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GESAC Profile

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a national high-tech enterprise with Chinese-
foreign joint investment. It is also a key member of Xiamen Tungsten Co., Ltd., a state-owned listed company. GESAC
is committed to the research, development and production of tungsten series products such as high-quality tungsten
powder materials, cemented carbide and precision cutting tools, as well as the provision of professional solutions for the
industry. It is a renowned supplier of tungsten powder, cemented carbide and cutting tools.

Relying on the product integration technology research and development of the complete tungsten industry chain and the
practical and innovative management concepts, GESAC has always maintained a strong momentum of development. It
provides global users with tungsten powder products and services with the highest cost performance, and offers excellent
products and comprehensive solutions for solving the problems of high hardness, high temperature resistance and wear
resistance in the modern industrial field. Its customers are distributed around the world, enjoying a high reputation both
at home and abroad.

GESAC currently has more than 3,000 employees, five production bases, four overseas sales companies and one enterprise
technology center. It has independently undertaken and completed a number of projects such as the "National Science
and Technology Support Program Projects”, the "National Science and Technology Major Projects", the "National Torch
Program Projects”, the "National Key New Product" development projects and key research topics at the provincial and
municipal levels. It has been rated as a "Backbone Enterprise in Strategic Emerging Industries", an "Innovative Enterprise"
and an "Advanced Technology Enterprise". It has won many patents and awards, including the second prize of the National
Science and Technology Progress Award. Its cutting tools have obtained more than 400 patents, including invention
patents, utility model patents and design patents.
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Product Chain

GESAC has a complete tungsten product chain ranging from ore mining to tungsten powder, cemented
carbide products and precision cutting tools.
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Turning Grades
CVD Coated Carbide

Grade

ISO Grade Color

Grade Microstructure

GPT6110 Champagne

GPT6120 | Champagne

GPT6130 Champagne

GP1105 Ash Black

n GP1105R Yellow

GP1105H Yellow

GP1115 Yellow

GP1120 Golden

GP1225 Yellow

006 _ GESAC

Grade Feature

+ 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 steel s and
alloy steels at high speeds.

* Brand new cv Dcoating 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 steel sand alloy steel s in wide cutting
conditions at medium to high speeds.

* 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.

» Combining the ultra fine Al203and MT-Ti cN 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.

* The substrate with high resistance to thermal plastic distortion is
combined with a moderately thick tough CVD coating, possessing
extremely high heat resistance. Meanwhile, specific processes are
adopted to conduct uniform and meticulous post-treatment on the
cutting edge to ensure the stable machining of the product.

« Suitable for heavy duty working conditions with a high material
removal rate, and performs particularly well in applications such as
dry cutting and high-hardness steel.

* The special design of the tough substrate, combined with the new
heat-insulating coating for heavy duty machining, can effectively
resist the thermal crack propagation on the cutting edge under wet
cutting conditions and ensure the stability of the cutting process.

« Suitable for heavy duty working conditions with a high material
removal rate, especially to wet cutting conditions for medium and low
hardness steel.

« Ultra fine MT-Tic Nan dAl203coatings, 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 steel
sand alloy steels.

+ Ultra fine MT-Tic NandA203 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 steel
sand alloy steels.

+ Combined column ar grain MT-Ti cN, Al203and TiN coating with a
gradient substrate provides excellent wear resistance and
toughness.

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



CVD Coated Carbide

ISO

Grade

Grade
Color

Grade Microstructure
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Grade Feature

GP1130

Golden

+ Fine MT-Tic N and tough Al203in combination with high toughness
gradient substrate ensures the good resistance to cutting edge
breakage.

* Recommended for roughing of carbon steel sand alloy steel sat low
and medium cutting speeds.

GP1135

Yellow

» Well controlled MT-Ti cN, Al203and TiN coating with well wear
resistance combined with a gradient carbide substrate improves the
edge security and high toughness.

* Recommended for roughing of carbon steel sand alloy steel sat high
metal removal rates.

GM1115

Shiny
Golden

» Combined nano-columnar MT-TICN, thin AI203, bright TiN and a
gradient substrate gives excellent wear resistance, low-stress post-
treatment provides less built-up-edge and longer tool life.

* Recommended for finishing to semi-finishing of stainless steels.

GM1125

Shiny
Golden

* The combination of a tough carbide alloy matrix and TiCN/TiN
coating provides excellent wear resistance. Special surface treatment
technology that effectively reduces cutting resistance and suppresses
chip buildup, tool life can be extended, making it suitable for semi-
finishing stainless steel.

GM1230

Shiny
Golden

* ThinerAl203 layer and nano-columarMT-TiCN layer with a gradient
substrate. Post-treatment to reduce cutting force and less built-up
edge, which in order to enhance the stability.

* Recommended for continuous and lightly interrupt processing in
stainless steel.

GK1115

Ash Black

+ High wear resistant substrate with fine grain, combined with thick
Al203 coating and smoothy post-treatment, provides the grade with
outstanding wear resistance and high edge toughness on processing
grey cast irons.

* Recommended for finishing machining of grey cast irons.

GK1120

Ash Black

* Thicker Al203 coating combined with fine grained substrate provides
high edge security and toughness.
* Recommended for finishing to semi-finishing of nodular cast irons.

GK1125

Ash Black

* Thick MT-TiCN coating and ultrafine Al203, matching high wear
resistant cemented carbide substrate with fine grain, helps to improve
toughness and great wear resistance.

* Recommended for interrupted roughing of nodular cast irons.

GESAC _ 007
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| Insert Material

PVD Coated Carbide

ISO Grade

GM3215

M GM3220

GM3225

GST7115

GST7120

GST7130

GST7135

GS3115

GS3125
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Grade
Color

Purplish
Grey

Phiny
Orange

Purplish
Grey

Yellow

Purplish
Grey

Yellow

Yellow

Purplish
Red

Purplish
Grey

Grade Microstructure

Grade Feature

+ Brand new PVD TiAIN coating combined with submicron grained
WC-Co cemented carbide substrate, provides the new grade with
excellent wear resistance and heat resistance.

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

» 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.

* 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.

» 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.

* 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.

* 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.

» New PVD coating with universal Co-rich substrate, ensures great
wear resistance and high toughness.

* Recommended for general processing under intterupted
conditions in superalloy and stainless steel

* 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.

* 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.



PVD Coated Carbide

Grade
Color

m GNT7120 Silver

1SO Grade

GAT7115 Gray

Purplish
GAT7120 Red

Purplish
GAT7120A Red

GAT7125 Gray

GA4330 Yellow
Purplish
GA4230 Red

Grade Microstructure
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Grade Feature

* 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.

* New nano structured 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.

* 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.

+ 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.

* 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.

» NewT iAIN coating with fine grain substrate, which increase
wear- resistance and cutting stability.

* Recommended for medium hardness steel and stainless steel
processing.

« PVDT iAIN coating with high toughness substrate provides
excellent wear resistance and high edge security for abroad
application area.

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

GESAC _ 009
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Carbide

Grade

ISO 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.

CAEIED Llreosises » Recommended for semi-finishing of coppers and aluminum

alloys.
Cermet
ISO Grade Gc:jgf Grade Microstructure Grade Feature
* Thin PVD coating and cermet have excellent resistance to built-
purplish up-edge and plastic deformation, which ensures the high surface
GP31TM Gfey quality.

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

* 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

010 _ GESAC



PCBN&PCD
1SO Grade
BKN115P

m BKC120P

BKN225Z
BKN225S

B BSN115P

BHC115P

BHC125P

BHC135P

BHC210P

Grade
Color

Grade Microstructure

Uncoated

Purplish
Grey

Uncoated

Uncoated

Purplish
Grey

Purplish
Grey

Purplish
Grey

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
cast iron.

* 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.

GESAC _ 011
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PCBN&PCD

Grade

ISO Grade Color

Grade Microstructure 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.

BHC215Z Bronze

* 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.

BHC225P Bronze

* The new TiAISiN 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.

BHC2257 Bronze

* 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.

BHN225S Uncoated

* Medium grained diamond has excellent wear resistance and
toughness.

» Recommended for high efficient finishing of aluminums,
coppers, plastics and graphite materials.

m DNN125P Uncoated

012 _ GESAC
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ISO Turning Inserts Identification System

Symbol | Shape C:r:gleer Shape Symbol  Relief Angle Tolerance (mm) Tolerance (inch)
H Hexagon 120° O A 3° Symbol Corner | rpikness  LCdia. Germer Thickness L.C.dia.
B 5o Height () @d) Height (s) (@d)
0 Octagon 135° O (m) (m)
C 7°
P pentagon 108° O 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° O] £ 20° C +0.013 | £0.025 +0.025 +0.0005 +0.001 +0.001
T Triangle 60° /\ r 5o H | $0013 #0025 0013 | +0.0005 £0.001 £0.0005
° E +0.025 +0.025 +0.025 +0.001 +0.001 +0.001
C 80 G 30°
D 550 G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001
. N 0° 0,05~ 0,002~
E Rhombic Zz . B P 170 J +0.005 +0.025 :00;53 +0.0002 +0.001 :00600025
° o] Oth U vl
l\\;l gg : ers K +0.013 +0.025 +0.13 +0.0005 +0.001 +0.005
+0.05~ +0.002~
W Trigon 80° Q L +0.025 +0.025 +0.13 +0.001 +0.001 +0.005
+0.08~ +0.05~ +0.003~ +0.002~
L Rectangle 90° 1] % M +0.18 013 +0.13 +0.007 £0.005 £0.005
A 85° I~ +0.08~ +0.05~ +0.003~ +0.002~
parallelo- _ N +0.025 +0.001
B phi 82 [ +0.18 +0.13 +0.007 +0.005
K 55° +0.13~ +0.08~ +0.005~ +0.003~
] +0.13 +0.005
R Round . O +0.38 +0.25 +0.015 +0.01
®Shape Symbol @Relief Angle Symbol B3Tolerance Symbol

| — | |
©) @) ©) ©) ©)

T N M G 22

) @) L ©) L©) L©)
| |

@Hole/Chipbreaker Symbol (®Edge Length Symbol (ISO) (mm)
Hole Chlpb-
Symbol Hole Shape | reaker shape @ @ A\,@ A—_\ g g @ IS|zCe
N Without | [ N\___/  Symbol | Length Symbol| Length Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length Symbol|Length (Mm)
With- Single-
S| T e ERET e Tave | oa [ 48 w Tsel s 58 e
7 . . 5 5, 7
Double-
F sided B3 05 5 - - - - - - - - - - - - - - 5
A Without | [T \OIL7 05 | 556 05 56 03 38 09 96 6 68 5.56
M VRPN [T —— - T e e el e e e et e e et T .
sided 06 635 06 65 04 43 11 11 7 78 11 M2 6.35
G D;g:f- Sann=| 07 | 794 08 81 05 54 13 138 9 97 7.94
w With Hole | Single 08 8 . - - - - - - - - - - - - - 8
andone | sided | ILINTIL/ o9 1955 09 9525 09 | 97 06 | 65 16 | 165 11 11.6| 16 166 16 | 19.7 | 9.525
Countersink i -
T P ol 2 L LT e e e e e e e e e B e B
it Hol 212 - - - e e e e e e e e -2
i 1 ole i
Q with | dTwe | Vithout EDNE 12 127 12 127 12 129 08 87 22 22 15 | 155 22 | 221 127
Countersink | pouble-
U Hospoc | Double e 15 15875 15 15875 16 161 | 10 | 109 27 | 275 19 194 15.875
Wit ol I R S S S e e L L T
B Mdone | Without CYTIANTTY "9 1905 19 1905 19 | 193 13 13 33 | 33 23 233 19.05
Countersink | single- . . . N . . . - - N - - - N
H 70:90°C | g |EIEINITY | 20 20 20
Wi ol 22 225 22 | 226 38 385 27 2741 22225
" '
C a:1d T\Ac/)oe Without ] 25 25 - - . - N N . - . . . - - - 25
Countersink | pouble-
] 0c | Double ETTY 25 254 | 25 | 254 25 258 44 44| 31 3 254
31 3175 31 3175 32 322 55 55 38 | 3838 31.75
X |- - - 31032 | | - | - | - e e e 32
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Insert Shape: H,0,PSTCEMW,R
Tolerance of L. C. Tolerance of Corner Tolerance of . C. Tolerance of corner
1. C. Size Size(@d) (mm) Height (mm) L. C. Size Size(@d) (mm) Height (mm)
(mm) LKL (inch) Class),K, Class),K,
MN U M,N U LMN Class U LMN Class U
96.'53255 +0.05 +0.08 +0.08 +0.13 g;ig +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 Symbol | Thickness
3175 +0.15 +0.25 +0.2 +0.38 1.250 +0.006 +0.010 +0.008 +0.015 )
32 e e e e 1.260 - - - - 01 1.59
02 2.38
T2 2.78
Insert Shape: D Insert Shape: V 03 3.18
Inscribed Circle Tolerance of 1. C. | Tolerance of Corner Inscribed Circle | Tolerance of L. C. Tolerance of T3 3.97
Size Size Height Size Size Corner Height 04 4.76
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 07 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 .
1905 = 0750 = 010 | £0.004 | £0.18  £0.007 || 19.05 | 0750 010 0.004 £027 0011 ©Thickness Symble

(O | )

04 08 -
©) ©)

Inscribed Circle Size (mm) @Corner Ro Symbol @®Chipbreaker Symbol
Insert Thickness (S)
Corner Height (m)
Chipbreaker Symbol
¢ Rc
B Symbol Corner-R (mm)
]
02 0.2
&
04 0.4
08 0.8
& 12 1.2
16 1.6
| 20 2.0
T
L 24 24
r 28 2.8
U7 4
32 3.2
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Overview of Turning Inserts
Turning Inserts (Negative)

Chip N . .
[ - Features Application Range Cross Section Chip Breaker
ap[mm] |
4
* QF for finishing of general steel and 0.12
alloy steel. 3
Q F + Curved edge, sharp cutting edge, good 2
chip control and fine surface finish due 15°
to curved edge. ! ]
0 01020304
£ [mm/rev]
ap [mm] |
4
« TF for finishing of steel and alloy steel. 5 0.08
» Curved cutting edge design, shaper
TF cutting edge, low cutting resistance, high 2
surface finish, and good chip breaking ( 4° 15°
and removal effect. ! \ )

0 0.1 0.2 0.3 0.4
£ [mm/rev]

* GF for finishing of general steel and
alloy steel.

G F + Sharp tool nose and strong cutting
edge and good chip control under small
cutting depth.

ap [mm]

1 ]

0 0.1 0203 0.4

0.12

f

4°

£ [mm/rev]
ap [mm]
5
+ SPL for light cutting of general steel and ¢ 0.1
SPL alloy steel. 3
+ Wide range of chip-breaking and 2 BN ;
versatility. . 16
\ge=
0 010203 04 0.5>
£ [mm/rev]
ap [mm]
5
* QM for semi-finishing of general steel 4 0.2
M and alloy steel. 3
Q * The design of step and wavy boss ) 19°

widens the range of chip breaking.

0 0.1 0.2 0.3 0.4 0.5
£ [mm/rev]
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YO\ o 5 <
Y a> ) i )
PN . L5 )
s S > 3
O A VSN AN
— — Epme
CNMG-QF DNMG-QF SNMG-QF TNMG-QF VNMG-QF WNMG-QF
P034 P039 P043 P047 P0O51 P053
CNMG-TF DNMG-TF TNMG-TF VNMG-TF WNMG-TF
P034 P039 P047 P0O51 P053
> —
7 —~ D= /
m /=
-~ - [~
e /&4\ i
CNMG-GF DNMG-GF SNMG-GF TNMG-GF VNMG-GF WNMG-GF
P034 P039 P043 P047 P0O51 P053
CNMG-SPL DNMG- SPL TNMG- SPL VNMG- SPL WNMG- SPL
P034 P039 P047 P0O51 P053
= ; U~ & ;
ST = = I\ SA
ey ‘/ 5 J _ s
J A ¢
AAY A . AP A
3 /\rxﬁ,\v’ Z /"v\.‘\ \M e Vo
—— A
CNMG-QM DNMG-QM SNMG-QM TNMG-QM VNMG-QM WNMG-QM
P035 P040 P043 P047 P0O51 P054
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Negative)

Chip
Breaker

Features

Application Range

Cross Section Chip Breaker

GM

* GM for semi-finishing of general steel
and alloy steel.

« Strong flat cutting edge with good
strength.

ap [mm]
4

T

2
|

1

0 01 020304
f[mm/rev]

SV

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

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

* Long chip groove allows high depth of
cut.

ap [mm]
4

3

2

1

0 0.1 0.2 0.3 0.4
f[mm/rev]

0.18

ﬁ

15°

QR

* QR for rough cutting action of carbon
steel,cast steel and alloy steel.

* Variable rake angle and land provides
enough edge sharpness and strength at
different depth of cut.

ap [mm]

& o o o~

w

0 010203040506 0.7
f[mm/rev]

0.32

30
20°

QH

* QH for heavy cutting action of carbon
steel, cast steel and alloy steel.

+ Variable land and progressive
chipbreaker space, generating lower
cutting force.

« Straight edge line with reinforcement
balances strength and cutting action.

0 020406081012 1.4
flmm‘rev]

0.47

o

F

TS

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

« Big rake angle lower cutting force.

* Variable groove depth design, with
super chip removal.

ap [mm]

1 J

0 0.1 0203 0405
£ [mm/rev]

0.08

17°
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
= N\ (. =
~ ~ - - g ~
N4 N [ . -
CNMG-GM DNMG-GM SNMG-GM TNMG-GM VNMG-GM WNMG-GM
P035 P040 P043 P048 P052 P054
, o
CNMGg,-SV DNMGg, -SV SNMGg,-SV TNMGg,-SV WNMGg,-SV
P035 P040 P044 P048 P054

-~

AR

-~

5 Ly ) . 3

CNMG-QR DNMG-QR SNMG-QR TNMG-QR WNMG-QR

P037 P042 P046 P049 P0O56

——

CNMM-QH SNMM-QH

P038 P046

DNMGR/L-TS TNMGR/L-TS
P041 P048

GESAC _019




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.

0.08

—

a
S
~

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]
4
317
2
' C y
0 0.1 0.2 0.3 0.4
£ [mm/rev]
ap [mm]
i
4

T
0 0.1 0.2 0.3 0.4
flmm/rev]

o

f

YF

* YF for finishing of stainless steel.

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

0 0.1 0.2 0.3 0.4
flmm/rev]

0.08

509.5

=
~

SM

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

ap [mm]

[
T

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

0.075

i

30 15.5°

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]

0.04

20°

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]

> o o

w

0 010203040506 0.7
Fmm/rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
// ” ﬁ

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 P047 P051 P053

N

/-~

CNMG-YF DNMG- YF SNMG- YF TNMG- YF VNMG- YF WNMG-YF
P034 P039 P043 P047 P051 P053

-~

()

\

(>

CNMG-SM DNMG- SM SNMG- SM TNMG- SM VNMG- SM WNMG-SM
P036 P040 P044 P048 P052 PO55
g - ) am ; e —
g = S = o @ ¢
}' / 5 5 5 ; @ » _/u—’\'\// ) Q v
8 @, Yamg 16 P R e N GO~ O
CNMG-LM DNMG- LM SNMG- LM TNMG- LM VNMG- LM WNMG-LM
P036 P041 P045 P049 P052 PO55
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 o ‘ )
Eireslar Features Application Range Cross Section Chip Breaker

ap [mn]

+ 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.

I

- N e s e o N

0 010203040506 070809
lm/rev]

ap[mm]
4
* MK for finishing of cast iron. 3 0.25
M K * The cutting edge combines sharpness ) -
and strength, with low chip removal 15°3
resistance. 1

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

ap[mm]

s> o o

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

w

0 010203040506 07
£ [mm/rev]

ap[mm]
7
6
5 0.36
* HK for cast iron heavy cutting. 4
H K « Strong cutting edge, big chip pocket, s
good at big cutting depth and width. ) 24°

0 010203040506 07
£ [mm/rev]

ap[mm]

o o

w o

r

41

i
°

* Flat-top for cast iron used.
Flat + Stable placement.

+ Strong edge design for intermittent
cutting conditions. 2

0 010203040506 0.7
£[mm. rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

Wiper} Wiper}
CNMG-WMV DNMX-WMV TNMX-WMV WNMG-WMV
PO36 PO41 P049 PO55

CNMG-MK DNMG-MK SNMG-MK TNMG-MK VNMG-MK WNMG-MK
P037 P042 P045 P049 P052 PO55
CNMG-UK DNMG-UK SNMG-UK TNMG-UK VNMG-UK WNMG-UK
P037 P042 P045 P049 P052 P0O56
CNMG-HK DNMG-HK SNMG-HK TNMG- HK VNMG- HK WNMG- HK
P038 P042 P046 PO50 P052 P0O56

CNMA DNMA SNMA TNMA WNMA
P038 P042 P046 PO50 P056
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Negative)

Chip — _ _
Eireslar Features Application Range Cross Section Chip Breaker

ap [mm]

« EL for finishing to semi-finishing of high
temperature alloy and titanium alloy. 4
E |_ « Suitable for processing long s
overhanging and thin-walled workpieces.
* Low cutting force to avoid vibration.

0 0.1 0203 0405
f[mm/rev]

ap[mm]

+ EM for semi-finishing to roughing of
E M high-temperature alloy.

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

o
°
=
o

°

2

2 o o 0~

w

0 010203040506 07
flmmerev]

ap [mm]

7

* SML for finishing to semi-finishing of °

stainless steel and high temperature °

SM L alloy. 4
+ Inclination angle design reduces 3

cutting resistance and ensures good chip 2

control. 1

0 010203040506 07
flmm/rev]

ap [mm]

* SMM for semi-finishing to roughing

of stainless steel and high-temperature 0.05

s~ o o

S M M alloy.

+ Unique chip-breaker design to meet
different cutting depth and feed 2
processing, ensuring processing stability. |

w

o)
°
e}

°

1

0 010203040506 0.7
£[mm/rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
S ’/
Dyl
CNMG-EL DNMG-EL VNMG-EL WNMG-EL
P034 P039 PO51 PO53
‘o -~ A 1
Jab=y i) - - AN o
d Lm— e — S o
CNMG-EM DNMG-EM SNMG-EM TNMG-EM VNMG-EM WNMG-EM
P036 P041 P045 P049 P052 PO55
= y = JAN
/ A/ P )> ﬂffﬂ\r\
— ~ -
CNMG-SML DNMG-SML VNMG-SML WNMG-SML
P035 P040 PO51 P053
= O \
- -~ -~
— I
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

MM

* MM for semi-finishing and finishing of
general steel, alloy steel and stainless
steel.

+ Sharp cutting edge, enables high
surface quality.

ap [mm]

|

.

Lg

0o 0.1 0203

fmm/rev]

FP

* FP for finishing cutting of general steel
and alloy steel.

» No cutting edge width and rake angle
design, ensures chip breaking at low
depth and feed.

ap(mm]

0 0.1 02 03 04 05
flmm/rev]

= G
. 9
[}
]

SPL

+ SPL for light cutting of general steel and
alloy steel.

+ Wide range of chip-breaking and
versatility.

' B
0 0.1 02030405
fmm/rev]

0.2

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.

N

0 01 02 03 04
flmm/rev]

0.13

=

o
°
0

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]

r
U J

0 0.1 0.2 0.3 0.4
flmm/rev]

0.12

13°

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
fmm/rev]
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VBMT-MM

P066

——

VBMT-FP

P066

&

VBMT-SPL

P066

k

VBMT-GP

P066

t

VBMT-TP

P066

X

VBMT-KM

P066
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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.

ap [mm]

I

3

2
«
un

0 0.1 0203

f[mm/rev]

FP

+ FP for finishing cutting of general steel
and alloy steel.

* No cutting edge width and rake angle
design, ensures chip breaking at low
depth and feed.

ap[mm]

3

) M N N N —

1

0 01 02 03 04 05
flmm/rev]

= G
° 4
)
o

SPL

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

* Wide range of chip-breaking and
versatility.

2 —

D

0 0.1 0.2 0.3 0.40.5
£ [mm/rev]

0.2

16°6°

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.

apimm]

N

0 01 02 03 04
flmm/rev]

0.13

19°8°

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 0.1 0.2 0.3 0.4
f[mm/rev]

0.12

13°

028 __ GESAC




General Turning |

TURNING TOOLS

80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
J (/—,\ — €
] | Y,
4 é ( J h’ o
s ‘_-,b - C
\ - ——
CCMT-MM DCMT-MM SCMT-MM TCMT-MM VCMT-MM
P0O57 P060 P062 P063 P067
- ¥
N
CCMT-FP DCMT-FP TCMT-FP VCMT-FP
P0O57 P060 P063 P067
CCMT-SPL DCMT-SPL TCMT-SPL VCMT-SPL
P0O57 P060 P063 P067
CCMT-GP DCMT-GP TCMT-GP
CCGT-GP DCGT-GP SCMT-GP TCGT-GP VeMT-GP WeMT-GP
P0O57 P060 P062 P063 P067 P068
CCMT-TP DCMT-TP SCMT-TP TCMT-TP
P058 P061 P062 P063
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TURNING TOOLS | General Turning

Overview of Turning Inserts
Turning Inserts (Positive)

7°Clearance Angle

Chip

Breeler Features

Application Range

Cross Section Chip Breaker

+ KM for semi-finishing and roughing of
KM general steel, alloy steel and cast iron.

* Variable land design, combine
sharpness with fracture resistance.

ap [mm]

0 01 0.2 03 0405
£ [mm/rev]

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

ap (]

2 o o~

w

T P

0 010203040506 07
flmm/rev]
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

V-4

=~

CCMT-KM DCMT-KM SCMT-KM TCMT-KM VCMT-KM
P0O58 P061 P062 P064 P067
J —— —
CCGX-AL DCGX-AL SCGX-AL TCGX-AL VCGX-AL
P0O58 P061 P062 P064 P067
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General Turning

Overview of Turning Inserts

Turning Inserts (Positive)
11°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.

ap [mm]

)

.

.

0 010203

f[mm/rev]

—

w1
o
(e}

SPL

* SPL for light cutting of general steel and
alloy steel.

* Wide range of chip-breaking and
versatility.

2 —

D

0 0.1 0.2 0.3 0.40.5
£ [mm/rev]

0.2

[y

(&)}
°
o

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.

ap [mm]

0 0.10.20.3 0.4

f[mm/rev]

0.13

=

o
°
0

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]

i
N

0 01 0203 04
flmm/rev]

0.12

13°
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80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon

3
J
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o@g

TPMT-MM

P065

>

TPMT-SPL

P065

CPGT-GP TPGT-GP

P059 P065

TPMT-TP

P065
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Turning Insert (Negative)

CN

Rhombic 80° with Hole

el el Coated Carbides Car  cormet
(mm) bides
St Gl =Slmlsnlgiaiale 2 08 28 Knigl BRIR0 Mo g 2iElElE
LE| IC | s | D1 |REflBfidfiol=i=i=iNicic = = S 000 S| S RIRRSE S o o miae
F s 5855555500006080888556555
CNMG090304-QF 9.7 9.525 3.18 3.81 04 o O
CNMG120404-QF 129 127 476 516 0. 0 0 0 © © 0 ® [ J
CNMG120408-QF 129 127 476 516 0. 0 0 00 ® O® O O O
_ CNMG120404-TF 129 127 476 5.16 04 OO
> CNMG120408-TF 129 127 476 5.16 0.8 OO
CNMG090308-GF 9.7 9.525 3.18 3.81 0.8 O
CNMG120404-GF 129 127 476 5.16 04 [ ] O
CNMG120408-GF 129 127 476 5.16 0.8 @] [ ]
CNMG120412-GF 129 127 476 5.16 1.2 [ ]
CNMG120404-SF 129 127 476 516 04 [ J [ ]
/ CNMG120408-SF 129 127 476 5.16 0.8 O [}
CNMG120404-YF 129 127 476 516 04 [ X )
CNMG120408-YF 129 127 476 5.16 0.8 ( X J
CNMG120404-SPL 129 127 476 5.16 04 [ ]
CNMG120404-EL 129 127 476 5.16 04 [ J [ J
CNMG120408-EL 129 127 476 5.16 0.8 o000
CNMG120412-EL 129 127 476 5.16 1.2 [ X )
CNMG160608-EL 16.1 15.875 6.35 6.35 0.8 [ X J
CNMG160612-EL 16.1 15.875 6.35 6.35 1.2 [ X J
CNMG190608-EL 19.3 19.05 6.35 7.94 0.8 [}
CNMG190612-EL 19.3 19.05 6.35 7.94 1.2 [

@Stock OAvailable Upon Order
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Turning Insert (Negative)

CN

Rhombic 80° with Hole

Bl Coated Carbides Car- cormet
(mm) bides
i o
Ordering Code e S NN R R = N
LE IC S D1 REEEE:::NFF::mem:::l\l\l\rDaaamgg
aaacooaoaaasSssssEzsEsEnnnnzzzz2ae
) (G) (0)) (0] (] GGG (G IO G GGG GG G G G (G GGG GG G] (T ([T (T)
CNMG120404-SML 129 127 476 5.16 0.4 [ ] [ ]
CNMG120408-SML 129 12.7 4.76 5.16 0.8 [ N N J
CNMG120412-SML 129 127 476 5.16 1.2 [ N ]
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 129 127 476 516 0. 0 0 © © ® ® ® [ ] @] [ ] [ X J
CNMG120408-QM 129 127 476 516 0. 0 0 0 0 © © © 0 © [ ] [ ] [ J
CNMG120412-QM 129 127 476 516 1., 0 0 0 0 0 0 00O [ ]
CNMG120416-QM 129 127 476 5.16 1.6 ® O [ ) [ )

CNMG160608-QM  16.1 15.875 635 635 08 0O 0 0 0 ® © ® O

CNMG160612-QM  16.1 15875 635 635 1.2 0 0 0 00 0 0 O

CNMG190608-QM  19.3 19.05 635 794 08 O 0 ® © ® @ [ ]
CNMG190612-QM 193 19.05 6.35 7.94 1.2 0O 0O

CNMG190616-QM  19.3 19.05 6.35 7.94 1.6 O [
CNMG120404-GM 129 127 476 5.16 0.4

CNMG120408-GM 129 127 476 5.16 0.8
CNMG120412-GM 129 127 476 5.16 1.2
CNMG120416-GM 129 127 476 516 1.6

—ﬁ\ CNMG160608-GM  16.1 15.875 6.35 6.35 0.8
! CNMG160612-GM  16.1 15.875 6.35 6.35 1.2

C e ®@ O @ & o

CNMG160616-GM ~ 16.1 15.875 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 129 127 476 5.16 0.8

@)
® 6 6 6 O 06 6 06 06 0 0 o

ﬂ CNMG120408L-SV 129 127 476 5.16 0.8

@Stock (OAvailable Upon Order
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Turning Insert (Negative)

CN

Rhombic 80° with Hole

Ordering Code
LE

CNMG090304-SM 9.7
CNMG090308-SM 9.7
CNMG120404-SM  12.9
CNMG120408-SM  12.9
CNMG120412-SM 129
CNMG120416-SM 129

)

CNMG160608-SM  16.1
CNMG160612-SM  16.1
CNMG160616-SM  16.1
CNMG190608-SM  19.3
CNMG190612-SM  19.3
CNMG190616-SM ~ 19.3
CNMG120404-TP 12.9
CNMG120408-TP 12.9

CNMG120404-LM 129
g CNMG120408-LM  12.9
CNMG120412-LM 129

CNMG120404-EM 129
CNMG120408-EM  12.9
CNMG120412-EM 129

CNMG160608-EM  16.1
CNMG160612-EM  16.1
CNMG120404-SMM  12.9
CNMG120408-SMM  12.9
CNMG120412-SMM  12.9

LN/
-

CNMG120408-WMV  12.9

’ CNMG120412-WMV  12.9

036 _ GESAC

Dimension
(mm)

IC

9.525
9.525
12.7
12.7
12.7
12.7
15.875
15.875
15.875
19.05
19.05
19.05
12.7
12.7

12.7
12.7
12.7

12.7
12.7
12.7
15.875
15.875
12.7
12.7
12.7

12.7
12.7

3.18
3.18
4.76
4.76
4.76
4.76
6.35
6.35
6.35
6.35
6.35
6.35
4.76
4.76

4.76
4.76
4.76

4.76
4.76
4.76
6.35
6.35
4.76
4.76
4.76

4.76
4.76

D1

3.81
3.81
5.16
5.16
5.16
5.16
6.35
6.35
6.35
7.94
7.94
7.94
5.16
5.16

5.16
5.16
5.16

5.16
5.16
5.16
6.35
6.35
5.16
5.16
5.16

5.16
5.16

RE

0.4
0.8
0.4
0.8
1.2
1.6
0.8
1.2
1.6
0.8
12
1.6
0.4
0.8

0.4
0.8
1.2

0.4
0.8
1.2
0.8
1.2
0.4
0.8
1.2

0.8
12

GPT6110

GPT6120
GPT6130
GP1105

GP1115

GP1120

GP1225
GP1130

Coated Carbides

GP1135

v 210IS(8
coYdAae
555000
oe °
[ ¥e) °
XX JoX X
XXX XX
XX I X
(X)) °
00 °
(X)) °
° °
oce °
00 ee
XXX XX
XXX XX
' X XX X X
°

GK1115
GK1120
GK1125

00O
o o

bcig;_s Cermet
©R8nRlcgglE=E
EREEE S 5 R E
BBBEEEEEEEE
O
(]
[ ]
(]
[ N J
[ N J
(N N ]
o000
o000
[ X N ]
[ X N J
[ X NGO
[ X N ]
[ ] (]
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General Turning | TURNING TOOLS

Turning Insert (Negative)

CN

Rhombic 80° with Hole

Dir?rﬁ?:)ion Coated Carbides bcig:s Cermet
q o
GGG 855000055588866660605606
CNMG120404-MK 129 127 4.76 5.16 0.4 [ N ]
CNMG120408-MK 129 12.7 4.76 5.16 0.8 [ N J
CNMG120412-MK 129 12.7 476 5.16 1.2 [ N J
CNMG120404-UK 129 12.7 4.76 5.16 0.4 [ N N J
CNMG120408-UK 129 12.7 4.76 5.16 0.8 000
CNMG120412-UK 129 127 476 516 1.2 [ N N J
CNMG120416-UK 129 127 476 5.16 1.6 O O
’ CNMG160608-UK  16.1 15.875 6.35 6.35 0.8 [ N N J
CNMG160612-UK  16.1 15.875 6.35 6.35 1.2 [ N N J
CNMG160616-UK  16.1 15.875 6.35 6.35 1.6 cCee
CNMG190612-UK  19.3 19.05 6.35 7.94 1.2 [ ] [ ]
CNMG190616-UK  19.3 19.05 6.35 7.94 1.6 [ ] O
CNMG120408-LR 129 127 476 5.16 0.8 [ ] [ X J
CNMG120412-LR 129 127 476 516 1.2 [ ] [ ] [ X J
CNMG120416-LR 129 127 476 5.16 1.6 @] [ X J
’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 19.3 19.05 6.35 7.94 1.2 [ ] [ N J
CNMG190616-LR 19.3 19.05 6.35 7.94 1.6 [ ) [OXN J

CNMG120408-QR 129 127 476 516 0. 0 0 000 © 0O
CNMG120412-QR 129 127 476 516 12 00000 © 00
CNMG120416-QR 129 127 476 516 10 00 00O @ @
CNMG160608-QR  16.1 15.875 6.35 6.35 0.8 e o
CNMG160612-QR  16.1 15875635 635 1.2 0 0000 © 0 O
A CNMG160616-QR  16.1 15875 635 635 16 000 O ® © O @®
CNMG190608-QR  19.3 19.05 6.35 7.94 0.8 O O O e o
CNMG190612-QR 193 19.05 635 794 12 @@ OO @
CNMG190616-QR ~ 19.3 19.05 635 794 16 OO0 0 @O @
CNMG190624-QR  19.3 19.05 635 794 24 O @O @

CNMG250924-QR 258 254 952 9.12 24 O @ O [

1>
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TURNING TOOLS | General Turning

Turning Insert (Negative)

CN

Rhombic 80° with Hole

DiTne;rrmT]s;on Coated Carbides bcig;_s Cermet
Ordering Code S’S%gmgﬂggQﬂaﬁgﬂmomﬁaa'“gEﬁ%EEE
e s o e SEENBEC O RRERE e SR EER
EEOE6656065555000606088688655060600
CNMG120408-HK 129 12.7 4.76 5.16 0.8 [ ] [ ] [ X N ]
CNMG120412-HK 129 127 476 5.16 1.2 [ N N J
CNMG120416-HK 129 127 4.76 5.16 1.6 000
CNMG160612-HK  16.1 15.875 6.35 6.35 1.2 [ ] [ N N J
CNMG160616-HK  16.1 15.875 6.35 6.35 1.6 [ X N ]
CNMG190612-HK  19.3 19.05 6.35 7.94 1.2 [ X NGO
CNMG190616-HK ~ 19.3 19.05 6.35 7.94 1.6 e O
CNMM190616-QH  19.3 19.05 6.35 7.94 1.6 O e ©o
ﬂ CNMM190624-QH  19.3 19.05 635 794 24 @ O @ [ J [ J
CNMM250924-QH 258 254 952 912 24 0O C @0 @ @ [ ] [ J
CNMA120404 129 127 476 5.16 04 [ J [ J
CNMA120408 129 127 476 5.16 0.8 [ X N ]
CNMA120412 129 127 476 516 1.2 000
CNMA120416 129 127 476 516 1.6 [ X NGO
CNMA160612 16.1 15.875 6.35 6.35 1.2 [ X N J
CNMA160616 16.1 15.875 6.35 6.35 1.6 [ X NGO
CNMA160620 16.1 15.875 6.35 6.35 2.0 [ J
CNMA190612 19.3 19.05 6.35 7.94 1.2 e o
CNMA190616 19.3 19.05 6.35 7.94 1.6 [ N N J
CNMA190624 19.3 19.05 6.35 7.94 24 [ JON ]
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General Turning | TURNING TOOLS

Turning Insert (Negative)

DN

Rhombic 55° with Hole

Dimension Coated Carbides Car  Cormet
(mm) bides
St G o S R N R S e = =
LE | IC | s | D1 |REjBIBlBI=|=(=|NIcic = = 2 0 0 0= = IS B IR IS E e oo @S
EEEE55555555500006688885666060 5
DNMG110404-QF  11.6 9.525 476 381 04 @O @ @®@ @ O
DNMG110408-QF  11.6 9.525 476 381 0 0 0 00 ® @
DNMG150404-QF 155 127 476 516 0. 0 0 @ @ ® O ® O
DNMG150408-QF 155 127 476 516 08 0O 0 @ @ ® O O O
DNMG150604-QF 155 127 635 516 04 0 @ ®@ @ @ O
DNMG150608-QF 155 12.7 6.35 5.16 0.8 ce e
DNMG150404-TF 15,5 127 476 5.16 0.4 ® O
DNMG150408-TF 15.5 127 476 5.16 0.8 OO
DNMG110404-GF  11.6 9.525 4.76 3.81 0.4 O
DNMG110408-GF  11.6 9.525 4.76 3.81 0.8 o e
DNMG150404-GF  15.5 12.7 4.76 5.16 0.4 O
DNMG150408-GF 15,5 12.7 4.76 5.16 0.8 e o
DNMG150608-GF 15,5 12.7 6.35 5.16 0.8 O
DNMG110404-SF 11.6 9.525 476 3.81 0.4 [} O
DNMG110408-SF 11.6 9.525 4.76 3.81 0.8 [ @)
DNMG150404-SF 155 127 476 516 0.4 [} [}
DNMG150408-SF 155 127 476 5.16 0.8 [ J [ J
DNMG150604-SF 155 12.7 6.35 5.16 0.4 O [ J
DNMG150608-SF 155 127 6.35 5.16 0.8 [ J [ J
DNMG150404-YF 155 127 476 5.16 0.4 ® O
DNMG150408-YF 15,5 127 476 5.16 0.8 ® O
DNMG150604-YF 15,5 127 635 516 04 [ N
DNMG150608-YF 15,5 127 635 5.16 0.8 [ X ]
DNMG150404-SPL  15.5 12.7 476 5.16 0.4 [ J
DNMG150408-SPL  15.5 12.7 4.76 5.16 0.8 [ J
DNMG150404-EL 155 127 476 516 04 [}
DNMG150408-EL 155 127 476 5.16 0.8 [ X ]
DNMG150412-EL 155 127 476 5.16 1.2 [ N J
DNMG150604-EL 155 127 635 516 04 [}
DNMG150608-EL 15,5 12.7 6.35 5.16 0.8 [ N J
DNMG150612-EL 155 127 635 516 1.2 [ X ]
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TURNING TOOLS | General Turning

Turning Insert (Negative)

DN

Rhombic 55° with Hole

DI el Coated Carbides Car cermet
(mm) bides
Ordering Code SS8sngaen R S n g 2RRnRogazzaz
LE | IC | s | D1 |REjgfigiol=|=(=iai=i= = = N5 3 8 == oK R IR G R(E 5 slnialS
EEOE6656065555000606088688655060600
DNMG150404-SML  15.5 12.7 476 5.16 0.4 [ ]
DNMG150408-SML  15.5 12.7 476 5.16 0.8 [ ]
DNMG150604-SML  15.5 127 6.35 5.16 0.4 [ ]
DNMG150608-SML  15.5 12.7 6.35 5.16 0.8 ( N ]
DNMG110404-QM 116 9525 476 381 0/ 0 @@ @ @ O [ ]
DNMG110408-QM 11.6 9525 476 3831 08 0 0 0 0000 O [ J
DNMG110412-QM  11.6 9.525 4.76 3.81 1.2 [ J O O [ J
DNMG150404-QM 155 127 476 516 04 @ @ @ Cee [ J [ J [}
DNMG150408-QM 155 127 476 516 08 0 0 © © © ® @ [ J [
DNMG150412-QM 15,5 127 476 516 1.2 @ @ @ 000 [ J
DNMG150604-QM 15,5 127 635 516 04 @0 © © ® @ [ J O O O
DNMG150608-QM 155 127 635 516 08 0 0 0 0 0 0 0 0O [ J [ ) O
DNMG150612-QM 155 127 635516 1.2 0 0 0 © © ® @ O O
DNMG110404-GM  11.6 9.525 4.76 3.81 0.4 [ ] [ J
DNMG110408-GM  11.6 9.525 4.76 3.81 0.8 o [ J [ J
DNMG150404-GM 15,5 12.7 476 5.16 0.4 [ ] [ ]
DNMG150408-GM  15.5 12.7 476 5.16 0.8 o @
DNMG150412-GM  15.,5 12.7 476 5.16 1.2 [ ] [ ]
DNMG150604-GM  15.5 12.7 6.35 5.16 0.4 o @
DNMG150608-GM  15.5 12.7 6.35 5.16 0.8 e o
DNMG150612-GM 15,5 127 6.35 5.16 1.2 O [ ]
DNMG150616-GM  15.5 12.7 6.35 5.16 1.6 [ ]
DNMG150404R-SV 15,5 127 476 5.16 0.4 O
DNMG150404L-SV 15,5 127 476 5.16 0.4 [ ]
DNMG150604R-SV 15,5 12.7 6.35 5.16 04 [ J [ J
DNMG150604L-SV 15,5 12.7 6.35 5.16 0.4 [ ] [ J [ ]
DNMG150608R-SV 15,5 12.7 6.35 5.16 0.8 [ J [ J @]
DNMG150608L-SV 15,5 12.7 6.35 5.16 0.8 [ ] [ J
DNMG110404-SM  11.6 9.525 4.76 3.81 0.4 [OX ) [ X )
DNMG110408-SM  11.6 9.525 4.76 3.81 0.8 [ JON J [ J
DNMG110412-SM  11.6 9.525 4.76 3.81 1.2 [ J
Q DNMG150404-SM 15,5 127 476 5.16 0.4 [oNeN N N )
DNMG150408-SM 15,5 127 476 5.16 0.8 [ X J [ X )
DNMG150604-SM 15,5 127 6.35 5.16 0.4 N NONOX )
DNMG150608-SM 15,5 127 6.35 5.16 0.8 000000
DNMG150612-SM 15,5 127 6.35 5.16 1.2 (ONO©)] O
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General Turning | TURNING TOOLS

Turning Insert (Negative)

DN

Rhombic 55° with Hole

P eE e Coated Carbides Car  Cermet
(mm) bides
Ordering Code SSBngnen R 8ng 8RR nRogalzEE
LE| IC | s | D1 |RERlol=isi=iaic|= = = 2106 & == = BIEEIRIE ST o meS
GGG 855000055588866660605606
DNMG110404-TP 11.6 9.525 4.76 3.81 0.4 [ J
., DNMG150404-TP 155 127 476 516 0.4 [ N ]
DNMG150408-TP 155 127 476 5.16 0.8 ® O
DNMG150604-TP 155 127 6.35 516 04 [ N ]
DNMG150608-TP 155 127 6.35 516 0.8 [ N ]
DNMG150404R -TS 15.5 12.7 6.35 5.16 0.4 [ N ]
DNMG150404L-TS 15.5 127 6.35 516 0.4 [ X )
DNMG150408R-TS 15.5 12.7 6.35 5.16 0.8 ® O
DNMG150408L-TS 15.5 12.7 6.35 5.16 0.8 [ X J
DNMG110404-LM  11.6 9.525 4.76 3.81 0.4 [ JORGNON X J
DNMG110408-LM  11.6 9.525 4.76 3.81 0.8 [ N NON N X J
DNMG150404-LM 15,5 12.7 4.76 5.16 0.4 [ JORGNON X J
DNMG150408-LM 15,5 12.7 4.76 5.16 0.8 [ N NON N XN J
DNMG150412-LM 15,5 12.7 4.76 5.16 1.2 O O O
DNMG150604-LM 15,5 12.7 6.35 5.16 0.4 [ ] o000
DNMG150608-LM  15.5 12.7 6.35 5.16 0.8 [ NONGNON N )
DNMG150612-LM 15,5 12.7 6.35 5.16 1.2 @] [ X N©)
DNMG150408-EM  15.5 12.7 4.76 5.16 0.8 [ N N J
DNMG150412-EM 15,5 12.7 4.76 5.16 1.2 [ N N J
DNMG150608-EM  15.5 12.7 6.35 5.16 0.8 [ N N J
DNMG150612-EM 15,5 12.7 6.35 5.16 1.2 [ N N J
DNMG150408-SMM 15.5 12.7 476 5.16 0.8 [ N NGO
DNMG150608-SMM 15.5 12.7 6.35 5.16 0.8 [ N NGO

DNMX150408-WMV 15.5 12.7 476 5.16 0.8
’DNMX’ISOMZ-WMV 155 127 476 516 1.2
DNMX150608-WMV 155 12.7 6.35 5.16 0.8

DNMX150612-WMV 155 127 6.35 5.16 1.2

[CRNCAN BN J
® O/ 0|0
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TURNING TOOLS | General Turning

Turning Insert (Negative)

DN

Rhombic 55° with Hole

Dimension . Car-
Coated Carbides - Cermet
(mm) bides
i o
Ordering Code 98%mmomommﬂgngmomﬁagmNOOOEEE
b e = = ) e e e ST N N N S S e = e R R = =
LE | IC |5 | D1 RE folofol= =i NS =l — | = | = |m|m|m | SIS S IEIEIEISIES |55 @es
oooooooloolSSSSSSXXX000nZZZZaala
VIVIVIVIVIVIYVIYVIY(V IVIVVILVILVILVILVILVILVVIULVILVLVULVLVLILLVY
DNMG150404-MK  15.5 127 476 5.16 0.4 [ N ]

DNMG150408-MK 155 12.7 4.76 5.16 0.8 (N ]
DNMG150412-MK 155 127 4.76 5.16 1.2 (N ]
DNMG150604-MK 155 12.7 6.35 5.16 0.4 ( N J
DNMG150608-MK 155 12.7 6.35 5.16 0.8 ( N ]
DNMG150612-MK 155 12.7 6.35 5.16 1.2 [ ]
DNMG150404-UK 155 127 476 5.16 0.4 e o
DNMG150408-UK 155 12.7 4.76 5.16 0.8 [ N N J
DNMG150412-UK 155 127 4.76 5.16 1.2 ® O
DNMG150604-UK 155 12.7 6.35 5.16 0.4 [ NOX ]
DNMG150608-UK 155 12.7 6.35 5.16 0.8 [ X N J
DNMG150612-UK 155 12.7 6.35 5.16 1.2 ® OO
DNMG150616-UK 155 127 6.35 5.16 1.6 e o
DNMG150408-LR 155 12.7 4.76 5.16 0.8 [ ] ce
DNMG150412-LR 155 127 4.76 5.16 1.2 [ ] [ N ]
DNMG150608-LR 155 12.7 6.35 5.16 0.8 [ ] [ ]
DNMG150612-LR 155 127 6.35 5.16 1.2 @]
DNMG150408-QR 155 127 476 5.16 08 @ @ @ (@)

DNMG150412-QR 155 127 476 516 1.2 O @ O O

DNMG150608-QR 155 127 635 516 08 @0 @@ O @ @

DNMG150612-QR 155 127 635516 1.2 0 0 000 @ O

DNMG150616-QR 155 127 635 516 16 0 0 0 0 ® @ O

DNMG150408-HK 155 12.7 476 5.16 0.8 0O
DNMG150412-HK 155 12.7 476 5.16 1.2 [ N N J
DNMG150608-HK 155 12.7 6.35 5.16 0.8 [ N N ]
DNMG150612-HK 155 12.7 6.35 5.16 1.2 (N N J
DNMA150404 155 127 476 5.16 04 e o
DNMA150408 155 127 476 5.16 0.8 (N N J
DNMA150412 155 127 476 516 1.2 ® OO0
DNMA150416 155 127 476 5.16 1.6 e o
DNMA150604 155 127 635 516 04 o e
DNMA150608 155 127 635 5.16 0.8 (N N J
DNMA150612 155 127 635 516 1.2 [ N N ]
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General Turning | TURNING TOOLS

Turning Insert (Negative)

SNMG120416-GM  12.7 12.7 476 5.16 1.6

_ SNMG150608-GM 15875 15.875 6.35 6.35 0.8

SNMG150612-GM 15875 15.875 6.35 6.35 1.2

SNMG190612-GM  19.05 19.05 6.35 7.94 1.2

- ’ <0
NN
S N \ \9\ |cEJ
T _Te
RE -
Square 90° with Hole Lt -S-
Dimension Coated Carbides Car  Cormet
(mm) bides
St Gt o S R N R S e = =
LE | IC | s | D1 |REjBlididl=|=i=iNizls = = 2 8 8 A== =R R IR 5 E ez )z @S
EEEE55555555500006688885666060 5
’ SNMG090304-QF  9.525 9.525 3.18 3.81 0.4 O
Eﬁ’t SNMG090308-QF  9.525 9.525 3.18 3.81 0.8 O
‘\\_\-‘; SNMG120404-QF  12.7 127 476 516 04 O @@ O O O
jr—— SNMG120408-QF 12.7 127 476 516 0.8 @ ®@ @ ® O [
SNMG120404-GF  12.7 12.7 476 5.16 04 O
SNMG120408-GF ~ 12.7 12.7 476 5.16 0.8 O
- SNMG120404-SF 127 127 476 5.16 04 [}
| SNMG120408-SF 127 127 4.76 5.16 0.8 [ J
SNMG120404-YF 127 127 476 5.16 04 [ X ]
W( SNMG120408-YF 127 127 476 5.16 0.8 [ N ]
[ A
SNMGO090304-QM  9.525 9.525 3.18 3.81 0.4 o O O
SNMGO090308-QM  9.525 9.525 3.18 3.81 0.8 O @ O
SNMG120404-QM  12.7 127 476 516 04 O @® OO @ @
=< ~ SNMG120408-QM 127 127 476 516 0.8 0 0 0 0000 O
;ﬁ\ SNMG120412-QM 127 127 476 516 1.2 0 00O 0 @ O
_ SNMG120416-QM  12.7 127 476 516 1.6 ®@ @ @ ® O
SNMG150608-QM 15875 15.875 635 635 0.8 O @O O O O
SNMG150612-QM 15875 15.875 635 635 1.2 0 0 0 @O @ O
SNMG190612-QM  19.05 19.05 635 794 1.2 @ OO @
SNMG090304-GM  9.525 9.525 3.18 3.81 0.4 O
SNMGO090308-GM  9.525 9.525 3.18 3.81 0.8 O
SNMG120404-GM  12.7 127 476 5.16 0.4 [}
SNMG120408-GM  12.7 12.7 4.76 5.16 0.8 o @
= /q\ SNMG120412-GM 127 12.7 4.76 5.16 1.2 o o
[
[
[
[ J
O

SNMG190616-GM  19.05 19.05 6.35 7.94 1.6
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TURNING TOOLS |

Turning Insert (Negative)

General Turning

o ’ ;‘90“
7 ™~
7/ N\
Y -
\ (=]
N L P
. RE \ LE’ S
Square 90° with Hole -
il Coated Carbides Car- cermet
(mm) bides
Ordering Code ggggmggggEﬂ%ﬁgﬂmg:ﬂgggggiﬁaééé
LE IC S DI REPOb=ccacccc Y8 cEc=srRENcRaoass Y
SooconononaassSsssEsccnhhilzzzza2g
U000V I0OIUI0 UV VVLVLVLVUIVOLVILVUILOLVILVLVULVOLVLVILVLVOLVIO
SNMG120404R-SV 127 127 4.76 5.16 0.4 ) O
‘Q SNMG120408R-SV 127 127 4.76 5.16 0.8 ) °
[—= SNMG120408L-SV 127 127 4.76 5.16 0.8 ) O
SNMG090304-SM  9.525 9.525 3.18 3.81 0.4 e0Ce o
SNMG120404-SM 127 127 476 516 0.4 eoo000
SNMG120408-SM 127 127 4.76 5.16 0.8 (Y X XX ) °
SNMG120412-SM 127 127 4.76 5.16 1.2 Yol X X )
q SNMG120416-SM ~ 12.7 12.7 4.76 5.16 1.6 00O O
SNMG150608-SM 15875 15.875 6.35 6.35 0.8 e0e0 )
SNMG150612-SM 15875 15.875 6.35 6.35 1.2 O e
SNMG150616-SM 15875 15.875 6.35 6.35 1.6 e ® O
SNMG190612-SM  19.05 19.05 635 7.94 1.2 cO0e e
SNMG190616-SM  19.05 19.05 635 7.94 1.6 e0Ce o
SNMG120404TP 127 127 476 5.16 04 °
SNMG120408 TP 127 127 476 516 08 °

044 _ GESAC
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General Turning | TURNING TOOLS

Turning Insert (Negative)

o fon
/ \\\ I
5
SN O
. RE \ LE’ S
Square 90° with Hole -
DImERE B Coated Carbides Car-  cormet
(mm) bides
Ordering Code SSBngnen R 8ng 8RR nRogalzEE
LE | I€ | s | D1 RE|eloloi=i=i=inNi=l= = S |¥ G0 aS = RERS R s s E e
alalalninneala ===zl annAzzzzaes
OO0V IVIVIOV IO UVIVVLVUVULVIVLVLVIVULVILVILVOULVLVULVLVILOIUVOIY
SNMG120404-LM 127 127 476 516 0.4 cee
Iy  SNMGI20408LM 127 127 476 516 08 XXX
-~ SNMG120412LM 127 127 476 516 1.2 ° Oe
SNMG120404-EM 127 127 476 516 0.4 X
- oy
L Ry SNMGI20408EM 127 127 476 516 08 XX
[ SNMG120412-EM 127 127 476 516 1.2 XX
INMG120408- 457 127 476 5.6 08 'Y Yo
N SMM
[Py O)| S\MGT120412- 155 127 476 516 12 ®00
{ U sMMm
| NSy
—— e
——
SNMG120404-MK 127 127 476 516 0.4 o0
SNMG120408-MK 127 127 476 516 0.8 X
SNMG120412-MK 127 127 476 516 1.2 X
SNMG120408-UK 127 127 476 516 0.8 o} XX
SNMG120412-UK 127 127 476 516 1.2 XX
SNMG150412-UK 15875 15875 4.76 6.35 1.2 o o
SNMG150608-UK 15875 15875 6.35 6.35 0.8
SNMG150612-UK 15875 15875 6.35 6.35 1.2 e0O @
SNMG150616-UK 15875 15875 6.35 6.35 1.6 o o
SNMG190612-UK  19.05 19.05 6.35 7.94 1.2 "YeXe)
SNMG190616-UK  19.05 19.05 6.35 7.94 1.6 000
SNMG120408-LR 127 127 476 516 0.8 X
SNMG120412-LR 127 127 476 516 1.2 ° X
SNMG150608-LR 15875 15875 6.35 6.35 0.8 X
SNMG150612-LR 15875 15875 6.35 6.35 1.2 oe
SNMG190612-LR  19.05 19.05 6.35 7.94 1.2 ° oe
SNMG190616-LR  19.05 19.05 6.35 7.94 1.6 ° X
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TURNING TOOLS | General Turning

Turning Insert (Negative)

_ ;‘900
s Y
/ Kj\ \ E]
SN Pl
RE =
Square 90° with Hole L= —
Dirpr:rrlqs)ion Coated Carbides bci:; Cermet
H o
EEEE5555555550000606888856660600
SNMG120408-QR 127 127 476 516 08 @ ® @ e o
SNMG120412-QR 127 127 476 516 12 @ ® @ O e
SNMG120416-QR 127 127 476 5.16 16 O @ O O e
SNMG150608-QR 15875 15.875 635 635 0.8 O e
SNMG150612-QR 15875 15.875 635 635 1.2 e o
SNMG150616-QR 15875 15.875 635 635 1.6 O e
~ SNMG150624-QR 15875 15.875 635 635 2.4 °
W SNMG190608-QR  19.05 19.05 635 7.94 0.8 0
SNMG190612-QR  19.05 19.05 635 7.94 1.2 e0 e o
SNMG190616-QR  19.05 19.05 635 7.94 16 ©® ® ® @ o o
SNMG190624-QR  19.05 19.05 635 7.94 24 O @ @ o
SNMG250724-QR 254 254 7.94 921 24 @ O
SNMG250924-QR 254 254 952 921 24 @ o
SNMG120408-HK 127 127 476 5.16 0.8 XX
SNMG120412-HK 127 127 476 5.16 1.2 XX
SNMG120416-HK 127 127 476 5.16 1.6 XX
SNMG150612-HK 15875 15.875 635 635 1.2 eCe@
SNMG150616-HK 15875 15.875 635 635 1.6 o o
SNMG190612-HK  19.05 19.05 635 7.94 1.2 eCe@
SNMG190616-HK  19.05 19.05 635 7.94 1.6 ooce
SNMM150616-QH 15875 15.875 635 7.94 16 @ O @
SNMM190612-QH  19.05 19.05 635 7.94 1.2 ° o
SNMM190616-QH  19.05 19.05 635 7.94 1.6 e o
~ SNMM190624-QH 19.05 19.05 635 7.94 24 @ ® @ o o
ey SNMM250724-QH 254 254 7.94 9.12 24 oo o o
SNMM250924-QH 254 254 952 912 24 0@ 0 @O © @®
SNMM250932-QH 254 254 952 9.12 3.2 o e
SNMA090308 9.525 9525 3.8 3.81 0.8 °
SNMA120404 127 127 476 516 04 o o
SNMA120408 127 127 476 516 08 XX
SNMA120412 127 127 476 516 1.2 XX
SNMA120416 127 127 476 516 1.6 eCe@
SNMA190612 19.05 19.05 635 7.94 1.2 Yo¥e)
SNMA190616 19.05 19.05 635 7.94 1.6 Yo¥e)
SNMA190632 19.05 19.05 635 7.94 32 o

@sStock OAvailable Upon Order
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Turning Insert (Negative)

TN

Triangle 60° with Hole

General Turning | TURNING TOOLS

RE

Bl Coated Carbides Car- - cormet
(mm) bides
IR S SSBlsngen R 8 n g g 8RR n o alzz
LE 1C S D1 REEEE:::NFF‘:‘ZEMMMS::'\'\'\FDEEEEEQ
aaacooaoaaasSssssEzsEsEnnnnzzzz2ae
) (G) (0)) (0] (] GGG (G IO G GGG GG G G G (G GGG GG G] (T ([T (T)
TNMG160404-QF 165 9.525 476 381 0. 0 0 0 © © 0 O [ N ]
ya
— TNMG160408-QF 16.5 9.525 476 381 0. 0 0 © © © ® ® e
A Q\/L TNMG220404-QF 22 127 476 516 04 @0 @ @ O
TNMG160404-TF 16.5 9.525 4.76 3.81 0.4 ® O
TNMG160408-TF 16.5 9.525 4.76 3.81 0.8 OO
TNMG160404-GF 16.5 9.525 4.76 3.81 0.4 [ ) [ ]
7 / TNMG160408-GF 16.5 9.525 4.76 3.81 0.8 [ ] O
th»’\ TNMG220404-GF 22 12.7 4.76 5.16 0.4 [ )
]
) TNMG160404-SF 16.5 9.525 4.76 3.81 0.4 [ X J [ ]
/ TNMG160408-SF 16.5 9.525 4.76 3.81 0.8 [ ] [ ]
y TNMG160404-YF 16.5 9.525 4.76 3.81 0.4 [ X J
(/\ TNMG160408-YF 16.5 9.525 4.76 3.81 0.8 [ X J
A _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 0.4 o O
TNMG110308-QM 11 6.35 3.18 2.26 0.8 o O
2 TNMG160404-QM 165 9.525 476 381 0. 0 0 © © © ® ® [ ] O [ X J [ J
‘//_7 TNMG160408-QM 165 9525 476 381 8 0O 0 0 0 0 000 O [ ] [ ] Oe
;\e.;\ TNMG160412-QM 165 9525 476 381 1.2 0 0 0 0 0 000 O [ ]
TNMG220408-QM 22 127 476 516 08 @ ® @ [ ] [ ]
TNMG220412-QM 22 127 476 516 1.2 O @ O [ ] [ ]
TNMG220416-QM 22 127 476 516 16 @ O [ ]

@sStock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

TN

Triangle 60° with Hole

Dimension Coated Carbides car  Cermet
(mm) bides

Ordering Code
LE IC S D1 RE

GPT6110
GPT6120
GPT6130
GP1105
@) GP1115
GP1120
® 6 6 6 O @ 6 ¢ 06 0 O O GP1225
GP1130
GP1135
GM1115
GM1125
GM1230
GM3215
GM3220
GM3225
GK1115
GK1120
GK1125
GST7115
GST7120
GST7130
GS3115
GNT7120
GP91TM
GP92TM

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

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 22 127 476 5.16 04
TNMG220408-GM 22 127 476 5.16 0.8
TNMG220412-GM 22 127 476 5.16 0.8
TNMG160404R-SV  16.5 9.525 4.76 3.81 0.4 (N J
(N J

TNMG160404L-SV  16.5 9.525 4.76 3.81 0.4

()
:

