General UK | GK1120 = 230-320-500  0.50-1.50-3.00 | 0.10-0.20-0.40
FC250 Intermittent GK1125  220-320-480  0.50-1.50-3.00 = 0.10-0.20-0.40
Fe300etc. Continuous GK1115  220-320-480 = 0.50-2.00-4.00 0.10-0.25-0.50
F:?\?:rﬁ:g General HK  GK1120 220-300-480 = 0.50-2.00-4.00 0.10-0.25-0.50
Intermittent GK1125  210-300-450  0.50-2.00-4.00 = 0.10-0.25-0.50
Continuous GK1115  210-300-450  1.00-2.50-6.00 = 0.20-0.30-0.60
M:ceh?‘r’]?’ng General Flat = GK1120  210-280-450 = 1.00-2.50-6.00 = 0.20-0.30-0.60
Intermittent GK1125  200-280-430  1.00-2.50-6.00 = 0.20-0.30-0.60
m Continuous iy | GKI1S  180-260-380 100200600  0.20-0.40-0.80
Intermittent GK1125  160-230-350  1.00-2.00-6.00 | 0.20-0.40-0.80
Continuous GK1115  180-260-380 | 0.50-1.50-3.00  0.10-0.20-0.40
Semi- General MK | GK1120 = 180-260-380  0.50-1.50-3.00 = 0.10-0.20-0.40
finished | |ntermittent GK1125  160-230-350 | 0.50-1.50-3.00 | 0.10-0.20-0.40
Nodular Cast Continuous GK1115  180-260-380  0.50-1.50-3.00 | 0.10-0.20-0.40
Iron General UK GK1120  180-260-380 0.50-1.50-3.00 = 0.10-0.20-0.40
FCD450 | <HB300
FCD500 Intermittent GK1125  160-230-350 | 0.50-1.50-3.00  0.10-0.20-0.40
FCD600etc. Continuous GK1115  180-240-360 0.50-2.00-4.00 = 0.10-0.25-0.50
Fi'f]‘i’s“rﬁ:g General HK  GK1120 = 180-240-360  0.50-2.00-4.00 | 0.10-0.25-0.50
Intermittent GK1125  160-230-350 | 0.50-2.00-4.00 | 0.10-0.25-0.50
Continuous GK1115  180-220-350  1.00-2.50-6.00 | 0.20-0.30-0.60
M:cﬁ‘g’ng General % GK1120  180-220-350  1.00-2.50-6.00  0.20-0.30-0.60
Intermittent GK1125  160-230-350 | 1.00-2.50-6.00  0.20-0.30-0.60
Continuous GST7115  20-40-70 0.50-1.50-3.00 ~ 0.10-0.15-0.22
General EL  GST7120  20-40-70 0.50-1.50-3.00  0.10-0.15-0.22
Finishing  |ntermittent GST7125 20-30-40 0.50-1.50-3.00  0.10-0.15-0.22
,S?nissiﬂé Continuous GST7115 20-40-70 0.50-1.50-3.00  0.10-0.20-0.30
General | SML | GST7120 20-40-70 0.50-1.50-3.00  0.10-0.20-0.30
B super alloy Intermittent GST7125 20-30-40 0.50-1.50-3.00  0.10-0.20-0.30
Titanium <HRC45 -
Alloy Continuous GST7115 20-40-70 1.00-2.50-4.00  0.10-0.20-0.35
General EM  GST7120 20-40-70 1.00-2.50-4.00  0.10-0.20-0.35
Semi- | Intermittent GST7125 20-30-40 1.00-2.50-4.00  0.10-0.20-0.35
finished  continuous GST7115 20-40-70 1.00-2.50-4.00  0.10-0.25-0.40
General | SMM | GST7120 20-40-70 1.00-2.50-4.00  0.10-0.25-0.40
Intermittent GST7125 20-30-40 1.00-2.50-4.00  0.10-0.25-0.40
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General Turning | TURNING TOOLS

Recommended Cutting Data (Positive Inserts)

Workpiece

Application

Cutting

Chip

Min-Optimum-Max

1SO . Hardness Grade
Materials Range Mode  Breaker Cutting Speed ~ Cutting Depth ~ Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
GP31TM 220-280-340 0.10-0.50-1.00 0.03-0.10-0.20
Continuous GP91TM 200-250-310 0.10-0.60-1.50 0.03-0.12-0.20
Finishing MM  GPT6110  210-260-340 | 0.10-0.60-1.50 = 0.05-0.10-0.20
Machining General GPT6120 180-240-320 0.10-0.60-1.50 0.05-0.10-0.20
Intermittent GPT6130 170-220-280 0.10-0.60-1.50 0.05-0.10-0.20
Continuous SPL GP92TM 180-240-300 0.30-0.80-2.00 0.07-0.12-0.26
. GP31TM 200-250-300 0.30-0.80-1.50 0.05-0.12-0.22
Mild Steel <HB180 .
Semi Continuous GP91TM 180-230-300 0.30-1.00-1.80 0.05-0.15-0.22
Finishing cp | GPILS 170200280 | 040-100250 | 007-0.12-0.30
tOFRO.U%h‘ General GP1120 170-200-280 0.40-1.00-2.50 0.07-0.12-0.30
inis
. GP1225 150-180-260 0.40-1.00-2.50 0.07-0.12-0.30
Intermittent
GP1130 150-180-260 0.40-1.00-2.50 0.07-0.12-0.30
Semi- . GP31TM 200-250-300 0.30-1.00-3.00 0.05-0.12-0.25
fini Continuous TP
inished GP9ITM = 180-230-300 | 0.30-1.20-3.00 = 0.05-0.15-0.25
GP31TM 200-250-330 0.10-0.50-1.00 0.03-0.10-0.20
Continuous GP91TM 180-230-300 0.10-0.60-1.50 0.03-0.12-0.20
Finishing MM | GPT6110  180-220-290  0.10-0.60-1.50 | 0.05-0.10-0.20
Machining General GPT6120 150-200-280 0.10-0.60-1.50 0.05-0.10-0.20
Intermittent GPT6130 140-180-240 0.10-0.60-1.50 0.05-0.10-0.20
Continuous SPL GP92TM 160-210-290 0.30-0.80-2.00 0.07-0.12-0.26
GP31TM 180-210-280 0.30-0.80-1.50 0.05-0.12-0.22
HB180-280 .
Semi Continuous GP91TM 160-190-270 0.30-1.00-1.80 0.05-0.15-0.22
i-
Finishing cp | GPILS  140-160-240 | 040-100-250 | 007-0.12-0.30
tOFRO.U%h- General GP1120 = 140-160-240 | 0.40-1.00-2.50  0.07-0.12-0.30
inis
. GP1225 120-140-220 0.40-1.00-2.50 0.07-0.12-0.30
Intermittent
GP1130 120-140-220 0.40-1.00-2.50 0.07-0.12-0.30
Semi- Conti TP GP31TM 180-210-280 0.30-1.00-3.00 0.05-0.12-0.25
> ontinuous
st C?rbi\'ﬁ finished GP9ITM  160-190-270  0.30-1.20-3.00 = 0.05-0.15-0.25
eel, Allo
steel GP31TM  160-220-300  0.10-0.50-1.00 = 0.03-0.10-0.20
Continuous GP91TM 140-200-280 0.10-0.60-1.50 0.03-0.12-0.20
Finishing MM | GPT6110  160-200-260  0.10-0.60-1.50 | 0.05-0.10-0.20
Machining General GPT6120 130-180-250 0.10-0.60-1.50 0.05-0.10-0.20
Intermittent GPT6130 120-160-210 0.10-0.60-1.50 0.05-0.10-0.20
Continuous SPL GP92TM 150-190-280 0.30-0.80-2.00 0.07-0.12-0.26
GP31TM 160-200-270 0.30-0.80-1.50 0.05-0.12-0.22
HB280-350 .
Semi Continuous GP91TM 130-160-250 0.30-1.00-1.80 0.05-0.15-0.22
i-
Finishing cp | GPLIS  120-160-210 | 040-1.00-250  0.07-0.12-030
tOFRO.U%h- General GP1120 = 120-160-210 | 0.40-1.00-2.50  0.07-0.12-0.30
inis
. GP1225 100-140-220 0.40-1.00-2.50 0.07-0.12-0.30
Intermittent
GP1130 100-140-220 0.40-1.00-2.50 0.07-0.12-0.30
Semi- X GP31TM 160-200-270 0.30-1.00-3.00 0.05-0.12-0.25
S Continuous TP
finished GP91TM 130-160-250 0.30-1.20-3.00 0.05-0.15-0.25
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TURNING TOOLS

General Turning

Recommended Cutting Data (Positive Inserts)

‘ Workpiece

Min-Optimum-Max

Application  Cutting Chip
1SO . Hardness Grade
Materials Range Mode  Breaker Cutting Speed ~ Cutting Depth  Feeding Rate
Vc(m/min) ap(mm) f(mm/rew)
Finishing  Continuous GM1115  200-250-300 | 0.50-0.70-1.50 | 0.05-0.10-0.20
to Semi- General MM  GM3220  40-80-140  0.50-0.70-1.50 = 0.05-0.10-0.20
Finishing |\ termittent GM3225 | 40-80-140  0.50-0.70-1.50 = 0.05-0.10-0.20
Martensitic ) GM1115  150-200-250 @ 0.40-1.00-2.50 = 0.07-0.12-0.30
Ferrite Continuous
<HB300 ) GM3215  60-100-160 | 0.40-1.00-2.50 & 0.07-0.12-0.25
SUS410 Semi-
SUS430 Finishing ~ General - GM3220  40-80-140 | 0.40-1.00-2.50 0.07-0.12-0.30
t°FR°.“ﬁh‘ GM1125  120-150-180 | 0.40-1.00-2.50 0.07-0.12-0.30
M ntermittent GM1230  120-150-180  0.40-1.00-2.50 0.07-0.12-0.30
M GM3225  40-80-140 | 0.40-1.00-2.50 & 0.07-0.12-0.30
Finishing  Continuous GM1115 200-240-300 | 0.50-0.70-1.50 = 0.05-0.10-0.20
to Semi- General MM  GM3220  40-70-140 | 0.50-0.70-1.50 0.05-0.10-0.20
Finishing | termittent GM3225  40-70-140 | 0.50-0.70-1.50 = 0.05-0.10-0.20
Austenite ] GM1115  150-190-250 | 0.40-1.00-2.50 & 0.07-0.12-0.30
SUS201 Continuous
<HB250 . GM3215  50-90-150 | 0.40-1.00-2.50 = 0.07-0.12-0.25
SUS304 Semi-
SUS316 Finishing ~ General - GM3220  40-70-140 | 0.40-1.00-2.50 = 0.07-0.12-0.30
toFRo.uig]h- GM1125 = 120-140-180 = 0.40-1.00-2.50 0.07-0.12-0.30
M ntermittent GM1230  120-140-180  0.40-1.00-2.50  0.07-0.12-0.30
GM3225  40-70-140 | 0.40-1.00-2.50 0.07-0.12-0.30
Finishing _ Continuous GK1115  180-280-380  0.30-0.80-2.00 | 0.05-0.12-0.25
to Semi- General GP | GK1120  180-260-380  0.30-0.80-2.00 = 0.05-0.12-0.25
Ferrosteel Finishing -
FC200 <HB250 Intermittent GK1125  160-250-350 | 0.30-0.80-2.00 0.05-0.12-0.25
FCF3<302052 = Semi-  Continuous GK1115  180-260-360 = 1.00-2.00-4.00 = 0.13-0.20-0.40
ete tﬂggt‘g”ﬁ General = KM  GK1120  180-240-360  1.00-2.00-4.00 0.13-0.20-0.40
m Finish  Intermittent GK1125  160-230-340 = 1.00-2.00-4.00 = 0.13-0.20-0.40
Finishing  Continuous GK1115  160-250-350 | 0.30-0.80-2.00 = 0.05-0.12-0.25
Nodular Cast to Semi- General GP | GK1120  160-220-350 = 0.30-0.80-2.00 = 0.05-0.12-0.25
Iron Finishing |\ termittent GK1125 = 140-230-330 | 0.30-0.80-2.00 = 0.05-0.12-0.25
FCD450  <HB270 - -
FCD500 Semi-  Continuous GK1115  160-230-330 | 1.00-2.00-4.00 = 0.13-0.20-0.40
FCD600etc. ti'gf)ﬁg‘f_ General KM | GK1120  160-200-330 | 1.00-2.00-4.00 0.13-0.20-0.40
Finish | Intermittent GK1125  140-200-310 = 1.00-2.00-4.00 = 0.13-0.20-0.40
Harden
HB90-100 ising GN9110  250-700-970 | 0.50-1.20-3.00 = 0.05-0.10-0.30
m Auminum | toSemi- General AL | GNO120  250-680-960  0.50-1.20-3.50 = 0.05-0.10-0.30
HBeo.0p | Finishing GN9130  250-650-950 | 0.50-1.20-4.00 = 0.05-0.10-0.30
GNT7120 950-1300-2000 0.50-1.20-3.50 = 0.05-0.10-0.30
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TURNINGTOOLS | Small Part Turning

Overview of Small Part Turning Inserts
Small Part Turning Inserts (Negative)

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

+ The chute design stably controls the
chip removal direction.

» No flute width design, sharpen cutting
edge, effectively reducing cutting force.

ap L],

(=

0 005 0.1 01502 02503 fluyrer]

15°

« Arc groove design improves the
sharpness of the edge while ensuring
Tip strength.

sLarge flute length design, satisfying
large depth of cut.

ap (]

P

o

30°

« Edge inclination design, control chip
flow direction, reduce cutting resistance
force.

« No flute width design, sharp cutting
edge, effectively reducing cutting

force.

ap[m]

o

25°

AK

« The sharp edge design meets the
requirements of surface machining.

« Edge inclination design, control cutting
chip direction, reduce cutting resistance.

\

J

0 0.05 0.1 0.15 f[m/rev

15°
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

P>

TNGG-P

P088

TNGG-G

P088

TNGG-S

P088

TNGG-AK

P088
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TURNING TOOLS |

Small Part Turning

Overview of Small Part Turning Inserts
Small Part Turning Inserts (Positive)
5°Clearance Angle

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

» The chute design stably controls the
chip removal direction.

» No flute width design, sharpen cutting
edge, effectively reducing cutting force.

aplm]

0

——

D

0.05 0.1 015 0.2 0.250.3  f[my/rey]

-

« Arc groove design improves the
sharpness of the edge while ensuring
Tip strength.

sLarge flute length design, satisfying
large depth of cut.

(D)

0 005 0101502 0250

3 flmirev]

-

30°

« Edge inclination design, control chip
flow direction, reduce cutting resistance
force.

» No flute width design, sharp cutting
edge, effectively reducing cutting

force.

0.05 0.1 0.15 0.2 0.250.3  flmmrrey]

i

4°

AF

+ The small groove width design meets the
chip breaking requirements in the field of
small depth of cut.

» Large rake angle design reduces cutting
resistance and obtains excellent processed
surface quality.

C )

0 0.05 0.1

015 £ [nm/rev]

-

0°

BF

«Special design of chip breaker promotes
chip curling and facilitates chip removal
«Small rake angle design, high tip strength
and strong versatility.

ap [mm]
4
3
2

1

o

L )

0 0.05 0.1

0-15 £ [mm/rev]

pE——

BK

» Large groove width design, enhance chip
removal and achieve stable machining.
«Inclination angle design to control chip flow
direction and reduce cutting resistance
force.

ap [mm]

)

015 f[m/rev]

o

12°

MM

« Double front angle design, taking into
account sharpness and strength, wide
processing range.

+ Hyperboloid chip breaker design promotes
stable chip rolling and breaking

Chips, dramatically improve chip removal.

15° 8°

[}
o
—
3
3
=
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

k

TBGT-P VBGT-P WBGT-P

P096 P098 P103

X

VBGT-G

P098

\

VBGT-S

P099

k

VBGT-AF

P099

R

VBGT-BF

P099

X

VBGT-BK

P099

k

VBGT-MM

P099
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TURNINGTOOLS | Small Part Turning

Overview of Small Part Turning Inserts

Small Part Turning Inserts (Positive)
7°Clearance Angle

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

» The chute design stably controls the
chip removal direction.

» No flute width design, sharpen cutting
edge, effectively reducing cutting force.

ap[mm]

0. =
CT=h

0 005 01015 0.2 0.250.3  flpmp,

-

+ Arc groove design improves the
sharpness of the edge while ensuring
Tip strength.

sLarge flute length design, satisfying
large depth of cut.

ap[mm]

0 005 01015 0.2 0.250.3 flum/rey]

e

30°

+ Edge inclination design, control chip
flow direction, reduce cutting resistance
force.

« No flute width design, sharp cutting
edge, effectively reducing cutting

force.

ap[mm]

vrev’

14°

AF

« The small groove width design meets the
chip breaking requirements in the field of
small depth of cut.

» Large rake angle design reduces cutting
resistance and obtains excellent processed
surface quality.

C )
0 0.05 0.1 0-15 £ [mm/rev]

AK

+ The sharp edge design meets the
requirements of surface machining.

« Edge inclination design, control cutting
chip direction, reduce cutting resistance.

i

0 0.05 01 015 flmsrey]

=

0°
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80°Rhombic

55°Rhombic

90°Square

Small Part Turning |

60°Regular Triangle

35°Rhombic

TURNING TOOLS

80°Trigon

CCGT-P DCGT-P TCGT-P VCGT-P
P089 P093 P096 P100
CCGT-G DCGT-G TCGT-G VCGT-G
P090 P094 P096 P100

t

DCGT-S

VCGT-S

P094

P100

b

X

DCGT-AF

VCGT-AF

P095

P101

DCGT-AK

P095
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TURNINGTOOLS | Small Part Turning

Overview of Small Part Turning Inserts

Small Part Turning Inserts (Positive)
7°Clearance Angle

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

BF

«Special design of chip breaker promotes
chip curling and facilitates chip removal
«Small rake angle design, high tip strength
and strong versatility.

1
( )

0 0.05 0.1 0.15 £ [mm/rev]

o —~—

BK

» Large groove width design, enhance chip
removal and achieve stable machining.
sInclination angle design to control chip flow
direction and reduce cutting resistance
force.

5

0 0.05 0.1 0.15 f[mm/rev]

e

MM

« Double front angle design, taking into
account sharpness and strength, wide
processing range.

« Hyperboloid chip breaker design promotes
stable chip rolling and breaking

Chips, dramatically improve chip removal.

ap [mm]

0 005 0.1 015 ¢[mm/rev]

/
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

CCGT-BF DCGT-BF VCGT-BF
P092 P095 P101

R

CCGT-BK DCGT-BK VCGT-BK

P092 P095 P101

DCGT-MM VCGT-MM
P095 P101
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TURNINGTOOLS | Small Part Turning

Overview of Small Part Turning Inserts

Small Part Turning Inserts (Positive)
11°Clearance Angle

Chip I i ,
Bl Features Application Range Cross Section Chip Breaker

ap[mm]

» The chute design stably controls the 25
P chip removal direction. 2

« No flute width design, sharpen cutting 15 15°
edge, effectively reducing cutting force. 1

o (s

-

N

0 005 0.1 015 0.2 0.250.3  f[mm/rey]

ap[mm]

« Arc groove design improves the s
sharpness of the edge while ensuring )
G Tip strength. .

«Large flute length design, satisfying \ 30°
large depth of cut. 0 =

e

» Large groove width design, enhance chip .
removal and achieve stable machining.
BK «Inclination angle design to control chip flow D
direction and reduce cutting resistance

force. 0 0.05 0.1 0.15 £ [mm/rev]
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80°Rhombic

55°Rhombic

90°Square

Small Part Turning |

60°Regular Triangle

35°Rhombic

TURNING TOOLS

80°Trigon

=7

TPGT(H)-P

VPGT-P

P097

P102

X

TPGT-G VPGT-G
P097 P102
VPGT-BK
P102
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TURNINGTOOLS | Small Part Turning

Overview of Small Part Turning Inserts

Small Part Turning Inserts (Others)
Back Turning

Chip o . '
Breaker Features Application Range Cross Section Chip Breaker

ap [mm]

+Special shape design to meet the
GSAB requirements of back turning processing.

+Special flute design, stable control of
chip flow.

15°

B

o 0.1 02 flmrev]

ap[mm],

«Vertical structure design, firm clamping,

G ST B stable cutting.
+The chute design can effectively control
the direction of chip removal.

- N w & oo oo
=

0 0.1 02 flmn/rev]

Schematic diagram of tool processing for small parts

Parting Back Cylindrical Grooving Treading End face
(P184)  Turning Turning  (P184) (P231) turning
(P104)
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Small Part Turning | TURNING TOOLS

Appearance

/

GSAB

P104

»

GSTB

P105

Three-dimensional parting groove and general groove Code Indentification System

DCGT11T302 (M) (E) (R)
| | |

RE is Negative Tolerance Edge Preparation Edge Direction
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Small Part Turning Inserts (Negative)

TN

Triangle 60° with hole

DiTr:?;)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT115 GATT120 GATT7120A GATT7125

TNGG160401L-P 16,5 9525 476 381 0.1 [ J [ J [
TNGG160401R-P 165 9.525 476 381 0.1 ([ ] (] ([ ]
TNGG160402L-P 165 9525 476 381 0.2 [ J ([ ] [ J
TNGG160402R-P 165 9.525 476 3.81 0.2 [ J [ J ([ ]

A TNGG160404L-P 165 9525 476 381 0.4 [ [ [ ]
TNGG160404R-P 165 9525 476 381 0.4 [ [ [ ]
TNGG160408L-P 165 9525 476 3.81 0.8 O [} O
TNGG160408R-P 165 9525 476 3.81 0.8 O O O
TNGG160404L-G 165 9525 476 381 0.4 [
TNGG160404R-G 16,5 9525 476 381 0.4 [
TNGG160408L-G 16,5 9525 476 381 0.8 [
TNGG160408R-G 165 9.525 476 3.81 0.8 [}

. TNGG160404R-S 16,5 9.525 476 381 0.4 O

TNGG160401M-AK 16,5 9525 476 381 <0.1 [ [ ]
TNGG160402M-AK 16,5 9525 476 381 <0.2 [ @) [
TNGG160404M-AK 165 9525 476 381 <04 [ J [ ]

@®Stock OAvailable Upon Order
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Small Part Turning Inserts (Positive)

- (23

cc

RE

. . .|
Rhombic 80° with hole e
Dimension Coated Carbides
(mm)
Ordering Code
LE IC S D1 RE GATT7115 GAT7120 GATT7120A GATT7125

CCGT0301005ML-P 4.0 3.5 14 1.9  <0.05
CCGT0301005MR-P 4.0 S5 14 1.9  <0.05
CCGT030101ML-P 4.0 3.5 1.4 1.9 <0.1
CCGT030101MR-P 4.0 a5 14 1.9 <0.1
CCGT030102ML-P 4.0 35 1.4 1.9 <0.2
CCGT030102MR-P 4.0 S5 1.4 LY <0.2
CCGT030104ML-P 4.0 35 1.4 1.9 <0.4
CCGT030104MR-P 4.0 Bi5) 1.4 1.9 <0.4
CCGT0401005ML-P 4.8 4.3 1.8 23 <0.05
CCGT0401005MR-P 4.8 4.3 1.8 23  <0.05

CCGT040101ML-P 4.8 4.3 1.8 2.3 <0.1

CCGT040101MR-P 4.8 43 1.8 2:3 <0.1

CCGT040102ML-P 4.8 4.3 1.8 2.3 <0.2

CCGT040102MR-P 4.8 4.3 1.8 2.3 <0.2

CCGT040104ML-P 4.8 4.3 1.8 2.3 <0.4

CCGT040104MR-P 4.8 43 1.8 2.3 <0.4

CCGT0602005ML-P 6.5 635 238 28  <0.05

CCGT0602005MR-P 6.5 635 238 28 <0.05
CCGT060201ML-P 6.5 635 238 2.8 <0.1
CCGT060201MR-P 6.5 635 238 2.8 <0.1
CCGT09T3005ML-P 9.7 9525 3.97 44  <0.05
CCGT09T3005MR-P Q1 | 95 | 287 4.4 <0.05
CCGTO9T301ML-P 9.7 9525 3.97 4.4 <0.1
CCGTO09T301MR-P 90 | 9925 | 3L 4.4 <0.1

O 0|00 @e|lO|C| @ @ @€ ®86 O O O/0|0O/®@ C|®@ O @ O O
O 0|0O0|C @e/lO|/O|C/ @ O|®8 O O|O|/0C|O/ @ OC|®@ O 0|00

ol e o/ & @ &6 ® O O @6/ C @@ O @ O/lO|/O0O|]Oj/O0O|O|O|O|O|O|O|OC|O|O|O|O|O

CCGT030101L-P 4.0 3.5 1.4 1.9 0.1
CCGT030102L-P 4.0 815 1.4 1.9 0.2
CCGT030104L-P 4.0 3.5 1.4 1.9 0.4
CCGT040101L-P 4.8 43 1.8 2:3 0.1
CCGT040102L-P 4.8 4.3 1.8 2.3 0.2
CCGT040104L-P 4.8 4.3 1.8 23 0.4
CCGT060201L-P 6.5 635 238 2.8 0.1
CCGT060201R-P 6.5 635 238 2.8 0.1

@®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

®

cc

Rhombic 80° with hole LE .|s

Dimension

Coated Carbides
(mm)

Ordering Code

LE IC S] D1 RE GAT7115 GAT7120 GATT7120A GATT7125
CCGT060202L-P 6.5 635 238 2.8 0.2
CCGT060202R-P 6.5 635 238 2.8 0.2
CCGT060204L-P 6.5 635 238 2.8 0.4
CCGT060204R-P 6.5 635 238 2.8 0.4
CCGT09T301L-P 9.7 9525 3.97 4.4 0.1
CCGTO09T301R-P 91 | O | 397 4.4 0.1
CCGT09T302L-P 9.7 9525 3.97 4.4 0.2
CCGTO09T302R-P 91 | O | 397 44 0.2
CCGT09T304L-P 9.7 9525 3.97 4.4 0.4
CCGT09T304R-P 9 | 9525 | 397 4.4 0.4

CCGT0602005ML-G 6.5 6.35 238 28 <0.05

CCGT0602005MR-G 6.5 635 238 28 <0.05

CCGT060201MEL-G 6.5 6.35 238 2.8 <0.1

CCGT060201MER-G 6.5 6.35 238 2.8 <0.1

CCGT060201ML-G 6.5 6.35 238 2.8 <0.1

CCGT060201MR-G 6.5 6.35 238 2.8 <0.1

CCGT060202ML-G 6.5 6.35 238 2.8 <0.2

CCGT060202MR-G 6.5 6.35 238 2.8 <0.2
CCGT09T3005ML-G 9.7 9525 3.97 44  <0.05
CCGTO09T3005MR-G O | 925 | S8 44  <0.05
CCGTO9T301MEL-G 9.7 9525 3.97 4.4 <0.1
CCGTO09T301MER-G O | 95 | 397 4.4 <0.1
CCGTO09T301ML-G 9.7 9525 3.97 4.4 <0.1
CCGTO9T301MR-G G | 9525 | 397 4.4 <0.1

CCGT09T302ML-G 9.7 9525 3.97 4.4 <0.2

OO/ ®@/0O|0O|O|® O|O|O|OO|O|/0O|O|C @ |® @ O/ O o o o o

® 6 6 6 O O @ @6 06 06 6 @¢6 O O O O
® O @ O/0O/0O/0O0OlO0O|0|O]|O/O|O|0O |0

CCGTO09T302MR-G O | 9925 | 37 4.4 <0.2

®Stock OAvailable Upon Order
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Positive)

cc O}

RE

Rhombic 80° with hole & .
DiTne]r:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT115 GAT7120 GATT7120A GATT125
CCGT060201EL-G 65 635 238 28 0.1 O
CCGT060201ER-G 65 635 238 28 0.1 O
CCGT060201L-G 65 635 238 28 0.1 O
CCGT060201R-G 65 635 238 28 0.1 O
CCGT060202EL-G 65 635 238 28 0.2 (]
CCGT060202ER-G 65 635 238 28 0.2 ( J
CCGT060202L-G 65 635 238 28 0.2 [}
CCGT060202R-G 65 635 238 28 0.2 ( J
CCGT060204EL-G 6.5 635 238 2.8 0.4 [
CCGT060204ER-G 6.5 6.35 238 2.8 0.4 [ ]
CCGT060204L-G 6.5 6.35 238 2.8 0.4 O
CCGT060204R-G 65 635 238 28 0.4 O
CCGTO9T301EL-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO9T301ER-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO9T301L-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO9T301R-G 9.7 9.525 3.97 4.4 0.1 [ J
CCGTO9T302EL-G 9.7 9.525 3.97 4.4 0.2 [ ]
CCGTO9T302ER-G 9.7 O | 38 4.4 0.2 [
CCGT09T302L-G 9.7 9525 397 44 0.2 °
CCGTO9T302R-G 9.7 9.525 3.97 4.4 0.2 [
CCGTO9T304EL-G 9.7 9.525 3.97 4.4 0.4 [
CCGTO09T304ER-G 9.7 9525 397 44 0.4 °
CCGT09T304L-G 9.7 9525 397 44 0.4 [}
CCGTO9T304R-G 9.7 O | 38 4.4 0.4 @)

®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

®

cc

Rhombic 80° with hole LE .|s

Dimension

Coated Carbides
(mm)

Ordering Code
LE IC S D1 RE GATT7115 GATT7120 GATT120A GATT125

CCGT0602005M-BF 6.5 635 238 28 <0.05 (@]

CCGT060201M-BF 6.5 635 238 2.8 <0.1 [ ] [
CCGT060202M-BF 6.5 635 238 2.8 <0.2 [ ] ([ ]
CCGT09T301M-BF 91 | 95 | 397 4.4 <0.1 [ ] @) [
CCGT09T302M-BF 9.7 9525 3.97 4.4 <0.2 [ ] O ([ ]
CCGT09T304M-BF 91 | O | 397 4.4 <0.4 [ ] [
CCGT060201M-BK 6.5 635 238 2.8 <0.1 [ ] ([ ]
CCGT060202M-BK 6.5 635 238 2.8 <0.2 [ ] [
CCGT09T301M-BK 9.7 9525 3.97 4.4 <0.1 [ ] O [
CCGT09T302M-BK 91 | O | 387 4.4 <0.2 [ ] O [
CCGT09T304M-BK 9.7 9525 3.97 4.4 <0.4 [ ] [

@Stock OAvailable Upon Order
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Positive)

DC

Rhombic 55° with hole

DiTne]r:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT115 GAT7120 GATT7120A GATT125
DCGT0702005ML-P 78 635 238 28 <0.05 O o (@)
DCGT0702005MR-P 78 635 238 28 <0.05 ©) ( J O
DCGT070201ML-P 78 635 238 28 <01 O o (@)
DCGT070201MR-P 7.8 6.35 238 2.8 <0.1 @) @)
DCGT070202MR-P 78 635 238 28 <02 (@)
DCGT11T3005ML-P 116 9.525 3.97 44  <0.05 @) ©) @)
DCGT11T3005MR-P 11.6  9.525 3.97 44  <0.05 (@) [ ] O
DCGT11T302MR-P 116 9525 397 44 <02 ( J O [}
DCGT0702003L-P 7.8 635 238 2.8 0.03 O
DCGT0702003R-P 7.8 6.35 238 2.8 0.03 @)
DCGT070201L-P 7.8 6.35 238 2.8 0.1 O
’ DCGTO070201R-P 78 635 238 28 0.1 ( J
DCGT070202L-P 7.8 6.35 238 2.8 0.2 @)
DCGT070202R-P 7.8 6.35 238 2.8 0.2 [
DCGT070204L-P 7.8 6.35 238 2.8 0.4 [
DCGT070204R-P 7.8 6.35 238 2.8 0.4 @)
DCGT11T3003L-P 11.6 9.525 3.97 4.4 0.03 @)
DCGT11T3003R-P LG | 9528 | 387 4.4 0.03 @)
DCGT11T301L-P 11.6 9525 3.97 4.4 0.1 O
DCGT11T301R-P 11.6 9.525 3.97 4.4 0.1 [
DCGT11T302L-P 11.6 9.525 3.97 4.4 0.2 [
DCGT11T302R-P 116 9.525 3.97 4.4 0.2 [ ]
DCGT11T304L-P 116  9.525 3.97 4.4 0.4 [ ]
DCGT11T304R-P LG | 9528 | 387 4.4 0.4 [

®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

DC

Rhombic 55° with hole

Dir?neir:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT7115 GATT7120 GATT120A GATT125
DCGT0702005ML-G 78 635 238 28 <0.05 ©} O (@)
DCGT0702005MR-G 78 635 238 28 <0.05 ( J ( J O
DCGT070201MEL-G 78 635 238 28 <01 o O O
DCGTO070201IMER-G 7.8 635 238 28 <01 O O (@)
DCGT070201ML-G 78 635 238 28 <01 O O O
DCGT070201MR-G 78 635 238 28 <01 ( J O (@)
DCGT11T3005ML-G ~ 11.6 9.525 3.97 44 <0.05 O O O
DCGT11T3005MR-G  11.6 9.525 3.97 44  <0.05 O [} O
DCGT11T301MEL-G 11.6 9.525 3.97 4.4 <0.1 O O O
DCGTI11T301MER-G  11.6 9.525 3.97 4.4 <0.1 O @) O
DCGT11T301ML-G 11.6 9525 3.97 4.4 <0.1 O O O
DCGT11T301MR-G WG | 9578 | 387 4.4 <0.1 [ [ [
DCGTI11T302MER-G ~ 11.6  9.525 3.97 4.4 <0.2 [
DCGT11T302MR-G 11.6 9.525 3.97 4.4 <0.2 [ J @) [
DCGT070201L-G 7.8 6.35 238 2.8 0.1 O
DCGT070201R-G 7.8 6.35 238 2.8 0.1 [
DCGT070202L-G 7.8 6.35 2.38 2.8 0.2 [
DCGT070202R-G 7.8 6.35 2.38 2.8 0.2 @)
DCGT11T301EL-G 116 9.525 3.97 4.4 0.1 [
DCGT11T301ER-G 116 9.525 397 44 0.1 ( J
DCGT11T301L-G 116 9.525 3.97 4.4 0.1 [ ]
DCGT11T301R-G 116 9.525 3.97 4.4 0.1 [ ]
DCGT11T302EL-G 116  9.525 3.97 4.4 0.2 [ ]
DCGT11T302ER-G 116 9.525 3.97 4.4 0.2 [ J
DCGT11T302L-G 116 9525 397 44 0.2 [}
DCGT11T302R-G 116 9525 397 44 0.2 [}
DCGT11T304EL-G 11.6 9.525 3.97 4.4 0.4 O
DCGT11T304ER-G LLE | 9578 | 387 4.4 0.4 [

DCGT11T302MR-S 11.6 9525 3.97 4.4 <0.2 @) ©)

’ DCGTIIT304MR-S 116 9525 3.97 44 <04 o °

®Stock OAvailable Upon Order
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Positive)

