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Safety instructions for using ultra hard cutting tools

1. Instructions for using ultra hard cutting tools
As required by the laws concerning Product Liability enforced on July 1, 1996, we place warning or caution
labels on the packages of applicable NTK products. However, each tool body itself bears no detailed safety
instructions. Therefore, you are requested to read and understand fully the “Safety instructions for the use of
carbide cutting tools” before putting any ultra hard tool materials into use. In addition, we request all relevant
staff and operators fully understand these safety instructions prior to use.

2. Basic characteristics of ultra hard tool materials
2—1. Meaning and classifications of terms used in this leaflet
Ultra hard tool materials: The collective name for materials used as cutting tools, including carbides,
cermets, ceramics, CBN and diamond (PCD) sintered materials.
Carbide: Tool materials where the main component is WC (Tungsten Carbide)
Ultra hard materials: The collective name for materials used as ultra hard tools. Also used as a
convenient way of referring to carbides under a narrower definition.
Ultra hard tools: The collective name for tools using ultra hard tool materials.
2—2. Physical properties
Appearance: Varies depending on the material. Example: gray, black or gold
Odour: No odour
Hardness: Cemented carbide: HV500 up to 3,000 kg/mm?
Specific gravity: Carbide: 9 up to 19
2—3. Constituents
Carbide, nitride, carbo-nitride, or oxidized materials of W, Ti, Al, Ta, B or the like; some contain metallic
components such as Co, Ni, Cr and/or Mo.

3. Precautions for handling ultra hard tool materials

*One of the properties specific to these materials is high hardness, another is brittleness. Therefore, shock
loads or impacts, or excessive clamping of these materials may result in breakage or other damage.

* As the specific gravity (density) of these materials is very high, a large component made up of these materials
or such products in large quantity should be handled with care.

* Ultra hard materials are different in their thermal expansion ratio from metals. These products are prone to
thermal shock and subsequent breakage when subjected to sudden increase or decrease in temperature.

* As cutting oil, lubricant and general moisture may corrode ultra hard materials and affect their strength, pay
extra attention to storing them in good conditions.

4. Precautions for processing ultra hard tools

* The strength of ultra hard tools may be significantly lowered depending on the surface condition. Always use
diamond grinding wheels for finish machining.

*Dust is produced when ultra hard tools are ground. Install appropriate ventilation/disposal equipment and
wear protective gear such as masks, as inhalation of such dust may be hazardous to health. If such dust
contacts your skin or comes into contact with your eyes, flush well with flowing water.

* After the grinding of ultra hard tools or brazed tools, the waste coolant contains components of heavy
metals. Be sure to dispose of such waste liquid properly.

* After re-grinding ultra hard tools, check that they are free of cracks or damage before use.

*When ultra hard material or products made of ultra hard material is marked with lasers or an electric pen,
cracking may occur to the marked area. Do not mark in areas where stress is applied during use.

* Processing ultra hard material by electric discharge may cause residual cracks on the surface, resulting in
lower strength. Thus, remove any cracks completely by grinding as required.

% Be careful when brazing ultra hard material. If the temperature is lower or higher than the melting point of
the brazing material, the insert may not be permanently fixed.



M Precautions for Safe Use of Cutting Tools

Applicable Products

Possible Risks

Safety Measures

General Cutting
Tools

©OContact with a sharp cutting edge with bare hands
may result in injury.

*Use protective gear such as protective gloves when
taking the tool out of packaging and installing into the
machine.

©OMisuse or using under inappropriate conditions may
cause the cutting tool to break and/or shatter into
pieces, resulting in personal injury.

*Use protective equipment, machine guarding and/or
protective glasses.

*Use within the range of recommended conditions.
Please refer to the instruction manual and catalogue.

©Sudden increase in cutting resistance due to sudden
impact load or excessive wear may cause the cutting
tool to break and/or shatter into pieces, resulting in
personal injury.

*Use protective gear such as protective gloves when
taking the tool out of packaging and installing into the
machine.

OHigh-temperature chips may be produced and long
chips may be ejected, resulting in injury and/or burns.

*Use protective equipment, machine guarding and/or
protective glasses.

* Before removing chips, always stop the machine. Wear
protective gloves and use proper equipment for chip
removal.

OThe tool and material/work being cut can become
very hot. Touching them immediately after use may
cause burns.

* Use protective gear such as protective gloves.

OSparks, heat generation due to breakage and/or chips
during cutting may cause fire.

*Do not use the machine and tools in locations where
there are risks of ignition or explosion.

*\When using water-insoluble cutting oil, fire prevention
measures must be implemented.

OOut of balance machine set ups when used at a high-
speed, may cause insert breakage due to excess
vibration or chatter, resulting in injury.

*Use protective equipment, machine guarding and/or
protective glasses.

% Perform a trial-run beforehand to make sure the setup
is stable, free of chatter, vibration and abnormal noise.

OTouching burrs and flashes on machined work may
result in personal injury.

*Use adequate hand protection.

Throw-Away
Type Tools
(With indexable
insert)

Olnappropriately clamped inserts and/or components
may become detached from the machine during
cutting, resulting in injury.

*Before installing the insert, clean the seating surface
and clamping components so that they are free of
debiris.

*Use the wrench supplied to install the insert and
check that the insert and components are securely
clamped. Do not use any inserts or components other
than the items specified.

OExcessively tightening with a device such as a pipe
extension may cause the insert and/or components to
break or detach due to over clamping.

*Do not use tightening devices such as pipe extensions
to obtain further torque. Always use the supplied
wrench.

OAt a high speeds inserts and/or components may
lose clamping pressure due to the loosening effect
of centrifugal force. This is very dangerous. Always
ensure secure clamping systems and check regularly.

*Use within the range the recommended conditions.
Please refer to the instruction manual and catalogue.

Cutters and
Rotational Tools

OAs cutters have sharp cutting edges, contact with bare
hands may result in injury.

* Use protective equipment such as protective gloves.

Olmbalance or eccentric rotation may cause the tool to
break due to vibration or chatter, resulting in potential
injury.

*Use at a rotational speed within the recommended
conditions.

*To prevent eccentric rotation and vibration due to
worn bearings, regularly check the machine rotor/
rotating parts for the accuracy and balance and adjust
as required.

Drills

OExtra care should be taken when through hole drilling
as chips may be ejected at high speed as the drill
breaks through the workpiece.

*Use protective equipment such as machine guards
and/or protective glasses. Additional guarding around
the chuck and drill may be advisable.

ODrill tips of a very small diameter are usually pointed
and extremely sharp. Extra care and safety precautions
should be taken when handling to avoid puncture
wounds.

*Always use precautions and secure safe handling
methods.
*\Wear protective gloves and glasses.

Brazed Inserts /

Olnserts may break or become, detached due to

*Use protective equipment such as machine guards
and/or protective glasses. Additional guarding around

Tools incorrect brazing. the chuck and drill may be advisable.
Olt is not advisable to use repeatedly brazed inserts as | * Do not use repeatedly brazed inserts as the strength
the braze may progressively weaken. of such inserts is lowered.
Others

OUse only for the original and intended purpose. Using
outside recommended parameters is very dangerous,
causing damages to machines and/or tools.

*Always use and operate as specified, observing the
required safety rules and conditions.
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Precautions for Safe Use

® This catalogue lists products as of September 2014.

@ Please note that specifications of the products listed in this catalogue may
be changed without notice due to continuous research & development
and product improvements in order to offer even better products.

® This catalogue contains the major features and relevant information on
our products. Please contact our sales representatives or dealers for

more detailed information.
® Stock Status Symbols

@ : Standard stock available for LH-, RH- and neutral products

R @ Stock available for only RH-products

L : Stock available for only LH-products

% : Special service stock (Please contact us for stock.)

@ : Stock available (Time required for delivery: approx. 3 weeks)

M : Product scheduled to be manufactured on production-to-order
basis in the future (Please contact us for stock/availability.)

Nosymbol : Not stocked

intended mainly for sale in Japan.

N

®Please note that this catalogue was prepared based on products

~

/

@Standard items - per unit

1)Holder Type Unit of Sales Notes
Holder main body 1 pcs./case
Drill holder main body | 1 pcs./case
Cutter main body 1 pcs./case
2)Part Type Unit of Sales Notes
Screw 10 pcs./case gb?cgg :é:rrgvv\\// Clamp bolt, Double screw,
Spring 10 pcs./case | Spring
Seat 10 pcs./case | Shim seat
Clamp 10 pcs./case | Clamp
Wrench 5 pcs./case | Wrench, bit
Handle 1 pcs./case | Handle with magnet, handle and bit
3)Insert Type Unit of Sales Notes
CBN 1 pcs./case | B16+B22-B23-B30-B36-B40-B52-B5K-B6K
PCD 1 pcs./case | PD1 - PD2
CTPW insert for cutting off | 5 pcs./case | CTPW
gt];tg:r-Kha%léJrlcgd solidbar. | 1 pcs./case gg.:fs S'SSPHFB " 5BFS - SBFB - 5BG - SFG -
SHAPER DUO
Types other than the above | 10 pcs./case
e_rlzll?gilenssert size 2 pcs./case e_rlzlhsnégrilenssert size
D e e, | 1 pos/case | DUnE neert e

*Packaging may vary depending on the product size. For more information on the available units for our products, please
contact your nearest dealer or our sales office.
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New G class 3D chipbreaker for front turning

NEW IIYLIIChi

WATCH ON

Youm

 Features | )

Dot distance from edge is step away per D.O.C.
Helps reduce the cutting force in deep D.O.C.
machining.
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Up sharp cutting edge and high
rake angle provides excellent
surface finish !

Front dot controls chips well under light depth
of cut.

7
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Sl Good chip
_ - control &
i Sharp edge
e Toughness oriented Sharpness oriented




Chip control performance

PR Chatter vibration resistance

(mm /rev)

ap  (mm)

D.O.C.

Competitor's 3D chipbreaker
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[Cutting condition] Work material : SUS304 ¢ 16 Ve =80m/nin WET

[Cutting condition] Work material : SUS304 ¢ 16
Ve =80m/mn f =0.05mm /rev @ =2,3mm WET

Dimensions PVD coated micrograin carbide
Shape Part number
I.C. Thickness | Corner radius [ |B))" %! Stock TM4 Stock
CCGTO09T301MYL 0.08 5922455 o 5922471 o
@ 09T302MYL 9.525 3.97 0.18 5922489 [ J 5922505 [ )
09T304MYL 0.38 5922422 [ J 5922448 L
) DCGT11T301MYL 0.08 5922380 [ J 5922398 o
<& 1T302MYL | 9525 | 397 | 0.18 | 5922406 | @ |5922414| @
- 11T304MYL 0.38 5922356 [ 5922372 [
. VCGT110301MYL 0.08 5922307 o 5922315 o
S 110302MYL 6.35 3.18 0.18 [5922331 | @ [5922349| @
110304MYL 0.38 5922281 [ 5922299 [ )
o VBGT160402FNYL 0.2 5919519 o 5922109 L)
*‘-:w_) 160404FNYL 9.525 4.76 0.4 5919543 L 5922117 o
160408FNYL 0.8 5919527 [ J 5922125 o
Chip control performance Wor_k material . 205304
Cutting speed (m/min) : 50 ——
30 Feed (mn/rev) 10.03 — T I ®6.0
D.O.C a,(mm) 11.5 149
Coolant T WET
2 20F YL chipbreaker 3000pcs/corner [)
S PVD coated carbide 2000pcs/corner ()
3
10 NTK YL chipbreaker has excellent chip control performance.
Compared with conventional tool, NTK YL chipbreaker achived
longer tool life.
It resuletd in stable machining with high dimensional accracy.
0 0.65 O.{‘LO 0.!].5

Feed rate 7 (mm/rev)

New
Products



GTMH32 type grooving insert

"V GX chipbreaker

The world's first 3D chipbreaker Youm'l_ﬂ
for 32 size triangle shaped type insert "

New
Products

@ Typical problems with
conventional grooving tools

@ Don't you have worries as the
following?