O @ ® O O
® O o

TNMG160408R-SV  16.5 9.525 4.76 3.81 0.8
TNMG160408L-SV  16.5 9.525 4.76 3.81 0.8
TNMG160404-SM  16.5 9.525 4.76 3.81 0.4 o000O0O

TNMG160408-SM  16.5 9.525 4.76 3.81 0.8 o000 o000 ([ ]

TNMG160412-SM  16.5 9.525 4.76 3.81 1.2 [OXOX®) [ ]

TNMG220408-SM 22 127 476 5.16 0.8 [ N J [ ]

TNMG220412-SM 22 127 476 5.16 1.2 e

TNMG220416-SM 22 127 476 5.16 1.6 @)

TNMG160404-TP  16.5 9.525 4.76 3.81 0.4 ( N ]
TNMG160408-TP  16.5 9.525 4.76 3.81 0.8 ® O

[ ]
TNMG160404R-TS 16,5 9.525 4.76 3.81 0.4 [ X }
/ TNMG160404L-TS 16.5 9.525 4.76 3.81 0.4 ( N ]

*
&TNMG%MOBR—TS 16.5 9.525 4.76 3.81 0.8 o0

TNMG160408L-TS  16.5 9.525 4.76 3.81 0.8 o0

@Stock OAvailable Upon Order

048 __ GESAC



Turning Insert (Negative)

TN

Triangle 60° with Hole

Ordering Code

TNMG160404-LM
TNMG160408-LM
. TNMG160412-LM
TNMG160408-EM
TNMG160412-EM

TNMX160408-
WMV

TNMX160412-
WMV

TNMG160404-MK
TNMG160408-MK
TNMG160412-MK

TNMG160404-UK
TNMG160408-UK
TNMG160412-UK
TNMG160416-UK
TNMG220408-UK
TNMG220412-UK
TNMG220416-UK
TNMG160408-LR
TNMG160412-LR
TNMG220408-LR

P b PP

TNMG160408-QR
TNMG160412-QR
TNMG220408-QR
TNMG220412-QR

M  TNMG220416-QR
_TNMGZ70608—QR
TNMG270612-QR
TNMG270616-QR

TNMG330924-QR

LE

16.5
16.5
16.5

16.5
16.5

16.5

16.5

16.5
16.5
16.5

16.5
16.5
16.5
16.5
22
22
22
16.5
16.5
22

16.5
16.5
22
22
22
275
27.5
275
33

Dimension
(mm)

IC

9.525
9.525
9.525

9.525
9.525

9.525

9.525

9.525
9.525
9.525

9.525
9.525
9.525
9.525
12.7
12.7
12.7
9.525
9.525
12.7

9.525
9.525
127
127
127
15.875
15.875
15.875
19.05

4.76
4.76
4.76

4.76
4.76

4.76

4.76

4.76
4.76
4.76

4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76

4.76
4.76
4.76
4.76
4.76
6.35
6.35
6.35
9.52

D1

3.81
3.81
3.81

3.81
3.81

3.81

3.81

3.81
3.81
3.81

3.81
3.81
3.81
3.81
5.16
5.16
5.16
3.81
3.81
5.16

3.81
3.81
5.16
5.16
5.16
6.35
6.35
6.35
7.94

RE

0.4
0.8
1.2

0.8
12

0.8

0.4
0.8
1.2

0.4
0.8
1.2
1.6
0.8
1.2
1.6
0.8
12
0.8

0.8
1.2
0.8
1.2
1.6
0.8
1.2
1.6
2.4

GPT6110
GPT6120
GPT6130
GP1105

o O
cee
cee
eCe

GP1115

GP1120

General Turning |

Coated Carbides

GP1225
GP1130
GP1135
® GM1115
O | GM1125
® GM1230
O | GM3215
® GM3220
® GM3225
GK1115
GK1120
GK1125

[ X N J
(N N J
® O
® OO
® O

o @
[ N J
[ N J
[ N J

e O @ @ &6 O O
[ORN ) [ ]

GST7115

TURNING TOOLS

GST7120
GST7130
GS3115
GNT7120
GP91TM
GP92TM

@Stock OAvailable Upon Order
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TURNING TOOLS |

Turning Insert (Negative)

TN

Triangle 60° with Hole

Ordering Code

TNMG160408-HK
TNMG160412-HK
TNMG220408-HK
TNMG220412-HK
TNMG220416-HK
TNMG270612-HK
TNMG270616-HK
TNMA110304
TNMA160308
TNMA160404
TNMA160408
TNMA160412
TNMA160416
TNMA220404
TNMA220408
TNMA220412
TNMA220416

050 __ GESAC

LE

16.5
16.5
22
22
22
27.5
275

16.5
16.5
16.5
16.5
16.5
22
22
22
22

General Turning

Dimension
(mm)

1C

9.525
9.525
12.7
12.7
12.7
15.875
15.875
6.35
9.525
9.525
9.525
9.525
9.525
12.7
12.7
12.7
12.7

4.76
4.76
4.76
4.76
4.76
6.35
6.35
3.18
3.18
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76

D1

3.81
3.81
5.16
5.16
5.16
6.35
6.35
2.26
3.81
3.81
3.81
3.81
3.81
5.16
5.16
5.16
5.16

RE

0.8
12
0.8
12
1.6
12
1.6
0.4
0.8
0.4
0.8
1.2
1.6
0.4
0.8
1.2
1.6

GPT6110

GPT6120
GPT6130
GP1105

GP1115

GP1120

GP1225
GP1130

Coated Carbides

GP1135

GM1115

GM1125

GM1230

GM3215

GM3220

GM3225
® GK1115
® GK1120
® GK1125

GST7115

LS|
Car
: Cermet
bides
oo O
R = =
HE OO Mmoo
LHhRzzzz2eR
UV VVVIVILVILIV Y

@Stock OAvailable Upon Order



General Turning | TURNING TOOLS

Turning Insert (Negative)

VN

Rhombic 35° with Hole

Bl Coated Carbides Car- - cermet
(mm) bides
St Gt o S R N R S e = =
L 1€ s DI REEPESESNRUE NS R R REER
aaaconoaoaaasSsssEsEzsEsEnnnnzzzz2aR
) (G} (0)) (0] () (GGG (G [CIC GGG IGHGH G G ) (G GGG GG G] (T (T (T)
VNMG160402-QF 16.6 9.525 4.76 3.81 0.2 [ J [ J
VNMG160404-QF 16.6 9.525 476 381 .. 0 0 0 © © 0 O O ® O
>
—\—__g VNMG160408-QF 16.6 9.525 476 381 .. 0 0 0 ® O O [ ] ® O
VNMG220408-QF 221 127 476 5.16 0.8 [ ) O
VNMG160404-TF 16.6 9.525 4.76 3.81 0.4 ® O
’ VNMG160408-TF 16.6 9.525 4.76 3.81 0.8 O
VNMG160404-GF 16.6 9.525 4.76 3.81 0.4 [ ) @)
VNMG160408-GF 16.6 9.525 4.76 3.81 0.8 o [ ) [ )
4 VNMG220404-GF 221 12.7 4.76 5.16 0.4 O
VNMG160404-SF 16.6 9.525 4.76 3.81 0.4 [ N ] [ ]
’ 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 J
VNMG160408-YF 16.6 9.525 4.76 3.81 0.8 [ X J
=3
VNMG160404-SPL  16.6 9.525 4.76 3.81 0.4 [ ]
g VNMG160408-SPL  16.6 9.525 4.76 3.81 0.8 [ )
VNMG160404-EL 16.6 9.525 4.76 3.81 0.4 [ ]
-~ VNMG160408-EL 16.6 9.525 4.76 3.81 0.8 [ X J
: VNMG160412-EL 16.6 9.525 4.76 3.81 1.2 [ N ]
VNMG160404-SML  16.6 9.525 4.76 3.81 0.4 [ ]
’ /Oﬁ\ 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 4.76 381 04 @ @ ® 00000 [ ] [ X )
‘@ ¥ VNMG160408-QM  16.6 9.525 476 381 0. 0 0 0 000 0 0 O [ ] O
T
VNMG160412-QM  16.6 9.525 476 381 1.2 @ @ ® [ ] [ ] [ ] [ ]

@Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

VN

Rhombic 35° with Hole

IS Coated Carbides Car- - cermet
(mm) bides
Ordering Code gg%mmomomﬂﬂ%ﬁgmmomﬁggmgggg§§§
LE IC S DI RESDODOECSRCZ - co - SRR R R oot
LhAhaoAaanannsSSSSss3LLLhbhbRz22282828
OOV IVIVIVIOIVIOIV VVUIVVLVILVIUVULVIVLVILVIUVULVLVLVILVLIOLVUO
VNMG160404-GM  16.6 9.525 4.76 3.81 0.4 O e °
o~ VNMG160408-GM  16.6 9.525 4.76 3.81 0.8 )
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 CYoX XX X )
A #/NMG160408:SM 166 9525 476 381 08 000 @O
VNMG160404TP 16,6 9.525 4.76 3.81 0.4 (YX)
W29 VNMG160408-TP  16.6 9.525 4.76 3.81 0.8 (X)

b

VNMG160404-LM  16.6 9.525 4.76 3.81 0.4 [ N N NON N J
o VNMG160408-LM  16.6 9.525 4.76 3.81 0.8 00000
s
VNMG160408-EM  16.6 9.525 4.76 3.81 0.8 [ N N ]
JVNMG%OMZ-EM 16.6 9.525 476 3.81 1.2 (N J
VNMG160408- 16.6 9.525 476 3.81 0.8 o000
SMM
Y g VNMG160412-
- / SMM 16.6 9.525 476 3.81 1.2 [ ]
VNMG160404-MK  16.6 9.525 4.76 3.81 0.4 [ N ]
’VNMG’I60408—MK 16.6 9.525 4.76 3.81 0.8 [ N J
VNMG160412-MK  16.6 9.525 4.76 3.81 1.2 [ N ]
VNMG160404-UK  16.6 9.525 4.76 3.81 0.4 [ N N ]
’VNMG160408—UK 16.6 9.525 476 3.81 0.8 o000
VNMG160412-UK  16.6 9.525 4.76 3.81 1.2 [ JON ]
VNMG160408-HK  16.6 9.525 4.76 3.81 0.8 [ N NGO
’VNMG160412—HK 16.6 9.525 476 3.81 1.2 [ N J

@Stock OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Negative)

WN

Trigon 80° with Hole

DI e Coated Carbides Car- - cermet
(mm) bides
H o
5555353333555 38388555555%
WNMGO60404-QF 65 9525 476 381 0.0 @@ O @
\,/\:\, WNMGO60408-QF 65 9525 476 381 03 @@ ® O @

.. WNMGOBO404QF 87 127 476 516 0100000 @ ® ®0
WNMGO80408-QF 87 127 476 516 000000 @ ® oo
WNMGOS0404TF 87 127 476 516 0.4 oo
WNMGO80408TF 87 127 476 5.16 08 ce
WNMGO6T304GF 65 9.525 3.97 3.81 0.4 e O
WNMGO6T308-GF 65 9.525 3.97 381 08 o e
WNMGO60404GF 65 9.525 476 3.81 0.4 o

" " WNMGOG0408-GF 65 9525 476 381 0.8 o

_WNMGOSO404—GF 87 127 476 516 04 e O
WNMGO80408-GF 87 127 476 516 08 o o

) WNMGO60404SF 65 9.525 476 3.81 0.4 o °

/ WNMGO60408-SF 65 9.525 476 3.81 08 o °
WNMGO80404SF 87 127 476 516 0.4 o0 °
WNMGO80408-SF 87 127 476 5.16 08 ° °
WNMGO80404YF 87 127 476 5.16 0.4 o0

/a WNMGO80408-YF 87 127 476 5.16 08 o0

L0, AN

Bt

) WNMGO80404SPL 87 127 476 5.16 0.4 °

Awweosmos-sm 87 127 476 516 08 °

WNMGOS0404EL 87 127 476 516 0.4 e O
ﬁ WNMGOS0408-EL 87 127 476 5.16 08 o0

L,’. WNMGOS0412EL 87 127 476 516 12 o0
WNMGO80404- g7 127 476 5.16 04 °
SML

ﬂ%ﬂ\' GO g7 127 476 516 08 o0

e WNMGOS0AT2- o5 yh7 476 516 12 Yo

et SML

@Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Negative)

WN

Trigon 80° with Hole

Dimension X Car-
Coated Carbides X Cermet
(mm) bides
i o
Ordering Code 218 8lalnlelnlalnl ~ 1|3 2 2|4 w288 w8 o g |s El==
=== o« NNMmnZ YNNI s == TS YN e e
LE | IC | S [ D1 [REjRROIOISISISINISIS = == mmmS|S = IRIEIRSIE S &S @ e o
olooooooloolSSSZSZSSXXXOnnnZZZZalala
() (GGG GGG G CHGHGHGHGHGHGRGHGHGHUHG NG G HGHGHGHGHG I (GHT)
WNMG060404-QM 65 9525 476 381 .. @ @@ O @ @ [}

WNMG060408-QM 6.5 9.525 476 381 03 0000000 ©

j WNMG060412QM 6.5 9525 476 381 12 @ @ ® OO

M) WNMG080404QM 87 127 476 516 0400000000 e O
W VNVIGOS0408-QM 87 127 476 516 050 00000000 ©

WNMG080412-QM 87 127 476 516 120 00000 ® 0 O °
WNMG080416-QM 87 127 476 516 16 00000 @ @
WNMG06T304-GM 65 9.525 3.97 3.81 0.4 O e °
WNMG06T308-GM 6.5 9.525 3.97 3.81 0.8 O e °
WNMG06T312-GM 65 9.525 3.97 3.81 1.2 O e @)
WNMG060404-GM 6.5 9.525 4.76 3.81 0.4 O e

ﬂ WNMG060408-GM 6.5 9.525 4.76 3.81 0.8 O e

S \WNMGO080404-GM 87 127 476 516 0.4 e o

WNMG080408-GM 87 127 4.76 5.16 0.8 o o )
WNMG080412-GM 87 127 4.76 5.16 1.2 e o
WNMG080416-GM 8.7 127 476 516 1.6 o o
WNMGO80408R-SV 8.7 127 476 516 0.8 ) )

: ﬂ\ WNMGO80408L-SV 8.7 127 476 516 0.8 ) )

\

—

@Stock OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Negative)

WN

Trigon 80° with Hole

e Coated Carbides Car-  cormet
(mm) bides
3 o
EEEE55555555500006688885666060 5
WNMGO6T304-SM 6.5 9.525 397 3.81 0.4 °
WNMGO6T308-SM 6.5 9.525 3.97 3.81 0.8 °
WNMGO60404-SM 6.5 9.525 476 3.81 0.4 oX ¥o °
- WNMGO60408-SM 6.5 9.525 476 3.81 0.8 eeo o
- WNMGO60412-SM 6.5 9.525 476 381 1.2 e O
vWNN|(3080404-51\/| 87 127 476 516 04 cee ee X)
WNMGO080408-SM 8.7 127 476 5.16 0.8 YXXXX ° ®0
WNMGO080412SM 87 127 476 516 1.2 cee ee
WNMGO80404-TP 87 127 476 516 0.4 (X
/ ) WNMGOS0408TP 87 127 476 516 08 (X
L
WNMGO6T304-LM 65 9.525 3.97 3.81 0.4 o e
WNMGO6T308-LM 65 9.525 3.97 3.81 0.8 oe
WNMGO060404-LM 65 9.525 4.76 3.81 0.4 oXeX XoX )
| M WNMGOG0408-LM 65 9.525 476 381 08 e0e o
W \VNMGOB0404-LM 87 127 476 516 04 XXXXX)
WNMG080408-LM 8.7 127 476 516 0.8 XXX X °
WNMG080412-LM 8.7 127 476 516 1.2 oX YoRoX X
; WNMGO80408-EM 87 127 476 516 0.8 XX
= WNMGOS0412EM 87 127 476 516 0.8 XX
/ -~
[Eni a0\
[
/ \S’V,\AN,\“A"GOE‘O“O& 87 127 476 5.16 0.8 °
/é\ \évh;v,\n/lneosomz- 87 127 476 516 1.2 °
NS
wweosms- 87 127 476 5.16 08 Yo
‘wweosomz 87 127 476 516 1.2 O
WNMGO80404-MK 87 127 476 516 0.4 oo
WNMGO80408-MK 87 127 476 516 0.8 oo
WNMGO80412-MK 87 127 476 516 1.2 ° °

@sStock OAvailable Upon Order
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TURNING TOOLS |

Turning Insert (Negative)

WN

Trigon 80° with Hole

Ordering Code

WNMG080404-UK
WNMG080408-UK
WNMG080412-UK

WNMGO080408-LR
WNMGO080412-LR

WNMG080408-QR
WNMG080412-QR
WNMG080416-QR

WNMGO06T308-HK
WNMG060408-HK
WNMG080408-HK
WNMG080412-HK
WNMAO06T304
WNMA060404
WNMA060408
WNMAO080404
WNMAO080408

PP DP

WNMA080412
WNMA080416

056 _ GESAC

LE

8.7
8.7
8.7

8.7
8.7

8.7
8.7
8.7

6.5
6.5
8.7
8.7
6.5
6.5
6.5
8.7
8.7
8.7
8.7

General Turning

Dimension
(mm)

IC

12.7
12.7
12.7

12.7
12.7

127
12.7
127

9.525
9.525
127
12.7
9.525
9.525
9.525
12.7
12.7
12.7
12.7

4.76
4.76
4.76

4.76
4.76

4.76
4.76
4.76

3.97
4.76
4.76
4.76
3.97
4.76
4.76
4.76
4.76
4.76
4.76

D1

5.16
5.16
5.16

5.16
5.16

5.16
5.16
5.16

3.81
3.81
5.16
5.16
3.81
3.81
3.81
5.16
5.16
5.16
5.16

RE

0.4
0.8
1.2

0.8
12

0.8
1.2
1.6

0.8
0.8
0.8
1.2
0.4
0.4
0.8
0.4
0.8
1.2
1.6

Coated Carbides

o o o

N MWUNnowmoLwm
EEEO‘—Nmmm
ElElEIElEE ===
oalo|oiao|oo|o
VVULUVLLLVLLVLLLLU
[ X N NON NN BN J

o0000 O O
oo o O o

GM1115

GM1125

GM1230

GM3215

GM3220

GM3225
® GK1115
® GK1120
® GK1125

GST7115

GST7120
GST7130
GS3115
GNT7120
GP31TM
GP92TM

@Stock OAvailable Upon Order



General Turning | TURNING TOOLS

Turning Insert (Positive) ©

- EIZ
CC ©

Rhombic 80° with Hole S AT beLs ]
DI e Coated Carbides Car- cormet
(mm) bides
Ordering Code o S R N R S e = =
LE | Ic | s | D1 |REiPIPIDISIEISINICIS = =S 880 S S SRR RIS RIS 5 5 @m0
EEEE55555555500006688885666060 5
CCMT060202-MM 65 635 238 28 020 @ @ ° o0 ° Oe
CCMT060204-MM 65 635 238 28 040 @ @ ° ee00 o o0
CCMT060208-MM 65 635 238 28 08 @ @ @ XXX o 'Ye
,n\ " CCMTO9T302-MM 97 9525 397 44 020 @ @ 'Y o o0
L CCMTO9T304-MM 9.7 9525 397 44 040 @@ eecocoe oo
W MTOOTI08MM 97 9525 397 44 03 @ @ ® eecccooe ce
CCMT120404-MM 129 127 476 556 04 @ @ ° °
CCMT120408-MM 129 127 476 556 0.8 @ @
CCMT060204-FP 65 635 238 2.8 04 ° o °
‘a CCMTO9T302-FP 9.7 9.525 3.97 44 02 O O
L LT CoMTOOT304FP 97 9525 397 44 04 0 @ O 0 o o ° ®o0
CCMTO9T308-FP 9.7 9525 397 44 0.8 ° o e o 0
CCMT060202-SPL 65 635 238 2.8 0.2 °
CCMT060204-SPL 65 635 238 28 0.4 °
CCMTO9T302-SPL 9.7 9525 397 4.4 02 °
CCMTO9T304SPL 9.7 9525 397 44 04 °
CCMTO9T308-SPL 9.7 9525 3.97 44 08 °
CCMT060202-GP 65 635 238 28 02@ O O @ 00 ° o0
CCMT060204-GP 65 635 238 28 0000 ©0® eee 00000 o0
CCMT060208-GP 65 635 238 28 030 @® O @ 00000000 0O
CCMTO9T302-GP 9.7 9525 397 44 02@ O ® @ 'Y ° 00
CCMTO9T304-GP 9.7 9525 397 44 0000 0000 000000000 o0
CCMTO9T308-GP 9.7 9525 397 44 0300 ® 0000 000000000 Oe
CCMT120404-GP 129 127 476 556 04 0 @O © @ ® o0 o000 00
) CCMTI20408GP 129 127 476 55 030 @@ @@ @ XXX XXX Oe
) CcMTI20412.GP 129 127 476 556 12@ O @ O oo X
CCGT060202-GP 65 635 238 2.8 0.2 °
CCGTO60204-GP 65 635 238 28 04 °
CCGT060208-GP 65 635 238 2.8 0.8 °
CCGTO9T302-GP 9.7 9525 397 44 02 °
CCGTO9T304-GP 9.7 9525 397 44 04 °
CCGTO9T308-GP 9.7 9525 397 44 08 °
CCGT120404-GP 129 127 476 556 0.4 °
CCGT120408-GP 129 127 476 556 0.8 o
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TURNING TOOLS | General Turning

Turning Insert (Positive)

CC

Rhombic 80° with Hole

Dimension . Car-
Coated Carbides : Cermet

(mm) bides

i ocoo noo 2

Ordering ade =[SEsalgiieia 2 2132 ] R gle 288 8o \g|siElElE
LE IC | s DI REle == =N-sc-SnnmnScs=RRERSEsaona S
olooooooloolSSSSSSXXX000nZZZZaala
VIVIVIVIVIVIYVIVIV(V IVIVIVILVILVILVILVILVILVVIULVILVLVULLVLILLVY
CCMT060202-TP 6.5 6.35 2.38 2.8 0.2 [ X ]

CCMT060204-TP 6.5 6.35 238 2.8 04
CCMT060208-TP 6.5 6.35 238 2.8 0.8

~ CCMTO09T302-TP 9.7 9.525 3.97 4.4 0.2
/’-—\ CCMTO09T304-TP 9.7 9.525 3.97 4.4 04
— CCMTO09T308-TP 9.7 9.525 3.97 4.4 0.8
CCMT120404-TP 129 12.7 4.76 556 0.4

CCMT120408-TP 129 12.7 4.76 556 0.8

CCMT060204-KM 6.5 6.35 238 2.8 04 o000

CCMTO9T304-KM 9.7 9.525 3.97 44 04 o000

CCMTO9T308-KM 9.7 9.525 3.97 44 0.8 (NN J

CCMT120404-KM 12,9 12.7 4.76 5.56 0.4 [ ]

CCMT120408-KM 12.9 12.7 4.76 5.56 0.8 [ N J

CCMT120412-KM 12,9 12.7 4.76 5.56 1.2 000

CCGX060202-AL 6.5 6.35 238 2.8 0.2 e o

CCGX060204-AL 6.5 6.35 238 2.8 04 (N N NG

CCGX060208-AL 6.5 6.35 238 2.8 0.8 [ ]

/ CCGX09T302-AL 9.7 9.525 3.97 4.4 0.2 ( NON ]
a CCGX09T304-AL 9.7 9.525 3.97 44 04 [ JON N ]

CCGX09T308-AL 9.7 9.525 3.97 4.4 0.8 ( NON ]

CCGX120402-AL 12,9 12.7 476 55 0.2 ( N ]

CCGX120404-AL 129 127 476 55 04 [ NON NGO

CCGX120408-AL 129 127 476 55 0.8 [ JON N ]
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Turning Insert (Positive)

CP

Rhombic 80° with Hole

Dimension

(mm)

General Turning | TURNING TOOLS

Coated Carbides

D1
[
B\

"~

N
-
°

Car-
bides

[a]
[0}
=
3
m
-

Ordering Code

LE

1C S

D1

RE

GPT6110

GPT6120
GPT6130
GP1105

GP1115

GP1120

GP1225
GP1130

GM1125
GM1230
GM3215
GM3220

GP1135
GM1115

GK1115

GK1120

GK1125

GST7115

GST7120
GST7130
GS3115
GNT7120
GN9110
GN9120
GN9130
GP31TM
GP91TM
GP92TM

CPGT060204-GP

6.5

6.35 2.38

2.8

0.4

CPGT060208-GP

6.5

6.35 2.38

2.8

0.8

CPGT09T302-GP

9.7

9.525 3.97

4.4

0.2

CPGT09T304-GP

9.7

9.525 3.97

4.4

0.4

CPGTO09T308-GP

9.7

9.525 3.97

4.4

0.8

CPGT120404-GP

12.9

12.7 4.76

5.56

0.4

CPGT120408-GP

12.9

12.7 4.76

5.56

0.8

® O O @ @€ O @ GM3225
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TURNING TOOLS | General Turning

Turning Insert (Positive)

DC

Rhombic 55° with Hole

L et Coated Carbides et Cermet
(mm) bides
Ordering Code =Slmlsnlgiaiale 2 08 2 8 Knigl BRI Mo g 2iElElE
LE | 1I¢ | s | D1 |RE@IPIDIEIEISINICIS = = 1S 8 8B SIS S IREIE R IE 55 s EES
F 55855335355 555888888656555
DCMT070202-MM 7.8 635 238 28 02 @ @ @ [ ) [ X J [ X ]
DCMT070204-MM 7.8 635 238 28 04 @ ®@ @ [ ) ( X J [ X ]
” <4y DCMT070208-MM 7.8 635 238 28 0.8 [ ] o0
e~ DCMT11T302-MM  11.6 9.525 397 44 02 @ ®@ @ o0 [ X J
DCMT11T304-MM 116 9.525 397 44 04 @ @ @ [ ) [ X N ] o0 [ X ]
DCMT11T308-MM  11.6 9.525 397 44 08 @ ® @ [ ) ( X } ( N } [ X J
DCMT070208-FP 78 635 238 28 0.8 0
4 n Y, DCMT11T304-FP 11.6 9.525 397 44 04 O O [ ] [ el ] [ )
LY DCMT11T308-FP 116 9.525 397 44 08 O @ O (e} o (e} (e}
DCMT070204-SPL 7.8 635 238 28 04 [ ]
ﬁ/ DCMT11T302-SPL  11.6 9.525 3.97 4.4 0.2 [ ]
& / DCMT11T304-SPL  11.6 9.525 397 4.4 04 [ ]
DCMT11T308-SPL  11.6 9.525 3.97 4.4 0.8 [ ]
DCMT070202-GP 78 635 238 28 02 @ O O [ ] ® O [ ] OO
DCMT070204-GP 78 635 238 28 04 @ o o o [ N N J 00 O ® O
DCMT070208-GP 78 635 238 28 08 @ [ ] [ ) [ ) ( X J [ X MO O [ J
DCMT11T302-GP 116 9.525 397 44 02 @ O [ ] [ ) e [ ) [ X ]
DCMT11T304-GP 116 9.525 397 44 04 @ ®@ @ [ X N ] 0000000 [ ) [ X ]
DCMT11T308-GP 116 9.525 397 44 083 @ @ @ [ X N J 0000000 O [}
DCMT11T312-GP 11.6 9525 3.97 44 1.2 [ X J
DCMT150404-GP 155 12.7 4.76 556 0.4 O O ® O
DCMT150408-GP 155 127 4.76 556 0.8 O O [ ) ® O O
DCMT150412-GP 155 12.7 4.76 556 1.2 ® O
DCGT070202-GP 78 635 238 28 0.2 [ ]
DCGT070204-GP 78 635 238 28 04 o
DCGT070208-GP 7.8 635 238 28 0.8 O
DCGT11T302-GP 11.6 9.525 3.97 44 0.2 o
DCGT11T304-GP 11.6 9.525 397 44 04 [ ]
DCGT11T308-GP 11.6 9.525 397 44 08 o
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General Turning | TURNING TOOLS

Turning Insert (Positive)

DC

Rhombic 55° with Hole

Dimension X Car-
Coated Carbides X Cermet

(mm) bides

i o

Ordering Code SR ABuunwowown el L onl2lB8uiocogsss
e e = = e S M N Y = e = e ) = =
LE | IC | S [ D1 [REjROIOISISISINISIS = == mmmS|S = IREIEISIE S oo @0
oloooooleloalSZSZSZSZSSX XX nnnnZZZZola a
000V LVUVLVUVUVULVUVUVLVLVLVLVLVLLULVLVLVLLLILLILLL
DCMT070202-TP 78 635 238 28 0.2 [ X ]

DCMT070204-TP 78 635 238 28 04

DCMT070208-TP 78 635 238 28 08

DCMT11T302-TP 11.6 9525 397 44 0.2

DCMT11T304-TP 11.6 9525 397 44 04

DCMT11T308-TP 11.6 9525 397 44 08

DCMT117304-KM  11.6 9.525 3.97 44 04 e o

DCMT11T308-KM  11.6 9.525 3.97 44 0.8 e o

DCGX070202-AL 78 635 238 28 02 ® O

DCGX070204-AL 78 635 238 28 04 (NN J
” /DCGXO70208—AL 78 635 238 28 08 ® O

DCGX11T302-AL 116 9.525 397 44 0.2 eCe

DCGX11T304-AL 116 9.525 397 44 04 o000

DCGX11T308-AL 116 9.525 397 44 08 e o
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TURNING TOOLS | General Turning

Turning Insert (Positive)

] 7

Sc \\& , ,’&D

~ | 7 -
Square 90° with Hole RE/ ik bl s
DIETS 3 Coated Carbides Car  cermet
(mm) bide
i o
EEEEEEEEEE5555555588888555666
oo SCMTO9T304-MM 9525 9525 3.97 44 040 @ @ o000 )
{/ﬂ\: SCMTO9T308-MM  9.525 9.525 397 44 08 O @ @ o000 o)
pAGED/
SCMT09T304-GP 9.525 9525 397 44 04 @ O @ @ eee® 00000 00
SCMT09T308-GP  9.525 9.525 3.97 44 02 @ @O © @ ® e © o000
SCMT120404-GP 127 127 476 556 04 @ O @ @ 00 e e O O
SCMT120408-GP 127 127 476 556 0.2 0 @ ® © ® ® e0e00O0 000 0
SCMTO9T304-TP 9525 9.525 397 44 04 ° ®
SCMTO9T308- TP 9.525 9.525 397 4.4 0.8 )
SCMT120404TP 127 127 476 556 0.4 °
SCMT120408- TP 127 127 476 556 0.8 )
SCMT09T308-KM ~ 9.525 9.525 3.97 4.4 08 o000
SCMT120408-KM 127 127 476 556 0.8 o0 o0
SCMT120412-KM 127 127 476 556 1.2 o0
SCGX09T304-AL  9.525 9.525 3.97 4.4 0.4 [ YoXe)
SCGX09T308-AL  9.525 9.525 397 4.4 0.8 e0 @
SCGX120404-AL 127 127 476 55 04 ® 0
SCGX120408-AL 127 127 476 55 0.8 @00

@sStock OAvailable Upon Order
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General Turning | TURNING TOOLS

Turning Insert (Positive)

TC g
{
Triangle 60° with Hole bols |
DI e Coated Carbides Car-  cormet
(mm) bides
Ordering Code o S R N R S e = =
LE | Ic | s | D1 |REiPIPIDISIEISINICIS = =S 880 S S SRR RIS RIS 5 5 @m0
EEEE55555555500006688885666060 5
TCMT110202-MM 11 635 238 28 02 @ @ O ' X) (X))
¢ TCMT110204-MM 11 635 238 28 04 ©® @ @ (X (X
,ﬁ TCMT110208-MM 11 635 238 28 0.8 o0
e— TCMT16T304-MM 165 9.525 397 44 04 @ @ @ (X
TCMT16T308-MM 165 9525 397 44 08 @ @ @ °® (X))
TCMT090204-FP 96 556 238 25 04 ) o
= TCMT110204-FP 11 635 238 28 04 o)
’,_’__ TCMT110304-FP 11 635 238 3.18 04 °
N [CMTIGT304-FP 165 9525 3.97 44 04 O
TCMT110204-SPL 11 635 238 28 04 °
R
\J
&~ <
TCMT090204-GP 96 556 238 25 04 @ ©® @ @ (X) e O (X
TCMT110202-GP 11 635 238 28 02 @ O o o ° °
TCMT110204-GP 11 635 238 28 04@ ©® @ @ e0o0e o000 oe
TCMT110208-GP 11 635 238 28 08 @ ® @ @ eee o000 o 00
TCMT16T304-GP 165 9525 397 44 04 @ © @ @ XX X X X ) oe
TCMT16T308-GP 165 9525 397 44 08 @ ® @ @ XX B XX I 00
L TCMT16T312GP 165 9525 397 44 12@ @ ° ° e o
”\‘ TCMT220408-GP 22 127 476 556 08 @ ® @ @ ' ¥e) e O
S TCMT220412GP 22 127 476 556 1.2 °
TCGT090204-GP 9.6 556 238 25 04 °
TCGT110202-GP 11 635 238 28 02 °
TCGT110204-GP 11 635 238 28 04 °
TCGT110208-GP 11 635 238 28 08 °
TCGT16T304-GP 165 9525 397 44 04 °
TCGT16T308-GP 165 9.525 397 44 08 0
TCMT090202TP 96 556 238 25 0.2 (X
TCMT090204TP 9.6 556 238 25 04 ()
TCMT090208TP 96 556 238 25 0.8 (X))
/” TCMT110204TP 11 635 238 28 04 ()
e TCMT110208-TP 11 635 238 2.8 0.8 o0
TCMT16T304TP 165 9525 397 44 04 (X
TCMT16T308- TP 165 9.525 3.97 44 08 (X))
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TURNING TOOLS | General Turning

Turning Insert (Positive)

TC 7
/
Triangle 60° with Hole °Ls
D'Tr:rr:)'on Coated Carbides bci(aj:s Cermet
Ordering Code 88SmmomomggaﬁﬁﬂmomﬂﬁﬁmggggﬁiE
LE IC S DI REGPOEC SR e oA R R R oo EE
glaannneeaa=sS=ss=EzE=EeEelnnndzzzzels
VIOV IVIVIVIOIVIOIV LVVVVVILUVYULVLVLVILULUULVLVLVILILOLIO
TCMT110204-KM 11  6.35 238 2.8 0.4 °
TCMT16T304-KM 16.5 9.525 3.97 4.4 0.4 )
TCMT16T308-KM 16.5 9.525 3.97 4.4 0.8 °
TCGX090204-AL 9.6 5.56 2.38 2.5 0.4 [ XoXe)
TCGX110202-AL 11 6.35 2.38 2.8 0.2 ® O
TCGX110204-AL 11 6.35 238 2.8 0.4 [ XX )
” TCGX110208-AL 11 635 238 2.8 0.8 [ XeXe)
e TCGX16T302-AL  16.5 9.525 3.97 4.4 0.2 ® O
TCGX16T304-AL 16,5 9.525 3.97 4.4 0.4  YoX Yo
TCGX16T308-AL 16,5 9.525 3.97 4.4 0.8 [ YoX Yo

@Stock OAvailable Upon Order
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Turning Insert (Positive)

TP

Triangle 60° with Hole

General Turning |

TURNING TOOLS

N

,__
.\
—

R

DI e Coated Carbides Car- | rmet
(mm) bides
H o
5555353333555 38388555555%
IAP,\'X'THOZOZ' 11 635 238 28 02@ 0O ° O
V/é\ LMTIT020% 49 635 238 28 040 @O ° o
/ @ LMTIT030% 41 635 318 34 040 @@ o0
TPMT090204-SPL 9.6 556 2.38 2.5 0.4 °
TPMT110304-SPL 11  6.35 3.18 3.4 0.4 °
TPGT110204-GP 11 635 2.38 2.8 0.4 o
TPGT110208-GP 11 635 2.38 2.8 038 o
TPGT16T304-GP  16.5 9.525 3.97 4.4 0.4 o
TPGT16T308-GP  16.5 9.525 3.97 4.4 0.8 o)
TPMT090202-TP 9.6 556 238 2.5 0.2 (X))
TPMT090204-TP 9.6 556 238 2.5 0.4 LX)
TPMT090208-TP 9.6 556 238 2.5 0.8 (X))
TPMT110302- TP 11 6.35 3.18 3.4 0.2 (X))
TPMT110304-TP 11 6.35 3.18 3.4 0.4 (X))
TPMT110308-TP 11 6.35 3.18 3.4 0.8 ()
TPMT160302- TP 16.5 9.525 3.18 4.4 0.2 (X
TPMT160304-TP  16.5 9.525 3.18 4.4 0.4 o0
TPMT160308-TP  16.5 9.525 3.18 4.4 0.8 (X))
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TURNING TOOLS | General Turning

Turning Insert (Positive)

VB

Rhombic 35° with Hole

Lmsnsien Coated Carbides et Cermet
(mm) bides
Ordering Code SS8sngaen R S ln g 2RRnRogazzz
LE | 1I¢ | s | D1 |RE@IPIDIEIEISINICIS = = 1S 8 8B SIS S IREIE R IE 55 s EES
F 55855335355 555888888656555
VBMT110304-MM  11.2 635 318 28 04 @ @ @ 00 [ X ]
VBMT110308-MM  11.2 6.35 3.18 2.8 0.8 ([ N ]

\_\G VBMT160402-MM  16.6 9.525 4.76 4.4 0.2 [ N ] OO
VBMT160404-MM  16.6 9.525 476 44 04 @ @ @ ([ N ] [ ] (] [ N )
VBMT160408-MM  16.6 9.525 476 44 08 @ @ @ [ ] [ N ] 00 [ N J
VBMT160404-FP 16.6 9.525 476 4.4 04 O [ ] [ ] O

. P _ VBMT160408-FP 16.6 9.525 476 44 08 @ O @] [ ] [ ] O
VBMT110304-SPL  11.2 6.35 3.18 2.8 04 [ ]
ﬁ ‘ VBMT160404-SPL  16.6 9.525 4.76 4.4 0.4 [ ]
VBMT160404-GP 16.6 9.525 476 44 0/ 000 @O @ 000000 O ® O
@uy VBMT160408-GP 16.6 9.525 476 44 08 @ @ O 00 000 00 O [ X ]
e VBMT160412-GP 166 9.525 476 44 12 @ @) [ ) @) [ )
VBMT110304-TP 112 635 3.18 28 04 [ X ]
VBMT110308-TP 11.2 635 3.18 28 0.8 [ X ]

A / VBMT160402-TP 16.6 9.525 476 4.4 0.2 [ X ]
VBMT160404-TP 16.6 9.525 476 4.4 04 [ X ]
VBMT160408-TP 16.6 9.525 476 4.4 0.8 [ N J
VBMT160408-KM 16.6 9.525 476 4.4 0.8 [ N ]
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General Turning | TURNING TOOLS

Turning Insert (Positive)

VC

Rhombic 35° with Hole

el el Coated Carbides Car  Cormet
(mm) bides
St Gt o S R N R S e = =
LE | IC | 5 | D1 |REfelolis=i=i=iNi=|= = =200 0 S| IRBIEEIE G s e mlES
B 0EE5565550000006888855660650
VCMT160404-MM  16.6 9.525 476 44 04 @ @ O [ ]
" — VCMT160408-MM  16.6 9.525 476 44 08 @ @ @ O
N7
VCMT160408-FP 16.6 9.525 476 44 0.8 O O
29
VCMT110304-SPL 11.2 635 3.18 2.8 04 [ ]
VCMT110304-GP 112 635 318 28 04 @ O @ @ [ X ] [ J Oe
VCMT110308-GP 11.2 635 318 28 0.8 O [ N ] O e
VCMT160404-GP 16.6 9525 476 44 04 @ O @ @ [ X I N N J Oe
VCMT160408-GP 16.6 9525 476 44 08 @ O @ @ [ 2 B N N J O
VCGT110304-GP 112 635 318 28 04 [}
VCGT160404-GP 16.6 9.525 476 44 04 [}
VCGT160408-GP 16.6 9.525 4.76 44 0.8 O
VCMT160404-KM 16.6 9.525 476 4.4 0.4 [}
’ VCMT160408-KM  16.6 9.525 4.76 4.4 0.8 [}
VCGX110302-AL 11.2 635 318 28 0.2 e o
VCGX110304-AL 11.2 635 318 28 04 [ NON NGO
VCGX110308-AL 11.2 635 318 28 0.8 ® O
VCGX160402-AL 16.6 9.525 476 4.4 0.2 ® O
0 ) VCGX160404-AL 16.6 9.525 476 44 04 [ NON N J
y VCGX160408-AL 16.6 9.525 476 44 0.8 [ NON NO)
VCGX160412-AL 16.6 9.525 476 4.4 1.2 O @
VCGX220512-AL 221 127 556 56 1.2 O
VCGX220516-AL 221 127 556 56 1.6 [}
VCGX220530-AL 221 127 556 56 3.0 e ©o

@Stock OAvailable Upon Order
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TURNING TOOLS | General Turning

Turning Insert (Positive)

wWC

Trigon 80° with Hole

il Coated Carbides Car- cermet
(mm) bides
i oo o noo ©
Ordering Code = e S RN R R =
IE IC S D1 RE}2}3}3:;;Nrr,,,mmm:::l\l\l\‘—pgggagg
aaanoaaazsSsssEsEzEREEnnnnzzzzEe e
)| ([T) () (1 (G1(G]) (G () (G [e TG AGHGIGIT] (Gl Gl L G GGG GIIT] (T (G ()
WCMTO06T304-GP 6.5 9525 397 44 04 @ O O O ® O O [OXN©)
WCMTO06T308-GP 6.5 9.525 397 44 0.8 @ O O (@) [ ] O [ ]
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General Turning | TURNING TOOLS

Recommended Cutting Data (Negative Inserts)

Workpiece

e Materials

n Mild Steel

Hardness

<HB180

Application
Range

Finishing
Machining

Semi-
finished

Rough
Finishing

Heavy
Machining

Cutting
Mode

Continuous

General

Intermittent

Continuous

Continuous
Intermittent

Continuous

Continuous

General

Intermittent

Continuous
Intermittent

Intermittent

Continuous

Continuous

Continuous

General

Intermittent

Continuous

General

Intermittent

Chip
Breaker

QF

TF

GF

SPL

QM

GM
SV

s

TS

QR

QH

Grade

GPT6110
GP1105
GP1115

GPT6120
GP1120
GP1225

GPT6130
GP1130
GP1135
GP31TM
GP91TM
GP1115
GP1225
GP92TM

GPT6110
GP1105
GP1115
GP31TM
GP91TM

GPT6120
GP1120
GP1225

GPT6130
GP1130
GP1135
GP1115
GP1225
GP1225
GP31TM
GP91TM
GP31TM
GP91TM

GPT6110
GP1105
GP1115

GPT6120
GP1225

GPT6130
GP1130
GP1135

GPT6110
GP1105
GP1115

GPT6120
GP1225

GPT6130
GP1135

Cutting Speed
Vc(m/min)

240-300-400
220-280-380
200-260-360
200-280-380
200-260-360
180-240-320
180-240-320
180-240-320
170-220-300
220-300-380
200-280-350
200-260-360
180-240-320
180-240-300
220-280-380
200-260-360
180-230-320
210-280-330
200-260-330
180-250-340
180-230-320
160-210-300
160-230-300
160-210-300
150-190-280
180-230-320
160-210-300
160-200-300
220-300-380
200-280-350
200-280-350
200-260-330
150-220-280
130-190-270
120-180-250
140-210-270
120-170-250
120-190-250
120-170-250
110-150-230
100-170-230
100-150-240
90-150-210
100-160-220
90-140-210
90-150-210
80-130-190

Min-Optimum-Max
Cutting Depth
ap(mm)
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.30-0.70-1.80
0.30-0.70-1.80
0.80-1.20-2.50
0.80-1.20-2.50
0.40-1.00-2.30
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.50-1.20-2.50
0.50-1.50-3.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
1.00-2.00-4.00
1.00-2.00-4.00
1.00-2.50-4.50
0.30-1.00-3.00
0.30-1.20-3.00
0.50-1.00-3.00
0.50-1.20-3.00
1.50-3.50-6.00
1.50-3.50-6.00
1.50-3.50-6.00
1.50-3.50-6.00
1.50-3.50-6.00
1.50-3.50-6.00
1.50-3.50-6.00
1.50-3.50-6.00
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0

Feeding Rate
f(mm/rev)

0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.07-0.14-0.35
0.07-0.14-0.35
0.10-0.20-0.35
0.10-0.20-0.35
0.12-0.20-0.30
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.10-0.18-0.30
0.15-0.22-0.35
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.18-0.22-0.40
0.18-0.22-0.40
0.18-0.25-0.45
0.05-0.12-0.28
0.05-0.15-0.28
0.10-0.15-0.35
0.10-0.20-0.35
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
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TURNING TOOLS | General Turning

Recommended Cutting Data (Negative Inserts)

Min-Optimum-Max

SO V'\\/Aorkp!ece [Fe Application  Cutting Chip Grade
aterials Range Mode  Breaker Cutting Speed ~ Cutting Depth Feeding Rate
Vc(m/min) ap(mm) f(mm/rev)
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 | 1ntermittent 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 6F 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
QM | GPT6120 = 140-230-320 | 0.80-2.00-4.00  0.15-0.20-0.40
General 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 M 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
GP91TM 180-250-330 0.30-1.20-2.50 = 0.05-0.15-0.28
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 TP

Continuous TS

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

‘RC_)ug‘h 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

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

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

Intermittent

Heavy
Machining
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General Turning | TURNING TOOLS

Recommended Cutting Data (Negative Inserts)

1SO

Workpiece
Materials

Carbon
Steel, Alloy
Steel

Hardness

HB280-350

Application
Range

Finishing
Machining

Semi-
finished

Rough
Finishing

Heavy
Machining

Cutting
Mode

Continuous

General

Intermittent

Continuous
Intermittent

Continuous

Continuous

General

Intermittent

Continuous
Intermittent

Intermittent

Continuous

Continuous

Continuous

General

Intermittent

Continuous

General

Intermittent

Chip
Breaker

QF

GF

SPL

QM

GM
Y

P

TS

QR

QH

Grade

GPT6110
GP1105
GP1115

GPT6120
GP1120
GP1225

GPT6130
GP1130
GP1135
GP1115
GP1225
GP92TM

GPT6110
GP1105
GP1115
GP31TM
GP91TM

GPT6120
GP1120
GP1225

GPT6130
GP1130
GP1135
GP1115
GP1225
GP1225
GP31TM
GPI1TM
GP31TM
GP91TM

GPT6110
GP1105
GP1115

GPT6120
GP1225

GPT6130
GP1130
GP1135

GPT6110
GP1105
GP1115

GPT6120
GP1225

GPT6130
GP1135

Cutting Speed
Vc(m/min)

180-220-290
160-200-270
150-180-250
150-200-270
150-180-250
100-150-220
130-170-230
130-150-230
110-130-210
150-180-250
130-150-230
150-190-280
140-200-270
120-180-250
110-170-240
180-230-320
160-210-300
110-190-260
110-170-240
100-150-220
100-170-220
100-150-220
900-130-200
110-170-240
100-150-220
100-140-220
180-250-320
170-230-300
170-230-300
150-210-280
120-190-230
100-150-210
90-150-200
110-180-220
90-140-200
90-160-200
90-140-200
80-120-180
80-130-190
80-110-190
70-110-170
80-120-180
70-100-170
70-110-170
60-90-150

Min-Optimum-Max
Cutting Depth
ap(mm)
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.80-2.00-4.00
0.40-0.80-2.00
0.40-0.80-2.00
0.40-0.80-2.00
0.80-1.20-2.50
0.80-1.20-2.50
0.40-1.00-2.30
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.50-1.20-2.50
0.50-1.50-3.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
0.80-2.00-4.00
1.00-2.00-4.00
1.00-2.00-4.00
1.00-2.50-4.50
0.30-1.00-2.50
0.30-1.20-2.50
0.50-1.00-3.00
0.50-1.20-3.00
2.00-3.50-6.50
2.00-3.50-6.50
2.00-3.50-6.50
2.00-3.50-6.50
2.00-3.50-6.50
2.00-3.50-6.50
2.00-3.50-6.50
2.00-3.50-6.50
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0
3.00-6.00-12.0

Feeding Rate
f(mm/rev)

0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.15-0.20-0.40
0.08-0.15-0.35
0.08-0.15-0.35
0.08-0.15-0.35
0.10-0.20-0.35
0.10-0.20-0.35
0.12-0.20-0.30
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.10-0.18-0.30
0.15-0.22-0.35
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.15-0.20-0.40
0.18-0.22-0.40
0.18-0.22-0.40
0.18-0.25-0.45
0.05-0.12-0.28
0.05-0.15-0.28
0.10-0.15-0.35
0.10-0.20-0.35
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
0.35-0.60-1.10
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TURNING TOOLS

General Turning

Recommended Cutting Data (Negative Inserts)

Workpiece

1552 Materials

Martensitic
Ferrite
SuUS410
SUS430etc.

Austenite
SUS201
SUS304

SUS316etc.

072 _ GESAC

Hardness

<HB230

<HB250

Application
Range

Finishing
Machining

Semi-
finished

Rough
Finishing

Finishing
Machining

Semi-
finished

Rough
Finishing

Cutting
Mode
General
General
Continuous

General

Intermittent

Continuous

General

Intermittent

Continuous
General

Intermittent
General
General

Continuous

General

Intermittent

Continuous

General

Intermittent

Continuous

General

Intermittent

Chip
Break-
er

SF

YF

SM

LM

LR

SF

YF

SM

LM

LR

Grade

GS3115
GM3220
GM3220
GM1115
GM3215
GM3220
GM1125
GM1230
GM3225
GM1115
GM3215
GM3220
GM1125
GM1230
GM3225
GM1115
GM3220
GM3225

GS3115
GM3220
GM3220
GM1115
GM3215
GM3220
GM1125
GM1230
GM3225
GM1115
GM3215
GM3220
GM1125
GM1230
GM3225
GM1115
GM3220
GM3225

Cutting Speed
Vc(m/min)

120-190-250
100-150-200
100-150-200
200-250-300
120-160-200
60-130-180
180-230-280
180-230-280
60-130-180
200-250-300
120-160-200
60-130-180
180-230-280
180-230-280
60-130-180
200-250-300
60-130-180
60-130-180
120-190-250
80-130-180
80-130-180
180-230-280
100-130-160
60-110-150
180-230-280
180-230-280
60-110-150
200-250-300
100-130-160
60-110-150
160-200-240
160-200-240
60-110-150
180-230-280
60-110-150
60-110-150

Min-Optimum-Max

Cutting Depth
ap(mm)

0.10-0.80-1.50
0.10-0.80-1.50
0.10-1.0-2.0
0.50-1.20-2.00
1.00-2.00-3.00
1.00-2.00-3.00
0.50-1.80-3.00
0.50-1.80-3.00
1.00-2.00-3.00
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
1.50-3.00-5.00
1.50-3.00-5.00
1.50-3.00-5.00
0.10-0.80-1.50
0.10-0.80-1.50
0.10-1.0-2.0
0.50-1.20-2.00
1.00-2.00-3.00
1.00-2.00-3.00
0.50-1.80-3.00
0.50-1.80-3.00
1.00-2.00-3.00
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
1.50-3.00-5.00
1.50-3.00-5.00
1.50-3.00-5.00

Feeding Rate
f(mm/rev)

0.08-0.10-0.30
0.08-0.12-0.25
0.08-0.15-0.3
0.10-0.20-0.40
0.15-0.20-0.30
0.15-0.20-0.35
0.10-0.20-0.40
0.10-0.20-0.40
0.15-0.20-0.35
0.08-0.18-0.40
0.08-0.18-0.30
0.08-0.20-0.40
0.08-0.18-0.40
0.08-0.18-0.40
0.08-0.20-0.40
0.15-0.30-0.50
0.15-0.30-0.50
0.15-0.30-0.50
0.08-0.10-0.30
0.08-0.12-0.25
0.08-0.15-0.3
0.10-0.20-0.40
0.15-0.20-0.30
0.15-0.20-0.35
0.10-0.20-0.40
0.10-0.20-0.40
0.15-0.20-0.35
0.08-0.18-0.40
0.08-0.18-0.30
0.08-0.20-0.40
0.08-0.18-0.40
0.08-0.18-0.40
0.08-0.20-0.40
0.15-0.30-0.50
0.15-0.30-0.50
0.15-0.30-0.50



General Turning |

Recommended Cutting Data (Negative Inserts)

Workpiece

152 Materials

Hardness

Ferrosteel
FC200
FC250

FC300etc.

<HB220

Nodular Cast
Iron
FCD450
FCD500
FCD600etc.

<HB300

Super alloy
Titanium
Alloy

<HRC45

Application
Range

Semi-
finished

Rough
Finishing

Heavy
Machining

Semi-
finished

Rough
Finishing

Heavy
Machining

Finishing
to Semi-
finishing

Semi-
finished

Cutting
Mode

Continuous
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General
Intermittent
Continuous
General

Intermittent

Chip
Break-
er

WMV

MK

UK

HK

Flat

WMV

MK

UK

HK

FLAT

EL

SML

EM

SMM

Grade

GK1115
GK1125
GK1115
GK1120
GK1125
GK1115
GK1120
GK1125
GK1115
GK1120
GK1125
GK1115
GK1120
GK1125
GK1115
GK1125
GK1115
GK1120
GK1125
GK1115
GK1120
GK1125
GK1115
GK1120
GK1125
GK1115
GK1120
GK1125
GST7115
GST7120
GST7125
GST7115
GST7120
GST7125
GST7115
GST7120
GST7125
GST7115
GST7120
GST7125

Cutting Speed
Vc(m/min)

230-350-500
220-320-480
230-350-500
230-320-500
220-320-480
230-350-500
230-320-500
220-320-480
220-320-480
220-300-480
210-300-450
210-300-450
210-280-450
200-280-430
180-260-380
160-230-350
180-260-380
180-260-380
160-230-350
180-260-380
180-260-380
160-230-350
180-240-360
180-240-360
160-230-350
180-220-350
180-220-350
160-230-350
20-40-70
20-40-70
20-30-40
20-40-70
20-40-70
20-30-40
20-40-70
20-40-70
20-30-40
20-40-70
20-40-70
20-30-40

Min-Optimum-Max
Cutting Depth
ap(mm)
1.00-2.00-6.00
1.00-2.00-6.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-2.00-4.00
0.50-2.00-4.00
0.50-2.00-4.00
1.00-2.50-6.00
1.00-2.50-6.00
1.00-2.50-6.00
1.00-2.00-6.00
1.00-2.00-6.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-2.00-4.00
0.50-2.00-4.00
0.50-2.00-4.00
1.00-2.50-6.00
1.00-2.50-6.00
1.00-2.50-6.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
0.50-1.50-3.00
1.00-2.50-4.00
1.00-2.50-4.00
1.00-2.50-4.00
1.00-2.50-4.00
1.00-2.50-4.00
1.00-2.50-4.00

TURNING TOOLS

Feeding Rate
f(mm/rev)

0.20-0.40-0.80
0.20-0.40-0.80
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.25-0.50
0.10-0.25-0.50
0.10-0.25-0.50
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.40-0.80
0.20-0.40-0.80
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.20-0.40
0.10-0.25-0.50
0.10-0.25-0.50
0.10-0.25-0.50
0.20-0.30-0.60
0.20-0.30-0.60
0.20-0.30-0.60
0.10-0.15-0.22
0.10-0.15-0.22
0.10-0.15-0.22
0.10-0.20-0.30
0.10-0.20-0.30
0.10-0.20-0.30
0.10-0.20-0.35
0.10-0.20-0.35
0.10-0.20-0.35
0.10-0.25-0.40
0.10-0.25-0.40
0.10-0.25-0.40

GESAC _ 073




TURNING TOOLS | General Turning

Recommended Cutting Data (Positive Inserts)

Workpiece Application Cutting
159 Materials NI Range Mode
Continuous
General
Intermittent
Finishing
Machining
Continuous
Mild Steel <HB180
General
Intermittent
Continuous
Semi-finishing | General
to Rough-finish [ntermittent
Semi- .
finished Continuous
Continuous
General
Finishing Intermittent
Machining
Continuous
HB180-280

General

Intermittent

Semi-finishing | General
to Rough-finish | 1ntermittent

Semi-

Carbon finished Continuous
Steel, Alloy
Steel
Continuous
General

Finishing ~ Intermittent
Machining

Continuous
HB280-350

General

Intermittent

Semi-finishing | General
to Rough-finish [ntermittent

Semi-

finisheq ~ Continuous
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Chip
Breaker

MM

FP

SPL

GP

P

MM

FP

GP

P

MM

FP

GP

P

Grade

GP31TM
GP91TM
GPT6110
GPT6120
GPT6130
GP31TM
GP91TM
GPT6110
GPT6120
GPT6130
GP92TM
GP1120
GP1130
GP31TM
GP91TM
GP31TM
GP91TM
GPT6110
GPT6120
GPT6130
GP31TM
GP91TM
GPT6110
GPT6120
GPT6130
GP1120
GP1130
GP31TM
GP91TM
GP31TM
GP91TM
GPT6110
GPT6120
GPT6130
GP31TM
GP91TM
GPT6110
GPT6120
GPT6130
GP1120
GP1130
GP31TM
GP91TM

Cutting Speed
Ve(m/min)

220-280-340
200-250-310
210-260-340
180-240-320
170-220-280
220-280-340
200-250-310
210-260-340
180-240-320
170-220-280
180-240-300
170-200-280
150-180-260
200-250-300
180-230-300
200-250-330
180-230-300
180-220-290
150-200-280
140-180-240
200-250-330
180-230-300
180-220-290
150-200-280
140-180-240
140-160-240
120-140-220
180-210-280
160-190-270
160-220-300
140-200-280
160-200-260
130-180-250
120-160-210
160-220-300
140-200-280
160-200-260
130-180-250
120-160-210
120-160-210
100-140-220
160-200-270
130-160-250

Min-Optimum-Max
Cutting Depth
ap(mm)
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.30-0.80-2.00
0.40-1.00-2.50
0.40-1.00-2.50
0.30-1.00-3.00
0.30-1.00-3.00
0.10-0.50-1.00
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.40-1.00-2.50
0.40-1.00-2.50
0.30-1.00-3.00
0.30-1.00-3.00
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.60-1.50
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.10-0.50-1.00
0.40-1.00-2.50
0.40-1.00-2.50
0.30-1.00-3.00
0.30-1.20-3.00

Feeding Rate
f(mm/rev)

0.03-0.10-0.20
0.03-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.07-0.12-0.26
0.07-0.12-0.30
0.07-0.12-0.30
0.05-0.15-0.25
0.05-0.15-0.25
0.03-0.10-0.20
0.03-0.12-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.07-0.12-0.30
0.07-0.12-0.30
0.05-0.15-0.25
0.05-0.15-0.25
0.03-0.10-0.20
0.03-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.06-0.11-0.25
0.07-0.12-0.30
0.07-0.12-0.30
0.05-0.12-0.25
0.05-0.15-0.25



General Turning | TURNING TOOLS

Recommended Cutting Data (Positive Inserts)

Min-Optimum-Max

150 Workp!ece Merliess Application  Cutting Chip Grade
Materials Range Mode  Breaker Cutting Speed ~ Cutting Depth Feeding Rate
Vec(m/min) ap(mm) f(mm/rev)
Continuous GM1115 | 200-250-300  0.40-0.70-1.50 | 0.05-0.10-0.20
General MM | GM3220  40-80-140 0.40-0.70-1.50 | 0.05-0.10-0.20
Finisshin_g Intermittent GM3225 40-80-140 0.40-0.70-1.50 | 0.05-0.10-0.20
to Semi-
finishing | Continuous GM1115 | 200-250-300  0.10-0.50-1.00 = 0.06-0.11-0.25
Martensitic General FP | GM3220  40-80-140 0.10-0.50-1.00 | 0.06-0.11-0.25
SFS%% <HB300 Intermittent GM3225 | 40-80-140 0.10-0.50-1.00 | 0.06-0.11-0.25
SUS430 GM1115 | 150-200-250 = 0.50-1.00-2.50 = 0.07-0.12-0.30
Continuous
Semi- GM3315 | 60-100-160  0.50-1.00-2.50 = 0.07-0.12-0.25
tg”;ﬂl'gﬁ_ General = GP | GM3220  40-80-140  0.50-1.00-2.50  0.07-0.12-0.30
finish _ GM1230 | 120-150-180  0.50-1.00-2.50 = 0.07-0.12-0.30
Intermittent
M GM3325  40-80-140 0.50-1.00-2.50 | 0.07-0.12-0.30
Continuous GM1115 | 200-240-300 = 0.50-0.70-1.50 = 0.05-0.10-0.20
General =~ MM | GM3220  40-70-140 0.50-0.70-1.50  0.05-0.10-0.20
Finisshin_g Intermittent GM3225 40-70-140 0.50-0.70-1.50  0.05-0.10-0.20
to Semi-
finishing | Continuous GM1115 | 200-250-300  0.10-0.50-1.00 | 0.06-0.11-0.25
Austenite General FP | GM3220  40-80-140 0.10-0.50-1.00 | 0.06-0.11-0.25
gggggl <HB250 Intermittent GM3225 | 40-80-140 0.10-0.50-1.00 | 0.06-0.11-0.25
SUS316 GM1115 | 150-190-250 = 0.40-1.00-2.50 = 0.07-0.12-0.30
Continuous
Semi- GM3315 | 50-90-150 0.40-1.00-2.50 | 0.07-0.12-0.25
tgngygﬁ_ General | GP | GM3220 = 40-70-140  0.40-1.00250 = 0.07-0.12-0.30
finish GM1230 | 120-140-180  0.40-1.00-2.50 = 0.07-0.12-0.30
Intermittent
GM3325  40-70-140 0.40-1.00-2.50 = 0.07-0.12-0.30
FINIShING ¢ tinuous FP GK1115 | 180-260-360  0.10-0.50-1.00  0.06-0.11-0.25
Machining
Finishing | Continuous GK1215 | 180-280-380  0.30-0.80-2.00 = 0.05-0.12-0.25
Ferrosteel toSemi- | General GP | GK1220 = 180-260-380 | 0.30-0.80-2.00 = 0.05-0.12-0.25
FC200 <HB250 finishing
FC250 S Intermittent GK1225 | 160-250-350  0.30-0.80-2.00 = 0.05-0.12-0.25
FC300etc. Semi-  Continuous GK1115  180-260-360  1.00-2.00-4.00  0.13-0.20-0.40
tg”g;'gﬁ_ 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
FINISNING 5 ntinuous  FP | GK1115  180-260-360  0.10-0.50-1.00  0.06-0.11-0.25
Machining
. Continuous GK1215 | 160-250-350 | 0.30-0.80-2.00 | 0.05-0.12-0.25
Nodular Finishing
Cast toSemi-  General | GP | GK1220  160-220-350  0.30-0.80-2.00 = 0.05-0.12-0.25
Egg‘s‘gg <HB270 finishing 11 termittent GK1225  140-230-330  0.30-0.80-2.00 = 0.05-0.12-0.25
FCD600etc. Semi- | Continuous GK1115 | 160-230-330  1.00-2.00-4.00 = 0.13-0.20-0.40
tfc')”F'{f)'L'gﬁ_ 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 o GN9110  250-700-970  0.50-1.20-3.00 ~ 0.05-0.10-0.30
Aluminum  HB90-100 Ft'(;‘[;:r'T:‘fJ ceneral | L GN9120  250-680-960  0.50-1.20-350  0.05-0.10-0.30
Untreated finishing GN9130  250-650-950  0.50-1.20-4.00  0.05-0.10-0.30
HB60-90 GNT7120 = 950-1300-2000 = 0.50-1.20-3.50 = 0.05-0.10-0.30
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TURNING TOOLS | Small Part Turning Tools

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

Geometry Features Range Of Machining Geometry Section

ap L],

* The skewed slot design stably controls 25
the removal direction of chips. 2
P + With a design of thin edge, the cutting ! 150
edge is sharp and can effectively reduce

the cutting force. =

0 005 0.1 01502 02503 fluyrer]

ap (]

* The circular arc slot design improves N
the sharpness of the cutting edge while 25
G ensuring the strength of the tip. 4 30°
* The design of a long cutting edge !

meets the requirement of a relatively W
large cutting depth.

ap[nm]
* The design of the tool cutting edge
inclination angle controls the flow

direction of chips and reduces the )
S cutting resistance. " 25°
+ With a design of thin edge, the cutting !
edge is sharp and can effectively reduce o
the Cutting force. 0 005 0.1 015 0.2 0.250.3 flmm/rey]

* The design of a sharp edge meets
the requirements for good machined
surface quality. 3
AK * The design of the tool cutting edge 2 r \ 15°
inclination angle controls the flow 11— =

direction of chips and reduces the
cutting resistance.