DC

Rhombic 55° with hole

DiTne]r:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT115 GAT7120 GATT7120A GATT125
DCGT070201M-AF 7.8 635 238 2.8 <0.1 [ ] [
’ DCGT11T301M-AF 11.6 9.525 3.97 4.4 <0.1 O O [ J
DCGT11T301M-AK 11.6 9.525 3.97 4.4 <0.1 [ O [
’ DCGTIIT302M-AK 116 9525 397 44 <02 ° o °
DCGT11T304M-AK 11.6  9.525 3.97 4.4 <0.4 O
DCGT070201M-BF 7.8 635 238 2.8 <0.1 ([ ] O [
DCGT070202M-BF 7.8 6.35 238 2.8 <0.2 [ ] [
DCGT070204M-BF 7.8 6.35 238 2.8 <0.4 [ ] [
’ DCGT11T301M-BF 11.6 9.525 3.97 4.4 <0.1 [ O [ J
DCGT11T302M-BF 11.6 9.525 3.97 4.4 <0.2 [ ] O [
DCGT11T304M-BF 11.6 9.525 3.97 4.4 <0.4 [ ] @) [
DCGT070201M-BK 7.8 6.35 238 2.8 <0.1 [ ] O [
DCGT070202M-BK 7.8 6.35 238 2.8 <0.2 [ ] [ )
’ DCGT11T301M-BK 11.6 9.525 3.97 4.4 <0.1 [ O [
DCGT11T302M-BK LG | 9528 | 387 4.4 <0.2 [ ] @) [
DCGT11T304M-BK 11.6 9.525 3.97 4.4 <0.4 [ [ J
DCGT11T301M-MM 11.6 9.525 3.97 4.4 <0.1 [ ] O [
DCGT11T302M-MM 11.6 9.525 3.97 4.4 <0.2 [ ] O [
DCGT11T304M-MM 11.6 9.525 3.97 4.4 <0.4 [ O [}
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

TB

Triangle 60° with hole

Dir?neir:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT7115 GATT7120 GATT120A GATT125
TBGT060102L-P 6.9 397 159 2.3 0.2 [ ]
TBGT060104L-P 6.9 397 159 2.3 0.4 [ ]
|
®Stock OAvailable Upon Order
Small Part Turning Inserts (Positive)
I 60°
TC
Triangle 60° with hole
Dir?nir;?)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT7115 GATT7120 GATT120A GATT125
TCGT060102L-P 6.9 397 159 2.3 0.2 [ ]
TCGT060104L-P 6.9 397 159 2.3 0.4 [ ]
TCGT080202L-P 8.2 476  2.38 2.3 0.2 [ ]
TCGT080204L-P 8.2 476  2.38 2.3 0.4 [
k TCGT110202L-P 11 6.35 2.38 2.8 0.2 [ ]
TCGT110204L-P 11 6.35 2.38 2.8 0.4 [ J
TCGT0802005ML-G 8.2 4.76 2.38 2.3 <0.05 O O O
TCGT0802005MR-G 8.2 4.76 2.38 2.3 <0.05 @) O O
TCGT080201ML-G 8.2 4.76 2.38 2.3 <0.1 O O O
TCGT080201MR-G 8.2 4.76 2.38 2.3 <0.1 @) @) O
TCGT1103005ML-G 11 6.35 3.18 2.8  <0.05 @) [ O
TCGT1103005MR-G 11 6.35 3.18 2.8  <0.05 O [ O
TCGT080202L-G 8.2 4.76 2.38 2.3 0.2 O
TCGT080204L-G 8.2 4.76 2.38 2.3 0.4 @)
TCGT110301L-G 11 6.35 3.18 2.8 0.1 O
TCGT110302L-G 11 6.35 318 2.8 0.2 @)
TCGT110304L-G 11 6.35 318 2.8 0.4 [ ]
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Positive)

TP

Triangle 60° with hole

DiTn‘irr::)ion Coated Carbides ‘
Ordering Code
LE IC S D1 RE GATT115 GAT7120 GATT7120A GATT125
TPGH1103005ML-P 11 635 318 34 <0.05 ©) (] (@)
TPGH090202L-P 96 556 238 3.0 0.2 ( J
TPGH090204L-P 96 556 238 3.0 0.4 [}
TPGH110301L-P 11 635 318 3.4 0.1 [ ] [ ]
TPGH110302L-P 11 635 318 3.4 0.2 ([ ] [ ]
TPGH110304L-P 11 635 318 3.4 0.4 [ ]
TPGT080202L-P 82 476 238 23 0.2 [}
TPGT080202R-P 82 476 238 23 0.2 O
TPGT080204L-P 8.2 476  2.38 2.3 0.4 [
TPGT080204R-P 8.2 476 2.38 2.3 0.4 @)
TPGT080201L-G 8.2 476 2.38 2.3 0.1 O
TPGT080202L-G 82 476 238 23 0.2 O
TPGT080204L-G 8.2 476 2.38 2.3 0.4 @)

®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

VB

Rhombic 35° with hole

Dimension Coated Carbides
(mm)
Ordering Code
LE IC S D1 RE GATT7115 GAT7120 GATT7120A GAT7125

VBGT1103005ML-P 112 635 3.18 2.8  <0.05 O O O
VBGT1103005MR-P 12 | Gsb | S8 28 <0.05 [ ] [ ] [ ]
VBGT110301ML-P 112 635 318 2.8 <0.1 [ ] @) ([ ]
VBGT110301MR-P L2 | G | S48 2.8 <0.1 [ ] @) [
VBGT110302ML-P 112 635 318 2.8 <0.2 @) @) [
VBGT110302MR-P 12 | G2 | S8 2.8 <0.2 [ ] @) [
’ VBGT1103003L-P 112 635 318 2.8 0.03 @)
. VBGT1103003R-P 12 | &5 | S8 2.8 0.03 [ ]
VBGT110301L-P 112 635 3.18 2.8 0.1 [ ]
VBGT110301R-P 12 | 63 | S 2.8 0.1 [ ]
VBGT110302L-P 112 635 3.18 2.8 0.2 [
VBGT110302R-P 12 | G | SIS 2.8 0.2 [ ]
VBGT110304L-P 112 635 3.18 2.8 0.4 O
VBGT110304R-P 112 635 318 2.8 0.4 [
VBGT1103005ML-G 112 635 3.18 2.8  <0.05 O [ ] O
VBGT1103005MR-G  11.2 635 3.18 2.8 <0.05 [ [ [
VBGT110301L-G 112 635 3.18 2.8 0.1 [
VBGT110301R-G 112 635 318 2.8 0.1 [
VBGT110302EL-G 112 635 3.18 2.8 0.2 O
VBGT110302ER-G 12 | Gsb | S8 2.8 0.2 @)
VBGT110302R-G 112 635 318 2.8 0.2 @)
VBGT110304EL-G 12 | G | S48 2.8 0.4 [ ]
VBGT110304ER-G 112 635 318 2.8 0.4 [ ]

@Stock OAvailable Upon Order
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Positive)

VB

Rhombic 35° with hole

DiTne]r:)ion Coated Carbides ‘
Ordering Code
LE IC S D1 RE GATT115 GAT7120 GATT7120A GATT125

VBGT1103005ML-S 112 635 318 2.8  <0.05 O O O

VBGT1103005MR-S 112 635 318 2.8 <0.05 ® ( J [}

VBGT110301ML-S 112 635 318 2.8 <0.1 ([ ] O O

VBGT110301MR-S 112 635 318 28 <01 ( J O [ ]

VBGT110302ML-S 112 635 318 28 <02 [ O [ ]

VBGT110302MR-S 112 635 318 28 <02 ( J O ([ ]

VBGT110301L-S 112 635 318 28 0.1 [}

VBGT110301R-S 112 635 318 28 0.1 ( J
’ VBGT110302L-S 112 635 318 28 02 °

VBGT110302R-S 112 635 3.18 2.8 0.2 [ ]

VBGT110304L-S 112 635 318 2.8 0.4 [

VBGT110304R-S 112 635 318 2.8 0.4 [ ]

VBGT160402L-S 16.6 9.525 4.76 4.4 0.2 @)

VBGT160402R-S 16.6 9.525 4.76 4.4 0.2 @)

VBGT160404L-S 16.6 9.525 4.76 4.4 0.4 [

VBGT160404R-S 16.6 9.525 4.76 4.4 0.4 [ J

VBGT110301M-AF 112 635 3.18 2.8 <0.1 [ O O
L.

VBGT110301M-BF 112 635 318 2.8 <0.1 ([ ] O [ J
’ VBGT110302M-BF 11.2 6.35 3.18 2.8 <0.2 [ ] @) [

VBGT110301M-BK 112 635 318 28 <01 ® O [}

VBGT110302M-BK 112 635 318 28 <02 ( J O [}
’ VBGT110304M-BK 112 635 318 2.8 <0.4 [ ] [

VBGT110302M-MM 112 635 3.18 2.8 <0.2 (@) O O
’ VBGT110304M-MM 112 635 3.18 2.8 <0.4 [ ] @)

@®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

VC

Rhombic 35° with hole

Dir?neil:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT7115 GATT7120 GATT120A GATT125
VCGT1103005ML-P 112 635 318 28 <0.05 ©} O O
VCGT1103005MR-P 112 635 318 2.8 <0.05 O O O
VCGT110301ML-P 112 635 3.18 2.8 <0.1 O O O
VCGT110301MR-P 112 635 318 28 <01 O O ([ ]
VCGT1103003L-P 112 635 318 28 0.03 (©]
VCGT1103003R-P 112 635 318 28  0.03 (@)
’ VCGT110301L-P 112 635 318 28 0.1 O
VCGT110301R-P 112 635 318 28 0.1 O
VCGT110302L-P 112 635 3.8 2.8 0.2 O
VCGT110302R-P 112 635 318 2.8 0.2 @)
VCGT110304L-P 11.2 635 3.18 2.8 0.4 O
VCGT110304R-P W2 | G | SIS 2.8 0.4 @)
VCGT1103005MR-G 112 635 3.18 2.8  <0.05 [ [ [
’ VCGT110302R-G 112 635 3.18 2.8 0.2 @)
VCGT1103005ML-S 112 635 3.18 2.8 <0.05 @) @) O
VCGT1103005MR-S 112 635 3.18 2.8  <0.05 O @) O
VCGT1103003R-S 112 635 3.18 2.8 0.03 O
VCGT110301L-S 112 635 318 28 0.1 ( J
VCGT110301R-S 112 635 318 28 0.1 [}
VCGT110302L-S 112 635 318 28 0.2 O
VCGT110302R-S 112 635 318 28 0.2 [}

@Stock OAvailable Upon Order
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Small Part Turning Inserts (Positive)

VC

Rhombic 35° with hole

Small Part Turning | TURNING TOOLS

Dimension Coated Carbides ‘
(mm)
Ordering Code
LE IC S D1 RE GATT7115 GAT7120 GATT7120A GATT7125
VCGT110301M-AF 112 635 3.18 2.8 <0.1 [ ] @) [
VCGT080202M-BF 8.3 476 238 2.3 <0.2 [ ] [
VCGT110301M-BF 112 635 3.18 2.8 <0.1 (] @) [
’ VCGT110302M-BF 112 635 3.18 2.8 <0.2 (] @) [
VCGT110301M-BK 11.2 6.35 3.18 2.8 <0.1 [ O [ J
VCGT110302M-BK 11.2 6.35 3.18 2.8 <0.2 [} O [}
’ VCGT110304M-BK 112 635 318 28 <04 ° °
VCGT110302M-MM 11.2 6.35 3.18 2.8 <0.2 [ O [}
’ VCGT110304M-MM 11.2 6.35 3.18 2.8 <0.4 [} [}

®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Positive)

RE A\
E

Rhombic 35° with hole

Dir?neil:)ion Coated Carbides
Ordering Code
LE IC S D1 RE GATT7115 GATT7120 GATT120A GATT125

VPGT1103005ML-P 112 635 318 28 <0.05 ©} O O

VPGT1103005MR-P 112 635 318 2.8 <0.05 ( J O O

VPGT110301ML-P 112 635 3.18 2.8 <0.1 O O O

VPGT110301MR-P 112 635 318 28 <01 ( J O ([ ]

VPGT110302ML-P 112 635 318 28 <02 O O O

VPGT110302MR-P 112 635 318 28 <02 ( J O [ ]
’ VPGT1103003L-P 112 635 318 28 0.03 (@]

VPGT1103003R-P 112 635 318 28  0.03 [}

VPGT110301L-P 112 635 3.8 2.8 0.1 O

VPGT110301R-P 112 635 318 2.8 0.1 [ J

VPGT110302L-P 11.2 635 3.18 2.8 0.2 [

VPGT110302R-P W2 | G | SIS 2.8 0.2 [

VPGT1103005ML-G 112 635 3.18 2.8  <0.05 O O O

VPGT1103005MR-G 112 635 3.18 2.8  <0.05 @) @) O

VPGT110301L-G 112 635 3.18 2.8 0.1 O

VPGT110301R-G 112 635 3.18 2.8 0.1 [

VPGT110302R-G 112 635 3.18 2.8 0.2 [ ] [ [

VPGT080201M-BK 8.3 476  2.38 2.3 <0.1 O O

VPGT080202M-BK 8.3 476  2.38 2.3 <0.2 @) O

@Stock OAvailable Upon Order
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Positive)

WB

Trigon 80°with Hole

WBGT020101L-P 25 397 159 23 0.1 o
WBGT020102L-P 255 391 | LR 23 0.2 (@) ([ ] @)
WBGT020104L-P 2.5 397 159 23 0.4 o ([ ] @)
WBGTL30202L-P 32 476 238 2:3 0.2 (@)
WBGTL30204L-P 3.2 476 238 2.3 0.4 @)

®Stock OAvailable Upon Order
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TURNINGTOOLS | Small Part Turning

Small Part Turning Inserts (Others)

GSAB

Horizontal Back Turning Insert

Dimension Coated Carbides
(mm)

Ordering Code 0 <) S )
— (o] o~ o~
A B C D H L RE S 0 0 ¢ = = =
= = = =
(G} (5] 5] (G}
GSAB15R4025005 28 70 04 34 43 155 0.05 3.97 15° 30° [ [ ] [
GSAB15R4025005M 28 70 04 34 43 155 <005 3.97 15° 30° [ [ [
/ GSAB15R4025015 28 70 04 34 42 154 015 397 15° 30° [ ] [ J [ ]
GSAB15R4025015M 28 70 04 34 42 154 <0.15 397 15° 30° [ J [} [ J
GSAB15R4045005 47 70 065 34 43 155 0.05 397 15 45° O [ O
GSAB15R4045005M 47 7.0 065 34 43 155 <0.05 3.97 15° 45° O [} O
/ GSAB15R4045015 47 70 065 34 42 154 015 397 15 45° [} [ O
GSAB15R4045015M 47 7.0 065 34 42 154 <0.15 3.97 15° 45° [} [} O
GSAB23R5045005 47 70 055 34 53 235 005 397 15 40° O [ O
GSAB23R5045005M 47 7.0 055 34 53 235 <0.05 3.97 15° 40° O [} O
GSAB23R5045015 47 70 055 34 52 234 015 397 15° 40° [} [ O
/ GSAB23R5045015M 47 7.0 055 34 52 234 <0.15 397 15° 40° [} [} O

®Stock OAvailable Upon Order

Back Turning Inserts Code Indentification System

GSAB 15 R 40 25 015 (M)
| | | | | | |

Cutting Edge RE is negative
Width tolerance

Series Code- Back

. Corner RE
Turning

Size Direction Depth of Cut
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Small Part Turning | TURNING TOOLS

Small Part Turning Inserts (Others)

GSTB Ry

Vertical Back Turning Insert

Dimension Coated Carbides
(mm)

Ordering Code 0 ) S )
— o~ N o~
cw CDX a €] RE D1 W1 S = = = =
= = = =
(G) (5] (5] (G)
GSTB3R15005M 1.5 2.7 0.25 56° <0.05 5.2 3.0 8.7 [} [} O
GSTB3R15010M 1.5 2.7 025 56° <010 5.2 3.0 8.7 @) [ @)
GSTB3R28005M 2.8 4.6 0.3 56° <0.05 5.2 3.0 8.7 [ O @)
GSTB3R28010M 2.8 4.6 0.3 56° <0.10 5.2 3.0 8.7 @) [ O
“ GSTB3R28020 2.8 4.6 0.5 56°  0.20 5.2 3.0 8.7 @) @)
GSTB4R38005M 3.8 6.3 0.3 56° <0.05 5.2 4.0 9.5 [ @) O
GSTB4R38010M 3.8 6.3 0.3 56° <0.10 5.2 4.0 9.5 [ @) @)
GSTB4R38020M 3.8 6.3 0.5 56° <020 5.2 4.0 9.5 @) (@)

®Stock OAvailable Upon Order

GSTB 3 R 28 015 (M)
| | | | | |

Series Code-Vertical Size Direction Cutting Edge
Back Turning Width

Corner RE RE is negative tolerance
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TURNING TOOLS | Small Part Turning

Overview of Small Part Turning Holders

SCLCR/L-Z SDJCR/L-Z SVJ*R/L-Z SVQ*R-Z SDJCR
P107 P107 P108 P109 P109

SGSAB-4025F SGSAB-4045F SGSAB-5045F GST-RS
P110 P110 P111 P112 P112

444’6
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Small Part Turning Holders

SCLCR/L-Z

HBKW

( . 5 )
Leading angle 95
i )
g ]
g LF

1 [

D'Tni:f)'on Screw Wrench Weight Stock
Ordering Code Insert (Ké)
H B LF  HF WF HBKW § /6 R L
SCLCR/L1010JK06Z 10 10 120 10 10 - CC**0602** = SI60M025065-03509S TTO7PQ 0.09 e o

SCLCR/L1010JK09Z 10 10 120 10 10 2.5 CC**09T3** = SI60M040089-05313S = TT15PQ 0.09 e o

SCLCR/L1212JK09Z | 12 12 120 12 12 - CC**09T3** = SI60M040089-05313S | TT15PQ 0.14 e o

SCLCR/L1616JK09Z 16 16 120 16 16 - CC*™09T3** = SI60M040089-05313S | TT15PQ 0.24 e o

®Stock OAvailable Upon Order

SDJCR/L-Z

HBKW

Leading angle 93°

1

WF

LF

5 T\ E

Dimension

Screw Wrench . Stock
Ordering Code o) Insert £ W&'é;“
H B LF HF WF HBKW § ﬁ R L
SDJCR/L1010JKO7Z 10 10 120 10 10 - DC**0702** = SI60M025065-03509S = TTO7PQ 0.09 e o

SDJCR/L1010JK11Z 10 10 120 10 10 3 DC**11T3** = SI60M040089-05313S = TT15PQ 0.09 e o

SDJCR/L1212JK11Z 12 12 120 12 12 1 DC**11T3** = SI60M040089-05313S = TT15PQ 0.14 e o

SDJCR/L1616JK11Z | 16 @ 16 120 16 16 - DC**11T3** = SI60M040089-05313S = TT15PQ 0.24 e o

@®Stock OAvailable Upon Order

GESAC _ 107




TURNINGTOOLS | Small Part Turning

Small Part Turning Holders

SVJ*R/L-Z

Leading angle 93°

LF

) DiTne;r::)ion Screw Wrench Weight Stock
Ordering Code Insert Q)

H B LF HF WF HBKW § ﬁ R L

SVJBR/L1010JK11Z 10 10 120 10 10 - VB**1103** = SI60M025065-03509S = TTO7PQ 0.09 o o
SVJBR/L1212JK11Z 12 12 120 12 12 - VB**1103** | SI60M025065-03509S TTO7PQ 0.14 e o
SVJBR/L1616JK11Z 16 16 120 16 16 - VB**1103** = SI60M025065-03509S = TTO7PQ 0.24 e o
SVJCR/L1010JK11Z 10 10 120 10 10 - VC**1103**  SI60M025065-03509S = TTO7PQ 0.09 o o
SVJCR/L1212JK11Z 12 12 120 12 12 - VC**1103** | SI60M025065-03509S TTO7PQ 0.14 e o
SVJCR/L1616JK11Z 16 16 120 16 16 - VC**1103**  SI60M025065-03509S  TTO7PQ 0.24 e o
SVJPR/L1212JK11Z 12 12 1120 12 12 - VP**1103** | SI60M025065-03509S TTO7TPQ 0.14 o o
SVJPR/L1616JK11Z 16 16 120 16 16 - VP**1103** | SI60M025065-03509S TTO7PQ 0.24 e o

®Stock OAvailable Upon Order
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Small Part Turning Holders

SVQ*R-Z

HBKW

Leading angle 117.5°

WE
@
\
B

LE

Dimension
(mm)

H B LF HF WF HBKW § /é Ke) | g | L

Screw Wrench Stock

Ordering Code Insert

SVQCR1010JK11Z 10 | 10 120 10 10 8 VC**1103** = SI60M025065-03509S = TTO7PQ 0.09 [ ]
SVQCR1212JK11Z 12 12 120 12 12 6 VC**1103** = SI60M025065-03509S = TTO7PQ 0.14 [ ]
SVQCR1616JK11Z 16 16 120 16 16 2 VC**1103** = SI60M025065-03509S = TTO7PQ 0.24 [ ]
SVQPR1010JK08Z 10 | 10 120 10 10 4 VP**0802** = SI60M020050-02806S = TT06PQ 0.09 [ ]
SVQPR1010JK11Z 10 10 120 10 10 8 VP**1103** = SI60M025065-03509S = TTO7PQ 0.09 [ ]
SVQPR1212JK08Z 12 12 120 12 12 2 VP**0802** = SI60M020050-02806S = TT06PQ 0.14 [ ]
SVQPR1212JK11Z 12 12 120 12 12 6 VP**1103** = SI60M025065-03509S = TTO7PQ 0.14 [ ]
SVQPR1616JK08Z 16 16 120 16 16 - VP**0802** = SI60M020050-02806S = TTO6PQ 0.24 [ ]

SVQPR1616JK11Z 16 16 120 16 16 2 VP**1103** = SI60M025065-03509S = TTO7PQ 0.24 [ ]

@Stock OAvailable Upon Order

SDJCR

Leading angle 93°

Dimension
(mm)

Insert
H B LF HF WF HBKW & | @R

Screw Wrench Stock
Ordering Code

SDJCR1216JK11F15 | 12 16 120 12 15 12 DC**11T3**  SI60M040089-05313S = TT15PQ 0.18 [ ]

SDJCR1620JK11F15 16 = 20 120 16 | 15 8 DC**11T3** = SI60M040089-05313S = TT15PQ 0.30 [ ]

®Stock OAvailable Upon Order
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Turning Holder for Small Part -Back Turning Holder(GSAB)

SGSAB-4025F

CDX

Leading angle 60°

g @F’hx q
w LE
cllin E
Dimension
Screw Wrench . Stock
Ordering Code ) Insert Weight

H B LF HF WF CDX & /é Ke) | g [ L

SGSABR1010JK4025F 10 10 120 10 10.2 4.2 GSAB15R4025** SI60M030072-04210S @ TTO9PQ 0.09 [ ]
SGSABR1212JK4025F 12 |« 12 120 12 12.2 4.2 GSAB15R4025** SI60M030072-04210S = TTO9PQ 0.14 [ ]

SGSABR1616JK4025F 16 16 120 16 16.2 4.2 GSAB15R4025** SI60M030072-04210S @ TTO9PQ 0.24 [ ]

@Stock OAvailable Upon Order

SGSAB-4045F

5 om 1
v LF
D|n(1rﬁrr1:)|on Screw Wrench Weight Stock
Ordering Code Insert g

H B LF HF WF CDX & /é (Ke) o [ L

SGSABR1010JK4045F 10 @ 10 120 10 10.2 4.2 GSAB15R4045** SI60M030072-04210S = TTO9PQ 0.09 [ ]
SGSABR1212JK4045F 12 |« 12 120 12 12.2 4.2 GSAB15R4045** SI60M030072-04210S = TTO9PQ 0.14 [ ]

SGSABR1616JK4045F 16 16 120 16 16.2 4.2 GSAB15R4045** SI60M030072-04210S @ TTO9PQ 0.24 [ ]

@Stock OAvailable Upon Order
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Turning Holder for Small Part -Back Turning Holder(GSAB)

SGSAB-5045F

o
g oo q
N .
J T E
DIT;-?-.?:)Ion Screw Wrench Weight Stock
Ordering Code Insert g

H B LF HF WF CDX & /5 Koo L

SGSABR1010JK5045F 10 10 120 10 10.2 8.2 GSAB23R5045** SI60M030072-04210S = TTO9PQ 0.09 L]

SGSABR1212JK5045F 12 12 120 12 12.2 8.2 GSAB23R5045** SI60M030072-04210S = TTO9PQ 0.14 (]

SGSABR1616JK5045F 16 16 | 120 16 16.2 8.2 GSAB23R5045** SI60M030072-04210S = TT09PQ 0.24 ®

@®Stock OAvailable Upon Order
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Turning Holder for Small Part -Back Turning Holder

GST

=
ENE | 4
b
(O 3
LF
el Screw Wrench . Stock
. (mm) Weight
Ordering Code Insert (KG)
H B LF HF WF CDX & /é’ R L
GSTR/L1010JK3 10 10 120 10 10 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.09 ® O
GSTR/L1010JK4 10 10 120 10 10 8 GST*4R/L*™ SSAM045095Q TT10PQ 0.09 ® O
GSTR/L1212JK3 12 12 120 12 12 6 GST*3R/L** SSAM045095Q TT10PQ 0.14 ® O
GSTR/L1212JK4 12 12 1120 12 12 8 GST*4R/L** SSAM045095Q TT10PQ 0.14 ® O
GSTR/L1616JK3 16 16 120 16 16 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.24 ® O
GSTR/L1616JK4 16 16 120 16 16 8 GST*4R/L** SSAM045095Q TT10PQ 0.24 ® O
GSTR/L2020JK3 20 20 120 20 20 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.40 ® O
GSTR/L2020JK4 20 20 120 20 @20 8 GST*4R/L*™ SSAM045095Q TT10PQ 0.40 ® O

@Stock OAvailable Upon Order

GST-RS

LE '

- J
D'T;:qs)'on Screw Wrench Weight Stock
Ordering Code Insert (Ké)

H B LF HF WF CDX & /é' R L

GSTR/L1010JK3-RS 10 10 120 10 7.2 6 GST*3R/L*™ SSAM045070Q TT10PQ 0.09 ® O
GSTR/L1212JK3-RS 12 12 120 12 7.2 6 GST*3R/L*™ SSAM045070Q TT10PQ 0.14 ® O
GSTR/L1010JK4-RS 10 10 120 10 7.2 8 GST*4R/L** SSAM045070Q TT10PQ 0.09 ® O
GSTR/L1212JK4-RS 12 12 120 12 7.2 8 GST*4R/L** SSAM045070Q TT10PQ 0.14 ® O

@Stock OAvailable Upon Order
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Recommended Cutting Datas

er e Chip Min-Optimum-Max
ISO Materials ke (1255 Breaker Grade Cutting Speed Cutting Depth Feeding Rate
Vc(m/min) ap(mm) f(mm/rev)
GAT7115 60-120-180
P GAT7120 40-90-140 0.03-0.1-0.5 0.03-0.1-0.18
GAT7125 40-90-150
GAT7115 60-120-180
G GAT7120 40-90-140 0.3-0.8-2.5 0.01-0.05-0.08
GATT7125 40-90-150
GATT115 60-120-180
S GAT7120 40-90-140 0.3-0.8-2 0.08-0.12-0.25
GAT7125 40-90-150
GATT115 60-120-180
AF GATT125 40-90-150 0.02-0.16-0.2 0.03-0.08-0.12
GATT120A 50-100-160
Steel <HB300
n GAT7115 60-120-180
AK GAT7125 40-90-150 0.3-1.4-2.5 0.02-0.07-0.12
GATT120A 50-100-160
GATT115 60-120-180
BF GAT7125 40-90-150 0.2-0.7-1.2 0.02-0.06-0.12
GAT7120A 50-100-160
GATT115 60-120-180
BK GATT7125 40-90-150 0.8-1.6-2.5 0.03-0.08-0.12
GATT120A 50-100-160
GAT7115 60-120-180
MM GAT7125 40-90-150 0.8-1.8-3 0.03-0.06-0.1
GATT7120A 50-100-160
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Small Part Turning

Recommended Cutting Datas

- Chip Min-Optimum-Max
i i
1SO ] Hardness Grade
Materials Breaker Cutting Speed Cutting Depth Feeding Rate
Vc(m/min) ap(mm) f(mm/rev)
GAT7115 60-100-150
P GAT7120 40-80-120 0.03-0.1-0.5 0.03-0.1-0.18
GATT7125 40-80-130
GATT7115 60-100-150
G GAT7120 40-80-120 0.3-0.8-2.5 0.01-0.05-0.08
GATT7125 40-80-130
GATT7115 60-100-150
S GAT7120 40-80-120 0.3-0.8-2 0.08-0.12-0.25
GATT125 40-80-130
M StEnles <30 GATT115 60-100-150
Steel AF 0.02-0.16-0.2 0.03-0.08-0.12
GAT7125 40-80-130
GATT7115 60-100-150
AK 0.3-1.4-2.5 0.02-0.07-0.12
GAT7125 40-80-130
GAT7115 60-100-150
BF 0.2-0.7-1.2 0.02-0.06-0.12
GAT7125 40-80-130
GAT7115 60-100-150
BK 0.8-1.6-2.5 0.03-0.08-0.12
GAT7125 40-80-130
GATT7115 60-100-150
MM 0.8-1.8-3 0.03-0.06-0.1
GAT7125 40-80-130
- Chi Min-Optimum-Max
1SO CLISES Hardness iz Grade 5 X . .
Materials Breaker Cutting Speed  Cutting Depth  Grooving Feed Horizontal Feed
Vc(m/min) ap(mm) f1(mm/rev) f2(mm/rev)
GATT7115 60-120-180
GSAB GAT7120 40-90-140 0.5-2.0-5.0 0.01-0.02-0.03 = 0.01-0.05-0.1
GAT7125 40-90-150
Steel <HB300
GAT7115 60-120-180
GSTB GAT7120 40-90-140 0.5-2.5-6.0 0.01-0.02-0.03 | 0.01-0.05-0.15
GAT7125 40-90-150
GAT7115 60-100-150
GSAB GAT7120 40-80-120 0.5-2.0-5.0 0.01-0.02-0.03  0.01-0.05-0.1
i GAT7125 40-80-130
Stainless <HB300
M St GAT7115 60-100-150
GSTB GAT7120 40-80-120 0.5-2.5-6.0 0.01-0.02-0.03 ' 0.01-0.05-0.15
GATT7125 40-80-130
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TURNING TOOLS | PCBN/PCD Turning

PCBN/PCD Turning Indexable Inserts Identification System

Symbol  Shape iorner Figure .
ngle Symbol Corner Tolerance(mm) Tolerance(inch)
H Hexagon 120° O Angle Symbol Corner  Thickness I.G.dia. Corner Thickness I.G.dia.
o Octagon 1350 O A 3° Height(m) (S) (ad) Height(m) (S) (2d)
B 50 A +0.005 +0.025 +0.025 +0.0002 | %0.001 +0.001
P Pentagon | 108° O c 7° F £0005 40025 +0.013 +0.0002 | +0.001  £0.0005
S Square 90° [] D 15° C +0.013  +0.025 +0.025 +0.0005 | +0.001 +0.001
T | Triangle 60° /\ E 20° H +0.013  +0.025 +0.013 +0.0005 | +0.001 | 0.0005
C 80° F 25° E +0.025 +0.025 +0.025 +0.001 +0.001 +0.001
b Rhombic |  55° [ G 30° G | *0025 013  £0.025 £0.001 | *0.005  *0.001
v 35 N 0 J +0.005 | +0.025 #0.05~0.13  +0.0002 = +0.001 = *0.002~0.005
- P w K +0.013 | +0.025 #0.05~0.13  +0.0005 = +0.001 = +0.002~0.005
W | Trigon 5 O O | Others L | +0025 +0.025 £0.05-0.13  +0.001  +0.001 0.002~0.005
L | Rectangle = 90° [ M | +0.08-0.18| £0.13 +0.05~0.13 | £0.003~0.007 +0.005 +0.002~0.005
A Parallelogram  85° [T q N | £0.08~0.18 +0.025 *0.05~0.13 =+0.003~0.007 +0.001 = 0.002~0.005
R Round - O U | £013~0.38 =£0.13 | £0.08~0.25 %0.005~0.015 =0.005 0.003~0.01
(DShape Symbol @Rse)l’i;ftﬁﬂgle @Tolerance Symbol

| — | |
L © | C @ | L © (@ | L © |

cC € GG W 09
T N G A 16

L © | C @ | L @© (@ | L © |

@Hole/Chipbreaker Symbol (®Edge Length Symbol (ISO) (mm)
Chipbr
Symbol Hole |Hole Shape Shape S
Y P aker P @ @ @ A g g g I.C.Size
) (mm)
N Without ] X7 SymbolLength Symbol Length SymbolLength SymbolLength SymbolLength SymbolLength SymbolLength SymbolLength
R withouwt ——  SPEle pg ey 03 1397 03 40 06 | 69| 4 48 3.97
Double- 04 476 04 48 08 82 5 58 4.76
F sided B3 05 5 _ - - - - _ - _ - - _ - _ - 5
A Without [CTT ]I/ 05 556 05 56 03 38 09 96 6 68 5.56
- Single- 06 6 - - - - - - - - - - - - - - 6
M With Hole H FITINYITY
DS' Ef 06 635 06 65 04 43 11 11 | 7 78 11 112 6.35
G Ted | EITS 07 794 08 81 05 54 13 138 9 97 7.94
W With I-:jobe Without [T I 08 8 - - - - - - - - - - - - - - 8
One Sinel 09 9525 09 9525 09 9.7 06 65 16 |165 11 11.6 16 166 16 19.7 9.525
Countersink ingle-
T G Nideq EINXAY 10 10 | - - - | - e e e - - - - 10
Q  with  MthHobe without [ 2 R e e e e e e e e e N o
Two o 12 127 12 127 12 129 08 87 22 22 15 155 22 221 12.7
u Countersinks Poded | £ 15 15875 15 15875 16 161 10 109 27 275 19 194 15.875
With Hobe |- 6 16 | - | = e e e 16
B Without [T 11~
and . 19 19.05 19 19.05 19 193 13 @ 13 33 33 23 233 19.05
H Countersink | SINle-| PYTIRITY | 20 | 20 20
~ side - - - - - - - - - - - - - -
c With Hobe \Without [T 22 2205 22 226 38 385 27 271 22.225
and 25 (25| - | - | - | - | -] - | =] -]~ ]~-]-1]-12
J Countersinks Dggglde- ON®x 25 254 25 254 25 258 44 | 44 31 31 25.4
31 3175 31 3175 32 322 55 55 38 388 31.75
x| = - - 31 132 - | - e e e e e e 32
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PCBN/PCD Turning Indexable Inserts Identification System

Yi’i
Symbol C((’r';?:,lr)'R
GN 0°
GB 5°
KB 5°
(®PCD Rake Angle

—

L ©) L@ L ©) L ©)

T3 04 GB - 1
04 08 M - 3

6) 0) L © L ©)

[ ( [ (
— ) — *

®Thickness @Corner Rc Symbol (®PCBN Edge Type ®Number of
Symbol | Thickness Gl Symbol ~ Number of
01 1.59 /q 1 1
Rc
02 2.38 A 5 )
o 278 Symbol CR(mm) Symbol Edge Type X X
00 0.03 Continues
03 3.18 - Standard
4 4
T3 3.97 02 02 LS Continues Others
04 4.76 04 04 M Continues 6 6
Gerenal
05 5.56 08 0.8 H Interrupted
Strength
06 6.35 12 12
07 7.94 16 16
09 9.52 20 20
24 24
28 2.8
32 3.2
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TURNING TOOLS

PCBN/PCD Turning

Overview of PCBN/PCD Turning Inserts

Type Features Rhombic 80° Rhombic 55° Triangle 60° Rhombic35° Trigon80°  Square 90° Round 360°
A | A &
~ -~/ - -
Nega- )
tive | he— (S ~—
PCBN
CNGA DNGA TNGA VNGA WNGA
« Higher P119 P120 P121 P122 P123
precision and < A
longer tool
Brazed | life. Posi- A ﬂ/‘ e : a/
«Widerange tjve L ol
of insert PCBN
types ccew DCGW  TCGW/TPGW VBGW/VCGW
P124 P124 P125 P127
N | O A 2
Posi- A J
tive — —
PCD CcGwW DCGW  TCGW/TPGW  VCGW RDEW
P133 P133 P134-135 P136 P136
+ Available ® L 2
on both Q)q ) ’ - a A -~
Brazed sides, more Nega- . . . . . l
Solid economical. | tive
°Hfj.str°ng PCBN CNGA DNGA TNGA VNGA WNGA
weldin
stabmtﬁ. P127 P127 P128 P128 P129
v [l a B O
«Integral tive
structure, ~ PCBN cNGN DNGN WNGN SNGN RNGN
rocessin
sl forlarge & P130 P130 P131 P131 P132
margin or
unstable
working Posi-
conditions tive
PCBN RCGN
P132
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PCBN Insert (Negative)