@ GX Chipbreaker
eliminates these issues.

@ Solve the problems

like chips remain at
the bottom of groove
and the bird's of chips.

%1 NTK adopted the world's first 3D chipbreaker in triangle shaped type insert in 32 size. An internal investigation on 5/26/2014.



Center bump and dent
design improve chip
control !

Helps chip shape curl&control.
Excellent surface finish at grooving.

% Chipbreaker geometry grooving width 1.5mm~.

Traversing is available !

Chip control performance at side
turning improved, (MAX.ap ~ 2.0mm).

Outer periphery polishing offers
excellent sureface finish !

Sharpness equal to ground chipbreaker !

3 Chipbreaker geometry grooving width ~1.0mm.

Chip control

Grooving (Assumed snapring grooving)

Feed (mm/rev)

Length : 3mm

0.01

0.03

e

rg DI Ea - S e
i Conventional insert | > |
0.75 width (ground chipbreaker) <y i

—
-
- dii

Work material : SUS304 (¢ 6=¢ 3) Vc=80m/mn &p,=1.5mm Width : 0.75mm

GX chipbreaker surface finish by side turning

D.O.C. at side turning

(mm) Surface finish

End face at the groove

2.0

16
|
i
f
i
i

Work material : $45C ve=80m/min f =0.05mm /rev WET Insert : DM4GTMH32150RGX

Holder : GTTR12K00
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M Standard Stock Items

from both sides

ar |, Max. grooving depth

®R-hand style shown

Dimensions (mm) PVD coated carbide
Shape Description Max, groove .

w L re depth Traversing [ I\, V- B Stock (M » )Y, V: §
Traversing available GTMH32075RGX 0.75 0.75 | 5910765 | @ | 5910898 | @
fous 095RGX 0.95 20 0.05 - 5922224 | @ | 5922216 | @
= I ; 100RGX 1.00 1.50 5910815 | @ | 5910906 | @
. P 100RGX01 0.1 5910823 | @ | 5910963 | @
@ .i 150RGX 0.05 5910740 | @ | 5910914 | @
Lo 4 150RGX01 | 1.50 0.1 5910849 | @ | 5910971 | @
(Chipbreaker geometry) 150RGX02 0.2 5910864 | @ | 5910997 | @
o v s 200RGX 0.05 5910732 | @ | 5910930 | @
200RGXO01 2.00 30 0.1 27 200 5910856 | @ | 5910989 | @
200RGX02 0.2 5910872 | @ | 5911003 | @
300RGX 0.05 5910724 | @ | 5910948 | @
@R-hand style shown 300rGx02 | ° 0.2 5910880 | @ | 5911011 | @

M Holder
GTT GTT-OH coolant through Th (Thread type)
B M6, Rc1/8 (PT1/8)
Screw accessible & Screw accessible L.

(75)

from both sides

ar Max. grooving depth

®R-hand style shown

%

Y-GTT — Y-GTT-OH coolant through Th (Thread type)
g - § Rc1/8 (PT1/8)
Screw accessible £ Screw accessible | z
from both sides - © from both sides 3
q g g @——% ":i N] \0 Cotting direction © s @ ——- .:t
Y-axis toolholder ol ' Ls
Lo o .
£ ~
L B -
T < . GEEEE
Th
Figure.3 ®R-hand style shown Figure.4 ®R-hand style shown
#R-hand insert for Right-hand Toolholder #R-hand insert for Right-hand Toolholder
DS-GTT o ,
o o _ N
DS Holder 3| JRAN 4
3 L
%i L. h_, Ds
S Vo
® R 2
®L-hand style shown
Figure.5 2 5R-hand insert for Left-hand Toolholder
= #Back turning insert "TBMH32 type" also available to GTT typeToolholder
CH-GTT . =
For horizontal gang style EI __W g ‘ _:I lll“
|
EN e "I = ‘
% 5 Side |
) turning
£ Groove
. o ?_n a2
2.
Figure.6 L ®L-hand style shown

R-hand insert for Left-hand Toolholder




M Toolholder Dimensions

Parts
CodeNo. Stock dimension (mm) m
Width Screw Wrenc
Shape Toolholder (mm)
w
R L RIL| h b | Li]| hi f|L2| a | h2 Ds Th
Right-hand :
LR-S-4*10PW (A)
R
5107305 5107313 | GTTR{08F00 ) 8 80 Lefthand -
LR-S-4*5.8 (B)
5608682 0810F00 ° 8 10 5 s LR-S-4*10PW (A)
Right-hand :
LR-S-4*10PW (A)
5107206 (5107214 08K00 o0 8 120 Lefthand -
LR-S-4*5.8 (B)
— 16
5608690 0810K00 ® 10 053
5107321|5107339 10F00 o0 80
10|10 — 10 3 3.00
5107222|5107230 10K00 o0 120
5107347|5107354 12F00 o0 80
— —— 12|12 — 12 1
5107248 5107255 12K00 o0 120
5459896 | 5551387 16H00 o0 16| 16 100 1
, 5173687 | 5173679 16K00 Y0 120 CLR-155
Figure.1 0|15—— O — —
5530852 (5780317 20K00 ®|® 20|20(125(20 (A)
5780309 | 5780291 25M00 @ ®| 25|25 [150| 25
5107362|5107370 10F15 "0 10110 80 10 5
5107263 (5107271 10K15 o0 120 LR-S-4*10PW (A)
5537220 5537147 12F15 o0 12112 80 1 ! 1-;15
5537246 5537162 12K15 Y0 120 3.00
5537261 5537188 16H15 o0 100
1616 —| 16 27| 0
5537287 | 5537204 16K15 0 120
5107388 5107396 10F25 o0 80
1010 — 10 3
5107289(5107297 10K25 0 120
5537238 5537154 12F25 o0 12112 80 . : 255
5537253 5537170 12K25 Y0 120 3.00
5537279 5537196 16H25 o0 100
1616 — 16 0
5537295 5537212 16K25 o0 120
5921705 GTTR{1012H00-OH |@| | 10 10 M6X1| o
. 12 - 1 - . CLR-15S
Figure.2| 5890157 12H00-OH |@| |12 100 12| 0 [195]1.6 — | Reass | U | LRS-4*10PW(A) A)
5921713 16H00-OH |@| |16 16 16 0 (PT1/8) | 3-00
5371604 Y-GTTR{10S ® |[10]10 - .
Figure3 "1 120/ — | 0o |20]16| —| — | — 03;360 LR-S-4*10PW (A) CL'(?A;SS
5371620 125 e [12]12 -
, 5911466 Y-GTTR12H00S-OH |@| |12 12 12 20 RC1/8 10.3 ~ CLR-155
Figure.4 100—— 0 —16| — | — : LR-S-4*10PW (A
B (5911474 16H00-OH |®@| | 16|16 16 25 (PT1/8) | 3.00 KR VY
5348560 | DS-GTTR{ 14F @ 13[13|80 14.000
5348081 15H ° 05|15 100 15.875
5341532 16X ° 95 16.000 0.3
. 6 - . RLR-20S
Figure.5 5278288 19 ®| 18|18 — 20|1.6| — [19.050] — 2 LR-S-4*9 (B) ®
5278304 20 ® 1919 12 20.000 3.00
5324041 22 ®| 21|21 22.000
5317144 25 ®| 24|24 10 25.400
5659248 | CH-GTTR{ 10H00 @ 10|10 10|15 3 - .
Figures " 100 1215 — | — 335 rsaom |RR205
5659255 12H00 @ 1212 12 (17 1 .
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GX and conventional insert (ground type) chipbreaker comparision in same cutting condition. .

New
Products

GX chipbreaker Conventionalr

Tangled chips

Work material : S45C Ve =80m/min  f =0.05mm Insert : -DM4 GTMH32075RGX

Recommended cutting conditions )

Stainless steel Titanium alloy
Work Material
SUM22 S35C Scrd20 SUS303 SUS304 6AL-AV-Ti
SUM23 S45C SCM435 SUS430F SUS440C
Recommended Insert 1 D4
grade 2 TM4
Cutting speed Vc (m/min) 50 JIEF 200 SOMENN 150 SOUENRN 180 400100 SO 100
e ©0.02~0.08 ©0.02 ~ 0.07 gg.gfzg.gg
Feed 20.01~0.08 (Max.ap 0.75) 0.01 ~ 0.08 (Max.ap 0.75) (Max.ap 0.75)
f(mm /rev) , n 10.02~0.08 ©0.02 ~ 0.07
ot at _ V\Eldl):h d 20.01~0.08 (Max.ap 1.5) @0.01 ~ 0.1 (Max.ap 1.5)
at groovin mm
grooving 15 (10.03~0.08 (10.03 ~0.07
@f at turning : 0.03~0.1 (Max.ap 2.0) 20.02 ~ 0.1 (Max.ap 2.0)
. ©0.03 ~ 0.2
’ @20.03 ~ 0.1 (Max.ap 2.0)

3 Above cutting condition is for extemal grooving. For internal grooving, set both cutting speed and feed 20% lower.

Application example )

Workmaterial Workmaterial

SUS440C GX chipbreaker F’C\?I:r)ngggggcri SUS420F GX chipbreaker CF?\?l%egégotg?:llr
carbide carbide
Cutting speed  (m/min) 100-130 — Cutting speed  (m/min) 80-165 —
Feed (mm/rev) 0.06 — Feed (mm/rev) 0.025 —
Grooving depth  (mm) 0.95 - Grooving depth  (mm) 0.3 -
Coolant WET - Coolant WET —

Description
-DM4 GTMH32075RGX

Description
-DM4 GTMH32 150RGX

GX chipbreaker GX chipbreaker Stable machining.

300pcs/corner

Competitor
PVD coated carbide 200pcs/corner ) i
Competitor ' .. )
; } ; 8 Bird's nest of chipsl!
+ NTK GX chipbreaker adopted 3D mold chipbreaker. PVD coated carbide
It resluted in good chip control, good surface finish, and high dimensional
accracy.