0 0.05 0.1 0.15 fm/rev
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TNGG-P

P090

TNGG-G

P090

TNGG-S

P090

I

TNGG-AK

P090
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List of Small Part Turning Inserts

Small Part Turning Inserts (Positive)
5° Relief Angle

Geometry Features Range Of Machining

Geometry Section

ap[mm]

* The skewed slot design stably controls :
the removal direction of chips.

P + With a design of thin edge, the cutting
edge is sharp and can effectively reduce
the cutting force. 05—

—

N

0 005 0.1 015 0.2 0.250.3  flmyrey]

* The circular arc slot design improves
the sharpness of the cutting edge while 25
G ensuring the strength of the tip. 2

* The design of a long cutting edge '
meets the requirement of a relatively W8]
large cutting depth.

0 005 0101502 02503  flumrey]

* The design of the tool cutting edge
inclination angle controls the flow s
direction of chips and reduces the 25
S cutting resistance.

+ With a design of thin edge, the cutting
edge is sharp and can effectively reduce
the cutting force.

0 005 01015 0.2 0.250.3  flumirey]

14°

* The design of a small slot width meets ap [mm]
the chip breaking requirements in the 4
field of tiny cutting depths. 3
AF * The design of a large rake angle )

reduces the cutting resistance and
achieves excellent machined surface . N
quality. 0 005 01 015 ffmyrer]

* The special chip breaker design
promotes chip curling and facilitates
BF chip removal.

* The design of a small rake angle 2 I
features high strength of the tip and 1 ( 7
high versatility.

0o 0.05 01 0.15 flmrev]

w
o =
‘ |
°

* The design of sharp edge and tool
cutting edge inclination angle enhances
the sharpness of the cutting edges and
S K effectively reduces the cutting force.

* The brand-new chip breaker design 2
improves the chip breaking in the 1
machining of steel and stainless steel
with small cutting depths.

5

0 005 0.1 0.15 ¢fmm/rev]

* The design of a large slot width ap[mn]
enables smooth chip removal and 4
achieves stable machining. 3
B K * The design of the tool cutting edge
inclination angle controls the flow

direction of chips and reduces the

cutting resistance. 0 005 01 0.15 f[mmrev]

* The design of twin rake angles takes aplm]
both sharpness and strength into 4
account, and has a wide machining

M M range. |

* The design of a double-curved chip 2
breaker promotes stable chip curling 1 ]
and has excellent performance in chip
breaking and chip removal.

0 005 0.1 0.15 f[m/rev]

8°

=
w1
o
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80° Diamond

55° Diamond

90° Square

Small Part Turning Tools |

60° Regular Triangle

35° Diamond

TURNING TOOLS

80° Hexagon

k

TBGT-P

VBGT-P

WBGT-P

P098

P101

P106

k

VBGT-G

P101

%

VBGT-S

P102

k

VBGT-AF

P102

R

VBGT-BF

P102

X

VBGT-SK

P102

R

VBGT-BK

P102

k

VBGT-MM

P102
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List of Small Part Turning Inserts

Small Part Turning Inserts (Positive)
7° Relief Angle

Geometry Features Range Of Machining Geometry Section

ap[mm]

* The skewed slot design stably controls
the removal direction of chips.

P + With a design of thin edge, the cutting 15°
edge is sharp and can effectively reduce
the cutting force.

“TC=>

0 005 01015 0.2 0.250.3  flum/p,

ap [mm]

* The circular arc slot design improves 3
the sharpness of the cutting edge while 25
G ensuring the strength of the tip. 2 30°
* The design of a long cutting edge s
meets the requirement of a relatively 1
large cutting depth. 05—~

0 005 0.10.15 0.2 0.250.3  £[pm/rov]

ap [mm]
* The design of the tool cutting edge
inclination angle controls the flow
direction of chips and reduces the
S cutting resistance. ’ B .
+ With a design of thin edge, the cutting e 14
edge is sharp and can effectively reduce
the cutting force.

* The design of a small slot width meets

ap [mm]
the chip breaking requirements in the 4
field of tiny cutting depths.
AF * The design of a large rake angle : 10°
reduces the cutting resistance and ?
achieves excellent machined surface !
quality. " 0w o1 om flmre]
ap [mm]
* The design of a sharp edge meets 4
the requirements for good machined 5
surface quality. N e N
AK * The design of the tool cutting edge N 10°
inclination angle controls the flow !
direction of chips and reduces the 0 005 01 015 rhmrer]

cutting resistance.
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80° Diamond

55° Diamond

90° Square

Small Part Turning Tools

60° Regular Triangle

35° Diamond

TURNING TOOLS

80° Hexagon

\

CCGT-P

DCGT-P

TCGT-P

VCGT-P

P091

P095

P099

P103

CCGT-G

DCGT-G

TCGT-G

VCGT-G

P092

P096

P099

P103

L

&

DCGT-S

VCGT-S

P096

P103

b

&

DCGT-AF

VCGT-AF

P097

P104

DCGT-AK

P097
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List of Small Part Turning Inserts

Small Part Turning Inserts (Positive)
7° Relief Angle

Geometry Features Range Of Machining Geometry Section

ap [mm]
* The special chip breaker design 4
promotes chip curling and facilitates
BF chip removal.

* The design of a small rake angle o
features high strength of the tip and
high versatility.

b
I
|

0 0.05 01 0.15 f[mm/rev]

* The design of sharp edge and tool aplm]
cutting edge inclination angle enhances 4
the sharpness of the cutting edges and
S K effectively reduces the cutting force.

* The brand-new chip breaker design
improves the chip breaking in the 1
machining of steel and stainless steel
with small cutting depths.

2 12°
N~
)

0 005 0.1 0.15 f{mm/rev]

ap [mm]

* The design of a large slot width
enables smooth chip removal and
achieves stable machining.

BK * The design of the tool cutting edge 2
inclination angle controls the flow 1
direction of chips and reduces the
cutting resistance.

D) 12°

0 005 01 015 flmm/rey]

* The design of twin rake angles takes ap[m]
both sharpness and strength into 4
account, and has a wide machining -

M M range. . )
* The design of a double-curved chip o ge
breaker promotes stable chip curling ! 15
and has excellent performance in chip Y R R

breaking and chip removal.
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TURNING TOOLS

80° Diamond 55° Diamond 90° Square 60° Regular Triangle 35° Diamond 80° Hexagon
CCGT-BF DCGT-BF VCGT-BF
P094 P097 P104
DCGT-SK
P097
CCGT-BK DCGT-BK VCGT-BK
P094 P097 P104
DCGT-MM VCGT-MM
P097 P104
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List of Small Part Turning Inserts
Small Part Turning Inserts (Positive)
11° Relief Angle

Geometry Features Range Of Machining Geometry Section

ap [mm]

* The skewed slot design stably controls
the removal direction of chips.

P * With a design of thin edge, the cutting 15°
edge is sharp and can effectively reduce
the cutting force.

05 T

0 005 0101502 02503  flm/rey]

ap [mm]

* The circular arc slot design improves s
the sharpness of the cutting edge while 25
G ensuring the strength of the tip. ? 30°
* The design of a long cutting edge 15
meets the requirement of a relatively T
large cutting depth. o5
0 0.05 0.1 0.15 0.2 0.250.3  ffmm/raul

ap [mm]

* The design of a large slot width 4

enables smooth chip removal and

achieves stable machining NS

BK » The design of the tool cutting edge | D 12°
inclination angle controls the flow '
direction of chips and reduces the 0 005 01 015 ffmirey]

cutting resistance.
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[ [ | oot v | orvenen |
.

TPGT(H)-P VPGT-P
P100 P105

TPGT-G VPGT-G
P100 P105
VPGT-BK
P105
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List of Small Part Turning Inserts
Small Part Turning Inserts (Other)
Back-turning

Geometry Features Range of Machining Geometry Section

ap [m]

* The special shape design meets the
requirements of back-turning.
GSAB * The special geometry design enables .
stable control of the flow direction of 15
chips. 2

o

N

w

0 0.1 02 flm/rev]

ap [mm)

* The vertically-installed structure design

ensures firm clamping and realizes
GSTB stable cutting.

* The skewed slot design effectively

controls the direction of chip removal.

16°

- N e s e oo N

o 0.1 0.2 flmm/rev]

Schematic Diagram of Small Part Tool Machining

_* —— !
P——

’—._|l,l'|,l. ¥

Parting Off ~ Back- External  Grooving Threading  End Face
(P218)  turning Diameter Machining (P286) Machining
(P97) Machining  (P218)
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Appearance

GSAB

P107

»

GSTB

P108

Three-dimensional Chip Breaker and General Grooving Type Representation Method

DCGT11T302 (M) (E) (R)

Tip Arc Is of Cutting Edge
Negative Tolerance Treatment

Insert Direction
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Turning Insert (Negative)

TN

Triangle 60° with Hole

Dirr(\rennr:]i)ons Coated Cemented Carbide
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

TNGG160401L-P 16.5 9525 476 3.81 0.1 [ J [ ] [ J
TNGG160401R-P 16,5 9525 476 3.81 0.1 [ J [} [ J
TNGG160402L-P 16.5 9525 476 3.81 0.2 [ J [ [ J
TNGG160402R-P 16.5 9525 476 3.81 0.2 [ J [ J [ J
TNGG160404L-P 16,5 9525 476 3.81 0.4 [ J ([ ] [ ]
TNGG160404R-P 16.5 9525 4.76 3.81 0.4 [} [ [ ]
TNGG160408L-P 16,5 9525 476 3.81 0.8 O [ ] O
TNGG160408R-P 16.5 9.525 4.76 3.81 0.8 O O @)
TNGG160404L-G 16.5 9.525 4.76 3.81 0.4 [

TNGG160404R-G 16.5 9.525 476 3.81 0.4 [}

TNGG160408L-G 16.5 9.525 476 3.81 0.8 [

TNGG160408R-G 16,5 9525 476 3.81 0.8 [}

TNGG160404R-S 16.5 9.525 476 3.81 0.4 [}

TNGG160401M-AK 16,5 9525 476 3.81 <0.1 [ [
TNGG160402M-AK 16.5 9.525 476 3.81 <0.2 [} [} [
TNGG160404M-AK 16.5 9525 476 3.81 <0.4 [ J O [ J

@sStock OAvailable Upon Order
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Turning Insert (Positive)

- (23

cc 9).1

. . RE LE §7 s
Diamond 80° with Hole ] ’

BlICh Coated Cemented Carbide ‘
(mm)
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

CCGT0301005ML-P 4.0 3.5 1.4 1.9  <0.05
CCGT0301005MR-P 4.0 35 1.4 1.9  <0.05
CCGT030101ML-P 4.0 35 1.4 1.9 <0.1
CCGTO030101MR-P 4.0 3.5 1.4 1.9 <0.1
CCGT030102ML-P 4.0 35 1.4 1.9 <0.2
CCGT030102MR-P 4.0 3.5 1.4 1.9 <0.2
CCGT030104ML-P 4.0 3.5 1.4 1.9 <0.4

CCGTO030104MR-P 4.0 3.5 1.4 1.9 <0.4

CCGT0401005ML-P 4.8 43 1.8 23  <0.05

CCGT0401005MR-P 4.8 4.3 1.8 23  <0.05

CCGT040101ML-P 4.8 4.3 1.8 23 <0.1

CCGT040101MR-P 4.8 4.3 1.8 23 <0.1

CCGT040102ML-P 4.8 4.3 1.8 23 <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 4.3 1.8 2.3 <0.4
CCGT0602005ML-P 6.5 635 238 28  <0.05
CCGT0602005MR-P 6.5 6.35 238 2.8  <0.05
CCGT060201ML-P 6.5 635 238 2.8 <0.1
CCGT060201MR-P 6.5 6.35 238 2.8 <0.1
CCGT09T3005ML-P 9.7 9525 3.97 44  <0.05
CCGTO9T3005MR-P 9.7 9525 3.97 4.4  <0.05
CCGTO9T301ML-P 9.7 9525 3.97 4.4 <0.1

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

CCGTO9T301MR-P 9.7 9525 3.97 4.4 <0.1

Ol e o/ & @ @ ®€ OO @6 C @ &6 &8 O O/ O|0O/O0|O|O/O|O|O|O|O|O|]O|O|O|O

CCGT030101L-P 4.0 3.5 1.4 1.9 0.1
CCGT030102L-P 4.0 3.5 1.4 1.9 0.2
CCGT030104L-P 4.0 3.5 1.4 1.9 0.4
CCGT040101L-P 4.8 4.3 1.8 23 0.1
CCGT040102L-P 4.8 4.3 1.8 2.3 0.2
CCGT040104L-P 4.8 43 1.8 2.3 0.4
CCGT060201L-P 6.5 6.35 238 2.8 0.1
CCGT060201R-P 6.5 6.35 238 2.8 0.1
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

CC S

Diamond 80° with Hole —
Dirr(1rennrzi)ons Coated Cemented Carbide
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125
CCGT060202L-P 6.5 6.35 238 2.8 0.2
CCGT060202R-P 6.5 6.35 238 2.8 0.2
CCGT060204L-P 6.5 6.35 238 2.8 0.4
CCGT060204R-P 6.5 6.35 238 2.8 0.4
CCGTO9T301L-P 9.7 9525 397 4.4 0.1
CCGTO9T301R-P 9.7 9525 397 4.4 0.1
CCGTO9T302L-P 9.7 9525 397 4.4 0.2
CCGTO9T302R-P 9.7 9.525 3.97 4.4 0.2
CCGTO9T304L-P 9.7 9.525 3.97 4.4 0.4
CCGTO09T304R-P 9.7 9.525 3.97 4.4 0.4

CCGT0602005ML-G 6.5 6.35 238 2.8  <0.05

CCGT0602005MR-G 6.5 635 238 2.8  <0.05

CCGT060201MEL-G 6.5 6.35 238 2.8 <0.1

CCGT060201MER-G 6.5 635 238 2.8 <0.1

CCGT060201ML-G 6.5 6.35 238 2.8 <0.1

CCGT060201MR-G 6.5 635 238 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

CCGTO9T3005ML-G 9.7 9525 3.97 4.4  <0.05

CCGTO9T3005MR-G 97 | 9525 | 3 4.4  <0.05

CCGTO9T301MEL-G 9.7 9525 3.97 4.4 <0.1

CCGTO9T301MER-G 9.7 9525 3.97 4.4 <0.1

CCGTO9T301ML-G 9.7 9525 3.97 4.4 <0.1

CCGTO9T301MR-G 9.7 9525 397 4.4 <0.1

CCGTO9T302ML-G 9.7 9525 397 4.4 <0.2

O/l ®@/0|0O|0O|® O|O|0O|O0O|O|0O|O|C @ |® @ O/ O & o o o

® 6 6 6 O O @ @ 06 06 6 06 O O O o
® O ® O/0O/0Ol0O0OlO0O|0|O0O|]OO|O|0O |0

CCGTO9T302MR-G 9.7 9525 3.97 4.4 <0.2
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Small Part Turning Tools | TURNING TOOLS

Turning Insert (Positive)

- (23

cc 9).1

. . RE LE §7 s
Diamond 80° with Hole ] ’

BlICh Coated Cemented Carbide ‘
(mm)
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125
CCGT060201EL-G 6.5 6.35 238 2.8 0.1
CCGT060201ER-G 6.5 6.35 2.38 2.8 0.1
CCGT060201L-G 6.5 6.35 238 2.8 0.1
CCGT060201R-G 6.5 6.35 2.38 2.8 0.1
CCGT060202EL-G 6.5 6.35 2.38 2.8 0.2

CCGT060202ER-G 6.5 6.35 238 2.8 0.2

CCGT060202L-G 6.5 635 238 2.8 0.2
CCGT060202R-G 6.5 6.35 238 2.8 0.2
CCGT060204EL-G 6.5 6.35 238 2.8 0.4

CCGT060204ER-G 6.5 6.35 238 2.8 0.4

O ®© ©6 &6 &6 6 @ @6 6 06 @6 @6 O O @ 6 06 06 @0 @0 O O O O

CCGT060204L-G 6.5 635 238 2.8 0.4
CCGT060204R-G 6.5 6.35 238 2.8 0.4
CCGTO9T301EL-G 9.7 9525 3.97 4.4 0.1
CCGTO9T301ER-G 9.7 9525 3.97 4.4 0.1
CCGTO9T301L-G 9.7 9525 3.97 4.4 0.1
CCGTO9T301R-G 9.7 9525 3.97 4.4 0.1
CCGTO9T302EL-G 9.7 9525 3.97 4.4 0.2
CCGTO9T302ER-G 9.7 9525 3.97 4.4 0.2
CCGT09T302L-G 9.7 9525 3.97 4.4 0.2
CCGTO9T302R-G 9.7 9525 3.97 4.4 0.2
CCGTO9T304EL-G 9.7 9525 3.97 4.4 0.4
CCGTO9T304ER-G 9.7 9525 3.97 4.4 0.4
CCGT09T304L-G 9.7 9525 3.97 4.4 0.4
CCGTO9T304R-G 9.7 9525 3.97 4.4 0.4
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

CC S

Diamond 80° with Hole L LE |

Dimensions

Coated Cemented Carbide
(mm)

Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

CCGT0602005M-BF 6.5 635 238 2.8  <0.05 [ ]

CCGT060201M-BF 6.5 635 238 2.8 <0.1 [ ] [
CCGT060202M-BF 6.5 6.35 238 2.8 <0.2 [ ] ([ ]
CCGT09T301M-BF 9.7 9525 3.97 4.4 <0.1 [ ] @) [
CCGT09T302M-BF 9.7 9525 3.97 4.4 <0.2 [ ] O ([ ]
CCGT09T304M-BF 9.7 9525 3.97 4.4 <0.4 [ [
CCGT060201M-BK 6.5 6.35 238 2.8 <0.1 [ ] ([ ]
CCGT060202M-BK 6.5 6.35 238 2.8 <0.2 [ ] [
CCGTO9T301M-BK 9.7 9525 3.97 4.4 <0.1 [ O ([ ]
CCGT09T302M-BK 9.7 9525 3.97 4.4 <0.2 [ [ J [
CCGT09T304M-BK 9.7 9525 3.97 4.4 <0.4 [ ([ ]
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Small Part Turning Tools | TURNING TOOLS

Turning Insert (Positive)

DC

Diamond 55° with Hole

BlICh Coated Cemented Carbide
(mm)
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

DCGT0702005ML-P 7.8 635 238 28  <0.05 O [ ] O
DCGT0702005MR-P 7.8 6.35 238 28  <0.05 (@) [ ] O
DCGT070201ML-P 7.8 635 238 2.8 <0.1 (©) O O
DCGT070201MR-P 7.8 6.35 238 2.8 <0.1 (@) @)
DCGT070202MR-P 7.8 635 238 2.8 <0.2 O
DCGT11T3005ML-P  11.6 9.525 3.97 4.4 <0.05 (@) @) O
DCGT11T3005MR-P  11.6  9.525 3.97 4.4  <0.05 (@) [ ] O
DCGT11T302MR-P 11.6 9.525 3.97 4.4 <0.2 [ ] @) [ J
DCGT0702003L-P 7.8 6.35 238 2.8 0.03 O
DCGT0702003R-P 7.8 6.35 238 2.8 0.03 [ ]
DCGT070201L-P 7.8 635 238 2.8 0.1 O

’ DCGT070201R-P 7.8 6.35 238 2.8 0.1 [ ]
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 O
DCGT11T3003R-P 11.6 9.525 3.97 4.4 0.03 @)
DCGT11T301L-P 11.6 9.525 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 11.6 9.525 3.97 4.4 0.2 [ ]
DCGT11T304L-P 11.6 9.525 3.97 4.4 0.4 [ ]
DCGT11T304R-P 11.6 9.525 3.97 4.4 0.4 @) [
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

DC

Diamond 55° with Hole

Dimensions

Coated Cemented Carbide
(mm)

Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

DCGT0702005ML-G 7.8 635 238 2.8  <0.05 O O (©]
DCGT0702005MR-G 7.8 635 238 2.8  <0.05 [ ] [ ] O
DCGT070201MEL-G 7.8 6.35 238 2.8 <0.1 O O ([ ]
DCGT070201MER-G 7.8 635 238 2.8 <0.1 @) O [
DCGT070201ML-G 7.8 635 238 2.8 <0.1 O O O
DCGT070201MR-G 7.8 635 238 2.8 <0.1 [ @) O
DCGT11T3005ML-G  11.6 9.525 3.97 4.4 <0.05 O O (©]
DCGT11T3005MR-G  11.6 9.525 3.97 4.4 <0.05 @) [ J [
DCGT11T301MEL-G  11.6 9.525 3.97 4.4 <0.1 O O ©)
DCGT11T301MER-G  11.6 9.525 3.97 4.4 <0.1 O @) O
DCGT11T301ML-G 11.6 9.525 3.97 4.4 <0.1 O O ©)
DCGT11T301MR-G 11.6 9.525 3.97 4.4 <0.1 [ [ [
DCGT11T302MER-G  11.6  9.525 3.97 44  <0.2 [ ]
DCGT11T302MR-G 11.6  9.525 3.97 44  <0.2 [ ] O [
DCGT070201L-G 7.8 6.35 238 2.8 0.1 O
DCGT070201R-G 7.8 635 238 2.8 0.1 [
DCGT070202L-G 7.8 6.35 238 2.8 0.2 O
DCGT070202R-G 7.8 635 238 2.8 0.2 [
DCGT11T301EL-G 11.6 9.525 3.97 4.4 0.1 [ ]
DCGT11T301ER-G 11.6 9.525 3.97 4.4 0.1 [ ]
DCGT11T301L-G 11.6 9.525 3.97 4.4 0.1 [ ]
DCGT11T301R-G 11.6 9.525 3.97 4.4 0.1 [ ]
DCGT11T302EL-G 11.6 9.525 3.97 4.4 0.2 [ ]
DCGT11T302ER-G 11.6 9.525 3.97 4.4 0.2 [ J
DCGT11T302L-G 11.6 9.525 3.97 4.4 0.2 [ ]
DCGT11T302R-G 11.6 9.525 3.97 4.4 0.2 [ J
DCGT11T304EL-G 11.6 9.525 3.97 4.4 0.4 O
DCGT11T304ER-G 11.6 9.525 3.97 4.4 0.4 [
DCGT11T302MR-S 11.6 9.525 3.97 4.4 <0.2 [ ] [ ]
DCGT11T304MR-S 11.6 9.525 3.97 4.4 <0.4 [ [
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Small Part Turning Tools | TURNING TOOLS

Turning Insert (Positive)

DC

Diamond 55° with Hole

Dirrg;nnii;) ns Coated Cemented Carbide
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

DCGT070201M-AF 7.8 6.35 238 2.8 <0.1 [ [ J
” DCGT11T301M-AF 11.6 9.525 3.97 4.4 <0.1 [ O [ J

DCGT11T301M-AK 11.6 9.525 3.97 4.4 <0.1 [ O [
ﬂ DCGT11T302M-AK 11.6 9.525 3.97 4.4 <0.2 [ @) [ J

DCGT11T304M-AK 11.6 9.525 3.97 4.4 <0.4 O

DCGT070201M-BF 7.8 6.35 238 2.8 <0.1 [ O [

DCGT070202M-BF 7.8 6.35 2.38 2.8 <0.2 [ ) [}

DCGT070204M-BF 7.8 6.35 2.38 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 [ [ [

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 [ ] [
E DCGT11T301M-BK 11.6 9.525 3.97 4.4 <0.1 [ O [

DCGT11T302M-BK 11.6 9.525 3.97 4.4 <0.2 [ ) [} [

DCGT11T304M-BK 11.6 9.525 3.97 4.4 <0.4 [ [ J [ J

DCGT11T301M-SK 11.6 9.525 3.97 4.4 <0.1 O

DCGT11T302M-SK 11.6 9.525 3.97 4.4 <0.2 O
’ DCGT11T304M-SK 11.6 9.525 3.97 4.4 <0.4 O

DCGT11T301M-MM  11.6  9.525 3.97 4.4 <0.1 [ [ J [ J

DCGT11T302M-MM  11.6  9.525 3.97 4.4 <0.2 [ [ J [ J
’ DCGT11T304M-MM  11.6 9.525 3.97 4.4 <0.4 [ [ J [
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

TB

Triangle 60° with Hole

D1

TBGT060102L-P 6.9 397 1.59 23 0.2 [
TBGT060104L-P 6.9 3.97 1.59 23 0.4 [
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Small Part Turning Tools | TURNING TOOLS

Turning Insert (Positive)

TC

Triangle 60° with Hole

Dinz;n;i)ons Coated Cemented Carbide
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

TCGT060102L-P 6.9 3.97 1.59 23 0.2 [ J

TCGT060104L-P 6.9 3.97 1.59 23 0.4 [ J

TCGTO6T102L-P 6.9 3.97 1.98 23 0.2 O O O

TCGTO6T102R-P 6.9 3.97 1.98 23 0.2 O @) O

TCGTO6T104L-P 6.9 3.97 1.98 23 0.4 O O O

TCGTO6T104R-P 6.9 3.97 1.98 23 0.4 O @) O
s TCGT080202L-P 8.2 476  2.38 23 0.2 [ J

TCGT080204L-P 8.2 476  2.38 23 0.4 [ J

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 8.2 476  2.38 23 <0.1 O @) 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

TCGT080202L-G 8.2 476  2.38 23 0.2 @)

TCGT080204L-G 8.2 476 238 23 0.4 O

TCGT110301L-G 11 6.35 3.18 2.8 0.1 O

TCGT110302L-G 11 6.35 3.18 2.8 0.2 O

TCGT110304L-G 11 6.35 3.18 2.8 0.4 O
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

TP

Triangle 60° with Hole

Dirr(\renn:]i)ons Coated Cemented Carbide
Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125
TPGH1103005ML-P 11 6.35 3.18 34  <0.05 [ J [ ] O
TPGH090202L-P 9.6 556 238 3.0 0.2 [}
TPGH090204L-P 9.6 556 238 3.0 0.4 [
TPGH110301L-P 11 6.35 3.18 34 0.1 [ J [ J
TPGH110302L-P 11 6.35 3.18 34 0.2 [ J ([ ]
TPGH110304L-P 11 6.35 3.18 34 0.4 [}
TPGT080202L-P 8.2 476  2.38 23 0.2 [
TPGT080202R-P 8.2 476  2.38 23 0.2 O
TPGT080204L-P 8.2 476  2.38 23 0.4 O [ ]
TPGT080204R-P 8.2 4.76 2.38 23 0.4 O
TPGT080201L-G 8.2 4.76 2.38 23 0.1 O
TPGT080202L-G 8.2 476  2.38 23 0.2 O
TPGT080204L-G 8.2 4.76 2.38 23 0.4 O
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Small Part Turning Tools | TURNING TOOLS

Turning Insert (Positive)

VB

Diamond 35° with Hole

Dimensions

Coated Cemented Carbide
(mm)

Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

VBGT1103005ML-P  11.2 635 3.18 28  <0.05 O O O
VBGT1103005MR-P 11.2 635 3.18 28 <0.05 [ J [ [ ]
VBGT110301ML-P 1.2 635 3.18 2.8 <0.1 [ J O [ ]
VBGT110301MR-P 11.2 635 3.18 2.8 <0.1 [ J @) [ ]
VBGT110302ML-P 11.2 635 3.18 2.8 <0.2 O O [ ]
VBGT110302MR-P 11.2 635 3.18 2.8 <0.2 [ O [ ]
VBGT1103003L-P 11.2 635 3.8 2.8 0.03 O

! VBGT1103003R-P 11.2 635 3.18 2.8 0.03 [
VBGT110301L-P 11.2 635 3.18 2.8 0.1 [
VBGT110301R-P 11.2 635 3.18 2.8 0.1 [
VBGT110302L-P 11.2 635 3.18 2.8 0.2 [
VBGT110302R-P 112 635 3.18 2.8 0.2 [
VBGT110304L-P 11.2 635 3.18 2.8 0.4 O
VBGT110304R-P 11.2 635 3.18 2.8 0.4 [ J
VBGT1103005ML-G  11.2  6.35 3.18 28  <0.05 O [ O
VBGT1103005MR-G  11.2  6.35 3.18 28 <0.05 [ [ [ ]
VBGT110301L-G 1.2 635 3.18 2.8 0.1 [
VBGT110301R-G 1.2 635 3.18 2.8 0.1 [

’ VBGT110302EL-G 1.2 635 3.18 2.8 0.2 O
VBGT110302ER-G 11.2 635 3.18 2.8 0.2 O
VBGT110302R-G 1.2 635 3.18 2.8 0.2 O
VBGT110304EL-G 11.2 635 3.18 2.8 0.4 [
VBGT110304ER-G 11.2 635 3.18 2.8 0.4 [
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

VB

Diamond 35° with Hole

Dimensions

Coated Cemented Carbide
(mm)

Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

VBGT1103005ML-S  11.2 635 3.18 2.8  <0.05 o o) o)
VBGT1103005MR-S  11.2 635 318 28 <0.05 ° ° °
VBGT110301ML-S ~ 11.2 635 3.18 28  <0.1 ° o) o
VBGT110301MR-S 112 635 3.18 28  <0.1 ° O °
VBGT110302ML-S 112 635 3.18 28 <02 ° o °
VBGT110302MR-S 112 635 318 28 <02 ° O °
VBGT110301L-S 112 635 348 28 0. °
VBGT110301R-S 112 635 348 28 0. O ° o

’ VBGT110302L-S 112 635 348 28 02 °
VBGT110302R-S 112 635 348 28 02 °
VBGT110304L-S 112 635 318 28 04 o
VBGT110304R-S 112 635 318 28 04 °
VBGT160402L-S 166 9525 476 44 02 °
VBGT160402R-S 166 9525 476 44 02 °
VBGT160404L-S 166 9525 476 44 04 °
VBGT160404R-S 166 9525 476 44 04 °
VBGT110301M-AF 112 635 318 28  <0.1 ° o) °

L)

VBGT110301M-BF 112 635 3.18 28  <0.1 ° o) °

I VBGT110302M-BF 112 635 3.18 28 <02 ° ° °
VBGT110301M-BK  11.2 635 318 28  <0.1 ° o) °
VBGT110302M-BK ~ 11.2 635 318 28 <02 ° o °

’ VBGT110304M-BK  11.2 635 318 28 <04 ° °
VBGT110301M-SK  11.2 635 318 28  <0.1 O
VBGT110302M-SK 112 635 3.18 28 <02 o)

’ VBGT110304M-SK  11.2 635 318 28 <04 o)

VBGT110302M-MM  11.2 635 3.18 28  <0.2 ° o) °

’ VBGT110304M-MM 112 635 318 28 <04 ° °
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Small Part Turning Tools | TURNING TOOLS

Turning Insert (Positive)

VC

Diamond 35° with Hole

Dimensions

Coated Cemented Carbide
(mm)

Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

VCGT1103005ML-P 1.2 635 3.18 28  <0.05 O O O
VCGT1103005MR-P 11.2 635 3.18 28 <0.05 O O @)
VCGT110301ML-P 1.2 635 3.18 2.8 <0.1 O O O
VCGT110301MR-P 11.2 635 3.18 2.8 <0.1 O @) [ ]
VCGT1103003L-P 11.2 635 3.18 2.8 0.03 O
VCGT1103003R-P 11.2 635 3.18 2.8 0.03 O
VCGT110301L-P 11.2 635 3.8 2.8 0.1 O
’ VCGT110301R-P 11.2 635 3.18 2.8 0.1 O
VCGT110302L-P 11.2 635 3.18 2.8 0.2 O
VCGT110302R-P 11.2 635 3.18 2.8 0.2 [
VCGT110304L-P 11.2 635 3.18 2.8 0.4 O
VCGT110304R-P 112 635 3.18 2.8 0.4 O
VCGT1103005MR-G  11.2 635 3.18 2.8  <0.05 [ [ [ ]
’ VCGT110302R-G 1.2 635 3.18 2.8 0.2 O
VCGT1103005ML-S 1.2 635 3.18 28  <0.05 O O [ ]
VCGT1103005MR-S  11.2 635 3.18 28 <0.05 O O O
VCGT1103003R-S 1.2 635 3.18 2.8 0.03 O
’ VCGT110301L-S 11.2 635 3.18 2.8 0.1 [
VCGT110301R-S 1.2 635 3.18 2.8 0.1 [ J
VCGT110302L-S 11.2 635 3.18 2.8 0.2 O
VCGT110302R-S 11.2 635 3.18 2.8 0.2 [
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TURNING TOOLS | Small Part Turning Tools

Turning Insert (Positive)

VC

Diamond 35° with Hole

Dl ens Coated Cemented Carbide
(mm)
Order No.
LE 1C S D1 RE GAT7115 GAT7120 GAT7120A GAT7125
VCGT110301M-AF 11.2 635 3.8 2.8 <0.1 [ O [
VCGT080202M-BF 8.3 476 2.38 2.3 <0.2 [} [ ]

VCGT110301M-BF 11.2 635 3.18 2.8 <0.1

[
O
[

VCGT110302M-BF 11.2 635 3.18 2.8 <0.2 [ J [ ] [ ]
VCGT110301M-BK 11.2 635 3.18 2.8 <0.1 [ (@) [ ]
VCGT110302M-BK 11.2 635 3.18 2.8 <0.2 [ [ ] [
VCGT110304M-BK 1.2 635 3.18 2.8 <0.4 [ [
VCGT110302M-MM 1.2 635 3.18 2.8 <0.2 [ [ ] [ ]
VCGT110304M-MM 11.2 635 3.18 2.8 <0.4 [ [ ]

IR

@Stock OAvailable Upon Order
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Turning Insert (Positive)

VP

Diamond 35° with Hole

Dimensions

Coated Cemented Carbide
(mm)

Order No.
LE IC S D1 RE GAT7115 GAT7120 GAT7120A GAT7125

VPGT1103005ML-P 1.2 635 3.18 28  <0.05 O O O

VPGT1103005MR-P 11.2 635 3.18 28 <0.05 [ J O @)

VPGT110301ML-P 1.2 635 3.18 2.8 <0.1 O O O

VPGT110301MR-P 11.2 635 3.18 2.8 <0.1 [ J [ [ ]

VPGT110302ML-P 11.2 635 3.18 2.8 <0.2 O O @)

VPGT110302MR-P 11.2 635 3.18 2.8 <0.2 [ O [ ]
’ VPGT1103003L-P 11.2 635 3.8 2.8 0.03 O

VPGT1103003R-P 11.2 635 3.18 2.8 0.03 O

VPGT110301L-P 11.2 635 3.18 2.8 0.1 O

VPGT110301R-P 11.2 635 3.18 2.8 0.1 [

VPGT110302L-P 11.2 635 3.18 2.8 0.2 [

VPGT110302R-P 112 635 3.18 2.8 0.2 [

VPGT1103005ML-G~ 11.2 635 3.18 2.8  <0.05 O O O

VPGT1103005MR-G  11.2 635 3.18 28 <0.05 O O @)
’ VPGT110301L-G 11.2 635 3.18 2.8 0.1 O

VPGT110301R-G 1.2 635 3.18 2.8 0.1 [

VPGT110302R-G 1.2 635 3.18 2.8 0.2 [ [ [ ]

VPGT080201M-BK 8.3 476 238 2.3 <0.1 O O
’ VPGT080202M-BK 8.3 476 238 2.3 <0.2 O O

@Stock OAvailable Upon Order
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Turning Insert (Positive)

WB

Hexagon 80° with Hole

WBGT020101L-P 2.5 397 159 23 0.1 [
WBGT020102L-P 2.5 397 1.59 23 0.2 O ([ ] (@)
WBGT020104L-P 2.5 397 159 23 0.4 O [ ] [ ]
WBGTL30202L-P 3.2 476 238 23 0.2 O
WBGTL30204L-P 3.2 476 238 23 0.4 ©)

@Stock OAvailable Upon Order
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Back-turning Inserts

GSAB 4

Horizontally-installed Back-turning Inserts

DTS S Coated Cemented Carbide

(mm)
Order No. n o 5 n
— o~ o~ o~
A B C D H L R S 01 02 = = = =
< < 3 3
(U] (U] (U] (U]
GSAB15R4025005 28 70 04 34 43 155 005 397 15° 30° [ ] [ [
GSAB15R4025005M 28 70 04 34 43 155 <0.05 3.97 15° 30° (] [ [
/ GSAB15R4025015 28 70 04 34 42 154 015 397 15° 30° (] [ [
GSAB15R4025015M 28 70 04 34 42 154 <0.15 3.97 15° 30° o [ [
GSAB15R4045005 47 70 065 34 43 155 005 3.97 15° 45° O [} O
GSAB15R4045005M 47 7.0 065 34 43 155 <0.05 3.97 15° 45° O [} O
/ GSAB15R4045015 4.7 70 065 34 42 154 015 397 15° 45° [ J [ ] @]
GSAB15R4045015M 4.7 70 065 34 42 154 <0.15 397 15° 45° [ ] [ ] @]
GSAB23R5045005 4.7 70 055 34 53 235 0.05 397 15° 40° O [ ] @]
GSAB23R5045005M 4.7 70 055 34 5.3 23,5 <0.05 3.97 15° 40° O [ ] O
GSAB23R5045015 4.7 70 055 34 52 234 0.15 397 15° 40° [ J [ ] [ ]
/ GSAB23R5045015M 4.7 70 055 34 52 234 <0.15 3.97 15° 40° [ ] [ ] O

@Stock OAvailable Upon Order

Back-turning Type Representation Method

GSAB 15 R 40 25 015 (M)

Series code- Tip Arc Is
horizontally- Insert Size Insert Maximum Cutting Edge Tio Arc of ﬁe ative
installed Back- Direction Cutting Depth Width P 9
turning Tolerance
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Back-turning Inserts

GSTB

Vertically-installed Back-turning Inserts

e e Coated Cemented Carbide ‘
(mm)
Order No. n o S 0
— o~ o~ o
CW  CDX a c) RE D1 W1 S ~ ~ ~ ~
< 3 < <
(U] (U] (U] (U]
GSTB3R15005M 1.5 2.7 0.25 56° <0.05 5.2 3.0 8.7 [ ] [ ] O
GSTB3R15010M 1.5 2.7 0.25 56° <0.10 5.2 3.0 8.7 O [ ] (@)
GSTB3R28005M 2.8 4.6 0.3 56° <0.05 5.2 3.0 8.7 [ ] O O
GSTB3R28010M 2.8 4.6 0.3 56° <0.10 5.2 3.0 8.7 [ ] [ ] O
o GSTB3R28020 28 46 05 56° 020 52 30 87 o O
‘ GSTB4R38005M 3.8 6.3 0.3 56° <0.05 5.2 4.0 9.5 [ ] O O
GSTB4R38010M 3.8 6.3 0.3 56° <0.10 5.2 4.0 9.5 [ ] O O
GSTB4R38020M 3.8 6.3 0.5 56° <0.20 5.2 4.0 9.5 O O

@Stock OAvailable Upon Order

GSTB 3 R 28 015 (M)

Series Code- . L Cutting Edge . Tip ArcIs
vertically-installed Insert Size Insert Direction Width Tip Arc of Negative
Back-turning Tolerance
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Small Part Turning Tools | TURNING TOOLS

List of Turning Tool Holders

SCLCR/L-Z SDJCR/L-Z SVJ*R/L-Z SVQ*R-Z SDJCR
P110 P110 P111 P112 P112

(=

SGSAB-4025F SGSAB-4045F SGSAB-5045F GST GST-RS
P113 P113 P114 P115 P115

= - ik -
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TURNING TOOLS | Small Part Turning Tools

Small Part Turning Tool Holder-no Offset Head (Positive)

SCLCR/L-Z

. HBKW

Tool cutting edge
angle 95°

WF
)
B |

LF

Al

Di i S Wi h In Stock

imensions (mm) Matched crew renc Weight n Stoc

Order No. Te— (KG)

H B LF  HF WF HBKW § ﬁ 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 1120 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

Tool cutting edge
angle 93°

WFE

9

. ‘
{ IR

Dimensions (mm Screw Wrench In Stock
(mm) Matched Weight
Order No.
Insert (KG)

H B LF HF WF HBKW § R L

SDJCR/L1010JK07Z 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 1120 12 12 1 DC**11T3** SI60M040089-05313S TT15PQ 0.14 [ ] [ ]
SDJCR/L1616JK11Z 16 16 120 16 16 - DC**11T3** SI60M040089-05313S TT15PQ 0.24 [ ] [ ]

@Stock OAvailable Upon Order
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Small Part Turning Tool Holder-no Offset Head (Positive)

SVJ*R/L-Z

(" Tool cutting edge
angle 93°

% 1

LE

1 1] 4

order No. Dimensions (mm) Mlits'::r‘t’d Screw Wrench V\ﬁ('g)ht In Stock
H B LF HF WF HBKW $ ﬁ R L

SVJBR/L1010JK11Z 10 10 120 10 10 - VB**1103**  SI60M025065-03509S = TTO7PQ 0.09 e o
SVJBR/L1212JK11Z 1212 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 e o
SVJCR/L1212JK11Z 12 12 120 12 12 - VC**1103** = SI60M025065-03509S = TTO7PQ 0.14 e o
SVJCR/L1616)K11Z 16 16 120 16 16 - VC**1103**  SI60M025065-03509S =~ TTO7PQ 0.24 e o
SVJPR/L1212JK11Z 12 112 120 12 12 - VP**1103** = SI60M025065-03509S = TTO7PQ 0.14 e 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 Tool Holder-no Offset Head (Positive)

SVQ*R-Z

HBKW

Tool cutting edge
angle 117.5°

L
;
i

& : S o
1 I N

WF

Dimensions

Order No. ) Mlitsceh:t’d Screw Wrench W(?('g)ht In Stock
H B LF  HF WF HBKW § ﬁ R L
SVQCR1010JK11Z 10 10 120 10 10 8 VC**1103** = SI60M025065-03509S = TTO7PQ 0.09 [ J
SVQCR1212JK11Z 1212 120 12 12 6 VC**1103**  SI60M025065-03509S = TTO7PQ 0.14 [ ]
SVQCR1616)JK11Z 16 16 120 16 16 2 VC**1103**  SI60M025065-03509S = TTO7PQ 0.24 [ ]
SVQPR1010JK08Z 10 10 120 10 10 4 VP**0802**  SI60M020050-02806S = TTO6PQ 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 = TTO06PQ 0.14 [ ]
SVQPR1212JK11Z 12 12 1120 12 12 6 VP**1103** = SI60M025065-03509S = TTO7PQ 0.14 [ ]
SVQPR1616)JK08Z 16 16 120 16 16 - VP**0802** = SI60M020050-02806S = TTO6PQ 0.24 [ ]
SVQPR1616)JK11Z 16 16 120 16 16 2 VP**1103** = SI60M025065-03509S = TTO7PQ 0.24 [ ]

@Stock OAvailable Upon Order

SDJCR

BKW

)
%1@.

Tool cutting edge
angle 93°

E
%

LF

_HE
—
|

Dimensions

S Wi h In Stock
(mm) Matched crew renc Weight n>toc

H B LF HF WF HBkw  [msert § /é LO N

SDJCR1216JK11F15 12 16 120 12 15 12 DC**1173** = SI60M040089-05313S = TT15PQ 0.18 [ ]
SDJCR1620JK11F15 16 20 120 16 15 8 DC**1173**  SI60M040089-05313S  TT15PQ 0.30 [ ]

Order No.

@Stock OAvailable Upon Order
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Small Part Turning Tool Holder-back-turning Tool Holders (GSAB)

SGSAB-4025F

TURNING TOOLS

o
7 DX angle 60°
w LF
{ I E
Dlrr(lgnns;l)ons Screw Wrench Weight In Stock
Order No. Matched Insert (ilg)
H B LF  HF WF CDX § ﬁ R L
SGSABR1010JK4025F ' 10 10 120 10 10.2 4.2 GSAB15R4025** SI60M030072-04210S @ TT09PQ 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
Tool cutting edge
angle 45°
s dom G
\?) LF
f I E
szs]n;l)ons Screw Wrench Weight In Stock
Order No. Matched Insert (eKlg)
H B LF  HF WF CDX § ﬁ R 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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Small Part Turning Tool Holder-back-turning Tool Holders (GSAB)

SGSAB-5045F

Dimensions
(mm)

Order No.
H B LF

SGSABR1010JK5045F 10 « 10 120
SGSABR1212JK5045F 12 12 120
SGSABR1616JK5045F 16 = 16 120

114 _ GESAC

HF  WF

10 10.2
12 122
16 16.2

Tool cutting edge
o

§

LF

Matched Insert
CDX

8.2  GSAB23R5045**
8.2  GSAB23R5045**
8.2  GSAB23R5045**

Screw

&

SI60M030072-04210S
SI60M030072-04210S
SI60M030072-04210S

W h In Stock
renc Weight n Stoc

ﬁ (KG) R L

TTO9PQ 0.09
TTO9PQ 0.14
TTO9PQ 0.24

@Stock OAvailable Upon Order
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Small Part Turning Tool Holder-back-turning

GST

LF ’

~—
Dirr(l;nns;i)ons Screw Wrench Weight In Stock
Order No. Matched Insert (KG)

H B LF  HF WF CDX § ﬁ R L

GSTR/L1010JK3 10 10 120 10 10 6 GST*3R** SSAMO045095Q TT10P 0.09 [ O
GSTR/L1212)JK3 1212 120 12 12 6 GST*3R** SSAMO045095Q TT10P 0.14 [ O
GSTR/L1616)JK3 16 16 120 16 16 6 GST*3R** SSAM045095Q TT10P 0.24 [ O
GSTR/L2020JK3 20 20 120 20 20 6 GESTEESRES SSAMO045095Q TT10P 0.40 ® O
GSTR/L1010JK4 10 10 120 10 10 8 GST*4R** SSAMO045095Q TT10P 0.09 [ O
GSTR/L1212)K4 12 12 120 12 12 8 GST*4R** SSAM045095Q TT10P 0.14 [ @)
GSTR/L1616JK4 16 16 120 16 16 8 GST*4R** SSAMO045095Q TT10P 0.24 ® O
GSTR/L2020JK4 20 20 120 20 20 8 GST*4R** SSAMO045095Q TT10P 0.40 ® O

@Stock OAvailable Upon Order

GST-RS

<

HE_
@)
L]

LF

Dimensions
(mm)

H B LF HF WF CDX § /é K& R L

S W h In Stock
crew renc Weight n Stoc

Order No. Matched Insert

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 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 72 8 GST*4R/L** SSAM045070Q TT10PQ 0.14 ® O

@Stock OAvailable Upon Order
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TURNING TOOLS

Small Part Turning Tools

Recommended Cutting Data

Lower Limit-recommended-upper Limit

1SO W’&I)rkpigce Hardness (HB) el Grade - -
aterial try Linear Speed Cutting Depth Feed
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
GAT7125 40-90-150
GAT7115 60-120-180
S GAT7120 40-90-140 0.3-0.8-2 0.08-0.12-0.25
GAT7125 40-90-150
GAT7115 60-120-180
AF GAT7125 40-90-150 0.02-0.16-0.2 0.03-0.08-0.12
GAT7120A 50-100-160
n <300 GAT7115 60-120-180
AK GAT7125 40-90-150 0.3-1.4-2.5 0.02-0.07-0.12
GAT7120A 50-100-160
GAT7115 60-120-180
BF GAT7125 40-90-150 0.2-0.7-1.2 0.02-0.06-0.12
GAT7120A 50-100-160
GAT7115 60-120-180
BK GAT7125 40-90-150 0.8-1.6-2.5 0.03-0.08-0.12
GAT7120A 50-100-160
GAT7115 60-120-180
MM GAT7125 40-90-150 0.8-1.8-3 0.03-0.06-0.1
GAT7120A 50-100-160
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Recommended Cutting Data

Workpiece
LI Material
M Stainless
Steel
Workpiece
i Material

n Steel

M

steel

Stainless

Hardness (HB)

<300

Hardness (HB)

<300

<300

Geome-
try

AF

AK

BF

BK

MM

Geome-
try

GSAB

GSTB

GSAB

GSTB

Grade

GAT7115
GAT7120
GAT7125
GAT7115
GAT7120
GAT7125
GAT7115
GAT7120
GAT7125
GAT7115
GAT7125
GAT7115
GAT7125
GAT7115
GAT7125
GAT7115
GAT7125
GAT7115
GAT7125

Grade

GAT7115
GAT7120
GAT7125
GAT7115
GAT7120
GAT7125
GAT7115
GAT7120
GAT7125
GAT7115
GAT7120
GAT7125

Small Part Turning Tools

TURNING TOOLS

Lower Limit-recommended-upper Limit

Linear Speed
Vc(m/min)

60-100-150
40-80-120
40-80-130

60-100-150
40-80-120
40-80-130

60-100-150
40-80-120
40-80-130

60-100-150
40-80-130

60-100-150
40-80-130

60-100-150
40-80-130

60-100-150
40-80-130

60-100-150
40-80-130

Cutting Depth
ap(mm)

0.03-0.1-0.5

0.3-0.8-2.5

0.3-0.8-2

0.02-0.16-0.2

0.3-1.4-2.5

0.2-0.7-1.2

0.8-1.6-2.5

0.8-1.8-3

Feed
f(mm/rev)

0.03-0.1-0.18

0.01-0.05-0.08

0.08-0.12-0.25

0.03-0.08-0.12

0.02-0.07-0.12

0.02-0.06-0.12

0.03-0.08-0.12

0.03-0.06-0.1

Lower Limit-recommended-upper Limit

Linear Speed
Vc(m/min)

60-120-180
40-90-140
40-90-150

60-120-180
40-90-140
40-90-150

60-100-150
40-80-120
40-80-130

60-100-150
40-80-120
40-80-130

Cutting Depth  Grooving feed Transverse feed

ap(mm)

0.5-2.0-5.0

0.5-2.5-6.0

0.5-2.0-5.0

0.5-2.5-6.0

f1(mm/rev)

0.01-0.02-0.03

0.01-0.02-0.03

0.01-0.02-0.03

0.01-0.02-0.03

f2(mm/rev)

0.01-0.05-0.1

0.01-0.05-0.15

0.01-0.05-0.1

0.01-0.05-0.15
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MEMO
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TURNING TOOLS FOR RAIL
TRANSIT INDUSTRY




TURNING TOOLS | Turning Tools for Rail Transit Industry

Introduction to Applications

Train Wheel New Insert . . .
. Train Wheel Repair Insert Lnmx Series
Rcmx Series
General Finishing Semi-finishing Roughing
RR HF HM HR

ap L] ap [in] ap[im] aplim]

15 15 15 15

12 12 12 12

9 9 9 f 9 /

6 6 6 6

3 3 3 3

0 030609121518 0 030609 1.21.51.821 0 0.3 0609 12151821 0 030609 1.21.51821

Flom rev] I/ rev] Flm rev] I/ rev]

Train Wheel Machining Grade

General

GP1105R

Linear Speed V¢

GP1105

~—
) GP1115
GP1105R/)\ . ° 4

GP1105H
,7v_/‘

Wear Resistance Toughness
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Turning Tools for Rail Transit Industry | TURNING TOOLS

Turning Insert (Positive)

AN
REMX_ ©

RCMX160600-RR 16 6.35 5.5 8 O
RCMX200600-RR 20 6.35 6.5 10 O
RCMX250700-RR 25 7.94 7.2 125 [ J
RCMX320900-RR 32 9.52 9.5 16 O
RCMX250700-RR1 25 7.94 7.2 125 [ J

@Stock OAvailable Upon Order
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Turning Insert (Negative)

LNMX -

Vertically-installed Insert

LNMX191940-HF 19.05 10 19.05 6.35 4 O O
LNMX191940-HM 19.05 10 19.05 6.35 4 O O
LNMX301940-HM 30 12 19.05 6.35 4 O O O
LNMX301940-HR 30 12 19.05 6.35 4 O O O

@sStock OAvailable Upon Order
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Turning Tools for Rail Transit Industry | TURNING TOOLS

Tool Holder for Train Wheel Repair

TXZNR/L

WE
B

LF

Dimensions Weight In Stock
Order No. Matched Tool Clamp Fixing Screw Wrench (Kg)
H B LF  HF WF R L

APLNR/L3223-19
TXZNR/L5055X-A 50 55 210 44 55 APLNR/L3223-30 STCM060180Y  TH30LY 3.8 (@) @)
APLFNR/L3219-19

Notes: The tool holder does not include the tool clamp. The tool clamp needs to be purchased separately. @stock OAvailable Upon Order

Train Wheel Repair Tool Holder Matched Tool Clamp

APLANR/L —

A O
I
©
N
LF
Dimensions . In Stock
Order No. lzidn=e el Lever  Lever Screw Wrench e i
Clamp (KG)
B LH LF  HF WF R L

APLANR/L3223-19 226 35 427 32 TH30LH LNMX19** LA5Y SLMO80250FY TH30LY 0.17 (@) O
APLANR/L3223-30 226 35 427 32 TH30LH LNMX30** LA5Y SLMO080250FY TH30LY 0.15 (@) @)

@Stock OAvailable Upon Order
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Train Wheel Repair Tool Holder Matched Tool Clamp

APLFNR/L .

HE

{ [ .

LF

Dimensions Weight In Stock
Order No. Matched Insert Lever  Lever Screw Wrench (i'g)
B LH LF HF WF R L
APLFNR/L3219-19 18.6 35 427 32 19.05 LNMX19%* LA5Y SLMO80250FY TH30LY 0.13 @) @)

@Stock OAvailable Upon Order
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Turning Tools for Rail Transit Industry | TURNING TOOLS

Recommended Cutting Data (Positive)

Lower Limit-recommended-upper Limit

. . Material . Working  Chip
MachincdiMatcrtal Hardness I REmEE Condition Breaker Grade Cutting Speed Cutting Depth Feed
Vc(m/min) ap(mm) f(mm/rev)
Finishing-roughing ~ General RR GP1105H 50-100-150 |2.00-7.50-15.0 0.30-1.00-1.80
n Steel = HB240
Finishing-roughing General RR1 GP1105R | 50-100-150 | 2.00-7.50-15.0 0.30-1.00-1.80

Recommended Cutting Data (Negative)

Lower Limit-recommended-upper Limit
Material Cutting Working  Chip Grade

Hardness Range Condition Breaker Cutting Speed ~ Cutting Depth Feed
Vc(m/min) ap(mm) f(mm/rev)

GP1105R | 40-70-100  0.50-2.00-4.00 0.30-0.8-1.50

Finishing General HF GP1105 40-70-100  0.50-2.00-4.00 0.30-0.8-1.50

GP1115 40-70-100  0.50-2.00-4.00 0.30-0.8-1.50

GP1105R  40-70-100  0.80-5.00-10.0 0.5-1.00-2.00

n Steel = HB240 fi:iesrr?iir;g General HM GP1105 40-70-100 | 0.80-5.00-10.0 0.5-1.00-2.00
GP1115 40-70-100 | 0.80-5.00-10.0 0.5-1.00-2.00

GP1105R | 40-70-100  2.00-7.50-12.0 0.80-1.30-2.1

Roughing General HR GP1105 40-70-100  2.00-7.50-12.0 0.80-1.30-2.1

GP1115 40-70-100  2.00-7.50-12.0 0.80-1.30-2.1

Machined Material
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PCBN/PCD Turning Insert | TURNING TOOLS
List of PCBN/PCD Inserts
Diamond = Diamond ) o | i - Hexagon Quadrangle . o
Type Features 30° oo Triangle 60° Diamond 35 30° 90° Circle 360
N v A -,
~ ~ a ~ / )
Negative e - = 2
PCBN
CNGA DNGA TNGA VNGA WNGA
P130 P131 P132 P133 P133
* Used for
; A
cutting N
with higher a N } » 2} /
Soldering accuracy Positive L u
Lug Type and alonger PCBN
service life. CcCGwW DCGW TCGW/TPGW VBGW/VCGW
* Diversified
tool forms P134 P134 P135 P137
v A
N & A
Positive | m— —
PCD
ccGw DCGW TCGW/TPGW VCGW RDEW
P145 P146 P147-148 P149 P150
* It can be . . p
et e, A | 48D (s | 7 A
Column  is more Negative E & (-] '—-‘
Type economical. PCBN
+ It has firm CNGA DNGA TNGA VNGA WNGA
welding
stability. P138 P138 P139 P139 P140
+ Integral Negative . ' ‘ . .
type PCBN
structure, CNGN DNGN WNGN SNGN RNGN
which can
Integral = realize the P141 P141 P142 P142 P143
Type machining of
large margin
or unstable
working Positive
conditions. PCBN
RCGN
P143
List of PCBN/PCD Inserts
Outline Series Application Width (mm) Material Page No.
d GB Precision Grooving 1.25-4 PCBN TBD
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TURNING TOOLS | PCBN/PCD Turning Insert

Type Representation Rules for PCBN/PCD Turning Inserts

. o | Graph-
Code Shape Tip () s Relief Angle Code Tolerance (mm) Tolerance (mm)
o Code ©) Thick- | Inscribed Inscribed
H | Regular Hexagon | 120 ) (level) | 1ip Height X nscribe Tip height | Thickness nscribe
N A 30 ness Circle (@d) Circle (@d)
O | RegularOctagon | 135° | () 5 5o A 0005 | £0025  +0.025 00002 #0001 | +0.001
P Regular Pentagon 108° () c 7+ F +0.005  +0.025  +0.013 +0.0002 +0.001 +0.0005
S Square 90° | [] D 150 C $0.013 | £0.025  +0.025 +0.0005 +0.001 +0.001
T RegularTriangle 60°  /\ E 20° H $0.013 | £0.025  +0.013 +0.0005 +0.001 +0.0005
c 80° F 25° E | #0025 | #0025 #0.025 +0.001 +0.001 £0.001
o Diamond 5o [] G 30° G $0.025 | #0.13  £0.025 +0.001 +0.005 +0.001
v 50 N 0° J +0.005 | +0.025 $0.05~0.13  +0.0002 +0.001  +0.002~0.005
P 1° K $0.013 | +0.025 $0.05-0.13  +0.0005 +0.001  +0.002~0.005
w Hexagon 80° Q 0 oth
ers L +0.025 +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° [ ] \ / 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 $0.13~0.38 $0.13  +0.08~0.25 +0.005~0.015 +0.005 = +0.003~0.01
(@ Shape Code @ Relief Angle Code (3 Accuracy Code
@ Chip breaker - hole code Gk Cuttlng(ridn%)e Lengih @it
With/ .
Code Without  Hole Shape BCh'E Shape ® LS [c] @ A /o/ g @ Inscribed
Hole e Toi i j = i i i Di Di Cre
imen- imen- imen- imen- Imen- imen- imen- imen- (mm)
N No [ X7/ Code sions Code sions Code sions Code sions Code sions Code sions Code sions Code sions
Single- 03 397 03 | 40 06 69 4 48 397
R No - sided |0 7 04 476 04 | 48 08 82 5 58 476
Double- 05 5 - - - - - - - - - - - - - - 5
F 1 E 3
sided 05 556 05 56 03 38 09 96 6 | 68 556
A N CHOONILZ | 06 | 6 | —~ | = | = = | = | = = = = = | =« | <« |« <%
Gylindrical | Single- 06 635 06 | 65 04 |43 11 1 7 78 11 12 6.35
M Hole sided | 2 YILT 07 794 08 81 05 54 13 138 9 | 97 7.94
Double- 08 8 - - - - - - - - - - - - - - 8
G . ET1TR
sided 09 9525 09 9525 09 97 06 65 16 165 11 | 116 16 | 166 16 197 9525
w Partial Cylin- ' No [T J\[/ | 10 10 - - - - - - - - - - - - - - 10
drical Hole, 12 12 12
Single-sided, | Single- FITY Y17 - - - - - - - - - - - - - -
T 40°~60° sided 12 0127 12 127 12 129 08 | 87 22 | 22 | 15 | 155 22 221 12.7
Q | yes | PartialCylin No o 15 15875 15 15875 16 161 10 109 27 275 19 194 15.875
drical Hole, 16 16 16
Double-sided, Double- - - - - - - - - - - - - - -
v 40°760°  sided Ooa 19 1905 19 1905 19 (193 13 13 | 33 33 | 23 233 19.05
B Partial Cylin- No N1/ 20 20 . . - - . - . . - . - - - . 20
St_iricla' Hg'eé Sindl 2222225 22 226 38 385 27 | 2741 22225
ingle-sided, -
H Tos0 | g EIONITY | 25 | 25 - | - | - | = | = = e = = = = = = | 25
c - . 25 254 | 25 | 254 25 258 4 4 31| 3 254
e 0 31 3175 31 3175 32 322 55 | 55 | 38 388 3175
Double-sided, Double- - - - - - - . - - - - - - -
J St s Doubl Sy 31| 32 32
X _ — —
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PCBN/PCD Turning Insert |

TURNING TOOLS

Type Representation Rules for PCBN/PCD Turning Inserts

(©>
T3

04
Q)

©)
04

08
©)

Spue
ed

i

Code Rake Angle (°)
GN 0° (General)
GB 5° (General)
KB 5° (High-gloss)

Cutting Edge Form Code

PCD Insert

©)
1

3
(©

‘ Chip Breaker Geometry Code‘

(©)
DNF

BHM
L©

@ Tip Code

AN

Cutting Edge Form Code

PCBN Insert

© Indexable Times

JE— Code Ind_exable
Times
o ——
Z 2 2
Code Cutting Edge Form
L Continuous Standard 3 3
Type
. 4 4
Continuous
LS Supplementation 6 6
Type
Continuous Universal
M
Type
H Interrupted

Reinforcement Type

® Thickness Code

Code | Thickness
01 1.59
02 2.38
T2 2.78
03 3.18
T3 3.97
04 4.76
05 5.56
06 6.35
07 7.94
09 9.52

Code Tip Arc Radius
00 0.03
02 0.2
04 0.4
08 0.8
12 1.2
16 1.6
20 2.0
24 24
28 2.8
32 3.2

GESAC _129




TURNING TOOLS

PCBN/PCD Turning Insert

PCBN Turning Insert (Negative)-Soldering Lug Type

CN

Diamond 80° with Hole

Order No.