CN

Rhombic 80° with Hole

D"Fn‘j'r‘j)m" cos Coated PCBN
Ordering code Edge S s 35| 5 55 35|53
lE ic s bp RE ZF = S 3 3 g 8§ 8
= @& ®» ®m ®mm ®m @ >
CNGA120404LS2 2 22 127 476 516 04 O @ ° o o
CNGA120408LS2 2 22 127 476 516 0.8 ° o °
CNGA120404M-2 2 22 127 476 516 0.4 e O O e e °
CNGA120408M-2 2 22 127 476 516 08 O O O o o o o
CNGAI20412M-2 2 22 127 476 516 12 o o °
N CNGAI20408H-2 2 22 127 476 516 0.8 ° o o
‘) CNGAI20404LS-4 4 22 127 476 516 0.4 °
h CNGA120408LS-4 4 22 127 476 516 0.8 °
CNGA120404M-4 4 22 127 476 516 0.4 °
CNGA120408M-4 4 22 127 476 516 0.8 °
CNGA120412M-4 4 22 127 476 516 12 °
CNGA120408H-4 4 22 127 476 516 0.8 °

®Stock OAvailable Upon Order
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PCBN/PCD Turning

PCBN Insert (Negative)

DN

Rhombic 55° with Hole

Din(1nt:rrl];s)i0n grca?j'\é Coated PCBN

Ordering code Edge HlER 2 B 8B B 53
lE c s b1 RE Z 2 5 3 5 g 8§ 8
5= ® ®= ® ® ® ® >

DNGA150404LS-2 2 22 127 476 5.16 04 [} [ O

DNGA150408LS-2 2 22 127 476 5.16 0.8 [}
DNGA150404M-2 2 22 127 476 5.16 04 [} O [} [
DNGA150408M-2 2 22 127 476 5.16 0.8 [ J [} [} [} [ J [}
DNGA150412M-2 2 22 127 476 5.16 1.2 O O [} [
DNGA150608M-2 2 22 127 6.35 516 0.8 @) O
DNGA150612M-2 2 22 127 635 516 1.2 @) O O

A} DNGA150404LS-4 4 22 127 476 516 0.4 [}

DNGA150408LS-4 4 22 127 476 516 0.8 [
DNGA150404M-4 4 22 127 476 516 0.4 [
DNGA150408M-4 4 22 127 476 516 0.8 [
DNGA150412M-4 4 22 127 476 516 1.2 [}
DNGA150604M-4 4 22 127 635 516 0.4 [
DNGA150608M-4 4 22 127 635 516 0.8 [ ]
DNGA150612M-4 4 22 127 635 516 1.2 [ J
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PCBN Insert (Negative)

TN

Triangle 60° with hole

Din(1n<:rr1]:)ion GPSaI?i': Coated PCBN
Ordering code Edge HlR 2 B B B 53
lE c s b1 RE Z 2 5 3 5 g 8§ 8§
= ® ®= ® ® ®m ® >
TNGA160404LS-3 3 2.2 9525 476 381 0.4 [
TNGA160408LS-3 3 2.2 9.525 4776 381 0.8 [
TNGA160404M-3 3 2.2 9.525 476 3.81 04 [ J [} [ [} [ J [} [
TNGA160408M-3 3 2.2 9525 476 381 08 O [ J [} [} [} [
TNGA160412M-3 3 2.2 9.525 476 3.81 1.2 O O O
TNGA160404H-3 3 2.2 9.525 476 381 0.4 [ ]
A TNGA160408H-3 3 2.2 9.525 476 381 0.8 O O [
.) TNGA160404LS-6 6 2.2 9.525 476 381 0.4 [
H TNGA160408LS-6 6 2.2 9.525 476 381 0.8 [
TNGA160404M-6 6 2.2 9.525 476 381 0.4 [ ]
TNGA160408M-6 6 2.2 9.525 476 381 0.8 [ ]
TNGA160412M-6 6 2.2 9.525 476 381 1.2 [
TNGA160408H-6 6 2.2 9.525 476 381 0.8 [ ]

®Stock OAvailable Upon Order
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PCBN/PCD Turning

PCBN Insert (Negative)

VN

Rhombic 35° with Hole

D|r'(nn<:rr1ns)|on GPrCa?:I': Coated PCBN
Ordering code Edge S| % SR S S e
LE IC S DplL RE =2 4o S & & 3 3 §
= = (@) (©] (&) O [©) O
X w &2 ag T ag T T
[ah] o m m 2] m om o
VNGA160404LS-2 2 2.2 9525 476 381 0.4 [} [}
VNGA160408LS-2 2 2.2 9525 476 381 0.8 O [}
VNGA160404M-2 2 2.2 9525 476 381 0.4 [ J [} [} [ [}
VNGA160408M-2 2 2.2 9525 476 381 0.8 [} [} O [}
VNGA160412M-2 2 2.2 9525 476 381 1.2 [} [}
y VNGA160404LS-4 4 2.2 9.525 476 3.81 04 [}
VNGA160408LS-4 4 2.2 9.525 476 3.81 0.8 [}
VNGA160404M-4 4 2.2 9.525 476 3.81 04 [}
VNGA160408M-4 4 2.2 9.525 476 3.81 0.8 [}
VNGA160412M-4 4 2.2 9525 476 3.81 1.2 [}
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PCBN/PCD Turning | TURNING TOOLS

PCBN Insert (Negative)

WN

Trigon 80° with hole RE <
Dimension PCBN
(mm) CrEcE Coated PCBN
Ordering code Edge S| % S S
= I e = e B S
LE IC S D1 RE = = 5 g T O g D)
s | x| £ | I | T =
[a] o m [a] om m [a] o
WNGAO080404LS-3 3 22 127 476 516 04 O [ ]
WNGAO080408LS-3 3 22 127 476 5.16 0.8 [ ] [ ]
WNGA080404M-3 3 22 127 476 516 04 [ ([ ] [ ]
aH WNGA080408M-3 3 22 127 476 516 08 @ (@) @) [ J [ [ ]
WNGA080412M-3 3 22 127 476 516 1.2 (@) ([ ] @)
) WNGA080408H-3 3 22 127 476 5.16 0.8 ([ ] [ J [ ]
U WNGA080404LS-6 6 22 127 476 516 04 [ ]
WNGA080408LS-6 6 22 127 476 516 0.8 [ ]
WNGA080404M-6 6 22 127 476 516 04 [ ]
WNGA080408M-6 6 22 127 476 516 0.8 [ ]
WNGA080412M-6 6 22 127 476 516 1.2 [ J

®Stock OAvailable Upon Order
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TURNING TOOLS |

PCBN/PCD Turning

PCBN Insert (Positive)

CC

Rhombic 80° with Hole

Dir(n:]rrﬁ)ion GP;%': Coated PCBN

Ordering code Edge S| % S S
lE c s b1 RE Z Z S 3 g g o 8§
5 ® ® ® @®™m ® = @
CCGW060202L-2 2 2 635 238 28 0.2 O [ ] [
CCGW060204L-2 2 2 635 238 28 04 O [ ] [ J [ ] [ ]

CCGW060208L-2 2 2 635 238 28 038 @) O O
‘ CCGW060204M-2 2 2 635 238 28 04 [ J [ ] [ ]
a CCGW060208M-2 2 2 635 238 28 038 [ ] [ ] [ ]
. CCGWO09T304L-2 2 2 9525 397 44 04 @ [ [ ] [ ]

CCGWO09T308L-2 2 2 9525 397 44 08 O O (@)
CCGWO09T304M-2 2 2 9525 397 44 04 @ (@) @) [ [ [ ] [
CCGWO09T308M-2 2 2 9525 397 44 08 @ @) @) [ [ [ [
CCGWO09T304H-2 2 2 9525 397 44 04 [
CCGWO09T308H-2 2 2 9525 397 44 08 [ O [

®Stock OAvailable Upon Order
DC
Rhombic 55° with Hole S
Dimension PCBN Coated PCBN
(mm) Grade

Ordering code Edge = e o = = s 2 a
LE Ic s DI RE Z o § g 3 8 & 8§
& ® ® ® @ @ » =
DCGWO070202L-2 2 2 635 238 28 0.2 [ [ ] [ ]
DCGWO070204L-2 2 2 635 238 28 04 @) @) [ [ ] [
DCGWO070204M-2 2 2 635 238 28 04 O @)
DCGWO070208M-2 2 2 635 238 28 0.8 O [

a DCGW11T304L-2 2 2 9525 397 44 04 O @) [ ]

DCGW11T308L-2 2 2 9525 397 44 08 O @) [ ]

DCGW11T302M-2 2 2 9525 397 44 0.2 [ ]
DCGW11T304M-2 2 2 9525 397 44 04 [ ) [ [ ] [ [ J [} [ J [}
DCGW11T308M-2 2 2 9525397 44 08 @ [ ] [ [ [ ] [ ] [ ]
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@Stock OAvailable Upon Order



PCBN/PCD Turning | TURNING TOOLS

PCBN Insert (Positive)

60°

TC

Triangle 60° with Hole

Dimension PCBN

(mm) o Coated PCBN
Ordering code Edge S |5 S S S
lE IC S DI RE o = S = & 24 X A
= = (@) [S) (@] [S) (@) (@]
S 6l x| |l | | | =
m o @o™ @™ @® @™ ®mW m

A TCGW110304L-3 3 2 6.35 3.18 34 04 @] O
TCGW110304M-3 3 2 635 318 34 04 [ J

@]

' a ' TCGW110308M-3 3 2 635 318 34 08 O

@Stock OAvailable Upon Order

TP

Triangle 60° with Hole

Dimension PCBN Coated PCBN
(mm) Grade
Ordering code Edge e a o o o s % a
LE|Ic|s |bL|RE |2 |2/ Y9[/3 3 23 8|8
= = (@) (©) (&) [®) (@] O
X (%] X T T T I T
o o o 2] o [an] m o
TPGW080202L-1 1 2 476 238 234 02 ° @) @)
TPGW080204L-1 1 2 476 238 234 04 ° °
TPGW080208L-1 1 2 476 238 234 08 @) @)
TPGW090202L-3 3 2 556 238 28 0.2 o O o)
A TPGW090204l-3 3 2 556 238 28 04 @ O o e °
TPGW090208L-3 3 2 556 238 28 08 O o)
» TPGW110204L3 3 2 635 238 28 04 ° o o
H TPGW110208M-3 3 2 635 238 28 08 o)
TPGW110302L-3 3 2 635 3.18 34 02 @)
TPGW110304l-3 3 2 635 318 34 04 © ®© O @ © e o
TPGW110308Ll-3 3 2 635 3.18 34 08 e o e o
TPGW110304M-3 3 2 635 3.18 34 04 O O @)
TPGW110308M-3 3 2 635 3.18 34 08 @) @)

®Stock OAvailable Upon Order
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TURNING TOOLS | PCBN/PCD Turning

PCBN Insert (Positive)

VB

Rhombic 35° with Hole

DiT:]r;?)ion GP;%': Coated PCBN

i o o o o o o o o
Ordering code Edge - . | e é g § g g g § g
5 ® @® ® ®» ®» @™

VBGW110302L-2 2 2 635 318 28 0.2 @) O O (@)

VBGW110304L-2 2 2 635 318 28 04 [ ] @) [ J @)

VBGW110308L-2 2 2 635 318 28 08 O O @)
VBGW110304M-2 2 2 635 318 28 04 @) [ ]
VBGW110308M-2 2 2 635 318 28 08 O @)

Q ) VBGW160404L-2 2 2 9525 476 44 04 @) @) [ ]

VBGW160408L-2 2 2 9525 476 44 08 O O O
VBGW160404M-2 2 2 9525 476 44 04 @) [ O [
VBGW160408M-2 2 2 9.525 476 44 08 [ ] O [ [ ] [
CCGWO09T304H-2 2 2 9525 397 44 04 [ ]
CCGWO09T308H-2 2 2 9.525 397 44 08 [ O [

@Stock OAvailable Upon Order

e o

Rhombic 35° with Hole

DiT;r;?;on 2;%’: Coated PCBN
i o o o o o o o o
Ordering code Edge el e . o | e g g § g g g g g
® B ® ® ® @® > >
VCGW110302L-2 2 2 635 318 28 0.2 @) @)
VCGW110304L-2 2 2 635 318 28 04 @ @) (]
VCGW110308L-2 2 2 635 318 28 038 O
VCGW110308M-2 2 2 635 318 28 08 O @)
a ) VCGW160404L-2 2 2 9525 476 44 04 O (@) O
VCGW160408L-2 2 2 9.525 476 44 08 O @)
VCGW160402M-2 2 2 9525 476 44 0.2 [ ]
VCGW160404M-2 2 2 9525 476 44 04 [ [ ]
VCGW160408M-2 2 2 9.525 476 44 08 [ [ ]

®Stock OAvailable Upon Order
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PCBN/PCD Turning | TURNING TOOLS

PCBN Insert (Negative)

CN

Rhombic 80° with Hole

Dimension PCBN
(mm) @erh Coated PCBN ‘
Ordering code Edge > ) )
o~ — o~
LE IC S D1 RE = g )
< T T
o o o
CNGA120404LS-4 4 2.2 12.7 4.76 5.16 0.4 (@) [
CNGA120408LS-4 4 2.2 12.7 4.76 5.16 0.8 (@) [ ]
. H CNGA120412LS-4 4 2.2 12.7 4.76 5.16 1.2 (@) O
) CNGA120404M-4 4 2.2 12.7 4.76 5.16 0.4 (@) @) @)
h CNGA120408M-4 4 2.2 12.7 4.76 5.16 0.8 ([ ] [ ] [
CNGA120412M-4 4 2.2 12.7 4.76 5.16 1.2 @) O [
CNGA120412H-4 4 2.2 12.7 4.76 5.16 1.2 [ ] [
@Stock OAvailable Upon Order
Rhombic 55° with Hole %
S
Dimension PCBN
(mm) Grade Coated PCBN ‘
Ordering code Edge > i >
o~ — (2]
LE IC S D1 RE g g 0
< I T
o o o
DNGA150404LS-4 4 22 127 476 516 0.4 o) o
DNGA150408LS-4 4 2.2 12.7 4.76 5.16 0.8 (@) O
’ DNGA150404M-4 4 2.2 12.7 4.76 5.16 0.4 (©) O O
’) DNGA150408M-4 4 2.2 12.7 4.76 5.16 0.8 ([ ] [ ] [
h DNGA150412M-4 4 2.2 12.7 4.76 5.16 1.2 (@) O O
DNGA150412H-4 4 2.2 12.7 4.76 5.16 1.2 (@) O [

@Stock OAvailable Upon Order
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TURNING TOOLS | PCBN/PCD Turning

PCBN Insert (Negative)

TN

Triangle 60° with Hole

Dimension PCBN
(mm) @erke Coated PCBN
Ordering code Edge > 5 >
o~ — o~
LE IC S D1 RE = ) g
< T I
o ) o
TNGA160404LS-6 6 2.2 9.525 4.76 3.81 0.4 O [
‘ TNGA160408LS-6 6 2.2 9.525 4.76 3.81 0.8 @) @)
e TNGA160404M-6 6 2.2 9.525 4.76 3.81 0.4 O O [
H TNGA160408M-6 6 2.2 9.525 4.76 3.81 0.8 [ [ [
TNGA160412M-6 6 2.2 9.525 4.76 3.81 1.2 O O [
@Stock OAvailable Upon Order
VN K
Rhombic 35° with Hole s
Dimension PCBN
(mm) Grade Coated PCBN
Ordering code Edge ) ] >
o~ — o~
LE IC S D1 RE = ) g
< T T
2] [a] 2]
VNGA160404LS-4 4 2.2 9.525 4.76 3.81 0.4 @) [
VNGA160408LS-4 4 2.2 9.525 4.76 3.81 0.8 @) @)
.) / VNGA160404M-4 4 2.2 9.525 4.76 3.81 0.4 O O O
VNGA160408M-4 4 2.2 9.525 4.76 3.81 0.8 [ [ J [
VNGA160412M-4 4 2.2 9.525 4.76 3.81 1.2 @) O O

®Stock OAvailable Upon Order
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PCBN Insert (Negative)

WN

Trigon 80° with Hole

PCBN/PCD Turning | TURNING TOOLS

Dimension PCBN
(mm) @erks Coated PCBN

Ordering code Edge > b >
o~ — o~
LE IC S D1 RE S g q
s EE ac
m [2a] m

WNGA080404LS-6 6 22 127 476 516 0.4 O °
<& WNGA080408LS-6 6 22 127 476 516 0.8 O O O
-~ WNGA080404M-6 6 22 127 476 516 0.4 ° O O
\) WNGA080408M-6 6 22 127 476 516 0.8 ° ° °
u WNGA080412M-6 6 2.2 127 476  5.16 12 ° O °
WNGA080412H-6 6 22 127 476 516 12 ° O °

®Stock OAvailable Upon Order
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TURNING TOOLS | PCBN/PCD Turning

PCBN Insert (Negative)

CN

N
N\ 7
Rhombic 80° without Hole RE S
Dimension
(mm) PCBN Grade
Ordering code Edge
LE IC S RE BKN225S BHN225S
CNGN120404M-4 4 12.7 12.7 4.76 0.4 O O
CNGN120408LS-4 4 12.7 12.7 4,76 0.8 O [ J
CNGN120408M-4 4 12.7 12.7 4,76 0.8 O O
CNGN120412M-4 4 12.7 12.7 4,76 1.2 O O
CNGN120704M-4 4 12.7 12.7 7.94 0.4 O O
CNGN120708M-4 4 12.7 12.7 7.94 0.8 O
CNGN120712M-4 4 12.7 12.7 7.94 1.2 [ [}
CNGN120716M-4 4 12.7 12.7 7.94 1.6 (@) @)
®Stock OAvailable Upon Order
Rhombic 55° without Hole S
Dimension
{mm) PCBN Grade
Ordering code Edge
LE IC S RE BKN225S BHN225S
DNGN110308M-4 4 9.525 9.525 3.18 0.8 (@) O
DNGN110312M-4 9.525 9.525 3.18 1.2 (@) @)
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PCBN/PCD Turning | TURNING TOOLS

PCBN Insert (Negative)

— LE

SN R

Square 90°without Hole . N :
Din("nn(:r:ns)ion PCBN Grade
Ordering code Edge
LE IC S RE BKN225S BHN225S
SNGN090404M-8 8 9.525 9.525 4.76 0.4 (@) @)
SNGN090408M-8 8 9.525 9.525 4.76 0.8 (@) @)
SNGN090412M-8 8 9.525 9.525 4.76 1.2 @) @)
SNGN120404M-8 8 12.7 12.7 4.76 0.4 @) @)
SNGN120408M-8 8 12.7 12.7 4.76 0.8 (@) @)
SNGN120412M-8 8 12.7 12.7 4.76 1.2 [ ] @)
SNGN120708M-8 8 12.7 12.7 7.94 0.8 (@) @)
SNGN120712M-8 8 12.7 12.7 7.94 1.2 (@) @)
SNGN120716M-8 8 12.7 12.7 7.94 1.6 ([ ] O
SNGN150708M-8 8 15.875  15.875 7.94 0.8 (@) @)
SNGN150712M-8 8 15.875  15.875 7.94 1.2 (@) O
®Stock OAvailable Upon Order
WN
Trigon 80°without Hole -
DiTnir;:;on PCBN Grade
Ordering code Edge
LE IC S RE BKN225S BHN225S

WNGNO080404M-6 6 8.72 12.7 4.76 0.4 (@) O
WNGN080408M-6 6 8.72 12.7 4.76 0.8 (@) O
WNGNO080412M-6 6 8.72 12.7 4.76 1.2 O O
WNGNO080416M-6 6 8.72 12.7 4.76 1.6 (@) @)
WNGNO080604M-6 6 8.72 12.7 6.35 0.4 (@) O
WNGNO080608M-6 6 8.72 12.7 6.35 0.8 @) @)
WNGNO080612M-6 6 8.72 12.7 6.35 1.2 O @)
WNGNO080616M-6 6 8.72 12.7 6.35 1.6 (@) @)

®Stock OAvailable Upon Order
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TURNING TOOLS | PCBN/PCD Turning

PCBN Insert (Negative)

RN h
Round 360°without Hole \J‘><

D"Fni:f)m” PCBN Grade ‘
Ordering code Edge
LE IC S RE BKN225S BHN225S
RNGN060300M - - 6 3.18 - O [ ]
RNGN090300M - - 9.525 3.18 - O ([ ]
RNGN120400M - - 12.7 4.76 - [ ] ([ ]
RNGN120400H = = 12.7 4.76 - [ J (@)
RNGN120700M - - 12.7 7.94 - O (@)
RNGN150700M = = 15.875 7.94 - O (@)
RNGN201000M - - 20 10 - O (@)

@®Stock OAvailable Upon Order

PCBN Insert (Positive)

o Ic &
RC DT
Round 360°without Hole \J‘>< —

Dimension
(mm) PCBN Grade
Ordering code Edge
LE IC S RE BKN225S BHN225S
RCGN120700M - - 12.7 7.94 - O
RCGN160700M - - 16 7.94 - O

@Stock OAvailable Upon Order
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PCBN/PCD Turning | TURNING TOOLS

PCD Insert (Positive)

CC

Rhombic 80° with Hole

Dianir:)ion PCD Grade
Ordering code Edge %
LE IC S D1 RE g
a
CCGW060202GB-1 1 2.5 6.35 2.38 2.8 0.2 [
CCGW060204GB-1 1 2.5 6.35 2.38 2.8 0.4 @)
CCGWO09T302GB-1 1 3 9.525 3.97 4.4 0.2 [ ]
CCGWO09T304GB-1 1 3 9.525 3.97 4.4 0.4 @)
‘ CCGWO09T308GB-1 1 3 9.525 3.97 4.4 0.8 O
a CCGW120404GB-1 1 3 12.7 4.76 5.5 0.4 [ ]
1 CCGW120408GB-1 1 3 12.7 4.76 5.5 0.8 @)
CCGWO060202KB-1 1 2.5 6.35 2.38 2.8 0.2 [
CCGW060204KB-1 1 2.5 6.35 2.38 2.8 0.4 O
CCGWO09T302KB-1 1 3 9.525 3.97 4.4 0.2 @)
CCGWO09T304KB-1 1 9.525 3.97 4.4 0.4 [
CCGWO09T308KB-1 1 9.525 3.97 4.4 0.8 @)
@Stock OAvailable Upon Order
DC
Rhombic 55° with Hole
Dimension PCD Grade
(mm)
Ordering code Edge &
LE Ic s D1 RE g
a
DCGWO070202GB-1 1 2.5 6.35 2.38 2.8 0.2 (@)
DCGWO070204GB-1 1 2.5 6.35 2.38 2.8 0.4 [ ]
DCGW11T302GB-1 1 3 9.525 3.97 4.4 0.2 O
DCGW11T304GB-1 1 9.525 3.97 4.4 0.4 O
a DCGW11T308GB-1 1 9.525 3.97 4.4 0.8 [
DCGWO070202KB-1 1 2.5 6.35 2.38 2.8 0.2 (@)
DCGWO070204KB-1 1 2.5 6.35 2.38 2.8 0.4 ([ ]
DCGW11T302KB-1 1 9.525 3.97 4.4 0.2 O
DCGW11T304KB-1 1 9.525 3.97 4.4 0.4 [ ]
DCGW11T308KB-1 1 3 9.525 3.97 4.4 0.8 @)

@Stock OAvailable Upon Order
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TURNING TOOLS | PCBN/PCD Turning

PCD Insert (Positive)

TC

Triangle 60° with Hole

DiTnir:)ion PCD Grade
Ordering code Edge %
LE IC S D1 RE g
a
TCGW080202GB-1 1 2.5 4.76 2.38 2.34 0.2 O
TCGW080204GB-1 1 2.5 4.76 2.38 2.34 0.4 [
TCGW090202GB-1 1 2.5 5.56 2.38 2.8 0.2 O
TCGW090204GB-1 1 2.5 5.56 2.38 2.8 0.4 [
A TCGW110302GB-1 1 2.5 6.35 3.18 3.4 0.2 O
Q TCGW110304GB-1 1 2.5 6.35 3.18 3.4 0.4 [
TCGWO080202KB-1 1 2.5 4.76 2.38 2.34 0.2 O
— TCGW080204KB-1 1 2.5 4.76 2.38 2.34 0.4 [
TCGW090202KB-1 1 2.5 5.56 2.38 2.8 0.2 O
TCGW090204KB-1 1 2.5 5.56 2.38 2.8 0.4 [
TCGW110302KB-1 1 2.5 6.35 3.18 3.4 0.2 O
TCGW110304KB-1 1 2.5 6.35 3.18 3.4 0.4 [ J

@Stock OAvailable Upon Order
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PCBN/PCD Turning | TURNING TOOLS

PCD Insert (Positive)

TP

Triangle 60° with Hole

DiTni'r:f)ion PCD Grade
Ordering code Edge %
LE IC S D1 RE g
a
TPGW080202GB-1 1 2.5 4.76 2.38 2.34 0.2 @)
TPGW080204GB-1 1 2.5 4.76 2.38 2.34 0.4 [ ]
TPGW090202GB-1 1 2.5 5.56 2.38 2.8 0.2 @)
TPGW090204GB-1 1 2.5 5.56 2.38 2.8 0.4 [ ]
TPGW110302GB-1 1 2.5 6.35 3.18 3.4 0.2 @)
TPGW110304GB-1 1 2.5 6.35 3.18 3.4 0.4 [ ]
TPGW160402GB-1 1 9.525 4.76 4.4 0.2 O
A TPGW160404GB-1 1 9.525 4.76 4.4 0.4 @)
~ TPGW160408GB-1 1 3 9.525 4.76 4.4 0.8 [ ]
TPGWO080202KB-1 1 2.5 4.76 2.38 2.34 0.2 @)
— TPGWO080204KB-1 1 2.5 4.76 2.38 2.34 0.4 [ ]
TPGW090202KB-1 1 2.5 5.56 2.38 2.8 0.2 @)
TPGW090204KB-1 1 2.5 5.56 2.38 2.8 0.4 [ ]
TPGW110302KB-1 1 2.5 6.35 3.18 34 0.2 O
TPGW110304KB-1 1 2.5 6.35 3.18 3.4 0.4 [
TPGW160402KB-1 1 9.525 4.76 4.4 0.2 @)
TPGW160404KB-1 1 9.525 4.76 4.4 0.4 [ J
TPGW160408KB-1 1 3 9.525 4.76 4.4 0.8 O

@Stock OAvailable Upon Order
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TURNING TOOLS | PCBN/PCD Turning

PCD Insert (Positive)

VC 2

Rhombic 35° with Hole =

Dirmr;qs)ion PCD Grade
Ordering code Edge %
LE IC S D1 RE g
a
VCGW110302GB-1 1 3 6.35 3.18 2.8 0.2 O
VCGW110304GB-1 1 3 6.35 3.18 2.8 0.4 [ ]
VCGW160402GB-1 1 3 9.525 4.76 4.4 0.2 O
VCGW160404GB-1 1 3 9.525 4.76 4.4 0.4 [ J
VCGW160408GB-1 1 3 9.525 4.76 4.4 0.8 @)
a/ VCGW110302KB-1 1 3 6.35 3.18 2.8 0.2 @)
VCGW110304KB-1 1 3 6.35 3.18 2.8 0.4 [ ]
VCGW160402KB-1 1 3 9.525 4.76 4.4 0.2 O
VCGW160404KB-1 1 3 9.525 4.76 4.4 0.4 [ ]
VCGW160408KB-1 1 3 9.525 4.76 4.4 0.8 @)
®Stock OAvailable Upon Order
RD .
Round 360° with Hole
Dir?nir;f;on PCD Grade
Ordering code Edge %
Ic s D1 2
a
RDEWO080300GN-1 1 8 3.18 2.94 @)
RDEW100300GN-1 1 10 3.18 4.6 [ ]
RDEW120400GN-1 1 12 4.76 4.4 @)
RDEW160400GN-1 1 16 4.76 5.5 [ ]

®Stock OAvailable Upon Order
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Recommended Cutting Datas

PCBN/PCD Turning |

TURNING TOOLS

PCBN Insert
Workpi G Appli Min-Optimum-Max
orkplece utting -
e Material Hardness Range cation Grade X
Vc(m/min) ap(mm) f(mm/rev)
N°d‘|‘r'§r'1ca“ QT450~QT700  Finishing General | BKC120P | 150-300-500 @ 0.10-0.20-0.50  0.05-0.12-0.3
Alloy Castlron|  >HB200 Finishing General  BKN115P = 200-400-800  0.05-0.20-0.50 = 0.05-0.20-0.40
Gray Cast Iron  HB200~230 Finishing General BKN115P = 400-600-1500 @ 0.05-0.20-0.50 @ 0.05-0.20-0.40
Finishing- BKN225Z
Grey CastIron | HB200~230 General 400-600-1200 | 0.05-0.30-0.50 | 0.05-0.20-0.50
Rough BKN225S
Powder HRB50~90 Finishin Continous | BSNL15P | 50-150-300  0.05-0.20-0.50 0.05-0.12-0.30
Metallurgy & ’ . ’ ’ : ’
th;‘t’jr’l‘aeld >HRC50 Finishing Continous = BHC115P | 120-150-220  0.05-0.10-0.20  0.05-0.10-0.20
Hardened Finishing-
Mmtoris] >HRC50 Rough General | BHC125P | 100-130-180 | 0.05-0.10-0.50 0.05-0.10-0.20
Hardened 5 pegy  Finishing-Semi- |\ ittent BHCI35P  80-100-150  0.05-0.10-0.40  0.05-0.10-0.20
m Material finished
Hardened >HReso  Finishing-Semi- o ioois BHC210P | 100-150-260 | 0.05-0.10-0.20  0.05-0.10-0.20
Material finished
Hardened Finishing- Semi- .
i >HRC50 finteErod Continous = BHC215Z = 120-150-230  0.05-0.10-0.20  0.05-0.10-0.15
Hardened Finishing- BHC225pP
> N a o N - N
Mntoris] >HRC50 Rough General BHC2257 100-140-200 | 0.05-0.10-0.50 | 0.05-0.10-0.20
thl”der.‘ed >HRC50 A General  BHN225S = 100-150-190  0.05-0.10-0.50 = 0.05-0.10-0.20
aterial Rough
PCD Insert
. X X Min-Optimum-Max
IS0 Workpiece Cutting Appli- Grade
Material Range cation .
Vc(m/min) ap(mm) f(mm/rev)
A'”m?y“m Finishing General DNN125P 300-1200-3000 0.05-0.20-0.50 0.05-0.10-0.20
Copper Alloy Finishing General DNN125P 200-500-1000 0.05-0.40-2.00 0.05-0.10-0.20
m Plastics Finishing General DNN125P 100-600-1000 0.10-0.40-2.00 0.05-0.10-0.40
Wood and Finishing General DNN125P 200-2000-4000 0.10-0.50-2.00 0.05-0.10-0.40
|norgan|c
Cemfg‘;e‘j Finishing General = DNN125P 10-20-30 0.05-0.20-0.50 0.05-0.10-0.20
Graphite Finishing General DNN125P 100-300-600 0.10-0.40-2.00 0.10-0.25-1.00
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Turning Toolholders | TURNING TOOLS

Overview of Turning Toolholders

MCBNR/L MCLNR/L MDJNR/L MDPNN MDQNR/L
P142 P142 P143 P143 P144

MSBNR/L MSKNR/L MSSNR/L MTENN MTFNR/L
P144 P145 P145 P146 P146

MTGNR/L MTINR/L MVINR/L MVQNR/L MWLNR/L
P147 P147 P148 P148 P149

\

SCLCR/L SDJCR/L SSDCN STGCR/L SVJCR/L
P150 P150 PO151 P151 P152

SWLCR/L SCLCR/L SCKCR/L SCLCR/L-A16 SDUCR/L
P153 P156 P156 P157 P157

SDQCR/L SDXCR/L SSKCR/L STUCR/L STWCR/L
P158 P158 P159 P159 P160

\
\
\

STFCR/L SVUCR/L SWLCR/L SCLPR/L STFPR/L
P160 P161 P161 P162 P162

\
\
\
\
\
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TURNING TOOLS | Turning Toolholders

External Turning Toolholder Identification System

M C

L (©) L)

(®Method of Holding

L

L ©)

(®Cutting Edge Angle

D Double Clamp Type
Wedge Lock Type
M Heavy Cutting

Double Clamp Type

P Lever Lock Type

GOGE

S Screw-on Type

—

< IR v Ar R A S84

@Insert Shape
C  80Rhombic [ ]
D 55Rhombic //
R Round O
S Square I:'
T Triangle A
V. 35°Rhombic 7
W Trigon Q
X Special

Shape
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L (©)

R

L ©)

(®Hand of Tool

“%

g

[}

@Insert Clearance Angle
B 5° s
C 7 ~£
D 15 e
E 200
N 0° o]
P 11 ’/j;l




Turning Toolholders | TURNING TOOLS

Code Height Code Width Code Width
08 8 08 8 E 70
10 10 10 10 F 80
12 12 12 12 H 100
16 16 16 16 K 125
20 20 20 20 M 150
25 25 25 25 P 170
32 32 32 32 Q 180

R 200

Tangent circle ' % A 7 ‘

— = —_— — =

6.35 06 07 - 06 11 11 04

9.525 09 11 - 09 16 16 06

12.7 12 15 - 12 22 - 08
15.875 16 - - 15 - - -
19.05 19 - - 19 - - -
254 25 - - 25 - - -
32 - - 32 - - - -
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External Turning Toolholder (Negative)

MCBNR/L

Leading angle 75°

LF

Dimension

Shim Pin Clamp Screw Wrench . Stock
. (mm) Weight
Ordering Code Insert (KG)
H B LF OHX HF WF ’ f R L
MCBNR/L2020K12 20 20 125 32 20 17 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMOG0200H mggt: 04 ® O
MCBNR/L2525M12 25 25 150 32 25 22 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMOG0250H mggm 078 @ ®
MCBNR/L3232P12 32 32 170 32 32 27 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMO60280H mggt: 13700

MCBNR/L2525M16 25 25 150 42 25|22 CN**1606** DCN1604MH SPM080220FH CAMO3H SDMO060250H TH30LH 0.78 @ O

MCBNR/L3232P19 32 32 170 42 32|27 CN**1906** DCN1904MH SPM100240FH CAMOSH SDMO080350FH TH40LH 1.37 @ @

®Stock OAvailable upon Order

MCLNR/L

K N
Leading angle 95°

=T mJ

OHX LE

TE) :

DT el Shim Pin Clamp Screw Wrench . = Stock

. (mm) Weight

Ordering Code Insert (KC)
H B LF OHX HF WF . @ I /\ R L

B &

MCLNR/L2020K12 20 20 125 32 20 25 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMOG0200H mggt: 04 ®®
MCLNR/L2525M12 25 25 150 32 25 32 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMOG0250H mggt: 078 @ ®
MCLNR/L3232P12 32 32 170 32 32 40 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMOGO28OH mggt: 137 @ ®

MCLNR/L2525M16 25 25 150 42 25 32 CN**1606** DCN1604MH SPM080220FH CAMO3H SDMO060250H TH30LH 0.78 ® @
MCLNR/L3232P16 32 32 170 42 32 40 CN**1606** DCN1604MH SPM080220FH CAMO3H SDMO060280H TH30LH 1.37 @ @