Comapred with competitor's, NTK GX chipbreaker achieved 1.5 times

longer tool life.
(Evaluation from the user)

+ Using the current tool, the chip unexpectedly got the bird's nest of chips
and defective products have occurrred.
NTK GX chipbreaker adopted 3D mold chipbreaker. It performed
good chip evacuation, prevented from the bird's nest of chips. Stable
machining achieved.
(Evaluation from the user)




New front turning tool

W TFD-AM3 chir

12
o
i3
Wiper Insert :
Good surface! Ef)
Good chip control! E&
qY
'} '} -
Good inside corner R! “gy
Surface finish in front turning )
Unstable chip control at low feed Bad surface finish at high feed TFD wiper insert offers good chip
rate to keep surface finish rate to improve chip control control and surface finish
Cutting condition -
Work material SUS304 Edge de5|gn
Cutting speed Ve =30 ~ 80m/min
Feed speed f =0.015mn /rev 93°
Depth of cut a,=0.15mn 2
DT4 TFD11FRO5AM3 1500pcs/corner . “
0.3
Conventional tool . 700pcs/corner
Surface finish of conventional tool after 500pcs machined was Ry10.2 u m, and dimensional change 0.Tmm
occurred at start of machining.
TFD-AM3 chipbreaker(DT4 grade) achieved stable machining with no dimensional change after 1,000pcs
machined. Surface roughness was Ry2.3 um.
Dimensions (mm) PVD coated micrograin carbide Carbide
Shape Part number ZM3 QM3 VM1 DT4 KM1
IC. [Thickness| Comer
radius| R [Stock| L |[Stockl R |Stock| R |Stock| R |[Stock| R |Stock
TFD11FRO5AM3 0.05 5881511 @
9.525| 3.97
11FR15AM3 0.15 5881503| @
TFDO7F? 05 635 | 238 0.05 [5106893| @ |5133277| @ |5335278| @ |5328927| @
07F®15 ) ) 0.15 |[5106901| @ |5133269| @ |5601257| @
11FRO5 0.05 [5141908| @ 5590716| @ |5280169| @
11FR15 9525| 397 0.15 [5141932| @ 5560198| @
TFDO7FRO5U 6.35 | 2.38 0.05 [5141940| @ 5601240| @ [5290010| @
07FR15U ) ) 0.15 [5141957| @ 5601232| @
11FRO5U1 0525 | 3.97 0.05 [5141916| @ 5601224| @ [5290135
11FR15U1 ) ) 0.15 [5141924| @ 5528385 @
TFDO7FRO5H 6.35 | 2.38 | 0.05 5556295| @
Without chipbreaker 11FRO5H 9.525| 3.97 | 0.05 5556303| @
%Set the toolholder SDJC type (cutting argle 93 degree) when use TFD type insert.
A9
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New 3D chipbreaker for back turning

"W TBP/TBPA-BM t

WATCH ON

You

Tuhe

X

@ "Single pass back turning" offers excellent

surface finish.

o Up-right type insert and screw clamping offer

high rigidity

® Wiper flat on cutting edge offers stable
surface finish even under high feed cutting

condition.

New BM chipbreaker g

hitting

surface finish

the chip

Prevent the rough end face from

Wiper flat on cutting edge offers excellent

Case study

1Pass

TBP BM chipbreaker Competitor
End face Diameter End face Diameter

s

7. "'II i d I '
Ra:0.72um Ra:1.65um
Excellent surface Rough surface
Rz : 4.46um Rz :6.01um

Work material : SUS304 ¢ 16

Holder : TBPR12

Cutting condition : ve=80m/mn  f (x)=0.02mm /rev  f (z)=0.08mm /rev a@,=3.0mm WET
Insert : TM4 TBP72FR10M-BM




Applicable chipbreaker range
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6.0 [
B Recommended cutting conditions
5.0
R 40 TBPA-BM D.0.C a,=0.5 ~ 3.0mm (TBP)
g 0.5~ 5.0mm (TBPA)
O Feed f (2)=0.05 ~ mm/rev
8 2.0 Feed f (x)=about 0.02mm /rev
Cutting speed alomost same speed with
10 front turning
00 1 1 1 1 1
0 0.02 0.04 0.06 0.08 0.1
Feed 7(z) (mm/rev)
Chip control performance )
BM zhlpbﬁ saker Competitor
Feed f (2)
[ /rev] 0.05 0.08 0.05 0.08
D.O.C a» (mm)
ﬁ"“"";i‘.l : ST LT LA S 0880 o o fasy
— @i @ =
0.5 _-.,‘r,‘h_.-_._;.\_'._t-.f-l-!-!i_.r,.\_ -
e 3
ip control hip control S
3.0 s % &
G— W &

Cutting condition :

v.=80m/mn WET

Work material : SUS304 ¢ 16 Holder : TBPR12

Insert : TM4 TBP72FR10M-BM

Application example

Parts : Shaft ] Parts : Stud

Work material : SUS440C pbrez Competitor Work material : SUS430F pbreake Competitor
Cutting speed (m/min) 65 45 Cutting speed (m/min) 50 -
Feed (mm/rev) 0.05 0.03 Feed (mm/rev) 0.05 -
Depth of cut (mm) 1.0 1.0 (Rough(grooving)

BM chipbreaker

Depth of cut (mm)

2.0

@Finish(back turning)
end face 0.1/ dia. 0.2

Competitor

o L
_T‘D3 @5
[ ]
1200pcs [ ) ¥ I
o6 [®10
500pcs v

M Conventional tooling
(DRough: Grooving
@Finish: Back turning

HTooling with BM chipbreaker

@Only 1 pass machining
3% No grooving for roughing.

with conpetitor tool.

BM chipbreaker offered about 2.4 times longer tool life compared

pass.

finish.

Conventional back turning requried 2 passes machining (Roughing/Finishing)
NTK BM chipbreker achived reducing C/T and good chip control with only 1

It prevent rough end face from hitting chip, and got the excellent surface

A11
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=i M Applicable insert
Dimensions| PVD coated micrograin
b Len%th Dma)éh (mm) carbide
f of |Dep /
| (Molded chipbraker Type) Part number e8| lace | of cut o | r TM DM4
Length of £ | Torasm Type a|b R |sod| R [stock
= ad
o vl,,, TBP72FR05-BM 0.05 5868310 | @ |5868401 | @
W:f Tis
16°
20.0
72FR10M-BM  |Friiced 72°(0.08 | 5868351 | @ |5868419 | @
o
NENEH
R <t 72FR20M-BM 0.18 [5868336 | @ | 5868393 | @
%See the page H41 as for conventinonal insert
M Holder
TBP Y-TBP ) ) fR-hand shown DS-TBP ) ) eL-hand shown
YrSelect right-hand insert for right-hand holder v¢Select right-hand insert for left-hand holder
Back clamp/ Back clamp/ DS holder
screw clamp L screw clamp
oL, . >
PN 4 ; .
: S HEW N 13 .
N 1 B o
eRhand shown A=
TBP-OH Y-TBP-OH T ermndshom
L. YeSelect right-hand insert for right-hand holder
= Back clamp/
- - . Th screw clamp 2
2 = T 8[
ﬂ: — = Y axis holder S cnk
Coolant hole IR =) for high p o L]
Coolant hole N, & pressure - L
d 4 coolant
5B v <
Parts
Applicabl
Code No. Stock 'Q)A:rxe' Dimensions (mm) p.‘é!ﬁ?t :
. Dia.
Fig. Toolholder () |
R | L R[L|oD DshbumhszzLa’___v
5133285(5133293| TBPR1.08 0 8] 8|4
5000436500044 10 0 10] 1012073072 LRIS A10PW
QEI') 5873856 10H * 10110(100{10 | 2
. 5459771 12GX [ ] _ 185 | _ CLR-15S
Feve [ Soonast [soonses| 12 0 i v T el L OO B
5090477 | 5090485 13 e 13113 13] 0 @)
5459789 16H o 16116 100] 1
5270822 5270830 16 e 120
5371554 Y-TBPR4 10S [ ] 10110 20 LRIS-4«10PW(A)
5371588 125 ® 12[12 nd RISA1PHA] o e
Figure.2| 5358486 10 [ | - 10 /10]120{ — | — [35[25| — | TBP [LRIS-4«10PH(A) )
5371570 10L [ | 10110 30 LRIS-4«10PW(A)
5371596 12L || 12112 LRIS-4%12PW(A)
5540414 DS-TBPR4 19 @ — [19.050[18]18 ] LLR-25S
Figure. 554042 20 @ — 20000[19(19]" %) — | - [ — |55 7gp | RIEAI0 | 0.¢5
5540430 25 @ | — [25.400] 24 | 24 [150 13.0 (B)
Figure.4| 5925722 TBPRL1012H-OH |@] | 25 10012 [10[4] [19] LRIS-4<10PHA) |~ ) o e
(125925730 12H-OH [ ] 25 12112 1100{12| 2 |35[10| 75| TBP | LRIS-4*12PW )
(TA45925748 16H-OH [ 35 1616 16| 0 0 A)
. 5699996 Y-TBPR{ 12HS-OH | @ _ 12112 = 120 | LRIS-4+12PW | CLR-15S
Figre. 5700000 16H-OH | @ 16160 Sl 3 Rl M ®
A12




TBPA
M Applicable insert
Dimensions | PVD coated micrograin
Length Max. (mm) carbide
(Q)‘ Part number Breaker | of Blade Igfeg:lg . TMA4 DM4
Length of =7 (Molded chipbraker Type) b " R |Stock| R |Stock
Blade | g TBPA70-BM Type D
re
6 1) TBPA70FR05-BM 0.05(5892583 | @ (5892591 | @
Ao '
W”’ﬁ 12" LY @
TZL 70FR10M-BM |t 70° |0.08/5892567 | @ |5892575| @
</
© oJé? TNEW)
®R-hand shown 70FR20M-BM 0.18(5892542 | @ |5892559| @
#See the page H43 as for conventinonal insert
W Holder
CTPA CH-TBPA 2
Back clamp/ s L n III
L : <
Eeray I
cut-off toolholders) — v QI h Li |
o] 5
A < [
J NeNm o 0= [ | <
D 195 < | LL
] . ®R-hand shown ®L-hand shown
Applicable Parts
Code No. Stock Dimensions (mm) insert
Fig. Toolholder ~
R L RIL| Al b |L|m|f|hn|D| <
5199187|5199153 | CTPARL10 @ |@| 10 | 10 10 2 LR1S-4*10PW(A)
TBPA
Figre. 5199195 | 5199161 12 @@ 12 |12 |120] 12 24 ” (Back Turning) LRIS—4+12PH(8 CLR-155(A)
15199203 | 5199179 16 @ ® 16| 16 6] |0 CTPA
(Cut-off)
5459540 | 5459557 20F @ @ 20 | 20 | 80 | 20 LRIS-4*10(B) LLR-255(B)
_ 5884945 | CH-TBPAR{ 16 @ 16| 16 16 | 28 TBPA
Figure.2 —— " s 120 2 | 32 = | = |(Back Tuming) LR1S-4+10(B) LLR-255(B)

)
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Internal coolant type tool holders

" SPLASH SERIES

Internal Coolant Holders
For Major applications
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® Front turning (CC/DC style)

@ Back turning (TBP style) (1D
® Grooving (GTMO32 style)

o Cut off (CTP style) (1D

@D boring (STICK DUO style)

Features

Smooth chip evacuation !
Reduce the chip control problem!

Cooling the edge of insert!