~

130 _GESAC

CNGA120404LS-2
CNGA120408LS-2
CNGA120404M-2
CNGA120408M-2
CNGA120412M-2
CNGA120408H-2
CNGA120404LS-4
CNGA120408LS-4
CNGA120404M-4
CNGA120408M-4
CNGA120412M-4
CNGA120408H-4
CNGG120404L-2BHF
CNGG120408L-2BHF
CNGG120412L-2BHF
CNGG120404L-4BHF
CNGG120408L-4BHF
CNGG120412L-4BHF
CNGG120404M-2BHM
CNGG120408M-2BHM
CNGG120412M-2BHM
CNGG120404M-4BHM
CNGG120408M-4BHM
CNGG120412M-4BHM

yraaL

A A DA N NN DA DD NNMNNDNPAE DDA PEAENMNDNDNDNDNDNN

LE

2.2
2.2
2.2
2.2
2.2
2.2
2.2
2.2
2.2
2.2
2.2
2.2
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5

Dimensions

IC

12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7

(mm)

4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76
4.76

D1

5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16

RE

0.4
0.8
0.4
0.8
1.2
0.8
0.4
0.8
0.4
0.8
1.2
0.8
0.4
0.8
1.2
0.4
0.8
1.2
0.4
0.8
1.2
0.4
0.8
1.2

PCBN
Grade

O BKN115P

O @ @ @ BSN115P

BKC120P

Coating PCBN

518 8|S &

(|2 2|2

m m m ® m

[ ] e o
@) ([ ]

o e e [ ]

e o o o

e o [ ]

([ ] e o
([ ]
([ ]

[

[

[

[ J

e o

e o

o O

o O

o O

o O

e o

e o

o O

c O

o O

c O
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PCBN/PCD Turning Insert | TURNING TOOLS

PCBN Turning Insert (Negative)-Soldering Lug Type

DN

Diamond 55° with Hole

Di”(‘;”;i)ms GPEaBd'i Coating PCBN
Order No. g 5B s 5 B B B &
© LE € s b1 RE T S & F S ¢ 8 8
& 8 & ®» ®m m @ @

DNGA150404LS-2 2 22 127 476 516 04 @ ° o

DNGA150408LS-2 2 22 127 476 516 08 °
DNGA150404M-2 2 22 127 476 516 04 e O o @
DNGA150408M-2 2 22 127 476 516 08 © © @ o o °
DNGA150412M-2 2 22 127 476 516 1.2 o o e °
DNGA150608M-2 2 22 127 635 516 08 o o
Y DNGATS0612M-2 2 22 127 635 516 12 O o o

~> DNGA150404L5-4 4 22 127 476 516 04 °

h DNGA150408L5-4 4 22 127 476 516 0.8 °
DNGA150404M-4 4 22 127 476 516 04 °
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 °
DNGG150404L-2BHF 2 25 127 476 516 0.4 o o
DNGG150408L-2BHF 2 25 127 476 516 0.8 o o
DNGG150412L-2BHF 2 25 127 476 516 1.2 o ©
DNGG150404L-4BHF 4 25 127 476 516 04 o o
DNGG150408L-4BHF 4 25 127 476 516 0.8 o o
-~ DNGG150412L-4BHF 4 25 127 476 516 1.2 o o
DNGG150404M-2BHM 2 25 127 476 516 04 o o
DNGG150408M-2BHM 2 25 127 476 516 08 o o
DNGG150412M-2BHM 2 25 127 476 516 1.2 o o
DNGG150404M-4BHM 4 25 127 476 516 04 o o
DNGG150408M-4BHM 4 25 127 476 516 0.8 o o
DNGG150412M-4BHM 4 25 127 476 516 1.2 o o

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

PCBN Turning Insert (Negative)-Soldering Lug Type

TN

Triangle 60° with Hole s
D"Tz;“;i)"”s gfa'ﬂ\é Coating PCBN
Y
oreerte 5 LE [ IC | S | D1 |RE ; 5 3 g g % % %
Sz %22z oz oz
TNGA160404LS-3 3 22 9525 476 381 04 °
TNGA160408LS-3 3 22 9525 476 3.81 08 °
TNGA160404M-3 3 22 9525 476 381 04 @ e o o o o o
TNGA160408M-3 3 22 9525 476 381 08 O e o o o o
A TNGA160412M-3 3 22 9525 476 3.81 1.2 o © o
TNGA160404H-3 3 22 9525 476 3.81 08 °
- TNGA160408H-3 3 22 9525 476 3.81 08 o © °
H TNGA160404L5-6 6 22 9525 476 381 04 .
TNGA160408LS-6 6 22 9525 476 3.81 08 °
TNGA160404M-6 6 22 9525 476 381 04 °
TNGA160408M-6 6 22 9525 476 3.81 08 °
TNGA160412M-6 6 22 9525 476 3.81 1.2 °
TNGA160408H-6 6 22 9525 476 3.81 08 °
TNGG160404L-3BHF 3 2.5 9525 4.76 3.81 04 e o
TNGG160408L-3BHF 3 2.5 9.525 476 3.81 0.8 o o
TNGG160412L-3BHF 3 2.5 9525 4.76 3.81 1.2 o O
i TNGG160404L-6BHF 6 2.5 9525 4.76 3.81 0.4 o o©
TNGG160408L-6BHF 6 2.5 9525 4.76 3.81 0.8 o o
-~ TNGG160412L-6BHF 6 2.5 9525 4.76 3.81 1.2 o O
H TNGG160404M-3BHM 3 2.5 9.525 476 3.81 0.4 o o
TNGG160408M-3BHM 3 2.5 9525 4.76 3.81 0.8 o o
TNGG160412M-3BHM 3 2.5 9.525 4.76 3.81 1.2 o ©
TNGG160404M-6BHM 6 2.5 9.525 476 3.81 0.4 o ©
TNGG160408M-6BHM 6 2.5 9.525 4.76 3.81 0.8 o ©
TNGG160412M-6BHM 6 2.5 9.525 4.76 3.81 1.2 o ©

@sStock OAvailable Upon Order
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PCBN/PCD Turning Insert | TURNING TOOLS

PCBN Turning Insert (Negative)-Soldering Lug Type

VN

Diamond 35° with Hole

Dimensions PCBN .
(mm) Grade Coating PCBN
2

Order No. o e Cc = B B 5 5
Sl E|l1c|s|pt|RE|E| =S =2 215§
zZ = O 8} 8] @) U 9]
S 6l 2| T | T |||
[aa] (2] [aa] (2] 2] m 2] [aa]

VNGA160404LS-2 2 22 9525 476 3.81 04 [ ] [ J

VNGA160408LS-2 2 22 9525 476 3.81 0.8 O [
VNGA160404M-2 2 22 9525 476 381 04 [} [} [ [ [}
VNGA160408M-2 2 22 9525 476 3.81 0.8 [} [ O [ J
VNGA160412M-2 2 22 9525 476 381 1.2 [} [}

-> ) VNGA160404LS-4 4 22 9525 476 3.81 04 [

VNGA160408LS-4 4 22 9525 476 3.81 0.8 [
VNGA160404M-4 4 22 9525 476 3.81 04 [}
VNGA160408M-4 4 22 9525 476 3.81 0.8 [}
VNGA160412M-4 4 22 9525 476 3.81 1.2 [}
VNGG160404L-2BHF 2 2.5 9.525 4.76 3.81 0.4 [ [}
“ VNGG160408L-2BHF 2 2.5 9.525 4.76 3.81 0.8 [ [}

@Stock OAvailable Upon Order
WN 5|
Hexagon 80° with Hole <
Dimensions PCBN ;
() Grade Coating PCBN
_|

Order No. ® & o o & & & 3 &
= W 1€ s Dl RE £ £ ¥ = & 2 &
zZ = O @] @] v U @}
S | 4|2 | T | | | |
2] (2] m o [a1] [a1] 2] [a1]

WNGA080404LS-3 3 22 127 476 516 04 @] [ ]

WNGAO080408LS-3 3 22 127 476 516 0.8 [ ] [ ]
WNGA080404M-3 3 22 127 476 516 04 [ J [ J [ ]
A WNGA080408M-3 3 22 127 476 516 0.8 [ J O O [ ] [ ] [ )
WNGA080412M-3 3 22 127 476 516 1.2 O [ J @]
.D WNGAO080408H-3 3 22 127 476 5.16 0.8 [ ] [ J [ ]

U WNGAOB0404LS-6 6 22 127 476 516 0.4 °

WNGAO080408LS-6 6 22 127 476 5.16 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 o

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

PCBN Turning Insert (Positive)-Soldering Lug Type

CC

Diamond 80° with Hole

Dimensions PCBN .
(mm) Grade Coating PCBN
o'

Order No. o Sl s s 5 Mal &S 5
> — — ~ — ~N m — ~N
LE IC S D1 RE = — — = — = o~ ~
zZ = O 8} v 8} 9] 9]}
2 n >4 I I I T T
m 2] [aa] 2] [a1] (2] [a1] om
CCGW060202L-2 2 2 635 238 28 0.2 @) [ ] [
CCGW060204L-2 2 2 635 238 28 04 (@) [ [ [ ] [ ]

CCGW060208L-2 2 2 635 238 28 0.8 O O (@)
CCGW060204M-2 2 2 635 238 28 04 [ [ ] [
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 @ O O [ [ [ ] [
CCGWO09T304H-2 2 2 9525 397 44 04 [
CCGWO09T308H-2 2 2 9525 397 44 08 [ O [
CCGT060204L-2BHF 2 25 635 238 28 04 (@) @)
CCGT09T304L-2BHF 2 25 9525 397 44 04 [ ] [
CCGT09T308L-2BHF 2 25 9525 397 44 0.8 (] [

@sStock OAvailable Upon Order
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PCBN/PCD Turning Insert | TURNING TOOLS

PCBN Turning Insert (Positive)-Soldering Lug Type

DC

Diamond 55° with Hole S
Dimensions PCBN .
(mm) Grade Coating PCBN
2

Order No. @ o o o o @y o o o
> al N o N n n o N
LE | IC | S |Dl |RE|[ & | = | N F = [ & 0051 Y
z = O 8] U U U U
< ) < I T T I I
2] 2] (2] m o o o 2]
DCGWO070202L-2 2 2 6.35 238 2.8 0.2 [ J [ ] [ ]
DCGWO070204L-2 2 2 6.35 238 28 04 O O [ J [ ] [ ]
DCGWO070204M-2 2 2 6.35 238 28 04 O @]
DCGWO070208M-2 2 2 6.35 238 2.8 0.8 O [ ]

m DCGW11T304L-2 2 2 9525 397 44 04 O O [ ]

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

DCGW11T302M-2 2 2 9525 397 44 04 [ ]
DCGW11T304M-2 2 2 9525 397 44 04 @ [ ] [ ] [ ] [ J [ J [ ] [ ]
DCGW11T308M-2 2 2 9525 397 44 08 @ [ ] [ ] [ J [ J [ ] [ ]
DCGT070204L-2BHF 2 25 635 238 28 04 O O
. DCGT11T304L-2BHF 2 2.5 9525 397 44 04 [ ] [ ]
DCGT11T308L-2BHF 2 2.5 9525 397 44 0.8 [ ] [ ]

@Stock OAvailable Upon Order
Triangle 60° with Hole b Ls
Dimensions PCBN .
(mm) Grade Coating PCBN
o

Order No. o} 2 e & = = = = e
= W 1€ s Dl RE =T £ & = & 2 5§ K
z =z O S} 9] v @] @]
< ) < T T T T T
o3 0 ) ) ) o) e} )

A TCGW110304L-3 3 2 6.35 318 34 04 O O
TCGW110304M-3 3 2 6.35 318 34 04 [ ] O
2 6.35 3.18 34 0.8 O O

| a | TCGW110308M-3 3

@Stock OAvailable Upon Order
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PCBN Turning Insert (Positive)-Soldering Lug Type

TP

Triangle 60° with Hole

Dimensions PCBN .
(mm) Gt Coating PCBN
o
Order No. el %S5 15 65 5035
= WE|IC| s DI R | = S |8 & & @ J §
zZ = O 8] 8] 8} @] U
X (V) 4 T T T T T
o om om m m m m m
TPGWO080202L-1 1 2 476 238 234 02 ° O 0
TPGWO080204L-1 1 2 476 238 234 04 ° °
TPGWO080208L-1 1 2 476 238 234 08 O 0
TPGW090202L-3 3 2 556 238 25 02 o o0 0
TPGW090204L-3 3 2 55 238 25 04 @ O O e °
A TPGW090208L-3 3 2 55 238 25 08 O o
= TPGW110204L-3 3 2 635 238 28 04 ° o) o)
u TPGW110208M-3 3 2 635 238 28 08 ¢)
TPGW110302L-3 3 2 635 318 34 02 o
TPGW110304L-3 3 2 635318 34 04 ©€ € O e e o
TPGW110308L-3 3 2 635 318 34 08 e o e o
TPGW110304M-3 3 2 635 3.18 34 04 o O 0
TPGW110308M-3 3 2 635 3.18 34 08 o 0
A TPGT110304L-3BHF 3 2.5 635 3.18 28 0.4 e o
4 ' TPGT110308L-3BHF 3 2.5 635 3.18 28 08 e o

@sStock OAvailable Upon Order
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PCBN Turning Insert (Positive)-Soldering Lug Type

VB

Diamond 35° with Hole

Order No.

=~

VC

VBGW110302L-2
VBGW110304L-2
VBGW110308L-2
VBGW110304M-2
VBGW110308M-2
VBGW160404L-2
VBGW160408L-2
VBGW160404M-2
VBGW160408M-2

Diamond 35° with Hole

Order No.

=7

VCGW110302L-2
VCGW110304L-2
VCGW110308L-2
VCGW110308M-2
VCGW160404L-2
VCGW160408L-2
VCGW160402M-2
VCGW160404M-2
VCGW160408M-2

UL

N N NN NMNDNNDNN

TEETE

NN NN NN DNDNDNN

N N NN NMNDNNDNN

NN NN NN N DNDNN

Dimensions

IC

6.35
6.35
6.35
6.35
6.35
9.525
9.525
9.525
9.525

(mm)

3.18
3.18
3.18
3.18
3.18
4.76
4.76
4.76
4.76

D1

2.8
2.8
2.8
2.8
2.8
4.4
4.4
4.4
4.4

Dimensions

IC

6.35
6.35
6.35
6.35
9.525
9.525
9.525
9.525
9.525

(mm)

3.18
3.18
3.18
3.18
4.76
4.76
4.76
4.76
4.76

D1

2.8
2.8
2.8
2.8
4.4
44
4.4
44
a4

PCBN/PCD Turning Insert |

RE

0.2
0.4
0.8
0.4
0.8
0.4
0.8
0.4
0.8

RE

0.2
0.4
0.8
0.8
0.4
0.8
0.4
0.4
0.8

PCBN
Grade
o o
n n
z Z
' [%2)
[aa] om
@)
@)

PCBN
Grade
o o
n n
z =z
e (V2]
[aa] o
[ )
(@)
[

® O  BKC120P

O BKC120P

BHC115P

(@)

BHC115P

TURNING TOOLS

o

w

(%)
°

Coating PCBN
o
wn
o~
O
I
o
O
( J
O
O
O
O
O
[}
O

@Stock OAvailable Upon Order

O  BHC135P

O
[

o o
o n
— N
~ ~
S} O
ac ac
m m
O
(@)
(@)

([ ]
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PCBN Turning Insert (Negative)-Column Type

CN

Diamond 80° with Hole

Di"g;”r;i)"“s GPEaBd'i Coating PCBN
Order No. Teeth E E E
LE IC s D1 RE % g g
[aa] om m
CNGA120404L5-4 4 2.2 127 476 516 04 o °
CNGA120408LS-4 4 22 127 476 516 0.8 o °
q CNGA120412L5-4 4 2.2 127 476 5.6 12 o o
’) CNGA120404M-4 4 2.2 127 476 516 04 o o) o)
h CNGA120408M-4 4 2.2 127 476 516 0.8 ° ° °
CNGA120412M-4 4 2.2 127 476 5.6 12 o o) °
CNGA120412H-4 4 2.2 127 476 5.6 12 ° °
@stock OAvailable Upon Order
DN
Diamond 55° with Hole
Di”z;”:]i)ms gfa%'\é Coating PCBN
Order No. Teeth E E E
LE IC s D1 RE S S o
X T T
o [aa] om
DNGA150404LS-4 4 22 127 476 516 04 o) o
DNGA150408LS-4 4 22 127 476 516 08 o o
’ DNGA150404M-4 4 22 127 476 516 04 o) o o
,.) DNGA150408M-4 4 22 127 476 516 08 ° ° °
h DNGA150412M-4 4 22 127 476 516 12 o) o o)
DNGA150412H-4 4 22 127 476 516 1.2 o) o °

@Stock OAvailable Upon Order
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PCBN Turning Insert (Negative)-Column Type

TN

Triangle 60° with Hole

»
=

Di"g;”r;i)"“s GPSaB d'i Coating PCBN
Order No. Teeth 5 E 5
LE IC S D1 RE % g g
2] m [a1]
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 O O
‘ TNGA160404M-6 6 2.2 9.525 4.76 3.81 0.4 O O [ J
. . TNGA160408M-6 6 2.2 9.525 4.76 3.81 0.8 [ J [ J [}
TNGA160412M-6 6 2.2 9.525 4.76 3.81 1.2 O O [}
@Stock OAvailable Upon Order
7
VN 4
Diamond 35° with Hole s
Dir?%”nsqi)ms CBN  Coating PCBN
Order No. Teeth E E’ E
LE IC S D1 RE § % %
VNGA160404LS-4 4 2.2 9.525 4.76 3.81 0.4 O [}
VNGA160408LS-4 4 2.2 9.525 4.76 3.81 0.8 O O
» ) VNGA160404M-4 4 2.2 9.525 4.76 3.81 0.4 O O O
S— VNGA160408M-4 4 2.2 9.525 4.76 3.81 0.8 [} [} [}
VNGA160412M-4 4 22 9525 476  3.81 1.2 o) o) o)

@Stock OAvailable Upon Order
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PCBN Turning Insert (Negative)-Column Type

WN

Hexagon 80° with Hole

Dirrz;nr;i)ons GPEaBd’:_- Coating PCBN ‘
Order No. Teeth § E 5
LE IC S D1 RE g g} g}
[21] [21] [21]
WNGA080404LS-6 6 2.2 12.7 4.76 5.16 0.4 O [ ]
’ WNGA080408LS-6 6 2.2 12.7 4.76 5.16 0.8 O O O
WNGAO080404M-6 6 2.2 12.7 4.76 5.16 0.4 [} O O
’) WNGAO080408M-6 6 2.2 12.7 4.76 5.16 0.8 [} [} [ J
U WNGA080412M-6 6 2.2 12.7 4.76 5.16 1.2 [} O [ J
WNGAO080412H-6 6 2.2 12.7 4.76 5.16 1.2 [} O [}

@Stock OAvailable Upon Order

140 _ GESAC



PCBN/PCD Turning Insert | TURNING TOOLS

PCBN Turning Insert (Negative)-Integral Type

- ic A
e ™~
. \/
c N %,
. ] NS
Diamond 80° Without Hole RE s
Dimensions PCBN
(mm) Grade
Order No. Teeth
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 0.4 @] [ ]
CNGN120408M-4 4 12.7 12.7 4.76 0.8 @) 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 O O
@Stock OAvailable Upon Order
Diamond 55° Without Hole —
Dimensions PCBN
(mm) Grade
Order No. Teeth
LE 1C S RE BKN225S BHN225S
DNGN110308M-4 4 9.525 9.525 3.18 0.8 O O
DNGN110312M-4 4 9.525 9.525 3.18 1.2 O O

@Stock OAvailable Upon Order
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PCBN Turning Insert (Negative)-Integral Type

e LE

SN The

Quadrangle 90° Without Hole N AN :
Dimensions PCBN
(mm) Grade
Order No. Teeth
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 O (@)
SNGN090412M-8 8 9.525 9.525 476 1.2 O (@)
SNGN120404M-8 8 12.7 12.7 4.76 0.4 @) (@)
SNGN120408M-8 8 12.7 12.7 4.76 0.8 O @)
SNGN120412M-8 8 12.7 12.7 4.76 1.2 [ (@)
SNGN120708M-8 8 12.7 12.7 7.94 0.8 O (@)
SNGN120712M-8 8 12.7 12.7 7.94 1.2 O (@)
SNGN120716M-8 8 12.7 12.7 7.94 1.6 [ (@)
SNGN150708M-8 8 15.875  15.875 7.94 0.8 O (@)
SNGN150712M-8 8 15.875  15.875 7.94 1.2 O (@)
@Stock OAvailable Upon Order
WN
Hexagon 80° Without Hole .
Dimensions PCBN
(mm) Grade
Order No. Teeth
LE IC S RE BKN225S BHN225S
WNGNO080404M-6 6 8.72 12.7 4.76 0.4 O O
WNGNO080408M-6 6 8.72 12.7 476 0.8 @) (@)
WNGNO080412M-6 6 8.72 12.7 4.76 1.2 O @)
WNGNO080416M-6 6 8.72 12.7 4.76 1.6 @) (@)
WNGN080604M-6 6 8.72 12.7 6.35 0.4 O @)
WNGN080608M-6 6 8.72 12.7 6.35 0.8 O (@)
WNGNO080612M-6 6 8.72 12.7 6.35 1.2 O (@)
WNGNO080616M-6 6 8.72 12.7 6.35 1.6 O @)

@Stock OAvailable Upon Order
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PCBN Turning Insert (Positive)-Integral Type

(o}
RN R
Circle 360° Without Hole \D{

Dimensions PCBN
(mm) Grade
Order No. Teeth
LE IC S RE BKN225S BHN225S

RNGN060300M - - 6 3.18 - O ([ ]
RNGN090300M - - 9.525 3.18 - O [ )
RNGN120400M - - 12.7 476 - [ J [
RNGN120400H - - 12.7 4.76 - [ J @)
RNGN120700M - - 12.7 7.94 - O ©)
RNGN150700M - - 15.875 7.94 - @) @)
RNGN201000M - - 20 10 - O @)

@Stock OAvailable Upon Order

TN T
RC N
Circle 360° Without Hole —

Dimensions PCBN
(mm) Grade
Order No. Teeth
LE 1C S RE BKN225S BHN225S
RCGN120700M - - 12.7 7.94 - @)
RCGN160700M - - 16 7.94 - @)

@Stock OAvailable Upon Order
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PCBN Parting Off and Cutting Insert

W1

GB

Precision Cutting Insert

w

Dimensions PCBN
(mm) Grade
Order No.
cw CDX RE IC W1 D1 BHN125P

GB4125R-020 1.25 2.5 0.2 12.7 4.76 5.5 [ ]
GB4125L-020 1.25 2.5 0.2 12.7 4.76 5.5 [ ]
GB4150R-020 1.5 3.5 0.2 12.7 4.76 5.5 [
GB4150L-020 1.5 3.5 0.2 12.7 4.76 5.5 [ ]
GB4200R-020 2 3.5 0.2 12.7 4.76 5.5 °
GB4200L-020 2 3.5 0.2 12.7 4.76 5.5 (
GB4250R-020 2.5 4 0.2 12.7 4.76 5.5 [ ]
GB4250L-020 2.5 4 0.2 12.7 4.76 5.5 [ ]
GB4300R-020 3 4 0.2 12.7 4.76 5.5 [ ]
GB4300L-020 3 4 0.2 12.7 4.76 5.5 [ ]
GB4350R-020 3.5 5 0.2 12.7 4.76 5.5 [ ]
GB4350L-020 3.5 5 0.2 12.7 4.76 5.5 [ ]
GB4400R-020 5 0.2 12.7 4.76 5.5 [
GB4400L-020 4 5 0.2 12.7 4.76 5.5 [

@Stock OAvailable Upon Order
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PCD Turning Insert (Positive)

CC

Diamond 80° with Hole

Di”z;”;i)ms PCD Grade
Order No. g %
= LE IC S D1 RE =
)
CCGW060202GB-1 1 25 6.35 238 28 0.2 °
CCGW060204GB-1 1 25 6.35 238 28 0.4 o
CCGWO09T302GB-1 1 3 9.525 3.97 4.4 0.2 °
CCGWO09T304GB-1 1 3 9.525 3.97 4.4 0.4 o
\ | CCGWO9T308GB-1 1 3 9.525 3.97 4.4 0.8 o
ﬂ CCGW120404GB-1 1 3 127 4.76 55 0.4 °
CCGW120408GB-1 1 3 127 476 55 0.8 o
| CCGW060202KB-1 1 25 6.35 238 28 0.2 °
CCGW060204KB-1 1 25 6.35 238 28 0.4 o
CCGWO9T302KB-1 1 3 9.525 3.97 4.4 0.2 o
CCGWO9T304KB-1 1 3 9.525 3.97 4.4 0.4 °
CCGWO9T308KB-1 1 3 9.525 3.97 4.4 058 o
CCGT060202K-1DNF 1 3 6.35 238 28 0.2 o
CCGT060204K-1DNF 1 3 6.35 238 28 0.4 o
CCGTO9T302K-1DNF 1 35 9.525 3.97 4.4 0.2 °
n‘ CCGTO9T304K-1DNF 1 35 9.525 3.97 4.4 0.4 °
| CCGTO9T308K-1DNF 1 35 9.525 3.97 4.4 0.8 °
. CCGT060204K-1DNM 1 3 6.35 238 28 0.4 o
CCGTO9T304K-1DNM 1 35 9.525 3.97 4.4 0.4 °
CCGTO9T308K-1DNM 1 35 9.525 3.97 4.4 058 °

@sStock OAvailable Upon Order
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PCD Turning Insert (Positive)

DC

Diamond 55° with Hole

Dimensions PCD Grade
(mm)

Order No. Teeth %
LE IC s D1 RE >
o
DCGW070202GB-1 1 25 6.35 2.38 2.8 0.2 o
DCGWO070204GB-1 1 25 6.35 2.38 2.8 0.4 °
DCGW11T302GB-1 1 3 9.525 3.97 4.4 0.2 o
DCGW11T304GB-1 1 3 9.525 3.97 4.4 0.4 S
ﬂ DCGW11T308GB-1 1 9.525 3.97 4.4 0.8 °
DCGW070202KB-1 1 25 6.35 2.38 2.8 0.2 S
DCGWO070204KB-1 1 25 6.35 2.38 2.8 0.4 °
DCGW11T302KB-1 1 3 9.525 3.97 4.4 02 o
DCGW11T304KB-1 1 3 9.525 3.97 4.4 0.4 °
DCGW11T308KB-1 1 3 9.525 3.97 4.4 0.8 o
DCGT070202K-1DNF 1 3 6.35 2.38 2.8 0.2 o
DCGT070204K-1DNF 1 3 6.35 2.38 2.8 0.4 o
DCGT11T302K-1DNF 1 35 9.525 3.97 4.4 0.2 °
“ DCGT11T304K-1DNF 1 35 9.525 3.97 4.4 0.4 °
DCGT11T308K-1DNF 1 35 9.525 3.97 4.4 0.8 °
DCGT070204K-1DNM 1 3 6.35 2.38 2.8 0.4 o
DCGT11T304K-1DNM 1 35 9.525 3.97 4.4 0.4 °
DCGT11T308K-1DNM 1 35 9.525 3.97 4.4 0.8 °

@Stock OAvailable Upon Order
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PCD Turning Insert (Positive)

TC

Triangle 60° with Hole

Dimensions PCD Grade
(mm)

o
Order No. Teeth ]
LE IC S D1 RE >
zZ
[a)
TCGWO080202GB-1 1 2.5 476 2.38 2.34 0.2 (@)
TCGW080204GB-1 1 2.5 476 2.38 2.34 0.4 (]
TCGWO090202GB-1 1 2.5 5.56 2.38 2.5 0.2 (@)
TCGW090204GB-1 1 2.5 5.56 2.38 2.5 0.4 (]
A TCGW110302GB-1 1 2.5 6.35 3.18 3.4 0.2 (@)
TCGW110304GB-1 1 2.5 6.35 3.18 3.4 0.4 (]
; B TCGWO080202KB-1 1 2.5 4.76 2.38 2.34 0.2 (@)
] TCGWO080204KB-1 1 2.5 4.76 2.38 2.34 0.4 (]
TCGWO090202KB-1 1 2.5 5.56 2.38 2.5 0.2 O
TCGW090204KB-1 1 2.5 5.56 2.38 2.5 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 (]

@Stock OAvailable Upon Order
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PCD Turning Insert (Positive)

TP

Triangle 60° with Hole

Dimensions PCD

(mm) Grade
Order No. Teeth §
LE IC S D1 RE ;
)
TPGW080202GB-1 1 2.5 4.76 2.38 2.34 0.2 O
TPGWO080204GB-1 1 2.5 4.76 2.38 234 0.4 [ )
TPGW090202GB-1 1 2.5 5.56 2.38 2.5 0.2 O
TPGW090204GB-1 1 2.5 5.56 2.38 2.5 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 3 9.525 4.76 4.4 0.2 ©)
A TPGW160404GB-1 1 3 9.525 4.76 4.4 0.4 (@)
TPGW160408GB-1 1 3 9.525 4.76 4.4 0.8 ®
3 TPGWO080202KB-1 1 2.5 4.76 2.38 2.34 0.2 O
\ | TPGWO080204KB-1 1 2.5 4.76 2.38 2.34 0.4 ®
TPGW090202KB-1 1 2.5 5.56 2.38 2.5 0.2 O
TPGW090204KB-1 1 2.5 5.56 2.38 25 0.4 [
TPGW110302KB-1 1 2.5 6.35 3.18 3.4 0.2 O
TPGW110304KB-1 1 2.5 6.35 3.18 3.4 0.4 [
TPGW160402KB-1 1 3 9.525 4.76 4.4 0.2 O
TPGW160404KB-1 1 3 9.525 4.76 4.4 0.4 [ )
TPGW160408KB-1 1 3 9.525 4.76 4.4 0.8 O
TPGT080202K-1DNF 1 2.5 4.76 2.38 234 0.2 O
TPGT080204K-1DNF 1 2.5 4.76 2.38 234 0.4 O
TPGT090202K-1DNF 1 3 5.56 2.38 2.5 0.2 [
TPGT090204K-1DNF 1 3 5.56 2.38 2.5 0.4 [
TPGT110202K-1DNF 1 3 6.35 2.38 2.8 0.2 O
TPGT110204K-1DNF 1 3 6.35 2.38 2.8 0.4 (@)
TPGT110302K-1DNF 1 3 6.35 3.18 3.4 0.2 ([ ]
TPGT110304K-1DNF 1 3 6.35 3.18 3.4 0.4 ([ ]
A TPGT110308K-1DNF 1 3 6.35 3.18 34 0.8 ©)
. TPGT160402K-1DNF 1 3.5 9.525 4.76 4.4 0.2 ([ ]
TPGT160404K-1DNF 1 3.5 9.525 4.76 4.4 0.4 [
T TPGT160408K-1DNF 1 3.5 9.525 4.76 4.4 0.8 ®
TPGT080204K-1DNM 1 2.5 4.76 2.38 2.34 0.4 O
TPGT090204K-1DNM 1 3 5.56 2.38 2.5 0.4 ®
TPGT110204K-1DNM 1 3 6.35 2.38 2.8 0.4 O
TPGT110304K-1DNM 1 6.35 3.18 34 0.4 ®
TPGT110308K-1DNM 1 3 6.35 3.18 34 0.8 [
TPGT160404K-1DNM 1 3.5 9.525 4.76 4.4 0.4 [
TPGT160408K-1DNM 1 3.5 9.525 4.76 4.4 0.8 [

@sStock OAvailable Upon Order
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PCD Turning Insert (Positive)

VC O e
Diamond 35° with Hole = L. ls
Dimensions PCD
(mm) Grade

Order No. Teeth %

LE IC S D1 RE >

8

VCGW110302GB-1 1 3 6.35 3.18 2.8 0.2 (@)

VCGW110304GB-1 1 3 6.35 3.18 2.8 0.4 [ ]

VCGW160402GB-1 1 3 9.525 4.76 4.4 0.2 (@)

VCGW160404GB-1 1 3 9.525 4.76 4.4 0.4 ([ ]

VCGW160408GB-1 1 3 9.525 4.76 4.4 0.8 (@)

n / 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 (@)

VCGW160404KB-1 1 3 9.525 4.76 4.4 0.4 [ ]

VCGW160408KB-1 1 3 9.525 4.76 4.4 0.8 (@)
VCGT110302K-1DNF 1 3.5 6.35 3.18 2.8 0.2 O

VCGT110304K-1DNF 1 3.5 6.35 3.18 2.8 0.4 (@)

VCGT160404K-1DNF 1 3.5 9.525 4.76 4.4 0.4 [

VCGT160408K-1DNF 1 3.5 9.525 4.76 4.4 0.8 ([ ]

” / VCGT160412K-1DNF 1 3.5 9.525 4.76 4.4 1.2 O

VCGT110304K-1DNM 1 3.5 6.35 3.18 2.8 0.4 (@)

VCGT160404K-1DNM 1 3.5 9.525 4.76 4.4 0.4 ([ ]

VCGT160408K-1DNM 1 3.5 9.525 4.76 4.4 0.8 ([ ]

VCGT160412K-1DNM 1 35 9.525 4.76 4.4 1.2 (@)

@Stock OAvailable Upon Order
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RD .

Circle 360° with Hole

RDEWO080300GN-1 1 8 3.18 2.94 @)
RDEW100300GN-1 1 10 3.18 4.6 [ J
RDEW120400GN-1 1 12 4.76 4.4 @)
RDEW160400GN-1 1 16 4.76 5.5 [ J

@sStock OAvailable Upon Order
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Recommended Cutting Data
PCBN Cutting Tools

ISO

Workpiece
Material

Nodular Cast
Iron
Alloy Cast
Iron

Gray Cast Iron
Gray Cast Iron

Powder
Metallurgy
High-hard-

ness Material
High-hard-
ness Material
High-hard-
ness Material
High-hard-
ness Material
High-hard-
ness Material

High-hard-
ness Material

High-hard-
ness Material

Hardness

QT450~QT700

=HB200

HB200~230

HB200~230

HRB50~90
=HRC50
=HRC50
=HRC50
=HRC50

=HRC50

=HRC50

=HRC50

PCBN Chip Breaker Insert

ISO

Workpiece
Material

High-
hardness
Material
High-
hardness
Material
High-
hardness
Material
High-
hardness
Material

Hardness

=HRC50

=HRC50

=HRC50

=HRC50

Cutting Range

Finishing
Finishing
Finishing

Finishing-
roughing

Finishing

Finishing
Finishing-
roughing
Finishing-
semi-finishing
Finishing-
semi-finishing
Finishing-
semi-finishing
Finishing-
roughing
Finishing-
roughing

Cutting
Range

Pur-
pose

Working
Condition

General

General

General

General

Continuous

Continuous
General
Interrupted
Continuous

Continuous

General

General

try

Contin-

Finishing

Semi-
finishing

General

BHF

uous

BHF

Contin-

Finishing

Semi-
finishing

General

BHM

uous

BHM

Geome-

PCBN/PCD Turning Insert |

Grade

BKC120P

BKN115P

BKN115P
BKN225Z
BKN225S

BSN115P

BHC115P

BHC125P

BHC135P

BHC210P

BHC215Z

BHC225P
BHC225Z

BHN225S

Grade

BHC210P

BHC225P

BHC210P

BHC225P

TURNING TOOLS

Lower Limit-recommended-upper Limit

Cutting Speed

Vc (m/min)

150-300-500

200-400-800

400-600-1500

400-600-1200

50-150-300
120-150-220
100-130-180

80-100-150
100-150-260

120-150-230

100-140-200

100-150-190

Cutting Depth
ap (mm)

0.10-0.20-0.50

0.05-0.20-0.50

0.05-0.20-0.50

0.05-0.30-0.50

0.05-0.20-0.50
0.05-0.10-0.20
0.05-0.10-0.50
0.05-0.10-0.40
0.05-0.10-0.20

0.05-0.10-0.20

0.05-0.10-0.50

0.05-0.10-0.50

Feed
f (mm/rev)

0.05-0.12-0.3

0.05-0.20-0.40

0.05-0.20-0.40

0.05-0.20-0.50

0.05-0.12-0.30
0.05-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.20

0.05-0.10-0.15

0.05-0.10-0.20

0.05-0.10-0.20

Lower Limit-recommended-upper Limit

Cutting Speed Cutting Depth

Vc (m/min)

120-160-260

100-150-200

110-140-220

100-120-180

ap (mm)

0.10-0.20-0.30

0.10-0.20-0.30

0.30-0.50-0.70

0.30-0.50-0.70

Feed

f (mm/rev)

0.05-0.10-0.25

0.05-0.10-0.25

0.10-0.20-0.30

0.10-0.20-0.30
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Recommended Cutting Data

PCD Cutting Tools

Workpiece

150 Material

Aluminum
Alloy

Copper Alloy

Plastic

Wood, Inor-
ganic Board

Cemented
Carbide

Graphite

PCBN/PCD Turning Insert

Cutting Range

Finishing
Finishing
Finishing
Finishing
Finishing

Finishing

PCBN Chip Breaker Insert

Workpiece

LY Material

Aluminum
Alloy

Copper Alloy

Plastic

Wood, Inor-
ganic Board

Cemented
Carbide

Graphite

152 _ GESAC

Cutting Range

Finishing
Finishing
Finishing
Finishing
Finishing

Finishing

Working
Condition

General

General

General

General

General

General

Working
Condition

General

General

General

General

General

General

Grade

DNN125P

DNN125P
DNN125P

DNN125P

DNN125P

DNN125P

Grade

DNN125P

DNN125P
DNN125P

DNN125P

DNN125P
DNN125P

Lower Limit-recommended-upper Limit

Cutting Speed
Vc (m/min)

300-1200-3000
200-500-1000
100-600-1000

200-2000-4000

10-20-30

100-300-600

Cutting Depth
ap (mm)

0.05-0.20-0.50
0.05-0.40-2.00
0.10-0.40-2.00

0.10-0.50-2.00

0.05-0.20-0.50

0.10-0.40-2.00

Feed
f (mm/rev)

0.05-0.10-0.20
0.05-0.10-0.20
0.05-0.10-0.40

0.05-0.10-0.40

0.05-0.10-0.20

0.10-0.25-1.00

Lower Limit-recommended-upper Limit

Cutting Speed
Vc (m/min)

300-1200-3000

200-500-1000
100-600-1000

200-2000-4000

10-20-30

100-300-600

Cutting Depth
ap (mm)

0.05-0.20-0.50

0.05-0.40-2.00
0.10-0.40-2.00

0.10-0.50-2.00

0.05-0.20-0.50

0.10-0.40-2.00

Feed
f (mm/rev)

0.05-0.10-0.20

0.05-0.10-0.20
0.05-0.10-0.40

0.05-0.10-0.40

0.05-0.10-0.20

0.10-0.25-1.00
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TURNING TOOLS | Standard Turning Tool Holder

List of Turning Tool Holders

MCBNR/L MCLNR/L MDJNR/L MDPNN MDQNR/L
P158 P158 P159 P159 P160

o g

MSBNR/L MSKNR/L MSSNR/L MTENN MTFNR/L
P160 P161 P161 P162 P162

%
\

MTGNR/L MTJNR/L MVJINR/L MVQNR/L MWLNR/L
P163 P163 P164 P164 P165

\
\
\
\

PCBNR/L PCLNR/L PDJNR/L PSBNR/L PSSNR/L
P165 P166 P167 P168 P169

\
\

PRDCN PTGNR/L PWLNR/L DCLNR/L-HPC SDUCR/L-HPC
P170 P171 P171 P172 P172

\Q

\
\

DVJNR/L-HPC DWLNR/L-HPC
P173 P173

‘
\’@

SCLCR/L SDJCR/L SSDCN STGCR/L SVJCR/L
P174 P174 P175 P175 P176

\
\
\
\
\
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Standard Turning Tool Holder | TURNING TOOLS

List of Turning Tool Holders

SWLCR/L SCLCR/L SCLCR/L-A16 SCKCR/L SDUCR/L
P177 P180 P182 P182 P183

< b A4
SDQCR/L SDXCR/L SSKCR/L STUCR/L STWCR/L
P184 P185 P185 P186 P186
STFCR/L SVUCR/L SWLCR/L SCLPR/L STFPR/L
P187 P188 P189 P189 P190

il gl -l
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TURNING TOOLS | Standard Turning Tool Holder

Type Representation Rules for External Diameter Turning Tool Holders

M C L N

A

L © L@ L ©) @) L©)

I
=] Y

@ Clamping Mechanism @ Insert Shape ® Tool Cutting Edge Angle
Double Clamping EEE} 80° ED
P Type ¢ Diamond D A
Wedge Locking Type \
Double Clamping D _55° B 3
M Type for Heavy @ Diamond g
Cutting
P Lever Locking Type EE} ircutar O
s Screw Clamping %Fj} s Square E %
Type []
Regular F ]i]
T Triangle A
@ Insert Relief Angle biamond e
J ‘%!
R W Hexagon
X Special K m
C 7° )op Shape -
L & -
D 15° s A |
jA/ ® Cutting Direction p =
&
E 20° V)O‘ob/Cl R g
®
)
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Standard Turning Tool Holder | TURNING TOOLS

25 25 M 12

) L ©) L©) L©)

® Tool Height @ Tool Width Tool Length
£ £ -
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

® Cutting Edge Length (mm)

Inscribed Circle @ ﬂ ® A 5 @

[— —_ —l —t [— — —

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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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

MCBNR/L

( Tool cutting edge

angle 75°

LF

Clamp

Dimensions (mm) Matched Shim Pin Plate Stud Wrench ’if% Stock
Order No. Insert Do
H B LF OHX HF WF § ’ /\ —Z|Rr|L
MCBNR/L2020K12 20 20 125 32 20 17 CN**1204** DCN1204MH SPMO60170H CAMO2H . 307~ TH2LH -, o o
MO60200H TH30LH O
MCBNR/L2525M12 25 25 150 35 25 22 CN**1204** DCN1204MH SPMO60170H CAMO2H . SD- URZsle o)
MO60250H TH30LH
MCBNR/L3232P12 32 32 170 35 32 27 CN**1204** DCN1204MH SPMO60170H CAMo2H . 3D- ~— THZLH ;.0 o o
M060280H TH30LH -
*% *k SPM- SD-
MCBNR/L2525M16 25 25 150 42 25 22 CN**1606** DCNI6OAMH oS0~ CAMOSH 0 SD°  ~ TH30LH 0.78 ® O
e s SPM- SDM-
MCBNR/L3232P19 32 32 170 42 32 27 CN**1906™* DCNISOAMH | SPM  CAMOSH (o0l TH4OLH 137 @ @
@Stock OAvailable Upon Order
Tool cutting edge \
angle 95°
@9 q
LF
E *
-
. . . . Clamp In
Dimensions (mm) Matched Shim Pin Plate Stud Wrench 'x‘g Stock
Order No. Insert Do
H B LF OHX HF WF § @ ’ f TRL
MCLNR/L2020K12 20 20 125 32 20 25 CN**1204** DCN1204MH SPMO60170H CAMO2H SDMO60200H mggt: 04 ®®
MCLNR/L2525M12 25 25 150 32 25 32 CN**1204** DCN1204MH SPMO060170H CAMO2H SDMO60250H mggt: 078 @ ®
MCLNR/L3232P12 32 32 170 32 32 40 CN**1204** DCN1204MH SPMO060170H CAMO2H SDMO60280H mggt: 137 0@
MCLNR/L2525M16 25 25 150 38 25 32 CN**1606** DCN1604MH OBSZPZN(IJ-FH CAMO3H SDM060250H TH30LH 0.78 ® ®
MCLNR/L3232P16 32 32 170 38 32 40 CN**1606** DCN1604MH 08352'\’(')'FH CAMO3H SDM060280H TH30LH 137 ® ®
s SPM- SDM-
MCLNR/L3232P19 32 32 170 42 32 40 CN**1906** DCN19OAMH | SPMe  CAMOSH (oON- . THAOLH 137 @ @
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

MDJNR/L

Tool cutting edge
angle 93°

LE oo 19)
Tl
E
. . . . Clamp In
order o Dimensions (mm) Matched Shim Pin Plate Stud Wrench ?E Stock
: I Q@
H B LF OHX HF wp et § I /\ ZIRIL
MDJNR/L2020K11 20 20 125 32 20 25 DN**1104** DDN1103MH SPM050130H CAMO2H SD- TH20LH 04 @O
M060200H TH30LH :
- *x SD- TH25LH
MDJNR/L2020K1504 20 20 125 38 20 25 DN**1504** DDN1504MH SPM060170H CAMO3H MO60200H  TH30LH 04 @O
o *x SD- TH25LH
MDJNR/L2525M1504 25 25 150 38 25 32 DN**1504** DDN1504MH SPM060170H CAMO3H MO60250H TH30LH 0.78 ® @
*x *x SD- TH25LH
MDJNR/L2525M1506 25 25 150 38 25 32 DN**1506** DDN1504MH SPM060190H CAMO3H MO60250H TH30LH 0.78 ® @
MDJNR/L3232P1506 32 32 170 38 32 40 DN**1506** DDN1504MH SPM060190H CAMO3H SD- TH25LH 137 @ @

MDPN

N

M060280H TH30LH

@Stock OAvailable Upon Order

( Tool cuttingedge

angle 62.5°

LF

Clamp

order o, Dimensions (mm) Matched Shim Pin Plate Stud Wrench ?’E n

H B LF OHX HF wp msert § i f = 5 stock

MDPNN2020K11 20 20 125 35 20 10 DN**1104** DDNI1103MH SPM050130H CAMO2H . S0~ TH2OLH .0 o
MO60200H  TH30LH

MDPNN2020K1504 20 20 125 42 20 10 DN**1504** DDN1504MH SPMOG0170H CAMO3H . S0~ TH2LH .0 o
MO60200H  TH30LH

MDPNN2525M1504 25 25 150 42 25 12.5 DN**1504** DDN1504MH SPMO60170H CAMO3H . D=~ THZLH 425 o
MO60250H TH30LH

MDPNN2525M1506 25 25 150 42 25 12.5 DN**1506** DDNI1504MH SPMOG0190H CAMO3H . oD~ TH2SLH .0 o
MO60250H TH30LH

MDPNN3232P1506 32 32 170 42 32 16 DN**1506** DDNI1504MH SPM0G0190H CAMO3H . >0~ TH2LH .5 o
MO060280H  TH30LH

@Stock OAvailable Upon Order

GESAC _ 159




TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

MDQNR/L

Tool cutting edge
angle 107.5°

@ OHX LF

Clamp

order No. Dimensions (mm) Matched Shim Pin Plate Stud Wrench §§ S

H B LF OHX HF wp Msert § @ ’ f =% R L

MDQNR/L2020KLL 20 20 125 32 20 25 DN*'1104** DDN1103MH SPMOSO130H CAMO2H SDM060200H 1H20tF 0.4 @ ©
'142%%(')“;1/504 20 20 125 38 20 25 DN**1504* DDNISO4MH SPMOGOL7OH CAMO3H SDM060200H 125MR 04 @ ©
MO o 25 25 150 38 25 32 DN*'1504** DDN1504MH SPMOGOITOH CAMO3H SDMO60250H 1/120U1 0.78 @ ©
["32%“51/506 32 32 170 38 32 40 DN**1506** DDN1504MH SPMO60190H CAMO3H SDMOG0280H mggt: 137 @ O

@Stock OAvailable Upon Order

MSBNR/L

/ Tool cuttingedge )

angle 75

P “*

LF

e E

Clamp

Dimensions (mm) Shim Pin Stud Wrench

Matched Plate =

=
= @,
| BLE
H B LF OHX HF wp e § @ I f T IR|L

MSBNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204MH SPM060170H CAM02H SDM060200H 1:§gt: 04 @ O

TH25LH
TH30LH

MSBNR/L3232P12 32 32 170 32 32 27 SN**1204** DSN1204MH SPMOG0170H CAMO2H SDMO060280H mggt: 137 @ O
PM

MSBNR/L2525M15 25 25 150 38 25 22 SN**1506** DSN1504MH 083220_FH CAMO3H SDM060250H TH30LH 0.78 @ O

SPM- SDM-
100240FH  CAMOSH  680350FH

Order No.

MSBNR/L2525M12 25 25 150 32 25 22 SN**1204** DSN1204MH SPM060170H CAM02H SDM060250H 0.78 @ O

MSBNR/L3232P19 32 32 170 42 32 27 SN**1906** DSN1904MH TH40LH 137 @ @

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

MSKNR/L

(~ Toolcuttingedge
angle 75°

o

<

LF

-
Dimensions (mm) Shim Pin Cli?aTep Stud Wrench = In Stock
Matched = o
Order No. Insert B
H B LF OHX HF WF § @ l /‘ R L
MSKNR/ *k - SD- TH25LH
L2020K12 20 20 125 35 20 25 SN**1204** DSN1204MH SPM060170H CAMO2H MO060200H TH3O0LH 04 @ O
MSKNR/ * "o SD- TH25LH
L2525M12 25 25 150 35 25 32 SN**1204** DSN1204MH SPM060170H CAMO2H MO60250H TH30LH 078 @ O
MSKNR/ * o SD- TH25LH
13232P12 32 32 170 35 32 40 SN**1204** DSN1204MH SPM060170H CAMO2H MO60280H TH30LH 137 @ O
MSKNR/ s - SPM- SD-
12525M15 25 25 150 42 25 32 SN**1506** DSN1504MH 080220FH CAMO3H MO60250H TH30LH 0.78 ® O
MSKNR/ *x "o SPM- SDM-
13232P19 32 32 170 48 32 40 SN**1906** DSN1904MH 100240FH CAMOSH 080350FH TH40LH 137 @ O

@Stock OAvailable Upon Order

MSSNR/L

Tool cutting edge
angle 45°

LF

. . . . Clamp In
Dimensions (mm) Matched Shim Pin Plate Stud Wrench ,§§ Stock
Order No. Insert Do
H B LF OHX HF WF § @ ’ /‘ ZRL
MSSNR/L2020K12 20 20 125 32 20 25 SN**1204** DSN1204MH SPMO60170H CAMO2H .. oD~ TH2SLH .4 o o
MO60200H TH30LH
MSSNR/L2525M12 25 25 150 32 25 32 SN**1204** DSN1204MH SPMO60170H CAMo2H . 507~ TH25LH 4. o o
M060250H TH30LH
MSSNR/L3232P12 32 32 170 32 32 40 SN**1204** DSN1204MH SPMO60170H CAMO2H ., >0 ~ TH2LH ;.0 o
M060280H TH30LH T°
*k *% SPM- SD-
MSSNR/L2525M15 25 25 150 38 25 32 SN**1506* DSNISOAMH oob)b ~ CAMOSH S5 TH30LH 0.77 @ O
o er SPM- SDM-
MSSNR/L3232P19 32 32 170 42 32 40 SN**1906* DSN10OAMH | SPML. ~ CAMOSH (o0l THAOLH 136 @ @

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

MTENN

(  Toolcuttingedge

angle 60°

Clamp

Dimensions (mm) Shim Pin Stud Wrench .
Orrleriiie. MlitsC:rid e W(fgé?t -
H B LF OHX HF WF § @ ’ /\
*x *x SP- SD- TH20LH
MTENN2020K16 20 20 125 32 20 10 TN**1604** DTN1603MH MO50130H CAMO2H MO60200H TH30LH 0.38 [}
*x *x SP- SD- TH20LH
MTENN2525M16 25 25 150 32 25 12.5 TN**1604** DTN1603MH MO50130H CAMO2H MO60250H TH30LH 0.76 [ J
- *x SP- SD- TH20LH
MTENN3232P16 32 32 170 35 32 16 TN**1604** DTN1603MH MO50130H CAMO2H MO60280H TH30LH 1.35 O
*x *x SP- SD- TH25L H
MTENN3232P22 32 32 170 38 32 16 TN**2204** DTN2204MH MO60170H CAMO2H MO60280H TH30LH 1.35 [}
@Stock OAvailable Upon Order
Tool cutting edge
angle 91°
B i :
6‘”’ OHX
LF
&
' E
-
. . . ; Clamp In
Dimensions (mm) Matched Shim Pin Plate Stud Wrench 'EE Stock
Order No. Insert Ao
H B LF OHX HF WF § @ ’ f Z R L
o E g SP- SD- TH20LH
MTFNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603MH MO50130H CAMO2H MO60250H TH30LH 04 @ O
*x *x SP- SD- TH20LH
MTFNR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603MH MO50130H CAMO2H MO60250H TH30LH 0.78 @ O
- *x SP- SD- TH20LH
MTFNR/L3232P16 32 32 170 32 32 40 TN**1604** DTN1603MH MO50130H CAMO2H MO60280H TH30LH 137 @ O
* *x SP- SD- TH25L H
MTFNR/L3232P22 32 32 170 38 32 40 TN**2204** DTN2204MH MO60170H CAMO2H MO60280H TH30LH 137 @ O
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

MTGNR/L

; .

(  Toolcuttingedge

angle 90°

WF‘

\ o

LF

Clamp

Dimensions (mm) Matched Shim Pin Plate Stud Wrench ,;:(% Stock
Order No. Insert A
H B LF OHX HF WF § @ ’ f ZIR|L
MTGNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603MH SPM050130H CAMO2H SD- TH20LH 04 @ O
M060250H TH30LH !
MTGNR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603MH SPM050130H CAMO2H Sl VLA 0.78 @ @
M060250H TH30LH ™
ok * SD- TH20LH
MTGNR/L3232P16 32 32 170 32 32 40 TN**1604** DTN1603MH SPMO050130H CAMO2H MO60280H TH30LH 137 @ O
MTGNR/L3232P22 32 32 170 38 32 40 TN**2204** DTN2204MH SPM060170H CAMO2H Sl Ve s 137 @ O

M060280H TH30LH

@Stock OAvailable Upon Order

MTJNR/L

- 5 ]
- +

LF

( Tool cutting edge \

angle 93°

-

. . . ; Clamp In

Dimensions (mm) Matched Shim Pin Plate Stud Wrench ,§§ Stock

Order No. [ Om

H B LF OHX HF WF § @ ’ /\ = R|L
o > SP- SD- TH20LH

MTJNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603MH MO50130H CAMO2H MO60250H TH30LH 04 @@
*x *% SP- SD- TH20LH

MTINR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603MH MO50130H CAMO2H MO60250H TH30LH 078 @ @
* ok SP- SD- TH20LH

MTJNR/L3232P16 32 32 170 32 32 40 TN**1604** DTN1603MH MO50130H CAMO2H MO60280H TH30LH 137 @ O
"o >k SP- SD- TH25LH

MTJNR/L3232P22 32 32 170 38 32 40 TN**2204** DTN2204MH MO60170H CAMO2H MO60280H TH30LH 137 @ ®

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

MVJNR/L

WE
©

-

(*  Tool cutting edge \

angle 93°

Wrench

/”

TH20LH
TH30LH
TH20LH
TH30LH
TH20LH

THaoLH 37 ® @

@Stock OAvailable Upon Order

. . . . Clamp
Dimensions (mm) Matched Shim Pin Plate Stud
Order No. Insert
H B LF OHX HF WF § I
,x o SP- SD-
MVJNR/L2020K16 20 20 125 45 20 25 VN**1604** DVN1603MH MO050130H CAMO4H MO60200H
*k * %k SP- SD-
MVJNR/L2525M16 25 25 150 45 25 32 VN**1604** DVN1603MH MO50130H CAMO4H MO060250H
,x - SP- SD-
MVJNR/L3232P16 32 32 170 45 32 40 VN**1604** DVN1603MH MO50130H CAMO4H MOG0280H
P X
9 e
Dimensions (mm) Shim Pin il Stud
Order No Matched Plate
. |
H B LF OHXHFwp ™" § G i
*k *x SP- SD-
MVQNR/L2020K16 20 20 125 38 20 25 VN**1604** DVN1603MH MO50130H CAMO2H M0G0200H
o0 o6 SP- SD-
MVQNR/L2525M16 25 25 150 38 25 32 VN**1604** DVN1603MH MO050130H CAMO3H M060250H
. x SP- SD-
MVQNR/L3232P16 32 32 170 38 32 40 VN**1604** DVN1603MH MO50130H CAMO3H MO60280H
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Tool cutting edge
angle 117.5°

In

Wrench Weight Stock
K

/\ ( G) R L
TH20LH
THaoH 04 @@
TH20LH
NEECIERE S
TH20LH
THoH 137 © @

@Stock OAvailable Upon Order



Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

MWLNR/L

Tool cutting edge
angle 95°

LF

order o, Dimensions (mm) Matched Shim Pin CPl?aTep Stud Wrench Weight Stlgck

H B LF OHXHF wp ™ § @ l /\ Ke) ¢ L

e 20 20 125 28 20 25 WN"0604""  (ZNL\oRool CAMOLH o oo Tiostn 04 @ ©
MWLNR2525M0604 20 20 150 28 25 32 Wh=oeos* DN P camorn oS0 THEOLY 078 e @
MWLNR/L2020K08 20 20 125 32 20 25 wn-osoar  DWN O SPo camon D THISL 04 e @
MWLNR/L2525M08 25 25 150 35 25 32 wh=osoa  DWN O SPT o camon o SD 0 THISLY 04 e @
MWLNR/L3232P08 32 32 170 35 32 40 wNwosoa DU SPT o camo o SD THISLY 137 e @

@Stock OAvailable Upon Order

PCBNR/L

Tool cutting edge angle 75°

Dimensions (mm) Matched Shim Dowel Pin Leverr LeverScrew Wrenchh __

=
Insert m % $ /\ 5% rlL

PCBNR/L2020K12 20 20 125 30 20 17 CN**1204** DCN1203PD  PA4D LA4D SLMO080210FD TH30LD 04 @ O

Order No.
H B LF OHX HF WF

PCBNR/L2525M12 25 25 150 26 25 22 CN**1204** DCN1203PD  PA4D LA4D SLMO080210FD TH30LD 0.78 @ O
PCBNR/L3232P12 32 32 170 27 32 29 CN**1204** DCN1203PD  PA4D LA4D SLMO080210FD TH30LD 137 @ O
PCBNR/L2525M16 25 25 150 32 25 22 CN**1606** DCN1604PD  PA5D LA5D SLMO080250FD TH30LD 0.78 @ O
PCBNR/L3232P16 32 32 170 33 32 27 CN**1606** DCN1604PD  PA5D LA5D SLMO080250FD TH30LD 1.37 @ O
PCBNR/L3232P19 32 32 170 38 32 27 CN**1906** DCN1904PD  PA6D LA6D SLM100270FD TH40LD 137 @ O
PCBNR/L4040S19 40 40 250 38 40 35 CN**1906** DCN1904PD  PA6D LA6D SLM100270FD TH40LD 32 @ O
PCBNR/L4040S2509 40 40 250 50 40 37 CN**2509** DCN2504PD  PA8D LA8D SLM120360FD TH50LD 32 @ O

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

PCLNR/L

Tool cutting edge angle 95°

LF

Dimensions (mm) Matched Shim Dowel Pin Leverr LeverScrew Wrenchh Stock

=
X0
| t Q@
H B LF OHXHF WF ¢ ﬁ % § /‘ Z [R|L
—7

PCLNR/L2020K12 20 20 125 28 20 26 CN**1204** DCN1203PD  PA4D LA4D SLMO080210FD TH30LD 04 @ O

Order No.

PCLNR/L2525M12 25 25 150 28 25 32 CN**1204** DCN1203PD  PA4D LA4D SLM080210FD TH30LD 0.78 @ O
PCLNR/L3225P12 32 25 170 32 32 32 CN**1204** DCN1203PD  PA4D LA4D SLMO080210FD TH30LD 1.09 @ O
PCLNR/L3232P12 32 32 170 32 32 39 CN**1204** DCN1203PD  PA4D LA4D SLMO080210FD TH30LD 1.37 @ O
PCLNR/L2525M16 25 25 150 36 25 32 CN**1606** DCN1604PD  PA5D LA5D SLMO080250FD TH30LD 0.78 @ O
PCLNR/L3225P16 32 25 170 36 32 32 CN**1606** DCN1604PD  PA5D LA5D SLMO080250FD TH30LD 1.09 @ O
PCLNR/L3232P16 32 32 170 36 32 39 CN**1606** DCN1604PD  PA5D LA5D SLMO080250FD TH30LD 1.37 @ O
PCLNR/L3232P19 32 32 170 40 32 40 CN**1906** DCN1904PD  PA6D LA6D SLM100270FD TH40LD 1.37 @ O
PCLNR/L4040S19 40 40 250 40 40 49 CN**1906** DCN1904PD  PA6D LA6D SLM100270FD TH40LD 32 @ O
PCLNR/L4040S2509 40 40 250 47 40 50 CN**2509** DCN2504PD  PA8D LA8D SLM120360FD TH50LD 3.2 @ O

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

PDJNR/L

% Tool cutting edge angle 93°

LF

Dimensions (mm) Matched Shim Dowel Pin Leverr LeverScrew Wrenchh
=
@)

=
o
[0)¢]
H B LF OMXHF wp Msert /8 ﬁ @3 § /\ = R L

PDJNR/L2020K11 20 20 125 25 20 25 DN**1104** DDN11T2PD  PA3D LA3D SLM060130D TH25LD 0.38 @ O

Order No.

PDJNR/L2525M11 25 25 150 30 25 30 DN**1104** DDN11T2PD  PA3D LASD SLM060130D TH25LD 0.78 @ O
PDJNR/L2020K1506 20 20 125 32 20 25 DN**1506** DDN1503PD  PA4D  LA4BD SLMO080250FD TH30LD 0.38 @ O
PDJNR/L2525M1506 25 25 150 35 25 32 DN**1506** DDN1503PD  PA4D  LA4BD SLMO080250FD TH30LD 0.78 @ O
PDJNR/L3225P1506 32 25 170 35 32 32 DN**1506** DDN1503PD PA4D  LA4BD SLMO080250FD TH30LD 1.09 @ O
PDJNR/L3232P1506 32 32 170 35 32 38 DN**1506** DDN1503PD PA4D  LA4BD SLMO080250FD TH30LD 1.37 @ O
PDJNR/L2020K1504 20 20 125 35 20 25 DN**1504** DDN1503PD  PA4D LA4D SLM080210FD TH30LD 04 @ O
PDJNR/L2525M1504 25 25 150 35 25 32 DN**1504** DDN1503PD  PA4D LA4D SLMO080210FD TH30LD 0.78 @ O
PDJNR/L3232P1504 32 32 170 35 32 38 DN**1504** DDN1503PD  PA4D LA4D SLM080210FD TH30LD 137 @ O

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

PSBNR/L

Tool cutting edge angle 75°
[} @

TER £

Dimensions (mm) Matched Shim Dowel Pin Leverr LeverScrew Wrenchh
=
@)

=
5
| t Q@
H B LF OHXHF WF o O ke & /T TERL

PSBNR/L2020K12 20 20 125 28 20 17 SN**1204** DSN1203PD  PA4D LA4D SLMO080210FD TH30LD 04 @ O

Order No.