MCLNR/L3232P19 32 32 170 42 32 40 CN**1906** DCN1904MH SPM100240FH CAMOSH SDMO080350FH TH40LH 137 @ @

®Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MDJNR/L

Leading angle 93°

LF

E

Dimension

. i) Shim Pin Clamp Screw Wrench Weight Stock
Ordering Code Insert e KQ)

H B LF OHX HF WF § ’ /\ R L

MDJNR/L2020K11 20 20 125 32 20 25 DN**1104** DDN1103MH SPM050130H CAMO2H SDMO060200H mggm 04 ®®
MDJNR/L2020K1504 20 20 125 38 20 25 DN**1504** DDN1504MH SPMO60170H CAMO3H SDMO60200H mggt: 04 ®®
MDJNR/L2525M1504 25 25 150 38 25 32 DN**1504** DDN1504MH SPM060170H CAMO3H SDMO0G0250H mggm 078 @ ®
MDJNR/L2525M1506 25 25 150 38 25 32 DN**1506** DDN1504MH SPM060190H CAMO3H SDM060250H mggt: 078 @ ®
MDJNR/L3232P1506 32 32 170 38 32 40 DN**1506** DDN1504MH SPMO60190H CAMO3H SDMO60280H mggt: 137 0@

@Stock OAvailable upon Order

MDPNN

Leading angle 62.5°

§

E@ 4

=

LF

Dimension

. i) Shim Pin Clamp Screw Wrench Weight
Ordering Code Insert (KG) Stock
H B LF OHX HF WF § @ i /\
MDPNN2020K11 20 20 125 35 20 10 DN**1104** DDN1103MH SPM050130H CAMO2H SDMO60200H mggt: 038 ®
MDPNN2020K1504 20 20 125 42 20 10 DN**1504** DDN1504MH SPM060170H CAMO3H SDMO060200H mggt: 038 ®
MDPNN2525M1504 25 25 150 42 25 125 DN**1504** DDN1504MH SPMO60170H CAMO3H SDMO60250H mggt: 076 ®
MDPNN2525M1506 25 25 150 42 25 12.5 DN**1506** DDN1504MH SPM060190H CAMO3H SDMO060250H m%gt: 0.76 ®
MDPNN3232P1506 32 32 170 42 32 16 DN**1506** DDN1504MH SPM060190H CAMO3H SDMO060280H mggt: 135 @

®Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MDQNR/L

Leading angle 107.5°

LF

Dimension

. (i) Shim Pin Clamp Screw Wrench WeightStOCk
Ordering Code Insert (KQ)

H B LF OHX HF WF § G ’ va R L

MDQNR/L2020K11 20 20 125 32 20 25 DN**1104** DDN1103MH SPMO050130H CAMO2H SDMO60200H mﬁgtﬂ 04 @0

MDQNR/L2020K1504 20 20 125 36 20 25 DN**1504** DDN1504MH SPMO060170H CAMO3H SDMOG0200H mggt: 04 ® O

MDQNR/L2525M1504 25 25 150 36 25 32 DN**1504** DDN1S04MH SPMOGOL70H CAMO3H SDMO60250H 112> 078 @ O

MDQNR/L3232P1506 32 32 170 36 32 40 DN**1506** DDN1504MH SPMO60190H CAMO3H SDMO060280H mggt: 137 @ O

@®Stock OAvailable upon Order

MSBNR/L

Leading angle 75°

M 4 :

T B

Shim Pin Clamp Screw Wrench We

Dimension

Ordering Code GID) Insert

H B LF OHX HF WF § ﬁ ’ / (K6 R L

¢ Stock

igh

TH25LH
TH30LH
TH25LH
TH30LH
TH25LH
TH30LH

MSBNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204MH SPM060170H CAM02H SDM060200H 04 ® O

MSBNR/L2525M12 25 25 150 32 |25 22 SN**1204** DSN1204MH SPM060170H CAMO02H SDM060250H 078 ® O
MSBNR/L3232P12 32 32 170 32 32 27 SN**1204** DSN1204MH SPM060170H CAM02H SDM060280H 137 @ O
MSBNR/L2525M15 25 25 150 42 25 22 SN**1506** DSN1504MH SPM080220FH CAMO03H SDM060250H TH30LH 0.78 @® O

MSBNR/L3232P19 32 32 170 42 32 27 SN**1906** DSN1904MH SPM100240FH CAMO5H SDMO080350FH TH40LH 1.37 @ @

®Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MSKNR/L

Leading angle 75°

LF

Dimension

; (i) Shim Pin Clamp Screw Wrench Weight Stock
Ordering Code Insert (KO)

H B LF OHX HF WF § @ ’ /\ R L
MSKNR/L2020K12 20 20 125 32 20 25 SN**1204** DSN1204MH SPM060170H CAMO2H SDMO60200H mgg'[: 04 ® O
MSKNR/L2525M12 25 25 150 32 25 32 SN**1204** DSN1204MH SPMO60170H CAMO2H SDMO60250H mggt: 078 ® O
MSKNR/L3232P12 32 32 170 32 32 40 SN**1204** DSN1204MH SPMO0G0170H CAMO2H SDMO60280H mggt: 137 ® O

MSKNR/L2525M15 25| 25 150 42 25 32 SN**1506** DSN1504MH SPM080220FH CAMO3H SDM060250H TH30LH 0.78 @ O

MSKNR/L3232P19 32 32 170 42 32 40 SN**1906** DSN1904MH SPM100240FH CAMO5H SDMO080350FH TH40LH 1.37 @ O

@Stock OAvailable upon Order

MSSNR/L

Leading angle 45°

w
= o
L ©
6° o| _OHX
~H LE

I

HE-2°

Sl Shim Pin Clamp Screw Wrench . Stock
. (mm) Weight
Ordering Code Insert (KQ)
H B LF OHX HF WF § G ’ f R L
MSSNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204MH SPMO60170H CAMO2H SDMOG0200H mggm 039 ® ®
MSSNR/L2525M12 25 25 150 32 25 22 SN**1204** DSN1204MH SPMO60170H CAMO2H SDMO060250H mggt: 077 ® ®
MSSNR/L3232P12 32 32 170 32 32 27 SN**1204** DSN1204MH SPMO60170H CAMO2H SDMOG0280H mggt: 136 ® O

MSSNR/L2525M15 25 25 150 42 25 22 SN**1506** DSN1504MH SPM080220FH CAMO3H SDM060250H TH30LH 0.77 @ O

MSSNR/L3232P19 32 32 170 42 32 27 SN**1906** DSN1904MH SPM100240FH CAMO5H SDM080350FH TH40LH 136 ® @

®Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MTENN

( : o )
Leading angle 60

& gl :

e
A E
DT Shim Pin Clamp Screw Wrench .

) (mm) Weight
Ordering Code Insert (KG) Stock
H B LF OHX HF WF § @ i /\

MTENN2020K16 20 20 125 32 20 10 TN**1604** DTN1603MH SPMO050130H CAMO2H SDM0G0200H mggm 038 ®
MTENN2525M16 25 25 150 32 25 125 TN**1604** DTN1603MH SPMO050130H CAMO2H SDM060250H mgg'[: 076 ®
MTENN3232P16 32 32 170 32 32 16 TN**1604** DTN1603MH SPMO050130H CAMO2H SDM0G0280H m%gt: 135 O
MTENN3232P22 32 32 170 38 32 16 TN**2204** DTN2204MH SPMO060170H CAMO2H SDM0G0280H TI'E%;SOLL: 135  ®
®Stock OAvailable upon Order
Leading angle 91°
TS ©) #
= 0»/
OHX
LF
&
11 E

DIl Shim Pin Clamp Screw Wrench ... Stock
. (mm) Weight
Ordering Code Insert (KQ)
H B LF OHX HF WF § @ I f R L
MTFNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603MH SPM050130H CAMO2H SDMO0G0250H mggm 04 @O0
MTFNR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603MH SPM050130H CAMO2H SDMO60250H mggt: 078 ® O
MTFNR/L3232P16 32 32 170 32 32 40 TN**1604** DTN1603MH SPM050130H CAMO2H SDMOG028OH mggt: 137 @0
MTFNR/L3232P22 32 32 170 38 32 40 TN**2204** DTN2204MH SPMOG0170H CAMO2H SDMO0G0280H TT:%?’%LLHH 137 @0

@Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MTGNR/L

I
Leading angle 90°
Ay #
€°, °
[orx . \%&i

Bleney Shim Pin Clamp Screw Wrench . Stock

. (mm) Weight

Ordering Code Insert (KO)
H B LF OHX HF WF § G ’ va R L
MTGNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603MH SPMO050130H CAMO2H SDMO060250H mggm 04 @O
MTGNR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603MH SPMO050130H CAMO2H SDM060250H mggt: 078 @ ®
MTGNR/L3232P16 32 32 170 32 32 40 TN**1604** DTN1603MH SPMO50130H CAMO2H SDMO0G0280H mggt: 137 @ O
MTGNR/L3232P22 32 32 170 38 32 40 TN**2204** DTN2204MH SPMO60170H CAMO2H SDMO060280H TTT'2350LL: 137 @ O

@Stock OAvailable upon Order

MTJNR/L

Leading angle 93°

Lﬂ% v 1

LF

Dimension

Ordering Code ) Insert

Pin
H B LF OHX HF WF § @ ’ / Kol o L

TH20LH

Shim Clamp Screw Wrench Stock

Weight

MTINR/L2020K16 20 20 125 32 20 25 TN**1604** DTNIG03MH SPMOSO0L30H CAMO2H SDM060250H 120! 04 @ @
MTINR/L2525M16 25 25 150 32 25 32 TN**1604** DTNIG03MH SPMOSO0L30H CAMO2H SDMOB0250H 1130l 0.78 ® @
MTINR/L3232P16 32 32 170 32 32 40 TN**1604** DTNIG03MH SPMOSO0L30H CAMO2H SDM060280H 1Ha0M 137 @ ©
MTINR/L3232P22 32 32 170 38 32 40 TN**2204** DTN2204MH SPMOGOL7OH CAMOZH SDMOGO280H 1720MF 137 @ @

®Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MVJNR/L

( i o )
Leading angle 93

WE
©

6‘% q
- OHX

DTS T Shim Pin Clamp Screw Wrench .. Stock
. (mm) Weight
Ordering Code Insert (KG)
H B LF OHX HF WF § @ ’ f R L
MVJNR/L2020K16 20 20 125 42 20 25 VN**1604** DVN1603MH SPM050130H CAMO4H SDM060250H migtﬂ 04 ® @
MVJNR/L2525M16 25 25 150 42 25 32 VN**1604** DVN1603MH SPMO0S0130H CAMO4H SDMO060250H mggt: 078 ® @
TH20LH

MVJINR/L3232P16 |32 32 170 42 32 40 VN**1604** DVN1603MH SPM050130H CAM04H SDM060280H TH30LH 137 @ @

@®Stock OAvailable upon Order

MVQNR/L

Leading angle 117.5°

WE

Y- :

OHX

LF

e E

Rl Shim Pin Clamp Screw Wrench . . Stock
) (mm) Weight
Ordering Code Insert Q)
H B LF OHX HF WF § @ i /\ R L
MVQNR/L2020K16 20 20 125 42 20 25 VN**1604** DVN1603MH SPMO050130H CAMO2H SDM060250H mggm 04 @@
MVQNR/L2525M16 25 25 150 42 25 32 VN**1604** DVN1603MH SPMO050130H CAMO2H SDM060250H mggt: 078 ® ®
TH20LH

MVQNR/L3232P16 32 32 170 42 32 40 VN**1604** DVN1603MH SPM050130H CAMO02H SDM060280H TH30LH 137 @ @

®Stock OAvailable upon Order
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External Turning Toolholder (Negative)

MWLNR/L

Turning Toolholders

LF

|  TURNING TOOLS

Leading angle 95°

DTSRl Shim Pin Clamp Screw Wrench . . Stock
: (mm) Weight
Ordering Code Insert Q)

H B LF OHX HF WF § G ’ f R L
MWLNR/L2525M06T3 25 25 150 28 25 32 WN**06T3** DWNO603MH SPMO50130H CAMOLH SDMO50200H mggt: 078 ® @
MWLNR/L2020K0604 20 20 125 28 20 25 WN**0604** DWNO603MH SPM050130H CAMOIH SDMO50200H mggt: 04 @@
MWLNR2525M0604 20 20 150 28 25 32 WN**0604** DWNO603MH SPMO050130H CAMOLH SDMO50200H I:ggt: 078 ® ®
MWLNR/L2020K08 20 20 125 32 20 25 WN**0804** DWNO8O4MH SPMOG0170H CAMO2H SDMOG0200H mggt: 04 @@
MWLNR/L2525M08 25 25 150 32 25 32 WN**0804** DWNOSO4MH SPMO0G0170H CAMO2H SDMOG0250H mggt: 04 @@
MWLNR/L3232P08 32 32 170 32 32 40 WN**0804** DWNOSOAMH SPMO60170H CAMO2H SDMO60280H mggt: 137 @ ®

@®Stock OAvailable upon Order
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External Turning Toolholder (Positive)

SCLCR/L

Leading angle 95°

LF

Dimension

Ordering Code () Insert Screw rench W(Tklé?t stock

H B LF OHX HF WF § /é' R L
SCLCR/LIOIOFO6 10 10 80 12 10 12 CC**0602** SI6GOMO025060-03510H  TTOSPH 0.06 e oo
SCLCR/L1212H09 12 12 100 16 12 16 CC**09T3** SI60MO040100-05812H  TT15PH 0.11 e O
SCLCR/LI616HO9 16 16 100 16 16 20 CC**09T3** SI6OMO040100-05812H  TT15PH 0.2 e o
SCLCR/L2020K09 20 20 125 16 20 25 CC**09T3** SI60MO040100-05812H  TT15PH 0.4 e o
SCLCR/L2525M12 25 25 150 20 25 32 CC**1204** SI6OMO050120-07012H  TT20PH 0.78 e o

®Stock OAvailable upon Order

SDJCR/L

Leading angle 93°

=

LE

-
Dimension
. (o) Screw Wrench Weight Stock
Ordering Code Insert (KG)
H B LF OHX HF WF § /é' R L

SDJCR/L1010F07 10 10 80 15 10 12 = DC**0702** | SI60M025060-03510H TTO8PH 0.06 e o
SDJCR1212HO7 1212 100 15 12 16 | DC**0702**  SI60M025060-03510H TTO8PH 0.11 [ ]
SDJCR/L1616H11 16 16 100 20 16 20 DC**11T3**  SI60M040100-05812H TT15PH 0.2 [ J [ ]
SDJCR/L2020K11 20 20 125 20 | 20 25 = DC**11T3** | SI60M040100-05812H TT15PH 0.4 [ ] [ ]
SDJCR/L2525M11 25 25 150 20 | 25 32 DC**11T3** | SI60M040100-05812H TT15PH 0.78 [ ([ ]

@®Stock OAvailable upon Order
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External Turning Toolholder (Positive)

SSDCN

Leading angle 45°

LF

-~
Dimension
Ordering Code (i) Insert Screw Hrenh V\I(Glzé?t Stock
H B LF OHX HF WF & /é'

SSDCN1212H09 12 12 8 15 12 | 6 SC**09T3** | SI60M040100-05812H TT15PH 0.1 ([ ]
SSDCN1616H09 16 16 100 15 16 8 SC**09T3**  SI60M040100-05812H TT15PH 0.19 ([ ]
SSDCN2020K09 20 20 125 15 20 10  SC**09T3** | SI60M040100-05812H TT15PH 0.39 O
SSDCN2525M12 25 25 150 20 25 12.5 SC**1204** | SI60M050120-07012H TT20PH 0.77 ([ ]

@®Stock OAvailable upon Order

STGCR/L

( .
Leading angle 90°

e .
T
-

Ordering Code DITrﬁ?T?)lon Insert Serew Hrench V\I&'é;‘t tock
H B LF OHX HF WF § /6 R L

STGCR1010F09 10 10 80 12 10 12 TC**0902** | SI60M022060-03008H TTO6PH 0.06 [}
STGCR/L1212H11 | 12 | 12 100 16 12 16 TC**1102** | SI60M025060-03510H TTO8PH 0.11 [ ] ©]
STGCR/L1616H11 | 16 16 100 20 16 20  TC**1102** | SI60M025060-03510H TTO8PH 0.2 [ ] ([ ]
STGCR/L2020K16 | 20 20 125 25 20 25  TC**16T3**  SI60M040100-05812H TT15PH 0.4 e o
STGCR/L2525M16 | 25 | 25 150 25 25 32 TC**16T3** | SI60M040100-05812H TT15PH 0.78 [ ] ([ ]

®Stock OAvailable upon Order
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External Turning Toolholder (Positive)

SVJCR/L

Y Leading angle 93°
S) ] ]
=
>
wn
A=
Dimension
; ) Screw Wrench Weight Stock
Ordering Code Insert (KQ)
H B LF OHX HF WF ? /5 R L
SVJCR1212H11 12 12 100 25 12 16 VC**1103** | SI60M025060-03510H TTO8PH 0.1 [
SVJCR/L1616H11 16 16 100 25 16 20 VC**1103** @ SI60M025060-03510H TTO8PH 0.19 [ [ J
SVJCR/L2020K16 20 20 125 35 20 25 VC**1604**  SI60M040100-05812H TT15PH 0.39 [ [}
SVJCR/L2525M16 25 25 150 35 25 32  VC**1604**  SI60M040100-05812H TT15PH 0.77 [ [}

®Stock OAvailable upon Order
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External Turning Toolholder (Positive)

SWLCR/L

( K \
Leading angle 95°

LF

Dimension
. (i) Screw Wrench Weight Stock
Ordering Code Insert ®3

H B LF OHX HF WF & /é R L

SWLCR/L1212HO6 = 12 12 100 15 12 16  WC**06T3** SI60M040100-05812H TT15PH 0.11 e o
SWLCR/L1616H06 & 16 | 16 100 15 16 20 WC**06T3**  SI60M040100-05812H TT15PH 0.2 [ ] [
SWLCR/L2020KO6 | 20 | 20 125 15 20 25 WC**06T3** | SI60M040100-05812H TT15PH 0.4 e o
SWLCR/L2525M06 | 25 | 25 150 20 25 32 WC**06T3**  SI60M040100-05812H TT15PH 0.78 e o

®Stock OAvailable upon Order
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Internal Turning Toolholders Identification System

S 16 M S C

L (©) L @) L (©) L © L ©)

@ Tool Material ®Insert Shape
A Steel with coolant hole ®Tool Length C  80°Rhombic D
C Carbide shank
Carbide bar with \ Y22 1 D |55°Rhombic g
E D\ [ U |
coolant hole a %5 o cound
S Steel shank LF oun O
Code Height S Square D
F 80 T Triangle A
H 100
vV 35°Rhombic 7
K 125
M 150 w Trigon Q
N 160 X Special
Shape
Q 180
@Shank Diameter R 200
S 250
oo T 300
@Method of Holding
u 350
Code Diameter D Double Clamp Type @
08 8
10 10 Wedge Lock Type
M Heavy Cutting
12 12 Double Clamp Type
16 16
20 20 P Lever Lock Type E}
25 25
32 32
S Screw-on Type EE}
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L ©

it

SRCRE v
DN

UeinlinjEnin

Poar ’/:F

Tangent circle

T VAN 5 A & &
6.35 06 07 - 06 11 11 04
9.525 09 11 - 09 16 16 06
12.7 12 15 - 12 22 - 08
15.875 16 - - 15 - - -
19.05 19 - - 19 - - -
25.4 25 - - 25 - - -
32 - - 32 - - - -
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Internal Turning Toolholder

SCLCR/L

Leading angle 95°

Dimension
(mm)

Screw Wrench Weight Stock

Ordering Code Insert
DMINL DCON' WF LF OHN H a° § /6 ke o

SO08K-SCLCR/L06 10 8 55125 12 7 13 CC*™0602** | SI60M025060-03510H TTO8PH 0.05 @ @

S10K-SCLCR/L0O6 12 10 ' 65 125 15 9 | 12 CC**0602** | SI60M025060-03510H TTO8PH | 0.08 @ @

S12M-SCLCR/LO6 16 12 8 150 18 11 10  CC**0602** | SI60M025060-03510H TTO8PH @ 0.14 @ @

S12M-SCLCR/L09 16 12 8 150 18 11 12  CC**09T3** | SI60M040100-05812H TT15PH 0.14 @ @

$16Q-SCLCR/L09 20 16 | 10 180 24 15 10 @ CC**09T3** | SI60M040100-05812H TT15PH H 029 @ @

S20R-SCLCR/L09 25 20 12 200 30 18 8 CC**09T3**  SI60M040100-05812H = TT15PH 05 e e

$25S-SCLCR/L0O9 32 25 16 250 38 23 6 CC**09T3** | SI60M040100-05812H = TT15PH 098 @ @

$25S-SCLCR/L12 32 25 16 250 38 23 8 CC**1204** | SI6OM050120-07012H = TT20PH 098 @ @

@®Stock OAvailable upon Order

SCKCR/L | e

[ v H
E= SO a
OHN
LF
03 I ] -
[ ==2] |
-
I Screw Wrench . Stock
) (mm) Weight
Ordering Code Insert Q)
DMIN1 DCON WF LF OHN H «° ﬁ /é R L

SO8K-SCKCR/L06 10 8 |55 /125 12 7 | 13 CC*0602** | SI60M025060-03510H TTO8PH 005 @ O

S10K-SCKCR/L0O6 12 10 65 125 15 9 12 CC*™0602**  SI60M025060-03510H TTO8PH = 0.08 @ O

S12M-SCKCR/L06 16 12 | 8 150 18 11 10 @ CC**0602** | SI60M025060-03510H TTO8PH 0.14 O O

S12M-SCKCR/L09 16 12 8 150 18 11 12 CC*™09T3**  SI60M040100-05812H TT15PH 014 @ O

S16Q-SCKCR/L09 20 16 10 180 24 15 10 CC**09T3**  SI60M040100-05812H TT15PH 029 @ O

S20R-SCKCR/L09 25 20 12 200 30 18 8 CC**09T3**  SI60M040100-05812H = TT15PH 0.5 o0

S25S-SCKCR/L09 32 25 | 16 250 38 23 6 CC**09T3**  SI60M040100-05812H = TT15PH 098 @ O

@Stock OAvailable upon Order
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Turning Toolholders | TURNING TOOLS

Internal Turning Toolholder

SCLCR/L-A16

Leading angle 95°

hcon

Dimension
(mm)

Screw Wrench Weight Stock

Ordering Code Insert
DMIN1 DCON WF LF OHN H o § /é ke) o

S07M-SCLCR/L06-A16 9 16 425 150 18 15 15 (CC**0602** SI60M025060-03510H TTO8PH &= 022 @ O

S08M-SCLCR/L06-A16 10 16 | 5 150 20 15 13  CC**0602** SI60M025060-03510H TTO8PH 022 @ O

S10M-SCLCR/LO6-Al6 13 16 6 150 26 15 12 | CC**0602** SI60M025060-03510H TTO8PH 022 e e

S12M-SCLCR/L06-A16 =~ 15 16 7 150 28 15 10 CC**0602** SI60M025060-03510H TTO8PH & 022 @ O

®Stock OAvailable upon Order

SDUCR/L . e

&
i
E

-
m

S o

DG Screw Wrench . Stock
) (mm) Weight
Ordering Code Insert (KG)
DMIN1 DCON WF LF OHN H «° § ﬁ R L

S10K-SDUCR/LO7 12 10 7 125 15 9 | 10 DC**0702**  SI60M025060-03510H TTO8PH = 0.08 @ @

S12M-SDUCR/LO7 16 12 9 150 18 11 8 DC**0702**  SI60M025060-03510H = TTO8PH 014 e @

S16Q-SDUCR/LO7 20 16 11 180 24 15 6 DC**0702** | SI60M025060-03510H = TTO8PH 029 e @

S16Q-SDUCR/L11 20 16 11 180 24 15 6 DC**11T3** | SI60M040100-05812H @ TT15PH &= 029 @ @

S20R-SDUCR/L11 25 20 13 200 30 18 6 DC**11T3**  SI60M040100-05812H | TT15PH 0.5 o o

S25S-SDUCR/L11 32 25 16 250 38 23 4 DC**11T3**  SI60M040100-05812H TT15PH 098 @ @

®Stock OAvailable upon Order
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TURNING TOOLS | Turning Toolholders

Internal Turning Toolholder

SDQCR/L

—

Leading angle 107.5°

Dimension
(mm)

Screw Wrench Weight Stock

Ordering Code Insert
DMIN1 DCON WF LF OHN H o § /6 ke) o

S10K-SDQCR/LO7 12 10 | 7 125/ 15 9 10 @ DC**0702** | SI60M025060-03510H | TTO8PH = 0.08 @ O

S12M-SDQCR/LO7 16 129 150 18 11 8 DC**0702**  SI60M025060-03510H = TTO8PH 014 @ O

S$16Q-SDQCR/LO7 20 16 11 180 24 15 6 DC**0702**  SI60M025060-03510H = TTO8PH 029 @ O

S16Q-SDQCR/L11 20 16 11 180 24 15 6 DC**11T3** | SI60M040100-05812H | TT15PH 029 @ @

S20R-SDQCR/L11 25 20 13 200 30 18 6 DC**11T3**  SI60M040100-05812H = TT15PH 0.5 ® O

S25S-SDQCR/L11 32 25 16 | 250 38 23 4 DC**11T3**  SI60M040100-05812H = TT15PH 098 @ @

@®Stock OAvailable upon Order

SDXCR/L

Leading angle 120°

Dimension
_ ) Screw Wrench Weight Stock
Ordering Code Insert ®3)
DMIN1 DCON WF LF OHN H § ﬁ R L

SO8K-SDXCR/LO7 10 8 55 125 12 7 12 DC**0702** | SI60M025060-03510H TTO8PH = 0.05 @ O

S10K-SDXCR/LO7 12 10 ' 65 125 15 9 10 DC**0702**  SI60M025060-03510H = TTO8PH 008 @ O

S12M-SDXCR/LO7 16 12 8 150 18 11 8 DC**0702**  SI60M025060-03510H = TTO8PH 014 @ O

S16Q-SDXCR/LO7 20 16 10 180 24 15 6 DC**0702**  SI60M040100-05812H = TTO8PH 029 @ O

S20R-SDXCR/L11 25 20 12 200 30 18 6 DC**11T3**  SI60M040100-05812H = TT15PH 0.5 o o

S25S-SDXCR/L11 32 25 14 250 38 23 4 DC**11T3**  SI60M040100-05812H = TT15PH 098 @ O

@Stock OAvailable upon Order
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Turning Toolholders | TURNING TOOLS

Internal Turning Toolholder

SSKCR/L

( K
Leading angle 75°

L ~H
%“j@\ g 3
Lot LE
03 —JT |
=5 I
S Screw Wrench . Stock
) (mm) Weight
Ordering Code Insert (KG)
DMINI DCON WF LF OHN H & /6 R L

S12M-SSKCR/L09 16 12 9 150 18 11 10  SC**09T3**  SI60M040100-05812H | TT15PH & 0.14 O O

S$16Q-SSKCR/L09 20 16 11 180 24 15 10 SC**09T3**  SI60M040100-05812H | TT15PH 029 @ O

S20R-SSKCR/L09 25 20 13 200 30 18 8 SC**09T3**  SI60M040100-05812H | TT15PH 0.5 ® O

S25S-SSKCR/L12 32 25 17 | 250 38 23 6 SC**1204**  SI60M050120-07012H | TT20PH | 0.98 O O

@®Stock OAvailable upon Order

STUCR/L

( . o )
Leading angle 93

0 A ]
=l J
DTSR Screw Wrench . Stock
) (mm) Weight
Ordering Code Insert Q)
DMIN1 DCON WF LF OHN H «a° § /é R L

SO08K-STUCR/L09 10 8 55 125 12 7 | 15 TC**0902** | SI60M022060-03008H TTO6PH @ 0.05 @ O

S10K-STUCR/L09 12 10 65 125 15 9 13 | TC**0902** | SI60M022060-03008H TTO6PH = 0.08 @ O

S10K-STUCR/L11 12 10 65 125 15 9 12 TC**1102**  SI60M025060-03510H = TTO8PH 008 @ O

S12M-STUCR/L11 16 12 8 150 18 11 10 & TC**1102** | SI60M025060-03510H TTO8PH = 0.14 @ O

S16Q-STUCR/L11 20 16 10 180 24 15 8 TC**1102**  SI60M025060-03510H = TTO8PH = 0.29 @ O

S20R-STUCR11 25 20 12 200 30 18 6 TC**1102**  SI60M025060-03510H = TTO8PH 0.5 ®

S20R-STUCR/L16 25 20 12 200 30 18 4 TC**16T3** | SI60M040100-05812H TT15PH 0.5 ® O

$25S-STUCR16 32 25 16 250 38 23 6 TC**16T3** | SI60M040100-05812H | TT15PH 098 @

®Stock OAvailable upon Order
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TURNING TOOLS | Turning Toolholders

Internal Turning Toolholder

STWCR/L

Leading angle 60°

RCON

LF

Dimension
(mm)

Screw Wrench Weight Stock

Ordering Code Insert
DMINI DCON WF LF OHN H o § /é ke) o

SO08K-STWCR/L09 10 8 6 125 12 7 15 | TC**0902** | SI60M022060-03008H = TTO6PH = 0.05 @ O

S10K-STWCR/L11 12 10 8 125 15 9 10 TC**1102**  SI60M025060-03510H TTO8PH 008 @ O

S12M-STWCR/L11 16 12 9 150 18 11 8 TC**1102**  SI60M025060-03510H = TTO8PH 014 @ O

S16Q-STWCR/L11 20 16 11 180 24 15 6 TC**1102** | SI60M025060-03510H | TTO8PH = 029 A O O

S20R-STWCR11 25 20 13 200 30 18 4 TC**1102**  SI60M025060-03510H = TTO8PH 0.5 @)

S20R-STWCR/L16 25 20 | 15 200 30 18 8 TC**16T3** | SI60M040100-05812H TT15PH 0.5 o]0

S25S-STWCR/L16 32 25 | 17 (250 38 23 6 TC**16T3** | SI60M040100-05812H | TT15PH 098 @ O

STFCR/L

@®Stock OAvailable upon Order

Leading angle 91°

' . -
OHN_| I
0 A |
= J
Dimension
) (i Screw Wrench Weight Stock
Ordering Code Insert (KQ)
DMIN1 DCON  WF LF OHN H a® § /é R L

SO8K-STFCR/L09 10 8 |55 125 12 7 | 15 | TC*™0902** | SI60M022060-03008H TTO6PH 005 @ O

S10K-STFCR/L09 12 10 65 125 15 9 13 | TC**0902** | SI60M022060-03008H TTO6PH = 0.08 @ @

S12M-STFCR/L09 16 12 8 150 18 11 10 | TC**0902** | SI60M022060-03008H  TTO6PH 014 @ O

S12M-STFCR/L11 16 12 8 150 18 11 | 10 = TC**1102** | SI60M025060-03510H @ TTO8PH 014 e @

S16Q-STFCR/L11 20 16 10 180 24 15 8 TC**1102** | SI60M025060-03510H = TTO8PH & 029 @ @

S20R-STFCR/L11 25 20 12 200 30 18 6 TC**1102**  SI60M025060-03510H | TTO8PH 0.5 o o

S20R-STFCR/L16 25 20 12 200 30 18 8 TC**16T3** | SI60M040100-05812H = TT15PH 0.5 ® O

S25S-STFCR/L16 32 25 16 250 18 23 6 TC**16T3** | SI60M040100-05812H TT15PH 098 @ @

®Stock OAvailable upon Order
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Internal Turning Toolholder

SVUCR/L

_Q
@
COHN | L
0° ,7,4{ ]

s
s

Leading angle 93°

k-

DCON

I
- J
DIICTEE Screw Wrench . Stock
) (mm) Weight
Ordering Code Insert (KQ)
DMINI DCON WF LF OHN H o & /6 R L

S16Q-SVUCR/L11 20 16 12 180 25 15 10  VC**1103**  SI60M025060-03510H | TTO8PH 029 e O

S20R-SVUCR/L11 25 20 16 200 25 18 8 VC**1103**  SI60M025060-03510H | TTO8PH 0.5 o o

S25S-SVUCR/L16 33 25 20 1250 32 23 8 VC**1604**  SI60M040100-05812H TT15PH 098 @ @

®Stock OAvailable upon Order

SWLCR/L

Leading angle 95°
= ZHo
E YR
=@ S0, Z g
OHN_| LE
U |
= I -
Dimension
; (i) Screw Wrench Weight Stock
Ordering Code Insert (KG)
DMIN1 DCON WF LF OHN H a® $ ﬁ R L

S12M-SWLCR/L06 16 12 8 150 18 11 | 12 WC**06T3** SI60M040100-05812H TT15PH | 0.14 e o

S16Q-SWLCR/L06 20 16 10 180 24 148 10 WC**06T3** SI60M040100-05812H TT15PH = 0.29 e o

S20R-SWLCR/L06 25 20 12 200 30 184 8 WC**06T3** SI60M040100-05812H TT15PH 0.5 e o

S25S-SWLCR/L06 32 25 16 250 38 234 6 WC*06T3** SI60M040100-05812H TT15PH | 0.98 e o

®Stock OAvailable upon Order
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TURNING TOOLS | Turning Toolholders

Internal Turning Toolholder

SCLPR/L

Leading angle 95°
o H
|
0 i— s — ;
oHN | L
[ — |
= I
2 el Screw Wrench . Stock
. (mm) Weight
Ordering Code Insert Q)
DMINL DCON WF LF OHN H o & /5 R L

SO08K-SCLPR/L06 10 8 |55 125 12 7 13 | CP**0602**  SI60M025060-03510H TTO8PH 0.05 @ @

S10K-SCLPR/L06 12 10 65 125 15 9 12 CP**0602** | SI60M025060-03510H = TTO8PH = 0.08 @ @

S12M-SCLPR/L0O6 16 12 8 150 18 11 10 @ CP**0602** | SI60M025060-03510H TTO8PH 014 e ©

S12M-SCLPR/L0O9 16 12 | 8 150 18 11 12 | CP**09T3** | SI60M040100-05812H | TT15PH 014 @® @

$16Q-SCLPR/L09 20 16 10 180 24 15 10 | CP**09T3** | SI60M040100-05812H TT15PH 029 e e

S20R-SCLPR/L09 25 20 12 1200 30 18 8 CP**09T3** | SI60M040100-05812H TT15PH 0.5 ® O

S25S-SCLPR/L09 32 25 16 | 250 38 23 6 CP**09T3** | SI60M040100-05812H | TT15PH 098 @ @

®Stock OAvailable upon Order
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Turning Toolholders | TURNING TOOLS

Internal Turning Toolholder

STFPR/L H e

i r—=0

LF

DCON

I —— }

Dlr(nrsrr:)lon Screw Wrench Weight Stock
Ordering Code Insert (Ké) —
DMIN1 DCON WF LF OHN H a® § ﬁ R

S10K-STFPR1102 12 10 65 125 15 9 12 TP**1102**  SI60M025060-03510H | TTO8PH 0.08 ®

S12M-STFPR1102 16 12 8 150 18 11 10 TP**1102**  SI60M025060-03510H = TTO8PH 0.14 (]

S16Q-STFPR1102 20 16 10 180 24 15 8 TP**1102** | SI60M025060-03510H | TTO8PH | 0.29 ®

S20R-STFPR1102 25 20 12 200 30 18 6 TP**1102**  SI60M025060-03510H | TTO8PH 0.5 O

S20R-STFPR16T3 25 20 12 200 30 18 4 TP**16T3** | SI60M040100-05812H = TT15PH 0.5 (]

S25S-STFPR16T3 32 25 16 1250 38 23 6 TP**16T3** | SI60M040100-05812H = TT15PH = 0.98 O

@®Stock OAvailable upon Order
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Parting and Grooving Tools | TURNING TOOLS

Parting and Grooving Insert Identification System
GZ. GK Series Insert Identification System

@oh Ech ECh G «ehac»