A14



For Front turning

New
Products

SCLC-N-OH

Coolant hole

Coolant hole

. L
5, : Th

&
Th

hi

®R-hand shown

WHolder dimension - Spare parts

Dimensions (mm) Ap-plicable R
insert  |Clamp screw| Wrench |Screw parts:1
Code No. Toolholder Stock
h b Li | hs f L Th J
5905740 | SCLCR1014F09N-FO20H [ ) 10 14 80 | 10 55 M6 X1
5905732 1214HO9N-FO20H | @ 12 12 | 2.0 LRIS-4# 10| LLR-25S
5905658 1616H09N-FO20H | @ | 16 | 16 | '°° [ 16 75 |Rel/Bemize) SPR1/8
#1  Wrench for screw parts is not attached. Use commercial 3.0 hexagon wrench and 5.0 hexagon wrench to SS0606SC and SPR1/8 respectively.

SDJC-N-OH

Coolant hole

Coolant hole

R

SEE

—
V77 e 7D 10

5
Th

hi

®R-hand shown

WHolder dimension - Spare parts

- Spare parts
; - Applicable
PlisiEersiiy insert Clamp screw| Wrench |Screw partsi1
Code No. Toolholder Stock
h b Li | hs f L Th J
5903208 | SDJCR1014F11N-FO20H [ ) 10 14 80 | 10 55 M6 X1
5886254 1214H11N-FO20H | @ 12 12 2 LRIS-4# 10| LLR-25S
5903216 1616H1IN-FO20H | @ | 16 | 16 | '°° [16 75 |Rel/Bemize) SPR1/8
%1  Wrench for screw parts is not attached. Use commercial 3.0 hexagon wrench and 5.0 hexagon wrench to SS0606SC and SPR1/8 respectively.

Y-SDJC-OH

75

Gang type
tool post

|
< Cutting direction

® Takes Right-hand or Neutral insert

®R-hand shown

WHolder dimension - Spare parts

. Spare parts
. - Applicable
TS insert Clamp screw| Wrench |Screw partsi1
Code No. Toolholder Stock
h b Li | ha f L2 Th J
5910575 | Y-SDJCR1212H11S-OH | @ 12 | 12 _ 20
5910583 1616H11-OH ° 6 16 100 0 55 Rc1/8(PT1/8) LRIS-4 10 | LIR-255-20%65 | SPR1/8
%1 Wrench for screw parts is not attached. Use commercial 5.0 hexagon wrench
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For Back turning

TBP-

OH

L+
. 75 Th |_
T = n
19.5
Coolant hole a Q <
53
Coolant hole LA t‘
g T7 [<]
v oD v
L < ®R-hand shown

MHolder dimension - Spare parts

Max. Dimensions (mm) Ap.plicable R

bore insert | Clamp screw| Wrench [Screw partss1
Code No. Toolholder Stock I(:)ia).

mm

oD h | b |L| h | f|Lz| he Th
5925722 | TBPR1012H-OH [ ) 25 | 10 12 10 19| 4 M6 X1 LRIS-4 % 10PW SS0606SC
5925730 12H-OH [ ) 25 | 12 100|112 |35 10| 2 Rc1/8 TBP CLR-15S
5925748 16H-OH ® | 35 1616 16 0 0| ®T1/8) LRIS-4:%12PW SPR1/8
¥1

Wrench for screw parts is not attached. Use commercial 3.0 hexagon wrench and 5.0 hexagon wrench to SS0606SC and SPR1/8 respectively.

Y-TBP-OH

Y

/[©

%ng type

tool post

Cutting direction

®R-hand shown
® Takes Right-hand Insert

BHolder dimension - Spare parts

: Spare parts
. . Applicable
D :
srErest ) insert Clamp screw| Worench |Screw parts:1
Code No. Toolholder Stock
h | b |Li|h | f |Lz| he Th
5911508 Y-TBPR12HS-OH [ ] 12 | 12 _ 20 | Rc1/8 : }
5911516 16H-OH ° 6 16 100 3.5 5 PT1/8) TBP LRIS-4%12PW| CLR-15S SPR1/8
%1 Wrench for screw parts is not attached. Use commercial 5.0 hexagon wrench
For Grooving
GTT-OH -
1Z5)
|, @r Max. grooving depth " ]
f‘i Grooving
=
Back
Coolant hole turning L
®R-hand shown
WHolder dimension - Spare parts
. Spare parts
. - Applicable
D .
I et insert Clamp screw| Wrench |Screw partsi1
Code No. Toolholder Stock =
A
hib|Lim|flt|al h|l ™ | U4
5921705 | GTTR1012H00-OH ® |10 12 10 1 M6 X1 550606SC
5890157 12H00-OH ® |12 100[ 12| 0 [19.5/1.6 GTM 32 [IRS-4%10PW| CLR-15S
5921713 16H00-OH ® [16/16] |16 o |feeeme SPR1/8
%1

Wrench for screw parts is not attached. Use commercial 3.0 hexagon wrench and 5.0 hexagon wrench to SS0606SC and SPR1/8 respectively.




For Grooving

2
9
z

Y-GTT-OH

ar Max. grooving depth

Gang type
tool post

A\
Cutting direction

®R-hand shown
® Takes Right-hand Insert

%]
—
8]
=}
o
o
=
o

BHolder dimension - Spare parts

: Spare parts
. . Applicable
D ;
I en(] insert Clamp screw| Wrench |Screw partss1
Code No. Toolholder Stock
A
hib|Lm|flt|alh|l ™ | U4
5911466 | Y-GTTR12H00S-OH ® [(12]12 200 0 |
100 — | O ——1.6| — [Rc1/8(PT1/8) | GTM __32 |LRS-4%10PW| CLR-15S SPR1/8
5911474 16H00-OH ® (16|16 25
%1 Wrench for screw parts is not attached. Use commercial 5.0 hexagon wrench
Y-GTPA-OH “
° N
S ======={ )| <}
L
LT L. L,
22772223
! MH <
il 3
I w/,Hzi',l,z
®R-hand shown
BHolder dimension - Spare parts
: Spare parts
. . Applicable
D .
finererensl) insert Clamp screw| Wrench |Screw parts:1
Code No. Toolholder Stock
h b Li | ha f L2 Th
5911482 | Y-GTPAR1216HS-OH [ ) 12 20
5011490 1216H-OH ° 16 16 | 70 0.1 %5 Rc1/8(PT1/8) GTPA LRIS-4%12PW | CLR-15S SPR1/8
%1 Wrench for screw parts is not attached. Use commercial 5.0 hexagon wrench
For Cut off
L|
CTP-OH 7 — —
Th ]
k! = Ll
k[ 195, o = | L
0.5(X=1.0) 1% © A B T
Coolant hole ,1/ 7 |
< © | <
Coolant hole .:t %lw 3
¢D o
LLLJ < ®R-hand shown
WHolder dimension - Spare parts
. Spare parts
Code No. Stock Dimensions (mm) Ap-pllcable :
Max. insert | Clamp screw| Wrench [Screw partss1
Cut-off
Toolholder Dia.
R | L RL¢Dth«h1thszho
5921853 | 5921861 | CTPR{1012H-OH | @ | @ 10 12 10| 4 |19 M6 X 1
5918651 | 5918040 12H0H @ |@| 12 12 100 12 | 2 | 10 | 0.0 | Rc1/8 CTP LRIS-4%12PW | CLR-155 SPR1/8
5921879 | 5921887 16HOH @ | ® 16 | 16 16| 0 | - (PT1/8)
#1  Wrench for screw parts is not attached. Use commercial 3.0 hexagon wrench and 5.0 hexagon wrench to SS0606SC and SPR1/8 respectively.
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Boring bar "STICK DUO SPLASH"
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 Features | )

You can select 2 types of coolant outlet

Internal coolant to back side of insert Coolant outlet

® Good chip evacuation in blind hole
machining

Internal coolant to insert tip

® Good chip evacuation in
through-hole machining

@ Coolant to insert tip improve
the wear resistance

Coolant outlet

A18



Connecting coolant

horse to front and

machine

backside is possible

Connecting coolant horse for front

side M6 X 1.0screw hole

(Round shape of backside holder)

Designed for using with coolant fed

backside
Screw hole size RC1/8

Adjustable overhang

(Adjusting screw hole size is

possible with adapter)

Machined work piece comparison )

External coolant

Internal coolant to insert tip

T

[ Chip clogging I No chip clogging

Work material : SCM435
Insert : SHFSO40R005S
Cutting speed : Ve=50m/min
D.O.C. : a=0.2

Feed : f=0.02mm /rev
Hole depth : 15mm

Pilot hole : ¢5.1x28L
Coolant pressure : 5MPa

length

Picture for jointing coolant horse [P

Frontside jointed

%)
©
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Connecting coolant horse to
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STICK DUO sleeve (HY-NBH-OH type)
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L
L2L1 L
L. La
o [La o LLs3
Ql <=3
h_ ¢D: S|4 h__ oD S|[.4
< ; : .
T ~
1D @ N 2 y
L. 2| ‘0 Ls 2 10
Coolant hole Coolant hole 7 o s st O
EEEE i i M6X1 (two located) Rc1/8
M6X1 (two located) A Re1/8 3 @ Le
Fig.1 3 @ Fig.2
S Overhangr l(?";;gth of bar
Shape [Code No.| Stock Holder number
I.D. ¢d | ¢D:| dD2| h L+ L. Ls La Ls Le Min. Max.
5893011 [ HY-NBH02016G-OH 2 29 5 18
5893029 () 02516G-OH 2.5 30 6.3 19.5
15 | 19 | 95
5893037 () 03016G-OH 3 31 7.5 21
Fig.1 16 | 19 | 15 | 90 | 80
5893045 () 03516G-OH 3.5 23 8.8 24.5
5893052 () 04016G-OH 4 24 10 28
20 | 24 | 12
5893060 () 05016G-OH 5 16 12.5 35
5893078 o HY-NBH02019J-OH 2 49 5 18
5893086 () 02519J-OH 2.5 15 65 50 6.3 19.5
5893094 () 03019J-OH 3 ' 51 7.5 21
19.05/19.05| 18 | 110 | 100 —
5893102 () 03519J-OH 3.5 43 8.8 24.5
5893136 () 04019J-OH 4 2 2 44 10 28
5893144 () 05019J-OH 5 36 12.5 35
5893151 [ ) HY-NBH02020J-OH 2 49 5 18
5893169 () 02520J-OH 2.5 - o5 50 6.3 19.5
5893177 ° 03020J-OH 3 BT 7.5 21
20 | 20 | 19 | 110 | 100 —
5893185 () 03520J-OH 3.5 43 8.8 24.5
5893193 ) 04020J-OH 4 20 1 44 10 28
5893201 () 05020J-OH 5 36 12.5 35
5893219 ) HY-NBH02022X-OH 2 59 5 18
5893227 () 02522X-OH 2.5 - o5 60 6.3 19.5
5893235 [ 03022X-OH 3 ' 61 7.5 21
Fig.2 22 | 20 | 21 [ 120|110 25
5893243 () 03522X-OH 3.5 53 8.8 24.5
5893250 [ ) 04022X-OH 4 20 - 54 10 28
5893268 () 05022X-OH 5 46 12.5 35
5893276 o HY-NBH02025.0K-OH 2 64 5 18
5893284 () 02525.0K-OH 2.5 - s 65 6.3 19.5
5893292 ° 03025.0K-OH 3 ' 66 7.5 21
25.0| 20 24 | 125|115 25
5893300 () 03525.0K-OH 3.5 58 8.8 24.5
5893318 [ 04025.0K-OH 4 20 1 59 10 28
5893326 ® 05025.0K-OH 5 51 12.5 B85
5893334 [} HY-NBH02025.4K-OH 2 64 5 18
5893367 () 02525.4K-OH 2.5 - o5 65 6.3 19.5
5893375 ° 03025.4K-OH 3 | 66 7.5 21
25.4| 20 | 24 | 125|115 25
5893383 () 03525.4K-OH 3.5 58 8.8 24.5
5893391 [ 04025.4K-OH 4 20 1 59 10 28
5893409 () 05025.4K-OH 5 51 12.5 35