PSBNR/L2525M12 25 25 150 28 25 22 SN**1204** DSN1203PD  PA4D LA4D SLM080210FD TH30LD 0.78 @ O
PSBNR/L3225P12 32 25 170 28 32 22 SN**1204** DSN1203PD  PA4D LA4D SLMO080210FD TH30LD 1.09 @ O
PSBNR/L3232P12 32 32 170 28 32 29 SN**1204** DSN1203PD  PA4D LA4D SLMO080210FD TH30LD 1.37 @ O
PSBNR/L2525M15 25 25 150 32 25 22 SN**1506** DSN1504PD  PA5D LA5D SLMO080250FD TH30LD 0.78 @ O
PSBNR/L3225P15 32 25 170 32 32 22 SN**1506** DSN1504PD  PA5D LA5D SLMO080250FD TH30LD 1.09 @ O
PSBNR/L3232P15 32 32 170 32 32 28 SN**1506** DSN1504PD  PA5D LA5D SLMO080250FD TH30LD 1.37 @ O
PSBNR/L3232P19 32 32 170 45 32 36 SN**1906** DSN1904PD  PA6D LA6D SLM100270FD TH40LD 1.37 @ O
PSBNR/L4040S19 40 40 250 45 40 35 SN**1906** DSN1904PD  PA6D LA6D SLM100270FD TH40LD 32 @ O
PSBNR/L4040S2507 40 40 250 50 40 35 SN**2507** DSN2506PD  PA8D LA8D SLM120360FD TH50LD 3.2 @ O

PSBNR/L4040S2509 40 40 250 50 40 35 SN**2509** DSN2504PD  PA8D LASD SLMI120360FD TH50LD 3.2 @ O

@Stock OAvailable Upon Order

168 _ GESAC



Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

PSSNR/L

&l TloHx
S
{

LF
5
I

In

Dimensions (mm) Matched Shim Dowel Pin Leverr LeverScrew Wrenchh Stock

=
=X O,
I t @LE
H B LF OHXHF wp ¢ ﬁ B@é $ /\ Z(RIL

PSSNR/L2020K12 20 20 125 28 20 25 SN**1204** DSN1203PD  PA4D LA4D SLM080210FD TH30LD 04 @ O

Order No.

PSSNR/L2525M12 25 25 150 32 25 30 SN**1204** DSN1203PD  PA4D LA4D SLM080210FD TH30LD 0.78 @ O
PSSNR/L3225P12 32 25 170 32 32 30 SN**1204** DSN1203PD  PA4D LA4D SLM080210FD TH30LD 1.09 @ O
PSSNR/L3232P12 32 32 170 32 32 38 SN**1204** DSN1203PD  PA4D LA4D SLM080210FD TH30LD 137 @ O
PSSNR/L2525M15 25 25 150 35 25 30 SN**1506** DSN1504PD  PA5D LA5D SLM080250FD TH30LD 0.78 @ O
PSSNR/L3225P15 32 25 170 35 32 30 SN**1506** DSN1504PD  PA5D LA5D SLM080250FD TH30LD 1.09 @ O
PSSNR/L3232P15 32 32 170 35 32 38 SN**1506** DSN1504PD  PA5D LA5SD SLM080250FD TH30LD 137 @ O
PSSNR/L3232P19 32 32 170 40 32 38 SN**1906"* DSN1904PD  PA6D LA6D SLM100270FD TH40LD 1.37 @ O
PSSNR/L4040S19 40 40 250 50 40 48 SN**1906** DSN1904PD  PA6D LA6D SLM100270FD TH40LD 3.2 @ O
PSSNR/L4040S2507 40 40 250 50 40 48 SN**2507** DSN2506PD  PA8D LAS8D SLM120360FD TH50LD 3.2 @ O

PSSNR/L4040S2509 40 40 250 50 40 48 SN**2509** DSN2504PD  PA8D LA8D SLM120360FD TH50LD 3.2 @ O

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

PRDCN

Tool cutting edge angle <60°
oye] ] (Fotctr o 20)

09 LF

11

Dowel

Dimensions (mm) Shim Leverr  Lever Screw Wrenchh

Matched Pin =
@)

=
[0)
Insert v@ Stock
H B LF OHX HF WF O = & VAl

PRDCN2525M16 25 25 150 35 25 10 RCMX1606** DRN1604PD PA4D LCL16CD SLM060210D TH25LD 0.78 @

Order No.

PRDCN3232P16 32 32 170 32 32 16 RCMX1606** DRN1604PD PA4D LCL16CD SLM060210D TH25LD 137 @

PRDCN3232P20 32 32 170 40 32 16 RCMX2006** DRN2004PD PA5D LCL20CD SLMO080250FD TH30LD 137 @

PRDCN4040S20 40 40 250 45 40 20 RCMX2006** DRN2004PD PA5D LCL20CD SLM080250FD TH30LD 137 @

PRDCN3232P25 32 32 170 45 32 16 RCMX2507** DRN2506PD PA6D LCL25CD SLM100300FD TH40LD 137 @

PRDCN4040S25 40 40 250 50 40 20 RCMX2507** DRN2506PD PA6D LCL25CD SLM100300FD TH40LD 32 @

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

PTGNR/L

WE

N
Tool cutting edge angle 90°
o
o

Ll

OHX

LF

HE

Dimensions (mm) Matched Shim  Dowel Pin Leverr LeverScrew Wrenchh StI(?ck

=
=X O,
I t @LE
H B LF OHXHF wp ¢ N ﬁ Bé $ /\ Z(RIL

PTGNR/L2020K16 20 20 125 25 20 23 TN**1604** DTN16T2PD  PA3D LA3D SLM060170D TH25LD 04 @ O

Order No.

PTGNR/L2525M16 25 25 150 25 25 29 TN**1604** DTN16T2PD  PA3D LASD SLM060170D TH25LD 0.78 @ O
PTGNR/L3225P16 32 25 170 32 32 29 TN**1604** DTN16T2PD  PA3D LA3D SLM060170D TH25LD 1.09 @ O
PTGNR/L3232P16 32 32 170 32 32 37 TN**1604** DTN16T2PD  PA3D LASD SLM060170D TH25LD 137 @ O
PTGNR/L2525M22 25 25 150 30 25 30 TN**2204** DTN2203PD  PA4D LA4D SLMO080210FD TH30LD 0.78 @ O
PTGNR/L3225P22 32 25 170 32 32 30 TN**2204** DTN2203PD  PA4D LA4D SLM080210FD TH30LD 1.09 @ O

PTGNR/L3232P22 32 32 170 32 32 37 TN**2204** DTN2203PD  PA4D LA4D SLM080210FD TH30LD 137 @ O

@Stock OAvailable Upon Order

PWLNR/L

Tool cutting edge angle 95°

OHX

LF

Dowel Wrench In

Dimensions (mm) Shim Leverr Lever Screw h

Matched Pin

=
= L
QL)
H B LF OHX HF wp ™" O & /T TERL

PWLNR/L2020K0604 20 20 125 25 20 23 WN**0604** DWNO6T2PD  PA3D LA3SD SLM060170D TH25LD 04 @ O

Order No.

PWLNR/L2525M0604 25 25 150 25 25 28 WN**0604** DWNO6T2PD  PA3D LA3D SLM060170D TH25LD 0.78 @ O
PWLNR/L2020K08 20 20 125 26 20 25 WN**0804** DWNOSO3PD  PA4D LA4D SLMO080210FD TH30LD 04 @ O
PWLNR/L2525M08 25 25 150 26 25 29 WN**0804** DWNO8O3PD PA4D LA4D SLMO080210FD TH30LD 0.78 @ O

PWLNR/L3232P08 32 32170 26 32 37 WN**0804** DWNO8O3PD PA4D  LA4D SLMO080210FD TH30LD 137 @ O

@Stock OAvailable Upon Order

GESAC _ 171



TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Negative)

DCLNR/L-HPC (High-pressure Internal Cooling)

Tool cutting edge
angle 95°

&)

. . . . Clamp Clamp Plate o _ . Thread = In
Dimensions (mm) Shim Shim Screw Plate Screw Spring Wrench Plug U% Stock

Order No. Mlatched =3
H B LF OHX HF wp e § N f § /é ? = RL

—7 Q’

DCLNR/ exqo A kk SI60M040080- CADO1R/ STBG1/

L2020X12-HPC 20 20 115 38.5 20 25 CN**1204** DCN1204DD 05612D D SJM050250D SPA7TD TT15PD 8D 04 OO
DL 2525 130 385 25 32 CN**1204** DCN1204pD S'8OMO40080- CADOIR/ ¢ y\50550n sparp TT15PD STBSY 078 0 0O

L2525X12-HPC 05612D LD 8D

@Stock OAvailable Upon Order

DDJNR/L-HPC (High-pressure Internal Cooling)

e g

Tool cutting edge
angle 93°

5 [ :ﬁi ="
. . . . Clamp  Clamp . Thread = In
Dimensions (mm) Shim Shim Screw Plate Plate Screw Spring Wrench Plug & Stock
Matched oL
Order No. Insert =T
H B LF OHX HF WF § % ﬁ § /5 g 3 [RIL
DDJNR/ . . SI60M040080- CADO1R/ STBG1/
L2020X15-HPC 20 20 125 45 20 25 DN**1506** DDN1504DD 05612D LD SJM050250D SPA7D TT15PD 8D 04 O O
DDJNR/ x| R SI60M040080- CADO1R/ STBG1/
L2525X15-HPC 25 25 140 45 25 32 DN**1506** DDN1504DD 05612D D SJM050250D SPA7D TT15PD 8D 0.78 O O

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Negative)

DVJNR/L-HPC (High-pressure Internal Cooling)

Tool cutting edge
angle 93°

. . . . Clamp ClampPlate . _ . Thread = In
Dimensions (mm) Shim Shim Screw Plate Screw Spring Wrench Plug 0%. Stock
Order No. Mlatchretd =
nse =
H B LF OHX HF WF ﬁ % f § /6 ? 3 RL
DVJINR/ 1 B SI60M040080- CADO2R/ STBG1/
L2020X16-HPC 20 20 125 48 20 25 VN**1604** DVN1603DD 05612D LD SJM050250D SPA7TD TT15PD 8D 04 OO
DVJINR/ * - SI60M040080- CADO2R/ STBG1/
L2525X16-HPC 2525 140 48 25 32 VN**1604** DVN1603DD 05612D D SJM050250D SPA7D TT15PD 8D 0.78 O O

@Stock OAvailable Upon Order

DWLNR/L-HPC (High-pressure Internal Cooling)

Tool cutting edge
angle 95°

. . . . Clamp ClampPlate . _ . Thread = In
Dimensions (mm) Shim Shim Screw Plate Screw Spring Wrench Plug & Sstock
Matched @
Order No. Insert =
H B LF OHX HF WF § % ﬁ § /é g 3 RL
PDWLNR/ . . SI60M040080-  CAD- STB-
L2020X08-HPC 20 20 120 40 20 25 WN**0804** DWNO0804DD 056120 03RD SJM050250D SPA7TD TT15PD G1/8D 04 OO
PDWLNR/ e SI60M040080-  CAD- STB-
L2525X08-HPC 25 25 135 40 25 32 WN**0804** DWNO0804DD 05612D 03RD SJM050250D SPA7D TT15PD G1/8D 0.78 O O

@Stock OAvailable Upon Order

GESAC _ 173




TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Positive)

SCLCR/L

( Tool cutting edge

angle 95°

6 LF
o

Dimensions (mm) Matched Screw Wrench Weight In Stock
Order No. Insert (KG)

H B LF OHX HF WF g ﬁ R L
SCLCR/L1010FO6 10 10 80 12 10 12 CC**0602** SI60M025060-03510H TTO8PH 0.06 [ ] [ ]
SCLCR/L1212H09 12 12 100 20 12 16 CC**09T3** SI60M040100-05812H TT15PH 0.11 [ J O
SCLCR/L1616H09 16 16 100 20 16 20 CC**09T3** SI60M040100-05812H TT15PH 0.2 [ [ ]
SCLCR/L2020K09 20 20 125 20 20 25 CC**09T3** SI60M040100-05812H TT15PH 0.4 [ [
SCLCR/L2525M12 25 25 150 20 25 32 CC**1204** SI60M050120-07012H TT20PH 0.78 [ J [

@Stock OAvailable Upon Order

SDJCR/L

( Tool cutting edge

angle 93°

LF

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert &é)

H B LF OHX HF WF § ﬁ R L
SDJCR/L1010F07 10 10 80 15 10 12 DC*0702** SI60M025060-03510H TTO8PH 0.06 [ [ ]

SDJCR1212H07 12 12 100 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 200 20 125 22 20 25 DC**11T3** SI60M040100-05812H TT15PH 0.4 [ [ ]
SDJCR/L2525M11 25 25 150 25 25 32 DC**11T3**  SI60M040100-05812H TT15PH 0.78 [} [

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Positive)

SSDCN

Tool cutting edge
angle 45°

Dimensions (mm) Screw Wrench Weight
Order No. Matched Insert &é) In Stock
H B LF OHX HF WF § /5'
SSDCN1212H09 12 12 80 - 12 6 SC**09T3**  SI60M040100-05812H TT15PH 0.1 [
SSDCN1616H09 16 16 100 - 16 8 SC**09T3**  SI60M040100-05812H TT15PH 0.19 ([
SSDCN2020K09 20 20 125 - 20 10 SC**09T3**  SI60M040100-05812H TT15PH 0.39 O
SSDCN2525M12 25 25 150 - 25 125 SC**1204**  SI60M050120-07012H TT20PH 0.77 ()

@Stock OAvailable Upon Order

STGCR/L

( Tool cutting edge
angle 90°

e .
T

-
order No. Dimensions (mm) Mlitsc:rid Screw Wrench W&'g;‘t In Stock
H B LF OHX HF WF § ﬁ 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 [ J @)
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 [ ] [ ]
STGCR/L2525M16 25 25 150 25 25 32 TC**16T3** SI60M040100-05812H TT15PH 0.78 [ [ ]

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

External Diameter Turning Tool Holder (Positive)

SVJCR/L

( Tool cutting edge
angle 93°

LF

-
Dimensions (mm) Matched Screw Wrench Weight In Stock
Order No. Insert (KG)

H B LF OHX HF WF § ﬁ 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 [ [ ]
SVJCR/L2020K16 200 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 [ ] [ J

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

External Diameter Turning Tool Holder (Positive)

SWLCR/L

Tool cutting edge
angle 95°

LF

Dimensions (mm) Matched Screw Wrench Weight In Stock

Order No. Insert (KG)
H B LF OHX HF WF § ﬁ R L
SWLCR/L1212HO6 12 12 100 15 12 16 WC**06T3** SI60M040100-05812H TT15PH 0.11 [} [ J
SWLCR/L1616H06 16 16 100 15 16 20 WC**06T3** SI60M040100-05812H TT15PH 0.2 [ J ([
SWLCR/L2020K06 20 20 125 15 20 25 WC**06T3** SI60M040100-05812H TT15PH 0.4 [ [ ]
SWLCR/L2525M06 25 25 150 20 25 32 WC**06T3** SI60M040100-05812H TT15PH 0.78 [ ([ ]

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

Type Representation Rules for Internal Hole Turning Tool Holders

S 16 M S C

L© L@ L ©) @) L©)

@ Tool Holder Material @ Shank Diameter ® Shank Length
A Steel Tool Holder with N <7
Cooling Hole v ﬁ [
e[\ T—Z
C  Cemented Carbide Tool Holder [
Cemented Carbide Tool Holder . Code Height
E with Cooling Hole Code Diameter &
S Steel Tool Holder 08 8 F 80
10 10 H 100
16 16 M 150
® Insert Shape
v. O
C .
Diamond 25 55 Q 180
55°
D Diamond g 32 32 R 200
R Circular O S 250
T 300
S Square D @ Clamping Type
u 350
Regular Double Clamping
T - D
Triangle Type
o Module Locking Type
v Dias;r?ond ey M Double Clamping
Type for Heavy
Cutting
W Hexagon Q
P Lever Locking Type IEE}
X Special
Shape s Screw Clamping EE?}
Type
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Standard Turning Tool Holder | TURNING TOOLS

) L ©) L(©) ©)

® Tool Cutting Edge Angle @ Insert Relief Angle Direction
K B 5° mLZl R
o )o
L ¢ 7 ] L

D 15° G\P
F Y E g

© Cutting Edge Length (mm)
Inscribed Circle @ @ ® A 5 @

— — — — (— — =

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 - - R
19.05 19 - ; 19 ] ) )
25.4 25 - - 25 - - R
32 - - 32 - - - -
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TURNING TOOLS | Standard Turning Tool Holder

Internal Hole Turning Tool Holder

SCLCR/L

( Tool cutting edge

angle 95°

A

LF

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert (Ie('é)
DMIN1 DCON WF LF OHN H a’ § ﬁ

R L
SO8K-SCLCR/L06 10 8 55 125 15 7 13  CC*0602** SI60M025050-03510H TTO8PH 0.05 @ @
S10K-SCLCR/L06 12 10 65 125 15 9 12 CC*0602**  SI60M025050-03510H TTO8PH 0.08 @ @
S12M-SCLCR/LO6 16 12 75 150 20 11 10 CC**0602**  SI60M025060-03510H TTO8PH 0.14 @ @
S12M-SCLCR/L09 16 12 8 150 18 11 12  CC*™09T3**  SI60M040080-05812H TT15PH 0.14 © @
S16Q-SCLCR/L09 20 16 10 180 24 15 10 CC*09T3**  SI60M040080-05812H TT15PH 029 @ @
S20R-SCLCR/L09 25 20 12 200 30 18 8 CC**09T3**  SI60M040080-05812H  TT15PH 05 e @
$25S-SCLCR/L09 32 25 16 250 38 23 6 CC**09T3**  SI60M040100-05812H TT15PH 098 @ @

S25S-SCLCR/L12 32 25 16 250 38 23 8 CC**1204**  SI60M050120-07012H TT20PH 098 @ @

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

Internal Hole Turning Tool Holder

SCLCR/L (Internal Cooling)

Z
i S
D% ‘f/f] 5 )i !;_H‘Vl % Tool cutting edge angle 95°
! "ot L

0% et ]

RN ]
Dimensions (mm) Screw Wrench Weight In Stock

Order No. Matched Insert (?é)

DMINIDCON WF LF OHN H «° § /é R L

AO08K-SCLCR/LO6 10 8 45 125 14 7 13 CC*T0602**  SI60M025050-03510D TTO8PD 005 @ @
A10K-SCLCR/LO6 12 10 6 125 17 9 12 CC*T0602**  SI60M025050-03510D TTO8PD 008 @ ©
A12M-SCLCR/L0O6 16 12 7 150 17 11 10 CC*T0602**  SI60M025050-03510D TTO8PD 014 e ©
A16Q-SCLCR/L09 20 16 9 180 27 15 10 CC*T0O9T3**  SI60M040080-05710D TT15PD 029 e e®
A20Q-SCLCR/L09 25 20 11 180 28 18 8 CC*T09T3**  SI60M040080-05710D TT15PD 0.5 o o
A25R-SCLCR/L09 32 25 14 200 35 23 6 CC*T09T3**  SI60M040080-05710D TT15PD 098 @ o
E08K-SCLCR/L06 10 8 5 125 8 7.5 13 CC*T0602**  SI60M025050-03510D TTO8PD 008 O O
E10M-SCLCR/L06 12 10 6 150 14 95 12 CC*T0602**  SI60M025050-03510D TTO8PD 016 O O
E12Q-SCLCR/L0O6 14 12 7 180 14 11 10 CC*T0602**  SI60M025050-03510D TTO8PD 028 O O
E16R-SCLCR/L09 18 16 9 200 20 15 10 CC*TO9T3**  SI60M040080-05710D TT15PD 056 O O
E20S-SCLCR/L09 22 20 11 250 26 19 8 CC*T09T3**  SI60M040080-05710D TT15PD 1.1 o O

E25T-SCLCR/L09 28 25 14 300 29 23 6 CC*TO9T3**  SI60M040080-05710D  TT15PD 206 O O

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

Internal Hole Turning Tool Holder

angle 95

=

A
DCON

LF

-
Dimensions (mm Scre Wrench In Stock

Order No | fons (mm) Matched v Weight
DMINIDCON WF LF OHN H a° Insert § ﬁ KG&) o |

S07M-SCLCR/L06-A16 9 16 425 150 18 15 15 CC**0602** SI60M025050-03510H TTO8PH 022 @ O
SO8M-SCLCR/L06-A16 10 16 5 150 25 15 13 CC**0602** SI60M025050-03510H TTO8PH 022 @ O
S10M-SCLCR/LO6-A16 13 16 6 150 26 15 12 CC**0602** SI60M025050-03510H TTO8PH 022 e @
S12M-SCLCR/L06-A16 15 16 7 150 28 15 10 CC**0602** SI60M025060-03510H TTO8PH 022 @ O

@Stock OAvailable Upon Order

S C KC R L Tool cutting edge
o angle 75°

LF

ks

%L;
E\\&

=1
-~
Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert (T'('é)
DMIN1 DCON WF LF OHN H a® § ﬁ R L

SO8K-SCKCR/L06 10 8 55 125 12 7 13 CC*0602** SI60M025050-03510H TTO8PH 005 @ O
S10K-SCKCR/L06 12 10 65 125 20 9 12 CC**0602**  SI60M025050-03510H TTO8PH 008 @ O
S12M-SCKCR/L06 16 12 8 150 22 11 10 CC**0602**  SI60M025060-03510H TTO8PH 014 O O
S12M-SCKCR/L09 16 12 8 150 23 11 12 CC**09T3** SI60M040080-05812H TT15PH 014 @ O
S16Q-SCKCR/L09 20 16 10 180 28 15 10 CC**09T3**  SI60M040080-05812H TT15PH 029 @ O
S20R-SCKCR/L09 25 20 12 200 29 18 8 CC**09T3**  SI60M040080-05812H TT15PH 0.5 o O
S25S-SCKCR/L09 32 25 16 250 37 23 6 CC**09T3**  SI60M040100-05812H  TT15PH 098 @ O

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

Internal Hole Turning Tool Holder

SDUCR/L

Tool cutting edge
angle 93°

II

-
o

g |

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert /6 (T('é)

DMIN1DCON WF LF OHN H «a° § R L
S10K-SDUCR/LO7 12 10 7 125 15 9 10 DC*™0702**  SI60M025050-03510H TTO8PH 008 @ @
S12M-SDUCR/L0O7 16 129 150 22 11 8 DC**0702**  SI60M025060-03510H TTO8PH 014 e @
S16Q-SDUCR/LO7 20 16 11 180 27 15 6 DC**0702**  SI60M025060-03510H TTO8PH 029 e @
S16Q-SDUCR/L11 20 16 11 180 28 15 6 DC**11T3**  SI60M040080-05812H TT15PH 029 e e
S20R-SDUCR/L11 25 20 13 200 30 18 6 DC**11T3**  SI60M040080-05812H TT15PH 0.5 o o
S25S-SDUCR/L11 32 25 16 250 38 23 4 DC**11T3**  SI60M040100-05812H TT15PH 098 e @

@Stock OAvailable Upon Order

SDUCR/L (Internal Cooling)

s H
1
ElA) . : ram;
D] % $TEpD £
ol o |
LF

e I

Tool cutting edge angle 95°

DCON

Q

Dimensions (mm) Screw Wrench T In Stock
Order No. Matched Insert /6 &'g)

DMIN1IDCON WF LF OHN H «° §
A1OK-SDUCR/LO7 13 10 7.7 125 15 9 10 DC*T0702** SI60M025050-03510D TTO8PD 0.08 @ @
A12M-SDUCR/LO7 16 12 85 150 22 11 8 DC*T0702**  SI60M025050-03510D TTO8PD 0.14 @ @
A16Q-SDUCR/LO7 20 16 11 180 27 15 6 DC*T0702**  SI60M025050-03510D TTO8PD 029 @ @
A20Q-SDUCR/L11 25 20 145 180 30 18 6 DC*T11T3**  SI60M040080-05710D TT15PD 0.5 o o
A25R-SDUCR/L11 32 25 185 200 35 23 6 DC*T11T3**  SI60M040080-05710D TT15PD 098 @ @
E10M-SDUCR/LO7 13 10 7 150 14 95 10 DC*T0702** SI60M025050-03510D TTO8PD 0.16 O O
E12Q-SDUCR/LO7 16 12 9 180 14 11 8 DC*T0702**  SI60M025050-03510D TTO8PD 028 O O
E16R-SDUCR/LO7 20 16 11 200 20 15 6 DC*T0702**  SI60M025050-03510D TTO8PD 056 O O

@Stock OAvailable Upon Order
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TURNING TOOLS | Standard Turning Tool Holder

Internal Hole Turning Tool Holder

SDQCR/L

/ Tool cutting edge

angle 107.5°

- H
s I 22
1 —t—
OHN

LF

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert /é (eKlé)

DMIN1IDCON WF LF OHN H «a° § R L
S10K-SDQCR/LO7 12 10 7 125 20 9 10 DC**0702** SI60M025050-03510H TTO8PH 008 @ O
S12M-SDQCR/LO7 16 2|9 |10 20 | il | & DC**0702**  SI60M025060-03510H TTO8PH 014 @ O
$16Q-SDQCR/LO7 20 16 11 180 25 15 6 DC**0702**  SI60M025060-03510H  TTO8PH 029 @ O
S$16Q-SDQCR/L11 20 16 11 180 24 15 6 DC**11T3**  SI60M040080-05812H TT15PH 029 e o
S20R-SDQCR/L11 25 20 13 200 32 19 6 DC**11T3**  SI60M040080-05812H TT15PH 0.5 ® O
$25S-SDQCR/L11 32 25 16 250 33 23 4 DC**11T3**  SI60M040100-05812H TT15PH 098 e ©

@Stock OAvailable Upon Order

SDQCR/L (Internal Cooling)
9 [ie =

o ‘
LF

DCON

Tool cutting edge angle 107.5°

Dimensions (mm) Screw Wrench In Stock

Order No. Matched Insert W(eKlért
DMIN1 DCON WF LF OHN H a’ ? /é R L

A10K-SDQCR/LO7 13 10 7 125 20 9 10 DC*T0702**  SI60M025050-03510D TTO8PD 008 @ O
A12M-SDQCR/LO7 16 12 9 150 22 11 8 DC*T0702**  SI60M025050-03510D  TTO8PD 014 @ O
A16Q-SDQCR/LO7 20 16 11 180 27 15 6 DC*T0702**  SI60M025050-03510D  TTO8PD 029 @ O
A20Q-SDQCR/L11 25 20 13 180 35 18 6 DC*T11T3**  SI60M040080-05710D TT15PD 0.5 ® O
A25R-SDQCR/L11 32 25 17 200 38 23 4 DC*T11T3**  SI60M040080-05710D TT15PD 098 @ ©

@Stock OAvailable Upon Order
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Standard Turning Tool Holder | TURNING TOOLS

Internal Hole Turning Tool Holder

SDXCR/L

Tool cutting edge
angle 120°

hcoN

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert /6 (?('é)

DMIN1DCON WF LF OHN H «° §
SO08K-SDXCR/LO7 10 8§ 55 125 18 7 12 DC*0702**  SI60M025050-03510H TTO8PH 005 @ O
S10K-SDXCR/LOT 12 10 65 125 18 9 10 DC*0702** SI60M025050-03510H TTO8PH 008 @ O
S12M-SDXCR/LO7 16 12 8 150 22 11 8 DC**0702**  SI60M025060-03510H TTO8PH 014 e O
S16Q-SDXCR/LO7 20 16 10 180 32 15 6 DC**0702**  SI60M040100-05812H TTO8PH 029 @ O
S20R-SDXCR/L11 25 20 12 200 38 18 6 DC**11T3**  SI60M040080-05812H TT15PH 0.5 o o
S25S-SDXCR/L11 32 25 14 250 45 23 4 DC**11T3**  SI60M040100-05812H TT15PH 098 @ O

@Stock OAvailable Upon Order

SSKCR/L

Tool cutting edge
o angle 75°
Z| =4 o “J:L‘
E / VYT Z 3
OHn | F
[ 1
L= I
Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert &'g)
DMIN1 DCON WF LF OHN H a’ § /6 R L

S12M-SSKCR/L09 16 129 150 22 11 10 SC*™09T3**  SI60M040080-05812H TT15PH 014 O O
S16Q-SSKCR/L09 20 16 11 180 29 15 10 SC*™09T3**  SI60M040080-05812H TT15PH 029 @ O
S20R-SSKCR/L09 25 20 13 200 29 18 8 SC**09T3**  SI60M040080-05812H TT15PH 0.5 ® O
S25S-SSKCR/L12 32 25 17 250 38 23 6 SC**1204**  SI60M050120-07012H  TT20PH 098 O O

@Stock OAvailable Upon Order

GESAC _ 185



TURNING TOOLS | Standard Turning Tool Holder

Internal Hole Turning Tool Holder

STUCR/L

Dimensions (mm)

Order No. Matched Insert
DMIN1 DCON WF LF OHN H a®
SO08K-STUCR/L09 10 8 55 125 15 7 15 TC**0902**
S10K-STUCR/L09 12 10 65 125 15 9 13  TC**0902**
S10K-STUCR/L11 12 10 65 125 15 9 12 TC**1102**
S12M-STUCR/L11 16 12 8 150 21 11 10 TC**1102**
S16Q-STUCR/L11 20 16 10 180 27 15 8 TC**1102**
S20R-STUCR/L11 25 20 12 200 27 18 6 TC**1102**
S20R-STUCR/L16 25 20 12 200 27 18 4  TC**16T3**
S25S-STUCR/L16 32 25 16 250 38 23 6  TC**16T3**

STWCR/L

Screw
&
S160M022040-03008H
S160M022040-03008H
S160M025050-03510H
S160M025060-03510H
S160M025060-03510H
S160M025060-03510H
S160M040080-05812H

S160M040100-05812H

Wrench
f
TTO6PH
TTO6PH
TTO8PH
TTO8PH
TTO8PH
TTO8PH
TT15PH
TT15PH

@Stock

RCON

DMIN:

\

gM :
u:
f;

LF

Dimensions (mm)

Order No. Matched Insert
DMIN1 DCON WF LF OHN H a’
S08K-STWCR/L09 10 8 6 125 16 7 15 TC**0902**
S10K-STWCR/L11 12 10 8 125 20 9 10 TC**1102**
S12M-STWCR/L11 16 12 9 150 20 11 8 TC**1102**
S16Q-STWCR/L11 20 16 11 180 27 15 6 TC**1102**
S20R-STWCR11 25 20 13 200 30 18 4 TC**1102**
S20R-STWCR/L16 25 20 15 200 32 18 8  TC**16T3**
S25S-STWCR/L16 32 25 17 250 44 23 6  TC**16T3**
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Screw
&
S160M022040-03008H
S160M025050-03510H
SI60M025060-03510H
S160M025060-03510H
S160M025060-03510H
SI60M040080-05812H

SI60M040100-05812H

Wrench
/
TTO6PH
TTO8PH
TTO8PH
TTO8PH
TTO8PH
TT15PH
TT15PH

@Stock

Tool cutting edge
angle 93°

Weight In Stock
(KG) 20
0.05 @ O
0.08 @ O
0.08 @ O
014 @ O
029 @ O
0.5 [ )

0.5 ® O
098 @

OAvailable Upon Order

(~  Toolcuttingedge

angle 60°

Weight In Stock
(KG) R I L
005 @ O
008 @ O
014 @ O
029 O O

05 O
05 O O
098 @ O

(OAvailable Upon Order



Internal Hole Turning Tool Holder

STFCR/L

Dimensions (mm)

Order No.
DMIN1 DCON WF LF OHN
SO08K-STFCR/L09 10 8 55 125 15
S10K-STFCR/L09 12 10 6.5 125 15
S12M-STFCR/L09 16 12 8 150 20
S12M-STFCR/L11 16 12 8 150 25
S16Q-STFCR/L11 20 16 10 180 27
S20R-STFCR/L11 25 20 12 200 27
S20R-STFCR/L16 25 20 12 200 27
S25S-STFCR/L16 32 25 16 250 40

11

11

15

18

18

23

;D . o
% FEo50

15

10

Standard Turning Tool Holder | TURNING TOOLS

Tool cutting edge
angle 91°

PCON

o] L

Screw Wrench Weight In Stock
Matched Insert Q)

§ ﬁ R L

TC**0902**  SI60M022040-03008H TTO6PH 0.05 @ O
TC**0902**  SI60M022040-03008H TTO6PH 0.08 @ @
TC**0902**  SI60M022060-03008H  TTO6PH 014 @ O
TC**1102**  SI60M025060-03510H TTO8PH 0.14 @ @
TC**1102**  SI60M025060-03510H TTO8PH 029 @ @
TC**1102**  SI60M025060-03510H  TTO8PH 0.5 o o
TC**16T3**  SI60M040080-05812H TT15PH 0.5 ® O
TC**16T3**  SI60M040100-05812H TT15PH 098 @ @

@Stock OAvailable Upon Order

STFCR/L (Internal Cooling)

Dimensions (mm)

Order No.
DMIN1 DCON WF LF OHN
A10K-STFCR/L09 12 10 6.8 125 10
A12M-STFCR/L09 16 12 8 150 10
S12M-STFCR/L1102 14 12 65 150 25
A16Q-STFCR/L1102 18 16 9 180 25
A20Q-STFCR/L1102 25 20 11 180 25
A25R-STFCR/L16 32 25 17 200 40

11

11

15

18

23

Q;

Fﬂ“} Tool cutting edge angle 91°
COBE Z g
OHN‘ LE
0y 7 |
[ R - I
Screw Wrench Weight In Stock
Matched Insert (eK'g)
a’ § /é R L
13 TC*T0902**  SI60M022060-03008D TTO6PD 008 @ @
10 TC*T0902**  SI60M022060-03008D TTO6PD 014 e O
10 TC*T1102**  SI60M022050-03008D TTO8PD 0.14 o o
8 TC**1102**  SI60M022050-03008D TTO8PD 029 e ©
6 TC**1102**  SI60M022050-03008D  TTO8PD 0.5 o o
6 TC*T16T3**  SI60M040080-05710D TT15PD 0.98 e O

@Stock OAvailable Upon Order
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TURNING TOOLS |

Internal Hole Turning Tool Holder

SVUCR/L

Dimensions (mm)

Order No.
DMIN1 DCON WF LF OHN H

S16Q-SVUCR/L11 20 16 12 180 25 15

S20R-SVUCR/L11 25 20 16 200 26 18

$25S-SVUCR/L16 33 25 20 250 36 23

Standard Turning Tool Holder

Tool cutting edge
angle 93°

DCON

i
=
-

LF

B

Screw
Matched Insert

o« &

10  VC**1103**  SI60M025060-03510H

8 VC**1103**  SI60M025060-03510H

8 VC**1604**  SI60M040100-05812H

SVUCR/L (Internal Cooling)

Dimensions (mm)
Order No.
DMIN1 DCON WF LF OHN H

A16Q-SVUCR/L11 22 16 135 180 24 15
A20Q-SVUCR/L16 31 20 19 180 32 19

A25R-SVUCR/L16 35 25 20 200 32 23
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-

Wrench Weight In Stock
ﬁ (KG) R L
TTO8PH 029 @ O
TTO8PH 0.5 o o
TT15PH 098 @ e

@Stock OAvailable Upon Order

Tool cutting edge angle 93°

DCON

B

\ OHN

LF

0

| T
TN

Screw
Matched Insert

a’ ?
10 VC*T1103**  SI60M025050-03510D

8 VC*T1604**  SI60M040080-05710D

8  VC*T1604**  SI60M040080-05710D

Wrench Weight In Stock
/é (KG) R L
TTO8PD 0.29 ® O
TT15PD 0.5 o o
TT15PD 0.98 e o

@Stock OAvailable Upon Order



Standard Turning Tool Holder | TURNING TOOLS

Internal Hole Turning Tool Holder

SWLCR/L

Tool cutting edge
angle 95°

=

MINs,
Ty
.
O@
|T
= Gl
B\
hcoN

L

oI ] —
=L |
Di i S W h In Stock
imensions (mm) - crew renc Weight n Stoc
Order No. Insert (KQ)
DMIN1 DCON WF LF OHN H a’® § ﬁ R L

S12M-SWLCR/L06 16 12 8 150 20 11 12 WC**06T3** SI60M040080-05812H TT15PH  0.14 e o
S16Q-SWLCR/L06 20 16 10 180 25 148 10 WC**06T3** SI60M040080-05812H TT15PH  0.29 e o
S20R-SWLCR/L06 25 20 12 200 28 184 8 WC**06T3** SI60M040080-05812H TT15PH 0.5 e o
S25S-SWLCR/L06 32 25 16 250 40 234 6 WC*06T3** SI60M040100-05812H TT15PH  0.98 e o

@Stock OAvailable Upon Order

SCLPR/L

- e
0 ——
| LE
(R I— I
=1 [

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert /é 8

Tool cutting edge
angle 95°

PCON

DMIN1DCON WF LF OHN H «a° § (KG) R L
SO08K-SCLPR/L06 10 8 55 125 15 7 13 CP*0602**  SI60M025050-03510H TTO8PH 005 e @
S10K-SCLPR/L0O6 12 10 65 125 15 9 12 CP**0602** SI60M025050-03510H TTO8PH 008 @ @
S12M-SCLPR/L06 16 12 8 150 20 11 10 CP**0602**  SI60M025050-03510H TTO8PH 014 e o
S12M-SCLPR/L09 16 12 8 150 26 11 12 CP**09T3** SI60M040080-05812H TT15PH 014 e @
S16Q-SCLPR/L09 20 16 10 180 27 15 10 CP**09T3** SI60M040080-05812H TT15PH 029 e e
S20R-SCLPR/L09 25 20 12 200 29 18 8 CP**09T3**  SI60M040080-05812H 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 TOOLS | Standard Turning Tool Holder

Internal Hole Turning Tool Holder

STFPR/L

("~ Tool cutting edge

angle 91°

A

I ——— }

Dimensions (mm) Screw Wrench Weight In Stock
Order No. Matched Insert c'8

DMINIDCON WF LF OHN H o § /é (KG) -

S10K-STFPR1102 12 10 65 125 16 9 12 TP**1102**  SI60M025050-03510H TTO8PH 0.08 L]
S12M-STFPR1102 16 12 8 150 25 11 10 TP**1102**  SI60M025050-03510H TTO8PH 0.14 (]
S16Q-STFPR1102 20 16 10 180 27 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**  SI60M040080-05812H  TT15PH 0.5 L]
S25S-STFPR16T3 32 25 16 250 40 23 6 TP**16T3**  SI60M040100-05812H TT15PH 0.98 (@)

@Stock OAvailable Upon Order
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PARTING OFF AND GROOVING TOOLS




TURNING TOOLS | Parting Off and Grooving Tools

Type Representation Rules for Parting Off and Grooving Inserts

GT Series Insert

GT D 300 E 020 R 06 -MC

@) @ ) )

©) )

) )

@ Series Name

@ Teeth

® Cutting Width

@ Tool Apron Code

GT

S=Single Edged

D=Double Edged

Cutting Width<10mm
The First Digit is Omitted,
300=3.0mm

Cutting Width=10mm
Not Omitted, 1000=10.0mm

® Tip Arc Radius ® Insert Direction @ Lead Angle
020=0.20mm R=Right-handed 06=6°
L=Left-hand 15=15°
[J=Middle [J=0°

Geometry

The First Letter

The Second Letter

F=Low Feed C=Parting Off
M=Medium Feed T=Turning
R=High Feed G=Grooving

O=Specific Optimized

R=Profile Machining
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Matching Tool

Insert Holder
B B
@ @
D D (Preferred), C

E E (Preferred), D, C

G G (Preferred), F

H H (Preferred), G, F




Parting Off and Grooving Tools

| TURNING TOOLS

Type Representation Rules for Parting Off and Grooving Inserts

GK Series Insert

GK

©) (@)

40 02 R

L ©)

15 - MT

2 G ) (@

(@ Series Name 2 Teeth (3 Cutting Width @ Tip Arc Radius
GK S=Single Edged 30=3.0mm 02=0.2mm
D=Double Edged 40=4.0mm 04=0.4mm
20=2.0mm

® Insert Direction ® Lead Angle @ Geometry
R=Right-handed 15=15° The First Letter The Second Letter
L=Left-hand [=0° F=Low Feed C=Parting Off
[J=Middle M=Medium Feed T=Turning
R=High Feed G=Grooving

O=Specific Optimized

R=Profile Machining
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TURNING TOOLS | Parting Off and Grooving Tools

Type Representation Rules for Parting Off and Grooving Inserts

GB Series Insert

GB R 4

L© 2 )

100

L (©)

R - 050

L©) )

(@ Series Name ‘ @ Insert Type 3 Insert Size
GB ‘ R=Round Nose 3 1C=9.525mm
[J=Square Nose 4 IC=12.7mm
‘ ® Cutting Width ‘ ® Insert Direction ® Tip Arc Radius
‘ 100=1.00mm ‘ R=Right-handed 050=0.5mm
L=Left-hand

194 _ GESAC




Parting Off and Grooving Tools | TURNING TOOLS

Type Representation Rules for Parting Off and Grooving Inserts
GN Series Insert

GN G D P 3 M150 R

© @ ) ) ©) LO) L ©)

(@ Series Name ‘ (@ Machining Type (3 Additional Information @ Additional Information
GN ‘ G=Grooving D=Deep Grooving P=Positive Rake Angle
R=Profile [J=No Rake Angle
® Insert Thickness ® Cutting Width @ Insert Direction
2=3.81Tmm ,\|<I/|e1tgl(§=s1y;§;n1 R=Right-handed
3=4.95mm Imperial System: L=Left-hand

Notes: The GN series is the original G-NOTCH series.
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TURNING TOOLS | Parting Off and Grooving Tools

Type Representation Rules for Parting Off and Grooving Inserts

GST Series Insert

GSTS A 2 R 150 R 16-U

@ ) @) @ ©C) ) ©@ (©

@ Series Name

@ Insert Size

3 Insert Thickness

@ Insert Direction
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GSTC Unique to the GSTS Series 2=2.2mm R=Right-handed
X Insert _ = -
GSTS (Thin) A Height=8.7mm 3=3.0mm L=Left-hand
Insert _
B Height=9.5mm 4=4.0mm
(® Cutting Tool Width ‘ ® Lead Angle Direction @ Lead Angle Geom;ry
=
150=1.5mm ‘ R=Right-biased 16=16°
Code Specifications GAN
L=Left-biased 20=20°
GSTC3*N-U
N=No Bias 15°
GSTSA*-U
U GSTC4*-U
20°
GSTSB*-U
GSTC3*R16-U | 24°
T GSTC*T | 12°
GSTC*-N
N 0°
GSTC*R20-N




Parting Off and Grooving Tools | TURNING TOOLS

Type Representation Rules for Parting Off and Grooving Tool Holders
GT Series Tool Holder

GT E P R 2525 M 45-H 25 D65-S

) @)@E)E) () CI@IEIEd (@) (@)

(@ Series Name (@ Machining Type (3 Shape Of Tool Holder @ Tool Direction
GT E=External Machining U=Grinding Undercut R=Right-handed
I=Internal Hole Making P=Vertical Type L=Left-hand
F=End Face Machining [J=Linear N=Middle
® Shank Size ® Length of Tool Holder @ Shank Angle Tool Apron Code
External Diameter Tool Unique to the U-shaped Tool Tool
Holder: Height*Width Code Length Holder Holder Matched Insert
Tool Holder with Internal .
Hole: Minimum Machining F 85 mm 45=45 B B
Diameter*Shank Diameter
H 100 mm 75=75° C C (Preferred), D, E
(® Maximum Cutting Depth J 110 mm D D (Preferred), E
_Conven— 25: CDX=25mm X 120 mm @D Additional Information E E
tional Tool
Dedicated K 125 mm S=With Curve Reinforcement F F (Preferred), G, H
Tool for D16:CUTDIA
Automatic =16mm —Wi ;
C=With High-Pressure
Lathe M 150 mm Cooling G G (Preferred), H
SC=With Curve
Minimum Diameter of the Q 180 mm Reinforcement and H H
First Cut High-Pressure Cooling
Unique to End Face R 200 mm [J=Without Curve J J
Machining Reinforcement
S 250 mm
D65:DAXIN=65mm
T 300 mm
U 350 mm
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TURNING TOOLS | Parting Off and Grooving Tools

Type Representation Rules for Parting Off and Grooving Tool Holders

GK Series Tool Holder

GK F P R 2525-4 T25 D65-S

) @XM ()

LO I ©

) ©)

‘ (@ Series Name

(@ Machining Type

(3 Shape Of Tool Holder

@ Tool Direction

‘ GK E=External Machining U=Grinding Undercut R=Right-handed
I=Internal Hole Making P=Vertical Type L=Left-hand
F=End Face Machining [J=Linear N=Middle
. . ) ) . Minimum Diameter of
® Shank Size ® Insert Cutting Width @ Maximum Cutting Depth the First Cut
External Diameter Tool 4=4.0mm T25: CDX=25mm Unique to End Face

Holder: Height*Width

Machining

Tool Holder with Internal

Diameter*Shank
Diameter

Hole: Minimum Machining

(® Additional Information

S=With Curve
Reinforcement

[J=Without Curve
Reinforcement
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D65:DAXIN=65mm




Parting Off and Grooving Tools | TURNING TOOLS

Type Representation Rules for Parting Off and Grooving Tool Holders
GB Series Tool Holder

GB E R 2525 M 4 15

@) I I @) ©) ) (@)

(@ Series Name (2 Machining Type (3 Tool Direction @ Shank Size
_ - . External Diameter Tool
GB E=External Machining R=Right-handed Holder: Height*Width
) Tool Holder with Internal
I=Internal Hole Making L=Left-hand Hole: Minimum Machining
Diameter*Shank
Diameter
® Length of Tool Holder ® Insert Size @ suitable Insert Width
Range
_ Unique to GB4 External
Code Length 3 1C=9.525mm Diameter Tool Holder
K 125 mm 4 IC=12.7mm 15 1.0SW<2.5
M 150 mm 25 2.5<wW<33
Q 180 mm 35 3.3sW
R 200 mm

Notes: When selecting the GBI tool holder, the right-handed (R) insert is applicable to the left-hand (L) tool holder, and the left-hand (L) insert is applicable to the
right-handed (R) tool holder.
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TURNING TOOLS | Parting Off and Grooving Tools

Type Representation Rules for Parting Off and Grooving Tool Holders
GN Series Tool Holder

GN S R 2525 M 3

L© 2 3 @) ©) )

@ Series Name ‘ @ Machining Type ® Tool Direction
GN ‘ S=Linear R=Right-handed
External .
Machining E=Vertical L=Left-hand
R=Grinding
Undercut
Internal Hole A=Vertical Internal
Making Cooling
@ Shank Size ® Length Of Tool Holder ® Insert Thickness
External Diameter Tool Holder: _
Height*Width Code Length 2=3.81mm
Tool Holder W|th Internal Hole: D 60 mm 324.95mm
Shank Diameter
E 70 mm
F 80 mm
H 100 mm
J 110 mm
K 125 mm
M 150 mm
P 170 mm
Q 180 mm
R 200 mm

Notes: () When selecting the GNE/GNA tool holder, the right-handed (R) insert is applicable to the left-hand (L) tool holder, and the left-hand (L) insert is applicable
to the right-handed (R) tool holder.
(2 The GN series is the original G-NOTCH series.
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Parting Off and Grooving Tools | TURNING TOOLS

Type Representation Rules for Parting Off and Grooving Tool Holders
GST Series Tool Holder

GSTS R 1212 JK A 2-RS

@@ @ ) @) ©) ) (@)

@ Series Name @ Insert Direction ‘ (3 Shank Size ‘ @ Length of Tool Holder
- External Diameter Tool

GST R=Right-Handed ‘ Holder: Height*Width ‘ Code Length

GSTS (thin) L=Left-Hand JK 120 mm
N=Middle

® Insert Size ® Insert Thickness ‘ @ Additional Information
Unique to the GSTS Series 2=2.2mm ‘ RS=Sub-spindle Tool Holder

A Insert Height=8.7mm 3=3.0mm
B Insert Height=9.5mm 4=4.0mm
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TURNING TOOLS |

List of Parting Off and Grooving Inserts

Parting Off and Grooving Tools

Series Name Machining Type Diagram Geometry Application Tool Width Range Page No.
Low Feed 2.00-4.00
FC Parting Off (mm) P204
Medium Feed 1.50-5.00
e Parting Off (mm) —
Parting Off
High Feed 2.00-6.00
RC Parting Off (mm) P206
Specific
(o]@ Optimized (i"?g) P207
Parting Off
G Low Fged 1.50-8.00 P208-P210
Grooving (mm)
Grooving
Medium Feed 2.00-8.00
GT L Grooving (mm) .
FT Low Feed Turning 1.50-8.00 P212
(mm)
Turning MT Medium Feed 2.00-8.00 P213
Turning (mm)
Specific
oT Optimized 3'2?1';')00 P214
Turning
: MR Medium Feed 2.00-8.00 P215
o Profile (mm)
Profile
Specific 2.00-8.00
/ OR Optimized Profile (mm) p216
Turning MT Medlum Feed 2.00-8.00 P217
Turning (mm)
GK
Profile MR Medium_ Feed 2.00-8.00 P218
Profile (mm)
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List of Parting Off and Grooving Inserts

Parting Off and Grooving Tools |

TURNING TOOLS

Series Name Machining Type Diagram Geometry Application Tool Width Range Page No.
Grooving ‘ GB Precision Grooving 0.33-4.30 P219-p222
(mm)
GB
Profile ‘ GBR Precision Profile 1.00-4.00 P223
(mm)
GNGP Precision Grooving 0.50-4.80 P224-P225
(mm)
Grooving
GN GNGDP Precision. Deep 1.50-4.80 P226
Grooving (mm)
Profile GNR Precision Profile 1.00-3.18 P227
(mm)
Small Part Parting
u Off (Sharp Cutting 0.50-2.00 P228-P229
(mm)
Edge)
Small Part Parting
GSTC Parting off T Off (Enhanced 1?;)]&)00 P230
Cutting Edge)
Small Part Parting
N Off (Geometry-free O'Er?q'ri')oo P231-P232
Sharp Tip)
Small Part Parting
) Off-used for Sub- 1.50-2.00
GTS Parting off o v spindle (Sharp (mm) P233
Cutting Edge)
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Parting Off and Grooving Inserts-GT Series

FC

Low Feed Parting Off Inserts

INSL * n N x| -
ﬁ o
VY B
2 M Kok
§ = :[@ *
¥ 3 g
The diagram shows the right hand % B * | X
Dimensions Coated Cemented Carbide
Tool (mm)
Order No. /2’2?: 2 3 m & wn 2
= - | = | = | =
ssc CW=+0.05 RE+0.05 INSL BW S PSIR®/, s E = E § =
U] (U] 8 (U] (U] $
GTD200C015-FC C 2.00 0.15 20.0 1.60 4.45 0° [ e o
GTD250D015-FC D 2.50 0.15 20.0 2.00 4.52 0° [ e O
GTD300E015-FC E 3.00 0.15 20.0 230 4.58 0° [ e o
GTD400F015-FC F 4.00 0.15 25.0 3.20 4.50 0° [ e o
GTD200C015R06-FC c 2.00 0.15 21.0 1.60 4.45 6° [ e o
GTD200C015L06-FC 2.00 0.15 21.0 1.60 4.45 6° [ e o
g GTD250D015R06-FC b 2.50 0.15 21.0 2.00 4.52 6° [ e o
GTD250D015L06-FC 2.50 0.15 21.0 2.00 4.52 6° [ J
GTD300E015R06-FC . 3.00 0.15 21.0 230 458 6° [ e o
GTD300E015L06-FC 3.00 0.15 21.0 230 458 6° [ e o
GTD400F015R06-FC = 4.00 0.15 26.0 3.20 4.50 6° [ J e O
GTD400F015L06-FC 4.00 0.15 26.0 3.20 4.50 6° [
© Suitable tool holder. See P234-P243 @Stock (OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

MC

Medium Feed Parting Off Insert

INSL

WY

s
*
es

SAIBUIRIY % PILIBJRId
*

The diagram shows the right hand * %
RIS ST Coated Cemented Carbide
Tool ey

Order No. e 8la|? 8 alg

ssc CW+0.05 RE+0.05 INSL BW S  PSIRY, 5 n:. E E E E

(O] (O] U] (U] (U] (U]
GTD150B020-MC B 1.50 0.20 140 1.26 4.21 0° ([ ] e o
GTD200C020-MC C 2.00 0.20 20.0 1.60 4.45 0° ([ ] e o
GTD250D020-MC D 2.50 0.20 20.0 2.00 4.53 0° ([ ] e o
GTD300E020-MC E 3.00 0.20 20.0 2.30 4.55 0° ([ ] e o
GTD400F020-MC F 4.00 0.20 25.0 3.20 4.50 0° ([ ] e o
GTD500G020-MC G 5.00 0.20 25.0 4.20 4.58 0° ([ ] e o
GTD200C020R06-MC 2.00 0.20 204 1.60 445 6° [ e o
GTD200C020L06-MC 2.00 0.20 204 1.60 4.45 6° ([ ] e o
GTD200C002L15-MC 2.00 0.02 215 160 447 15° ® O
GTD200C002R15-MC ¢ 2.00 0.02 215 1.60 447 15° ® O
GTD200C020R15-MC 2.00 0.20 208 1.60 4.44 15° e o
GTD200C020L15-MC 2.00 0.20 208 1.60 4.44 15° e o
GTD250D020R06-MC 2.50 0.20 205 2.00 4.53 6° ([ ] e o
GTD250D020L06-MC P 2.50 0.20 205 2.00 4.53 6° ([ ] e o
GTD300E020R06-MC 3.00 0.20  20.7 2.30 4.58 6° ([ ] e o
GTD300E020L06-MC 3.00 0.20  20.7 2.30 4.58 6° ([ ] e o
GTD300E002L15-MC 3.00 0.02 21.6 230 4.61 15° e o
GTD300E002R15-MC ; 3.00 0.02 21.6 230 4.61 15° e o
GTD300E020L15-MC 3.00 0.20 209 230 458 15° e o
GTD300E020R15-MC 3.00 0.20 209 230 458 15° e o
GTD400F020R06-MC 4.00 0.20 256 3.20 4.50 6° ([ ] e o
GTD400F020L06-MC F 4.00 0.20 25,6 3.20 4.50 6° ([ ] e o

GTD500G020R06-MC 5.00 0.20 259 420 4.58 6° [ ] ([ ]
GTD500G020L06-MC ¢ 5.00 0.20 259 420 4.58 6° [ ] [ ]
O Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order

Notes: RE=0.02mm material tolerance is +0.0Tmm
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Parting Off and Grooving Inserts-GT Series

RC

High Feed Parting Off Insert

INSL *
&9 g @ -
: M w
= e
o B § m *
The diagram shows the right hand % B * | %
Dimensions Coated Cemented Carbide
Tool Lo
S8 88 a2
ssc CW+0.05 RE+0.05 INSL BW S PSIR®/, S E E E § E
(U] (U] (U] (U] (U] (U]
GTD200C020-RC C 2.00 0.20 20.0 1.60 4.45 0° [ e o
GTD250D030-RC D 2.50 0.30 20.0 2.00 4.52 0° [ e o
GTD300E030-RC E 3.00 0.30 20.0 230 4.58 0° [ e o
GTD400F030-RC F 4.00 0.30 25.0 3.20 4.50 0° [ e o
GTD500G040-RC G 5.00 0.40 25.0 4.20 4.58 0° [ e o
GTD600H040-RC H 6.00 0.40 25.0 5.20 4.67 0° [ ] e o
GTD200C020R06-RC 2.00 0.20 20.6 1.60 4.45 6° ([ ] e o
P GTD200C020L06-RC ¢ 2.00 0.20 20.6 1.60 4.45 6° ([ ] e o
o GTD250D030R06-RC 2.50 0.30 20.6 2.00 4.54 6° [ ] e o
GTD250D030L06-RC P 2.50 0.30 20.6 2.00 4.54 6° [ ] e o
GTD300EO030R06-RC 3.00 0.30 20.7 230 4.58 6° [ e o
GTD300E030L06-RC ; 3.00 0.30 20.7 230 4.58 6° [ e o
GTD400F030R06-RC 4.00 0.30 259 3.20 4.50 6° [ e o
GTD400F030L06-RC F 4.00 0.30 259 3.20 4.50 6° [ [
GTD500G040R06-RC 5.00 0.40 259 4.20 4.60 6° [ [
GTD500G040L06-RC ¢ 5.00 0.40 259 4.20 4.60 6° [ [
© Suitable tool holder. See P234-P243 @Stock (OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

OC

Specific Optimized Parting Off Insert

*
INSL g * pie
:
- H g | %
Yo
m@ﬁ 5 *
8
= g
E * g

® GST7135
® GAT7125

GTD200C020-0C C 2.00 0.20 20.0 1.60 445 O0°

O Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

FG

Low Feed Grooving Insert

INSL

3=

Y i— —
| ——

QAIRUIRIY ¥+ PaLIdjald ¥
*
=

* ¥
Tool Dinz;nr;i)ons Coated Cemented Carbide
B : s o
ssc  CW+0.02 RE+0.05 INSL BW S S E E E 5 E
O (Y O (Y (V) (V]
GTD150B010-FG B 1.50 0.10 14.8 1.15 4.21 ([ ] ([ ]
GTD198C020-FG 1.98 0.20 20.7 1.60 4.45 ([ ]
GTD200C020-FG 2.00 0.20 20.7 1.60 445 @ [ ] ([ ]
GTD200C040-FG ¢ 2.00 0.40 20.7 1.60 4.45 ([ ] ([ ]
GTD224C020-FG 2.24 0.20 20.7 1.60 4.45 (@) (@)
GTD239D020-FG 2.39 0.20 20.7 2.00 4.53 ([ ] ([ ]
GTD239D040-FG 2.39 0.40 20.7 2.00 4.53 ([ ] ([ ]
GTD246D030-FG D 2.46 0.30 20.7 2.00 4.53 (@] (@]
GTD267D020-FG 2.67 0.20 20.7 2.00 4.53 (@]
GTD279D030-FG 2.79 0.30 20.7 2.00 4.53 ([ ] ([ ]
GTD300E020-FG 3.00 0.20 20.7 230 458 @ ([ ] ([ ]
GTD300E030-FG 3.00 0.30 20.7 230 4.58 ([ ] ([ ]
GTD300E040-FG 3.00 0.40 20.7 230 4.58 ([ ] ([ ]
GTD310E020-FG 3.10 0.20 20.7 230 4.58 ([ ]
GTD318E020-FG i 3.18 0.20 20.7 230 4.58 ([ ] ([ ]
GTD318E040-FG 3.18 0.40 20.7 230 4.58 ([ ]
GTD318E080-FG 3.18 0.80 20.7 230 4.58 ([ ] ([ ]
GTD361E030-FG 3.61 0.30 20.7 230 4.58 ([ ] ([ ]
GTD396F020-FG 3.96 0.20 25.7 3.20 4.50 (@) @)
GTD396F040-FG 3.96 0.40 25.7 3.20 4.50 @)
GTD396F080-FG 3.96 0.80 25.7 3.20 4.50 @) @)
GTD400F020-FG F 4.00 0.20 25.7 320 450 @ ([ ] ([ ]
GTD400F040-FG 4.00 0.40 25.7 3.20 4.50 ([ ] [ ]
GTD452F020-FG 4.52 0.20 25.7 3.20 4.50 ([ ]
© Suitable tool holder. See P234-P243 @sStock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

FG

Low Feed Grooving Insert

SAIBUIRIY % PILIBJRId
»*
=

* *
‘ Dimensions Coated Cemented Carbide
Tool )

gla 2 8nle

ssc  CW+0.02 RE+0.05 INSL BW S s E E E § E

O O O O O (V)
GTD470F050-FG 4.70 0.50 25.7 3.20 4.50 ([ ]
GTD475F040-FG 4.75 0.40 25.7 3.20 4.50 ([ ]
GTD475F080-FG 4.75 0.80 25.7 3.20 4.50 ([ ]
GTD480F050-FG F 4.80 0.50 25.7 3.20 4.50 [ ]

GTD500F020-FG 5.00 0.20 25.7 320 450 @ ([ ] [ ]

GTD500F040-FG 5.00 0.40 25.7 3.20 4.50 ] [ ]
GTD541G020-FG 5.41 0.20 25.7 420 4.58 O

GTD556G050-FG ¢ 5.56 0.50 25.7 420 4.58 O @)

GTD600H020-FG 6.00 0.20 25.7 520 467 @ ([ ] [ ]
GTD635H040-FG 6.35 0.40 25.7 520 4.67 (@]
GTD635H050-FG H 6.35 0.50 25.7 520 4.67 (@]
GTD635H080-FG 6.35 0.80 25.7 520 4.67 ©)
GTD714H080-FG 7.14 0.80 25.7 520 4.67 ([ ]
GTD792J080-FG 7.92 0.80 31.0 6.60 6.39 O
GTD800J020-FG ! 8.00 0.20 31.0 6.60 639 @ [

O Suitable tool holder. See P234-P243 @5Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

FG

Low Feed Grooving Insert (Circlip Slot)

*
4P * x
o
i M * %
- %
r==1 4 K * *
E z
:H * *
AT Coated Cemented Carbide
Tool (mm)
Apron n n
Order No. S © m A« w1 =
Code 'w+0.13 | peioos nsL BW s N S R R TR
ssc +0.09 : S & L 2% &
Uluo U | Jd|lu|lWw
GTD185C010-FG c 1.85 0.10 20.7 1.60 4.45 [ ] [ J
GTD215C010-FG 2.15 0.10 20.7 1.60 4.45 [ ]
GTD265D020-FG D 2.65 0.20 20.7 2.00 4.53 [ ]
7 GTD315E020-FG E 3.15 0.20 20.7 2.30 4.58 [ ]
GTD415F020-FG F 4,15 0.20 25.7 3.20 4.5 [}
GTD515G020-FG G 5.15 0.20 25.7 4.20 4.58 [}

O Suitable tool holder. See P234-P243
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Parting Off and Grooving Inserts-GT Series