GK 30=3.0mm R=Right Hand
GZ 40=4.0mm L=Left Hand
[J=Neutral
S=Single
D=Double
15=15°
02=0.2mm
04=0.4mm
20=2.0mm
First Character Second Character
F=Low Feed C=Cutting off
M=Medium Feed T=Turning
R=High Feed G=Grooving
0=Optimize for o g
Special Range R=Profiling
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TURNING TOOLS | Parting and Grooving Tools

Parting and Grooving Insert Identification System
GB Series Insert Identification System

el Ech E@» .o’

L (©)

GB 3 1C=9.525mm R=Right Hand
4 IC=12.7Tmm L=Left Hand
R=Full Radius 125=1.25mm 020=0.2mm

[J=Square

166 _ GESAC




TURNING TOOLS

Parting and Grooving Tools |

Parting and Grooving Insert Identification System
G-NOTCH Series Insert Identification System

L © I ©)

L O N O NONOINONO/

Metric: M150=1.5mm

Inch: 125=0.125inch

R=Full Radius

N=Notch P=Positive
[=Flat

e B R ——

D=Deep grooving :
mm inch R=Right Hand

[1=Shallow grooving
2 381  .150 L=Left Hand

3 4.95 .195

=] RN
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TURNING TOOLS | Parting and Grooving Tools

Parting and Grooving Insert Identification System
GST Series Grooving Inserts Identification System

GSTC (A) 3 R150R 16 T

L © @b Ech @) Ech Ech ;oh ach

®lnsert Size ‘ ®Cutting Width @Lead Angle
(DSeries 2=2.2mm 150=1.5mm 16=16°
GSTC 3=3.0mm
(Vertical slot cutting) N
GSTS 4=4.0mm
(Vertical off-set slot cutting)
@Insert size @®Hand of Insert @HaR:golfeLead ®Geometry
GST series only R=Right Hand R=Right Hand 2
A Insert height=8.7 L=Left Hand L=Left Hand )
B Insert height=9.5 N=Neutral Geometry InsertSize  GAN
GSTC3*N-U 15°
GSTSA*-U
U GSTC4*-U .
estseu 20

GSTC3*R16-U  24°

T
( Strengthened GSTC*-T 12°
Edge)

N GSTC*-N 0°
(Flat) GSTC*R20-N

More details, refer to P260
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Parting and Grooving Tools | TURNING TOOLS

Parting and Grooving Holders Identification System
GZ, GK Series Tool Holder Identification System

GZ E LIR 2525 -4 T25 -

@l EchEchEcd @Ec» ace P L (©)

@Series ®@Tool Holder Shape ®Insert Width
GZ U=Undercutting 4=4.0mm
GK P=Perpendicular
[[J=Horizontal ®Shank Size
Biggest Overhangin
External Holer: @bigg ¢ g‘
i Height*Width
@Processing Type elght"wi 25=25mm
Internal Bar:
E=External Processing Min processing
Diameter*Bar

Diameter

I=Internal Processing

F=Face Processing

@Hand of Tool

R=Right Hand

L=Left Hand

N=Neutral

®Additional Information

D65/120: The min/max
Diameter of the first face
cutting S=Stiffening Rib
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TURNING TOOLS | Parting and Grooving Tools

Parting and Grooving Holders Identification System
GB Series Tool Holder Identification System

L ©) L © N O N ©

L © I © B ©)

GB R=Right Hand Symbol Length

L=Left Hand K 125mm

M 150mm

Q 180mm

E=External Processing Exltleerigilttlv?l:g;: : " 2oomm
Internal Bar:

I=Internal Processing

Min processing

Diameter*Bar

3 1C=9.525mm 15 1.0sW<2.5
4 IC=12.7Tmm 25 2.5<W<3.3
35 3.3<wW

Only for external
holders with GB4
inserts
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Parting and Grooving Tools | TURNING TOOLS

Parting and Grooving Holders Identification System
G-NOTCH External Holder Identification System

G NS R 2525 M 3

L © B @ B © B © L ©) L © I (©)

(@®Company Mark @Insl_eor‘éal:lltic:)unnting ®Shank Size ®Shank Length
G=GESAC S=Side Width Height D 60mm
12mm 12mm E 70mm
16mm 16mm F 80mm
20mm 20mm H 100mm
25mm 25mm K 125mm
32mm 32mm M 150mm
P 170mm
Q 180mm
R 200mm
@Insert Size
@Clamping System .
mm inch
N=Notch
2 3.81 .150
@Hand of Tool 3 435 | 195

L=Left Hand s L \\

R=Right Hand

%

- \\‘,
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TURNING TOOLS | Parting and Grooving Tools

Parting and Grooving Holders Identification System
G-NOTCH Internal Holder Identification System

GNAR 25 M 3

L © B © B © B © L ©) L © I (©)

MCompany Mark (®Holder Type (®Shank Size
G=GESAC A=Steel With Coolant Width Height
S=Steel without Coolant 12mm 12mm
16mm 16mm
20mm 20mm
25mm 25mm
32mm 32mm @lnsert Size
@Clamping System mm inch
N=Notch 2 3.81 | .150
3 4.95 195
@®Hand of Tool
% = BN
L=Left Hand
[\ .
E
y ®Shank Length
R=Right Hand D 60mm
E 70mm
b F 80mm
©) o
H 100mm
Y
K 125mm
M 150mm
P 170mm
Q 180mm
R 200mm

Note: Left hand holders go with right hand inserts, right hand holders go with left hand inserts.
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Parting and Grooving Tools | TURNING TOOLS

Parting and Grooving Holders Identification System
GST Series Tool Holder Identification System

GST(S) R 1212 JK (A)4-RS

L ©) L © B (©) [ @) | L © I ©

(DSeries @Hand of Tool @Shank Length %?:ﬂg%gil ‘
GST=Small Part R=Right Hand Symbol Length RS=Sub-spindle ‘
Toolholders
GSTS=Small Part L=Left Hand JK 120mm
Toolholders with Off- N=Neutral
set Shank
®Shank Size ®lnsert Size
External Holder: A2/B2=2.2mm
Height*Width
3=3.0mm
4=4,0mm
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TURNING TOOLS |

Overview of Parting and Grooving Inserts

Parting and Grooving Tools

Shape Geometry Application Width Page
MT Medium Turning 2(:1:1)0 P176
MR Medium Profiling 2(21:1)0 P176
FG Precision Grooving 3(:1:1)0 P177
OR Precision Profiling 3(:“?1)0 P177
GB Precision Grooving O(ri:q)?, P178 - P180
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Parting and Grooving Tools

Overview of Parting and Grooving Inserts

|  TURNING TOOLS

Shape Geometry Application Width Page
' GNGP Precision Grooving 1'?2{%')50 P181-P182
‘ GNGDP Precision Deep Grooving 1'?&%)50 P183
’ GNR Precision Profiling 2'?:{3{)18 P183

Small Parts Parting and 0.5-2.0
o GST e ) P184 - P187
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TURNING TOOLS | Parting and Grooving Tools

Parting and Grooving Inserts

MT

Medium Turning Inserts

Rt Coated Carbides
Ordering Code (mm)
CW=0.05 ‘ RE£0.05 ‘ L ‘ W1 ‘ S GP1225 ‘ GK1115 ‘ GA4230 ‘ GA4330
GKD2002-MT 2.0 0.2 16.1 1.6 35 ([ ] [ ] (] ([ ]
GKD2502-MT 2.5 0.2 18.6 2.0 3.85 (] (] ® (]
GKD3004-MT 3.0 0.4 212 235 4.8 ® ® (] [}
GKD4004-MT 4.0 0.4 21.0 33 4.8 (J ([ ] (] [}
GKD5004-MT 5.0 0.4 26.0 4.1 5.8 (] [ ] (] [}
GKD5008-MT 5.0 0.8 26.0 4.1 5.8 (J ([ ] (] [}
GKD6004-MT 6.0 0.4 26.0 5.0 5.8 ® [ ] (] [}
GKD6008-MT 6.0 0.8 26.0 5.0 5.8 O ([ ] (] [}
GKD8008-MT 8.0 0.8 31.0 6.0 6.5 ©} O O °
OFor tools, refer to page 188 to page 192. ®Stock (OAvailable upon order

MR U8
——1

Medium Profiling Inserts

cw

DTSR Coated Carbides
Ordering Code (mm)
CW+005 REX005 L WL S GP105 GP1225 GKILS GA4230
GKD2010-MR 2.0 1.0 16.0 1.6 3.5 O [ [ ] [ ]
GKD3015-MR 3.0 1.5 212 235 4.8 @) O [ ] [
GKD4020-MR 4.0 2.0 21.0 3.3 4.8 [ ] O [ ] ([ ]
GKD5025-MR 5.0 2.5 26.0 4.1 5.8 @) O [ ] [
GKD6030-MR 6.0 3.0 25.9 5.0 5.8 @) O [ ] ([ ]
GKD8040-MR 8.0 4.0 31.0 6.0 6.5 @) O @) O
OFor tools, refer to page 188 to page 192. @Stock OAvailable upon order
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Parting and Grooving Tools | TURNING TOOLS

Parting and Grooving Inserts

FG

Precision Grooving Inserts

Dimension Coated .

. Carbide

Ordering Code (mm) Carbides

CW£002 REX005 L WL S GS3125  GS9125
GZD3002-FG 3.0 0.2 20.4 2.3 4.6 [ J O
GZD3004-FG 3.0 0.4 20.4 2.3 4.6 [ J O
P GZD4002-FG 4.0 0.2 24.0 3.3 4.8 [} [
GZD4004-FG 4.0 0.4 24.0 3.3 4.8 [ J [ )
GZD5002-FG 5.0 0.2 24.0 3.3 4.8 [} O

.
GZD5004-FG 5.0 0.4 24.0 3.3 4.8 O [ )
GZD6002-FG 6.0 0.2 24.0 4.2 4.8 O [
GZD6004-FG 6.0 0.4 24.0 4.2 4.8 [ [ )
OFor tools, refer to page 193. @Stock OAvailable upon order

OR -
B ®)[3

Precision Profiling Inserts

o

Dimension Coated

Ordering Code (mm) Carbides

CW=%0.02 RE%0.05 L w1 S GS3115
GZD3015-OR 3.0 15 21.1 23 4.6 [}
GZD4020-0OR 4.0 2.0 24.0 33 4.8 ( J
& GZD5025-0OR 5.0 2.5 24.0 33 438 O
GZD6030-OR 6.0 3.0 24.0 4.2 4.8 ( J

©For tools, refer to page 193. @®Stock OAvailable upon order
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TURNING TOOLS | Parting and Grooving Tools

Parting and Grooving Inserts

RECWRE
. § _
GB : O)
Precision Grooving Inserts h
Dimension Coated
Ordering Code (mm) Carbides
CW=£0.025 ‘ CDX ‘ RE ‘ IC ‘ W1 ‘ D1 GA4230
GB3050R-005 0.50 1.0 0.05 9.525 3.18 4.4 [ J
GB3050L-005 0.50 1.0 0.05 9.525 3.18 4.4 [
GB3075R-010 0.75 2.0 0.1 9.525 3.18 4.4 [ ]
GB3075L-010 0.75 2.0 0.1 9.525 3.18 4.4 [ J
GB3080R-005 0.80 2.0 0.05 9.525 3.18 4.4 O
GB3080L-005 0.80 2.0 0.05 9.525 3.18 4.4 [ ]
GB3095R-010 0.95 2.0 0.1 9.525 3.18 4.4 O
GB3100R-005 1.00 2.0 0.05 9.525 3.18 4.4 [ J
GB3100R-010 1.00 2.0 0.1 9.525 3.18 4.4 [
GB3120R-010 1.20 2.0 0.1 9.525 3.18 4.4 O
GB3120L-010 1.20 2.0 0.1 9.525 3.18 4.4 [
GB3120R-020 1.20 2.0 0.2 9.525 3.18 4.4 @)
GB3125L-010 1.25 2.0 0.1 9.525 3.18 4.4 [ ]
GB3125R-010 1.25 2.0 0.1 9.525 3.18 4.4 [
GB3140L-010 1.40 2.0 0.1 9.525 3.18 4.4 [
GB3140R-010 1.40 2.0 0.1 9.525 3.18 4.4 @)
GB3140R-020 1.40 2.0 0.2 9.525 3.18 4.4 [ ]
GB3140L-020 1.40 2.0 0.2 9.525 3.18 4.4 [ ]
GB3150L-010 1.50 2.0 0.1 9.525 3.18 4.4 [ J
GB3150R-010 1.50 2.0 0.1 9.525 3.18 4.4 O
GB3150R-020 1.50 2.0 0.2 9.525 3.18 4.4 [ ]
GB3150L-020 1.50 2.0 0.2 9.525 3.18 4.4 [
GB3200L-010 2.00 2.5 0.1 9.525 3.18 4.4 [ ]
GB3200R-010 2.00 2.5 0.1 9.525 3.18 4.4 @)
GB3200R-020 2.00 2.5 0.2 9.525 3.18 4.4 O
GB3200L-020 2.00 2.5 0.2 9.525 3.18 4.4 [
GB3250R-010 2.50 2.5 0.1 9.525 3.18 4.4 [
GB3250R-020 2.50 2.5 0.2 9.525 3.18 4.4 [ J
GB3250L-010 2.50 2.5 0.1 9.525 3.18 4.4 [ J
GB3250L-020 2.50 2.5 0.2 9.525 3.18 4.4 [
GB3300R-020 3.00 2.5 0.2 9.525 3.18 4.4 O
GB3300L-020 3.00 2.5 0.2 9.525 3.18 4.4 O

OFor tools, refer to page 194 to page 195.
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Parting and Grooving Inserts

GB

Precision Grooving Inserts

CDX

Dimension Coated
Ordering Code (mm) Carbides
CW=0.025 ‘ CDX ‘ RE ‘ IC ‘ W1 ‘ D1 GA4230
GB4125R -020 1.25 2.0 0.2 12.7 4.76 55 O
GB4125L-020 1.25 2.0 0.2 12.7 4.76 55 (]
GB4150R-010 1.50 35 0.1 12.7 4.76 55 [ J
GB4150R -020 1.50 35 0.2 12.7 4.76 55 (]
GB4150L -020 1.50 35 0.2 12.7 4.76 5.5 O
GB4175R -020 1.75 35 0.2 12.7 4.76 5.5 O
GB4185R -020 1.85 35 0.2 12.7 4.76 5.5 O
GB4200R -020 2.00 35 0.2 12.7 4.76 55 (]
GB4200L -020 2.00 35 0.2 12.7 4.76 5.5 [}
GB4200R -030 2.00 35 0.3 12.7 4.76 5.5 [}
GB4210R -050 2.10 4.0 0.5 12.7 4.76 55 O
GB4220R -030 2.20 4.0 0.3 12.7 4.76 55 (]
GB4250R -030 2.50 4.0 0.3 12.7 4.76 55 L]
GB4250L -030 2.50 4.0 0.3 12.7 4.76 55 O
GB4265R -030 2.65 4.0 0.3 12.7 4.76 55 (]
GB4280R -030 2.80 5.0 0.3 12.7 4.76 55 (]
GB4300R -030 3.00 4.0 0.3 12.7 4.76 55 [ J
GB4300L -030 3.00 4.0 0.3 12.7 4.76 55 (]
GB4350R -030 3.50 5.0 0.3 12.7 4.76 55 O
GB4400R -040 4.00 5.0 0.4 12.7 4.76 55 O
GB4400L -040 4.00 5.0 0.4 12.7 4.76 55 O
GB4430R -040 4.30 5.0 0.4 12.7 4.76 55 O
OFor tools, refer to page 194 to page 195. @Stock OAvailable upon order
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Parting and Grooving Inserts

RE CW
GBR ’
a
Precision Profiling Inserts
Wi
Dimension Coated
Ordering Code (mm) Carbides
CW=£0.025 ‘ CDX ‘ RE ‘ IC ‘ W1 ‘ D1 GA4230
GBR4100R -050 1.00 2.0 0.5 12.7 4.76 5.5 @)
GBR4100L -050 1.00 2.0 0.5 12.7 4.76 5.5 O
GBR4150R -075 1.50 35 0.75 12.7 4.76 5.5 [
GBR4150L -075 1.50 3.5 0.75 12.7 4.76 5.5 @)
GBR4200R -100 2.00 3.5 1.0 12.7 4.76 5.5 @)
GBR4200L -100 2.00 3.5 1.0 12.7 4.76 5.5 O
GBR4250R -125 2.50 4.0 1.25 12.7 4.76 5.5 O
GBR4250L -125 2.50 4.0 1.25 12.7 4.76 5.5 @)
GBR4300R -150 3.00 4.0 1.5 12.7 4.76 5.5 O
GBR4300L -150 3.00 4.0 1.5 12.7 4.76 5.5 O
GBR4400R -200 4.00 5.0 2.0 12.7 4.76 5.5 O
GBR4400L -200 4.00 5.0 2.0 12.7 4.76 5.5 @)
©For tools, refer to page 194 to page 195. @Stock OAvailable upon order
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Parting and Grooving Inserts

S50

- \S)
7]
G N G P RE CDX
Precision Grooving Inserts (positive rake angle) g
N
Dimension Coated
Ordering Code (mm) Insert Size Carbides
CW£0025 RE DX S WL D GM3225

GNGP2M100L 1.00 0.09 1.27 5.56 3.81 8.74 2 o
GNGP2M100R 1.00 0.09 1.27 5.56 3.81 8.74 2 0
GNGP2047L 1.19 0.09 1.27 5.56 3.81 8.74 2 ®
GNGP2047R 1.19 0.09 1.27 5.56 3.81 8.74 2 @
GNGP2M150L 1.50 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2M150R 1.50 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2062L 157 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2062R 157 0.19 2.79 5.56 3.81 8.74 2 °
GNGP2M170L 1.70 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2M170R 1.70 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2070L 1.78 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2078L 1.98 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2078R 1.98 0.19 2.79 5.56 3.81 8.74 2 °
GNGP2M200L 2.00 0.19 2.79 5.56 3.81 8.74 2 °
GNGP2M200R 2.00 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2M220L 2.20 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2M220R 2.20 0.19 2.79 5.56 3.81 8.74 2 o
GNGP2094L 2.38 0.19 2.79 5.56 3.81 8.74 2 0
GNGP2094R 2.38 0.19 2.79 5.56 3.81 8.74 2 °
GNGP2M250L 2.50 0.19 2.79 5.56 3.81 8.74 2 0
GNGP2M250R 2.50 0.19 2.79 5.56 3.81 8.74 2 @
GNGP2125L 3.18 0.19 2.79 5.56 3.81 8.74 2 @
GNGP2125R 3.18 0.19 2.79 5.56 3.81 8.74 2 °
GNGP3031L 0.79 0.09 127 8.74 4.95 16.1 3 o
GNGP3031R 0.79 0.09 127 8.74 4.95 16.1 3 o
GNGP3M100L 1.00 0.19 1.91 8.74 4.95 16.1 3 o
GNGP3M100R 1.00 0.19 1.91 8.74 4.95 16.1 3 o
GNGP3047L 1.19 0.19 1.91 8.74 4.95 16.1 3 o
GNGP3047R 1.19 0.19 1.91 8.74 4.95 16.1 3 o

@Stock OAvailable upon order
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Parting and Grooving Inserts

S50

GNGP

Precision Grooving Inserts (positive rake angle) %@j %} =
N
Dimension Coated
Ordering Code (mm) Insert Size Carbides
CW£0025 RE DX S WL D GM3225
GNGP3M150L 1.50 0.19 2.39 8.74 495 16.1 3 o)
GNGP3M150R 1.50 0.19 2.39 8.74 495 16.1 3 O
GNGP3062L 1.58 0.19 2.39 8.74 495 16.1 3 °
GNGP3062R 1.58 0.19 2.39 8.74 495 16.1 3 °
GNGP3070L 1.78 0.19 2.39 8.74 495 16.1 3 o)
GNGP3078L 1.98 0.19 2.39 8.74 495 16.1 3 O
GNGP3078R 1.98 0.19 2.39 8.74 495 16.1 3 °
GNGP3M200L 2.00 0.19 2.39 8.74 495 16.1 3 O
GNGP3M200R 2.00 0.19 2.39 8.74 495 16.1 3 o)
GNGP3094L 2.39 0.19 3.81 8.74 495 16.1 3 o)
GNGP3094R 2.39 0.19 3.81 8.74 495 16.1 3 °
GNGP3M250L 2.50 0.19 3.81 8.74 495 16.1 3 o)
GNGP3M250R 2.50 0.19 3.81 8.74 495 16.1 3 o)
GNGP3M300L 3.00 0.19 3.81 8.74 495 16.1 3 @)
GNGP3M300R 3.00 0.19 3.81 8.74 495 16.1 3 °
GNGP3125L 3.18 0.19 3.81 8.74 495 16.1 3 @)
GNGP3125R 3.18 0.19 3.81 8.74 495 16.1 3 °
GNGP3M350L 3.50 0.19 3.81 8.74 495 16.1 3 o)
GNGP3M350R 3.50 0.19 3.81 8.74 495 16.1 3 o)

®Stock OAvailable upon order

182 _ GESAC




Parting and Grooving Tools | TURNING TOOLS

Parting and Grooving Inserts

GNGDP e

Precision Deep Grooving Inserts (positive rake angle) ;EE
R Coated Carbides
Ordering Code (mm) Insert Size
CW=£0.025 ‘ RE ‘ CDX ‘ S ‘ w1 GST7115 GST7130
GNGDP2M150L 15 0.19 4.07 5.56 3.81 2 °
GNGDP2M150R 15 0.19 4.07 5.56 3.81 2 °
GNGDP2M200L 2.0 0.19 5.07 5.56 3.81 2 °
GNGDP2M200R 2.0 0.19 5.07 5.56 3.81 2 °
GNGDP2M250L 2.5 0.19 5.07 5.56 3.81 2 °
‘ GNGDP3062R 1.58 0.19 3.18 8.72 4.95 3 o
GNGDP3M200L 2.0 0.19 4.09 8715 495 3 °
GNGDP3M200R 2.0 0.19 4.09 8715  4.95 3 °
GNGDP3094R 2.39 0.19 6.35 8714 495 3 o
GNGDP3M300R 3.0 0.19 6.35 8715  4.95 3 °
GNGDP3125R 3.18 0.19 6.35 8715 495 3 o

®Stock OAvailable upon order

S50
o

S

GNR oo

Precision Profile Inserts 8 5 s
Dimension Coated
Ordering Code (mm) Insert Size Carbides
CW=0.025 ‘ RE ‘ CDX ‘ S ‘ W1 ‘ D GM3225
GNR3M100R 2.00 1.00 2.39 8.74 4.95 16.1 3 O
GNR3M100L 2.00 1.00 2.39 8.74 4.95 16.10 3 [ J
GNR3M150R 3.00 1.50 3.81 8.74 4.95 16.1 3 O
GNR3047L 2.39 1.19 3.81 8.74 4.95 16.1 3 @)
GNR3047R 2.39 1.19 3.81 8.74 4.95 16.1 3 O
GNR3062R 3.18 1.59 3.81 8.74 4.95 16.1 3 @)

®Stock OAvailable upon order
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Parting and Grooving Inserts

GSTC

Parting Inserts

el Coated Carbides
Ordering Code (mm)
cw ‘ CUTDIA ‘ RE ‘ W1 ‘ S ‘ D1 ‘ PSIRR | GAT7115 GAT7125
GSTC3L100N-N 1 12 0 3 8.7 5 0° (@) O
GSTC3R100N-N 1 12 0 3 8.7 5 0° @) O
GSTC3L150N-N 15 12 0 3 8.7 5 0° (@) O
GSTC3R150N-N 1.5 12 0 3 8.7 5 0° @) O
GSTC3L200N-N 2 12 0 3 8.7 5 0° (@) O
GSTC3R200N-N 2 12 0 3 8.7 5 0° @) O
GSTC3L100R20-N 1 12 0 3 8.7 5 20° (@) O
GSTC3R100R20-N 1 12 0 3 8.7 5 20° @) O
GSTC3L150R20-N 1.5 12 0 3 8.7 5 20° (@) O
o GSTC3R150R20-N 1.5 12 0 3 8.7 5 20 @) O
GSTC3L200R20-N 2 12 0 3 8.7 5 20 (@) O
GSTC3R200R20-N 2 12 0 3 8.7 5 20° @) O
GSTC4L150N-N 1.5 16 0 4 9.5 5 0° (@) O
GSTC4R150N-N 1.5 16 0 4 9.5 5 0° @) O
GSTC4L200N-N 2 16 0 4 9.5 5 0° (@) O
GSTC4R200N-N 2 16 0 4 9.5 5 0° @) @)
GSTC4L150R20-N 1.5 16 0 4 9.5 5 20° O O
GSTC4R150R20-N 15 16 0 4 9.5 5 20° @) @)
GSTC4L200R20-N 2 16 0 4 9.5 5 20° O O
GSTC4R200R20-N 2 16 0 4 9.5 5 20° O @)

®Stock OAvailable upon order
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Parting and Grooving Inserts

GSTC

Parting Inserts

R e Coated Carbides
Ordering Code (mm)
Ccw ‘ CUTDIA ‘ RE ‘ W1 ‘ S ‘ D1 ‘ PSIRR | GAT7115 GAT7125
GSTC3L100N-T 1 12 0.08 3 8.7 5 0° @) [ ]
GSTC3R100N-T 1 12 0.08 3 8.7 5 0° [ ] [ ]
GSTC3L150N-T 1.5 12 0.08 3 8.7 5 0° @) [ ]
GSTC3R150N-T 1.5 12 0.08 3 8.7 5 0° [ J @)
GSTC3L200N-T 2 12 0.08 3 8.7 5 0° @) @)
GSTC3R200N-T 2 12 0.08 3 8.7 5 0° [ ] @)
GSTC3L100R16-T 1 12 0.08 3 8.7 5 16° O [ ]
GSTC3R100R16-T 1 12 0.08 3 8.7 5 16° [ ] [ ]
GSTC3L150R16-T 1.5 12 0.08 3 8.7 5 16° O O
o GSTC3R150R16-T 1.5 12 0.08 3 8.7 5 16° [ [ ]
GSTC3L200R16-T 2 12 0.08 3 8.7 5 16° O @)
GSTC3R200R16-T 2 12 0.08 3 8.7 5 16° [ @)
GSTCAL150N-T 1.5 16 0.08 4 9.5 5 0° O @)
GSTC4R150N-T 1.5 16 0.08 4 9.5 5 0° [ @)
GSTCA4L200N-T 2 16 0.08 4 9.5 5 0° O @)
GSTC4R200N-T 2 16 0.08 4 9.5 5 0° @) @)
GSTC4L150R16-T 1.5 16 0.08 4 9.5 5 16° O @)
GSTC4R150R16-T 1.5 16 0.08 4 9.5 5 16° @) @)
GSTC4L200R16-T 2 16 0.08 4 9.5 5 16° @) O
GSTC4R200R16-T 2 16 0.08 4 9.5 5 16° @) [ ]

@Stock OAvailable upon order
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Parting and Grooving Inserts

GSTC

Parting Inserts

el Coated Carbides
Ordering Code (mm)
cw ‘ CUTDIA ‘ RE ‘ W1 ‘ S ‘ D1 ‘ PSIRR | GAT7115 GAT7125
GSTC3L100N-U 1 12 0.03 3 8.7 5 0° @) O
GSTC3R100N-U 1 12 0.03 3 8.7 5 0° o O
GSTC3L125N-U 1.25 12 0.03 3 8.7 5 0° @) [
GSTC3R125N-U 1.25 12 0.03 3 8.7 5 0° @) [
GSTC3L150N-U 15 12 0.03 3 8.7 5 0° [ ] O
GSTC3R150N-U 1.5 12 0.03 3 8.7 5 0° [ ] [
GSTC3L200N-U 2 12 0.03 3 8.7 5 0° (@) O
GSTC3R200N-U 2 12 0.03 3 8.7 5 0° [ ] [
GSTC3L100R16-U 1 12 0.03 3 8.7 5 16° [ ] [
o GSTC3R100R16-U 1 12 0.03 3 8.7 5 16° [ ] [
GSTC3L125R16-U 1.25 12 0.03 3 8.7 5 16° (@) O
GSTC3R125R16-U 1.25 12 0.03 3 8.7 5 16° @) [
GSTC3L150R16-U 1.5 12 0.03 3 8.7 5 16° (@) O
GSTC3R150R16-U 1.5 12 0.03 3 8.7 5 16° [ ] O
GSTC3R200R16-U 2 12 0.03 3 8.7 5 16° (@) O
GSTC3R200R16-U 2 12 0.03 3 8.7 5 16° [ ] [
GSTCA4L150N-U 1.5 16 0.05 4 9.5 5 0° [ O
GSTC4R150N-U 15 16 0.05 4 9.5 5 0° [ ] [
GSTC4L200N-U 2 16 0.05 4 9.5 5 0° (@) O
GSTC4R200N-U 2 16 0.05 4 9.5 5 0° @) [
GSTC4L150R16-U 15 16 0.05 4 9.5 5 16° (@) O
GSTC4R150R16-U 1.5 16 0.05 4 9.5 5 16° [ ] O
GSTC4L200R16-U 2 16 0.05 4 9.5 5 16° [ ] O
GSTC4R200R16-U 2 16 0.05 4 9.5 5 16° [ ] O

®Stock OAvailable upon order
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Parting and Grooving Inserts

GSTS £

Parting Inserts b
R e Coated Carbides
Ordering Code (mm)

Ccw ‘ CUTDIA ‘ RE ‘ W1 ‘ S ‘ D1 ‘ PSIRR GAT7115‘GAT7125

GSTSA2L100N-U 1 6 0.05 2.2 8.7 4.4 0° [ ] [ ]

GSTSA2R100N-U 1 6 0.05 2.2 8.7 4.4 0° @) @)

GSTSA2L150N-U 1.5 9 0.05 2.2 8.7 4.4 0° [ ] O

GSTSA2R150N-U 1.5 9 0.05 2.2 8.7 4.4 0° @) [ ]

GSTSA2L200N-U 2 12 0.05 2.2 8.7 4.4 0° O O

o GSTSA2R200N-U 2 12 0.05 2.2 8.7 4.4 0° @) @)

GSTSB2L150N-U 1.5 14 0.05 2.2 9.5 4.4 0° O O

GSTSB2R150N-U 1.5 14 0.05 2.2 9.5 4.4 0° @) @)

GSTSB2L200N-U 2 16 0.05 2.2 9.5 4.4 0° O O

GSTSB2R200N-U 2 16 0.05 2.2 9.5 4.4 0° O @)

®Stock OAvailable upon order
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GK Series

External Holders for Parting and Grooving

=4 .