Dimension "T" show overhang length of STICKDUO(hyper) bar when attached to sleeve with adjustment screw 3,@®.
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WParts

®M6 screw

(MPositioning clamp screw @UlTp ST

==

— M "'rm- \
‘—”‘\\\D\J—-—

@Screw fixture for coolant horese

@m connecting to backside

(M®Positioning clamp screw @Clamp screw

®Overhang ®Screw fixture for coolant horese
®M6 screw adjustment screw  connecting to frontside
Clamp screw Overhang adjustment M6 screw Wrench
Holder number
@® @ ® @ ©r2 ® ®.@ G.®0.6 ®

HY-NBH 02000 -OH

02500-OH

03000-OH SS0806F-OH

03500-OH SS04045FS SS0406F | SS0811R-OH (Through hole) SS0806F SS06055C LW-2 LW-4x104 LwW-3

04000-OH

05000-OH

%1 Select screw @ to connect coolant hores to backside
%2 Select screw ® to connect coolant hores to frontside

BHow to set bar in the sleeve when intrenal coolant to insert tip or to insert backside

By rotating sleeve up side down, you can select the coolant output position
Coolant hole located in screw side for coolant leak prevention. See the following about the details.

(MCoolant to insert tip @Coolant to insert backside

Coolant hole

/) Screw for
(D&} coolant leak
prevention

Front elevation

Coolant hole Screw for coolant

leak prevention
Screw for
coolant leak o &,
prevention

Front elevation

Coolant hole Screw for coolant leak prevention Coolant hole

)
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Coolant Components

Coolant hose for connecting with R1/8

Conversion v
joint Nut
" (G1/8 internal thread)

® Line up wide range of coolant
hose length

@ Available for 2 types of coupling

Machine side —— — I and conversion jOint

(Rc 1/8 external =————
thread) .. N

Extension

® Working pressure MAX. 20.6 MPa

® High quality flexible stainless steel
braided hose

joint
o Ex. of connecting ®
Holder side Parts AN
(Rc 1/8 external Conversion joint JOINT-ST-R1/8
R1/8 external thread) Hose HOSE-R1/8-CN-400
thread Coupling Plug PLUG-RC1/8
__ Coupling COUP-R1/8
Ex. of Connecting @ Extension joint SCJ-R1/8-RC1/8-L
B Chart for connecting coolant components
Coupling Joint Hose

(MCase: Use "HOSE-R1/8-CN" for
connecting hose

R1/8 external thread Nut type G1/8 internal

Connect
(o]
Holder Coupling Rc1/8 internal
thread
or - == 1
Machine . | : |
R1/8 Plug

COUP-R1/8 PLUG-RC1/8

@Case: Use "HOSE-CN-CN" for G1/8 external
connecting hose thread (30°)
L =
Connect R1/8
to JOINT-ST-R1/8
Coupli Rc1/8 internal
Holder CUping tﬁread mema G1/8 external
or HE= b o thread (30°)
. s A —y ' e '
Machine : | ﬂ %ﬁ
R1/8 Plug R1/8
COUP-R1/8 PLUG-RC1/8 JOINT-AN-R1/8
BMHose
Dlm(emlls)mns Working|Working
pressure pressure
Shape Code No. P/N MAX. | MIN.
L (MPa) | (mm)

@ R1/8 External thread + nut: G1/8 intrenal thread| 5923255 | HOSE-R1/8-CN-200 | 200
5923263 | HOSE-R1/8-CN-250 | 250
35 5923297 | HOSE-R1/8-CN-300 | 300
G/8 5923305 | HOSE-R1/8-CN-400 | 400
5923313 | HOSE-R1/8-CN-500 | 500
5923321 | HOSE-R1/8-CN-800 | 800

-

" 6.0

j‘.oi

@ Both side: nut G1/8 intrenal thread 5923339 | HOSE-CN-CN-200 200 206

5923347 | HOSE-CN-CN-250 250
5923354 | HOSE-CN-CN-300 300
5923388 | HOSE-CN-CN-400 400
> 15923396 | HOSE-CN-CN-500 500

L

| 6.0

5923304 | HOSE-CN-CN-800 | 800

50

thread
R1/8 G1/8 internal thread (30°)

@ HOSE-R1/8-CN

R1/8 external thread Nut type G1/8 internal
thread

T G/ intemal thread (30°)

@ HOSE-CN-CN

R1/8 External thread
~T Fix by rotating hose

Nut G1/8 internal thread
Fix by rotating nut
(No need to rotate hose)




Conversion / Extension Joint
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Dimensions (mm)
Code No. |Stock S t
Li L B _ ode To. |stoc pare parts e Ta L1l Lo B d
e
Sﬁ 1 5891049 | @ |SCJ-R1/8-M10-L M10%1 12
- ! ! R1/8 Rc1/8
_Erz 5891056 | @ V8RCI/BL | o | pTi/s) 16 . 13 45
5891064 | @ 1/8-NPT1/8-L NPT1/8
5892906 | @ |SCJ-M6-M10 M10%1 12
Rc1/8
5892914 | @ |SCJ-M6-RC1/8 M6 X 1 (PT1/8) 6 . 2.5
5892922 | @ |SCJ-M6-NPT1/8 NPT1/8 15
5892948 | @ |SCJ-R1/8-M10 R1/8 M10%1 12
10 4.5
5892963 | @ |SCJ-R1/8-NPT1/8 (PT1/8) | NPT1/8 13

#1 To prevent hitting the coolant connecting part of holder from the gang tool post, "L1" dimension length is set longer.

NPT: ANSI/ASME B.1.20---1-1983(National Taper Pipe)

Joint

G1/8 external
thread

30°) _ ﬁ! WY

G1/8 external

thread

(30°) 'ﬂ’i i
G1/8 external

thread

30°) _ ﬁ! Wiy

G1/8 external
thread .ﬂ o

(30°)

Coupling

R1/8

Rc1/8 internal thread

Plug

R1/8

Connect
to

Coupling Holder
\n = - or

Machine
R1/8

R1/8

Rc1/8 internal thread

Plug

R1/8

Coupling

Connect
to
Holder

or
Machine

Suitable use of Coupling and Joint
® Detach Hose frequently
= Coupling is suitable

®|ess detach Hose
= Joint is suitable

B Conversion joint (nut G1/8 internal thread) B Coupling
Parts Straight style L style Parts Plug Coupling
P/N JOINT-ST-R1/8 JOINT-AN-R1/8 P/N PLUG-RC1/8 COUP-R1/8
Code No. 5918966 5923412 Code No. 5915491 5915517
Working pressure Working pressure
MAX.(MPa) 206 206 MAX.(MPa) 7:5 7:5
HEX:14 20 HEX:14 R1/8
Qe8| riss RC1/8 . '
m‘j G1/8 13 g "
Shape o= &ij- = 3 Shape -t % || =
o - RIS HEx:14,/ |15:5 g
R1/8 26 30
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STICK DUO series

" SHAPER DUO

WATCH ON

Youm

New
Products

M Hexagon Socket M Square Socket

® Square and hexagonal hole machining is
possible with back spindle of Swiss type
lathe!

New line-up ® Economical with 2 corners cutting edge!
for square shape hole ® Easy dimensional correction!

M Hexagon Socket

AF

L+
. s PVD coated micrograin

P Base AF AF range Dimensions (w) carbide &

art number o O
Ds L+ L hi a B f Stock

SSP020N1130H 1.5 1.4~20 b2 30 18 1.1 0.8 0.4 5885934 o

020N1430H 2.0 1.9~26 ¢2 50 ) ’ 1.4 1.1 | 0.55 | 5885942 [

030N1940H 3.0 2.4~36 ®3 4.0 2.8 1.9 1.6 0.8 5885959 (]

040N2450H 4.0 3.4~46 b4 60 5.0 3.8 2.4 2.6 1.3 5885967 [

050N3260H 5.0 4.4~6.2 ¢5 70 6.0 4.8 3.2 3.4 1.7 5885975 ()

060N42120H 6.0 59~8.2 6 80 120 | 5.6 4.2 4.0 2.0 5873120 ()

080N62160H 8.0 7.9~12.2 $8 16.0 | 7.6 6.2 4.7 | 2.35 | 5885926 [ ]

%See page L10-11 for sleeve holder.

a

M Square Socket
AF

. . PVD coated micrograin

P Base AF AF range Dimensions (w) carbide &

art number o a
Ds L+ L hi a B f Stock

SSP020N1740S 2.0 1.9~23 ¢2.0 40 1.8 | 1.70 | 1.60 | 0.70 | 5920186 [ ]

025N1940S 2.5 22~26 25| 50 ) 23 | 1.95 | 1.80 065 5920194 [

030N2260S 3.0 2.5~3.0 ¢3.0 6.0 2.8 | 2.20 | 2.05 ) 5920202 [

035N2760S Bi5 29~37 ¢3.5 60 ) 3.3 | 270 | 2.25 | 0.60 | 5920210 ()

040N3380S 4.0 3.6~4.6 ¢4.0 8.0 3.8 | 3.35 | 3.05 | 1.15 | 5920228 o

050N39100S 5.0 45~54 ¢5.0| 70 10.0 | 4.8 | 390 | 3.95 | 1.55 | 5920236 ()

060N47120S 6.0 53~6.6 ¢6.0 80 12.0 | 5.6 | 475 | 450 1.70 5920244 [ ]

080N58160S 8.0 6.5~ 8.1 ¢8.0 16.0 | 7.6 | 5.80 | 5.50 ) 5920251 [

%See page L10-11 for sleeve holder.
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Recommended cutting condition

Feed ---F4000~F1000(mm“mn)  D.O.C.(radial depth) -

2
]
2

-0.05~0.01mm

Following machining process is recommended for beautiful surface finish.
1. Roughing at D.O.C.(radial depth) 0.05mm

2. Finishing at D.O.C.(radial depth) 0.01mm for 1-2 times.

Case study
Hexagonal hole machining

1 SUS303

Work material

Feed (mm/min)

12,000

Depth of cut (mm)

* Rough 0.025 / Finish 0.005

Coolant

T WET

NTK

: TM4 SSP0O30N1840H

Competitor : Carbide

Release over 6 degree

O. S of hexagon 3 0

.‘ 300 pes/cormner

10,000 pcs/corner

- Hexagonal hole machined by competitor's is unstable shape and short tool life.
+ NTK's achieved the following good result due to the superior grinding tech and "TM4"PVD coating.
(Dstable hexagonal shape and longer tool life @ less dimensional correct ® good surface finish

machining process

®
D

@

How to set insert in the sleeve

Center drilling
- Select dia of center drilling over O.S. length

Drilling(pilot hole)
- Select the dia of drill insert same with
hexagonal O.S.