MG

Medium Feed Grooving Insert

Parting Off and Grooving Tools | TURNING TOOLS

*
: ﬂ x| x| % %
[0}
z M * %
%
> m % % *
3
:H x
il Coated Cemented Carbide
Tool (mm)
Order No. A&pron 2 o m & wn 2
00e  \N:005 REX0.05 INSL BW s 8 & = K £ K
SSC : : S & h & % L
S 6 0 o © 0
GTD200C020-MG c 2.00 0.20 20.0 1.60 4.45 [ ) o [ ) [ ]
GTD239C020-MG 2.39 0.20 20.0 1.60 4.45 O [ ) [ )
GTD300E030-MG . 3.00 0.30 20.0 2.30 4.58 [ ) [ ) [ ) [ ) o
GTD318E030-MG 3.18 0.30 20.0 2.30 4.58 O [ ) O [ )
- GTD400F030-MG F 4.00 0.30 25.0 3.20 4.50 O [ J O [ J
o GTD475G030-MG G 4,75 0.30 25.0 4.20 4,58 @] [ ] [ ]
GTD500G040-MG 5.00 0.40 25.0 4.20 4,58 e o6 o o o
GTD600H040-MG " 6.00 0.40 25.0 5.20 4.67 [ ] e o o
GTD635H030-MG 6.35 0.30 25.0 5.20 4.67 @] [ ] [ ]
GTD792J030-MG 7.92 0.30 30.0 6.60 6.39 [ )
GTD800J050-MG 8.00 0.50 30.0 6.60 6.39 O [ ) [ )

© Suitable tool holder. See P234-P243

@Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

FT

Low Feed Turning Insert

INSL

QAIRUIRIY ¥+ PaLIdjald ¥
=
*
=

* ke
‘ Dimensions Coated Cemented Carbide
Tool (i)

1 ARD -
ssc CW+0.05 RE+0.05 INSL BW S s E E E 5 E
O (Y O (Y (V) (V]

GTD150B020-FT B 1.50 0.20 14.0 1.26 4.21 [ J
GTD200C020-FT C 2.00 0.20 20.0 1.60 4.45 [ [
GTD250D020-FT D 2.50 0.20 20.0 2.00 4.53 [ [
GTD300E020-FT 3.00 0.20 20.0 2.30 458 @ [ J e o
GTD300E040-FT ; 3.00 0.40 20.0 2.30 4.58 ([ ] ([ ]
GTD400F020-FT 4.00 0.20 25.0 3.20 4.50 [ ] [ ]
GTD400F040-FT F 4.00 0.40 25.0 3.20 450 @ [ ] e o
GTD400F080-FT 4.00 0.80 25.0 3.20 4.50 [ ] [ ]
GTD500G040-FT c 5.00 0.40 25.0 4.20 459 @ [ e O
GTD500G080-FT 5.00 0.80 25.0 4.20 4.59 [ ] [ ]
GTD600H040-FT 6.00 0.40 25.0 5.20 468 @ [ ] e o
GTD600HO080-FT H 6.00 0.80 25.0 5.20 4.68 [ ] [ ]
GTD600H100-FT 6.00 1.00 25.0 5.20 4.68 [ ] [ ]
GTD800J040-FT 8.00 0.40 30.0 6.60 6.39 [ J [ J
GTD800J080-FT J 8.00 0.80 30.0 6.60 639 @ [ J e o
GTD800J120-FT 8.00 1.20 30.0 6.60 6.39 [ [ J

© Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

MT

Medium Feed Turning Insert

INSL
H
= =0

=) C——) (o=

HE=E
s
b
*
b

SAIBUIRIY 3+ PILIBJRId

* ke ¥
‘ Dimensions Coated Cemented Carbide
Tool (i)

1 - 3R
ssc  CW=0.05 RE£0.05  INSL BW S S E E E § E
O O (Y (Y (Y (V)
GTD200C020-MT C 2.00 0.20 20.0 1.60 4.45 [ ] e o o o
GTD300E040-MT E 3.00 0.40 20.0 2.30 4.58 e 6 o o o o
GTD400F040-MT 4.00 0.40 25.0 3.20 4.50 e 6 o o o o
GTD400F080-MT F 4.00 0.80 25.0 3.20 4.50 O e e O e e
GTD500G040-MT 5.00 0.40 25.0 4.20 4.59 e 6 o o o o
GTD500G080-MT ¢ 5.00 0.80 25.0 4.20 4.59 O e e O e e
GTD600H040-MT H 6.00 0.40 25.0 5.20 4.68 O e e e o
GTD600H080-MT 6.00 0.80 25.0 5.20 4.68 e 6 o o o o
GTD800J080-MT 8.00 0.80 30.0 6.60 6.39 cC e e O e e

GTD800)120-MT J 8.00 1.20 30.0 6.60 6.39 c e e [

O Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

oT

Specific Optimized Turning Insert

*

INSL g hAe * ¥ Yo
s 3

I ] 8 : * *
. %

=== == = £ % * %
8 g

S * %

n

2| o

~

B g

(U] (U]
GTD300E030-0OT E 3.00 0.30 20.0 2.30 4.58 e o e o
GTD400F040-0OT E 4.00 0.40 25.0 3.20 4.50 e O e o
GTD500G040-0OT G 5.00 0.40 25.0 4.20 4.58 e o e o

© Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order

214 _ GESAC




Parting Off and Grooving Tools | TURNING TOOLS

Parting Off and Grooving Inserts-GT Series

MR

Medium Feed Profile Insert

INSL

—L

HE=EE
s
s
*
s

SAIBUIRIY % PILIBJRId

* *
‘ Dimensions Coated Cemented Carbide
Tool ()

- BN
ssc CW=0.05 RE£0.05 INSL BW S S E E E § E
O O O O O (V)
GTD200C100-MR C 2.00 1.00 20.6 1.60 4.45 e O o e o
GTD300D150-MR 3.00 1.50 20.7 2.00 4.53 e o o e o
GTD318D159-MR P 3.18 1.59 20.7 2.00 4.53 ® O o e o
N GTD400E200-MR E 4.00 2.00 20.0 2.30 4.58 e o o e o
GTD400F200-MR 4.00 2.00 25.7 3.20 4.50 e o o e o

ab GTD475F238-MR F 4.75 2.38 25.7 3.20 4.50 [ ] [ ]
GTD500F250-MR 5.00 2.50 25.7 3.20 4.50 e o o e O
GTD600G300-MR G 6.00 3.00 25.7 4.20 4.58 e o o e o

GTD635G318-MR 6.35 3.18 25.7 4.20 4.58 [ [ ]
GTD800J400-MR J 8.00 4.00 32.1 6.25 6.39 e o o e o

© Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GT Series

OR

Specific Optimized Profile Insert

INSL

QAIRUIRIY ¥+ PaLIdjald ¥
=
»*

* *
‘ Dimensions Coated Cemented Carbide
Tool (i)

glg 8 8 nle

ssc  CW+0.02 RE+0.05 INSL BW S s E E E 5 E

O (Y O (V) (V) (V]

GTD200C100-OR 2.00 1.00 20.6 160 445 @ [ [ J
GTD239C120-0OR ¢ 2.39 1.20 20.6 1.60 4.45 [
GTD300D150-OR 3.00 1.50 20.7 200 453 @ [

GTD318D159-OR P 3.18 1.59 20.7 2.00 4.53 [ [ J
GTD396F198-0OR 3.96 1.98 25.7 3.20 4.50 [

< GTD400F200-OR 4.00 2.00 25.7 320 450 @ [ ] [ ]
GTD450F225-0OR F 4.50 2.25 25.7 3.20 4.50 [ ]

GTD475F238-0OR 4.75 2.38 25.7 3.20 4.50 [ ] [ ]

GTD500F250-OR 5.00 2.50 25.7 320 450 @ [ ] [ ]

GTD600G300-OR 6.00 3.00 25.7 420 458 @ [ [
GTD635G318-0OR ¢ 6.35 3.18 25.7 4.20 4.58 [
GTD714H357-0OR H 7.14 3.57 25.0 520 4.67 [

GTD800J400-OR J 8.00 4.00 32.1 6.25 639 @ [ J [ J

© Suitable tool holder. See P234-P243 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GK Series

MT

Medium Feed Turning Insert

Parting Off and Grooving Tools | TURNING TOOLS

*

INSL 5: n Yo * g hxe
P98

li i i M *

B Y

5 P m ¥ *
=

3 S | *
Dimensions .

(mm) Coated Cemented Carbide

Order No. EEEE S | 2 =

CW+0.05 RE+0.05  INSL BW S = ° g 3 c

© (G] U] (U] (G]

GKD2002-MT 2.00 0.20 16.1 1.60 3.50 [ ] [ ] [ J [ ] [ J

GKD2502-MT 2.50 0.20 18.6 2.00 3.85 [ ] [ ] [ J [ ] [ ]

GKD3004-MT 3.00 0.40 21.2 2.35 4.80 [ ] [ ] o [ ] [ J

GKD4004-MT 4.00 0.40 21.0 3.30 4.80 [ ] [ ] [} [ ] [ ]

GKD5004-MT 5.00 0.40 26.0 4.10 5.80 [ ) [ ] [ ] [ ] [ ]

GKD5008-MT 5.00 0.80 26.0 4.10 5.80 () () () () ()

GKD6004-MT 6.00 0.40 26.0 5.00 5.80 O ° () ° [

GKD6008-MT 6.00 0.80 26.0 5.00 5.80 O () () () ®

GKD8008-MT 8.00 0.80 31.0 6.00 6.50 O ° O ® [

© Suitable tool holder. See P244-P248

@Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GK Series

MR

Medium Feed Profile Insert

INSL

& wg

CW,

QAIRUIRIY ¥+ PaLIdjald ¥

n ok *
M *
m % *
B ‘

Dimensions .
(mm) Coated Cemented Carbide
Order No. B S S
CW0.05 RE0.05  INSL BW s s & S £ c
: : o o < < ¥
(G] [G] (U] (U] ©
GKD2010-MR 2.00 1.00 16.0 1.60 3.50 [ ] [ J [ ] [ J
GKD3015-MR 3.00 1.50 21.2 2.35 4.80 [ ] [ ] [ ] o
GKD4020-MR 4.00 2.00 21.0 3.30 4.80 [ ] [ J [ ] [ J
GKD5025-MR 5.00 2.50 26.0 4.10 5.80 [ ] [ ] [ ] [ ]
GKD6030-MR 6.00 3.00 259 5.00 5.80 [ ] [ ] [ ] [ ]
GKD8040-MR 8.00 4.00 31.0 6.00 6.50 [} [} [} [}

© Suitable tool holder. See P244-P248
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Parting Off and Grooving Inserts-GB Series

RECWRE
8
GB ;
Precision Grooving Insert
Dimensions Coated Cemented
(mm) Carbide
Order No. =
CW0.025  RE CDX IC W1 D1 g
9
GB3033R-005 0.33 0.05 1.0 9.525 3.18 4.4 [
GB3050R-005 0.50 0.05 1.0 9.525 3.18 4.4 [
GB3050L-005 0.50 0.05 1.0 9.525 3.18 4.4 [
GB3075R-010 0.75 0.1 2.0 9.525 3.18 4.4 [ J
GB3075L-010 0.75 0.1 2.0 9.525 3.18 4.4 [ J
GB3080R-005 0.80 0.05 2.0 9.525 3.18 4.4 [ J
GB3080L-005 0.80 0.05 2.0 9.525 3.18 4.4 [ J
GB3095R-005 0.95 0.05 2.0 9.525 3.18 4.4 [
GB3095R-010 0.95 0.1 2.0 9.525 3.18 4.4 [
GB3100R-005 1.00 0.05 2.0 9.525 3.18 4.4 [ J
GB3100R-010 1.00 0.1 2.0 9.525 3.18 4.4 [
GB3120R-010 1.20 0.1 2.0 9.525 3.18 4.4 [
GB3120L-010 1.20 0.1 2.0 9.525 3.18 4.4 [
GB3120R-020 1.20 0.2 2.0 9.525 3.18 4.4 [
GB3125R-010 1.25 0.1 2.0 9.525 3.18 4.4 [
GB3125L-010 1.25 0.1 2.0 9.525 3.18 4.4 [
GB3140R-010 1.40 0.1 2.0 9.525 3.18 4.4 [
GB3140L-010 1.40 0.1 2.0 9.525 3.18 4.4 [ J
GB3140R-020 1.40 0.2 2.0 9.525 3.18 4.4 [
GB3140L-020 1.40 0.2 2.0 9.525 3.18 4.4 [
GB3145R-010 1.45 0.1 2.0 9.525 3.18 4.4 [
O Suitable tool holder. See P249-P250 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GB Series

RECWRE
x
5
GB a
Precision Grooving Insert
Dimensions Coated Cemented
(mm) Carbide
Order No. =]
CW+0.025  RE CDX IC Wi D1 g
(U]
GB3150R-010 1.50 0.1 2.0 9.525 3.18 4.4 °
GB3150L-010 1.50 0.1 2.0 9.525 3.18 4.4 [ ]
GB3150R-020 1.50 0.2 2.0 9.525 3.18 4.4 [ ]
GB3150L-020 1.50 0.2 2.0 9.525 3.18 4.4 °
GB3175R-010 1.75 0.1 2.0 9.525 3.18 4.4 [ J
GB3175L-010 1.75 0.1 2.0 9.525 3.18 4.4 O
GB3200R-010 2.00 0.1 2.5 9.525 3.18 4.4 [ J
GB3200L-010 2.00 0.1 2.5 9.525 3.18 4.4 [}
GB3200R-020 2.00 0.2 2.5 9.525 3.18 4.4 [}
GB3200L-020 2.00 0.2 2.5 9.525 3.18 4.4 [}
GB3250R-010 2.50 0.1 2.5 9.525 3.18 4.4 [}
GB3250L-010 2.50 0.1 2.5 9.525 3.18 4.4 [}
GB3250R-020 2.50 0.2 2.5 9.525 3.18 4.4 [}
GB3250L-020 2.50 0.2 2.5 9.525 3.18 4.4 [}
GB3300R-020 3.00 0.2 2.5 9.525 3.18 4.4 [}
GB3300L-020 3.00 0.2 2.5 9.525 3.18 4.4 [}
© Suitable tool holder. See P249-P250 @Stock OAvailable Upon Order

220 _ GESAC



Parting Off and Grooving Tools | TURNING TOOLS

Parting Off and Grooving Inserts-GB Series

RECWRE
8
GB :
Precision Grooving Insert
Dimensions Coated Cemented
(mm) Carbide
Order No. Q
CW+0.025  RE CDX IC w1 D1 g
O
GB4085R-020 0.85 0.2 2.1 12.7 4.76 5.5 O
GB4125R-020 1.25 0.2 2.0 12.7 4.76 5.5 [ J
GB4125L-020 1.25 0.2 2.0 12.7 4.76 5.5 [ ]
GB4140L-020 1.40 0.2 3.5 12.7 4.76 5.5 @)
GB4150R-010 1.50 0.1 35 12.7 4.76 5.5 [
GB4150R-020 1.50 0.2 3.5 12.7 4.76 5.5 [
GB4150L-020 1.50 0.2 35 12.7 4.76 5.5 [ J
GB4175L-010 1.75 0.1 3.5 12.7 4.76 5.5 O
GB4175R-020 1.75 0.2 3.5 12.7 4.76 5.5 [
GB4185R-020 1.85 0.2 3.5 12.7 4.76 5.5 @)
GB4185L-020 1.85 0.2 3.8 12.7 4.76 5.5 O
GB4200R-005 2.00 0.05 3.8 12.7 4.76 5.5 @)
GB4200R-010 2.00 0.1 3.8 12.7 4.76 5.5 O
GB4200R-020 2.00 0.2 3.5 12.7 4.76 5.5 [
GB4200L-020 2.00 0.2 3.5 12.7 4.76 5.5 [
GB4200R-030 2.00 0.3 3.5 12.7 4.76 5.5 [
GB4200R-050 2.00 0.5 3.8 12.7 4.76 5.5 O
© Suitable tool holder. See P249-P250 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GB Series

RECWRE
x
5
GB a
Precision Grooving Insert
Dimensions Coated Cemented
(mm) Carbide
Order No. =]
CW+0.025  RE CDX IC Wi D1 g
(U]
GB4210R-050 2.10 0.5 4.0 12.7 4.76 5.5 °
GB4220R-030 2.20 0.3 4.0 12.7 4.76 5.5 °
GB4235R-050 2.35 0.5 4.2 12.7 4.76 5.5 @]
GB4240R-050 2.40 0.5 4.3 12.7 4.76 5.5 [ ]
GB4250R-030 2.50 0.3 4.0 12.7 4.76 5.5 [ J
GB4250L-030 2.50 0.3 4.0 12.7 4.76 5.5 [ J
GB4265R-030 2.65 0.3 4.0 12.7 4.76 5.5 [ J
GB4300R-030 3.00 0.3 4.0 12.7 4.76 5.5 [}
GB4300L-030 3.00 0.3 4.0 12.7 4.76 5.5 [}
GB4330R-030 3.30 0.3 5.2 12.7 4.76 5.5 O
GB4350R-030 3.50 0.3 5.2 12.7 4.76 5.5 [}
GB4350L-030 3.50 0.3 5.2 12.7 4.76 5.5 [}
GB4400R-020 4.00 0.2 5.2 12.7 4.76 5.5 O
GB4400R-040 4.00 0.4 5.2 12.7 4.76 5.5 [}
GB4400L-040 4.00 0.4 5.2 12.7 4.76 5.5 [}
GB4430R-040 4.30 0.4 5.2 12.7 4.76 5.5 O
© Suitable tool holder. See P249-P250 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GB Series

GBR 5

Precision Profile Insert

CDX

w1
Dimensions Coated Cemented
(mm) Carbide
Order No. =]
CW:0.025  RE CDX IC W1 D1 g
9
GBR4100R-050 1.00 0.5 2.0 12.7 4.76 5.5 [}
GBR4100L-050 1.00 0.5 2.0 12.7 4.76 5.5 O
GBR4150R-075 1.50 0.75 3.5 12.7 4.76 5.5 [ ]
GBR4150L-075 1.50 0.75 3.5 12.7 4.76 5.5 [ J
GBR4200R-100 2.00 1.0 35 12.7 4.76 5.5 [
GBR4200L-100 2.00 1.0 3.5 12.7 4.76 5.5 [
GBR4250R-125 2.50 1.25 4.0 12.7 4.76 5.5 O
GBR4250L-125 2.50 1.25 4.0 12.7 4.76 5.5 O
GBR4300R-150 3.00 1.5 4.0 12.7 4.76 5.5 O
GBR4300L-150 3.00 1.5 4.0 12.7 4.76 5.5 @)
GBR4400R-200 4.00 2.0 5.0 12.7 4.76 5.5 [
GBR4400L-200 4.00 2.0 5.0 12.7 4.76 5.5 [
© Suitable tool holder. See P249-P250 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GN Series

4 °
GNGP ‘
Precision Grooving Insert (Positive Rake Angle) %‘%ﬁ E] s
Dimensions Coated Cemented
finsar (mm) Carbide

Order No. ?f!?ceac g @ ﬁ
tions CW=0.025  RE CDX S Wi PO E |2
(U NG RN BRG]

GNGP2MO50R 2 0.50 0.09 0.64 5.56 3.81 874 @ O

GNGP2MO050L 2 0.50 0.09 0.64 5.56 3.81 874 @ O
GNGP2031R 2 0.79 0.09 1.27 5.56 3.81 8.74 ([ ]
GNGP2031L 2 0.79 0.09 1.27 5.56 3.81 8.74 ([ ]

GNGP2MO80R 2 0.80 0.09 1.27 5.56 3.81 874 @ (@)

GNGP2MO080L 2 0.80 0.09 1.27 5.56 3.81 874 @ O
GNGP2M100R 2 1.00 0.09 1.50 5.56 3.81 874 @ (@) ([ ]
GNGP2M100L 2 1.00 0.09 1.50 5.56 3.81 8.74 [ ]
GNGP2047R 2 1.19 0.09 1.27 5.56 3.81 8.74 [ ]
GNGP2047L 2 1.19 0.09 1.27 5.56 3.81 8.74 [ ]

GNGP2M120R 2 1.20 0.09 1.27 5.56 3.81 874 @ @)

GNGP2M120L 2 1.20 0.09 1.27 5.56 3.81 874 @ @)
GNGP2M150R 2 1.50 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2M150L 2 1.50 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2062R 2 1.58 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2062L 2 1.58 0.19 2.79 5.56 3.81 8.74 [
GNGP2M170R 2 1.70 0.19 2.79 5.56 3.81 8.74 [
GNGP2M170L 2 1.70 0.19 2.79 5.56 3.81 8.74 [
GNGP2070L 2 1.78 0.19 2.79 5.56 3.81 8.74 ([ ]
GNGP2078R 2 1.98 0.19 2.79 5.56 3.81 8.74 [
GNGP2078L 2 1.98 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2M200R 2 2.00 0.19 2.79 5.56 3.81 8.74 ([ ]
GNGP2M200L 2 2.00 0.19 2.79 5.56 3.81 8.74 ([ ]
GNGP2M220R 2 2.20 0.19 2.79 5.56 3.81 8.74 ([ ]
GNGP2M220L 2 2.20 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2094R 2 2.38 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2094L 2 2.38 0.19 2.79 5.56 3.81 8.74 (@)
GNGP2M250R 2 2.50 0.19 2.79 5.56 3.81 8.74 (@)
GNGP2M250L 2 2.50 0.19 2.79 5.56 3.81 8.74 (@)
GNGP2125R 2 3.18 0.19 2.79 5.56 3.81 8.74 [ ]
GNGP2125L 2 3.18 0.19 2.79 5.56 3.81 8.74 [ ]

© Suitable tool holder. See P251-P253 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GN Series

Precision Grooving Insert (Positive Rake Angle) R%m

S50

Dimensions Coated Cement-
e (mm) ed Carbide
Order No. ?f?ce,: g ”ﬁ é‘
tions CW£0.025  RE CDX s w1 D [~ K @
8 8 &
GNGP3031R 3 0.79 0.09 1.27 8.74 4.95 16.10 [ ]
GNGP3031L 3 0.79 0.09 1.27 8.74 4.95 16.10 [ ]
GNGP3M100R 3 1.00 0.19 1.91 8.74 4.95 16.10 [ ]
GNGP3M100L 3 1.00 0.19 1.91 8.74 4.95 16.10 [ ]
GNGP3047R 3 1.19 0.19 1.91 8.74 4.95 16.10 [ ]
GNGP3047L 3 1.19 0.19 1.91 8.74 4.95 16.10 [ ]
GNGP3M120R 3 1.20 0.19 1.91 8.74 4.95 16.10 @ @)
GNGP3M120L 3 1.20 0.19 1.91 8.74 4.95 16.10 @ @)
GNGP3M150R 3 1.50 0.19 2.39 8.74 4.95 16.10 @ O [
GNGP3M150L 3 1.50 0.19 2.39 8.74 4.95 16.10 @ @) [
GNGP3062R 3 1.58 0.19 2.39 8.74 4.95 16.10 [
GNGP3062L 3 1.58 0.19 2.39 8.74 4.95 16.10 [
GNGP3070L 3 1.78 0.19 2.39 8.74 4.95 16.10 [
GNGP3078R 3 1.98 0.19 2.39 8.74 4.95 16.10 [ J
GNGP3078L 3 1.98 0.19 2.39 8.74 4.95 16.10 [ J
GNGP3M200R 3 2.00 0.19 2.39 8.74 4.95 16.10 @ O [ J
GNGP3M200L 3 2.00 0.19 2.39 8.74 4.95 16.10 [ J
GNGP3094R 3 2.39 0.19 3.81 8.74 4.95 16.10 (J
GNGP3094L 3 2.39 0.19 3.81 8.74 4.95 16.10 [ ]
GNGP3M250R 3 2.50 0.19 3.81 8.74 4.95 16.10 @ @) [ ]
GNGP3M250L 3 2.50 0.19 3.81 8.74 4.95 16.10 @ O [ ]
GNGP3M275R 3 2.75 0.19 3.81 8.74 4.95 16.10 [
GNGP3M300R 3 3.00 0.19 3.81 8.74 4.95 16.10 [ ]
GNGP3M300L 3 3.00 0.19 3.81 8.74 4.95 16.10 O
GNGP3125R 3 3.18 0.19 3.81 8.74 4.95 16.10 [
GNGP3125L 3 3.18 0.19 3.81 8.74 4.95 16.10 @)
GNGP3M350R 3 3.50 0.19 3.81 8.74 4.95 16.10 O
GNGP3M350L 3 3.50 0.19 3.81 8.74 4.95 16.10 @)
GNGP3189R 3 4.80 0.57 3.81 8.74 4.95 16.10 [
GNGP3189L 3 4.80 0.57 3.81 8.74 4.95 16.10 [
© Suitable tool holder. See P251-P253 @stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GN Series o

&

S

GNGDP
Precision Deep Grooving Insert (Positive Rake Angle) EE%

Dimensions Coated Cemented
Tinsat (mm) Carbide
Order No. ?f’?fac g § §
tions CW=0.025  RE CDX S Wi BN E | E| 2
G} G} G}
GNGDP2M150R 2 1.50 0.19 4.07 5.56 3.81 1092 @
GNGDP2M150L 2 1.50 0.19 4.07 5.56 381 1092 @
GNGDP2M200R 2 2.00 0.19 5.07 5.56 3.81 1092 @
GNGDP2M200L 2 2.00 0.19 5.07 5.56 381 1092 @
GNGDP2M250L 2 2.50 0.19 5.07 5.56 3.81 1092 @
GNGDP3062R 3 1.58 0.19 3.18 8.74 495 1820 @
GNGDP3062L 3 1.58 0.19 3.18 8.74 495 1820 @ O
GNGDP3M200L 3 2.00 0.19 4.09 8.74 495 1820 @
GNGDP3094R 3 2.39 0.19 6.35 8.74 495 1820 @ @)
GNGDP3094L 3 2.39 0.19 6.35 8.74 495 1820 @ O
GNGDP3M250R 3 2.50 0.19 6.35 8.74 495 1820 @ O
GNGDP3M250L 3 2.50 0.19 6.35 8.74 495 1820 @ @)
GNGDP3M300R 3 3.00 0.19 6.35 8.74 495 1820 @ [ ]
GNGDP3M300L 3 3.00 0.19 6.35 8.74 495 1820 @ [
GNGDP3125R 3 3.18 0.19 6.35 8.74 495 18.20 [
GNGDP3125L 3 3.18 0.19 6.35 8.74 495 18.20 [ J
GNGDP3189R 3 4.80 0.57 6.35 8.74 495 18.20 [
GNGDP3189L 3 4.80 0.57 6.35 8.74 495 18.20 [ ]
© Suitable tool holder. See P251-P253 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GN Series

GNR

Precision Profile Insert

Dimensions Coated Cement-
rEEr: (mm) ed Carbide

Order No. ?fﬁ’ce;_ < 9 é’

tions CW£0.025  RE CDX s w1 b E|E|2

U | W | v
GNR2MO50R 2 1.00 0.50 1.27 5.56 3.81 874 @ O
GNR2MO50L 2 1.00 0.50 1.27 5.56 3.81 874 @ ([ ]
GNR2MO75R 2 1.50 0.75 2.79 5.56 3.81 8.74 ([ ] ([ ]
GNR2MO75L 2 1.50 0.75 2.79 5.56 3.81 874 @ ([ ]
GNR2M100R 2 2.00 1.00 2.79 5.56 3.81 874 @ ([ ]
GNR2M100L 2 2.00 1.00 2.79 5.56 3.81 874 @ ([ ]
GNR2M125R 2 2.50 1.25 2.79 5.56 3.81 8.74 (@)
GNR3031L 3 1.58 0.79 2.39 8.74 4.95 16.10 @ ([ ]

GNR3M100R 3 2.00 1.00 2.39 8.74 4.95 16.10 @ [ ] O

GNR3M100L 3 2.00 1.00 2.39 8.74 4.95 16.10 @ [ ] [

GNR3M150R 3 3.00 1.50 3.81 8.74 4.95 16.10 @ [ ] [

GNR3M150L 3 3.00 1.50 3.81 8.74 4.95 16.10 @ [ ] [

GNR3047L 3 2.39 1.19 3.81 8.74 4.95 16.10 @ [ ] [

GNR3047R 3 2.39 1.19 3.81 8.74 4.95 16.10 @ [ ] [ J

GNR3062R 3 3.18 1.59 3.81 8.74 4.95 16.10 [
GNR3078L 3 3.96 1.98 3.81 8.74 4.95 16.10 @ [ ]

© Suitable tool holder. See P251-P253 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GST Series

GSTC-U

Parting Off Insert (Sharp Cutting Edge)

The diagram shows the right hand

Dimensions LI
(mm) Cemepted

Carbide
Order No. n 0
CW+0.02 CUTDIA RE W1 S D1 PSIRR E g
5 8

GSTC3R050N-U 0.50 5 0.03 3 8.7 5 0° ([ ] O
GSTC3LO50N-U 0.50 5 0.03 3 8.7 5 0° o (@)
GSTC3R070N-U 0.70 8 0.03 3 8.7 5 0° ( J [}
GSTC3LO70N-U 0.70 8 0.03 3 8.7 5 0° o (@)
GSTC3R100N-U 1.00 12 0.03 3 8.7 5 0° [ ] [ ]
GSTC3L100N-U 1.00 12 0.03 3 8.7 5 0° ([ ] ([ ]
GSTC3R125N-U 1.25 12 0.03 3 8.7 5 0° o [ ]
GSTC3L125N-U 1.25 12 0.03 3 8.7 5 0° ([ ] ([ ]
GSTC3R150N-U 1.50 12 0.03 3 8.7 5 0° ([ ] [ ]
GSTC3L150N-U 1.50 12 0.03 3 8.7 5 0° ([ ] (@)
GSTC3R200N-U 2.00 12 0.03 3 8.7 5 0° ([ ] [ ]
GSTC3L200N-U 2.00 12 0.03 B 8.7 5 0° o (@)
GSTC3R050R16-U 0.50 5 0.03 3 8.7 5 16° ([ ] (@)
GSTC3LO050R16-U 0.50 5 0.03 B 8.7 5 16° ([ ] (@)
GSTC3R070R16-U 0.70 8 0.03 3 8.7 5 16° o (@)
GSTC3L070R16-U 0.70 8 0.03 3 8.7 5 16° O O
GSTC3R100R16-U 1.00 12 0.03 3 8.7 5 16° ([ ] [ ]
GSTC3L100R16-U 1.00 12 0.03 3 8.7 5 16° ( J [ J
GSTC3R125R16-U 1.25 12 0.03 3 8.7 5 16° O [}
GSTC3L125R16-U 1.25 12 0.03 3 8.7 5 16° O O
GSTC3R150R16-U 1.50 12 0.03 3 8.7 5 16° (] O
GSTC3L150R16-U 1.50 12 0.03 3 8.7 5 16° ([ ] (@)
GSTC3R200R16-U 2.00 12 0.03 3 8.7 5 16° [ ] [ ]
GSTC3L200R16-U 2.00 12 0.03 3 8.7 5 16° ([ ] (@)

© Suitable tool holder. See P254-P255 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GST Series

GSTC-U

Parting Off Insert (Sharp Cutting Edge)

The diagram shows the right hand

Dimensions Coaliod
Cemented

(i) Carbide
Order No. o "
= ~
CW+0.02 CUTDIA RE W1 S D1 PSIRR ~ ~
= =
< <
U @
GSTC4R150N-U 1.50 16 0.05 4 9.5 5 0° [} [
GSTC4L150N-U 1.50 16 0.05 4 9.5 5 0° [ J O
GSTC4R200N-U 2.00 16 0.05 4 9.5 5 0° O [
GSTC4L200N-U 2.00 16 0.05 4 9.5 5 0° O O
GSTC4R150R16-U 1.50 16 0.05 4 9.5 5 16° [ J O
GSTC4L150R16-U 1.50 16 0.05 4 9.5 5 16° [ J [
GSTC4R200R16-U 2.00 16 0.05 4 9.5 5 16° [} O
GSTC4L200R16-U 2.00 16 0.05 4 9.5 5 16° [} O

© Suitable tool holder. See P254-P255 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GST Series

GSTC-T

Parting Off Insert (Enhanced Cutting Edge)

The diagram shows the right hand

Dimensions Cecr?1aet:ged
(mm) Carbide
Order No. ) =
CW+0.02 CUTDIA RE Wi1 S D1 PSIRR E E
(] (U]
GSTC3R100N-T 1.00 12 0.08 3 8.7 5 0° [ ] [
GSTC3L100N-T 1.00 12 0.08 3 8.7 5 0° [ ] [
GSTC3R150N-T 1.50 12 0.08 3 8.7 5 0° [ ] O
GSTC3L150N-T 1.50 12 0.08 3 8.7 5 0° @) [
GSTC3R200N-T 2.00 12 0.08 3 8.7 5 0° [ ] O
GSTC3L200N-T 2.00 12 0.08 3 8.7 5 0° @) O
GSTC3R100R16-T 1.00 12 0.08 3 8.7 5 16° [ ] [
GSTC3L100R16-T 1.00 12 0.08 3 8.7 5 16° @) [
GSTC3R150R16-T 1.50 12 0.08 3 8.7 5 16° [ ] [
GSTC3L150R16-T 1.50 12 0.08 3 8.7 5 16° @) O
GSTC3R200R16-T 2.00 12 0.08 3 8.7 5 16° [ ] O
GSTC3L200R16-T 2.00 12 0.08 3 8.7 5 16° @) O
GSTC4R150N-T 1.50 16 0.08 4 9.5 5 0° [ ] O
GSTCAL150N-T 1.50 16 0.08 4 9.5 5 0° @) O
GSTC4R200N-T 2.00 16 0.08 4 9.5 5 0° O O
GSTC4L200N-T 2.00 16 0.08 4 9.5 5 0° O (@)
GSTC4R150R16-T 1.50 16 0.08 4 9.5 5 16° [ ] O
GSTC4L150R16-T 1.50 16 0.08 4 9.5 5 16° [ ] O
GSTC4R200R16-T 2.00 16 0.08 4 9.5 5 16° @) [
GSTC4L200R16-T 2.00 16 0.08 4 9.5 5 16° @) O
© Suitable tool holder. See P254-P255 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GST Series

GSTC-N

Parting Off Insert (Geometry-free Sharp Tip)

The diagram shows the right hand

Dimensions Cgr%aetrftid
(mm) Carbide
Order No. 0 0
CW=0.02 CUTDIA RE W1 S D1 PSIRR E E
(U] (]
GSTC3RO50N-N 0.50 5 0 3 8.7 5 0° @) (@)
GSTC3LO50N-N 0.50 5 0 3 8.7 5 0° @) (@)
GSTC3R070N-N 0.70 8 0 3 8.7 5 0° O ©)
GSTC3LO70N-N 0.70 8 0 3 8.7 5 0° [ ([ ]
GSTC3R100N-N 1.00 12 0 3 8.7 5 0° O ([ ]
GSTC3L100N-N 1.00 12 0 3 8.7 5 0° [ J (@)
GSTC3R150N-N 1.50 12 0 3 8.7 5 0° O (@)
GSTC3L150N-N 1.50 12 0 3 8.7 5 0° O (@)
GSTC3R200N-N 2.00 12 0 3 8.7 5 0° O (@)
GSTC3L200N-N 2.00 12 0 3 8.7 5 0° O (@)
GSTC3R050R20-N 0.50 5 0 3 8.7 5 20° O (@)
GSTC3LO050R20-N 0.50 5 0 3 8.7 5 20° O (@)
GSTC3R070R20-N 0.70 8 0 3 8.7 5 20° O (@)
GSTC3L070R20-N 0.70 8 0 3 8.7 5 20° O (@)
GSTC3R100R20-N 1.00 12 0 3 8.7 5 20° O (@)
GSTC3L100R20-N 1.00 12 0 3 8.7 5 20° O (@)
GSTC3R150R20-N 1.50 12 0 3 8.7 5 20° O (@)
GSTC3L150R20-N 1.50 12 0 3 8.7 5 20° O ([ ]
GSTC3R200R20-N 2.00 12 0 3 8.7 5 20° O O
GSTC3L200R20-N 2.00 12 0 3 8.7 5 20° @) (@)
© Suitable tool holder. See P254-P255 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GST Series

GSTC-N

Parting Off Insert (Geometry-free Sharp Tip)

The diagram shows the right hand

Dimensions Conlizd
Cemented

(mm) Carbide
Order No. n n
— N
CW+0.02 CUTDIA RE W1 S D1 PSIRR ~ ~
= =
< <
O O
GSTC4R150N-N 1.50 16 0 4 9.5 5 0° @) O
GSTC4L150N-N 1.50 16 0 4 9.5 5 0° @) O
GSTC4R200N-N 2.00 16 0 4 9.5 5 0° O O
GSTC4L200N-N 2.00 16 0 4 9.5 5 0° O [
GSTC4R150R20-N 1.50 16 0 4 9.5 5 20° @) O
GSTC4L150R20-N 1.50 16 0 4 9.5 5 20° @) @)
GSTC4R200R20-N 2.00 16 0 4 9.5 5 20° O O
GSTC4L200R20-N 2.00 16 0 4 9.5 5 20° @) O

© Suitable tool holder. See P254-P255 @Stock OAvailable Upon Order
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Parting Off and Grooving Inserts-GST Series

GSTS-U

Parting Off Insert-used for Sub-spindle (Sharp Cutting Edge)

The diagram shows the right hand

Dimensions Cgr%aetrftid
(mm) Carbide

Order No. o "
CW=0.02 CUTDIA RE W1 S D1 PSIRR E E
5 3
GSTSA2R100N-U 1.00 6 0.05 2.2 8.7 4.4 0° @) (@)
GSTSA2L100N-U 1.00 6 0.05 2.2 8.7 4.4 0° [ ([ ]
GSTSA2R150N-U 1.50 9 0.05 2.2 8.7 4.4 0° O ([ ]
GSTSA2L150N-U 1.50 9 0.05 2.2 8.7 4.4 0° [ (@)
GSTSA2R200N-U 2.00 12 0.05 2.2 8.7 4.4 0° O @)
GSTSA2L200N-U 2.00 12 0.05 2.2 8.7 4.4 0° O (@)
GSTSB2R150N-U 1.50 14 0.05 2.2 9.5 4.4 0° [ (@)
GSTSB2L150N-U 1.50 14 0.05 2.2 9.5 4.4 0° O (@)
GSTSB2R200N-U 2.00 16 0.05 2.2 9.5 4.4 0° O (@)
GSTSB2L200N-U 2.00 16 0.05 2.2 9.5 4.4 0° O (@)

© Suitable tool holder. See P256 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GT Series

External Diameter Tool Holder

> R 7|

{216 :
The diagram shows the right hand = LF
Tool Dimensions (mm) Screw Wrench Recom- In Stock
Order No Apron ngd_ Weight
’ Code (KG)
SSC H=HF B CDX LF LH WEF ﬁ? f Torque R L
(NM)
GTER/L1616H-B08 16 16 8 100 29 17 SCAMO050160H TH40LH 3.0 0.38 ([ ] ®
GTER/L1616H-B15 16 16 15 100 365 17 SCAMO50160H TH40LH 35 0.18 ([ ] (]
GTER/L2020K-B08 20 20 8 125 29 21 SCAMO050200H TH40LH 3.0 0.38 ([ ] (]
GTER/L2020K-B15 ° 20 20 15 125 365 21  SCAMO50200H TH40LH 35 0.36 ([ ] (]
GTER/L2525M-B08 25 25 8 150 29 26 SCAM060200H TH50LH 4.5 0.70 ([ ] (]
GTER/L2525M-B15 25 25 15 150 36.5 26 SCAMO060200H TH50LH 4.5 0.67 ([ ] (]
GTER/L1616H-C08 16 16 8 100 29 17  SCAMO050160H TH40LH 3.0 0.38 ([ ] (]
GTER/L1616H-C15 16 16 15 100 365 17 SCAMO50160H TH40LH 4.0 0.18 ([ ] (]
GTER/L2020K-C08 20 20 8 125 29 21 SCAMO050200H TH40LH 4.0 0.36 ([ ] (]
GTER/L2020K-C15 C 20 20 15 125 365 21 SCAMO050200H TH40LH 3.0 0.38 ([ ] (]
GTER/L2020K-C17 20 20 17 125 448 21  SCAMO050200H TH40LH 4.0 0.37 ([ ] (]
GTER/L2525M-C08 25 25 8 150 29 26 SCAM060200H THS50LH 4.5 0.71 ([ ] (]
GTER/L2525M-C15 25 25 15 150 365 26 SCAMO060200H TH50LH 4.5 0.68 ([ ] (]
GTER/L1616H-D10 16 16 10 100 32 17  SCAMO050160H TH40LH 3.0 0.37 [ ] ([ ]
GTER/L1616H-D20 16 16 20 100 44.8 17  SCAMO50160H TH40LH 4.0 0.18 [ ] ([ ]
GTER/L2020K-D10 20 20 10 125 32 21 SCAMO50200H  TH40LH 3.0 0.37 [ ] ([ ]
GTER/L2020K-D20 20 20 20 125 448 21 SCAMO050200H  TH40LH 4.0 0.35 [ ] ([ ]
GTER/L2525M-D10 P 25 25 10 150 32 26 SCAM060200H TH50LH 4.5 0.70 [ ] [ ]
GTER/L2525M-D20 25 25 20 150 448 26 SCAMO060200H TH50LH 4.5 0.66 ([ ] (]
GTER/L3225P-D20 32 25 20 170 448 26 SCAMO060200H TH50LH 4.5 0.96 ([ ] O
GTER/L3232P-D20 32 32 20 170 448 33 SCAMO060200H TH50LH 4.5 1.23 ([ ] (]
GTER/L1616H-E10 16 16 10 100 32 17  SCAMO050160H TH40LH 4.0 0.18 ([ ] (]
GTER/L1616H-E20 E 16 16 20 100 448 17 SCAMO50160H TH40LH 3.5 0.37 ([ ] (]
GTER/L2020K-E10 20 20 10 125 32 21 SCAMO050200H TH40LH 3.5 0.38 ([ ] (]
Notes: SCAM040160H representative M4X16 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GT Series

External Diameter Tool Holder

~ Ran ;

\

The diagram shows the right hand = LF
Tool Dimensions (mm) Screw Wrench Recom- In Stock
Order No Apron m:gd— Weight
’ Code (KG)
SSC H=HF B CDX LF LH WEF ﬁ? f Torque R L
(NM)
GTER/L2020K-E20 20 20 20 125 448 21 SCAMO050200H  TH40LH 4.0 0.35 [ ] ([ ]
GTER/L2525M-E10 25 25 10 150 32 26 SCAM060200H  TH50LH 4.0 0.70 ([ ] (]
GTER/L2525M-E20 25 25 20 150 448 26 SCAMO060200H TH50LH 4.5 0.65 ([ ] (]
GTER/L3225P-E10 E 32 25 10 170 32 26 SCAM060200H TH50LH 4.5 1.22 o O
GTER/L3225P-E20 32 25 20 170 448 26 SCAMO060200H TH50LH 4.0 1.31 o O
GTER/L3232P-E10 32 32 10 170 32 33  SCAM060200H TH50LH 4.0 1.00 ([ ] O
GTER/L3232P-E20 32 32 20 170 448 33 SCAMO060200H TH50LH 4.5 0.95 ([ ] (]
GTER/L1616H-F13 16 16 13 100 36.5 17 SCAMO50160H TH40LH 4.0 0.19 e o
GTER/L1616H-F25 16 16 25 100 47 17  SCAMO050160H TH40LH 4.5 0.17 o O
GTER/L2020K-F13 20 20 13 125 36,5 21  SCAMO050200H TH40LH 4.0 0.37 e o
GTER/L2020K-F25 20 20 25 125 47 21 SCAMO050200H TH40LH 4.5 0.33 e o
GTER/L2525M-F13 25 25 13 150 36.5 26 SCAMO060200H THS50LH 4.0 0.67 e o
GTER/L2525M-F20  F 25 25 20 150 448 26 SCAMO060200H TH50LH 4.5 0.65 o O
GTER/L2525M-F25 25 25 25 150 47 26 SCAM060200H TH50LH 4.5 0.65 e o
GTER/L3225P-F13 32 25 13 170 36.5 26 SCAM060200H TH50LH 4.5 1.17 @) O
GTER/L3225P-F25 32 25 25 170 47 26 SCAM060200H THS50LH 4.0 1.28 o O
GTER/L3232P-F13 32 32 13 170 36.5 33 SCAMO060200H TH50LH 4.0 0.99 e o
GTER/L3232P-F25 32 32 25 170 47 33 SCAM060200H THS50LH 4.5 0.92 e o
GTER/L2020K-G13 20 20 13 125 365 21  SCAMO050200H TH40LH 4.5 0.37 ([ ] (]
GTER/L2020K-G22 20 20 22 125 448 21  SCAMO050200H TH40LH 4.5 0.35 [ ] (]
GTER/L2525M-G13 25 25 13 150 36.5 26 SCAMO060200H TH50LH 4.5 0.70 ([ ] (]
GTER/L2525M-G22 ¢ 25 25 22 150 44 26 SCAMO060200H TH50LH 4.5 0.64 ([ ] (]
GTER/L2525M-G25 25 25 25 150 47 26 SCAMO060200H TH50LH 4.5 0.63 [ J [ ]
GTER/L2525M-G32 25 25 32 150 54.8 26 SCAMO060200H TH50LH 4.5 0.13 [ J [ ]
Notes: SCAM060200H representative M6X20 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GT Series

External Diameter Tool Holder

> R 7|

{216 :
The diagram shows the right hand = LF
Tool Dimensions (mm) Screw Wrench Recom- In Stock
Order No Ao m:gd— Weight
’ Code (KG)
SSC H=HF B CDX LF LH WEF ﬁ? f Torque R L
(NM)
GTER/L3225P-G13 32 25 13 170 365 26 SCAMO060200H TH50LH 4.5 1.00 ([ ] O
GTER/L3225P-G32 32 25 32 170 548 26 SCAMO060200H TH50LH 4.5 0.91 ([ ] O
GTER/L3232P-G13 G 32 32 13 170 36.5 33 SCAMO060200H TH50LH 4.5 1.29 ([ ] (]
GTER/L3232P-G25 32 32 25 170 47 33  SCAM060200H TH50LH 4.5 1.20 ([ ] (]
GTER/L3232P-G32 32 32 32 170 548 33 SCAMO060200H TH50LH 4.5 1.16 ([ ] (]
GTER/L2525M-H16 25 25 16 150 44.8 26 SCAM060200H THS50LH 4.5 0.68 ([ ] (]
GTER/L2525M-H25 25 25 25 150 47 26 SCAM060200H TH50LH 4.5 0.64 ([ ] (]
GTER/L2525M-H32 25 25 32 150 548 26 SCAMO060200H TH50LH 4.5 0.61 ([ ] (]
GTER/L3225P-H16 32 25 16 170 448 26 SCAM060200H THS50LH 4.5 1.00 ([ ] O
GTER/L3225P-H32 " 32 25 32 170 548 26 SCAMO060200H TH50LH 4.5 0.91 ([ ] O
GTER/L3232P-H16 32 32 16 170 448 33 SCAMO060200H THS50LH 4.5 1.28 ([ ] (]
GTER/L3232P-H25 32 32 25 170 47 33  SCAM060200H THS50LH 4.5 1.20 ([ ] (]
GTER/L3232P-H32 32 32 32 170 548 33 SCAMO060200H THS50LH 4.5 1.15 ([ ] (]
GTER/L2525M-]16 25 25 16 150 44.8 26  SCAM080260H TH60LH 7.0 0.68 [ ] ([ ]
GTER/L2525M-J24 25 25 24 150 548 26 SCAMO080260H TH60LH 7.0 0.66 ([ ] (]
GTER/L2525M-J40 25 25 40 150 62.8 26  SCAMO080260H TH60LH 7.0 0.60 [ ] (]
GTER/L3232P-)24 J 32 32 24 170 54.8 33 SCAMO080260H TH6OLH 7.0 1.16 [ ] ([ ]
GTER/L3232P-)32 32 32 32 170 54.8 33 SCAMO080260H TH6OLH 7.0 1.23 [ ] [ ]
GTER/L3232P-J40 32 32 40 170 62.8 33 SCAMO080260H TH60LH 7.0 1.12 ([ ] (]
Notes: SCAM060200H representative M6X20 @Stock OAvailable Upon Order

236 _ GESAC



Parting Off and Grooving Tools | TURNING TOOLS

Parting Off and Grooving Tool Holders-GT Series

External Diameter Tool Holder
Dedicated for Automatic Lathe

d m— L

The diagram shows the right hand

Tal Dimensions (mm) Screw Wrench Recom- In Stock
Order No AT m:gd— Weight
’ Code 4 (KG)

SSC H=HF B CDX CUTDIA LF LH WF ? /Q T?I\r,%e R L
GTER/L1212F-BD16-S 12 12 8 16 85 19.5 12.45 SI60M040160-05718H TT15PH 3.0 009 @ @
GTER/L1212)X-BD16-S 12 12 8 16 120 19.5 12.45 SI60M040160-05718H TT15PH 3.0 013 @ @
GTER/L1212F-BD24-S B 12 12 12 24 85 19.5 12.15 SI60M040160-05718H TT15PH 3.0 009 @ @
GTER/L1212)X-BD24-S 12 12 12 24 120 19.5 12.15 SI6OMO040160-05718H TT15PH 3.0 013 @ @
GTER/L1616)X-BD16-S 16 16 8 16 120 19.5 11.90 SI6OMO040160-05718H TT15PH 3.0 024 @ @
GTER/L1010F-CD24-S 10 10 12 24 85 19.5 10.20 SI6OM040160-05718H TT15PH 3.0 006 © @
GTER/L1212F-CD24-S 12 12 12 24 85 19.5 12.20 SI6OM040160-05718H TT15PH 3.0 009 e @
GTER/L1212)X-CD24-S 12 12 12 24 120 19.5 12.20 SI6OMO040160-05718H TT15PH 3.0 013 @ @
GTER/L1616)X-CD16-S  C 16 16 8 16 120 24.5 16.00 SI6OMO040160-05718H TT15PH 3.0 022 @ @
GTER/L1616)X-CD24-S 16 16 12 24 120 24.5 16.00 SI6OMO040160-05718H TT15PH 3.0 022 © @
GTER/L1616)X-CD32-S 16 16 16 32 120 24.5 16.20 SI6OMO040160-05718H TT15PH 3.0 021 ® @
GTER/L2020K-CD34-S 20 20 17 34 125 32.5 20.20 SCAMO050160H” TH40LH® 4.0 036 O @
GTER/L1212F-DD24-S 12 12 12 24 85 19.5 12.25 SI60M040160-05718H TT15PH 3.0 013 O O
GTER/L1212JX-DD24-S D 12 12 12 24 120 19.5 12.25 SI60M040160-05718H TT15PH 3.0 013 @ @
GTER/L1616)X-DD32-S 16 16 16 32 120 24.5 16.25 SI6OMO040160-05718H TT15PH 3.0 022 @ @
GTER/L1212)X-ED24-S 12 12 12 24 120 19.5 12.30 SI6OMO040160-05718H TT15PH 3.0 013 @ @
GTER/L1616)X-ED16-S 16 16 8 16 120 24.5 16.30 SI6OMO040160-05718H TT15PH 3.0 022 @@ @
GTER/L1616)X-ED32-S 16 16 16 32 120 24.5 16.30 SI6OMO040160-05718H TT15PH 3.0 022 @ @
GTER/L1616)X-ED34-S E 16 16 17 34 120 24.5 16.30 SI6OM040160-05718H TT15PH 3.0 022 @ @
GTER/L1616)X-ED38-S 16 16 19 38 120 29 16.30 SI6OMO040160-05718H TT15PH 3.0 022 O O
GTER/L2012)X-ED42-S 20 12 21 42 120 31 16.30 SI6OMO050160-07214H TT20PH 3.5 020 O O
GTER/L2020)X-ED42-S 20 20 21 42 120 31 12.30 SI6OMO050160-07214H TT20PH 3.5 020 @ ©
Notes: SI6OM040160* representative M4X16 @Stock OAvailable Upon Order

(D Hex socket screw @ L-wrench
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Parting Off and Grooving Tool Holders-GT Series

Face Holder-linear

DAXINDAXX w ES
2\ o
NS 4 o Ji m
The diagram shows the right hand ™ LH LE
Tool Dimensions (mm) Screw Wrench RaEei- In Stock
Order No. ACF:)ré’: rprqudueed V\ﬁz(lg)ht

SSC H=HF B CDX DAXIN DAXX LF LH WF i? f (NM) R L
GTFR/L2020K-E12-D38 20 20 12 38 48 125 32 21 SCAMO050200H  TH40LH 4.0 038 @ [ ]
GTFR/L2020K-E12-D42 20 20 12 42 60 125 32 21 SCAMO50200H  TH40LH 4.0 038 @ [ ]
GTFR/L2020K-E12-D54 20 20 12 54 75 125 32 21 SCAMO050200H  TH40LH 4.0 038 @ [ ]
GTFR/L2020K-E12-D67 20 20 12 67 100 125 32 21 SCAMO50200H  TH40LH 4.5 038 O (@)
GTFR/L2020K-E12-D90 20 20 12 90 130 125 32 21 SCAMO050200H  TH40LH 4.5 038 @ (@)
GTFR/L2020K-E12-D130 20 20 12 130 300 125 32 21 SCAMO050200H  TH40LH 4.5 037 O (@)
GTFR/L2525M-E18-D38 i 25 25 18 38 48 150 40 26 SCAM060200H  TH50LH 5.0 068 @ [ ]
GTFR/L2525M-E18-D42 25 25 18 42 60 150 40 26 SCAMO060200H  TH50LH 5.0 068 @ [ ]
GTFR/L2525M-E18-D54 25 25 18 54 75 150 40 26 SCAMO060200H  TH50LH 5.0 068 @ [ ]
GTFR/L2525M-E18-D67 25 25 18 67 100 150 40 26 SCAMO060200H  TH50LH 5.0 068 @ [ ]
GTFR/L2525M-E18-D90 25 25 18 90 130 150 40 26 SCAMO060200H  TH50LH 5.0 067 @ [ ]
GTFR/L2525M-E18-D130 25 25 18 130 300 150 40 26 SCAMO060200H  TH50LH 5.0 067 @ [ ]
GTFR/L2020K-F12-D40 20 20 12 40 60 125 34 21 SCAMO050200H  TH40LH 4.5 039 @ [ ]
GTFR/L2020K-F12-D52 20 20 12 52 72 125 34 21 SCAMO50200H  TH40LH 4.5 038 @ [ ]
GTFR/L2020K-F12-D64 20 20 12 64 100 125 34 21 SCAMO050200H TH40LH 4.5 038 O (@)
GTFR/L2020K-F12-D92 20 20 12 92 140 125 34 21 SCAMO050200H  TH40LH 4.5 038 O @)
GTFR/L2020K-F12-D132 20 20 12 132 230 125 34 21 SCAMO050200H TH40LH 5.0 038 O @)
GTFR/L2020K-F12-D220 20 20 12 220 500 125 34 21 SCAMO50200H  TH40LH 5.0 038 O O
GTFR/L2525M-F12-D40 7 25 25 12 40 60 150 34 26 SCAMO060200H  TH50LH 5.5 0.71 [ [ ]
GTFR/L2525M-F12-D52 25 25 12 52 72 150 34 26 SCAMO060200H  TH50LH 5.5 070 @ [ ]
GTFR/L2525M-F12-D64 25 25 12 64 100 150 34 26 SCAMO060200H  TH50LH 5.5 070 @ [
GTFR/L2525M-F12-D92 25 25 12 92 140 150 34 26 SCAMO060200H  THS50LH 5.5 070 @ [ ]
GTFR/L2525M-F12-D132 25 25 12 132 230 150 34 26 SCAMO060200H  THS50LH 5.5 070 @ [
GTFR/L2525M-F12-D220 25 25 12 220 500 150 34 26 SCAMO060200H  TH50LH 5.5 069 @ [
GTFR/L2525M-F12-D300 25 25 12 300 1100 150 34 26 SCAMO060200H  THS50LH 5.5 069 @ [
Notes: SCAM060200H representative M6X20 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GT Series

Face Holder-linear

DAX IN w e
DAXX

The diagram shows the right hand LH LE
ol Dimensions (mm) Screw Wrench PEEsi- In Stock
orderno. 2o et g

SSC H=HF B CDX DIAI\\IX- DAXX LF LH WF ﬁ f (NM) R L
GTFR/L2525M-G12-D40 25 25 12 40 70 150 34 26 SCAMO060200H  TH50LH 5.5 0.71 [ ] [
GTFR/L2525M-G12-D60 25 25 12 60 95 150 34 26 SCAMO060200H  TH50LH 5.5 0.71 ([ ] [
GTFR/L2525M-G12-D85 G 25 25 12 8 130 150 34 26 SCAMO060200H  TH50LH 5.5 070 @ [ J
GTFR/L2525M-G12-D120 25 25 12 120 180 150 34 26 SCAMO060200H  TH50LH 5.5 070 @ [ J
GTFR/L2525M-G12-D175 25 25 12 175 500 150 34 26 SCAMO060200H  TH50LH 5.5 070 @ [
GTFR/L2525M-H12-D40 25 25 12 40 70 150 35 26 SCAMO060200H  TH50LH 5.5 0.71 [ ] [ J
GTFR/L2525M-H12-D58 25 25 12 58 100 150 35 26 SCAMO060200H  TH50LH 5.5 0.71 [ ] [ J
GTFR/L2525M-H12-D88 . 25 25 12 88 180 150 35 26 SCAMO060200H  TH50LH 6.0 070 @ [
GTFR/L2525M-H12-D168 25 25 12 168 400 150 35 26 SCAMO060200H  TH50LH 6.0 070 @ [ J
GTFR/L2525M-J15-D75 25 25 15 75 115 150 39 26 SCAMO080260H  TH60LH 7.0 070 @ [
GTFR/L2525M-J15-D110 25 25 15 110 150 150 39 26 SCAMO080260H TH60LH 7.0 070 @ [
GTFR/L2525M-J15-D140 25 25 15 140 1100 150 39 26 SCAMO080260H TH60LH 7.0 069 @ [ J
GTFR/L2525M-J24-D50 25 25 24 50 80 150 55 26 SCAMO080260H  TH60LH 7.0 069 @ [ J
GTFR/L2525M-J24-D75 J 25 25 24 75 115 150 55 26 SCAMO080260H  TH60LH 7.0 068 @ [ J
GTFR/L2525M-J24-D110 25 25 24 110 150 150 55 26 SCAMO080260H  TH60LH 7.0 068 @ [ ]
GTFR/L2525M-J24-D140 25 25 24 140 1100 150 55 26 SCAMO080260H  TH60LH 7.0 067 @ [ J
GTFR/L3225P-J24-D110 32 25 24 110 150 170 55 26 SCAMO080260H  TH60LH 7.0 098 O O
GTFR/L3225P-J24-D140 32 25 24 140 540 170 55 26 SCAMO080260H  TH60LH 7.0 124 @ O
Notes: SCAM060200H representative M6X20 @sStock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GT Series

Face Holder-vertical

WF

@A)
@
5O

-
==

The diagram shows the right hand LF

Dimensions (mm) Screw Wrench In Stock

Tool Recom-
Apron mended Weight

Code Torque (KG)
SSC H=HF B CDX DAXIN DAXX LF LH WF i? f (Nm) R L

Order No.

GTFPR/L2525M-E09-D70 25 25 9 70 100 150 24 35.5 SCAMO060200H TH50LH 5.5 078 @ O
GTFPR/L2525M-E09-D110 i 25 25 9 110 170 150 24 35.5 SCAMO060200H TH50LH 5.5 078 @ @
GTFPR/L2525M-F12-D40 25 25 12 40 60 150 24 38.5 SCAM060200H TH50LH 5.5 077 ®© @
GTFPR/L2525M-F12-D52 25 25 12 52 72 150 24 38.5 SCAMO060200H TH50LH 5.5 077 ®© @
GTFPR/L2525M-F12-D64 25 25 12 64 100 150 24 38.5 SCAMO060200H TH50LH 5.5 077 ®© @
GTFPR/L2525M-F12-D92 F 25 25 12 92 140 150 24 38.5 SCAMO060200H TH50LH 5.5 077 ®© @
GTFPR/L2525M-F12-D132 25 25 12 132 230 150 24 38.5 SCAMO060200H TH50LH 5.5 076 @ O
GTFPR/L2525M-F12-D220 25 25 12 220 500 150 24 38.5 SCAMO060200H TH50LH 5.5 076 @ O
GTFPR/L2525M-F12-D300 25 25 12 300 1100 150 24 38.5 SCAMO060200H TH50LH 5.5 076 @ O
GTFPR/L2525M-G15-D70 25 25 15 70 100 150 24 41.5 SCAM060200H TH50LH 5.5 079 @ O
GTFPR/L2525M-G15-D110 ¢ 25 25 15 110 170 150 24 41.5 SCAM060200H TH50LH 5.5 078 @ @)
GTFPR/L2525M-H18-D168 H 25 25 18 168 400 150 32 44.5 SCAMO060200H TH50LH 6.0 078 @ O
GTFPR/L2525M-J20-D50 25 25 20 50 80 150 32 46.5 SCAMO080260H TH60LH 7.0 079 @ O
GTFPR/L2525M-J20-D75 25 25 20 75 115 150 32 46.5 SCAMO080260H TH60LH 7.0 078 @ O
GTFPR/L2525M-J20-D110 25 25 20 110 150 150 32 46.5 SCAMO080260H TH60LH 7.0 078 @ O
GTFPR/L2525M-J20-D140 J 25 25 20 140 630 150 32 46.5 SCAMO080260H TH60LH 7.0 076 @ O
GTFPR/L3225P-J20-D110 32 25 20 110 150 170 32 46.5 SCAMO080260H TH60LH 7.0 112 @ O
GTFPR/L3225P-J20-D140 32 25 20 140 630 170 32 46.5 SCAM080260H TH60LH 7.0 110 @ O
Notes: SCAM060200H representative M6X20 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GT Series

Tool Holder with Internal Hole

___ DMIN
= ] {
=4 e e [}
\ ) /
H S
/JlCONMS
I ] J
O - — - — - =
The diagram shows the right hand ";"l b " | ,W
1 = H
LH 8
LF
Tool Dimensions (mm) Screw Wrench REEeiii- In Stock
Apron mended Weight

Order No.