L oHx |

w
T I

18

The picture is right hand holder

Dimension(mm) Screw Wrench Stock
Weight

Ordering Code Insert Q)
w CDX H=HF B LF WF ﬁ f R L

GKER/L1616-2T14 2.0 14 16 16 100 17 GKD20--- SCAMO050200H TH40LH 0.20 ® ®
GKER/L2020-2T14 2.0 14 20 20 125 21 GKD20-- SCAM050200H TH40LH 0.39 ® ®
GKER/L2525-2T14 2.0 14 25 25 150 26  GKD20--- SCAM060250H TH50LH 0.74 ® ®
GKER/L1616-2.5T16 2.5 16 16 16 100 17 GKD25--- SCAMO050200H TH40LH 0.20 ® O
GKER/L2020-2.5T16 2.5 16 20 20 125 21 GKD25-- SCAM050200H TH40LH 0.39 ® (]
GKER/L2525-2.5T16 2.5 16 25 25 150 26 GKD25-- SCAMO060250H TH50LH 0.74 ® L]
GKER/L1616-3T18 3.0 18 16 16 100 17 GKD30--- SCAM050200H TH40LH 0.20 ® L]
GKER/L1616-3T10 3.0 10 16 16 100 17 GKD30--- SCAMO050200H TH40LH 0.20 ®

GKER/L2020-3T18 3.0 18 20 20 125 21 GKD30-- SCAM050200H TH40LH 0.39 ® ®
GKER/L2020-3T10 3.0 10 20 20 125 21 GKD30-- SCAM050200H TH40LH 0.39 e o
GKER/L2525-3T18 3.0 18 25 25 150 26  GKD30-- SCAM060250H TH50LH 0.74 ® ®
GKER/L2525-3T10 3.0 10 25 25 150 26  GKD30-- SCAM060250H TH50LH 0.74 e o
GKER/L3225-3T18 3.0 18 32 25 170 26 GKD30-- SCAM060250H TH50LH 1.07 ® ®
GKER/L3232-3T18 3.0 18 32 32 170 33  GKD30-- SCAM060250H TH50LH 1.37 e o
GKER/L2020-4T18 4.0 18 20 20 125 21  GKD40-- SCAM050200H TH40LH 0.39 ® ®
GKER/L2020-4T10 4.0 10 20 20 125 21 GKD40-- SCAM050200H TH40LH 0.39 e o
GKER/L2525-4T18 4.0 18 25 25 150 26  GKD40-- SCAM060250H TH50LH 0.74 ® ®
GKER/L2525-4T10 4.0 10 25 25 150 26  GKD40-- SCAM060250H TH50LH 0.74 e o
GKER/L3225-4T18 4.0 18 32 25 170 26  GKD40-- SCAM060250H TH50LH 1.07 ® ®
GKER/L3232-4T18 4.0 18 32 32 170 33  GKD40-- SCAM060250H TH50LH 1.37 ® ®

Note: SCAMO060200H stands for M6X20 @®Stock OAvailable upon order
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GK Series

External Holders for Parting and Grooving

; CDX_ /. o
= ©
t OHX LF

Iy
re

The picture is right hand holder

Dimension(mm) Screw Wrench Stock
Weight

Ordering Code Insert (KG)
W CDX H=HF B LF WF ﬁ ﬁ R L

GKER/L2020-5T23 5.0 23 20 20 125 21  GKD50-+ SCAMO050200H TH40LH 0.39 [} [
GKER/L2020-5T15 5.0 15 20 20 125 21 GKD50--- SCAM050200H TH40LH 0.39 (@)
GKER/L2525-5T23 5.0 23 25 25 150 26 GKD50--- SCAM060250H TH50LH 0.74 [ ] ([ ]
GKER/L2525-5T15 5.0 15 25 25 150 26 GKD50--- SCAM060250H TH50LH 0.74 [ ] ([ ]
GKER/L3225-5T23 5.0 23 32 25 170 26 GKD50--- SCAM060250H TH50LH 1.07 [} [ )
GKER/L3232-5T23 5.0 23 32 32 170 33  GKD50-+ SCAMO060250H THS50LH 1.37 [} ®
GKER/L3232-5T15 5.0 15 32 32 170 33 GKD50-+ SCAMO060250H TH50LH 1.37 [} ®
GKER/L2020-6T23 6.0 23 20 20 125 21 GKD60:-- SCAM050200H TH40LH 0.39 [ ] @)
GKER/L2525-6T23 6.0 23 25 25 150 26  GKD60--- SCAM060250H TH50LH 0.74 [} ®
GKER/L2525-6T15 6.0 15 25 25 150 26  GKD60--- SCAM060250H TH50LH 0.74 [} ®
GKER/L3225-6T23 6.0 23 32 25 170 26 GKD60:-- SCAM060250H TH50LH 1.07 [ ] ([ ]
GKER/L3232-6T23 6.0 23 32 32 170 33  GKD60-+ SCAMO060250H THS50LH 1.37 [} ®
GKER/L2525-8T28 8.0 28 25 25 150 26.5 GKD80-:- SCAM060250H TH50LH 0.74 [ J ©)
GKER/L2525-8T15 8.0 15 25 25 150 26.5 GKD80-:- SCAM060250H TH50LH 0.74 O ©)
GKER/L3232-8T28 8.0 28 32 32 170  33.5 GKD80-:- SCAM060250H TH50LH 1.37 (] ©)
Note: SCAMO060200H stands for M6X20 @Stock OAvailable upon order
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GK Series

Internal Holders for Grooving

__ DMIN:

\ )i ]

B Il Se—————— 4!‘
DCON
|
— GEIIZE:
X H ] cs
OHN 8 r
The picture is right hand holder
Dimension(mm) Screw Wrench Stock

Weight

Ordering Code Insert Q)
W CDX DMIN1 DCON WF LF OHN H ﬁ /\ R

—

GKIR/L2016-2T04 20 4 20 16 12 125 35 15 GKD20-- SCAM040160H TH30LH 0.20 ([ ] (]
GKIR/L2520-2T05 20 5 25 20 145 150 45 18 GKD20--- SCAM040160H TH30LH  0.37 ([ ] (]
GKIR/L2925-2T05 20 5 29 25 17 200 45 23 GKD20--- SCAM050200H TH40LH 0.77 [ ] (]
GKIR/L2520-2.5T05 2.5 5 25 20 145 150 45 18 GKD25-:- SCAM040160H TH30LH  0.37 ([ ] O
GKIR/L2925-2.5T05 2.5 5 29 25 17 200 45 23 GKD25-- SCAM050200H TH40LH 0.77 [ ] (]
GKIR/L2520-3T06 30 6 25 20 155 150 45 18 GKD30--- SCAM040160H TH30LH  0.37 (] (]
GKIR/L3125-3T06 30 6 31 25 185 200 45 23 GKD30--- SCAM050200H TH40LH  0.77 [ ] ®
GKIR/L3732-3T06 30 6 37 32 215 250 65 30 GKD30--- SCAM050200H TH40LH  1.58 [ ] ®
GKIR/L2520-4T06 40 6 25 20 15,5 150 45 18 GKD40--- SCAM040160H TH30LH 0.37 [ ] ®
GKIR/L3125-4T06 40 6 31 25 185 200 45 23 GKD40--- SCAM050200H TH40LH  0.77 [ ] (]
GKIR/L3732-4T06 40 6 37 32 215 250 65 30 GKD40--- SCAM050200H TH40LH  1.58 [ ] ®
GKIR/L3125-5T08 50 8 31 25 195 200 45 23 GKD50--- SCAM050200H TH40LH  0.77 [ ] (]
GKIR/L3732-5T08 50 8 37 32 215 250 65 30 GKD50--- SCAMO050200H TH40LH  1.58 [ ] (]
GKIR/L3125-6T08 6.0 8 31 25 195 200 45 23 GKD60--- SCAM050200H TH40LH  0.77 [ ] O
GKIR/L3732-6T08 6.0 8 37 32 215 250 65 30 GKD60-- SCAMO050200H TH40LH  1.58 [ ] ®
GKIR/L3732-8T10 80 10 37 32 234 250 65 30 GKD80-- SCAMO050200H TH40LH  1.58 (@) O
GKIR/L4540-8T10 80 10 45 40 272 300 70 37 GKD80-- SCAMO050200H TH40LH  2.96 O O

Note: SCAMO060200H stands for M6X20 @Stock OAvailable upon order
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GK Series

Face Grooving Holders-Horizontal

WF

LF

HF
H

The picture is right hand holder

Dimension(mm) Screw Wrench Stock
Weight

Ordering Code Insert Q)
H=HF B LF  WF CDX DMIN1 DMAX1 ﬁ f R

—

GKFR/L2525-2T12D75 25 25 150 26 12 75 100 GKD20--- SCAMO060200H TH50LH  0.72 (@)
GKFR/L2525-2T12D90 25 25 150 26 12 90 150 GKD20--- SCAMO060200H TH50LH  0.74 ([ ] (@)
GKFR/L2525-3T15D68 25 25 150 26 15 68 100 GKD30--- SCAMO060200H TH50LH  0.74 ([ ] O
GKFR/L2525-3T15D90 25 25 150 26 15 90 160 GKD30--- SCAMO060200H TH50LH  0.74 ([ ] (@)
GKFR/L2020-4T15D62 20 20 150 26 15 62 120 GKD40--- SCAMO050160H TH40LH  0.39 ([ ] (@)
GKFR/L2525-4T15D62 25 25 150 26 15 62 120 GKD40--- SCAMO060200H TH50LH  0.74 [ J [
GKFR/L2525-4T15D112 25 25 150 26 15 112 200 GKD40--- SCAM060200H TH50LH 0.74 [ ] [ ]
GKFR/L2525-4T25D62 25 25 150 26 25 62 120 GKD40--- SCAMO060200H TH50LH  0.74 (@)
GKFR/L2525-5T10D150 25 25 150 26 10 150 300 GKD50--- SCAM060200H TH50LH 0.74 [ ]
GKFR/L2525-5T25D68 25 25 150 26 25 68 95  GKD50--- SCAMO060200H TH50LH  0.74 (@) (@)
GKFR/L2525-5T25D85 25 25 150 26 25 85 130  GKD50--- SCAMO060200H TH50LH  0.74 o (@)
GKFR/L2525-6T25D68 25 25 150 26 25 68 100 GKD60--- SCAM060200H TH50LH  0.74 (@)
GKFR/L2525-6T25D88 25 25 150 26 25 88 180  GKD60--- SCAMO060200H TH50LH  0.74 [ ] [ ]
GKFR/L2525-8T25D45 25 25 150 26 25 45 80  GKD80--- SCAMO060200H TH50LH  0.74 (@)
Note: SCAM060200H stands for M6X20 @Stock OAvailable upon order
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GK Series

Face Grooving Holders-Perpendicular

LF

The picture is right hand holder

Dimension(mm)

Ordering Code Insert
H=HF B LF ~ WF CDX DMIN1 DMAX1

Screw

Wrench Stock
Weight

’

(KG)
f R L

GKFPR/L2525-4T15D60 25 25 150 26 15 60 120  GKD40---

SCAM060200H TH50LH 074 @ @

GKFPR/L2525-4T15D112 25 25 150 26 15 112 200  GKDA40---

SCAM060200H TH50LH 0.74 @ @

Note: SCAM060200H stands for M6X20
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GZ Series

External Holders for Parting and Grooving

.

The picture is right hand holder

Dimension(mm) Screw Wrench Stock
Weight

Ordering Code Insert (KG)
W CDX  H=HF B LF WF f R L

GZER/L2020-3T20 3.0 20 20 20 125 21 GZD30---  SCAM050200H TH40LH  0.39 ® ®
GZER/L2525-3T20 3.0 20 25 25 150 26 GZD30:--  SCAM060250H TH50LH 0.74 (] (]
GZER/L3225-3T20 3.0 20 32 25 170 26 GZD30---  SCAM060250H TH50LH  1.07 O O
GZER/L2020-4T25 4.0 25 20 20 125 21 GZD40---  SCAM050200H TH40LH  0.39 ® O
GZER/L2020-4T25 5.0 25 20 20 125 215  GZD50--  SCAMO050200H TH40LH  0.39 ® O
GZER/L2525-4T20 4.0 20 25 25 150 26 GZD40---  SCAM060250H TH40LH  0.74 ®

GZER/L2525-4T20 5.0 20 25 25 150 26,5  GZD50--  SCAMO060250H TH40LH 0.74 ®

GZER/L2525-4T25 4.0 25 25 25 150 26 GZD40---  SCAM060250H TH50LH  0.74 ® ®
GZER/L2525-4T25 5.0 25 25 25 150 26,5  GZD50---  SCAMO060250H TH50LH  0.74 ® ®
GZER/L3225-4T25 4.0 25 32 25 170 26 GZD40---  SCAM060250H TH50LH  1.07 ® ®
GZER/L3225-4T25 5.0 25 32 25 170 26,5  GZD50--- SCAMO060250H TH50LH  1.07 ® ®
GZER/L2525-6T32 6.0 32 25 25 150 26 GZD60---  SCAM060250H TH50LH  1.07 ® ®
GZER/L3225-6T32 6.0 32 32 25 170 26 GZD60---  SCAM060250H TH50LH  1.07 ©) ©)

Note: SCAM060200H stands for M6X20 @Stock OAvailable upon order
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GB Series

External Holders for Grooving

of H-A ),
:| x
i
LIRS o
=
oRx_ | * LF
The picture is right hand holder
Dimension(mm) Screw Wrench Stock
Ordering Code Insert y W(Iek'g;]t
H=HF B LF WF A CDX ? /Q R L
GBER/L2020K3 20 20 125 25 — 2.5 GB3:--- SI60M 035120-05316 PTT15PH 039 @ O
GBER/L2525M3 25 25 150 30 — 2.5 GB3:-- SI60M 035120-05316 PTT15PH 0.74
GB4-
GBER/L2020K4-15 20 20 125 25 1.0 4.0 (LOSW<2.5) SI60M 050120-07217 PTT20PH 0.39

GB4-

GBER/L2525M4-15 25 25 150 30 1.0 4.0 (LOSW<2.5) SI60M 050120-07217 PTT20PH 074 @ @
GB4---

GBER/L2020K4-25 20 20 125 25 2.0 4.5 (2.5<W<3.3) SI60M 050120-07217 PTT20PH 0.39 [ (@)
GB4-

GBER/L2525M4-25 25 25 150 30 2.0 4.5 (2.5<W<3.3) SI60M 050120-07217 PTT20PH 0.74 O (@)
GB4--

GBER/L2020K4-35 20 20 125 25 3.0 5.5 (3.3<W<4.3) SI60M 050120-07217 PTT20PH 0.39 O (@)
GB4-

GBER/L2525M4-35 25 25 150 30 3.0 5.5 (3.3<W<4.3) SI60M 050120-07217 PTT20PH 0.74 @ O

Note: SI60M 035120--- stands for M3.5X12. @Stock OAvailable upon order
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GB Series

Internal Holders for Grooving

DMIN:
AN T |
©® =)
OHN
%7 I
w i = —
= i
H LF
o
o
The picture is right hand holder
Dimension(mm) Screw Wrench Stock
Ordering Code Insert y W(Ieklé?t
DMIN1 DCON H LF WF  CDX F /© R L

GBIR/L2620Q3 26 20 18 180 13 3 GB3---  SI60M 035120-05316 PTT15PH  0.44 ([ ] (@)
GBIR/L3525R4 BS 25 23 200 175 45 GB4--  SI60M 050120-07217 PTT20PH  0.77 ([ ] [ ]

Note: SI60M 035120-- stands for M3.5X12. @Stock (OAvailable upon order
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External Tool Holders G-Notch Series

GNS

WF

i

N
B

OHX

LF

HF

The picture is right hand holder

Dimension
(mm)

Screw Clamp Wrench Stock
Weight

f (KG)

GNSR/L1616H2 16 16 20 100 19 3.5 GN.2 SCAM040120H  CANO2RH TH30LH 0.20
GNSR/L2020K2 20 20 25 125 19 35 GN.2 SCAM040120H  CANO2RH TH30LH 0.38
GNSR/L2525M2 25 25 32 150 19 35 GN.2 SCAM040120H  CANO2RH TH30LH 0.74
GNSR/L2020K3 20 20 25 125 32 53 GN.3 SCAM050200H  CANO3RH TH40LH 0.39
GNSR/L2525M3 25 25 32 150 32 53 GN.3 SCAM050200H  CANO3RH TH40LH 0.74

Ordering Code Insert
H B WF LF OHX CDX

o)
-

®e 6 O O o
® O 0|00

®Stock OAvailable upon order
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External Tool Holders

GNR

The picture is right hand holder

Dimension
(mm)

Ordering Code
WF

GNRR/L2020K3 20 20 25
GNRR/L2525M3 25 25 32

LF

125
150

Parting and Grooving Tools |

TURNING TOOLS

HF

LF

Screw
Insert
GN.3  SCAM050200H
GN.3  SCAM050200H

CANO3RH
CANO3RH

Note: Left hand holders go with right hand inserts, right hand holders go with left hand inserts.

GNE

The picture is right hand holder

Dimension
(mm)

Ordering Code
WF

GNER/L2020K2 20 20 25
GNER/L2525M2 25 25 32
GNER/L2525M3 25 25 32

LF

125
150
150

CDX

3.5
3.5
53

Wrench

Stock

Weight

/\ (KG)
R L

TH40LH 0.38 O (©]
TH40LH 0.39 O (©)

®Stock OAvailable upon order

HF

WF
(Q~

[e]

I

x
CDX

LF

Screw

Insert

GN.2 SCAM040120H
GN.2 SCAM040120H
GN.3 SCAM050200H

CANO2RH
CANO2RH
CANO3RH

Note: Left hand holders go with right hand inserts, right hand holders go with left hand inserts.

Stock

Wrench
Weight

(KG)
R L

TH30LH 0.38 O (@]
TH30LH 0.39 O o
TH40LH 0.39 O O

@Stock OAvailable upon order
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Internal Tool Holders G-Notch Series

GNA

DMIN: DCON
* ~7
@ ! o —
() e —r %
| 7
0] [/
LF

The picture is right hand holder

Dlane;rr:)lon Screw Clamp Wrench Stock
Ordering Weight
Code I (KG)
DCON DMIN1 LF WF Cs R L

GNAR20Q2 20 26 180 13 1/8-2TNPT GN.2L SCAM040120H CANO2LH TH30LH 0.44 ©) [ ]
GNAR25R2 25 34 200 17  1/4-18 NPT GN.2L SCAM040120H CANO2LH  TH30LH  0.77 (@) (@)
GNAR25R3 25 34 200 17  1/4-18 NPT GN.3L SCAM050200H CANO3LH  TH40LH  0.77 (@) @)

Note: Left hand holders go with right hand inserts, right hand holders go with left hand inserts. @Stock OAvailable upon order
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Small Parts Tool Holders GST Series

GST

=
{ NS5 ;|
LF

D|n(1r§rr1ns)|on Screw Wrench Weight Stock

Ordering Code Insert (K(gs)
H B LF HF WF CDX & /é' R L
GSTR/L1010JK3 10 10 120 10 10 6 GST*3R/L** SSAM045095Q TT10PQ 0.09 ® O
GSTR/L1010JK4 10 10 120 10 10 8 GST*4R/L*™* SSAM045095Q TT10PQ 0.09 ® O
GSTR/L1212JK3 12 12 120 12 12 6 GST*3R/L** SSAM045095Q TT10PQ 0.14 ® O
GSTR/L1212JK4 12 12 1120 12 12 8 GST*4R/L** SSAM045095Q TT10PQ 0.14 ® O
GSTR/L1616JK3 16 16 120 16 16 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.24 ® O
GSTR/L1616JK4 16 16 120 16 16 8 GST*4R/L* SSAM045095Q TT10PQ 0.24 ® O
GSTR/L2020JK3 20 20 120 20 @20 6 GST*3R/L** SSAM045095Q TT10PQ 0.40 ® O
GSTR/L2020JK4 20 20 120 20 @20 8 GST*4R/L*™* SSAM045095Q TT10PQ 0.40 ® O

®Stock OAvailable upon order

GST-RS

LE T

-
D'Trﬁrrﬁ)'on Screw Wrench Weight Stock

Ordering Code Insert (K(g;)
H B LF HF WF CDX & /5 R L
GSTR/L1010JK3-RS 10 10 120 10 7.2 6 GST*3R/L** SSAM045070Q TT10PQ 0.09 ® O
GSTR/L1212JK3-RS 12 12 120 12 7.2 6 GST*3R/L*™ SSAM045070Q TT10PQ 0.14 ® O
GSTR/L1010JK4-RS 10 10 120 10 7.2 8 GST*4R/L* SSAM045070Q TT10PQ 0.09 ® O
GSTR/L1212JK4-RS 12 12 120 12 7.2 8 GST*4R/L** SSAM045070Q TT10PQ 0.14 ® O

@®Stock OAvailable upon order
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Recommended Cutting Data
Recommend Feed

MT

O Radial Feed O Axial Feed
W (mm) Ap (mm)
A Aw
T T T T T 8.0
80 [--r--r- (I - 490 L oo
| |
60 [—-r--r [ - s.os
‘ L
50 [--r - (M- 40
40 |- - O - - - - | 30~
| | | | 20 o5
| T | | 2.0~

25 - -+ 10 |-

|
1
:
|
|
|
|
|
|
L

20 F--{T] -
L L L L » L L L »
0.1 0.2 03 0 01 02 0.3 0.4
F(mm/r) F(mm/r)
© Radial Feed O Axial Feed
W (mm) Ap (mm)
A A
6.0 - W
T T T T T
80 |--F--r- 50 80
| | | |
60 foorooe i 40 - 6.0
e e e R TN
40 F--+-- ——d oo 40~
| I | | 20
S R e B R Ry 30~
I o 1.0 -
2.0 -- -
01 02 03 04 o 0 01 02 04 06 o
F(mm/r) F(mm/r)
© Radial Feed © Axial Feed
Ap (mm)
A
w
W (mm) 40160
f 20 5.0
T T T T T ’ 4'0\
60 |- (- ------ Lo 130
| | -
50 |- - (M-
40 |- [T 10 -
30 - -t
I I I I I » L L L L L L =
0.1 0.2 0.3 0 005 0.1 0.5 02 025 0.3
F(mm/r) F(mm/r)
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© Radial Feed O Axial Feed
Ap (mm)
A
W (mm)
A
T T T T T
F--r oo - (- -
50 F--t-- I
40 Lo b T -
Y =
| | |
0.1 0.2 o L ‘ ‘ Ly
00102 04 06 0.8
F(mm/r) F(mm/r)

GB

Feed (mm/r)
Workpiece -
ISO Material Width (mm)
0.5-1.0 1.0-2.0 2.53.0 3.34.0 4.0-43
- 1.0.04~0.09 ©.0.05~0.10 ©.0.05~0.12 @.0.05~0.12
n Carbon Steel ©.0.03-0.08 2.0.04~0.09 2.0.05~0.10 2.0.05~0.10 2.0.05~0.10
~ (1).0.04~0.08 ©.0.05~0.09 ©.0.05~0.10 ©.0.05~0.10
il sz (UL 0T 2.0.04~0.08 2.0.05~0.09 2.0.05~0.10 2.0.05~0.10
. . (1.0.04~0.08 .0.05~0.09 .0.05~0.10 1.0.05~0.10
M stinlesssteel 003007 2.0.04~0.08 .0.05~0.09 .0.05~0.10 2.0.05~0.10
~ .0.04~0.09 .0.05~0.10 ©.0.05~0.12 ©.0.05~0.12
m Castlron -0 2.0.04~0.09 @.0.05~0.10 @.0.05~0.10 @.0.05~0.10
(DRadial Feed @Axial Feed
Width Feed
(mm) (mm/r)
0.79-1.50 0.08 (0.03-0.12)
1.50-2.50 0.10 (0.04-0.16)
2.50-3.50 0.12 (0.05-0.20)
3.50-4.50 0.14 (0.05-0.25)
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| Parting and Grooving Tools

Recommended Cutting Data
Recommended Cutting Speed

Workpiece Hardness

Cutting Speed Vc  (m/min)

IS0 Material (HB)
‘ GA4230 GA4330 = GP1225 GP1105 GK1115 GS3115 GS3125 GS9125 GM3225
Low Carbon o ;49 110 120 120 120 70 70 110
Steel (70-180)  (80-220) (80-220) (80-220) (50-100) (50-100) (70-180)
High Carbon 170 250 110 120 120 120 110
Steel (70-150)  (80-220)  (80-220)  (80-220) (70-160)
Low-alloy 140- 260 110 110 110 110 70 70 110
Steel (40-150) (60-180) (60-180) (60-180) (50-100) (50-100) (60-160)
High-alloy 180- 300 110 110 110 110 110
Steel (40-150)  (60-180)  (60-180)  (60-180) (60-160)
110 110 110 110
CastSteel  180-300 40750  (60-280)  (60-180)  (60-180)
Ferritic/ 150270 110 110 90 90 100
M Martensitic (40-180)  (40-180) (50-150)  (30-180) (40-180)
. 110 110 20 90 100
Austenitic  150-270  447100)  (40-180) (50-150)  (30-180) (40-180)
Malleable 150- 230 110 110 130 180
Cast Iron (50-180)  (50-180) (50-200) (70-300)
110 110 130 180
m Gray Cast Iron 150- 230 (50-180)  (50-180) (50-200) (70-300)
Nodular Cast 160- 260 100 100 100 160
Iron (50-150)  (50-150) (50-150) (60-300)
Heat-resistant 35 35
E Alloy ~ 130-400 (1560)  (15-70)
Titanium 35 35 35
Alloys ~ 130-400 (15-60)  (1570)  (15-60)
GST Series Recommended Cutting Datas
Workpiece 5 Cutting Speed Feed
ISO Material Hardness (HB) Serie Grade (i) Gty
GATT115 120(60-180)
GSTC 0.02(0.01-0.03)
GATT7125 90(40-150)
n Steel <300
GATT115 120(60-180)
GSTS 0.02(0.01-0.03)
GATT7125 90(40-150)
GATT7115 100(60-150)
GSTC 0.015(0.01-0.02)
GATT7125 80(40-130)
M Stainless Steel <300
GATT115 100(60-150)
GSTS 0.015(0.01-0.02)
GAT7125 80(40-130)
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Threading Insert Identification System

16 E R 1.50 ISO - TC

L O B © I © L ©) L ©) L ©)

Insert Size (®Hand of Insert (®Thread Standard ®Additional Information
Size IC(mm) R=Right hand 60=Partial Profile 60° Thread Geometry or Teeth

08 5 L=Left Hand 55=Partial Profile 55° Thread
11 6.35 [O=Left or right hand 1SO=ISO Metric Thread
16 9.525 UN=American UN Thread
22 12.7 W=Whitworth Thread
27 15.875 NPT=NPT Thread

BSPT=British Standard Pipe

Thread

RD=Round Thread

TR=Trapezoidal Thread

ACME=American ACME
@Thread Style @Pitch
STACME=American Stub ACME
E=Bxternal Full Profile ABUT=American buttless Thread
IFnternal mm TPl BBUT=British Buttress Thread
R 0-35-5.0 25 SAGE=Metric Buttress Thread

Partial Profile API=API Thread

Si TPI .
ze mm BUT=API buttress thread casing
A 0.5-15  48-16 APIRD=API Round thread for
iping and casin
AG | 0530 488 PIPITE &
MJ=Metric Aerospace Thread
G 1.75-3.0 14-8
UNJ=American Aerospace Thread
N 3.5-5.0 7-5
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Threading Tools

G-NOTCH Series Insert Identification System

TURNING TOOLS

G=GESAC

T=Partial Profile 60°
Thread

R=Right Hand

L=Left Hand

mm inch
2 3.81 .150
3 4.95 195

=] RN
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GST Series Insert Identification System

L © B © B ©) L ©)

L (©)

R=Right Hand 005=0.05mm

GSTT (Vertical
mounted threading
insert)

L=Left Hand

A=Left
B=Right

60=Partial Profile 60° thread
55=Partial Profile 55° thread
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Threading Holder Identification System

L © B © B © L ©) L © I © M ©

Screw External Right hand External Holder
C Clamp | Internal L Left hand Shank Size hxb
N R&L 2525 25X25mm
Internal Bar

Shank Size | Diameter

0025 25mm

Steel holder with inner

H 100 Type 1C(mm) A
coolant
K 125 08 5 e Carbide holder
M 150 11 6.35 £ Carbide holder with
inner coolant

N 160 16 9.525 O Stegl holder without
o 70 ” 127 inner coolant
Q 180 27 15.875

200
S 250
T 300
U 350
Vv 400
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G-NOTCH External Holder Identification System

@l Eh Ech '» 5@)

G=GESAC S=Side Width Height 60mm

D
12mm 12mm E 70mm
16mm 16mm F 80mm
20mm 20mm H 100mm
25mm 25mm K 125mm
32mm 32mm M 150mm
P 170mm
Q 180mm
R

N=Notch

L=Left Hand mm inch

2 3.81 .150
3 4.95 195

=] IR
R=Right Hand

&
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G-NOTCH Internal Holder Identification System

@ch & Ech «»

G=GESAC A=Steel With Coolant

S=Steel without Coolant

N=Notch 2 381 | .150
3 495 | 195

. ey =] BN

L=Left Hand

R=Right Hand 60mm

70mm

80mm

100mm
125mm
150mm
170mm
180mm
200mm

T O v 2 X I ' m m| O

Note: Left hand bars use right hand inserts, Right hand bars use left hand inserts.
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GST series Holder Identification System

L (©)

L © I © B © I ©

GST=Small parts External holder: RS=Sub-spindle
conventional holder height*width
GSTS=Small parts slim
holder

R=Right Hand Symbol Length
L=Left Hand JK 120mm
N=Center
A2/B2=2.2mm
3=3.0mm
4=4.0mm
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Overview of Threading Inserts

Application Thread Type Thread Sketch Thread Code Pitch Page
Partial Profile 60° o 0.5-5.0
Thread 60 (mm) P213
Partial Profile 55° o 48-5
Thread 55 (TPI) P214
General Industry
ISO Metric Thread ISO 0(:':"(;)0 P215-P216
American UN Thread UN (2T4F',?) P217
Whitworth Thread w (ngéf;) P218
Thread fir pipe fittings and
couplings for gas, water and
sewage
NPT Thread NPT (2T7F}f‘) P219
Thread for pipe fittings and . . )
couplings for gas, steam and Britsh itﬁpe(;?jrd Pipe BSPT 2(%,1')1 P220
water lines
Thread for pipe couplings in 8-4
food and Fire Fighting Round D405 Thread RD (TPI) P221
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Overview of Threading Inserts

Application Thread Type Thread Sketch Thread Code Pitch Page
Trapezoidal Thread TR 1.5-6.0 P222
(mm)
American ACME 12-4
. . American Stub ACME 8-4
Mechanical Transmission Thread = STACME (TPI) P224
Metric Buttress 4
American Buttress 16
Petroleum Standard thread API Thread API (T?’I) P226
Petroleum, gas, casing pipe APl R.ound threafj for APIRD 10-8 P27
and oil pipe piping and casing (TPI)
Metric Aerospace 1.0-2.0
Aviation
American Aerospace 32-16
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Partial Profile 60°

» External
ordering Code E’_Il_tpclf)\ DII‘I(’I:]T[‘::)IOFI Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
4 16 ERA60-TC 0.5-1.5 0.8 0.9 0.08 9.525 3.47 4 ([ ]
@0% 16 ERAG60-TC 0.5-3.0 1.1 1.5 0.08 9.525 3.47 4 ([ ]
16 ERG60-TC 1.75-3.0 1.2 1.7 0.25 9.525 3.47 4 ([ ]
— 22 ERN60-TC 3.5-5.0 1.7 2.5 0.51 12.7 471 5 ([ ]
@Stock OAvailable Upon Order
» Internal
ordening Code '(’+'CIDCIf)1 Dur?rf;rr:f)lon Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
08 IRA60-TC 0.5-1.5 0.6 0.7 0.08 5.00 2.25 2.68 ([ ]
E) 11 IRA60-TC 0.5-1.5 0.8 0.9 0.08 6.35 3.00 3.2 ([ ]
s - 16 IRA60-TC 0.5-1.5 0.8 0.9 0.08 9.525 3.47 4 ([ ]
®0 p 16 IRAG60-TC 0.5-3.0 11 1.5 0.08 9.525 3.47 4 [ ]
7 ol 16 IRG60-TC 1.75-3.0 1.2 17 0.13 9.525 3.47 4 ([ ]
22 IRN60-TC 3.5-5.0 1.7 2.5 0.25 12.7 4.71 5 ([ ]
22IRN60 3.5-5.0 1.8 2.5 0.36 12.7 4.71 5 ([ ]

@Stock OAvailable Upon Order
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Partial Profile 55°
» External
Ordering Code }(>+tpc|r)1 Dm(wne1rr]:)|on Coated Carbide
POY PDX RE IC S DI GM3225
16 ERA55-TC 48-16 0.8 0.9 008 9525  3.47 4 °
16 ERAG55-TC 48-8 11 15 008 9525  3.47 4 °
16 ERG55-TC 14-8 12 17 021 9525  3.47 4 °
22 ERN55-TC 7-5 17 2.5 0.44 127 471 5 °
@Stock (OAvailable Upon Order
» Internal
ordening Code E’_Il_tpcli)ﬁ Dln(wnirrﬁ)lon Coated Carbide
POY PDX RE  IC S DI GM3225
11 IRA55-TC 48-16 0.8 0.9 0.08  6.35 3.00 3.2 °
N 16 IRA55-TC 48-16 0.8 0.9 0.08 9525 347 4 °
PR 16 IRAG55-TC 48-8 11 15 0.08 9525 347 4 °
2 » 16 IRG55-TC 14-8 12 1.7 021 9525  3.47 4 °
22 IRN55-TC 7-5 17 25 0.44 127 471 5 °
08IRA55 48-16 0.6 0.7 0.08 5 2.25 2.68 °

Q

@Stock (OAvailable Upon Order
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Metric 60°
» External
ordering Code (P#g; D|r'(nne]rr1;)|on Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225

16 ER1.001SO-TC 1.00 0.8 0.7 0.14 9.525 3.47 4 ([ ]

16 ER1.251SO-TC 1.25 0.8 0.9 0.18 9.525 3.47 4 ([ ]

16 ER1.501SO-TC 1.50 0.8 1.0 0.22 9.525 3.47 4 [ ]

16 ER1.75ISO-TC 1.75 1.2 1.2 025  9.525  3.47 4 °

16 ER2.001SO-TC 2.00 1.2 13 0.29 9.525 3.47 4 ([ ]

& Q‘L 16 ER2.501SO-TC 2.50 1.2 1.5 036  9.525  3.47 4 °
qh‘“ 16 ER3.001SO-TC 3.00 1.2 1.5 0.43 9.525 3.47 4 [ ]
150 {, 22 ER3.501SO-TC 3.50 1.6 2.3 0.45 12.7 4.71 5 [ ]
22 ER4.00ISO-TC 4.00 1.6 2.3 0.52 12.7 4.71 5 ([ ]

22 ER4.501SO-TC 4.50 1.7 2.4 0.58 12.7 471 5 °

22 ER5.00ISO-TC 5.00 1.7 2.5 0.63 12.7 471 5 [ ]

22 ER5.501SO-TC 5.50 1.9 2.7 0.72 12.7 4.71 5 [ ]

22 ER6.00ISO-TC 6.00 1.9 2.7 0.78 12.7 471 5 @)

16EL1.501SO 1.50 0.8 1.0 0.22 9.525 3.47 4 ([ ]

16EL2.001SO 2.00 1.2 13 0.29 9.525 3.47 4 ([ ]

16ER0.501SO 0.50 0.6 0.5 0.1 9.525 3.47 4 ([ ]

16ER1.001SO 1.00 0.7 0.6 0.11 9.525 3.47 4 ([ ]

@®Stock OAvailable Upon Order
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Metric 60°
» Internal
ordering Code (Pr:"tﬁs DII‘I("I:]I;::)IOFI Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225

11 IR1.00ISO-TC 1.00 0.8 0.7 0.07 6.35 3.00 3.2 [

11 IR1.25ISO-TC 1.25 0.8 0.9 0.09 6.35 3.00 3.2 [ J

11 IR1.501SO-TC 1.50 0.8 1.0 0.11 6.35 3.00 3.2 [

11 IR1.75ISO-TC 1.75 0.9 1.1 0.13 6.35 3.00 3.2 [

11 IR2.00ISO-TC 2.00 0.9 1.1 0.15 6.35 3.00 3.2 [ J

16 IR1.001SO-TC 1.00 0.8 0.7 0.07 9.525 3.47 4 [

16 IR1.25ISO-TC 1.25 0.8 0.9 0.09 9.525 3.47 4 [ J

16 IR1.501SO-TC 1.50 0.8 1.0 0.11 9.525 3.47 4 [ ]

16 IR1.75ISO-TC 1.75 1.2 1.2 0.13 9.525 3.47 4 [

16 IR2.001SO-TC 2.00 1.2 1.3 0.15 9.525 3.47 4 [ J

) 16 IR2.501SO-TC 2.50 1.2 1.5 0.18 9.525 3.47 4 [ ]
16 IR3.001SO-TC 3.00 1.2 1.5 0.22 9.525 3.47 4 [ J

22 |R3.501SO-TC 3.50 1.6 2.3 0.22 12.7 4.71 5 [

22 |R4.001SO-TC 4.00 1.6 2.3 0.25 12.7 4.71 5 [

22 |R4.501SO-TC 4.50 1.6 2.4 0.28 12.7 4.71 5 [

22 |R5.00I1SO-TC 5.00 1.6 2.3 0.32 12.7 4.71 5 [

22 |R5.501SO-TC 5.50 1.6 2.3 0.36 12.7 4.71 5 [

22 |R6.001SO-TC 6.00 1.6 2.4 0.39 12.7 4.71 5 [

) 11IR1.501SO 1.50 0.8 1.0 0.109 6.35 3.00 3.2 [
16IL1.501SO 1.50 0.8 1.0 0.11 9.525 3.47 4 [

@Stock (OAvailable Upon Order
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UN 60°
» External
Ordering Code '(D.I'.tglr)‘ Dlr'(n:]rr!:)wn Coriiel G
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
16 ER24UN-TC 24 0.8 0.8 0.15 9.525 3.47 4 [ ]
16 ER20UN-TC 20 0.8 0.9 0.18 9.525 3.47 4 [ ]
_9 QL 16 ER18UN-TC 18 0.8 1.0 0.20 9.525 3.47 4 [
i 2 16 ER1I6UN-TC 16 0.9 1.1 023 9525 347 4 °
) 16 ER14UN-TC 14 1.2 1.5 0.26 9.525 3.47 4 [
16 ER12UN-TC 12 1.2 1.5 0.31 9.525 3.47 4 [
16 ER9UN-TC 9 1.2 1.7 0.42 9.525 3.47 4 [ J
16 ERSUN-TC 8 13 1.7 0.46 9.525 3.47 4 ([ ]
\ 16ERIOUN 10 1.2 1.6 0.41 9.525 3.47 4 ([ ]
)
@Stock OAvailable Upon Order
» Internal
Ordering Code |(>_|rt|§|r)1 Dm(wrgrr]:)non Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225

11 IR20UN-TC 20 0.8 0.9 0.09 6.35 3.00 3.2 ([ ]
11 IR18UN-TC 18 0.8 1.0 0.10 6.35 3.00 3.2 ([ ]
16 IR24UN-TC 24 0.8 0.8 0.08 9.525 3.47 4 ([ ]
16 IR20UN-TC 20 0.8 0.9 0.09 9.525 3.47 4 ([ ]
16 IRI8UN-TC 18 0.8 1.0 0.10 9.525 3.47 4 ([ ]
16 IRI6UN-TC 16 0.9 1.1 0.12 9.525 3.47 4 [ ]
16 IR14UN-TC 14 1.2 1.5 0.13 9.525 3.47 4 ([ ]
16 IR12UN-TC 12 1.2 1.5 0.16 9.525 3.47 4 ([ ]
16 IRBUN-TC 8 13 1.7 0.23 9.525 3.47 4 [ ]
) 16IR10UN 10 11 1.5 0.183 9.525 3.47 4 ([ ]

@Stock (OAvailable Upon Order
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Whitworth 55°
» External
Ordering Code |(>T|t|§|r)1 D|n(1ne12$)|on Coated Carbide
POY PX RE  IC S DI GM3225
16 ER19W-TC 19 0.8 1.0 0.17 9525  3.47 4 °
16 ER18W-TC 18 0.8 1.0 0.18 9525  3.47 4 O
y QL 16 ER16W-TC 16 0.9 1.1 020 9525  3.47 4 °
'503 16 ER14W-TC 14 1.2 1.5 024 9525 347 4 °
N D ;{‘ 16 ER12W-TC 12 1.2 15 028 9525  3.47 4 °
16 ER11IW-TC 11 1.2 1.5 030 9525  3.47 4 °
16 ER10W-TC 10 1.1 1.5 034 9525 347 4 °
@Stock OAvailable Upon Order
» Internal
Ordering Code |(>T|tPc|I)1 DITrﬁrrl:)lon Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
11 IR1I9W-TC 19 0.9 1.1 0.19 6.35 3.00 3.2 °
11 IR14W-TC 14 0.9 1.1 0.27 6.35 3.00 3.2 °
16 IR19W-TC 19 0.8 1.0 0.17 9525  3.47 4 °
16 IR18W-TC 18 0.8 1.0 0.18 9525  3.47 4 °
16 IR16W-TC 16 0.9 1.1 0.2 9.525  3.47 4 °
16 IR14W-TC 14 1.2 1.5 024 9525 347 4 °
16 IR12W-TC 12 1.2 15 028 9525  3.47 4 °
16 IR11IW-TC 11 1.2 1.5 030 9525  3.47 4 °
16 IR8W-TC 8 1.2 15 041 9525  3.47 4 °