- Deeper depth of pilot hole is
recommended, because burrs is
accumulated when machined

Center drilling(chamferring)
- Use the same drill in process @

- Machining the process @ and ® at the
same time is also possible.

@ _
=

@ _
N9 B

Shaping hexagonal hole
- Shaping hexagonal hole

- Shaping hexagonal shape 6 times with 60
degree positioned.

Drilling finish zero cutting
+ Finishing with the same drill in the process @

*In the zero cutting, reduce the cutting condition
due to the heavy interrupted machining

)

Set the sleeve
to keep parallel

measure for
machining hexagonal hole well

Drilling-hole
After machining one corner,

rotating the sleeve to adjust the
length "a"and "b" to be same.

A25
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SHAPER Programming example

Note : The codes and numbers may vary by machine type. Please contact the machine builder for details.
Programming code example for HEX 3.0mm. AF : 3.0mm, Depth : 2.7mm, Pilot drill diameter : 3.0mm

Shaper Main Program

¥¢  Back spindle stop rotation
¥ : Back spindle index 0°
TOOOO (Shaper)

G50 U2.0
G0 X2.9 Z-2.0 TOO

% & Call sub-program (OOO®@)

J¢ : Release spindle index
GO0 Z-10.0

G50 U-2.0

GO UO WO TO

M1

Y & Call sub-program (OOO®) repeat 14 times -+ @
¥ & Call sub-program (OOO®@) -+ ®

Y«Back spindle index 60° - @

GO0 X2.9 z-2.0

Y & Call sub-program (OOO®) repeat 14 times -+ @
v & Call sub-program (OOO®@) -+ ®

Y¢ : Back spindle index 120" ----- O

G0 X2.9z7-2.0

Y¢ 1 Call sub-program (OOO®@) repeat 14 times -+ @
¥¢ 1 Call sub-program (OOO®@) -+ ®

¥¢ 1 Back spindle index 180" - @®

GO0 X2.9 Zz-2.0

Y & Call sub-program (OOO®) repeat 14 times -+ @
¥¢ 1 Call sub-program (OOO®@) -+ ®

¥ : Back spindle index 240° - ©)

GO0 X2.9z7-2.0

Y & Call sub-program (OOO®) repeat 14 times -+ @
¥¢ 1 Call sub-program (OOO®@) = -+ ®

Y : Back spindle index 300° .- ©)

GO0 X2.9 Zz-2.0

¢ © Call sub-program (OOO®) repeat 14 times -+ @

¥¢ 1 Input program for your machinery

(M=Index the sub-spindle 6 times in 60 degree increments.

@=Specify the coordinate system shift command (in X axis
direction) for the tool. [2 x f, where f is tool dimension
located in catalog].

* A positive direction shift is recommended for easier
programming.

(®=Execute the positioning of the tool.

* X position should be 0.1 mm less than pilot drill diameter.
 Z position should be off-set 2.0 mm from material to
achieve program feed rate.

Shaper Sub Program #1

NOOO® (Roughing)
G4 U0.02
G98 G1 Z2.7 F3000
G4 U0.02
U-0.2 W-0.018
G4 U0.02

GO0 Z-2.0

G4 U0.02
U0.25
M99

Shaper Sub Program #2

NOOO® (Finishing)

G98 G1 X3.61 Z-2.0 F1000
G4 U0.02

Z2.7 F3000

G4 U0.02

U-0.2 W-0.018

G4 U0.02

GO0 zZ-2.0

M99

@=Go to the Sub-Program #1.
» Sequence runs 14 times. First cutting point X2.9
and final cutting point X3.6, with 0.05 DOC (for
diameter) each time. (3.6 - 2.9 /7 0.05 = 14 times)

®=Go to the Sub-Program #2, for finishing sequence.

®=Specify dwell time. This allows the program and
machine to stay synchronized.

@=Cut into part 2.7mm. F3000 is recommended feed to
be used for most materials; including Titanium Alloy
and Stainless Steel.

®=This code backs off the tool with an angle greater
than 6 degrees (10 degrees used in example).

-~y P
More than 6%

6

©@=Return the X position + 0.05mm (the DOC for
diameter).

@=Finishing operation with 0.01mm DOC (X 3.61) is
recommended for better surface finish.

Il Reference: Hexagon Socket Specification Extract from JIS B1176

Name 1.5 1.5 2 2.5 3 4 5 6 8 10 12
S t s Max. 158 | 1.58 | 2.08 | 258 | 3.08 | 4.095| 5.14 | 6.14 | 8.175 [10.175|12.212
Min. 152 | 1.52 | 2.02 | 252 | 3.02 | 4.020 | 5.02 | 6.02 | 8.025 [10.025|12.032
o I/\ e Min. 1.733 | 1.733 | 2.303 | 2.873 | 3.443 | 4.583 | 5.723 | 6.863 | 9.149 |11.429(13.716

o t Min. 0.7 1 1.1 1.3 2 2.5 3 4 5 6 7
Thread (reference) | M1.6 | M2 | M25 | M3 M4 M5 M6 M8 | M10 | M12 | M14




SHAPER Programming example by machine builders

Note : The codes and numbers may vary by machine type. Please contact the machine builder for details.
Programming code example for HEX 3.0mm. AF : 3.0mm, Depth : 2.7mm, Pilot drill diameter : 3.0mm

I Program example for CITIZEN machine M Program example for STAR machine M Program example for TSUGAMI machine

Shaper Main Program Shaper Main Program Shaper Main Program

M25

M78 SO -+ @®
TOOOO(Shaper)
G50 U2.0 - @

G0 X2.9 Z-2.0 TOO
M98 P2100 L14
M98 P2200

M78 S60
G0 X2.9 2-2.0
M98 P2100 L14
M98 P2200

(A)

Repeat (A) by 5120, 5180, S240,
5300 with each 60 degrees

M20

GO0 Z-10.0
G50 U-2.0
GO UO WO TO
M1

M25

TOOOO (Shaper)
G50 U2.0 - @
M8

G0 X2.9 Z-2.0 CO TOO
M98 P2100 L14
M98 P2200

GO0 C60.0
G0 X2.9 Z2-2.0
M98 P2100 L14
M98 P2200

(A)

Repeat (A) by 5120, 5180, S240,
S300 with each 60 degrees

G0 z-2.0
G50 U-2.0
GO TO
G28 WO
M1

M105
M150
G28 HO
M182
TOOOO (Shaper)
G50 U-2.0
G0 X2.9 22.0 TOO
M98 P2100 L14
M98 P2200
M183

M182

G0 X2.9 22.0
M98 P2100 L14
M98 P2200
M183

(A)

Repeat (A) by S120, 5180, 5240,
S300 with each 60 degrees

M151

GO0 Z10.0
G50 U2.0

GO UO WO TO
M1

N2100 (Roughing)

Shaper Sub Program #1

02100 (Roughing)

Shaper Sub Program #1

02100 (Roughing)

Shaper Sub Program #1

G4 U0.02 - ® G4 U0.02 - ® G4 U0.02 - ®
G98 G1 22.7 F3000 - @ G98 G1 2.7 F3000 -+ @ G98 G1 Z-2.7 F3000 - @
G4 U0.02 G4 U0.02 G4 U0.02
U-0.2 W-0.018 - U-0.2 W-0.018 - U-0.2 W0.018 -
G4 U0.02 G4 U0.02 G4 U0.02
G0 Z-2.0 GO0 Z-2.0 G0 72.0
G4 U0.02 G4 U0.02 G4 U0.02
Uo.25 - ® U0.25 - ® Uo0.25 - ©)
M99 M99 M99
Shaper Sub Program #2 Shaper Sub Program #2 Shaper Sub Program #2
N2200 (Finishing) 02200 (Finishing) 02200 (Finishing)
G98 G1 X3.61 Z-2.0 F1000 - G98 G1 X3.61 Z-2.0 F1000 -+ G98 G1 X3.61 Z2.0 F1000 -
G4 U0.02 G4 U0.02 G4 U0.02
Z2.7 F3000 Z2.7 F3000 Z-2.7 F3000
G4 U0.02 G4 U0.02 G4 U0.02
U-0.2 W-0.018 U-0.2 W-0.018 U-0.2 W0.018
G4 U0.02 G4 U0.02 G4 U0.02
G0 Z-2.0 G0 Z-2.0 G0 Z2.0
M99 M99 M99
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New DPM4 grade front turning insert with

AM3 chip

breaker

Sharpness as if G class !

JARAVY

)

® M Tolerance but with up sharp cutting

edge !

® Recommended for stainless steel, hard
to cut work material !

o Ideal for high speed machining of carbon

steel !

®Roughing for alloy steel !

® Thick coating with both superior oxidation and wear resistance.
Excellent adhesion resistance offers stable machining.

3.00

2.00

D.O.C ap (mm)

1.00

0.50

0.05

!
0.20
Feed f (mm/rev)

1
0.10

0.30

Special dot makes wide range

of cutting conditions

Good cutting performance
with up sharp cutting edge

. . PVD d mi i
Shape Part number Dimensions () Coit;bi[gécrogram
I.C. Thickness Corner radius Stock

CCMT060202FNAM3 0.2 5882220
HEV 6.35 238 ¢
. 060204FNAM3 0.4 5882212 o
v CCMTO09T302FNAM3 0.2 5882196 o
s 09T304FNAM3 9.525 3.97 0.4 5882188 o
09T308FNAM3 0.8 5882170 ()

DCMT070202FNAM3 0.2 5882162
R 6.35 2.38 ¢
- 070204FNAM3 0.4 5882154 o
v DCMT11T302FNAM3 0.2 5882147 o
AM3 11T304FNAM3 9.525 3.97 0.4 5882139 o
D 11T308FNAM3 0.8 5882121 o
[ NEV . VCMT110302FNAM3 0.2 5901038 ()

- S 6.35 3.18
- 110304FNAM3 0.4 5901046 )
A28



t’i‘- '—‘f__ el Adhension resistance layer

TiN Excellent adhesion resistance
Improved peeling resistance compared with other TiAIN
""""""""""""""" coating

Wear resistance layer

TiCN Excellent wear resistance with NTK original coating
_____________________________ layer

Oxidization resistance layer

TiAIN Excellent oxidation and wear resistance

® Thick coating with both superior oxidation and wear resistance.
Excellent adhesion resistance offers stable machining.

Case study )
Front turning with "DM4"

Tooling
Work material 1 SUS440C =
= 005
[9) . .
%0 404 —- Competitor PVD coated carbide | ._.____.___.___m......._.
Cutting speed (m/nin) : 55 — [N % 0.03 e
T 002 frroreremrnrrene e Mg
10 s
Feed (mm/rev) :0.04 D001 ool e
g 0 1 1 1 1 1
5 0 200 400 600 800 900
Depth of cut (mm) 104 Number of pcs. machined (%)
NTK DM4 improved the dimensional stability. Even after 900 pcs machinig, NTK's dimensional change was slightly 0.02mm comapared with competitor's 0.041mm.