Code Torque (KG)
SSC DMIN DCON,s CDX WF LF LH H i? /\ (NM) R L

GTIR/L3220Q-B05 B 32 20 5 150 180 30 19 SI60M040140-05718H” TT15PH? 3.5 037 @ @
GTIR/L3220Q-C06 32 20 6 16.0 180 30 19 SI60MO040140-05718H" TT15PH® 3.5 037 @ @
GTIR/L3225R-C06  C 32 25 6 185 200 35 24 SCAM040160H TH30LH 3.5 065 © @
GTIR/L4032S-C09 40 32 9 25.0 250 45 31 SCAMO040160H TH30LH 4.0 140 @ @
GTIR/L3220Q-E06 32 20 6 160 180 30 19 SI60M040140-05718H” TT15PH® 4.0 037 @ @
GTIR/L3225R-E09 32 25 9 215 200 35 24 SCAM050160H TH40LH 45 064 @ @
GTIR/L4032S-E09 ; 40 32 9 25.0 250 45 31 SCAM050160H TH40LH 45 140 @ @
GTIR/L5040T-E12 50 40 12 320 300 55 39 SCAM050200H TH40LH 45 261 @ @
GTIR/L3225R-F09 32 25 9 215 200 35 24 SCAMO050160H TH40LH 4.5 063 © @
GTIR/L4032S-F10 40 32 10 26.0 250 45 31 SCAMO060160H TH50LH 5.0 139 @ @
GTIR/L5040T-F12 F 50 40 12 320 300 55 39 SCAM060200H TH50LH 5.0 261 @ @
GTIR/L6050U-F13 60 50 13 38.0 350 65 49 SCAMO060250H TH50LH 5.0 493 @ @
GTIR/L3225R-G09 32 25 9 215 200 35 24 SCAMO050160H TH40LH 4.5 064 @ @
GTIR/L4032S-G11 40 32 11 27.0 250 45 31 SCAMO060160H TH50LH 5.0 1383 @ @
GTIR/L5040T-G12 ¢ 50 40 12 320 300 55 39 SCAM060200H TH50LH 5.5 261 @ @
GTIR/L6050U-G13 60 50 13 380 350 65 49 SCAM060250H TH50LH 5.5 493 @ @
GTIR/L5040T-H12 50 40 12 320 300 55 39 SCAM060200H TH50LH 5.5 261 @ @
GTIR/L6050U-H13 ; 60 50 13 38.0 350 65 49 SCAM060250H TH50LH 5.5 493 @ @
Notes: SCAM040160H representative M4X16 @sStock OAvailable Upon Order

(@ Torx screw (@ Flag-shaped wrench
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Parting Off and Grooving Tool Holders-GT Series

External Diameter Tool Holder-high-pressure Internal Cooling

g : u . [

_Gi/e | W6 /e
oo -

e LH LF -

HF

WF

The diagram shows the right hand

Tool Dimensions (mm) Screw Wrench Recom- In Stock
Order No AEITE) ngd Weight
: Code (KG)
SSC H=HF B CDX LF LH WF Torque R L
- (NM)
GTER/L2020K-E20-C . 20 20 20 125 44.8 21  SCAMO050200H TH40LH 4.0 0.32 [ ] [ ]
GTER/L2525M-E20-C 25 25 20 150 44.8 26 SCAMO060200H TH50LH 4.5 0.61 ° o
GTER/L2525M-F25-C  F 25 25 25 150 47 26  SCAM060200H TH50LH 4.5 0.59 (] (]
GTER/L2525M-G25-C G 25 25 25 150 47 26 SCAM060200H TH50LH 4.5 0.59 ° [
GTER/L2525M-H25-C  H 25 25 25 150 47 26  SCAM060200H TH50LH 4.5 0.60 [ o
GTER/L3232P-J24-C J 32 32 24 170 548 33 SCAMO060200H TH50LH 7.0 1.19 (] [
Notes: SCAM060200H representative M6X20 @sStock OAvailable Upon Order

Recommended maximum cooling fluid pressure: 150bar
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Parting Off and Grooving Tool Holders-GT Series

External Diameter Tool Holder-high-pressure Internal Cooling
Dedicated for Automatic Lathe

The diagram shows the right hand

Tool Dimensions (mm) Screw Wrench Recom- In Stock
Apron mend- Weight
Order No. p ed 9
Code 4 (KG)
SSC u=vr B cox U F H o owr & Torque R L
- DIA / (NM)

GTER/L1212H-CD24-SC c 12 12 12 24 100 22.5 12.2 SI60M040160-05718H TT15PH 3.0 010 @ @
GTER/L1616H-CD32-SC 16 16 16 32 100 26.5 16.2 SI60M040160-05718H TT15PH 3.0 017 @ @
GTER/L1212H-ED24-SC . 12 12 12 24 100 22.5 12.3 SI60M040160-05718H TT15PH 3.0 010 © ©
GTER/L1616H-ED32-SC 16 16 16 32 100 26.5 16.3 SI60M040160-05718H TT15PH 3.0 017 @ @
Notes: SI6OM040160* representative M4X16 @stock OAvailable Upon Order

Recommended maximum cooling fluid pressure: 150bar
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Parting Off and Grooving Tool Holders-GK Series

External Diameter Tool Holder

o ”5

L H .
=

CDX f
s 716 .
LF .
The diagram shows the right hand
Dimensions (mm) Screw Wrench In Stock
e g

H=HF B CDX LF WF f f R L

GKER/L1616-2T14 16 16 14 100 17 SCAMO050200H TH40LH  0.20 ° °
GKER/L2020-2T14 20 20 14 125 21 GKD20... SCAMO050200H TH40LH 0.39 [} [ J
GKER/L2525-2T14 25 25 14 150 26 SCAMO060250H TH50LH 0.74 ([ [}
GKER/L1616-2.5T16 16 16 16 100 17 SCAMO050200H TH40LH 0.20 [} O
GKER/L2020-2.5T16 20 20 16 125 21 GKD25... SCAMO050200H TH40LH 0.39 ([ [}
GKER/L2525-2.5T16 25 25 16 150 26 SCAMO060250H TH50LH 0.74 [} [}
GKER/L1616-3T10 16 16 10 100 17 SCAMO050200H TH40LH 0.20 [ O
GKER/L1616-3T18 16 16 18 100 17 SCAMO050200H TH40LH 0.20 [} [}
GKER/L2020-3T10 20 20 10 125 21 SCAMO050200H TH40LH 0.39 ([ [}
GKER/L2020-3T18 20 20 18 125 21 SCAMO050200H TH40LH 0.39 [} [}
GKER/L2525-3T10 25 25 10 150 26 GKD30-- SCAMO060250H THS0LH 074 @ °
GKER/L2525-3T18 25 25 18 150 26 SCAM060250H TH50LH 0.74 [} [}
GKER/L3225-3T18 32 25 18 170 26 SCAMO060250H TH50LH 1.07 ° °
GKER/L3232-3T18 32 32 18 170 33 SCAMO060250H TH50LH 1.37 ([ [ J
GKER/L2020-4T10 20 20 10 125 21 SCAMO050200H TH40LH 0.39 [ ] [ J
GKER/L2020-4T18 20 20 18 125 21 SCAMO050200H TH40LH 0.39 [} [ J
GKER/L2525-4T10 25 25 10 150 26 SCAMO060250H TH50LH 0.74 ([ [}
GKER/L2525-4T18 25 25 18 150 26 GKDAD... SCAM060250H TH50LH 0.74 [} [ J
GKER/L3225-4T18 32 25 18 170 26 SCAMO060250H TH50LH 1.07 [ [}
GKER/L3232-4T18 32 32 18 170 33 SCAMO060250H TH50LH 1.37 [} [}
GKER/L2020-5T15 20 20 15 125 21 SCAMO050200H TH40LH 0.39 O O
GKER/L2020-5T23 20 20 23 125 21 SCAMO050200H TH40LH 0.39 [} [}
GKER/L2525-5T15 25 25 15 150 26 GBS0 SCAMO060250H THS0LH 074 @ °
GKER/L2525-5T23 25 25 23 150 26 SCAMO060250H TH50LH 0.74 [} [}

Notes: SCAM050200H representative M5X20 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GK Series

External Diameter Tool Holder

> M’_QC §

CDX _
e :
LF
The diagram shows the right hand
Dimensions (mm) Screw Wrench In Stock
Vetched e
H=HF B CDX LF WE i> f R L
GKER/L3225-5T23 32 25 23 170 26 SCAM060250H TH50LH 1.07 (] [ ]
GKER/L3232-5T15 32 32 15 170 33 GKD50... SCAM060250H TH50LH 1.37 (] ([ ]
GKER/L3232-5T23 32 32 23 170 33 SCAM060250H TH50LH 1.37 (] ([ ]
GKER/L2020-6T23 20 20 23 125 21 SCAM050200H TH40LH 0.39 (] (@)
GKER/L2525-6T15 25 25 15 150 26 SCAM060250H TH50LH 1.37 (] [ ]
GKER/L2525-6T23 25 | 25| 23 150 26 GKD60... SCAM060250H TH50LH 0.74 (] ([ ]
GKER/L3225-6T23 32 25 23 170 26 SCAM060250H TH50LH 1.07 (] [ ]
GKER/L3232-6T23 P 2| 23 170 33 SCAM050200H TH50LH 1.37 (] ([ ]
GKER/L2525-8T15 25 25 15 150 26.5 SCAM060250H TH50LH 0.74 O O
GKER/L2525-8T28 25 25 28 150 26.5 GKD80... SCAM060250H TH50LH 0.74 (] (@)
GKER/L3232-8T28 32 32 28 170 33.5 SCAM060250H TH50LH 1.37 (] ([ ]
Notes: SCAM060250H representative M6X25 @sStock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GK Series

Tool Holder with Internal Hole

_ DMIN

The diagram shows the right hand LH § 1

| LF -l
Dimensions (mm) Screw Wrench In Stock
Order No. Mlitsc::d V\/(T('g;’t
DMIN DCON,s CDX WF LF LH H ﬁ f R L
GKIR/L2016-2T04 20 16 4 12 125 35 15 SCAM040100H TH30LH 020 @ @
GKIR/L2520-2T05 25 20 5 145 150 45 18 GKD20.. SCAMO040160H TH30LH 037 © @
GKIR/L2925-2T05 29 25 5 17 200 45 23 SCAM050200H  TH40LH 077 @ @
GKIR/L2520-2.5T05 25 20 5 145 150 45 18 SCAM040160H  TH30LH 037 @ O
GKIR/L2925-2.5T05 29 25 5 17 200 45 23 CKD25-. SCAM050200H  TH40LH 077 @ @
GKIR/L2520-3T06 25 20 6 155 150 45 18 SCAM040160H  TH30LH 037 @ @
GKIR/L3125-3T06 31 25 6 185 200 45 23 GKD30.. SCAMO50200H TH40LH 077 © @
GKIR/L3732-3T06 37 32 6 215 250 65 30 SCAMO050200H  TH40LH 158 @ @
GKIR/L2520-4T06 25 20 6 155 150 45 18 SCAM040160H  TH30LH 037 @ @
GKIR/L3125-4T06 31 25 6 185 200 45 23 GKD40.. SCAMO50200H TH40LH 077 © @
GKIR/L3732-4T06 37 32 6 215 250 65 30 SCAMO050200H  TH40LH 158 @ @
GKIR/L3125-5T08 31 25 8 195 200 45 23 SCAM050200H  TH40LH 077 ® @
GKIR/L3732-5T08 37 32 8 215 250 65 30 GBS0 SCAMO050200H TH40LH 158 @ @
GKIR/L3125-6T08 31 25 8 195 200 45 23 SCAM050200H  TH40LH 077 @ O
GKIR/L3732-6T08 37 32 8 215 250 65 30 GKDOO-. SCAMO050200H TH40LH 158 @ @
GKIR/L3732-8T10 37 32 10 234 250 65 30 SCAMO050200H  TH40LH 158 O O
GKIR/L4540-8T10 45 40 10 272 300 70 37 GKDEO.. SCAMO050200H  TH40LH 296 O O
Notes: SCAM040100H representative M4X10 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GK Series

Face Holder-linear

DAXIN £
DAXX

4

&

: y
‘ {6 gl /
The diagram shows the right hand LF
Dimensions (mm) Screw Wrench In Stock
o e

H=HF B CDX DAXIN DAXX LF WF ﬁ /\ R L

GKFR/L2525-2T12D75 25 25 12 75 100 150 26 SCAM060200H  TH50LH 072 O O
GKFR/L2525-2T12D90 25 25 12 90 150 150 26 GKD20.. SCAM060200H  TH50LH 074 @ O
GKFR/L2525-3T15D68 25 25 15 68 100 150 26 SCAMO060200H TH50LH 074 @ @
GKFR/L2525-3T15D90 25 25 15 90 160 150 26 GKD30-- SCAM060200H TH50LH 074 @ @
GKFR/L2020-4T15D62 20 20 15 62 120 150 26 SCAMO050160H  TH40LH 039 O @
GKFR/L2525-4T15D62 25 25 15 62 120 150 26 SCAM060200H TH50LH 074 @ @
GKFR/L2525-4T15D112 25 25 15 112 200 150 26 GKDAO... SCAM060200H TH50LH 074 © @
GKFR/L2525-4T25D62 25 25 25 62 120 150 26 SCAMO060200H  TH50LH 074 @ O
GKFR/L2525-5T10D150 25 25 10 150 300 150 26 SCAM060200H  TH50LH 074 @ @
GKFR/L2525-5T25D68 25 25 25 68 95 150 26 GKD50.. SCAMO60200H TH50LH 074 @ @
GKFR/L2525-5T25D85 25 25 25 85 130 150 26 SCAM060200H  TH50LH 074 @ @
GKFR/L2525-6T25D68 25 25 25 68 100 150 26 SCAM060200H  TH50LH 074 @ O
GKFR/L2525-6T25D88 25 25 25 83 180 150 26 GKDEO.. SCAM060200H  TH50LH 074 @ @
GKFR/L2525-8T25D45 25 25 25 45 80 150 26 GKD80.. SCAMO60200H TH50LH 074 @ O

Notes: SCAM060200H representative M6X20 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GK Series

Face Holder-vertical

DAXX o .
l. >
\J . @; o
T = EI 1
The diagram shows the right hand LF
Dimensions (mm) Screw Wrench In Stock
Matched Weight
Order No. TR (KG)

H=HF B CDX DAXIN DAXX LF WF ﬁ f R L
GKFPR/L2525-4T15D60 25 25 15 60 120 150 41 SCAMO060200H TH50LH 0.74 [ J [}

GKDA40...
GKFPR/L2525-4T15D112 25 25 15 112 200 150 41 SCAM060200H TH50LH  0.74 [ ] [ ]

Notes: SCAM060200H representative M6X20 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GB Series

External Diameter Tool Holder

" CDX
m
=
. . 1% LF
The diagram shows the right hand
Dimensions (mm) Screw Wrench In Stock
Order No. Matched Insert V\/(?g;]t

H=HF B CDX LF WE A ? /© R L

GBER/L2020K3 20 20 25 125 25 — GB3... SI6OM035120-05316H TT15PH 039 @ @

GBER/L2525M3 25 25 25 150 30 — GB3... SI6OMO035120-05316H TT15PH 074 @ @

GBER/L2020K415 20 20 4.0 125 25 1.0 GB4..(1.0sW<2.5) SI60M050120-07217H TT20PH 039 @ @

GBER/L2525M415 25 25 4.0 150 30 1.0 GB4..(1.0sW<2.5) SI60M050120-07217H TT20PH 074 @ @

GBER/L2020K425 20 20 45 125 25 2.0 GB4..(2.5<W<3.3) SI60M050120-07217H TT20PH 039 @ O

GBER/L2525M425 25 25 45 150 30 2.0 GB4..(2.5<W<3.3) SI60M050120-07217H TT20PH 0.74 @ O

GBER/L2020K435 20 20 55 125 25 3.0 GBA4..(3.3<W<4.3) SI60M050120-07217H TT20PH 039 O O

GBER/L2525M435 25 25 55 150 30 3.0 GBA4..(3.3<W<4.3) SI60M050120-07217H TT20PH 074 @ O
Notes: SIGOM 035120* representative M3.5X12 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GB Series

Tool Holder with Internal Hole

DMIN
A II |
‘ [ 1
. DCONys
= I
3 Il —————
;ﬁ " H
The diagram shows the right hand LF =t
5
o
Dimensions (mm) Screw Wrench In Stock
Matched Weight
Order No. e y (KG)
DMIN DCON,s CDX WF LF H F R L
GBIR/L2620Q3 26 20 3 13 180 18 GB3... SI60M035120-05316H TT15PH 044 @ @
GBIR/L3525R4 35 25 45 17.5 200 23 GB4... SI60M050120-07217H TT20PH 077 @ @

Notes: SIEOM035120* representative M3.5X12 @Stock OAvailable Upon Order

The right-handed (R) insert is applicable to the left-hand (L) tool holder, and the
left-handed (L) insert is applicable to the right-handed (R) tool holder.
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External Diameter Tool Holder-linear

The diagram shows the right hand

Order No.

GNSR1616H2
GNSR2020K2
GNSR2525M2
GNSL1616H2
GNSL2020K2
GNSL2525M2
GNSR2020K3
GNSR2525M3
GNSL2020K3
GNSL2525M3

Dimensions (mm)

H=HF B CDX

16
20
25
16
20
25
20
25
20
25

16
20
25
16
20
25
20
25
20
25

3.5
3.5
35
3.5
3.5
3.5
53
5.3
53
53

LF

100
125
150
100
125
150
125
150
125
150

Notes: SCAM040120H representative M4X12
When used with GNGDP inserts, CDX shall be subject to that of the inserts.

WF

20
25
32
20
25
32
25
32
25
32

CDX
w ’T m
= ©
{
S LH LF
b > T
Screw Clamp Plate
Matched
Insert
LH ﬁ
19 SCAM040120H CANO2RH
19  GN.2R SCAM040120H CANO2RH
19 SCAM040120H CANO2RH
19 SCAMO040120H CANO2LH
19 GN.2L SCAMO040120H CANO2LH
19 SCAM040120H CANO2LH
32 SCAMO050200H CANO3RH
GN.3R
32 SCAM050200H CANO3RH
32 SCAM050200H CANO3LH
GN.3L
32 SCAM050200H CANO3LH

Wrench

/"

TH30LH
TH30LH
TH30LH
TH30LH
TH30LH
TH30LH
TH40LH
TH40LH
TH40LH
TH40LH

Weight In
(KG)  Stock

0.20
0.38
0.74
0.20
0.38
0.74
0.39
0.74
0.39
0.74

® O ® @€ OO0 0|0 e

@sStock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GN Series

External Diameter Tool Holder-vertical

L T
,.1‘*3»
7
s O i
The diagram shows the right hand é LF
Dimensions (mm) Screw Clamp Plate Wrench
Matched Weight In
Dl e Insert (KG)  Stock
H=HF B CDX LF | WF ﬁ /
GNER2020K2 20 20 3.5 125 25 GNLL SCAMO040120H CANO2LH TH30LH 0.38 O
GNER2525M2 25 25 35 150 32 ' SCAMO040120H CANO2LH TH30LH 0.39 O
GNEL2020K2 20 20 3.5 125 25 GN2R SCAMO040120H CANO2RH TH30LH 0.38 O
GNEL2525M2 25 25 35 150 32 ' SCAMO040120H CANO2RH TH30LH 0.39 O
GNER2525M3 25 25 53 150 32 GN.3L SCAMO050200H CANO3LH TH40LH 0.39 O
GNEL2525M3 25 25 53 150 32 GN.3R SCAM050200H CANO3RH TH40LH 0.39 (@)
Notes: SCAM040120H representative M4X12 @Stock OAvailable Upon Order

(D The right-handed (R) insert is applicable to the left-hand (L) tool holder, and
the left-hand (L) insert is applicable to the right-handed (R) tool holder.
(2 When used with GNGDP inserts, CDX shall be subject to that of the inserts.

252 __ GESAC



Parting Off and Grooving Tools | TURNING TOOLS

Parting Off and Grooving Tool Holders-GN Series

Tool Holder with Internal Hole

The diagram shows the right hand

Order No.

GNAR20Q2
GNAR25R2
GNAL20Q2
GNAL25R2
GNAR25R3
GNAL25R3

DMIN

26
34
26
34
34
34

Dimensions (mm)

DCONys

20
25
20
25
25
25

WF

13
17
13
17
17
17

Notes: SCAM040120H representative M4X12
(@ The right-handed (R) insert is applicable to the left-hand (L) tool holder, and
the left-hand (L) insert is applicable to the right-handed (R) tool holder.

(@ When used with GNGDP inserts, CDX shall be subject to that of the inserts.

LF

180
200
180
200
200
200

DCONys

cs

1/8-27 NPT
1/4-18 NPT
1/8-27 NPT
1/4-18 NPT
1/4-18 NPT
1/4-18 NPT

Matched
Insert

GN.2L

GN.2R

GN.3L
GN.3R

SCAMO040120H
SCAMO040120H
SCAM040120H
SCAM040120H
SCAMO050200H
SCAMO050200H

CANO2LH
CANO2LH
CANO2RH
CANO2RH
CANO3LH
CANO3RH

Wrench

/

TH30LH
TH30LH
TH30LH
TH30LH
TH40LH
TH40LH

Weight In
(KG)  Stock

0.44
0.77
0.44
0.77
0.77
0.77

C|O|OC @ OO

@Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GST Series

External Diameter Tool Holder
Dedicated for Automatic Lathe

The diagram shows the right hand LF ‘

Dimensions (mm) Screw Wrench In Stock
Matched Weight
Order No. e ) (KG)

H=HF B CDX CUTDIA LF WF ? /Q R L

GSTR/L1010JK3 10 10 6 12 120 10 SSAMO045095Q TT10PQ  0.09 ° O

GSTR/L1212JK3 12 12 6 12 120 12 SSAM045095Q TT10PQ 0.14 [ ] [
GSTC3R/L**

GSTR/L1616JK3 16 16 6 12 120 16 SSAM045095Q TT10PQ  0.24 [ ] (@)

GSTR/L2020JK3 20 20 6 12 120 20 SSAM045095Q TT10PQ  0.40 [ ] @)

GSTR/L1010JK4 10 10 8 16 120 10 SSAM045095Q TT10PQ  0.09 [ ] (@)

GSTR/L1212JK4 12 12 8 16 120 12 SSAM045095Q TT10PQ 0.14 [ ] [ ]
GSTC4R/L**

GSTR/L1616JK4 16 16 8 16 120 16 SSAM045095Q TT10PQ 0.24 [ ] (@)

GSTR/L2020JK4 20 20 8 16 120 20 SSAM045095Q TT10PQ  0.40 [ ] @)

Notes: SSAM045095Q representative M4.5X9.5 @Stock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GST Series

External Diameter Tool Holder
Used for Sub-spindle of Automatic Lathe

L CDX
=

.
4
Lt

The diagram shows the right hand LE
Dimensions (mm) Screw Wrench In Stock
Matched Weight
Order No. T, ) (KG)
H=HF B CDX CUTDIA LF WEF ? /Q R L
GSTR/L1010JK3-RS 0 10 6 12 120 7.2 SSAM045070Q  TT10PQ 009 @ O
GSTC3R/L**
GSTR/L1212JK3-RS 12 12 6 12 120 7.2 SSAM045070Q TT10PQ 0.14 @ O
GSTR/L1010)JK4-RS 10 10 8 16 120 7.2 SSAM045070Q  TT10PQ 009 @ O
GSTC4R/L**
GSTR/L1212JK4-RS 12 12 8 16 120 7.2 SSAM045070Q  TT10PQ 014 @ @
Notes: SSAM045070Q representative M4.5X7 @sStock OAvailable Upon Order
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Parting Off and Grooving Tool Holders-GST Series

External Diameter Tool Holder
Used for Sub-spindle of Automatic Lathe (Matching Thin Insert)
% CDX

! B

e

] B

The diagram shows the right hand LF

Dimensions (mm) Screw Wrench In Stock
Matched Weight
Order No. rn—y y (KG)
H=HF B CDX CUTDIA LF WF ? /*Q R L
GSTSR/L1010JKA2-RS 10 10 6 12 120 5 SSAM040046Q TT10PQ 009 @ @
GSTSA2R/L**
GSTSR/L1212JKA2-RS 12 12 6 12 120 5 SSAM040046Q TT10PQ 0.14 @ @
GSTSR/L1010JKB2-RS 0 10 8 16 120 5 SSAM040046Q TT10PQ 009 @ @
GSTSB2R/L**
GSTSR/L1212JKB2-RS 12 12 8 16 120 5 SSAM040046Q TT10PQ 014 @ @
Notes: SSAM040046Q representative M4.0X4.6 @sStock OAvailable Upon Order
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Recommended Cutting Data
GT Series
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GT-FC

O Radial Infeed

GT-MC

O Radial Infeed

CW (mm) CW (mm)
5
4
4— 3 —'
3 —} - 15—|
2.5 — 2 | ——
2 +‘ 1.5] | -
0 0.1 0.2 0.3 04 05 0 0.1 0.2 0.3 0.4 0.5
f (mm/r) f (mm/r)
GT-RC GT-OC
O Radial Infeed © Radial Infeed
CW (mm) CW (mm)
6
5
4
3 | T—
2.5— ‘
2 2
| L
0 0.1 0.2 0.3 0.4 05 0 0.1 0.2 0.3 04 0.5
f (mm/r) f (mm/r)
O Radial Infeed © Axial Feed
CW (mm) a, (mm)
w
8 } 40 g0
N 6.0
5 [ o — 8.0
5.0
4
2.0 40
31— \
30
2 1.0 ;b
1 | — 1D ‘
Il L 1 L 1
0 o1 02 03 04 05 0 005 01 015 02 025 03
f(mm/r) f (mm/r)
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Recommended Cutting Data

GT Series

GT-MG

O Radial Infeed

O Axial Feed

CW (mm) a, (mm)

8

o | |

5 B

4

P

2l

0 0.1 02 0.3 04 05 0 o|1 o‘z o_‘3 0‘4 0‘5

f (mm/r) f (mm/r)
© Radial Infeed © Axial Feed
CW (mm) a, (mm)
i \
: \
5
4
3 —
2 # o
1 - 1 1 1 ! 1
] 0.1 0.2 0.3 0.4 0.5 0 0.1 0.2 0.3 0.4 0.5
f (mm/r) f (mm/r)
© Radial Infeed © Axial Feed
CW (mm) a, (mm)
4.0

8 E =

6 -—‘ 3.0

5 E 20k

4 I-- .

3 | — 1.0 -

2 -

0 0.1 0.2 0.3 0.4 0.5 0 0.5

f (mm/r) f (mm/r)
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Recommended Cutting Data
GT Series

GT-OT

© Radial Infeed O Axial Feed
CW (mm) a, (mm)
4.0 -cw
5.0
3.0
4.0\
20 3
5 —t—
4 1.0 [
3 %I 3.0
1 Il 1 Il Il
0 0.1 02 03 as o5 0 0.1 0.2 0.3 0.4 0.5
f (mm/r) f.(mm/r)

GT-MR

O Radial Infeed O Axial Feed
CW (mm) a, (mm)
6.0 CW
a e ‘ 5.0 - 8.0

2 — 1o |2 0\1\ T
‘ ‘ 1 1 1 1 1 L 1 1 1 1
o L G 0 01020304 0506070809710
f (mm/r) f (mm/r)
GT-OR
O Radial Infeed O Axial Feed
CW (mm) a, (mm)
4.0} cw
8 r 8.0
6 E 3.0 -
\ | 6.0
- 2ol S.V |
¢ - Loaol
¢ . 1.0 3.0 ‘|
2 —— — - 2/0/ L
T T i S R R R W R
0 0.1 0.2 0.3 0.4 0.5 0 0.1020304050607080910
f (mm/r) f,(mm/r)
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Recommended Cutting Data
GK Series

GK-MT

O Radial Infeed O Axial Feed
CW (mm) a, (mm)
a (]
. !
5
4 ——— — ‘
8 — ‘_-
2.5 {
2 7‘ E__N
0 0.1 02 0.3 04 05 0 0_‘ 1 °.|2 D.‘S 0}4 o,‘s
f (mm/r) f (mm/r)
© Radial Infeed O Axial Feed
CW (mm) a, (mm)
60 CW
s 50 &0
6 40 &0

3.0 | 50\\
40 N\
4 2.0 30\

1 T H A R NN RO R
0 0.1 0.2 0.3 0.4 0.5 0 0102030405046070807910

f (mm/r) f (mm/r)
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Recommended Cutting Data

GB series
f (mm/r)
Workpiece
e Material € (i)
0.33-1.0 1.0-2.0 2.5-3.0 3.3-4.0 4.0-4.3
_ (1.0.04~0.09 (1.0.05~0.10 (1.0.05~0.12 (1.0.05~0.12
E Carbon steel ©.0.03-0.08 (2.0.04~0.09 .0.05~0.10 2.0.05~0.10 .0.05~0.10
_ 1.0.04~0.08 (1.0.05~0.09 (1).0.05~0.10 ©.0.05~0.10
Alloy steel QOE=007 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 (1.0.05~0.09 (1.0.05~0.10 1.0.05~0.10
M Stainless steel ©.0.03-0.07 .0.04~0.08 .0.05~0.09 2.0.05~0.10 2.0.05~0.10
. ~ 1.0.04~0.09 1.0.05~0.10 1).0.05~0.12 ©.0.05~0.12
m Castiron Do LB 2.0.04~0.09 2.0.05~0.10 .0.05~0.10 .0.05~0.10
(@ Radial Infeed @ Axial infeed
GN series
CW (mm) f (mm/r)
0.50-1.50 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)
3.50-4.80 0.14 (0.05-0.25)
GST series
1SO Workpiece Material Hardness (HB) Series f (mm/r)
GSTC 0.02(0.01-0.03)
ﬂ Steel <300
GSTS 0.02(0.01-0.03)
GSTC 0.015(0.01-0.02)
M Stainless steel <300
GSTS 0.015(0.01-0.02)
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Recommended Cutting Data

Cutting Speed

Vc (m/min)
5o Workpiece ':]2':; " " " "
Material & oq < = Q BY 2 o 1 5
(HB) & N < g 8 = = S = =
= by & X D 1= 2 5 T 7
Q G] (G] (U] ©J (U] b} G} [G] [G]
Carbon 80-250 100 120 140 110 110 100 105 115 150 120
Steel (60-165)  (80-220) (100-250) (70-180) (70-180) (60-160) (70-170) (80-190) (110-260) (90-200)
Low Alloy 140-260 95 110 130 105 105 95 100 110 140 115
n Steel (45-155) (60-180) (80-230) | (50-165) (50-165) (45-150) (55-160) (60-170) (90-240) (70-185)
High Alloy 180-300 90 110 120 100 100 90 95 105 130 110
Steel (45-145) (60-180) (80-220) (50-150) (50-150) (45-140) (50-150) (60-160) (80-230) (65-170)
80 110 110 90 90 80 85 95 115 100

Cast Steel | 180-300 (40-125) | (60-180) (45-180) | (40-130) (40-130) | (40-120) (40-120) (40-150) (50-190) (40-150)

Ferritic 150-270 100 100 90 95 105 110
Martensitic (50-150)  (50-150) | (45-130) (50-110) (60-160) (65-170)
o 105 105 95 100 110 115
Austenitic | 150-270 (50-165) (50-165) | (45-140) (50-165) (60-165) (70-180)
Malleable .o 0 130 105 105 110 140 115
Cast Iron (95-230) (65-175) (65-175) (75-185) (100-240) (85-195)
Grey Cast ;¢0 30 120 100 100 105 130 110
Tron (95-215) (55-160) | (55-160) (65-165) (100-230) (75-180)
Nodular 160-260 110 95 95 100 120 105
Cast Iron (70-210) (45-145) | (45-145) (55-155) | (70-220) (60-165)
High-tem-
30 30 35 40
perature  130-400 (15-60)  (15-60) (15-60) (30-70)
B Alloy
Titanium 30 30 35 40
Alloy ~ 130-400 (20-60)  (20-60) (20-60) (35-70)
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TURNING TOOLS | Thread Turning Tool

Type Representation Rules for Thread Turning Inserts

16 R 150 ISO - TC

@@ @ ) @) ) )

@ Insert Size @ Thread Type @3 Insert Direction @ Pitch
Code IC(mm) E=External Thread R=Right-handed Fully Thres:nI;réofile Pitch
08 5 I=Internal Thread L=Left-hand mm TPI
1 6.35 H=internal and External Cl=Left/Right-handed 0.35-5.0 725
16 9.525 Partial Thrs:ggPerofile Pitch
22 12.7 Code mm TPI
27 15.875 A 0.5-1.5 48-16
AG 0.5-3.0 48-8
® Thread Standard ® Additional Information G 17530 148
G0-60" General Trreag | ACMETAmefican fiaperoidal - Used e pefle heNumber N 3550 75

55=55° General Thread

STACME=American Short Tooth
Trapezoidal Thread

ISO=ISO Metric Screw Thread

ABUT=American Serrated
Thread

UN=American Unified Thread

BBUT=British Serrated Thread

W=British Whitworth Thread

SAGE=Metric Serrated Thread

NPT=American National
Standard Taper Pipe Thread

API=API Standard Thread

NPTF=National (American)
Pipe Thread

BUT=API Buttress Thread

BSPT=British National
Standard Taper Pipe Thread

APIRD=API Round Thread for
Casing and Tubing

RD=Round Thread DIN405

MJ=Metric Aerospace Thread

RD20400=Round Thread
20400

UNJ=American Aerospace
Thread

TR=Metric Trapezoidal Thread

PG=German Standard PG
Thread
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Type Representation Rules for Thread Turning Inserts
GN Series Insert

GN T P 3 R

L © L@ L ©) L ©)_ L©)

(@ Series Name ‘ @ Machining Type (3 Additional Information

GN ‘ T=60° General Threading P=Positive Rake Angle

[J=No Rake Angle

@ Insert Thickness ® Insert Direction
2=3.81Tmm R=Right-handed
3=4.95mm L=Left-hand

Notes: The GN series is the original G-NOTCH series.
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Type Representation Rules for Thread Turning Inserts
GST Series Insert

GSTT 3 R A 60 005

L© 2 ) ) (©) LO)

‘ @ Series Name ‘ @ Insert Thickness @ Insert Direction
‘ GSTT ‘ 3=3.0mm R=Right-handed
L=Left-hand
@ Tip Offset Direction (® Thread Standard ® Crest Arc Size
A=Left-biased 60=60° General Thread 005=0.05mm
B=Right-biased 55=55° General Thread
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Type Representation Rules for Thread Turning Tool Holders

S E R 2525 M 16

@) 2 ) (2}

©) ¢ (@)

- A16

L©)_

(@ Clamping Type 2 Machining Type (3 Tool Direction ®) Shank Size
S=Clamping Type by Screw E=External Machining R=Right-handed EHXETQQ?ZI E{Lai]gg;]e'cii;igct)ﬁl
C=Clampin%l'32e by Clamp I=Internal Hole Making L=Left-hand To:l)gosl’g:;lvg?algzgal

(Example: 0025=Diameter
25mm)
(® Length of Tool Holder ® Insert Size (@ Tool Holder Material Additional Information
Code Length Code Insert IC Value A Steelc'l'oooc:ilnl-lgorl_'d;;with HLOIS(I-:-r A16= Shank Diameter

with Reinforced-Diameter

. 30 mm 08 5 mm c Cementeé]c)lC;él?ide Tool In:'eorlr;al 16mm

o omm W emmm e Smedcrbdern

K 125 mm 16 9.525 mm O Steel Tool Holder

M 150 mm 22 12.7mm

N 160 mm 27 15.875 mm

P 170 mm

Q 180 mm

R 200 mm

S 250 mm

T 300 mm

U 350 mm

\ 400 mm
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Type Representation Rules for Thread Turning Tool Holders
GN Series Tool Holder

GN S R 2525 M 3

L © © I © @) ©) )

‘ () Series Name @ Machining Type ®) Tool Direction
‘ GN S=Linear L=Left-hand
External E=Vertical R=Right-handed
Machining 9
R=Grinding Undercut
Internal Hole A=Vertical Internal
Making Cooling
@ Shank Size ® Length of Tool Holder ® Insert Thickness
External Diameter Tool Holder: _
Height*Width Code Length 2=3.81mm
Tool Holder W|th Internal Hole Shank D 60 mm 3=4.95mm
Diameter
E 70 mm
F 80 mm
H 100 mm
K 125 mm
M 150 mm
P 170 mm
Q 180 mm
R 200 mm

Notes: @ When selecting the tool holder with internal hole, the right-handed (R) insert is applicable to the left-hand (L) tool holder, and the left-hand (L) insert is
applicable to the right-handed (R) tool holder.
(2 The GN series is the original G-NOTCH series.
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Type Representation Rules for Thread Turning Tool Holders
GST Series Tool Holder

GSTS R 1212 JK A 2-RS

@ @ ) 2 ) (¢ (@)

(@ Series Name 2 Insert Direction 3 Shank Size ‘ @ Length of Tool Holder
. External Diameter Tool
GST ‘ R=Right-handed Holder: Height*Width ‘ Code Length
GSTS (thin) ‘ L=Left-hand JK 120 mm
N=Middle
® Insert Size ® Insert Thickness @ Additional Information
Unique to the GSTS Series 2=2.2mm RS=Sub-spindle Tool Holder
Insert -
A Height=8.7mm 3=3.0mm
Insert _
B Height=9.5mm 4=4.0mm
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List of Thread Turning Inserts

Application fields Thread Type Thread Diagram Thread Code Pitch Page No.
60° General Thread N 60 0.5-5.0 P272,P295, P296
(mm)
55° General Thread 55 48-5 P273, P296
(TPI) ’
Threads for General
Machinery Industry
ISO Metric Screw 1SO 0.4-6.0 P274-P275
Thread (mm)
24-7
UN Thread m UN (TPD) P276
Whitworth Thread W 19-8 P277
(TPI)
27-8
NPT Thread NPT (TPI) pP278
18-11.5
NPTF Thread NPTF (TPD) P279
Threads for Pipe Installation
and Connection
28-11
BSPT Thread BSPT (TPD) P280
Round Thread 10-4
(DIN405) RD (TPD) P28
R-0.23851P
Round Thread 3.0-4.0
(DIN20400) RD20400 (mm) P282

R:0.23851P

Notes: In the thread diagram, the blue color represents the internal thread, while the gray color represents the external thread.
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List of Thread Turning Inserts
Application fields Thread Type Thread Diagram Thread Code Pitch Page No.
TR Thread m TR 1.>-7.0 P283
(mm)
ACME Thread ACME 16-4 P284
(TPI)
STACME Thread STACME 16-3 P285
(TPI)
Transmission Thread
SAGE Thread SAGE 2.0-4.0 P286
o (mm)
5)
20-6
ABUT Thread ABUT (TPI) pP287
0.16316P
BBUT Thread BBUT 168 P288
(TPI)
2154
API Thread API >4 P289
(TPI)
Teerciaipera
Threads for Petroleum
Industry
APIRD Thread APIRD 108 P290
(TPI)
M) Thread Y| 1.0-3.0 P291
(mm)
max_0.18042P
Threads for Aerospace e 0-mane
Industry
32-8
UNJ Thread UNJ (TPI) P292-P293
max_0.18042P
Rmin 0.15011P
. 20-16
Threads for Electric Industry PG Thread PG (TPT) P294

Notes: In the thread diagram, the blue color represents the internal thread, while the gray color represents the external thread.
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60° General Thread
» External Thread

; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(mm)
| POY PDX RE  IC S Dl  GM3215 GM3225 GM3325

16ERA60-TC 0.5-1.5 0.8 0.9 0.08 9.525 3.47 4 [} [}
16ERAG60-TC  0.5-3.0 1.1 1.5 0.08 9.525 3.47 4 [} [}
16ERG60-TC 1.75-3.0 1.2 1.7 0.25 9.525 3.47 4 [ ] [ ]
22ERN60-TC 3.5-5.0 1.7 2.5 0.51 12.7 4.71 5 [ ] [ ]
16ELAG60 0.5-3.0 1.1 1.5 0.08 9.525 3.47 4 O

@Stock OAvailable Upon Order

60° General Thread
» Internal Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No.
(mm)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
08IRA60-TC 0.5-1.5 0.6 0.7 0.08 5.00 2.25 2.68 o (]
| SN 11IRA60-TC 0.5-1.5 0.8 0.9 0.08 6.35 3.00 3.2 [ (]
b,
A S 16IRA60-TC 0.5-1.5 0.8 0.9 0.08 9.525 3.47 4 o (]
)
) :, 16IRAG60-TC  0.5-3.0 1.1 1.5 0.08 9.525 3.47 4 [ (]
o 50
16IRG60-TC  1.75-3.0 1.2 1.7 0.13 9.525 3.47 4 (] °
22IRN60-TC 3.5-5.0 1.7 2.5 0.25 12.7 4.71 5 [ °
08ILA60 0.5-1.5 0.6 0.7 0.08 5.00 2.25 2.68 [ ]
22IRN60 3.5-5.0 1.8 2.5 0.36 12.7 4.71 5 [

@sStock OAvailable Upon Order
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55° General Thread
» External Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No.
(TPI)
PDY PDX RE IC S D1 GM3215 GM3225 GM3325

16ERA55-TC 48-16 0.8 0.9 0.08 9.525 3.47 4 [ ] [ J
16ERAG55-TC  48-8 1.1 1.5 0.08 9.525 3.47 4 [ (]
16ERG55-TC 14-8 1.2 1.7 0.21 9.525 3.47 4 [ [ ]
22ERN55-TC 7-5 1.7 2.5 0.44 12.7 4.71 5 [ ] [ ]

@Stock OAvailable Upon Order

55° General Thread
» Internal Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No.
(TPI)
PDY PDX RE IC S D1 GM3215 GM3225 GM3325
11IRA55-TC 48-16 0.8 0.9 0.08 6.35 3.00 3.2 [ (]
\. ™, 16IRA55-TC 48-16 0.8 0.9 0.08 9.525 3.47 4 [ (]
S ) 16IRAG55-TC  48-8 1.1 1.5 0.08 9.525 3.47 4 [ ] (]
L 55 16IRG55-TC 14-8 1.2 1.7 0.21 9.525 3.47 4 [ (]
22IRN55-TC 7-5 1.7 2.5 0.44 12.7 4.71 5 [ ] (]
08IRA55 48-16 0.6 0.7 0.08 5 2.25 2.68 [

-

@Stock OAvailable Upon Order
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ISO Metric Screw Thread
» External Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (mm)
| POY PDX RE IC S DI GM3215 GM3225 GM3325

16ER1.00ISO-TC 1.00 0.8 0.7 0.14  9.525 347 4 [ ] [ ]
16ER1.25ISO-TC 1.25 0.8 0.9 0.18 9.525 3.47 4 [ ] [
16ER1.50ISO-TC 1.50 0.8 1.0 0.22 9525 347 4 [ ] [
16ER1.75ISO-TC 1.75 1.2 1.2 0.25 9.525 3.47 4 [ J [ J
16ER2.00ISO-TC 2.00 1.2 1.3 0.29 9.525 3.47 4 [ [ J

4 QL 16ER2.50ISO-TC 2.50 1.2 1.5 0.36 9.525 3.47 4 [ ] [ ]
Qq:é‘ 16ER3.00ISO-TC 3.00 1.2 1.5 0.43 9.525 3.47 4 [ ] [ ]
IS0 ’1‘ 22ER3.50ISO-TC 3.50 1.6 2.3 0.45 12.7 4.71 5 [ ] [ ]
22ER4.00ISO-TC 4.00 1.6 2.3 0.52 12.7 4.71 5 [ ] [
22ER4.50ISO-TC 4.50 1.7 2.4 0.58 12.7 4.71 5 [ ] [ ]
22ER5.00ISO-TC 5.00 1.7 2.5 0.63 12.7 4.71 5 [ ] [ ]
22ER5.50ISO-TC 5.50 1.9 2.7 0.72 12.7 4.71 5 [ [
22ER6.00ISO-TC 6.00 1.9 2.7 0.78 12.7 4.71 5 (@) [
16ER0.40ISO 0.40 0.6 0.5 0.06 9.525 3.47 4 O
16ER0.50ISO 0.50 0.6 0.5 0.10 9.525 3.47 4 [ ] [ J
16ER0.70ISO 0.70 0.8 0.7 0.10 9.525 3.47 4 @)
16ER0.75ISO 0.75 0.8 0.7 0.10 9.525 3.47 4 [
16ER0.80ISO 0.80 0.6 0.6 0.10 9.525 3.47 4 [ ]
16ER1.00ISO 1.00 0.7 0.6 0.1 9.525 3.47 4 [ [ J
16EL1.00ISO 1.00 0.7 0.7 0.14  9.525 3.47 4 [
16ER1.25ISO 1.25 0.8 0.9 0.18 9.525 3.47 4 O
16EL1.50ISO 1.50 0.8 1.0 0.22 9525 347 4 [ ] [
16ER1.75ISO 1.75 1.0 1.2 0.25 9.525 3.47 4 O
16EL2.00ISO 2.00 1.2 1.3 0.29 9.525 3.47 4 [ ] [ ]
22ER4.00ISO 4.00 1.6 23 0.57 12.7 4.71 5 O

@Stock OAvailable Upon Order
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ISO Metric Screw Thread
» Internal Thread

Order No.

11IR1.00ISO-TC
11IR1.25ISO-TC
11IR1.50ISO-TC
11IR1.75ISO-TC
11IR2.00ISO-TC
16IR1.00ISO-TC
16IR1.25ISO-TC
16IR1.50ISO-TC
16IR1.75ISO-TC
16IR2.00ISO-TC
16IR2.50ISO-TC
16IR3.00ISO-TC
22IR3.50ISO-TC
22IR4.00ISO-TC
22IR4.50ISO-TC
22IR5.00ISO-TC
22IR5.50ISO-TC
22IR6.00ISO-TC
111IR0.75ISO
11IL1.50ISO
11IR1.50ISO
16IR0.50ISO
16IR0.75ISO
16IL1.00ISO
16IR1.50ISO
16IL1.50ISO
16IR2.00ISO
16IL2.00I1SO
16IL3.00ISO
2211L4.00ISO

Pitch
(mm)

1.00
1.25
1.50
1.75
2.00
1.00
1.25
1.50
1.75
2.00
2.50
3.00
3.50
4.00
4.50
5.00
5.50
6.00
0.75
1.50
1.50
0.50
0.75
1.00
1.50
1.50
2.00
2.00
3.00
4.00

PDY
0.8
0.8
0.8
0.9
0.9
0.8
0.8
0.8
1.2
1.2
1.2
1.2
1.6
1.6
1.6
1.6
1.6
1.6
0.6
0.8
0.8
0.6
0.6
0.6
0.8
0.8
1.0
1.0
1.2
1.6

PDX
0.7
0.9
1.0
1.1
1.1
0.7
0.9
1.0
1.2
1.3
1.5
1.5
2.3
23
2.4
23
2.3
2.4
0.6
1.0
1.0
0.4
0.6
0.7
1.0
1.0
1.3
1.3
1.5
2.3

Thread Turning Tool |

Dimensions (mm)

RE IC
0.07 6.35
0.09 6.35
0.11 6.35
0.13 6.35
0.15 6.35
0.07  9.525
0.09  9.525
0.11 9.525
0.13  9.525
0.15  9.525
0.18  9.525
0.22  9.525
0.22 12.7
0.25 12.7
0.28 12.7
0.32 12.7
0.36 12.7
0.39 12.7
0.04 6.35
0.11 6.35
0.109  6.35
0.03  9.525
0.04  9.525
0.07  9.525
0.11 9.525
0.11 9.525
0.15  9.525
0.15  9.525
0.22  9.525
0.25 12.7

3.00
3.00
3.00
3.00
3.00
3.47
3.47
3.47
3.47
3.47
3.47
3.47
4.71
4.71
4.71
4.71
4.71
4.71

D1

w wi w w w w

w
[N}

L6 N N I I SR SN SN N

TURNING TOOLS

Coated Cemented Carbide

GM3215 GM3225 GM3325

OO @ O @ OO0 0O @ e O O © © 06 6 6 06 6 6 06 06 ©¢ ©¢ ¢ ©¢ ¢ o o

@Stock OAvailable Upon Order
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UN
» External Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (TPI)
| POY PDX RE  IC S DI GM3215 GM3225 GM3325
16ER24UN-TC 24 0.8 0.8 0.15  9.525 347 4 [} [}
16ER20UN-TC 20 0.8 0.9 0.18  9.525  3.47 4 ( J [}
T6ERT8UN-TC 18 0.8 1.0 0.20 9.525 3.47 4 [ ] [ ]
16ERT6UN-TC 16 0.9 1.1 0.23 9.525 3.47 4 [ [ J
16ERT4UN-TC 14 1.2 1.5 0.26 9.525 3.47 4 [ [
16ERT12UN-TC 12 1.2 1.5 0.31 9.525 3.47 4 [ J [ J
T6ER9UN-TC 9 1.2 1.7 0.42 9.525 3.47 4 [ J [ J
16ER8UN-TC 8 1.3 1.7 0.46 9.525 3.47 4 [ ] [
\ 16ER20UN 20 0.8 0.9 0.18 9.525 3.47 4 O
16ERT0UN 10 1.2 1.6 0.41 9.525 3.47 4 [ ]
Q 22ER7UN 7 1.6 2.3 0.47 12.7 4.71 5 O
@Stock OAvailable Upon Order
UN
» Internal Thread
Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (TPD)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR20UN-TC 20 0.8 0.9 0.09 6.35 3.00 3.2 [ [
T1IRT18UN-TC 18 0.8 1.0 0.10 6.35 3.00 3.2 [ J [
16IR24UN-TC 24 0.8 0.8 0.08 9.525 3.47 4 [ J [
16IR20UN-TC 20 0.8 0.9 0.09 9.525 3.47 4 [ [
16IRT18UN-TC 18 0.8 1.0 0.10 9.525 3.47 4 [ [ J
16IR16UN-TC 16 0.9 1.1 0.12 9.525 3.47 4 [ [
16IRT4UN-TC 14 1.2 1.5 0.13 9.525 3.47 4 [ J [ ]
16IR12UN-TC 12 1.2 1.5 0.16 9.525 3.47 4 [ [
16IR8UN-TC 8 1.3 1.7 0.23 9.525 3.47 4 [ J [ J
16IRTO0UN 10 1.1 1.5 0.183  9.525 3.47 4 [ J

@sStock OAvailable Upon Order
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W
» External Thread

: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
| POY PDX RE  IC S DI  GM3215 GM3225 GM3325
16ERT19W-TC 19 0.8 1.0 0.17 9.525 3.47 4 [ ] [ ]
16ER18W-TC 18 0.8 1.0 0.18 9.525 3.47 4 (@) (@)
& 16ER16W-TC 16 0.9 1.1 0.20 9.525 3.47 4 [ ] [ ]
_bﬁ_’; 16ER14W-TC 14 1.2 1.5 0.24 9.525 3.47 4 [ ] [ ]
A

\ Ll 16ER12W-TC 12 1.2 1.5 0.28 9.525 3.47 4 [ ] [ ]
16ERTTW-TC 11 1.2 1.5 0.30 9.525 3.47 4 [ ] [ ]
16ERT10W-TC 10 1.1 1.5 0.34 9.525 3.47 4 [ ] O

\ 16ER8W 8 1.2 1.5 0.41 9.525 3.47 4 @]
@Stock OAvailable Upon Order
» Internal Thread
Pitch Dimensions (mm) Coated Cemented Carbide
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR19W-TC 19 0.9 1.1 0.19 6.35 3.00 3.2 [ ] °
11IR14W-TC 14 0.9 1.1 0.27 6.35 3.00 3.2 [ ] [ ]
16IR19W-TC 19 0.8 1.0 0.17 9.525 3.47 4 [ ] [ ]
3 2 16IR18W-TC 18 0.8 1.0 0.18 9.525 3.47 4 [ ] @]
N \ 16IR16W-TC 16 0.9 1.1 0.20 9.525 3.47 4 [ ] @]

. R 16IR14W-TC 14 1.2 1.5 0.24 9.525 3.47 4 [ ] [ ]
16IR12W-TC 12 1.2 1.5 0.28 9.525 3.47 4 [ ] [ ]
16IRTTW-TC 11 1.2 1.5 0.30 9.525 3.47 4 [ ] [ ]
16IR8W-TC 8 1.2 1.5 0.41 9.525 3.47 4 [ ] [ ]

@Stock OAvailable Upon Order
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NPT
» External Thread

; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)

| POY PDX RE IC S DI GM3215 GM3225 GM3325
16ER27NPT-TC 27 0.7 0.8 0.13 9.525 3.47 4 [ J [ J
16ER18NPT-TC 18 0.8 1.0 0.20 9.525 347 4 () (]
16ER14NPT-TC 14 1.2 1.5 0.22 9.525 3.47 4 [ J [ J
16ER11.5NPT-TC 11.5 1.2 1.5 0.25 9.525 3.47 4 [ J [ J
16ER8NPT-TC 8 1.3 1.8 0.30 9.525 3.47 4 [ J [ J
16ER27NPT 27 0.07 0.7 0.80 9.525 3.47 4 [ J
16ER18NPT 18 0.8 1.0 0.08 9.525 3.47 4 [ J
16ERT14NPT 14 1.2 1.5 0.08 9.525 3.47 4 [ J
16ER11.5NPT 11.5 1.2 1.5 0.091 9.525 3.47 4 [ J

@Stock OAvailable Upon Order
» Internal Thread
; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)

‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR18NPT-TC 18 0.8 1.0 0.20 6.35 3.00 3.2 [ [ ]
16IR27NPT-TC 27 0.7 0.8 0.13 9.525 3.47 4 @] O
16IR18NPT-TC 18 0.8 1.0 0.20 9.525 3.47 4 [ ] [ ]
16IR14NPT-TC 14 1.2 1.5 0.22 9.525 3.47 4 [ ] [ ]
16IR11.5NPT-TC 11.5 1.2 1.5 0.25 9.525 3.47 4 [ ] [ ]
16IR8NPT-TC 8 1.3 1.8 0.30 9.525 3.47 4 [ ] [ ]
11IR18NPT 18 0.8 1.1 0.081 6.35 3 3.2 [ ]
11IL18NPT 18 0.8 1.1 0.081 6.35 3 3.2 [ ]
16IRT4NPT 14 1.2 1.5 0.08 9.525 3.47 4 [ ]
16IR11.5NPT 11.5 1.2 1.5 0.107 9.525 3.47 4 [ ]

@Stock OAvailable Upon Order
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NPTF
» External Thread

; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No. (TPI)
\ PDY \ PDX \ RE \ IC \ s \ D1 GM3215‘GM3225‘GM3325
\\ 16ER18NPTF 18 0.8 10 008 9525 347 4 o
= 16ER14NPTF 14 1.0 12 008 9525 347 o
16ER11.5NPTF 115 1.2 15 008 9525 347 o

@Stock OAvailable Upon Order

NPTF
» Internal Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
, 16IR18NPTF 18 0.8 1.0 0.08 9.525 3.47 4 @)
/ 16IR14NPTF 14 1.0 1.2 0.08 9.525 3.47 4 @)
o . 16IR11.5NPTF  11.5 1.2 1.5 0.08 9.525 3.47 4 @)
\

@Stock OAvailable Upon Order
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BSPT
» External Thread

: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
POY PDX RE  IC S DI GM3215 GM3225 GM3325
ﬁ 16ER28BSPT-TC 28 0.7 0.8 0.11 9.525 3.47 4 [ ] [ J
L %) 16ER19BSPT-TC 19 0.8 1.0 0.17 9.525 3.47 4 [ ] [ J
,&4 16ER14BSPT-TC 14 1.2 1.5 0.24 9.525 3.47 4 [ ) [ ]
) ’

‘ 16ER11BSPT-TC 11 1.2 1.5 0.30 9.525 3.47 4 [ ] [ J

@Stock OAvailable Upon Order

BSPT
» Internal Thread

; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215‘GM3225‘ GM3325
T1IR19BSPT-TC 19 0.8 1.0 0.18 6.35 3.00 3.2 [ [ ]
& e 11IR14BSPT-TC 14 0.9 1.1 0.24 6.35 3.00 3.2 [ (]
5 D 16IR28BSPT-TC 28 0.7 0.8 0.11 9.525 3.47 4 @) O
~
16IR19BSPT-TC 19 0.8 1.0 0.17 9.525 3.47 4 [ (]
\ R
16IR14BSPT-TC 14 1.2 1.5 0.24  9.525 3.47 4 [ o
16IR11BSPT-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 [

o

@sStock OAvailable Upon Order
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RD(DIN405)
» External Thread

Thread Turning Tool |

Dimensions (mm)

TURNING TOOLS

Coated Cemented Carbide

Pitch
Order No. (TPI)
PDY ‘ PDX‘ RE ‘ Ic ‘ s ‘ D1 GM3215‘GM3225‘GM3325
ﬂ_ 16ER8RD-TC 8 1.4 1.3 0.75 9.525  3.47 4 ) o)
56 16ER6RD-TC 6 1.4 15 1.00 9525  3.47 4 ) @)
\ ©
A
SRA‘
16ER10RD 10 1.1 1.2 0.609 9.525  3.47 4 O
22ER4RD 4 2.2 2.3 1.52 127 47 ) )
@Stock OAvailable Upon Order
» Internal Thread
B Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
PDY \ PDX \ RE \ Ic \ s \ D1 GM3215‘GM3225‘GM3325
¢ 16IR8RD-TC 8 1.4 1.3 070 9525  3.47 4 ) o)
>
6%9 16IR6RD-TC 6 1.4 15 0.936 9.525  3.47 4 ) @)
S
n R
16IR10RD 10 1.1 1.2 0.564 9.525  3.47 4 o)
22IR4RD 4 2.2 2.3 1.44 127 471 ) )

@Stock OAvailable Upon Order
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RD(DIN20400)
» External Thread

: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(mm)
| POY PDX RE  IC S Dl GM3215 GM3225 GM3325
22ER3.0RD20400 3.0 1.3 1.7 0.66 12.7 4.71 5 O
O

{é 22ER4.0RD20400 4.0 1.6 2.2 0.88 12.7 4.71 5

RD(DIN20400)
» Internal Thread

@Stock OAvailable Upon Order

; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(mm)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
22IR3.0RD20400 3.0 1.3 1.7 0.66 12.7 4,71 5 @)

2
]}
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TR
» External Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (mm)
| POY PDX RE IC S DI GM3215 GM3225 GM3325
T1ER1.5TR 1.5 1.0 1.1 0.10 6.35 3 3.2 O
16ER1.5TR 1.5 1.0 1.1 0.10 9.525 347 4 [ ]
16ER2.0TR 2.0 1.1 1.3 0.18 9.525 347 4 [ ]
16ER3.0TR 3.0 1.2 1.5 0.11  9.525 347 4 [ J
22ER4.0TR 4.0 1.7 1.9 0.25 12.7 4.71 5 O [ J
22ER5.0TR 5.0 1.9 2.1 0.25 12.7 4.71 5 ([ ] [ ]
22ER6.0TR 6.0 1.9 2.1 0.25 12.7 4.71 5 (@) [ ]
27ER6.0TR 6.0 1.9 2.1 0.25 15.875 6.26 6.16 @)
27ER7.0TR 7.0 24 2.7 0.25 15.875 6.26 6.16 O

@Stock OAvailable Upon Order

TR
» Internal Thread

: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(mm)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR1.5TR 1.5 0.9 1.0 0.47 6.35 3 3.2 @]
16IR1.5TR 1.5 1.0 1.1 0.10 9.525 3.47 4 [
16IR2.0TR 2.0 1.0 1.3 0.18 9.525 3.47 4 [
) 16IL3.0TR 3.0 1.1 1.3 0.15 9.525 3.47 4 @)
16IR3.0TR 3.0 1.1 1.3 0.15 9.525 3.47 4 [
22IR4.0TR 4.0 1.6 1.9 0.25 12.7 4.71 5 [
| 22IR5.0TR 5.0 1.84 2.2 0.25 12.7 4.71 5 [
22IR6.0TR 6.0 1.9 2.2 0.25 12.7 4.71 5 ()
27IR6.0TR 6.0 1.9 2.2 0.25 15.875  6.276 6.16 O
27IR7.0TR 7.0 2.5 2.8 0.25 15.875 6.15 6.16 @)

@Stock OAvailable Upon Order
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ACME
» External Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (TPI)

| POY PDX RE  IC S DI GM3215 GM3225 GM3325
11ER16ACME 16 0.9 1.0 0.08 6.35 3 3.2 O
16ER16ACME 16 0.9 1.0 0.08  9.525 347 4 O
16ERT14ACME 14 0.9 1.0 0.08 9.525 3.47 4 O
16ER12ACME 12 1.1 1.3 0.12 9.525 3.47 4 [ J
16ERT0ACME 10 1.1 1.0 0.1 9.525 3.47 4 [ J
16ER8ACME 8 1.3 1.5 0.15 9.525 3.47 4 [
16EL8ACME 8 1.4 1.8 0.15 9.525 3.47 4 O
16ER7ACME 7 1.6 2.0 0.25 9.525 3.47 4 O
16ER6ACME 6 1.6 1.8 0.08 9.525 3.47 4 O
22ER6ACME 6 1.65 1.75 0.08 12.7 4.71 5 O [ )
22EL6ACME 6 1.8 2.1 0.08 12.7 4.71 5 O
22ER5ACME 5 2 2.2 0.12 12.7 4.71 5 [ J [ J
27ER4ACME 4 2.4 2.7 0.15 15.875 6.15 6.16 [

@Stock OAvailable Upon Order

ACME
» Internal Thread
Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (TPT)

‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR16ACME 16 0.9 1.0 0.08 6.35 3 3.2 O
16IR16ACME 16 1.0 1.1 0.08 9.525 3.47 4 O
16IR14ACME 14 0.9 1.0 0.08 9.525 3.47 4 O
16IR12ACME 12 1.1 1.3 0.08 9.525 3.47 4 [ ]
16IR10ACME 10 1.2 1.3 0.08 9.525 3.47 4 O
16IR8ACME 8 1.4 1.8 0.15 9.525 3.47 4 [ ]
16ILBACME 8 1.4 1.8 0.15 9.525 3.47 4 O
16IR7ACME 7 1.6 1.9 0.15 9.525 3.47 4 @)
16IR6ACME 6 1.6 1.8 0.1 9.525 3.47 4 [ ]
22IR6ACME 6 1.65 1.8 0.1 12.7 4.71 5 [ J
22IL6ACME 6 1.8 2.1 0.1 12.7 4.71 5 O
22IR5ACME 5 2 2.2 0.12 12.7 4.71 5 [ J
27IR4AACME 4 2.4 2.7 0.15 15.875 6.15 6.16 [

@Stock OAvailable Upon Order
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STACME
» External Thread

Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (TPI)

| POY PDX RE  IC S DI  GM3215 GM3225 GM3325
11ER16STACME 16 0.9 1.0 0.08 6.35 3 3.2 O
16ER16STACME 16 0.9 1.0 0.08 9.525 347 4 O
16ER14STACME 14 1.0 1.1 0.08 9.525 3.47 4 [ J
16ER12STACME 12 1.1 1.1 0.10 9.525 3.47 4 [}
16ER10STACME 10 1.2 1.2 0.10 9.525 3.47 4 [}
16ER8STACME 8 1.4 1.4 0.10 9.525 3.47 4 [
16EL8STACME 8 1.4 1.5 0.20 9.525 3.47 4 O
16ER6STACME 6 1.5 1.5 0.11 9.525 3.47 4 [
22ER6STACME 6 1.7 1.9 0.11 12.7 4.71 5 (@) [
22EL6STACME 6 1.7 1.9 0.11 12.7 4.71 5 O
22ER5STACME 5 2.1 2.3 0.12 12.7 4.71 5 O
22ER4STACME 4 2.15 2.4 0.27 12.7 4.71 5 [
27ER4STACME 4 2.4 2.7 0.27 15.875 6.15 6.16 O
27ER3STACME 3 3 3.3 035 15.875 6.15 6.16 O

@Stock OAvailable Upon Order
STACME
» Internal Thread
Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (TPI)

‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR16STACME 16 0.9 1.0 0.08 6.35 3 3.2 O
16IR16STACME 16 0.9 1.0 0.08 9.525 3.47 4 O
16IR14STACME 14 1.0 1.1 0.08 9.525 3.47 4 [}
16IR12STACME 12 1.1 1.1 0.08 9.525 3.47 4 [
16IR10STACME 10 1.2 1.3 0.10 9.525 3.47 4 [

) 16IR8STACME 8 1.2 1.1 0.1 9.525 3.47 4 [ J
16IL8STACME 8 1.2 1.1 0.1 9.525 3.47 4 O
16IR6STACME 6 1.8 1.8 0.12 9.525 3.47 4 [

| 22IR6STACME 6 1.7 1.8 0.12 12.7 4.71 5 @) [
22IL6STACME 6 1.7 1.8 0.12 12.7 4.71 5 @)
22IR5STACME 5 2.1 2.3 0.12 12.7 4.71 5 [
22IR4STACME 4 23 2.4 0.27 12.7 4.71 5 [
27IR4STACME 4 2.4 2.7 0.27 15.875 6.15 6.16 O
27IR3STACME 3 3.0 3.3 035 15875 6.15 6.16 O

@Stock OAvailable Upon Order
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» External Thread EDX
RE
PDY ’
Ic ' D1
7/
: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(mm)
| POY PDX RE IC S DI GM3215 GM3225 GM3325
\ 16ER2.0SAGE 2.0 1.3 1.8 0.22 9.525 3.47 4 O
22ER3.0SAGE 3.0 1.6 2.3 0.34 12.7 4.71 5 O
22ER4.0SAGE 4.0 1.8 2.7 0.46 12.7 4.71 5 [ ]
@Stock OAvailable Upon Order
» Internal Thread
: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(mm)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
, 16IR2.0SAGE 2.0 1.5 1.9 0.12 9.525 3.47 4 O
22IR3.0SAGE 3.0 1.9 2.5 0.11 12.7 4.71 @]
22IR4.0SAGE 4.0 2.0 2.8 0.14 12.7 4.71 5 @]

@Stock OAvailable Upon Order
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ABUT
» External Thread

Order No.