@Stock (OAvailable Upon Order
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NPT 60° =
» External o
ordering Code '(’_II_tPCR Dlr?nti%s)lon Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
16 ER27TNPT-TC 27 0.7 0.8 0.13 9.525 3.47 4 ([ ]
16 ER18NPT-TC 18 0.8 1.0 0.20 9.525 3.47 4 ([ ]
16 ER14NPT-TC 14 1.2 1.5 0.22 9.525 3.47 4 [ ]
16 ER11.5NPT-TC 11.5 1.2 1.5 0.25 9.525 3.47 4 ([ ]
16 ERSNPT-TC 8 13 1.8 0.30 9.525 3.47 4 [ ]
16ER11.5NPT 11.5 1.2 1.5 0.091 9.525 3.47 4 [ ]
16ER14NPT 14 1.2 1.5 0.08 9.525 3.47 4 [ ]
16ER18NPT 18 0.8 1.0 0.08 9.525 3.47 4 [ ]
’ 16ER27TNPT 27 0.7 0.7 0.08 9.525 3.47 4 [

@Stock OAvailable Upon Order

» Internal
Ordering Code Iz’_ll_tFt):Il’)l DITnemrrﬁ)lon Coated Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
11 IR18NPT-TC 18 0.8 1.0 0.20 6.35 3.00 3.2 °
16 IR27TNPT-TC 27 0.7 0.8 0.13 9525 347 4 @)
16 IR18NPT-TC 18 0.8 1.0 020 9525 347 4 °
16 IR14NPT-TC 14 1.2 15 022 9525 347 4 °
16 IR11.5NPT-TC 11.5 1.2 15 025 9525 347 4 °
16 IRSNPT-TC 8 13 1.8 030 9525 347 4 °
11IR18NPT 18 0.8 11 0.081  6.35 3.00 3.2 °
16IR11.5NPT 11.5 1.2 15 0.107  9.525  3.47 4 °
16IR14NPT 14 1.2 15 0.08 9525 347 °

@®Stock (OAvailable Upon Order
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BSPT 55°
» External
Dimension .
: Coated Carbide
Ordering Code I(D_Il_tpcll; (mm)
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225

Q 16 ER28BSPT-TC 28 0.7 0.8 0.11 9.525 3.47 4 [}

_Q o 16 ER19BSPT-TC 19 0.8 1.0 0.17 9.525 3.47 4 [}

, A 16 ER14BSPT-TC 14 1.2 1.5 0.24 9.525 3.47 4 [}

i & 16 ER11BSPT-TC 11 1.2 1.5 0.30 9.525 3.47 4 [}

@Stock OAvailable Upon Order
» Internal
Dimension .
q Coated Carbide
Ordering Code I()1'-t|§|})‘ (mm)
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225

11 IR19BSPT-TC 19 0.8 1.0 0.18 6.35 3.00 3.2 [

11 IR14BSPT-TC 14 0.9 1.1 0.24 6.35 3.00 3.2 [}

16 IR28BSPT-TC 28 0.7 0.8 0.11 9.525 3.47 4 O

16 IR19BSPT-TC 19 0.8 1.0 0.17 9.525 3.47 4 [}

16 IR14BSPT-TC 14 1.2 1.5 0.24 9.525 3.47 4 [}

16 IR11BSPT-TC 11 1.2 15 0.30 9.525 3.47 4 [}

16IR11BSPT 11 1.2 1.5 0.32 9.525 3.47 4 [}

@Stock (OAvailable Upon Order
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(o]
Round 30
» External
Dimension i
. Coated Carbide
Ordering Code |()'|I'tF$|r)1 (mm)
POY PDX RE IC S DI GM325  GM32l5
16 ER8RD-TC 8 1.4 13 0.75 9.525 3.47 4 [
16 ERG6RD-TC 6 1.4 1.5 1.00 9.525 3.47 4 [ )
22ER4RD 4 2.2 2.3 1.52 12.7 471 5 [ [
@Stock OAvailable Upon Order
» Internal
Dimension .
. Coated Carbide
Ordering Code ?-l'-tpclr)‘ (mm)
POY PDX RE  IC S DI GM325  GM3215
16 IR8RD-TC 8 1.4 1.3 0.70 9.525 3.47 4 [ J
16 IR6GRD-TC 6 14 15 0.936  9.525 3.47 4 [
22IR4RD 4 2.2 2.3 1.44 12.7 4,71 5 [ J [ J

@Stock (OAvailable Upon Order
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TR
» External
Ordering Code (Pnlwtrcnh) DIngrfl‘?)lon O
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
16ER1.5TR 1.50 1.0 11 0.1 9.525 3.47 4 [

\ 16ER2.0TR 2.00 1.1 13 0.18 9.525 3.47 4 [
16ER3.0TR 3.00 1.2 1.5 0.11 9.525 3.47 4 [
22ER4.0TR 4.00 1.7 1.9 0.25 12.7 4,71 5 [
22ER5.0TR 5.00 19 2.1 0.25 12.7 4,71 5 [
22ER6.0TR 6.00 1.9 2.1 0.25 12.7 4,71 5 [

@Stock (OAvailable Upon Order
» Internal
Ordering Code (Pr:;crcnh) DITnirfE)lon Ceritel Gtz
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
16IR1.5TR 1.50 1.0 1.1 0.1 9.525 3.47 4 [ J
16IR2.0TR 2.00 1.0 1.3 0.18 9.525 3.47 4 [
16IR3.0TR 3.00 1.1 1.3 0.15 9.525 3.47 4 [ J
22IR4.0TR 4.00 1.6 1.9 0.25 12.7 4,71 5 [ J
22IR5.0TR 5.00 1.84 2.2 0.25 12.7 4,71 5 [ J
22IR6.0TR 6.00 1.9 2.2 0.25 12.7 471 5 [ J

@®Stock OAvailable Upon Order
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ACME
» External
Ordering Code '(D'II'tPCI? DITnirfﬁ)lon S
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225  GM3215
16ER8ACME 8 1.3 1.5 0.15 9.525 3.47 4 [ ] O
\ 16ER10ACME 10 1.1 1 0.1 9.525 3.47 4 [ ] O
16ER12ACME 12 11 13 0.12 9.525 3.47 4 [ ] [
22ER5ACME 5 2 2.2 0.12 12.7 471 5 [ ] O
22ER6ACME 6 1.65 1.75 0.08 12.7 471 5 [ ] O
27ER4ACME 4 2.4 2.7 0.15 15.875 6.15 6.16 [ ] O
@Stock (OAvailable Upon Order
» Internal %jﬂ
| pDY
Dimension Coated
Ordering Code ?T'tﬁ)' (mm) Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
16IR6ACME 6 1.6 1.8 0.11 9.525 3.47 4 [ ]
) 16IR12ACME 12 1.1 13 0.08 9.525 3.47 [ ]
22|IR5ACME 5 2 2.2 0.12 12.7 4,71 [ ]
22|R6ACME 6 1.65 1.8 0.11 12.7 4,71 5 [
27IR4ACME 4 2.4 2.7 0.15 15.875 6.15 6.16 [ ]

@Stock (OAvailable Upon Order
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» External
Dimension .
: Coated Carbide
Ordering Code I(D-l'-tpcl? (mm)
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
\ 16ER6STACME 6 15 1.5 0.11 9.525 3.47 4 [}
16ER8STACME 8 14 14 0.1 9.525 3.47 4 [}

@®Stock OAvailable Upon Order

STACME
» Internal
Ordering Code ?'II%I? DITnirfE)lon Gzt Cariorete
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
) 16IR6STACME 6 1.8 1.8 012 9525 347 4 °
16IR8STACME 8 1.2 1.1 0.1 9525  3.47 4 °
22IR4STACME 4 2.3 2.4 0.27 12.7 4.71 5 °
22IR6STACME 6 1.7 1.8 0.12 12.7 4.71 5 °

@®Stock (OAvailable Upon Order
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SAGE

» External

; Dimension Coated
Ordering Code (Pn'1tﬁ1h) (mm) Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225
\ 22ER4.0SAGE 4.00 1.8 2.7 0.46 12.7 471 5 [
@®Stock OAvailable Upon Order
» Internal
; Dimension Coated

Ordering Code l(a-l'-thII)‘ (mm) Carbide
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225

16 1.3 1.8 0.08 9.525 3.47 4 [}

) 16IR16ABUT

@Stock OAvailable Upon Order
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API
» External

Dimension

: Coated Carbide
Ordering Code I(D-l'-thlr)] (mm)
PDY ‘ PDX ‘ RE ‘ IC S ‘ D1 GM3225 GM3215
\ 22ER4API382 4 2.1 2.8 0.971 12.7 471 5 [} [
22ER4API502 4 1.9 2.8 0.639 12.7 471 5 [} O
@Stock (OAvailable Upon Order
» Internal
Dimension -
. Coated Carbide
Ordering Code I(='1|_t|§|r)1 (mm)
PDY ‘ PDX ‘ RE ‘ IC S ‘ D1 GM3225 GM3215
) 22IR4API382 2.1 2.8 0.979 12.7 4,71 5 [ J [
22IR4API1502 2.0 2.7 0.644 12.7 471 5 [} [}
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APIRD
» External

Threading Tools |

Dimension

TURNING TOOLS

: Coated Carbide
Ordering Code I(>_||_tPc|t)1 (mm)
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3225 GM3215
\ 16ER8APIRD 8 1.3 1.5 0.359 9.525 3.47 4 [ [}
16ER10APIRD 10 1.48 1.5 0.435 9.525 3.47 4 [ O
@Stock OAvailable Upon Order
PDX
APIRD %ﬂ
» Internal A teoy
5 N
£/
) Dimension Coated
Ordering Code ?.I'.tpclr)‘ (mm) Carbide
POY  PDX  RE  IC S DI GM3225
) P16IR10APIRD 10 1.5 1.3 0.361 9.525 3.47 4 [ ]
P16IR8APIRD 8 1.5 1.3 0.438 9.525 3.47 4 [ J

@Stock (OAvailable Upon Order
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MJ
» External

. Dimension Coated
Ordering Code Fr#rﬁ'\h) (mm) Carbide
PDY \ PDX \ RE \ Ic \ s \ DI  GM3225
\ 16ER1.00MJ 1.00 0.6 0.7 0.165 9.525 3.47 4 [
16ER1.25MJ 1.25 0.8 0.9 0.207 9.525 3.47 4 [
16ER1.50MJ 1.50 0.8 11 0.24 9.525 3.47 4 [
16ER2.00MJ 2.00 1 1.3 0.33 9.525 3.47 4 [ J
@Stock OAvailable Upon Order
» Internal
. Dimension Coated
Ordering Code Fn';‘%h) (mm) Carbide
POY  PDX  RE  IC S DL  GM325
) 16IR1.00MJ 1.00 0.6 0.7 0.07 9.525 3.47 4 [ J

@®Stock (OAvailable Upon Order
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UNJ s
]
» External B
; Dimension Coated
Ordering Code '(D-l'-tlflt)‘ (mm) Carbide
PDY ‘ PDX ‘ RE ‘ IC S ‘ D1 GM3225
\ 16ER18UNJ 18 0.8 1.0 0.23 9.525 3.47 4 [}
16ER28UNJ 28 0.6 0.7 0.15 9.525 3.47 4 [}
16ER32UNJ 32 0.6 0.7 0.13 9.525 3.47 4 [}
@Stock OAvailable Upon Order
» Internal
; Dimension Coated
Ordering Code ?‘Il'tlgll; (mm) Carbide
POY  PDX  RE IC s Dl GM325
) 16IR16UNJ 16 0.8 1.0 0.07 9.525 3.47 4 [ ]

@Stock OAvailable Upon Order
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350

GNTP
» 60°Partial Profile Threading Inserts With Positive Top Rake

pitch Dirension Sozed
Ordering Code Insert Size
i
GNTP2L 0.70-3.00 1.25-3.50 8-36 7-20 0.10 191 2 O
GNTP2R 0.70-3.00 1.25-3.50 8-36 7-20 0.10 1.91 2 O
GNTP3L 1.25-4.00 2.00-5.00 4-20 5-12 0.17 2.49 3 @)
GNTP3R 1.25-4.00 2.00-5.00 4-20 5-12 0.17 2.49 3 [ ]
GNTP3004R 1.25-4.00 2.00-5.00 5-36 5-12 0.10 2.49 3 @)

@®Stock OAvailable Upon Order
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GST

» External ? @ o

Pox .
Bl< e PYA
W1 ]

Pitch Dir?rﬁ%s)ion CC:rabti%de
Ordering Code = Q
mm TPl W1 CW S DI RE PDX PDXI PNA E E
(G (U]
GSTT3LAG000 0.2~0.6 64~48 3 25 87 52 - 21 04 60° O o)
GSTT3LB6000 0.2~0.6 64~48 3 25 87 52 - 04 21 60° O o)
GSTT3LA60005 0.5~1.25 48~24 3 25 87 52 005 17 08 60° O o)
GSTT3LB60005 0.5~1.25 48~24 3 25 87 52 005 08 17 60° O o)
GSTT3LN6001 1~1.5 24~18 3 25 87 52 01 125 125 60° O °
GSTT3LA55005 -  40~16 3 25 87 52 005 17 08 5 O o)
@ GSTT3LB55005 -  40~16 3 25 87 52 005 08 17 5 O o)
GSTT3RA6000 0.2~0.6 64~48 3 25 87 52 - 04 21 60° O °
GSTT3RB6000 0.2~0.6 64~48 3 25 87 52 - 21 08 60° O o
GSTT3RAG0005 0.5~1.25 48~24 3 25 87 52 005 08 17 60° O °
GSTT3RB60005 0.2~0.6 48~24 3 25 87 52 005 17 08 60° O o
GSTT3RN6001 1~1.5 24~18 3 25 87 52 01 125 125 60° O °
GSTT3RA55005 -  40~16 3 25 87 52 005 08 17 5 O o
GSTT3RB55005 -  40~16 3 25 87 52 005 17 08 55 O o)

@®Stock OAvailable Upon Order
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Thread Turning Tool Holders SER/L Series

External Tool Holders

LF

HF “"'g H
Wrench
Dimension(mm) Insert screw Shim Shim Screw  Wrench for Shim Stock
Ordering Code Insert screw W(ig“
H B LF WF HF OHX F f & /\ R L
1y /
SER/L1212F11 12 12 80 14 12 16 11ER/L-- SI60M025080-03510 \ \ TTO8PH \ 0.09 O O
SER/L1212F16 12 12 80 16 12 21 16ER/L--- SI60M035090-05312 \ \ TT15PH \ 0.09 O
SER/L1616H16 16 16 100 20 16 24 16ER/L-- SI60M035120-05316 DEN16P15SH SSBMO030060H TT15PH TH25LH 0.20 @ @
SER/L2020K16 20 20 125 25 20 27 16ER/L--- SI60M035120-05316 DEN16P15SH SSBMO030060H TT15PH TH25LH 0.39 @ O
SER/L2525M16 25 25 150 32 25 32 16ER/L--- SI60M035120-05316 DEN16P15SH SSBM030060H TT15PH TH25LH 0.74 @ @
SER/L3232P16 32 32 170 40 32 31 16ER/L--- SI60M035120-05316 DEN16P15SH SSBMO030060H TT15PH TH25LH 137 @ O
SER/L2525M22 25 25 150 32 25 31 22ER/L--- SI60M040160-07013 DEN22P15SH SSBM040060H TT20PH TH30LH 0.74 @ O
SER/L3232P22 32 32 170 40 32 32 22ER/L--- SI60M040160-07013 DEN22P15SH SSBMO040060H TT20PH TH30LH 137 @ O
SER/L4040R22 40 40 200 50 40 32 22ER/L--- SI60M040160-07013 DEN22P15SH SSBMO040060H TT20PH TH30LH 251 O O
SER/L3232P27 32 32 170 40 32 33 27ER/L--- SI60M050160-07212 DEN27P15SH SSBMO040060H TT20PH TH30LH 137 @ @
SER/L4040R27 40 40 200 50 40 33 27ER/L--- SI60M050160-07212 DEN27P15SH SSBMO040060H TT20PH TH30LH 251 O @
Remark: S160M035120-05316 is meaning of M3.5X12 @Stock OAvailable Upon Order
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Thread Turning Tool Holders SIR/L Series

Internal Tool Holders

OHN

Wrench
Dimension(mm) Insert screw Shim Shim Screw  Wrench for Shim Stock

SCreW  eight

Ordering Code Insert ) (KO)

DMIN1 DCON H LF WF OHN F ﬁ ‘Q /\ R L

oy /

SIR/LO008K08 9.9 8 7.4 125495 20 O8IR/L--- SI60M022050-03008 \ \ TTO6PH  \ 005 @ @
SIR/LO010K11 13 10 9 125 6.5 25 11IR/L--- SI60M025060-03510 \ \ TTO8PH '\ 0.08 @ @
SIR/LO010K11-Al6 13 16 15 125 6.5 30 11lIR/L-- SI60M025060-03510 \ \ TTO8PH \ 020 @ O
SIR/L0012K11 15 12 11 125 7.4 28 11IR/L--- SI60M025060-03510 \ \ TTO8PH '\ 011 @ O
SIR/LO012K11-A16 15 16 15 125 7.4 36 1lIR/L-- SI60M025060-03510 \ \ TTO8PH \ 020 O O
SIR/LO013M16 19 16 15 150 9.4 32 16IR/L--- SI60M035090-05312 \ \ TT15PH '\ 024 @ O
SIR/L0016Q16 21 16 15 180 108 40 16IR/L--- SI60M035090-05312 \ \ TT15PH  \ 028 @ @
SIR/L0020Q16 24 20 18 180 131 40 16IR/L--- SI60M035120-05316 DIN16P15SH SSBMO030060H TT15PH TH25LH 0.44 @ O
SIR/LO025R16 29 25 23 200 156 45 16IR/L--- SI60M035120-05316 DIN16P15SH SSBMO030060H TT15PH TH25LH 0.77 @ O
SIR/L0032S16 38 32 30 250 191 50 16IR/L:+ SI60M035120-05316 DIN16P15SH SSBM030060H TT15PH TH25LH 1.58 @ O
SIR/L0O040T16 44 40 38 300231 55 16IR/L--+ SI60M035120-05316 DIN16P15SH SSBMO030060H TT15PH TH25LH 2.96 O O
SIR/LO050U16 60 50 48 350 281 50 16IR/L--+ SI60M035120-05316 DIN16P15SH SSBMO030060H TT15PH TH25LH 5.39 O O
SIR/L0020Q22 26 20 18 180 132 40 22IR/L--- SI60M040120-07010 \ \ TT20PH '\ 044 @ @
SIR/LO025R22 32 25 23 200 164 46 22IR/L::- SI60M040160-07013 DIN22P15SH SSBM040060H TT20PH TH30LH 0.77 @ @
SIR/L0032S22 39 32 30 250 199 50 22IR/L--- SI60M040160-07013 DIN22P15SH SSBM040060H TT20PH TH30LH 1.58 @ O
SIR/L0040T22 47 40 38 300 239 55 22IR/L::+ SI60M040160-07013 DIN22P15SH SSBM040060H TT20PH TH30LH 2.96 O O
SIR/LO050U22 57 50 48 350 289 70 22IR/L--- SI60M040160-07013 DIN22P15SH SSBMO040060H TT20PH TH30LH 5.39 O O
SIR/L0032S27 42 32 30 250209 50 27IR/L--- SI60M050160-07212 DIN27P15SH SSBM040060H TT20PH TH30LH 1.58 O O
SIR/L0040T27 50 40 38 300 25 55 27IR/L:-- SI60M050160-07212 DIN27P15SH SSBMO040060H TT20PH TH30LH 2.96 O O
SIR/LO050U27 60 50 48 35030.1 70 27IR/L:-- SI60M050160-07212 DIN27P15SH SSBM040060H TT20PH TH30LH 5.39 O O
Remark: S160M035120-05316 is meaning of M3.5X12 @Stock OAvailable Upon Order
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External Tool Holders G-Notch Series

GNS

/ '@

OHX

WF

LF

&

HF

The picture is Right Hand Holder

Dimension

(mm) Screws Press Plate ~ Wrench Stock

Weight

(KG)
R L

GNSR/L1616H2 16 16 20 100 19 3.5 GN.2 SCAM040120H CANO2RH TH30LH 0.20
GNSR/L2020K2 20 20 25 125 19 35 GN.2 SCAMO040120H CANO2RH TH30LH 0.38
GNSR/L2525M2 25 25 32 150 19 35 GN.2 SCAMO040120H CANO2RH TH30LH 0.74
GNSR/L2020K3 20 20 25 125 32 53 GN.3 SCAMO050200H CANO3RH TH40LH 0.39
GNSR/L2525M3 25 25 32 150 32 53 GN.3 SCAMO050200H CANO3RH TH40LH 0.74

Ordering Code Insert
H B WF LF OHX CDX

® €6 O O e
® O|O0|0 O

Note: Tool holder for threading inserts and grooving inserts ®Stock OAvailable Upon Order
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Internal Tool holders

GNA

The picture is Right Hand Holder

Threading Tools |

TURNING TOOLS

G-Notch Series

DCON

2|
?z]//dkqu
/77 IR
I/ H

Do Screws Press Plate  Wrench Stock
(mm)
. Weight

Ordering Code Insert (KG)

DCON DMINI LF  WF cs R L
GNAR/L20Q2 20 26 180 13 1/8-27T NPT GN.2 SCAMO040120H CANO2LH TH30LH 0.44 O [ J
GNAR/L25R2 25 34 200 17 1/4-18NPT GN.2 SCAMO040120H CANO2LH TH30LH 0.77 O O
GNAR/L25R3 25 34 200 17 1/4-18NPT GN.3 SCAMO050200H CANO3LH TH40LH 0.77 O O

Note: Left hand bars use right hand inserts, Right hand bars use left hand inserts

@Stock OAvailable Upon Order
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Small Parts Tool Holder GST Series

GST

R
é{ LL'_ | "’I
(O 3
LF
IS Screws Wrench . Stock
. (mm) Weight
Ordering Code Inserts (KG)
H B LF HF WF CDX & /5 R L
GSTR/L1010JK3 10 10 120 10 10 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.09 ® O
GSTR/L1010JK4 10 10 120 10 10 8 GST*4R/L*™ SSAM045095Q TT10PQ 0.09 ® O
GSTR/L1212JK3 12 12 120 12 12 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.14 ® O
GSTR/L1212JK4 12 12 120 12 12 8 GST*4R/L** SSAM045095Q TT10PQ 0.14 ® O
GSTR/L1616JK3 16 16 120 16 16 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.24 ® O
GSTR/L1616JK4 16 16 120 16 16 8 GST*4R/L** SSAM045095Q TT10PQ 0.24 ® O
GSTR/L2020JK3 20 20 120 20 20 6 GST*3R/L*™ SSAM045095Q TT10PQ 0.40 ® O
GSTR/L2020JK4 20 20 120 20 @20 8 GST*4R/L*™ SSAM045095Q TT10PQ 0.40 ® O

@Stock OAvailable Upon Order
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Small Parts Tool Holder GST Series

GST-RS

Lt E

{ (OS] 1
LF

Rl Screws Wrench . Stock

. (mm) Weight

Ordering Code Inserts (KG)
H B LF HF WF CDX & Vi R L
GSTR/L1010JK3-RS 10 10 120 10 72| 6 GST*3R/L™* SSAM045070Q TT10PQ 0.09 ® O
GSTR/L1212JK3-RS 12 12 120 12 72| 6 GST*3R/L*™ SSAM045070Q TT10PQ 0.14 ® O
GSTR/L1010JK4-RS 10 10 120 10 7.2 8 GST*4R/L** SSAM045070Q TT10PQ 0.09 ® O
GSTR/L1212JK4-RS 12 12 120 12 7.2 8 GST*4R/L*™* SSAM045070Q TT10PQ 0.14 ® O

®Stock OAvailable Upon Order
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Cutting Passes and Radial Infeed Recommendation Table

» |SO Metric / External

Pitch (mm) 1.00 123 1.50 1,75 2.00 2.50 3.00 3.50 4.00 4.50 5.00 5.50 6.00

Totalinfeed (mm) 0.65 0.79 0.95 111 1.26 1.56 1.88 2.18 2.49 2.79 3.10 339 3.70

Total passes 5 6 6 8 8 10 12 12 14 14 14 16 16

No. of infeed Radial infeed per pass (mm)
1 0.16 0.17 0.20 0.17 0.20 0.20 0.20 0.24 0.24 0.27 0.29 0.27 0.30
2 0.15 0.15 0.19 0.17 0.19 0.19 0.19 0.23 0.22 0.25 0.28 0.26 0.29
3 0.14 0.14 0.18 0.16 0.18 0.18 0.19 0.22 0.22 0.24 0.27 0.26 0.29
4 0.12 0.13 0.16 0.15 0.17 0.17 0.18 021 0.21 023 026 0.25 0.28
5 0.08 0.12 0.14 0.14 0.16 0.17 0.17 0.21 0.21 0.23 0.25 0.25 0.27
6 0.08 0.08 0.13 0.15 0.16 0.17 0.20 0.20 0.22 0.25 0.24 0.26
7 0.11 0.13 0.15 0.16 0.18 0.19 0.21 0.24 0.23 0.26
8 0.08 0.08 0.14 0.15 0.17 0.18 0.20 0.23 0.23 0.25
9 0.12 0.14 0.16 0.17 0.19 0.22 0.22 0.24
10 0.08 0.13 0.15 0.16 0.18 0.20 0.21 0.23
11 0.12 0.13 0.15 0.17 0.19 0.20 0.22
12 0.08 0.08 0.14 0.16 0.17 0.19 0.20
13 0.12 0.14 0.15 0.18 0.19
14 0.18 0.10 0.10 0.16 0.17
15 0.14 0.15
16 0.10 0.10

» |SO Metric / Internal

Pitch (mm) 1.00 1.25 1.50 L7 2.00 2.50 3.00 3.50 400 450 500 550 6.00

Total infeed (mm) 0.63 ~ 0.77  0.92 1.05 1.20 1.48 1.78 2.03 231 261 288 319 3.44

Total passes 5 6 6 8 8 10 12 12 13 14 14 16 16

No. of infeed Radial infeed per pass (mm)
1 0.15 0.16 0.20 0.16 0.19 0.19 0.19 0.22 0.21 0.23 0.26 0.25 0.28
2 0.14 0.15 0.18 0.15 0.18 0.18 0.18 0.21 0.21 0.23 0.26 0.25 0.27
3 0.13 0.14 0.17 0.15 0.17 0.17 0.18 0.20 0.20 0.22 0.25 0.24 0.26
4 0.12 0.13 0.15 0.14 0.16 0.17 0.17 0.20 0.19 0.22 0.24 0.24 0.26
5 0.08 0.11 0.13 0.13 0.15 0.16 0.16 0.19 0.19 0.21 0.24 0.23 0.26
6 0.08 0.08 0.12 0.14 0.15 0.16 0.18 0.18 0.20 0.23 0.22 0.24
7 0.11 0.12 0.14 0.15 0.17 0.18 0.20 0.22 0.22 0.24
8 0.08 0.08 0.13 0.14 0.16 0.17 0.19 0.21 0.22 0.23
9 0.12 0.14 0.15 0.16 0.18 0.20 0.20 0.22
10 0.08 0.12 0.14 0.15 0.17 0.19 0.20 0.21
11 0.11 0.12 0.14 0.16 0.18 0.19 0.20
12 0.08 0.08 0.13 0.15 0.16 0.18 0.19
13 0.12 0.14 0.15 0.17 0.18
14 0.08 0.10 0.10 0.16 0.16
15 0.14 0.15
16 0.10 0.10
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» UN / External

Threading Tools

TURNING TOOLS

Pitch (TPI) 24 20 18 16 14 12 10 8

Total infeed (mm) 0.70 0.84 0.92 1.04 1.17 1.35 1.62 2.02
Total passes 5 6 6 7 8 8 10 12

No. of infeed Radial infeed per pass (mm)

1 0.18 0.18 0.20 0.19 0.18 0.22 0.21 0.22

2 0.16 0.17 0.18 0.18 0.18 0.21 0.20 0.21

3 0.15 0.15 0.17 0.17 0.17 0.20 0.19 0.20

4 0.13 0.14 0.15 0.16 0.16 0.19 0.18 0.20

5 0.08 0.12 0.13 0.14 0.15 0.17 0.17 0.19

6 0.08 0.08 0.12 0.14 0.15 0.16 0.18

7 0.08 0.12 0.13 0.15 0.17

8 0.08 0.08 0.14 0.16

9 0.12 0.15

10 0.08 0.14

11 0.12

12 0.08

» UN / Internal

Pitch (TPI) 24 20 18 16 14 12 10 8

Total infeed (mm) 0.66 0.78 0.86 0.96 1.07 1.25 1.48 2.03
Total passes 5 6 6 7 8 8 10 12

No. of infeed Radial infeed per pass (mm)

1 0.16 0.16 0.18 0.17 0.16 0.20 0.19 0.22

2 0.15 0.16 0.17 0.16 0.16 0.19 0.18 0.21

3 0.14 0.14 0.16 0.15 0.15 0.18 0.17 0.20

4 0.12 0.13 0.14 0.14 0.14 0.17 0.17 0.20

5 0.08 0.12 0.13 0.13 0.14 0.16 0.16 0.19

6 0.08 0.08 0.12 0.13 0.14 0.15 0.18

7 0.08 0.11 0.13 0.14 0.17

8 0.08 0.08 0.13 0.16

9 0.12 0.15

10 0.08 0.14

11 0.12

12 0.08
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» Whitworth / External& Internal

Threading Tools

Pitch (TPI) 19 18 16 14 12 11 10 8
Total infeed (mm) 0.90 0.97 1.08 1.20 1.42 1.51 1.70 2.10
Total passes 6 7 8 8 8 %) 10 12
No. of infeed Radial infeed per pass (mm)
1 0.19 0.17 0.17 0.19 0.23 0.22 0.22 0.23
2 0.18 0.16 0.16 0.18 0.22 0.21 0.21 0.22
3 0.17 0.16 0.15 0.17 0.21 0.20 0.20 0.21
4 0.15 0.15 0.15 0.16 0.19 0.19 0.19 0.21
5 0.13 0.13 0.14 0.15 0.18 0.18 0.18 0.20
6 0.08 0.12 0.13 0.14 0.16 0.16 0.17 0.19
7 0.08 0.11 0.12 0.14 0.15 0.16 0.18
8 0.08 0.08 0.08 0.13 0.15 0.17
9 0.08 0.13 0.16
10 0.08 0.14
11 0.12
12 0.08
» NPT / External& Internal
Pitch (TPI) 27 18 14 11.5 8
Total infeed (mm) 0.76 1.11 1.42 1.73 2.48
Total passes 6 8 10 12 15
No. of infeed Radial infeed per pass (mm)
1 0.15 0.17 0.18 0.18 0.21
2 0.15 0.17 0.17 0.17 0.21
3 0.14 0.16 0.16 0.17 0.20
4 0.13 0.15 0.16 0.16 0.20
5 0.11 0.14 0.15 0.16 0.19
6 0.08 0.13 0.14 0.15 0.18
7 0.11 0.14 0.15 0.18
8 0.08 0.13 0.14 0.17
9 0.11 0.13 0.17
10 0.08 0.12 0.16
11 0.11 0.15
12 0.08 0.14
13 0.13
14 0.11
15 0.08
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» BSPT / External& Internal

1 0.15 0.19 0.19 0.22
2 0.14 0.18 0.18 0.21
3 0.13 0.17 0.17 0.20
4 0.12 0.15 0.16 0.19
5 0.08 0.13 0.15 0.18
6 0.08 0.14 0.16
7 0.12 0.15
8 0.08 0.13
9 0.08

» Round / External

1 0.21 0.21 0.24 0.30
2 0.20 0.20 0.23 0.29
3 0.19 0.19 0.22 0.28
4 0.18 0.19 0.21 0.27
5 0.16 0.18 0.20 0.26
6 0.15 0.17 0.19 0.25
7 0.13 0.15 0.18 0.24
8 0.08 0.14 0.17 0.23
9 0.12 0.16 0.22
10 0.08 0.15 0.21
11 0.13 0.19
12 0.08 0.18
13 0.15
14 0.10
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» Round/ Internal

1 0.22 0.21 0.24 0.30
2 0.21 0.20 0.23 0.29
3 0.20 0.20 0.22 0.29
4 0.18 0.19 0.21 0.28
5 0.17 0.18 0.21 0.27
6 0.15 0.17 0.20 0.26
7 0.13 0.16 0.19 0.25
8 0.08 0.14 0.17 0.24
9 0.12 0.16 0.23
10 0.08 0.15 0.21
11 0.13 0.20
12 0.08 0.18
13 0.16
14 0.10

Attention:Infeeds of less than 0.05mm should be avoided, for austenitic stainless steels not less than 0.08mm.
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» TR/ External& Internal

Pitch (mm) 1.5 2 3 1.75 2.00 2.50 3.00 3.50
Total infeed (mm) 1.02 1.36 1.27 1.11 1.26 1.56 1.88 2.18
Total passes 6 8 12 13 14 16 16 19
No. of infeed Radial infeed per pass (mm)
1 0.22 0.22 0.20 0.24 0.27 0.29 0.34 0.32
2 0.21 0.21 0.19 0.23 0.27 0.29 0.33 0.31
3 0.19 0.20 0.18 0.22 0.26 0.28 0.32 0.31
4 0.17 0.19 0.18 0.22 0.25 0.27 0.32 0.30
5 0.14 0.17 0.17 0.21 0.24 0.27 0.31 0.29
6 0.08 0.16 0.17 0.20 0.23 0.26 0.30 0.29
7 0.13 0.16 0.19 0.22 0.25 0.29 0.28
8 0.08 0.15 0.18 0.21 0.24 0.28 0.27
9 0.14 0.17 0.20 0.23 0.26 0.26
10 0.13 0.16 0.19 0.22 0.25 0.25
11 0.11 0.14 0.17 0.21 0.24 0.25
12 0.08 0.13 0.16 0.20 0.22 0.24
13 0.08 0.13 0.19 0.21 0.23
14 0.08 0.17 0. 19 0.22
15 0.15 0.16 0.20
16 0.10 0.10 0.19
17 0.17
18 0.15
19 0.10
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» ACME / External
Pitch (TPI) 16 14 12 10 8 6 5 4 3
Total infeed (mm) 0.99 1.10 1.26 1.60 191 2.46 2.87 3.51 4.57
Total passes 6 7 8 10 12 13 14 16 19
No. of infeed Radial infeed per pass (mm)
1 0.22 0.20 0.20 0.20 0.20 0.24 0.26 0.28 0.31
2 0.20 0.19 0.19 0.20 0.20 0.23 0.25 0.28 0.31
3 0.19 0.18 0.18 0.19 0.19 0.23 0.25 0.27 0.30
4 0.17 0.17 0.17 0.18 0.18 0.22 0.24 0.26 0.30
5 0.14 0.15 0.16 0.17 0.18 0.21 0.23 0.26 0.29
6 0.08 0.13 0.15 0.16 0.17 0.20 0.23 0.25 0.28
7 0.08 0.13 0.15 0.16 0.20 0.22 0.24 0.28
8 0.08 0.14 0.15 0.19 0.21 0.23 0.27
9 0.12 0.14 0.18 0.20 0.22 0.26
10 0.08 0.13 0.17 0.19 0.22 0.25
11 0.12 0.16 0.18 0.21 0.24
12 0.08 0.14 0.16 0.19 0.23
13 0.10 0.14 0.18 0.22
14 0.10 0.17 0.21
15 0.15 0.20
16 0.10 0.19
17 0.17
18 0.15
19 0.1
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» ACME / Internal