Surfacefinish and burr comparison )

Surfacefinish comparison

NTK M class Competitor M class

it

Large burrs
Work . 5us304 -

material
Insert £ 320 . £ 30 - —
: DCMTT1TO4FNAM3 | = 29 7N JANEERVAN N N | . —A© A 7AN ¥
shape A N A A N 4 7 VAR i Y 0\ Y A0 N Y SN Y\ N/
y) P AN 7—~F VA S—— O/ /] VA N = i
. Ve =80m/min -20 -20
CUtt(;ng : f =0 'Imm /rev 73'00,00 0.10 0.20 0.30 0.40 0.50 0.60 73'00.00 0.10 0.20 0.30 0.40 0.50 0.60
condition ’ mm) mm]
a, =0.7mm, WET
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New
Products

A30

New grooving tool

" SCRUM DUO

WATCH ON

You(TH

"SCRUM DUO" offers excellent stable machining and Wide coverage from small to bigger diameter
longer tool life in grooving and traversing Max grooving depth is "20mm"
Traversing Toolholders and inserts designed
to obtain higher rigidity
NTK : GW chipbreaker Competitor 05
Load N - /{W‘
i _'________._—--—"' %" CompetitorA /
Chip 50.3 7
2o
Surface 00 200 400 600 800 1000 1200
finish Load (N)
SCRUM DUO : GTWPR2525M-5F10

Thanks to the high rigid designed toolholder, it offers
the traversing with max depth of cut 3.5mm !

SCM415 Ve=150m/min  f =0.1mm/rev a,=1.0mm WET
Insert : DM4 GWPG500N04F-GW Holder : GTWPR2525M-5F10

Excellent chip control in traversing process
Excellent shiny surface finish

Grooving

NTK : GW chipbreaker Competitor

Chip

Surface
finish

SCM415 ve=150m/min  f =0.1mm/rev
Grooving depth a,=7.0mm No step feed WET
Insert : DM4 GWPG500N04F-GW, Holder : GTWPR2525M-5F10

Excellent chip control and excellent shiny surface finish



"DM4" and two types chipbreaker offer longer tool life and excellent surface finishing

GW chipbreaker

Multi-purpose chipbreaker utilizing sharpness

for better chip control

Traversing is also possible

GV chipbreaker

Super sharp chipbreaker with high-rake angle

Best for the applications requiring low
cutting forces

Recommended cutting conditions

Application

Work
material

Chip condition (Grooving)

Cutting condition
Ve=80m/min

f =0.08mm/rev Width : 5mm WET

GW chipbreaker

GV chipbreaker

SUS304

SUS303

SCM435

Cutting force (Grooving)

Cutting condition
Ve=150m/nin

1800

f=0.1Tmm/rev Width : 5mm WET

1600

1400

1200

1000

Cutting force (N)
#Resultant force

800

600

GW

Low cuttig force

GV

Competitor A Competitor B Competitor B

Cutting speed (m/min)

Feed (mm/rev)

Depth of
cut (mm)

%)

©
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Grooving

Free cutting
steels

10

100

150

0.05

0.15

Carbon steels,
Alloy steels

Stainless steel

Traversing

|

Free cutting
steels

Carbon steels,
Alloy steels

Stainless steel

~35
(mm)

A31




4]
©
235
(Chs]
Z 0o
pu—
o

MHolder
For Swiss lathe (shank size ~ [116)
GTWP L
Max. grooving depth:ar | |
: gl
Max. Bore dia. > 5
Y Q
4
[%)
(S | <
A T
o < %Recommended fastening torque  3.5[N-m] ®R-hand shown
Code No. Stock Max. Dimensions (mm) Spare Parts
Width| grooving Height*'| Applicable
Holder number ;
R L R{L| W | depth |\ p|plni|h|f|Li|L|A] S insert Bolt |Wrench
ar
GPE 5875125 GTWPR(1016-3D07 | @ 7 10(16]12| 2 19 AOB-5#*14
5849054 | 5852280 1216-3D07 @ |@® 7 1211612 0 19.5/2.6| D GWPO300 AOBS#16
5849070 | 5852306 1616-3D09 @ | @ 9 16]16|16 22
M) 5875133 1016-4E07 | @ 7 10(16]12| 2 19 AOB-5#*14
5849088 | 5852314 1216-4E07 @ | @ 7 1211612 0 19.5|35| E GWPO400 AOBS#16
5849096 | 5852322 1616-4E09 @ | @ 9 16[16|16 031120 22 LW-3S
cmb5875141 1016-5F07 | @ 7 10[16]12]| 2 |~ 19 AOB-5#*14
5849104 | 5852355 1216-5F07 @ |® 7 121612 0 19.5/45| F GWPO500 AOBS#16
5849112 | 5852371 1616-5F09 @ | @ 9 16]16|16 22
5893565 1020-6G07 |@ 7 10 10| 2 22 AOB-5#*14
5893573 1220-6G07 | @ 7 12]20(12 0 22.5/53| G GWPO600 AOBS#16
5893581 | 5893599 1620-6G09 @ | @ 9 16 16 25
%1 Please make sure the insert height fit on the toolholder
For mutipurpose lathe(shank size [120, []25)
GTWP L
Max. grooving depth : ar 5
Y Q
=
] <
A Back side clamping is possible*2 *Recommended fastening
torque 7.0[N - m] ®R-hand shown
Max. ; ;
Code No. Holder number Stock Width| grooving Dimensions (mm) Height*'| Applicable Spare Parts
R L R|L w de;th hi{b|hi|h| f [ L:+]|Lz| A S insert Bolt  |Wrench|Wrench*
5849120 5852397 | GTWP®R12020K-3D10 (® | @ 10 20(20(20| 8 [20.2|125] 29 CS0520W | LW-4 |LW-2.5
5849138 | 5852405 2525M-3D10 (@ | @ 25|25(25( 9 [25.2(150( 32 26 D GWPO300 CS0625W | LW-5 | LW-3
5849146 (5852421 2020K-3D20 (@ | @ 20 20(20|20| 8 [20.2|125] 41 ’ CS0520W | LW-4 [LW-2.5
5849153 | 5852439 2525M-3D20 (@ | @ 25[125(25| 9 [25.2|150]| 44 CS0625W | LW-5 | LW-3
5849161 | 5852447 2020K-4E10 (@ | @ 10 20|120(20| 8 [20.3(125( 29 CS0520W | LwW-4 [LW-2.5
5849179 |5852454 2525M-4E10 (@ | @ 25|25(25( 9 [25.3(150( 32 35 £ GWPO400 CS0625W | LW-5 | LW-3
5849187 (5852470 2020K-4E20 (@ | @ 20 20(20|20| 8 [20.3|125] 41 ' CS0520W | LW-4 [LW-2.5
5849195 | 5852488 2525M-4E20 (@ | @ 25[25(25| 9 [25.3|150]| 44 CS0625W | LW-5 | LW-3
5849203 | 5852496 2020K-5F10 (@ | @ 10 202020 8 [20.3[125( 29 CS0520W | Lw-4 [LW-2.5
5849211 (5852512 2525M-5F10 (@ | @ 25|25(25| 9 [25.3(150( 32 45 F GWPOS500 CS0625W | LW-5 | LW-3
5849229 |5852520 2020K-5F20 (@ | @ 20 20(20|20| 8 [20.3|125] 41 ’ CS0520W | LW-4 [LW-2.5
5849237 | 5852538 2525M-5F20 (@ | @ 25|25(25| 9 [25.3(150( 44 CS0625W | LW-5 | LW-3
5849245 | 5852546 2020K-6G12 (@ | @ 12 202020 8 [20.35[125| 34 CS0520W | Lw-4 [LW-2.5
5849252 | 5852553 2525M-6G12 (@ | @ 25(25|25| 9 (2535|150 37 53 G GWPOB00 CS0625W | LW-5 | LW-3
5849260 | 5852561 2020K-6G25 (@ | @ 25 20(20(20| 8 [20.35[125| 49 | CS0520W | LW-4 [LW-2.5
5849278 | 5852587 2525M-6G25 (@ | @ 2512525 9 [25.35(150( 52 CS0625W | LW-5 | LW-3

A32

% 1 Please make sure the insert height fit on the toolholder
% 2 Wrench for back side clamping is optional



%]
BFur multipurpose lathe(shank size []20) B
Z0
GKWP ) - §
i
nmn U) ()
L Shape type Back side clamping < E"
is possible*? B
_:N’ <]
L2 &
hs W 3
. O,
~| HS
Q
L #Recommended fastening
torque 7.0[N - m] ®-hand shown
Code No. Stock Max. Dimensions (mm) Spare Parts
Width| grooving Height*!| Applicable
Holder number ]
R L R(L| W | depth | plp|h|h| f|Li|L|A] S insert Bolt  [Wrench|Wrench#2
ar
5893607 | GKWP?{2020K-3D10 [ J 26| D | GWPO300
5893615 2020K-4E10 [ ] 10 32 3.5| E | GWPO400
5893623 2020K-5F10 ® 2020120 & 125/ 23 1451 F [ Gwposop | S0P20W | LW-4 | LW-25
5893631 2020K-6G12 o 12 34 53| G | GWPO600
% 1 Please make sure the insert height fit on the toolholder
%2 Wrench for back side clamping is optional
M Applicable insert
B e PVD coate% _rgicrograin
Height*" carbice
Shape Part number W s
: r | M| L Stock
Width [Olerance
GWPG300N02D-GW 0.2 5848023 [ J
0 2.5 D
300N04D-GW 0.4 5848031 [ J
L GWPG400NO02E-GW 0.2 5848064 [ J
re
= G 400NO4E-GW Xy 04|34 E 5848072 [ J
NE== - \W 20.6
Ezﬁ— re (ground chipbreaker) 400NO8E-GW 0.8 5852868 ([ J
m]:m "% | GWPG500NO2F-GW £0.025| 0.2 5848106 ([
4 500N04F-GW 0 04143 F 5848114 ([ J
* Good sharpness and chip 500N08F-GW 0.8 5852876 o
control
. Grooving and traversing GWPG600N02G-GW 0.2 5848148 o
ossible
P 600N04G-GW Xy 04 |52|256| G 5848155 ([
600N08G-GW 0.8 5852900 (]
GW GWPM300N04D-GW 0 2.5 D 5848171 [ J
(no-ground chipbreaker)
& 400NO4E-GW X 3.4 (206 E 5848197 [ ]
> +0.05 | 0.4
s 500N04F-GW 0 43 F 5848213 [ J
600N04G-GW Xy 521256 G 5848239 [ J
GWPG300N02D-GV 0.2 5848262 [ J
L r. 0 25 D
= 300N04D-GV 0.4 5848270 [ J
EE L =)
re GV GWPG400NO02E-GV 0.2 5848353 [ J
(ground chipbreaker) 4.0 4.3 120.6 E
(jl:lm '."" 400NO4E-GV 0.4 5848361 ([
< £0.025
GWPG500NO2F-GV 0.2 5848395 [ J
0 4.3 F
* High sharp chip breaker 500NO04F-GV 0.4 5848403 [ ]
with high-rake anglel
chip breaker dot 6.0 43]256| G
600N04G-GV 0.4 5848445 ([ J

% 1 Please make sure the insert height fit on the toolholder
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New CBN Lineup

W NTKEZCUBE B5K/B6K

PVD TiCN hard coating Improve wear and
oxidation resistance !
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Suitable for continuous to middle-interrupted
YJ{ machining of hardened-steel
Suitable for finish machining of ductile cast iron

Lre
N

Suitable for middle to heavy interrupted
machining of hardened-steel

 Features | )

Suitable for longer tool life of continuous to interrupted machining of hardened-steel
Reduce crater wear and prevent the cutting edge from fracture

Suitable for carburized layer removal
Reduce CBN dissolve with iron in internal (low-hardness layer) machining
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Grade

B5K

Easy corner identification !