Thread Turning Tool |

Dimensions (mm)

TURNING TOOLS
_PDX
L[ re
"
Ic \/}A D1
20

Coated Cemented Carbide

Pitch
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
16ER20ABUT 20 1.0 1.3 0.08 9.525 3.47 4 @)

\ 16ER16ABUT 16 1.3 1.9 0.08 9.525 3.47 4 @)
16ER12ABUT 12 1.3 1.9 0.12 9.525 3.47 4 @)
16ERT0ABUT 10 15 2.1 0.15 9.525 3.47 4 @)
22ER8ABUT 8 2.0 3.0 0.18 12.7 4.71 5 @)
22ER6ABUT 6 2.2 3.3 0.23 12.7 4.71 5 @)

@Stock OAvailable Upon Order
» Internal Thread
Pitch Dimensions (mm) Coated Cemented Carbide
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ 1C ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
16IR20ABUT 20 1.0 1.3 0.08 9.525 3.47 4 @)
, 16IR16ABUT 16 1.3 1.8 0.08 9.525 3.47 4 [
16IR12ABUT 12 1.4 2.0 0.12 9.525 3.47 4 @)
16IR10ABUT 10 15 2.2 0.15 9.525 3.47 4 @)
22IR8ABUT 8 2.0 3.0 0.18 12.7 4.71 5 @)
22IR6ABUT 6 2.2 3.3 018 12.7 4.71 5) @)

@Stock OAvailable Upon Order
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BBUT
» External Thread

; Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
| POY PDX RE  IC S DI GM3215 GM3225 GM3325
\ 16ER16BBUT 16 1.1 1.5 0.16 9.525 3.47 4 O
-
o\ 16ER12BBUT 12 1.3 1.9 0.22 9.525 3.47 4 @]
16ER10BBUT 10 1.4 2.0 0.27 9.525 3.47 4 O
16ER8BBUT 8 1.6 2.2 0.35 9.525 3.47 4 O

@Stock OAvailable Upon Order

BBUT
» Internal Thread

i Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325

, 16IR16BBUT 16 1.1 1.5 0.16 9.525 3.47 4 @)
/o 16IR12BBUT 12 1.3 1.9 0.22 9.525 3.47 4 @)
O 16IR10BBUT 10 1.4 2.0 0.27 9.525 3.47 4 @)
16IR8BBUT 8 1.6 2.2 0.35 9.525 3.47 4 @)

@Stock OAvailable Upon Order
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API
» External Thread

Order No.

Thread Turning Tool | TURNING TOOLS

Dimensions (mm)

Coated Cemented Carbide

Pitch
(TPI)
| POY PDX RE  IC S DI GM3215 GM3225 GM3325
22ER5API403 5 2.0 2.6 0.511 12.7 4,71 5 O
‘ 22ER4API382 4 2.1 2.8 0.971 12.7 4,71 5 [ ) [ )
22ER4API383 4 1.9 2.7 0.971 12.7 4.71 5 O O
22ER4API502 4 1.9 2.8 0.639 12.7 4.71 5 [ ]
22ER4API503 4 2.1 2.7 0.639 12.7 4.71 5 O
@Stock OAvailable Upon Order
» Internal Thread
: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ 1C ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
22IR5API1403 5 2.0 2.7 0.515 12.7 4.71 5 [ ]

’ 22IR4API382 4 2.1 2.8 0.979 12.7 4.71 5 [ ] [ ]
22IR4API383 4 1.9 2.7 0.979 12.7 4.71 5 O O
22IR4API502 4 2.0 2.7 0.644 12.7 4.71 5 [ ] [ ]
22IR4API503 4 2.0 2.8 0.644 12.7 4.71 5 O

@Stock OAvailable Upon Order
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API RD
» External Thread

: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
| POY PDX RE IC S DI GM3215 GM3225 GM3325
16ER10APIRD 10 1.48 1.5 0.435 9.525 3.47 4 [ ]
16ER8APIRD 8 1.3 1.5 0.359 9.525 3.47 4 [ ] [ ]

@Stock OAvailable Upon Order

API RD
» Internal Thread

: Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
) 16IR10APIRD 10 1.5 1.3 0.361 9.525 3.47 4 [ ]
16IR8APIRD 8 1.5 1.3 0.438  9.525 3.47 4 @) [

@Stock OAvailable Upon Order
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M)
» External Thread L7 Re
PDY &

Pitch Dimensions (mm) Coated Cemented Carbide
Order No. (mm)

| POY PDX RE IC S DI GM3215 GM3225 GM3325
16ER1.00M) 1.00 0.6 0.7 0.165 9.525 347 4 [}
16ER1.25M) 1.25 0.8 0.9 0.207 9.525 347 4 ( J
16ER1.50M) 1.50 0.8 1.1 0.24 9.525 3.47 4 [ J
16EL1.50M) 1.50 0.8 1.1 0.24 9.525 3.47 4 O
16ER1.75M) 1.75 0.9 1.2 0.29 9.525 3.47 4 O
16ER2.00M] 2.00 1.0 1.3 0.33 9.525 3.47 4 [
16ER2.50M] 2.50 1.1 1.5 0.41 9.525 3.47 4 O
16ER3.00M] 3.00 1.2 1.6 0.50 9.525 3.47 4 O

@Stock (OAvailable Upon Order

M)
» Internal Thread %ﬂ
2N teoy
Ic
Pitch Dimensions (mm) Coated Cemented Carbide
Order No. i)

‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
11IR1.00M] 1.00 0.6 0.7 0.07 6.35 3 3.2 O
11IR1.25M] 1.25 0.8 0.9 0.08 6.35 3 3.2 @)
11IR1.50M] 1.50 0.7 1.0 0.09 6.35 3 3.2 O
, 11IR2.00M] 2.00 1.0 1.3 0.13 6.35 3 3.2 @)
16IR1.00MJ 1.00 0.6 0.7 0.07 9.525 3.47 4 [ ]
16IR1.25M] 1.25 0.8 0.9 0.08 9.525 3.47 4 O
A 16IR1.50M] 1.50 0.8 1.0 0.09 9.525 3.47 4 O
16IR2.00M] 2.00 1.0 1.3 0.13 9.525 3.47 4 O
16IR2.50M] 2.50 1.1 1.5 0.15 9.525 3.47 4 O
16IR3.00M] 3.00 1.2 1.6 0.18 9.525 3.47 4 O

@sStock OAvailable Upon Order

GESAC __ 291



TURNING TOOLS | Thread Turning Tool

UN]J

» External Thread

Dimensions (mm)

Coated Cemented Carbide

Order No. l().'rtpcl?
PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
T1ER32UN]J 32 0.6 0.7 0.13 6.35 3 3.2 O
T1ER28UN] 28 0.6 0.7 0.15 6.35 3 3.2 O
T1ER24UN] 24 0.6 0.7 0.18 6.35 3 3.2 O
T1ER20UN]J 20 0.7 0.9 0.21 6.35 3 3.2 @)
T1ERT8UN]J 18 0.8 1.0 0.23 6.35 3 3.2 O
T1ERT16UN]J 16 0.8 1.0 0.25 6.35 3 3.2 @)
T1ERT4UN]J 14 1.0 1.2 0.30 6.35 3 3.2 O
16ER32UN]J 32 0.6 0.7 0.13 9.525 3.47 4 [
16ER28UN] 28 0.6 0.7 0.15 9.525 3.47 4 [ ]
16ER24UN] 24 0.6 0.7 0.175  9.525 3.47 4 @)
16ER20UN]J 20 0.7 0.9 0.21 9.525 3.47 4 [
16ERT8UN]J 18 0.8 1.0 0.23 9.525 3.47 4 [ ]
16ERT6UN] 16 0.8 1.0 0.263  9.525 3.47 4 @)
16ERT4UN]J 14 1.0 1.2 0.30 9.525 3.47 4 @)
16ERT2UN]J 12 1.0 1.2 0.35 9.525 3.47 4 O
16ERTOUN]J 10 1.1 14 0.42 9.525 3.47 4 O
16ER8UN] 8 1.4 1.7 0.54 9.525 3.47 4 O
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Coated Cemented Carbide

TN ?T";:II; Dimensions (mm)
PDY ‘ PDX ‘ RE ‘ IC ‘ S D1 GM3215 ‘ GM3225 ‘ GM3325
T1IR32UN]J 32 0.6 0.6 0.025 6.35 3 3.2 O
T1IR28UN]J 28 0.6 0.7 0.05 6.35 3 3.2 @)
11IR24UN]J 24 0.6 0.8 0.05 6.35 3 3.2 O
T1IR20UN]J 20 0.7 0.9 0.07 6.35 3 3.2 @)
T1IR18UN]J 18 0.8 1.0 0.07 6.35 3 3.2 O
T1IR16UN]J 16 0.8 1.0 0.07 6.35 3 3.2 O
T1IR14UN]J 14 1.0 1.2 0.1 6.35 3 3.2 O
16IR32UN]J 32 0.6 0.6 0.05 9.525 3.47 4 O
16IR28UN]J 28 0.5 0.7 0.05 9.525 3.47 4 O
16IR24UN]J 24 0.6 0.8 0.05 9.525 3.47 4 O
16IR20UN]J 20 0.7 0.9 0.07 9.525 3.47 4 O
16IR18UN]J 18 0.8 1.0 0.07 9.525 3.47 4 O
16IR16UN]J 16 0.8 1.0 0.07 9.525 3.47 4 [
16IR14UN]J 14 1.0 1.2 0.10 9.525 3.47 4 O
16IR12UN]J 12 1.0 1.3 0.12 9.525 3.47 4 O
16IR10UNJ 10 1.0 1.4 0.15 9.525 3.47 4 O
16IR8UN]J 8 1.0 14 0.19 9.525 3.47 4 O

@Stock OAvailable Upon Order
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PG
» External Thread

f Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
‘ PDY ‘ PDX ‘ RE ‘ IC ‘ S ‘ D1 GM3215 ‘ GM3225 ‘ GM3325
\ 16ER20PG 20 0.8 0.9 0.14 9.525 3.47 4 O
16ER18PG 18 0.8 0.9 0.09 9.525 3.47 4 @)
16ER16PG 16 0.8 1.0 0.12 9.525 3.47 4 @)

@Stock OAvailable Upon Order

PG

» Internal Thread

f Dimensions (mm) Coated Cemented Carbide
Pitch
Order No.
(TPI)
| POY PDX RE  IC S Dl  GM3215 GM3225 GM3325

11IR20PG 20 0.7 0.9 0.08 6.35 3 3.2 @)
, 11IR18PG 18 0.8 1.0 0.09 6.35 3 3.2 @)
11IR16PG 16 0.8 1.0 0.12 6.35 3 3.2 @)
16IR20PG 20 0.7 0.9 0.08 9.525 3.47 4 @)
16IR18PG 18 0.8 1.0 0.09 9.525 3.47 4 @)
16IR16PG 16 0.8 1.0 0.12 9.525 3.47 4 @)

@Stock OAvailable Upon Order
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GNTP
» 60° General Thread Inserts, with Rake Angle 8

GM3225

GNTP2L 2 0.70-3.00 1.25-3.50 8-36 7-20 0.10 1.91 ([ ]
GNTP2R 2 0.70-3.00 1.25-3.50 8-36 7-20 0.10 1.91 (]
GNTP3L 3 1.25-4.00 2.00-5.00 4-20 5-12 0.17 2.49 [ ]
GNTP3R 3 1.25-4.00 2.00-5.00 4-20 5-12 0.17 2.49 (]

@sStock OAvailable Upon Order
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GSTT

» Small Part Threading Inserts N \
A

S

Coated
Pitch Dimensions (mm) Cemented

Carbide
Order No. " -
mm TPI W1 CcW S D1 RE PDX PDX1 PNA E E
3 O
GSTT3LA6000 0.2-0.6 64-48 3 2.5 8.7 5.2 - 2.1 0.4 60 ° [ ] [ ]
GSTT3LB6000  0.2-0.6 64-48 3 2.5 8.7 5.2 - 0.4 2.1 60 ° () ( J
GSTT3LA60005 0.5-1.25 48-24 3 2.5 8.7 52 005 17 0.8 60° ° °
GSTT3LB60005 0.5-1.25 48-24 3 2.5 8.7 52 0.05 038 1.7 60° () (
GSTT3LN6001 1-1.5  24-18 3 25 8.7 5.2 0.1 1.25 125 60° [ ] [ ]
GSTT3LA55005 - 40-16 3 2.5 8.7 5.2 0.05 1.7 0.8 55° [ ] [ ]
GSTT3LB55005 - 40-16 3 25 8.7 5.2 0.05 0.8 1.7 55° [ ] [ ]
Q GSTT3RA6000 0.2-0.6 64-48 3 25 8.7 5.2 - 0.4 2.1 60 ° [ ] [ ]
GSTT3RB6000 0.2-0.6 64-48 3 25 8.7 5.2 - 2.1 0.8 60 ° [ ] [ ]
GSTT3RA60005 0.5-1.25 48-24 3 2.5 8.7 5.2 0.05 0.8 1.7 60 ° [ ] [
GSTT3RB60005 0.5-1.25 48-24 3 25 8.7 5.2 0.05 1.7 0.8 60 ° [ [
GSTT3RN6001 1-1.5 2418 3 2.5 8.7 5.2 0.1 125 125 60° [ [
GSTT3RA55005 - 40-16 3 25 8.7 5.2 0.05 0.8 1.7 55° [ [
GSTT3RB55005 - 40-16 3 2.5 8.7 5.2 0.05 1.7 0.8 55° [ [

@Stock OAvailable Upon Order
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Thread Turning Tool Holders

External Diameter Tool Holder

e m
®
LH
LF
==
The diagram shows the right hand
Dimensions (mm) Screw Shim Shim Screw  Wrench o I
) Wrench = Stock
‘ 38
H=HF B LF WF LH F é iy Q f T ORL
o /
SER/L1212F11 12 12 80 14 16 11ER/L... SI60M025080-03510H \ \ TTO8PH \ 009 @ @
SER/L1212F16 12 12 80 16 21 SI60M035090-05312H \ \ TT15PH \ 0.09 @
SER1212H16 12 12 100 16 21 SI60M035090-05312H \ \ TT15PH \ 0.09 O
SER/L1616H16 16 16 100 20 24 SI60M035120-05316H DEN16P15SH SSBM030060H TT15PH TH25LH 0.20 @ @
SER/L2020K16 20 20 125 25 27 16ER/L.. SI60MO035120-05316H DEN16P15SH SSBM030060H TT15PH TH25LH 039 @ @
SER/L2525M16 25 25 150 32 32 SI60M035120-05316H DEN16P15SH SSBM030060H TT15PH TH25LH 0.74 @ @
SER3225P16 32 25 170 40 30 SI60M035120-05316H DEN16P15SH SSBMO030060H TT15PH TH25LH 0.96 O
SER/L3232P16 32 32 170 40 31 SI60M035120-05316H DEN16P15SH SSBM030060H TT15PH TH25LH 1.37 @ O
SER/L2525M22 25 25 150 32 31 SI60M040160-07013H DEN22P15SH SSBMO040060H TT20PH TH30LH 0.74 @ O
SER3225P22 32 25 170 40 32 SI60M040160-07013H DEN22P15SH SSBMO040060H TT20PH TH30LH 0.96 O
SER/L3232P22 32 32 170 40 32 22ERIL SI60M040160-07013H DEN22P15SH SSBMO040060H TT20PH TH30LH 1.37 @ O
SER/L4040R22 40 40 200 50 32 SI60M040160-07013H DEN22P15SH SSBMO040060H TT20PH TH30LH 2.51 O O
SER2525M27 25 25 150 32 25 SI60M050160-07212H DEN27P15SH SSBMO040060H TT20PH TH30LH 0.74 O
SER/L3232P27 32 32 170 40 33 27ER/L.. SI60M050160-07212H DEN27P15SH SSBMO040060H TT20PH TH30LH 137 @ @
SER/L4040R27 40 40 200 50 33 SI60M050160-07212H DEN27P15SH SSBMO040060H TT20PH TH30LH 251 O @
Notes: SIEOM025080* represents M3.5%12 @Stock OAvailable Upon Order
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Thread Turning Tool Holders

Tool Holder with Internal Hole

The diagram shows the right hand

Dimensions (mm) . Screw Shim Shim Screw  Wrench V\Isrzlr::h E StIc?ck
Order No. S;Jr:;ibrie y %
DMIN DCONys H LF WF LH ? ﬁ ‘Q f 5 R L
7y /

SIR/LO008KO08 9.9 8 7.4 125 4.95 20 08IR/L... SI6OM022050-03008H \ \ TTO6PH \ 0.05 @ ®
SIR/LO0T0K11 13 10 9 125 6.5 25 SI60M025060-03510H \ \ TTO8PH \ 0.08 @ ®

SIR00T0H11 13 10 9 100 6.5 25 SI60M025060-03510H \ \ TTO8PH \ 0.08 O
SIR/LO010K11-A16 13 16 15 125 6.5 30 11IR/L... SIEOM025060-03510H \ \ TTO8PH \ 0.20 ® O
SIR/LO012K11 15 12 11 125 7.4 28 SI60M025060-03510H \ \ TTO8PH \ 0.11 @ O
SIR/LO012K11-A16 15 16 15 125 7.4 36 SI60M025060-03510H \ \ TTO8PH \ 0.20 ® O
SIR/LO013M16 19 16 15 150 9.4 32 SI60M035090-05312H \ \ TT15PH \ 0.24 @ O

SIR/LO016Q16 21 16 15 180 10.8 40 SI60M035090-05312H \ \ TT15PH \ 0.28 @

SIRO016N16 21 16 15 160 10.8 40 SI60M035090-05312H \ \ TT15PH \ 0.28 O
SIR/L0020Q16 24 20 18 180 13.1 40 SI60M035120-05316H DIN16P15SH SSBM030060H TT15PH TH25LH 0.44 @ @

SIR0020P16 24 20 18 170 13.1 40 16IR/L... SI6GOM035120-05316H DIN16P15SH SSBM030060H TT15PH TH25LH 0.44 O
SIR/LO025R16 29 25 23 200 15.6 45 SI60M035120-05316H DIN16P15SH SSBMO030060H TT15PH TH25LH 0.77 @ O
SIR/L0032S16 38 32 30 250 19.1 50 SI60M035120-05316H DIN16P15SH SSBM030060H TT15PH TH25LH 1.58 @ O
SIR/LO040T16 44 40 38 300 23.1 55 SI60M035120-05316H DIN16P15SH SSBM030060H TT15PH TH25LH 2.96 O O
SIR/LO050U16 60 50 48 350 28.1 50 SI60M035120-05316H DIN16P15SH SSBM030060H TT15PH TH25LH 5.39 O O
SIR/L0020Q22 26 20 18 180 13.2 40 S160M040120-07010H \ \ TT20PH \ 044 0@
SIR/LO025R22 32 25 23 200 16.4 46 SI60M040160-07013H DIN22P15SH SSBM040060H TT20PH TH30LH 0.77 @ @
SIR/L0032S22 39 32 30 250 19.9 50 22IR/L... SIEOM040160-07013H DIN22P15SH SSBM040060H TT20PH TH30LH 1.58 @ O
SIR/LO040T22 47 40 38 300 23.9 55 SI60M040160-07013H DIN22P15SH SSBM040060H TT20PH TH30LH 2.96 O O
SIR/LO050U22 57 50 48 350 28.9 70 SI60M040160-07013H DIN22P15SH SSBM040060H TT20PH TH30LH 5.39 O O
SIR/L0032S27 42 32 30 250 20.9 50 SI60M050160-07212H DIN27P15SH SSBM040060H TT20PH TH30LH 1.58 O O
SIR/LO040T27 50 40 38 300 25 55 27IR/L... SI6GOM050160-07212H DIN27P15SH SSBM040060H TT20PH TH30LH 2.96 O O
SIR/LO050U27 60 50 48 350 30.1 70 SI60M050160-07212H DIN27P15SH SSBM040060H TT20PH TH30LH 5.39 O O

Notes: SI6OM025080* represents M3.5%12
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Thread Turning Tool Holders-GN Series

External Diameter Tool Holder-linear

m
LF
= T
The diagram shows the right hand
Dimensions (mm) Screw Clamp Plate Wrench
Matched Weight In
et Insert (KG)  Stock
H=HF B CDX LF WF LH f
GNSR1616H2 16 16 35 100 20 19 SCAM040120H  CANO2RH TH30LH 0.20 [ ]
GNSR2020K2 20 20 35 125 25 19 GN.2R  SCAMO040120H  CANO2RH TH30LH 0.38 (@)
GNSR2525M2 25 25 35 150 32 19 SCAM040120H  CANO2RH TH30LH 0.74 (@)
GNSL1616H2 16 16 3.5 100 20 19 SCAM040120H  CANO2LH TH30LH 0.20 (@)
GNSL2020K2 20 20 35 125 25 19 GN.2L SCAMO040120H  CANO2LH TH30LH 0.38 (@)
GNSL2525M2 25 25 35 150 32 19 SCAM040120H  CANO2LH TH30LH 0.74 (@)
GNSR2020K3 20 20 53 125 25 32 GN.3R SCAMO050200H  CANO3RH TH40LH 0.39 ([ ]
GNSR2525M3 25 25 53 150 32 32 ’ SCAM050200H  CANO3RH TH40LH 0.74 ([ ]
GNSL2020K3 20 20 53 125 25 32 GNAL SCAM050200H  CANO3LH TH40LH 0.39 (@)
GNSL2525M3 25 25 53 150 32 32 ' SCAM050200H  CANO3LH TH40LH 0.74 [ ]
Notes: SCAM040120H representative M4X12 @sStock OAvailable Upon Order
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Thread Turning Tool Holders-GN Series

Tool Holder with Internal Hole

The diagram shows the right hand

Dimensions (mm) Screw Clamp Plate  Wrench
Matched Weight In
ez Insert (KG)  Stock
DMIN DCON,s WF LF cs f
GNAR20Q2 26 20 13 180 1/8-27 NPT GNL SCAMO040120H CANO2LH TH30LH 0.44 @)
GNAR25R2 34 25 17 200 1/4-18 NPT ' SCAMO040120H CANO2LH TH30LH 0.77 @)
GNAL20Q2 26 20 13 180 1/8-27 NPT GN2R SCAMO040120H CANO2RH TH30LH 0.44 [
GNAL25R2 34 25 17 200 1/4-18 NPT ' SCAMO040120H CANO2RH TH30LH 0.77 @)
GNAR25R3 34 25 17 200 1/4-18 NPT  GN.3L  SCAMO050200H CANO3LH TH40LH  0.77 @)
GNAL25R3 34 25 17 200 1/4-18 NPT GN.3R  SCAMO050200H CANO3RH TH40LH  0.77 @)
Notes: SCAM040120H representative M4X12 @Stock OAvailable Upon Order

(@ The right-handed (R) insert is applicable to the left-hand (L) tool holder, and the left-hand (L)
insert is applicable to the right-handed (R) tool holder.
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Thread Turning Tool Holders-GST Series

External Diameter Tool Holder
Dedicated for Automatic Lathe

CDX

Thread Turning Tool

°v | WE

HF,

ox]

The diagram shows the right hand

LF

Dimensions (mm)

Matched
Order No. -

H=HF B CDX CUTDIA LF HF WF
GSTR/L1010)K3 10 10 6 12 120 10 10
GSTR/L1212)K3 12 12 6 12 120 12 12

GSTT3R/L
GSTR/L1616JK3 16 16 6 12 120 16 16
GSTR/L2020)K3 20 20 6 12 120 20 20
GSTR/L1010JK4 10 10 8 16 120 10 10
GSTR/L1212JK4 12 12 8 16 120 12 12

GSTT4R/L
GSTR/L1616JK4 16 16 8 16 120 16 16
GSTR/L2020JK4 20 20 8 16 120 20 20

Notes: SSAM045095Q representative M4.5X9.5

Screw

’

SSAM045095Q
SSAM045095Q
SSAM045095Q
SSAM045095Q
SSAM045095Q
SSAMO045095Q
SSAMO045095Q
SSAMO045095Q

Wrench

/©
TT10PQ
TT10PQ
TT10PQ
TT10PQ
TT10PQ
TT10PQ
TT10PQ
TT10PQ

TURNING TOOLS
In Stock
Weight
(KG)
R L
0.09 [} O
0.14 [} [ )
0.24 ° O
0.40 [} O
0.09 ° O
0.14 [ J [
0.24 [ J O
0.40 ° O

@Stock OAvailable Upon Order
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Thread Turning Tool Holders-GST Series

External Diameter Tool Holder
Used for Sub-spindle of Automatic Lathe

w CDX
] / B
4
5| [NON] E
The diagram shows the right hand l Dedicated for
LF ‘ automatic lathe
Dimensions (mm) Screw Wrench In Stock
Matched Weight
Order No. T / (KG)

H=HF B CDX CUTDIA LF HF WF /Q R L
GSTR/L1010JK3-RS 10 10 6 12 120 10 7.2 GSTT3RL SSAM045070Q  TT10PQ 0.09 [ @)
GSTR/L1212JK3-RS 12 12 6 12 120 12 7.2 SSAM045070Q  TT10PQ 0.14 [ O
GSTR/L1010JK4-RS 10 10 6 12 120 10 7.2 CSTTARL SSAM045070Q  TT10PQ 0.09 [ @)
GSTR/L1212JK4-RS 12 12 6 12 120 12 7.2 SSAM045070Q  TT10PQ 0.14 [ [
Notes: SSAM045070Q representative M4.5X7 @Stock OAvailable Upon Order
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Recommended Cutting Data (Number of Tool Paths)

Pitch 0.5 0.75 1 1.25 1.5 1.75 2 2.5 3 35 4 4.5 5 55 6
TPI 48 32 24 20 16 14 12 10 8 7 6 55 5 4.5 4
Number of Tool

Peife 4-6 4-7 4-8 59 | 5-10 5-10 | 6-12 8-14 816 9-17  9-18 10-19 10-20 11-20 11-21

Recommended Cutting Data (Cutting Speed)

Cutting Chip Cutting Speed

ISO Workpiece Material Hardness Range Purpose e Grade Ve (m/min)
Low-carbon
(C=0.1-0.25%) HB125 120-160-230
Medium-carbon
Carbon Steel (C=0.25-0.55%) HB150 100-150-195
High-carbon
(C=0.55-0.80%) HB170 90-140-180
Non-hardening HB180 100-130-180
Low Alloy Steel Hardening HB275 75-100-140
. Finishing,
n Hardening HB350 Semi- | Continuous TC GM3325 60-80-130
Annealing HB200  finishing 80-110-140
High Alloy Steel
Hardening HB325 70-90-115
Unalloyed HB180 180-200-220
Low Alloy HB200 70-110-150
Cast Steel High Alloy HB225 60-100-120
Manganese Steel
(12-14%Mn) HB250 30-40-50
Austenitic HB180 N 90-120-140
Finishing,

M Stainless Steel  Ferritic/Martensitic = HB200  Semi- | Continuous = TC GM3325 = 70-140-170
finishing

Duplex Stainless Steel  HB230 60-90-120
Malleable Cast Ferritic HB130 110-130-170
Iron Pearlite HB230 85-100-145
Low Tensile Strength ~ HB180  Finishing, 100-120-160
Grey Cast Iron Semi- Continuous TC GM3325
High Tensile Strength  HB260  finishing 80-100-140
Nodular Cast Ferritic HB160 110-125-160
Iron Pearlite HB250 80-100-120
Forged Non-aging HB60 350-500-700
Aluminum
Alloy Aging HB100 300-400-500
Non-aging HB75 300-450-500
Cast Aluminum i Finishing, o,
m Alloy | Aging HBO  cemi-  Continuous  TC GM3325 | 200-290-400
Silicon Containing finishing -200-
(13-22%Si) HB130 100-200-300
Brass HB90 100-220-300
Copper and 5 d Lead f
Copper A||0y ronze ana Lead-free _ _
Copper HB100 80-180-255
Iron-  Annealing HB200 35-45-60
based | aAging = HB280 25-35-50
Heatﬁg}'{“'”g Nickel Annealing HB250 15-25-30
based and . Finishing, ‘
Cobalt- | Ading HB350 = semi-”  Continuous — TC GM3325 10-15-25
based  casting HB320 finishing 10-13-20
Commercially Pure
A 400Rm 140-150-170
Titanium Alloy (99.5% Ti)
a+f Alloy 1050Rm 50-60-70
iah- Hardened Steel HRC55 | Finishing, 40-45-50
m High-hardniess : Semi- | Continuous ~ TC  GM3325
ateria Chilled Cast Iron HB400 | finishing 30-40-50
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Recommended Cutting Data of GST Series Threading Tool
Recommended Values for the Number of Tool Paths and Radial Infeed

Total ~ Number
Pitch Tip  Cutting of Tool
Type e Model (RE)  Depth Paths 1 2 3 4 5 6 7 8 9 |10
(mm) (Times)

020 0.15 4 0.06 0.04 0.03 0.02
' 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/LA/B6000 = 0.05
0.35 Plain = 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 0.060.04 0.04 0.02
Max
GSTT 3R/L A/B6000 = 0.05 & 0.38 6 0.10 0.10 0.070.05 0.04 0.02
=z 0.50 Plain
[0} m
= GSTT 3R/L A/B60005 | 0.05 = 0.33 5 0.10 0.10 0.07 0.04 0.02
v 3 Max
3 2 GSTT 3R/L A/B6000 = 0.05 & 0.45 7 0.10 0.10 0.08 0.06 0.05 0.04 0.02
i 3 060 Plain
= g GSTT 3R/L A/B60005 | 0.05 = 0.40 6 0.10 0.10 0.080.06 0.04 0.02
a 0.70 0.05  0.48 6 0.10 0.10 0.10/0.10 0.06 0.02
0.75 | GSTT 3R/L A/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 0.06 0.02
100 0.05  0.71 8 0.15 0.15 0.12 0.10 0.08 0.06 0.03 0.02
' GSTT 3R/L A/B60005 0-05  0.66 7 0.18 0.15 0.12 0.10 0.06 0.03 0.02
. GSTT 3R/LN6OOT | g10 | 0.90 9 020 0.8 0.13 0.10 0.10 0.07 0.05 0.05 0.02
’ 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/LN6001T ~ 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
Cutting Speed Recommendations
. . - Linear Speed
ISO Workpiece Material ~ Hardness (HB) Series Grade V)
GAT7115 120(60-180)
Steel <300 GSTT
GAT7125 90(40-150)
GAT7115 100(60-150)
M Stainless Steel <300 GSTT
GAT7125 80(40-130)
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Chip Breaker Comparison Table

Tool L . Kenna- Mitsubi- Sumito-
ISO Type Application GESAC Sandvik Seco Iscar Metal Walter shi o Tungaloy Kyocera Taegutec Korloy
GF LP PP
PF FFI LU TS VL
Finishing $FF o P2 N FR FP5 5$ su TSF A0 i VF
ic w2 P = SE ZF o e VB
SPL SH XQ
Semi-
finishing -IS-\S/ K Em 2 25R VF
(L&R)
PQ
MC VM
semi- oM PM o M3 [0 owmp o owes owa @ R we e
finishing QM MF5 MN MP5  MP PC MP
TP M3P Ux AM GS
Nega- PT MT GM
tive
Semi-
finishing | wmv | “MX vz owe | mw NM MW  GUW SW WE wWT Lw
fnishi WM ASW | WQ
with Wiper
Rough- M6  NR RP RP5 RP TH GT
finish ~~ QR PR MRe T3P RN RP7  GH ME THS PH RT e
MX
MR7
U HT
Heavy HX TU HY VT
Turning | QM HR | RR9 | R3P RH NRR HV TlVFV TUS HD VH
HZ
MM FP LU PSF
Finishing ~ FP °F M2 L FP4 RV LB PS )F(’g i v
SPL LP su PSS
) ) PP HMP
Posi-  Semi- TP PM M3 MP SF PC
tive finishing GP UM F2 SM MP MP4 MV MU PM HQ MT MP
14 c25
Rough- PR
i KM g M5 MF RP4
VL FP FH
o SF NF4 su MQ HA
Finishing MF MF1 SF FS SH SF EA
YF a1 i NMs o EF GU VP2
23 M1 TF MM Ms e GS
9 QM | MF4  M3M MA HU VP MM
Rough- M5 = NM NRa | RM EM TK VM
M finish ReOMR v ram R ks RS MU SH ST ET RM
o MM | UF FM HFP
Finishing ~'Co M F1 PF LF PM M su PSF GQ FG i
Posi-
tive .
Semi- MM
_>em MM | UM PS HMP
finishing- ‘oo v MF2 | SM MF PM5 MV MU o MQ SA i
Roughing no code
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Chip Breaker Comparison Table

Tool  Applica- . Kenna- Mitsubi- Sumito-
ISO Type - GESAC Sandvik Seco Iscar Metal Walter shi - Tungaloy Kyocera Taegutec Korloy
S
. LK Cc™M MK
semi- | MK K ma 6N FN MK5 MK vz Com- c KT GR
finishing UK KM UN UX Com-
GK plete | VR
Cycle plete
Cycle
Nega- .
ti\?e Semi- WMX sw WE
finishing = WMV W-M3 | WG MW NM MW GUW WT LW
) ) WM ASW wQ
with Wiper
m Rough- | e | g | M5 | g | UN | RKS | GH Gz CH e RT | RK
finish M6 RP RK7 RK 75
Finishing- MK
. MM KF 14 FK6 Com-
Semi- GP KM 19 MF MK4  plete MU ™ GK HMP
finishing Cycle
Positive y
Rough- KM RK4
finish KM KR M5 MP RK6 Tablet us Tablet MT Cc25
m Positive  Cneral 5 AL | AL AS HP PM2 AZ AG AL AH FL AK
Machining
Finishing-
Nega- “cemi  EL o sgF  MF1 PP MS  MsS3 Y] EX HRF K ML VP2
tive T SML
B finishing
Nega- Semi- EM
tive finishing = SMM SM M1 TF UP NMS MS EG HRM MS MGS VP3
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Grade Comparison Table

Coat- . Kenna- Mitsubi- Sumito-
ISO ing Code GESAC Sandvik Seco Iscar "\ . Walter <hi —a Tungaloy Kyocera Taegutec Korloy
bo1 GPT6110 GC4205 Igggg? IC9150 KCPOSB WPPOSS UEG105  , oo o Bfﬁ’g CAS10  TTB105 |\ o
GP1105 GC4305 1C8150 KC9105 WPPO5 UE6005 CA5505 TT8115
TP1000 79015
GPT6110 GC4215 1P0300 KCP10B UE6OT0  AC810P  T9215
TPO501 1C9150 WPP10S CA515  TT8105 NC3010
P10 GP1115 GC4315 10901 19150 keotto RIS Uestio Acsoase Tot1s ST TTEI05 HE30T0
GP1120 GCaats 10200 KC9315 MC6015 AC820P  T9015
TP1500
GPT6120 KCP25B
GPTe130 0C4225 TP1501 1rg500 keg125 wppoos UEGT20 19225 cpsps  TT8125 \e3mo5
cvp | P20 Gpr1go GC4325 TP2500 1rasoh keoops  wpppp  UEGV20 | ACB20P | T9125 1 ()\oprn TT8TIS 3o
GC4425  TP2501 MC6025 79025 TT5100
GP1225 KC9325
TP2000
gﬁggg TP2500 1635 kcp3oB 178125
ba0 a0 Gea23s TP2501 (% KCP3O8 WPP30S MC6035 AC830P  T9235  CAS30 | TT5100 NC3030
GC4335  TP3501 WPP30 UE6035 AC630M T9135 CA5535 TT8135 NC5330
GP1130 1C8350 KC9240
TP3500 TT7100
GP1135
TT5100
b40 Gpi13s GCA240 TP3S00 | .. KCPAOB WPP30S MCG035 AC830P T9235 CAS30 11190 NC3030
n GC4335  TP40 KC9240 WPP30 UH6400 AC630M T9135 CAS535 11513 NC5330
PO1 PR1005
CP200 1C250 KCU10 PR1005
P10 ggggg TH1000 IC507 KC5010 \'\/"Psfool\}li AH710 | PR1115 PC8110
752000 1C570  KC5510 PR1215
PR930
1C908
GC1525 PR1025
1C928  KCU25 179020
GC1020  CP250 VP15TF AH710 | PR1115 PC5300
pyp P20 GM3225 crii55 152500 1C1008  KCS5025 vp2oMF | AC20U 1 ahz3g  prizis 117910 pegiqs
1C1028 KC5525 177220
GC1025 oo PR1425
PR1225
GH330
1C928
GH730  PR1025 TT8020
P30 GM3225 ggégg CP500 igggg KC5525 \\/’5215&'; AC530U AH120  RR1225 TT9020
ioee AH330  PR1535 TT7220
AH740
1928
pao GM3225 SC1145  (psog 11008 Kes525 VP15TF AH140 178020
GC2145 oo VP20MF
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Grade Comparison Table

Coat- . Kenna- Mitsubi- Sumito-
ISO ing Code GESAC Sandvik Seco  Iscar Metal Walter <hi e Tungaloy Kyocera Taegutec Korloy
GC1105
M10 GM3215 GC1115 IC520  KCS10  WXM10 VP1ORT Acstou AHTTO - PRIO2S - rrgnay pegios
AH8005  PR1215
GC1525
PRO30
VP1ORT AH120
GC1025 1C520 PR1025
752000 KC5010 VP15TF AH630
M20 GM3220 SCM1T5 rsp500 1507 yesqg WSMIO fypoamE  Acs20u  Amgots  PR1125 TT9030 PC8110
GC1125 1C807 WSM10S PR1215 TT8010 PC8115
CP200 KCU10 VP20RT SH725
GC1525 1907 o ol pR142s
PR1225
PVD
igggg VP15TF AH630
GM3220 | GC1125 | 132200 | jeggy | KCS025 | WSM20 VR2OMF | ) -5a ) | AH725 | PR1125 | 1rg045 | pes3gg
mM30 SM3220 OCT 12> cpao0 (807 KCsS25 WsM21 VP20RT OSSOV sh7as  prizzs TTO0%0 PCO300
CP500 KCU25 WSM20S UP20M SH730 | PR1535
UEETs MP7035 GH730
1C3028
GC1125  CP500 IIcc3300288 K025 \ysmiso
M40 Gm322s5 OCT120 P00 1308 kcssas | NOMS0 MP7035 ACG040M  AH645 PC5400
KCU25
1928
GC2015 19250
M10 GM1115 32015 oasD | KCM15B WAM10 MC7015 AC610M CA6515  TT9215 NC9115
GC1515
1C9025 MC7015 NC9125
M20 GM1115 8C2015 TM2000 yrgaqy  KEMISB 1y nnoh s7020 ACOO2OM - 16150 caesas 119215 \cgpos
GC2025 TP200 |Co0°0 KCM25B eroZ) AC630M TT9225 (2925
oD GC2220
TM2000 1C9350 AC6030M
GM1125 GC2040 KCM25B MC7025 TT9225
M30 TMA4000 IC4050 WAM20 AC630M  T6130 NC9135
GM1230 G235 Y090 1CA9%0 emzse Us73s  HCO30M TT9235
GM1125 KCM358
M40 SM125 1 Geass TMaooo Icess | KMSE US735 TT9235
CA310
TK1001 KCPOSB
1C5005 WKK10S UC5105  AC4010K CA4010 NC6205
KOT GK1115 GC3205 TH1500 153905 kcprop \pNKI0S BC31D5 ACANOK 15105 CA2010 117005 NCO20°
TK1000 KCLO5B
CA5505
TK1001 UCs105 CA315
Gk1115  8C3205 TK200T yrghn5 kekisg wkkios Ucst1s ACH0ISK - T515 1 CAASTS | rpgs  NC6205
Ko X115 G210 TKao00 (3005 KCKISB [WKKIOS (WCO1 IS acaosk  T5105  cado10 T1790° NCe210
GC3215 TPO500 MCo005 AC41SK  T5115  CA411S NC315K
m oD TP1500 CA4120
CA315
GC4325 WKK10S NC6215
0 gm;g GC3215 TK2001 | . . KCK20B WKK205 UC5115 AACC‘LT;KK 5115 gﬁjﬂg TT7015 NC315K
K172 GC3220 TP2500 KCP25B  WAKI0 MC5015 AC, oK 75125 SA%113 777310 NCs330
GC3225 WAK20 PC5300
CA4515
Gc3040  1K2001 WAK30 | UC5115  AC420K CA320 NC5330
K30 | GK1125 ' o ra335 TTPP225OOO° WKP30S MC5015 AC820P  '°12°  CA4120 PC5300
GN9110  H10 H1
No1 SPT10 - IO K605 Nl KSOSF kw10 HO1
GN9110 890 K313 EH10 | TH10 = KW10
N10 oNT7120 His | 1C20 K;;OMM WK10 - HTI0  pisio wior gwis | K10
KX K715 G10E
N20 G(EIII\I'I?;12200 883 | IC20  KMF EH20 = KSI5F K20
H15 K600 EH520
H25
N30 GN9130 H25 G13
GNT7120 883 THR
GST7115 AEETS
752000 1C807 = KCU10 VPIORT AC510U AH905 = PROOSS AH8005
10 /GST7120 GC1105 | 155500 10907 kes010 WOM19S Mpao1s Acs015s | sH730 | PROTSS 110010 AHgO1S
GS3115
B AH110
AC510U  AH8015
GC1115 IC808  KCU25 PRO15S AH8015
520 GsT7130 Oc11> cpsoo 1SS0S KCUZwsmaos MPoot1s | Acs20u  AH120  PRO1SY TTgo20 AHE01

AC5025S  AH725
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Cermet Grade Comparison Table

Coat- 7 Ken- . .. Sumito-
ISO ing Code GESAC Sandvik Seco Iscar | -Meta Mitsubishi e Tungaloy Kyocera Taegutec Korloy
PO1 IC20N  KT1120  Nx1010 T T1OA " Nssp0  Tnet0 CN20
T1000A
GP91TM IC20N | KT1120 T1200A NS520  TN610 CN20
P10° Gpogrm CT°01> TP1020 yezsr kmizs NX2525 ris00a  nsos3o  Tneo 73090 ENTOO0
None
IC20N NS9530 CN1000
n pao  SPOTTM cTs01s TP1020  IC7ST  Kkmizs  \ieo2e TIZO0M Nssso  TNO29cragoo  cN1s00
IC30N NS730 CN2000
1C75T NX3035
P30 e Naoa> | T250A  NS740 CN2500
AP2SN oo J530
IC520N  KT315  VP25N GT9530  PV710 CC1500
PVD POT-PZ0 GPITM GCIS2S TPTO30 10030 rpio | Mpsoos 1209 | Gremp  evrzo PV3P10 ceaeno
VP45N GT730
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Comparison Table of PCBN&PCD Grades

Clas-
sifica- " Mitsubi- Sumito- Tunga- Taegu-
IS0 “ion GESAC Sandvik SECO  ISCAR Kenna Walter <hi mo loy Kyocera "5 KORLOY
Code
BN500  BX910
KO1 g'}i’g:;g’g CB7525 ggsgggg }ggg ﬁg}gzg WCB80 MB710 BNC500 BX930 KBN475 TB730  KB370
BN7000  BX950
BKN115P CBN20 BX470
m K10  BKN225Z cgsggo CBN200  IB55  KB9610 WCBS0 mgig;g 83%7500000 BX480 KKBB’;‘\‘%%'\C;' KB9OA  KB350
BKN225S CBN300 BX950
BKN115P CBN350 BC5030
K20 'BKN225Z CBN500 IB90  KB9640 WCBSO MB730 gk‘éggg giggg KBN90O DBS800
BKN225S CBN600 MBS140
BNC2010
CBN050C
BNC100  BXM10  KBNOSM
BHC210P CBNO10 | IB25HC BC8105 TB610 | KB410
Hor SHCIP cgao IO RPN keis10 wesso SCBIDS BN1000  BX310 Kemiom (oD fBO
BN BN2000 BXC30 KBN510
BNX10
BHC210P CB7105 CBN160C KB9610 ENEAUID LMD
BC8110 BNC2020 KBM10M DNC250
BHC115P CB7015  CBN150 KB5610 BXM10 TB650
H10 IB50 WCB50 MBCO10 BNC160 KBN25M KB320
m BHC215Z CB50  CBNOGOK KB1615 Mmass | oNcoog  BX330 ONEW keSO | eh
BHC125P CB7050 CBN200 KB1625 oNseo K oNes
CBN400C
g:gigﬁ CB7115 CBN30OP |0t r  (seos BC8120 BNC2020 BXM20 ﬁg“ggm
H20 BRCIZP cB7025 cHasao BEHA L KBS02S 1 ywepgo MBCO20 BNC200  BxCso  KOTSOM TBETO  KB420
CB7525 CBN350 MB8025 BNX20  BX380
BHN2255 KBN90O
CBN500
BNC300 BXM20  KBN30M DNC350
H30 BHC135P CB7525 CH3515  IBSS iggggg E;/ICBSQ:E’;’ BN350 BXC50  KBN35M ;g;gf\ kB335
BNX25 BXA20 = KBN90O KB425
KBN65M
BX470 KBN70M  KB9O
B S01  BSN115P CBN200 KBS630 WCBSO MB4020 BN7000 070 ABRTOM KBS0 370
KBN65B
KD1405 DA1000  DX180
NO1 CDO5 | PCDO5 S mMp205  PA19%0 DX180 kppoo1  TDB10  DP200
KPD0O1
DN- KD1415 DA1000 DX140 KPDO10
no (SN oo pepto s (D115 wpio mpzao  DATOO0 DRAD KPDOTO DP200
m KPD250
KPD001
DN- DA1000 KPDO10
N20 OO0 PCD20 KD1425 MD230 DAI900  Dx120 (P91 KkP300  DP1SO
KPD250
PCD30 DA1000
N30 %0 KD1400 mMD2030  DA1900  Dxa1o DP9O
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Selection Guide for Small Part Turning Tools

GAT7115 has a relatively good machining effect on stainless steels such as 303 and 304. GAT7125
has a relatively good machining effect on medium and high hardness stainless steel materials
such as 316L. GAT7120A has a relatively good machining effect on plain steel, free cutting steel
and so on.

Coated Cemented Carbide Grades

Range of . . L
Machining GESAC Kyocera NTK Sumitomo TaeguTec Mitsubishi Tungaloy

High-speed GAT7115 PR1225 DM4/DT4/ST4 ACS0155 AH725
Machining

AC520U
LOV:{'SP.EE"WE” GAT7120 PR930 TM4/ZM3/QM3  AC1030U VP15TF
esistance

Light

GAT7125 PR1535 TM4/QM3 AC5025S TT9020 SH730
Interrupted

General
Machining of GAT7120A PR1725 TM4/ZM3/QM3
Steel Parts

Dedicated to
Free Cutting PR1705 VM1
Steel
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Selection Guide for Small Part Turning Tools

Turning Geometry

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 PP FX ss
S Y UHG/U-U1
AF CF AMX
AK SK/SKS UL JS SA
3d Chip Breaker BF GF AZ7/YL/AM3 FC/ST
Series
BK CK CL JS
MM GQ YL SC/SI
. GSAB ABS TBP SBT
Back-turning
Series JXB
GSTB TKFB T8 BTAT
Series Features Geometry Recommended Working Conditions
o ) The design of the skewed slot makes it suitable for working
1.1tis divided into left-handed P conditions with small cutting depths and endows it with good chip
and right-handed types, and removal and chip breaking capabilities.
shall be selected according to the
machining conditions. The design with a large rake angle and a long straight slot can meet
General 2. Sharp cutting edge effectively G the machining requirements of small feeds and relatively large
Grooving Series | reduces cutting force. cutting depths.
3.1Itis general for external
diameter turning, and for end The design of the tool cutting edge inclination angle and the long
face turning with small cutting 5 straight slot has a good chip guiding effect, realizes the general
depths. machining of small part products, and is suitable for the finishing-

semi-finishing conditions.

The design with a small slot width and a large rake angle enables a
AF tiny cutting depth ranging from 0.02 to 0.2mm. It has a good chip
breaking effect and can help obtain a good machined surface.

With a sharp edge and the design of tool cutting edge inclination
angle, it can achieve variable cutting depths and has good chip
1.1t is generally applicable for removal and chip guiding effects, thus obtaining a good machined

both left-handed and right- surface.
handed use.

AK

It features a chip breaker and a design with a small rake angle. It
is suitable for working conditions with small cutting depths that
focus on chip processing. The high-strength tool tip meets the
requirements of general machining.

2. Chip processing can be carried
out when the feed and cutting BF
depth change.

3d Chip Breaker
Series

3.1t is generally applicable for

external diameter and end face The design with a large slot width and tool cutting edge inclination
turning. BK angle has a good chip removal effect and can obtain an excellent
machined surface.

It features a design of twin rake angles and a double-curved chip
breaker. It has a wide machining range and excellent performance in
chip breaking and chip removal. It is suitable for the field of roughing
for small parts.

MM
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Selection Guide for Small Part Turning Tools

Grooving and Parting Off

Product Series c:tr:g:rﬁte . GESAC  Kyocera  NTK  TaeguTec = Mitsubishi Tungaloy ~KORLOY  ISCAR
Three Edged Customized TGF
Shallow Slot Shallow Slot GB GBA GTMH GTAH JSTG TBGF
Deep Slot — GKD KGM KGWP GY2M JCTE
Vertically-
Grinding Type  Installed (General) GSTC TKF CcTP CTAH JXGR SBC SCH
Parting Off Vertically-
Installed (Thin) GSTS TKFS
Compression
Type Parting Off Slotted GTD GDM CDTP TD) GY JCGWS MGMN DGN
. . Geom- . -
Series Selection of Lead Angles Features etry Recommended Working Conditions

With a large rake angle and a small tip design,
U it has good sharpness and can effectively
optimize the surface quality of the workpiece

Conventional parting off tool, being machined.

which is usually accompanied
with right-handed tool
holders. The left-handed tool
GSTC holder is mainly used when T
the workpiece is clamped for
parting off under assistance of
a sub-spindle.

Strengthened insert, of which larger tip arc
and smaller rake angle ensure edge strength
and effectively improve the service life of the
tool.

The insert without lead angle
can effectively prevent insert
tipping and chip curling and N
have a longer service life; The
insert with a lead angle can
reduce the core size of solid rods
and prevent residual rings and

The design of large flat slot and no tip ensures
insert sharpness and also effectively improve
the service life of the tool.

Mainly used for clamping and

GSTS

GSTT

deformation in the hollow tube.

Thread

Product Series

Vertically-installed

Product
Categories

Two Edged

314 _GESAC
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parting off under assistance
of the sub-spindle; when the
workpiece diameter is small
and suppresses the overhang
depth of the spindle, thin
inserts are beneficial for
machining in narrow spaces.

Conventional threaded tools
are generally suitable for the
machining of General 55° and
General 60° threads.

Kyocera

GSTT TKFT

NTK

TTP

With a large rake angle and a small tip design,
it has good sharpness and can effectively
optimize the surface quality of the workpiece
being machined.

With a sharp rake angle design, it is suitable
for the threading of general small parts.

Tungaloy ISCAR

JSXB SCI
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List of Accessory Specifications (Shim)

Dimensions Aoplicabl
Shape Order No. pE’I_(')‘;aI €
A B C D E F a°
DCN1204MH 4.76 12.4 7.4
External
DCN1604MH 4.76 15.6 9.8 Diameter-M
Type
DCN1904MH 4.76 18.6 11.6
DDN1103MH 33 9.2 5.9
External
DDN1504MH 4.76 12.4 7.4 Diameter-M
Type
DSN1204MH 4.76 12.4 7.4
External
DSN1504MH 4.76 15.6 9.8 Diameter-M
Type
DSN1904MH 4.76 18.6 11.6
DTN1603MH 33 9.2 5.9
External
DTN2204MH 4.76 12.4 7.4 Diameter-M
Type
DVN1603MH 33 9.2 5.9
External
Diameter-M
Type
80° DWNO0603MH 3.3 9.2 5.9
A
TN External
DWNO0804MH 4.76 12.4 7.4 Diameter-M
AN /
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List of Accessory Specifications (Shim)

A DEN16P15SH 3.21 14.21 9.525 3.5 SER/L*16*

DEN22P15SH = 4.019 | 18.474 12.7 4.0 SER/L*22*

A-A DEN27P15SH = 4.748 | 24.428 15.875 5.0 SER/L*27*

A DIN16P15SH 3.21 14.21 9.525 3.5 SIR/L*16*
B

é DIN22P15SH = 4.019 | 18.474 12.7 4.0 SIR/L*22*

B-B DIN27P15SH = 4.748 = 24.428 15.875 5.0 SIR/L*27*
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List of Accessory Specifications (Shim)

Dimensions licabl
Shape Order No. App_:_(l)coal €
A B C D E F a°
DCN1203PD 125 3.18 0.98 8 6.9
A 9, B¢
—— % DCN1604PD 157 4.76 1.1 9.2 7.9 External
| [ Diameter-P
. — _ I P2
\ Dl e A DCN1904PD 1885 = 476 | 1472 117 10 Type
N @
DCN2504PD = 24.4 4.76 3.12 16.6 13
DDN11T2PD 935 2.7 0.7 9 5.2
External
DDN1503PD 125 3.18 0.95 8 6.9 Diameter-P
Type
DSN1203PD 12,5 3.18 0.95 8 6.9
A -
\ B ¢ DSN1504PD  15.7 4.76 1.13 9.2 7.9

N N\
-\\\ % External
\ [ i -
J < Lu[ } a DSN1904PD 18.75 4.76 1.47 11.7 10 Diameter-P
—

Type
\\‘ / 2
= < DSN2506PD 24.4 6.35 3.29 16.6 12.8
DSN2504PD 24.4 4.76 2.5 15.68 12.8
DRN1204PD 9.8 3.18 1.13 6.2 4.9
B_
DRN1604PD 13.6 4.76 1.8 10.5 6.9
External
_ (} —< wHH+Hal s Diameter-P
© Type
DRN2004PD 173 476 18 11.5 7.9 P
[¢]
DRN2506PD 21.8 6.35 1.77 12.04 10
DTN16T2PD 9.35 2.7 1.3 6.5 5
B¢
ey DTN2203PD 12.5 3.18 0.95 8 6.9
External
g Diameter-P
'“l"”’ ’°|:% Type
%
DWNO6T2PD 9.35 2.7 1.3 6.5 5
External
DWNO0803PD 12.5 3.18 0.95 8 6.9 Diameter-P
Type

GESAC _317




TURNING TOOLS | Appendix

List of Accessory Specifications (Shim)

Dimensions licabl
Shape Order No. qu'cl)ccﬂ €
A B C D E F a°®
DCN1204DD 12.4 4.76 1.6 6.2 4.4
External
DCN1606DD 15.8 6.35 3 8.2 5.5 Diameter-D
Type
DDN1504DD 12.2 4.76 1.6 6.2 4.4
External
Diameter-D
Type
DVN1603DD 9.1 3.18 1 6 4.4
External
Diameter-D
Type
80° DWNO0804DD 12.4 4.76 1.6 6.2 4.4
%)
A= External
Diameter-D
£ K = Type
N P
List of Accessory Specifications (Pad)
Dimensions Aplicabl
Shape Order No. pq_(l)coa: €
A B C D E F a°
PA3D 5 5.5
} PA4D 6.7 7
! External
"""" [ | PASD 7.8 8.5 Diameter-P
: Type
! PAGD 9.8 1
PA8D 13.05 12
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List of Accessory Specifications (Screw)

Dimensions Aoolicabl
pplicable
Shape Order No. Tool
A B C D E F a°
SPM050130H M5X0.8 = 3.7 | 132 5 2
SPM060170H M6X1.0 5 | 172 55 2.5
- External
X
@ o5 £ @ SPMO060190H M6X1.0 5 | 188 7. 25 Diameter-M
o e
SPMO080220FH M8X1.0 | 62 | 218 6.7 3
SPM100240FH M10X1.0 7.7 | 235 7 4
SDM060200H M6X1.0 20 7 7 3
Left helix Right helix
SDM060250H M6X1.0 25 9 9 3
f— i External
< T\L‘{Sﬁ?% Diameter-M
Type
E ol Lk SDM060280H M6X1.0 28 9 9 3 yP
SDMO80350FH M8X1.0 35 1 1 4
SIG0M022060-03008H = M2.2X0.4 = 3.0 6 TT06 = 60
SI60M025060-03510H  M2.5X0.45 | 3.5 6 TT08 = 60 External
Diameter-S
Type
Internal
SIGOM040100-05812H ~ M4X0.7 | 55 10 TT5 60 igle-s Type
SIGOM050120-07012H ~ M5X0.8 | 7.2 | 12 TT20 | 60
SIG0M020050-02806S ~ M2.0X0.4 = 2.8 5 TT06 = 60
SIG0M025065-03509S | M2.5X0.45 3.5 | 6.5 TT07 60 | Small Parts
External
Diameter-S
SIGOM030072-04210S = M3X0.5 = 4.2 | 7.2 TT09 = 60 Type
SIGOM040089-05313S ~ M4X0.7 = 53 & 84 TT15 | 60
SSAMO045070Q M4.5X0.5 6 6.8 TT10 | 57  GSTR/L*RS*
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List of Accessory Specifications (Screw)

Dimensions Applicabl
pplicable
Shape Order No. Tool
A B C D E F a®
SSAM045095Q  M4.5X0.75 6 9.45 TT10 57 GSTR/L*
<
A
F / SSBM030060H = M3X0.5 55 8.5 TT15
=
)
c SSBM040060H M4X0.7 7.8 8 TT20
SCAMO040120H  M4X0.7 5.5 14.4 TH30
F
fai\ r? SCAMO050120H ' M5X0.8 8.5 15.5 TH20
A/ S '
‘ L c SCAMO050200H M5X0.8 8.5 23.5 TH40
SCAM060200H M6eX1 9.8 26 TH50
F D SJM050250D M5X0.8 22 8 3 T15
. External
- - o -1 < Diameter-D
] — Type
‘ c
SLM060130D M6X1 6 13.4 0.7 S2.5
SLMO080210FD M8X1 8 21 6 S3
SLMO080250FD M8X1 8 25 8 S3
D
- = SLM100270FD M10X1 9.8 27.2 7 sS4 External
&) =5 El < Diameter-P
YL E c SLM120360FD M12X1 11.8 36 9.73 S5 Type
SLM060170D M6X1 6 17 3.5 S2.5
SLM060210D M6X1 6 21 3.5 S2.5
SLM100300FD  M12X1 9.8 30 7 S4
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Appendix | TURNING TOOLS

List of Accessory Specifications (Clamp Plate)

Dimensions Aoplicabl
pplicable
Shape Order No. Tool
A B C D E F a®
CAMO1TH M5X0.8 11.2 14.7
. CAMO2H M6X1.0 14 18.5
External
@ CAMO3H M6X1.0 14 21.5 Diameter-M
[¢] e Type
- CAMO4H M6X1.0 14 24
CAMO5H M8X1.0 19 25
CANO2RH 5.44 11.2 21.9
O - % CANO3RH 5.76 8.7 13.6
F]T c LA CANO2LH 544 | 112 219
CANO3LH 5.76 8.7 13.6
CADO1RD 16.5 30 12.8
External
CADO2RD 16.5 30 12.8 Diameter-D
Type
CADO3RD 16.5 30 12.8
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List of Accessory Specifications (Lever)

LCL12CD 13 13.5
LCL16CD 18.5 18
m External
LCL20CD 20.7 18.8 Diameter-P
Type
A LCL25CD 24 24
LA2D 7.5 6

List of Accessory Specifications (Wrench)

TH20LH 54 19 2
TH25LH 59 19 2.5 External
Diameter-M
TH30LH 64 22 3 Type
TH40LH 73 28 4
A w
TH50LH 85 28.5 5
@ TH20LD 52 17 2
TH25LD 57.5 17.5 2.5
External
TH30LD 63 20 3 Diameter-P
Type
TH40LD 70 25 4
TH50LD 80 28.5 5
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List of Accessory Specifications (Wrench)

TTO6PH 81 50 T6 22
External
TTO8PH 84 50 T8 22 Diameter-S
Type
TT15PH 85 50 T15 27 Internal Hole-S
Type
TT20PH 88 53 T20 29
TT06PQ 51 35 T6 15
==
o o TT07PQ 54 35 7 19 small Parts
5 Fxternal
I S— TT09PQ 60 40 9 24 Diameter-5
Type
TT15PQ 66 45 T15 28
TTO6PD 68 39 TO6 15 External
Diameter-D
TTO8PD 75 44 TO8 19 Type
Internal Hole-S
TT15PD 84 52 T15 27 Type

List of Accessory Specifications (Spring)

SPA7D 6.9 0.55 13

Bl
— -éL———éUg/._ Diameter-D

Type
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L” XTC

Xiamen Golden Egret Special Alloy Co., Ltd.

Address: No. 69, Xinglong Road, Huli, Xiamen, China WWW.gesa C-tOO|S.C0m

Factory Address: No.1601-1629, Jicheng Road, Tong'an
400-998-6858)

Industrial Concentration Zone, Xiamen, China
Email: GJ.GLB@CXTC.COM
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