Pitch (TPI) 16 14 12 10 8 6 5 4 3
Total infeed (mm) 1.02 1.14 1.30 1.64 1.95 2.48 2.90 3.54 4.56
Total passes 6 7 8 10 12 13 14 16 19
No. of infeed Radial infeed per pass (mm)
1 0.22 0.21 0.21 0.21 0.21 0.24 0.26 0.29 0.31
2 0.21 0.20 0.20 0.20 0.20 0.23 0.26 0.28 0.31
3 0.19 0.19 0.19 0.20 0.20 0.23 0.25 0.27 0.30
4 0.17 0.17 0.18 0.19 0.19 0.22 0.24 0.27 0.29
5 0.14 0.16 0.16 0.18 0.18 0.21 0.24 0.26 0.29
6 0.08 0.13 0.15 0.17 0.17 0.21 0.23 0.25 0.28
7 0.08 0.13 0.16 0.17 0.20 0.22 0.24 0.27
8 0.08 0.14 0.16 0.19 0.21 0.23 0.27
9 0.12 0.15 0.18 0.20 0.23 0.26
10 0.08 0.13 0.17 0.19 0.22 0.25
11 0.12 0.16 0.18 0.21 0.24
12 0.08 0.14 0.16 0.20 0.23
13 0.10 0.15 0.18 0.22
14 0.10 0.17 0.21
15 0.15 0.20
16 0.10 0.19
17 0.17
18 0.15
19 0.1
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» STACME / External& Internal

Pitch (TPI) 16 14 12 19 8 6 5 4 3

Total infeed (mm) 0.70 0.77 0.87 1.13 1.33 1.64 1.90 2.27 2.90
Total passes 5 5 6 7 8 9 10 11 15

No. of infeed Radial infeed per pass (mm)

1 0.18 0.20 0.18 0.21 0.22 0.24 0.25 0.24 0.25

2 0.16 0.18 0.17 0.20 0.21 0.23 0.24 0.24 0.24

3 0.15 0.17 0.16 0.19 0.19 0.22 0.23 0.23 0.24

4 0.13 0.14 0.15 0.17 0.18 0.21 0.22 0.22 0.23

5 0.08 0.08 0.13 0.15 0.17 0.19 0.21 0.21 0.22

6 0.08 0.13 0.15 0.18 0.19 0.20 0.22

7 0.08 0.13 0.16 0.18 0.19 0.21

8 0.08 0.14 0.16 0.18 0.20

9 0.08 0.14 0.17 0.19

10 0.09 0.16 0.18

11 0.14 0.17

12 0.09 0.16

13 0.15

14 0.13

15 0.09

» API / External& Internal

Pitch (TPI) 4 5

Total infeed (mm) 3.08 3.74
Total passes 12 15

No. of infeed Radial infeed per pass (mm)

1 0.36 0.34

2 0.35 0.34

3 0.33 0.33

4 0.32 0.31

5 0.30 0.30

6 0.29 0.29

7 0.27 0.28

8 0.25 0.27

9 0.23 0.25

10 0.20 0.24

11 0.16 0.22

12 0.08 0.20

13 0.18

14 0.15

15 0.08
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P> APIRD / External& Internal

1 0.18 0.19
2 0.18 0.19
3 0.17 0.18
4 0.16 0.18
5 0.16 0.17
6 0.15 0.16
7 0.14 0.16
8 0.13 0.15
9 0.11 0.14
10 0.08 0.13
11 0.11
12 0.08

» MJ / External

1 0.2 0.19
2 0.18 0.18
3 0.17 0.17
4 0.15 0.16
5 0.13 0.15
6 0.08 0.14
7 0.12
8 0.08
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» UNJ / Internal

1 0.16 0.14 0.16 0.16 0.18 0.17 0.17 0.20 0.19 0.20
2 0.14 0.13 0.15 0.15 0.17 0.16 0.16 0.19 0.19 0.20
3 0.13 0.12 0.14 0.14 0.16 0.16 0.16 0.18 0.18 0.19
4 0.08 0.11 0.12 0.13 0.15 0.15 0.15 0.17 0.17 0.18
5 0.08 0.08 0.12 0.13 0.13 0.14 0.16 0.16 0.18
6 0.08 0.08 0.12 0.13 0.15 0.15 0.17
7 0.08 0.11 0.13 0.14 0.16
8 0.08 0.08 0.13 0.15
9 0.12 0.14
10 0.08 0.13
11 0.12
12 0.08
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Cutting Speed Recommendation Table

Threading Tools

TURNING TOOLS

; g Material Cutting Speed
I1SO Workpiece Material o Grade Ve (m/min)
Low-carbon (C=0.1-0.25%) HB125 120-160-230
Carbon Steel Medium-carbon (C=0.25-0.55%) HB150 100-150-195
High-carbon (€=0.55-0.80%) HB170 90-140-180
Non-hardened HB180 100-130-180
Low-alloy Steel Hardened and tempered HB275 75-100-140
Hardened and tempered HB350 60-80-130
ﬂ GM3225
Annealed HB200 80-110-140
High-alloy Steel
Hardened and tempered HB325 70-90-115
Unalloyed HB180 180-200-220
Low-alloy HB200 70-110-150
Steel Castings
High-alloy HB225 60-100-120
Manganese steel (12-14% Mn) HB250 30-40-50
Austenitic HB180 90-120-140
M Stainless Steel Ferritic/Martensitic HB200 GM3225 70-140-170
Duplex stainless steel HB230 60-90-120
Ferritic HB130 110-130-170
Malleable Cast Iron
Pearlitic HB230 85-100-145
Low tensile strength HB180 100-120-160
m Gray Cast Iron GM3225
High tensile strength HB260 80-100-140
Ferritic HB160 110-125-160
Nodular Cast Iron
Ferritic HB250 80-100-120
Wrought Aluminum Non aging HB60 350-500-700
Alloys Aged HB100 300-400-500
Non aging HB75 300-450-500
m Cast Aluminum Alloys Aged HB90 GM3225 200-290-400
Containing silicon (13-22% Si) HB130 100-200-300
Copper and Copper Brass HB90 100-220-300
Alloys Bronze and non-leaded copper HB100 80-180-255
Annealed HB200 35-45-60
Iron base
Aged HB280 25-35-50
Heat-resistant Alloys Annealed HB250 152530
Nickel base and
B che a2 Aged HB350 GM3225 10-15-25
Cast HB320 10-13-20
Commercial pure  (99.5% Ti) 400Rm 140-150-170
Titanium Alloys
a+f alloys 1050Rm 50-60-70
Hardened steel HRC55 40-45-50
m High Hardness Materials GM3225
Chilled cast iron HB400 30-40-50
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GST Series Threading Insert Recommended Cutting Datas

Cutting Passes and Radial Infeed Recommendation Table

Pitch Corner Cutting Total
Thread type Ordering Code radius  depth asses | 1 2 3 4 5 6 7 8 9 10
mm (RE) (mm) P
0.15 4 0.06 0.04 0.03 0.02
0.20
0.19 4 0.07 0.06 0.04 0.02
0.30 Max 0.23 4 0.08 0.07 0.06 0.02
GSTT 3R/L A/B6000 0.05
0.35 Flat 0.27 5 0.08 0.07 0.06 0.04 0.02
0.40 0.30 5 0.10 0.08 0.06 0.04 0.02
0.45 0.34 6 0.10 0.08 0.06 0.04 0.04 0.02
Max
GSTT 3R/LA/B6000 = 0.05 0.38 6 0.10/0.10 0.07 0.05 0.04 0.02
0.50 Flat
GSTT 3R/LA/B60005 0.05 = 0.33 5 0.10 0.10/0.07 0.04 0.02
Max
|50. External GSTT 3R/LA/B6000 = 0.05 0.45 T 0.10 0.10 0.08 0.06 0.05 0.04 0.02
Metric 0.60 Flat
GSTT 3R/LA/B60005 0.05 @ 0.40 6 0.10 0.10 0.08 0.06 0.04 0.02
0.70 0.05 0.48 6 0.10/ 0.10 0.10 0.10 0.06 0.02
0.75 GSTT 3R/LA/B60005 0.05 0.52 7 0.10 0.10 0.10 0.08 0.07 0.05 0.02
0.80 0.05 0.56 7 0.10 0.10 0.10/0.10 0.08 0.060.02
0.05 0.71 8 0.15 0.15/0.12 0.10 0.08 0.06 0.03 0.02
1.00
GSTT 3R/L A/B60005 0.05 0.66 7 0.18 0.15 0.12 0.10 0.06 0.03 0.02
GSTT3R/LN60O1 15 090 9 020 0.18 0.13 0.10 0.10 0.07 0.05 0.05 0.02
1.25
0.05  0.85 8 0.20 0.18/0.13 0.10 0.10 0.07 0.05 0.02
1.50 GSTT 3R/L N6001 0.10 1.04 10 0.20 0.18 0.14 0.12 0.10 0.10 0.08 0.05 0.05 0.02
Recommended Cutting Speed
ISO Workpiece Material Hardness (HB) Grade Cutting Speed Vc(m/min)
GAT7115 120(60-180)
ﬂ Steel <300
GATT7125 90(40-150)
GATT115 100(60-150)
M Stainless steel <300
GATT7125 80(40-130)
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Chip Breaker Comparison Table

I1SO .I;;é Application GESAC Sandvik Seco Iscar KennaMetal Walter Mitsubishi Sumitomo Tungaloy Kyocera Taegutec Korloy
GF LP PP
PF FF1 LU TS VL
Finishing %f QF  FR2 F'\;'; EE FP5 §¢ su TSF 'ég Eé VF
SPL LC MF2 SH SE ZF XQ VB
Semi-
finishing 'Is'\Sl K h}m z 25R VF
(L&R)
PQ
MC VM
Semi- gm Mo M3 [ wewP3 wa oY o s MP  LP
finishing TP QM MF5 M3P MN MP5 MP UX AM Gs |5|€|:' zll\lz
Negative PT
Semi-
finishing =~ WMV V\\/IVTAX W-M3 | WG MW NM MW GUW ASSV\\,IV V\Qll(g WT LW
n with Wiper
M5 MU
Rough- M6 NR RP RP5 RP TH GT
finsh  ® PR MRs T3P RN | RPT  GH m)E( THS  PH = 8z
MR7
HU HT
Heavy HX TU HY VT
Turning QH HR RR9 = R3P RH NRR HY HW TUS HD VH
HF
HZ
FP LU PSF
R MM PF  MF2 PF FP PP FA VF
Finishing FP4 FV LB PS
SPL  UF FL | F3pP LF - = pee XQ FG VL
. PP HMP
" Semi- TP PM M3 MP SF PC
Positive .~." . SM MP MP4 PM HQ MP
finishing GP uUm F2 14 MV MU MT 25
Rough- PR
Fiiels KM UR M5 MF RP4
L FP FH
s SF NF4 SuU MQ HA
Finishing MF MF1 SF FS SH SF EA
YF F3M LF NMS M EF GU VP2
Semi- sm 23 ML TPy MM EX Ms & | G
Negative finishin M MM MF3 PP MP NM4 MS GU SM MU EM HS
g QM | MF4  M3M MA HU P MM
M Rough- LR MR M5 NM RP NR4 RR% EM SH TK ET VM
finish MF5 = R3M NR5 GH MU ST RM
A UF FM HFP
Finishing MM ME F1 PF LF PM LM N PSF GQ FG VP1
Positive
Semi- MM
finishing- MM UM MF2 SM MF PM5 MV MU PS MQ SA HMP
R . GP MM . PM C25
oughing ERS
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Chip Breaker Comparison Table

I1SO ;)?F?é Application GESAC Sandvik Seco Iscar KennaMetal Walter Mitsubishi Sumitomo Tungaloy Kyocera Taegutec Korloy
KQ
. LK CF MK
Semi- MK KF FN uz KG
finishing | UK | Kk M4 GN | MKS MK ux . c KT | GR
GK 27 ™~ VR
A
Semi-
Negative| finishing =~ WMV WMX W-M3 ' WG MW NM MW GUW SW WE WT Lw
bt WM ASW wQ
with Wiper
Rough- | kR M g W RKS GH (74 CH 22 RT RK
finish M6 RP RK7 RK 7S
Finishing-
. MM KF 14 FK6 MK
Semi- MF MU CcM GK HMP
Finishing GP KM 19 MK4 2R
Positive
Rough- KM RK4 e 77
finish KM KR M5 MP RK6 iR us TR MT C25
m Positive  2eneral AL AL | AS HP PM2 AZ AG AL AH FL AK
Machining
Finishing- EL
Negative ~ Semi- suL  SGF  MFL PP MS MS3 MJ EX HRF TK ML VP2
B Finishing
Negative semi- EM SM M1 TF up NMS MS EG HRM MS MGS VP3
8 finishing =~ SMM
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Grade Comparison Table

ISO CoatingCode GESAC Sandvik Seco  Iscar KennaMetal Walter Mitsubishi Sumitomo Tungaloy Kyocera Taegutec Korloy
boy GPT6LL0 GC4205 ggggg ICO150 KCPOSB WPPO5S UE6105 , .o o Bﬁ)g CASL0 | TT8105 |\ .o o
GP1105 GC4305 IC8150 KC9105 WPPO5 UE6005 CA5505  TT8115
TP1000 79015
GPT6110 GC4215 1H0300 KCP10B UE6010 AC8LOP = T9215
TPO501  1C9150 WPP10S CA515  TT8105 NC3010
P10 GP1115 GC4315 10200 (S350 Kkcorlo DS UES110 ACs0asP Touls  Siote TTE10S NC30W
GP1120 GC4415 11000 KC9315 MC6015 AC820P  T9015
TP1500
GPT6120 KCP25B
GpT6130 CC4225  TPISOL o550 (9125 wppoos UEGL20 [ L
cp P20 SO Geasas TPasoo (2230 KGO0 WREZIS UE6020 ACS20P  Tol2s 0% TT8IIS €322
GC4425 TP2501 MC6025 79025 TT5100
GP1225 KC9325
TP2000
gﬂggg TP2500 635 kcp3oB 78125
b30 epins GCA235 TP250L (5 KCTHOS wWpP30s MCG035 AC830P  T9235  CAS30  TT5100 NC3030
GC4335  TP3501 WPP30 UE6035 AC630M T9135 = CA5535 TT8135 NC5330
GP1130 IC8350 KC9240
TP3500 TT7100
GP1135
TT5100
ba0 Gpi1zs OCA240 TP3500 | ... KCP4OB WPP30S MCG035 AC830P T9235 CAS30 11>190 NC3030
E GC4335  TP40 KC9240 WPP30 UH6400 AC630M T9135 CAS535 119190 NC5330
PO1 PR1005
CP200  IC250  KCU10 PR1005
P10 ggiggg TH1000 IC507 KC5010 \“/"Iffgdi AH710  PR1115 PC8110
752000 IC570  KC5510 PRI215
PR930
1C908
GC1525 PR1025
IC928  KCU25 779020
GC1020 CP250 VP15TF AH710  PR1115 PC5300
pup P20 GM3225 1155 5500 1€1008 KC5025 vp2omp | AC20U - aps3g  prizis TT7010 pegigs
IC1028 KC5525 TT7220
GC1025 e PR1425
PR1225
GH330
1C928
GH730 PR1025 TT8020
P30 GM3225 ggiégg CP500 :Sggg KC5525 \\/’;’;g;'; AC530U AH120 RR1225 TT9020
e AH330 | PR1535 TT7220
AH740
1c928
a0 6M3225 CCL14S cpsoo c1008  KCs525 VPISTF AH140 778020
GC2145 1098 VP20MF
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Grade Comparison Table

1SO CoatinJCode GESAC Sandvik Seco Iscar KennaMetal Walter Mitsubishi Sumitomo Tungaloy Kyocera Taegutec Korloy
GC1105
M10 GM3215 GCl1115 IC520  KCS10  WXM10 VPLORT Acsioy = AHLI0 - PRI02S - rrshey pegros
AH8005 PRI1215
GC1525
PR930
VP1ORT AH120
6C1025 1C520 PR1025
752000 KC5010 VP15TF AH630
M20 GM3220 CYMIS 1or50g 130T kessig WSMIO ypoomE  acs20u | AHgo1s  PR112> TT9030 1 PC8LIO
GC1125 1C807 WSM10S PRI215 TT8010 PC8115
CP200 KCU10 VP20RT SHT25
GC1525 1C907 oo g PR1425
PR1225
PVD
:Eggg VP15TF AH630
GM3220 | 6C1125 | 192900 | | ~ag7 | KCS025 | WSM20| VP2OMF | ) -oqp, | AHT25 | PRLL2S | prq404 | peg3gg
M30 | GM3225 | GC2035 | CP200 | |cqg7 | KC3525 | WSMAL | VP2ORT | \reqyqy | SHT25 | PRI22S | 1rah04 | pegg3g
CP500 KCU25 WSM20S UP20M SH730  PR1535
TEelot MP7035 GH730
1C3028
1C3028
M k5025
GC1125 CP500  1C308 WSM30
M40 GM3225 SCO0% CPO00 0% KCss25 (oML MPT035 ACG0AOM  AHG4S PC5400
KCU25
1C928
GC2015 1C9250
M10 GM1115 S0 ISoao" | KCM1SB WAM10 MCT015 AC610M CA6515 TT9215 NC9115
GC1515
1C9025 MC7015 NC9125
M20 GM111s COC2015 TM2000 -\ roapy  KCMISB oy ys7o20 ACBO20M 16190 caesas 119215 \copos
GC2025 TP200 S0  KCM258 Horooy  AC630M 79225 \E39%5
VD 6C2220
TM2000  1C9350 AC6030M
GM1125 GC2040 KCM25B MC7025 TT9225
M30 TM4000 14050 WAM20 AC630M  T6130 NC9135
GM1230 GC23s Thap” 0 kem3se Us73s | ACoST TT9235
GM1125 KCM35B
Ma0 V1125 Geass Tmaooo 1c635 | [Chood Us735 779235
CA310
TK1001 KCPO5B
1C5005 WKK10S UC5105 AC4010K CA4010 NC6205
KOL GK1115 GC3205 THI500 300 KCPloB ' ifel0S C3105 FCEBION  rg105  CAMOID 177005 NCO2%0
TK1000 KCLO5B
CA5505
TK1001 UC5105 CA315
GKi11s OC3205 TK200L o0, weyisg wkkios ucsiis ACAOLSK - T515 - CA4S1S - ppgq, NC6205
Ko SR1100 GC3210 TK000 (o005 ACKSB [WHKIOS LCOLLS acaosk 75105  cadono 117992 NCe210
GC3215 TPO500 Moo ACAISK  T5115 | CA41IS NC315K
m CVD TP1500 CA4120
CA315
GC4325 WKK10S NC6215
K20 gﬁﬁ;g GC3215 TK2001 |5, KCK20B WKK20S UC511S ‘)&01155{ 5115 gﬁjﬂg TT7015 NC315K
oKIlas GC3220 TP2500 KCP25B WAKI0 MC5015 ACZOSK Ts125  CA%17S TT7310 NC5330
6C3225 WAK20 PC5300
CA4515
GC3040 TK2001 WAK30 UC5115 AC420K CA320 NC5330
K30 GK1125  (y335 TTPPZ;OOOO WKP30S MC5015 AC820P °12°  ca4120 PC5300
GN9110  H10 H1
NOL qarrioh pish K605 > KSOSF  KW10 Ho1
N1o GNILIO 890 190 K'ﬁt?ﬁ/l WK10  HTilo | EM10- - THIO - KWI10 o,
GNT7120 H15 e EH510 = H10T = GWI5
m P E;é K715 G10E
N20 GGNNT§’71122°0 883  IC20  KMF EH20  KSI5F K20
H15 K600 EH520
H25
N30 GN9130 H25 613
GNT7120 883 THR
GSTT115 AL
TS2000 1C807  KCU10 VPIORT AC510U AH905 = PROOSS AH8005
S10 |GSTT1201 GCLI05  1oy50) 1coo7  Kes010 WSMIOS Mpoo1s Acs015s  SH730 | PRo1ss | ' 1e020 angois
GS3115
AH110
AC510U  AH8015
G6C1115 IC808  KCU25 PRO15S AH8015
$20 GSTT130 gciise CPSO0  |Cobs  KCo2> WSM20S MP9OLS :555()2205% m%g PRee TT8020 (IS0
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Cermet Grade Comparison Table

ISO Coating Code GESAC Sandvik Seco Iscar  KennaMeta Mitsubishi Sumitomo Tungaloy Kyocera Taegutec Korloy
T110A
PO1 IC0N | KT1120 NXx1010 [0%A  NS520  TN610 CN20
GP91TM IC20N | KT1120 TI200A NS520 = TN610 CN20
PO Gpogrm CTP01> TPI020 757 krazs  N*2925 11s00n nsos3o  Tneo | CT3000 €NIO00
None
IC20N NS9530 CN1000
P20  SPOITM ctsons TPa020 icrsT  Kkmias  NZS2S TIAOOM . nsszp  TNO%O cr3po0  CN1soo
IC30N NS730 CN2000
IC75T NX3035
P30 o Nranse | T250A  NST40 CN2500
APSN | oo U530
IC520N  KT315 = VP25N GT9530  PV710 CC1500
PVD | PO1-P20| GP31TM| GC1525 | TP1030 | |e530y | kTP10 | MP3025 gggg% 61530 pvr2o | V3010 ceos00
VP45N GT730
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PCBN&PCD Grade Comparison Table

ISO Code GESAC Sandvik Seco  Iscar KennaMeta Walter Mitsubishi Sumitomo Tungaloy Kyocera Taegutec Korloy
BN500  BX910
K01 g';gﬁgg CB7525 Egmgggg :ggg ﬁgigig WCBSO MB710 | BNC500 BX930 KBN475 TB730  KB370
BN7000  BX950
BKN115P CBN20 BX470
K@ o 5o o0 Gum s keoowo weeso MESUIS BNTOOO GLED KENGOM yoon, oy
BKN225S CBN300 BX950
BKN115P CBN350 BC5030
K20 BKN225Z CBNSOO B0 ~ KB9640 WCBSO MB730 | DNI990 BXC39  ygnoo DBS800
BKN225S CBN600 MBS140
BNC2010
CBNO50C
BNC100 BXM10 KBNOSM
hop BHC2I0P oo (CBNOLO IB2SHC o oo\ oo BCBI0S  DNCadd DXMID FOOSN  TBE10  KBA410
BKN2257 CBN10 | IB20H MB810 KB50 = KB100O
Canion BN2000 BXC30 KBN5L0
BNX10
BHC210P CB7105 CBN160C KB9610 ALY NEI0eLY
BC8110  BNC2020 KBM10M DNC250
BHC115P CB7015 CBN150 KB5610 BXM10 TB650
H10 IB50 WCB50 MBCO10 = BNC160 KBN25M KB320
m BHC215Z CB50  CBNOGOK KB1615 Msaos | onease  BX330 hoNeTl KBS0 |\ fSER
BHC125P CB7050 CBN200 KB1625 oNSa00 Koo
CBN400C
E:gﬁgﬁ CB7115 CBN30OP oo \oopns BC8120  BNC2020 BXM20 ﬁgmggm
H20 BRI cproos  cHasao B2HAL KBRS wepgy  MBCO20  BNC200 BXCSO | KDNSOM TB67O KB40
CB7525  CBN350 MB8025 BNX20  BX380
BHN2255 KBN900
CBN500
BNC300 BXM20 KBN30M DNC350
H30 BHC135P CB7525 CH3515 IB55 ﬁggggg ?4%8813350 BN350  BXC50 KBN3SM 5750 kB335
BNX25 BXA20  KBN90O KB425
KBN65M
BX470 KBN7OM  KB90
B SO1 BSN115P CBN200 KBS630 WCBSO MB4020 BN7o00 Diald RBRTOM P8 ke3ro
KBN65B
KD1405 DA1000  DX180
NO1 CDO5  PCDO5 oy MD20s DA DXIS0 KPDOOL  TDS10  DP200
KPD0O1
KD1415 DA1000  DX140 = KPDO10
NI0 DNN125P CDI0 | PCDI0  ID5 | [o1915 wplo M0  DAL000  Dradd  EPROLE DP200
m KPD250
KPD0O1
DA1000 KPDO10
N20 DNN125P PCD20 KD1425 MD230 | D00 Dx120 D90 KP300  DP1SO
KPD250
PCD30 DA1000
N30 o KD1400 Mp2030  DANOO0 Dxao DP90
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Small Part Inserts Selection Guide

GATT115 has good result in machining stainless steel 303 and 304. GAT7145 has a good resultin
machining medium to high hardness stainless steel such as 316L. GAT7120A is better for machining
ordinary steel and free-cutting steel

Carbide coating series

Working . L
Condition GESAC Kyocera NTK Sumitomo TaeguTec Mitsubishi Tungaloy
High Speed AC5015S

machine GATT115 PR1225 DM4/DT4/ST4 AC520U AHT25

Lowspeed wearl g PR930 TM4/ZM3/QM3 | AC1030U VP15TF
resistant
Light continuous
machining GATT7125 PR1535 TM4/QM3 AC5025S TT9020 SH730
General steel GAT7120A PR1725 TM4/ZM3/QM3

machining
Easy cutting PR1705 VM1

steel
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Turning Geometry

Appendix | TURNING TOOLS

Product geometry
Product Series
GESAC Kyocera NTK Tungaloy Sumitomo Mitsubishi TaeguTec
negative-P S KHG/K W FY F
General positive-P F KHG/K W FY F
grooving series G u UHG/U-U1 JPP FX ss
S Y UHG/U-U1
AF CF AMX
AK SK/SKS UL JS SA
3D chip-breaker BF GF AZT/YL/AM3 FC/Sl
series
BK CK CL JS
MM GQ YL sc/sl
Back turning GSAB ABS TBP SBT
series JXB
GSTB TKFB 1B BTAT
Series Feature Geometry Recommended operating conditions
1.Divided into left and right hand, P Chute design suitable for small cut depth with good chip breakage
choose according to working
conditions Large rake angle and long straight flute dei t the requirement
General ) ) G g gle and long straight flute deign meet the requiremen
- - 2.Sharp cutting edge, effectively for small feed and large cut depth machining condition
grooving series - )
reducing cutting force
3.Univsersal for external turning, edge inclination, long straight flute deign, good chip guide effect,
small cut depth end face turning S suitable for small parts machining for finishing and semi-finishing
conditions
Small flute width, large rake angle design, suitable for very small cut
AF depth of 0.02-0.2mm, good chip breakage performance and machined
surface
Sharpe edge, edge inclination design to achieve variable cut depth
AK with good chip guidance and removal performance, good machined
1.Compatible with left and right surface
hand
3D chip-breaker | 2.Handle chip breakage with Special chip breaker, small rake angle design, suitable for small cut
series varying feed and cut depth BF depth, good chip removal performance, high strength cutting edge for
3.suitable for external and end general processing
face turning
BK Large flute width, edge inclination design, good chip removal
performance and machined surface
Dual rake angle, hyperboloid chip breaker design, suitable for a wide
MM range of machining conditions, good chip removal performance
suitable for rough machining for small parts
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Small Part Inserts Selection Guide

Grooving
Product Product ] -
Series category GESAC Kyocera NTK TaeguTec  Mitsubishi  Tungaloy Korloy Iscar
Three-edged
Shallow shallow Custom TGF GTMH GTAH JsTG TBGF
groove GB GBA
groove
Deep groove — GKD KGM KGWP GY2M JCTE
Vertical
mounted GSTC TKF CTP CTAH JXGR SBC SCH
Grinding cut (General)
& Vertical
mounted GSTS TKFS
(slim)
C°m’3$55'°" Slotted GTD GDM coTP TDJ JCGWs MGMN DGN
Series Lead angle selection Feature Geometry Recommend operating condition
Large rake angle, small nose radius, good
u sharpness, effectively optimize the surface
quality of the work piece.
For conventional cutting tools,
the right hand tool holder is
generally used, the left hand Reinforced insert, large nose radius and
GSTC tool is mainly used when T relatively small rake angle ensure the strength
there is a sub-axis to assist in of the cutting edge and improve tool life
clamping the work piece for
cutting
The insert without lead L flat fl desi froctivel
angle can effectively prevent N Large flat Utﬁ.Po n}?.sle esign, e ﬁCt'\ée Y
the edge breaking and chip |rrr]1proves tool life while ensuring the edge
winding, better tool life; the sharpness
insert with lead angle can
reduce the core of the solid .
h Mainly used when the sub-
hpreventiesdilard  spindleassists nclamping
tube and cutting, and small
diameter of the workpiece, Large rake angle, small nose deign, good
GSTS and the overhang depth of U sharpness , effectively optimize the surface
the main shaft is restricted, quality of the work piece
thin blade is suitable for
machining in confined
spaces
Conventional thread cutter
GSTT are generally suitable for . Sharp rake angle design, suitable for small
general 55° and general 60° parts thread machining.
thread
Thread
Product Series  Product category GESAC Kyocera NTK Tungaloy Iscar
Vertically mounted Two-edged GSTT TKFT TTP JSXB SCl
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List of Holder Parts Specifications (Shim)

Dimension Suitabl
Geometry Ordering code utlct)?)l €
A B C D E F o
NCT{,O 0 R DCNI204MH  4.76 124 7.4
_
, N | _
, 1 penisoamH | 46 156 9.8 EXt$r”al M
NVl el ype
Q |
N |
\ . r—1 |
- DCNI9OAMH = 4.76 186 116
DDN1103MH 3.3 9.2 5.9
DDN1504MH  4.76 124 7.4 External-M
Type
DSNI204MH = 4.76 124 7.4
DSNIS04MH = 4.76 156 9.8 External-M
Type
DSNIGOAMH = 4.76 186 116
60° . DTN1603MH 3.3 9.2 5.9
1
DTN2204MH = 4.76 124 7.4 External-M
T Type
1
DVN16O3MH = 33 9.2 5.9
- External-M
4
80° DWNOSO3MH 3.3 9.2 5.9
N DWNO8OAMH = 4.76 124 7.4 E"t$r”al'M
E,_ \ o ype
! /
AN /
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List of Holder Parts Specifications (Shim)

Dimension
Geometry Ordering code Suitable tool
A B C D E F a’

A DEN16P15SH = 3.21 1421 | 9.525 3.5 PSER/L*16*

@ @ DEN22P15SH | 4.019 18.474 12.7 4.0 PSER/L*22*
N/

€ o DEN27P15SH = 4.748 @ 24.428 @ 15.875 5.0 PSER/L*27*

A DIN16P15HC = 3.21 1421 | 9.525 3.5 PSIR/L*16*

@ o gj DIN22P15HC = 4.019 @ 18474 127 4.0 PSIR/L*22*

o DIN27P15HC = 4.748 | 24.428 @ 15.875 5.0 PSIR/L*27*
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List of Holder Parts Specifications (Screws)

Dimension Suitabl
Geometry Ordering code utlgil €
A B C D E F a°
SPM050130H M5X0.8 = 3.7 13.2 5 2
SPM060170H M6X1.0 5 17.2 55 2.5
_D_
©) -E £ @ SPM060190H Mex10 5 188 71 25 EXt.‘i;';ae"M
L c [ ¥
SPM080220FH M8X1.0 6.2 21.8 6.7 3
SPM100240FH M10X10 @ 7.7 235 7 4
SDM060200H M6X1.0 20 7 7 3
EHRTE W iE
2 / SDM060250H M6X1.0 25 9 9 3
o B L External-M
@ 1 \\‘?&JI Type
F DI E SDM060280H M6X1.0 28 9 9 3
SDMO080350FH M8XL1.0 35 11 11 4
SI60M022060-03008H | M2.2X04 3.0 6 TT06 60
SI60M025060-03510H  M2.5X0.45 3.5 6 TTO08 60 Eth;;:"s
Internal-S
Type
SI60M040100-05812H | M4X0.7 = 5.5 10 TT15 60
SI60M050120-07012H | M5X0.8 | 7.2 12 TT20 60
PSI60M020050-02806S | M2.0X0.4 2.8 5 TTO06 60
SI60M025065-03509S | M2.5X0.45 3.5 6.5 TTO07 60 Small
parts
External-S
SI60M030072-04210S | M3X0.5 4.2 72 TT09 60 Type
SI60M040089-05313S | M4X0.7 = 5.3 8.4 TT15 60
SSAM045070Q M45X05 6 6.8 TT10 57 ffg;/
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List of Holder Parts Specifications (Screws)

Dimension
Geometry Ordering code Suitable tool

SSAM045095Q | M4.5X0.75 6 9.45 TT10 57 GSTR/L*

A B C D E F a’
) : [ fF 7
4 EE-

PSER/L*16*
SSBM030060H M3X0.5 | 5.5 8.5 TT15

PSIR/L*16*

. A
1 £ PSER/L*22*

N

PSIR/L*22*

[ SSBM040060H = M4X0.7 7.8 8 TT20

PSER/L*27*

PSIR/L*27*

PGNSR/L1616*

PGNSR/L2020*

SCAM040120H = M4XO0.7 5.5 14.4 TH30 PGNSR/L2525*

PGKIR/L2016*

PGKIR/L2520*

SCAMO050120H | M5X0.8 8.5 15.5 TH20 PGKER/L1616™

F PGNSR/L2020*

) PGNSR/L2525*

PGKIR/L2925*

SCAMO050200H = M5X0.8 8.5 235 TH40 PGKIR/L3125*

PGKIR/L3723*

PGKIR3723*

PGKIR/L4540*

SCAM060200H | M6X1 9.8 26 TH50 PGKFR/L*

PGZER/L2525*

SCAM060300H | M6X1 9.8 36 TH50
PGZER/L3225*
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List of Holder Parts Specifications (Press Plate)

Dimension Suitabl
Geometry Ordering code utlct%l €
A B C D E F a®
CAMO1H M5X0.8 = 11.2 14.7
CAMO2H M6X1.0 14 18.5
—— External-M
@ % - CAMO3H MeXL0 14 | 215 e
S | |
A CAMO4H M6X1.0 14 24
CAMO5H M8X1.0 19 25
PGNSR1616*
CANO2RH 5.44 11.2 21.9 PGNSR2020*
PGNSR2525*
PGNSR2020*
CANO3RH 5.76 8.7 13.6
PGNSR2525*
O |-
A
mc - PGNSL1616*
CANO2LH 544 11.2 21.9 PGNSL2020*
PGNSL2525*
PGNSL2020*
CANO3LH 5.76 8.7 13.6
PGNSL2525*
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List of Holder Parts Specifications (Wrench)

Dimension
Geometry Ordering code Suitable tool
A B C D E F a
TH20LH 54 19 2
TH25LH 59 19 2.5 External-M
TH30LH 64 22 3 e
TH40LH 73 28 4
A w
‘ PGKER/L2525*
mt PGKER/L3225*
PGKER/L3232*
TH50LH 85 28.5 5
PGZER/L2525*
PGZER/L3225*
PGKF*
TTO6PH 81 50 T6 22
TTO8PH 84 50 T8 22 External-S Type
—— o 5 15 - Internal-S Type
TT20PH 88 53 T20 29
o (&)
\ B TT06PQ 51 35 T6 15
A
TTO7PQ 54 35 7 15 Small parts
TTosPQ 6 20 To " External-S Type
TT15PQ 66 45 T15 28
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XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Add: No.69 Xinglong Road Huli District Xiamen CHINA

Factory Add: No.1601-1629 Jicheng Road Industrial \YAVYAVYA g esaC N et

Concentration Area Tongan Xiamen CHINA
Tel: +86-592-7107392

X 400-998-6858 )

Email: GJ.GLB@CXTC.COM
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