NTK special hard coatings !

Main CBN N
binder volume HplpliEzer
Hardened steel / continuous to
TiC base 50% middle-interrupted machining
Ductile cast iron / finish machining
] Hardened steel / middle to heavy
LG TICN base 65% interrupted machining

lead to cost reduction !

Strong brazing
technology !

Multi cutting edges on both sides

Performance

Best for continuous to middle-interrupted
machining in hardened-steel !

TiCN hard coating offers good wear resistance !

,,,,,,,,,,,,,,,,,, —l- Competitor's CBN
- B5K

2 3 2
Cutting length (km)

Wear (mm)

Workmaterial : SCM415 carburized and quenched (64HRC)
Continuous machining

Cutting condition : ve=150m/min, /=0.1mm/rev, a,=0.2mm, DRY

® Edge wear comparison

B5K

Competitor's CBN

_J

Best for heavy interrupted machining in
hardened-steel !

TiCN hard coating prevent fracture from crater
wear !

B6 5.3km/Cutting length

Competitor's CBN 3.7km/Cutting length [)

Workmaterial : SCM415 carburized and quenched (64HRC)
Middle-interrupted machining

Cutting condition : ve=80m/min, /=0.1mm/rev, a,=0.15~0.17mm,
DRY

® Edge wear comparison

B6K

Competitor's CBN
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Description table )
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Il Stock list
{Negative)
Dimensions (m) Non-coated  Coated Bliizistns () Non-coated  Coated
(o:]\] (¢: 1] CBN CBN
Shape | Part number Cutting Shape | Part number Cutting
I.C. |[Thickness] R | edge I.C. |Thickness| R | edge
length length
CNGA120402PQ 0.2| 2.3 UNGA160402PQ 02| 26
120404501015 0.4| 2.3 ° 160404501015 0.4| 2.5 °
120404501325 0.4| 23 ° 160404501325 0.4| 2.5 °
120404PQ 04| 23 |o|eo|e|e|® S 160404PQ 0525|476 04| 25 | |eo|e|e|®
\"‘/ 120408501015 12.70| 4.76 |0.8| 2.2 ° 4 g 160408501015 | |~ (0.8| 1.6 °
s cuting 120408501325 0.8| 2.2 ° 160408501325 08| 1.6 °
e 120408PQ 08 22 o|e|e|e|® 160408PQ 0.8 1.6 SO0
20412501015 1.2| 2.7 ° 160412PQ 1.2| 2.7 °
120412PQ 12| 2.7 |e|e| |@|®
P 1270|476 |1.2| 2.4 .
120412PQ 0[4.76 ° W Stock list
CNGA120404PQW 0.4 2.3 (0 (Positive)
o Blipenekns @) Non-coated Coated
it wrpen 120408PQW  [12.70( 4.76 |0.8| 2.2 N0 CBN CEN
4 cutting Shape Part number Cutting o
caee 120412pQ 12| 2.7 U0 I.C. [Tidoess| R | edge |8 &
length
DNGA150402PQ 02| 24 o0 CCGH060204PD | 6.35 | 2.38(0.4| 2.3 °
150404501015 0.4 2.2 [ ] @ 09T302PD 02| 23 oe
150404501325 0.4| 22 o 2 cutng 09T304PD  [9.5253.97 |0.4| 2.3 oo
150404PQ 0.4| 2.2 0 edges
- 1270| 476 09T308PD 0.8| 2.2 0
150408501015 0.8 1.9 [ ) DCGI070202PD 0.2| 2.4 ®
fe® | 150408501325 08| 1.9 ° 070204PD | 6.35 |2.38 |0.4| 2.2 0
150408PQ 08/ 19 e @@ @O 070208PD 0.8/ 1.9 PY
150412PQ 12701 4.76 (1.2| 2.2 [ ] 2 cutting 11T302PD 0.2 24 o0
| SNGA120404PE 04/ 1.5 | (@ |@ s 117304501015 (9.525(3.97 (0.4 2.2 °
v 120408PE 12.70|4.76 |0.8| 1.3 o000 117304PD 0.4 2.2 oo
8 cuttng 120412PE 1.2 15 |e|@| @@ 117308PD 0.8| 1.9 0
edges
120412PE  [12.70|4.76 |1.2| 2.5 ° _
) SPGN090304PQ 04| 15 |@
TNGA160401PH 0.1 2.1 ° ’ 9525/ 3.18
160402501015 0.2| 2.2 ° i 090308PQ 08/ 13 (@@
160402PH 02| 22 LAl | TPGN110304PT 1 635 0.4| 2.0 )
160404501015 0.4| 2.0 ° 110308PT3%1 | 0.8 1.7 °
160404501325 0.4| 2.0 (] s cuttng 160304PT 3.18 0.4| 2.0 ®
3 160404PH 055|476 0.4| 2.0 10100 edaes 160308PT 9525 08| 1.7 °
S 160404PTRNK: T | (0.4 20 |k & | oo 02| 22 °
6 cuttin,
cdges” 160408501015 08| 1.7 L L 110304PT32 | 6.35 | 3.18 |0.4| 2.0 |@ A0
160408501325 08 1.7 o "t | 110308PT 08| 1.7 oo
160408PH 08| 1.7 |eo|e|e|e®|® Beai1030200 BT -
160408PTFNX:x¢ 08| 1.7 | |% e L ELd PO °
160412PH 12| 23 ej@]| @@ . 160408PD  |9.525]4.76 0.8 1.6 °
160412PH  [9.525(4.76 (1.2| 2.0 ° b P r— o4l 2.5 oo
2 CUtt‘\ﬂg 6'35 3'1 8
cdger 110308PD 08| 1.6 N0
%-B30 TNGA160404PTFNX 160404PD 04l 25 ole
-B30 TNGA160404PTFNX and -B30TNGA160404PTFNX have 3 9525(476| |
cutting-edges. 160408PD 0.8| 1.6 N0

@ : Standard stock items
® : New standard stock items
% : Standard stock (specific)
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Case study of coated CBN
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Work material :
FCD450 Boring

Cutting speed (m/min) =120

Feed (mm/rev) =0.05

Work material : Tooling Work material : Tooling
SCIV\41hSdCarburized and STKI\/\II’I1 (l(—j!RCSO) andd
quenched continuous quenched Interrupte
machining G e machining S 7
Cutting speed (m/min) =200 ' Cutting speed (m/nin) =210~220 .
o644 @
Feed (mm/rev) =0.1 Feed (mm/rev) =0.08
Depth of cut(mm) =0.2 ‘ Depth of cut(mm) =0.20 ® |
Coolant : DRY Coolant : WET 13.5
Iy IO S NTK : B6K 700pcs D
= 0,06 |- Conventional: fracture __- I
5 0.04 [-onnmnenee o e B5K-: still-usable- Conventional 400pcs [
§ 0.02 [l T oo
o8 1 2 3 4 5 6
Cutting length (km)
Tooling Work material : Tooling

SCM415 Carburized and
quenched Interrupted
machining

Cutting speed (m/min) =75

Feed (mm/rev) =0.27

Depth of cut(mm) =0.20 ‘ G Depth of cut(mm) =0.8
Coolant : WET Coolant : DRY
NTK : B5K 300pcs | NTK : B6K Z00pcs \
Conventional 200pcs [) Conventional 150pcs
MApplicable cutting conditions
Work material Coolant
. ) Feed Depth of cut
Material | Hardness LESEEL I EEEE) () (mm /rev) (mm) DRY | WET
. HB B23 /B30 Turning 400 ~ 1,000 - - @) [ )
Gray castiron| __5g0 B30 Milling 600 ~ 1,500 0.5 20 o 0
Ductile cast iron ~I'£%0 B5K / B52 Turning 100 ~ 350 ~0.4 ~2.0 O o
Continuous B5K /B52 100 ~ 300 ~0.2 ~0.3 O [
HRC Light-interrupted B5K / B36 75~ 225 ~0.3 ~0.5 [ ) @)
Hardened steel | 50 68 [idde-nterrupted B6K / B36 50 ~ 150 ~02 ~03 ® | o
Heavy-interrupted B6K / B40 50 ~ 150 ~0.2 ~0.3 [ O
Sintered alloy| RG B23 40 ~ 200 ~05 ~05 o | e
Y| ~35 B30 sharp-edge ) )
Steelroll | Mo B23 20 ~ 140 ~05 ~20 e | O
@First choice OSecond choice
(Std. Edge preparation]
Finishing of Ductile Cast o ;
Roughing of . Finishing of Iron Continuous & light- Light-interrupted | | Heavy-interrupted
Cast Iron Sintered alloy Cast Iron interrupted Cutting of H a%‘gﬁlgg gtfe el H a%g:'gg gtfe el
Hardened Steel
B23 B30 Sharp-edge B30 B5K / B52 B6K / B36 B40
0.10mm 0.1 Omm‘ 0.10mm‘ 0.13mm 0.15mm_
=Tl |_ T = 1@?_ 25{7‘— 2 |
@ A/‘K_ \ R0.03 \ R0.03 SK \ R0.03
| so1020 || FNX || 7101020 || so1t015 || s01325 || so1535 |

%1 Edge prep. of -B40 TPGN110304PT, 08PT is "S01020 (C=0.10 X20°+R0.03)"
-B40 TPGN160304PT, 08PT
%2 Edge prep. of -B23 TPGW110304 is "T01535 (C=0.15 X 15° )"
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Super Micro Grain PCD tool

NEW PDZ

Features | )

Good edge-sharpning, adhension resistance !
Suitable for machining aluminum alloy and brass !!

Super micro grain PCD features good edge sharpning,
chipping resistance.

Good chip control due to the high
rake angle

Applicable material map )

N

Toughness

PCD grain size : 1T0um

Wear resistance q




)

Spool machining

Spool machining

Work material 1 A6061 PD2 Work material 1 A6061 PD2
Cutting speed (m/min) : 170 Cutting speed (m/min) : 210
Feed (mm/rev) :0.06 —_— — — Feed (mm/rev) :0.07 —_— —  —
Depth of cut (mm) ~ :0.15 ‘DBT |—| |—| | Depth of cut (mm) ~ :0.13 ¢2¢_|—|_|—|—|
I
Coolant T WET 70 Coolant T WET 50
NTK : PD2 10,000 pcs/corner [) NTK : PD2 15,000 pcs/corner [)
Comp. PCD 5,000 pcs/corner Comp. PCD 10,000 pcs/corner ()
NTK PD2 achieved 2 times longer tool life, and good wear resistance than NTK PD2 achieved 1.5 times longer tool life, High rake angle offered stable
conpetito's PCD machining.
MPositive type
Dimensions (mm) Super micro grain PCD
Shape Part number Sl q N
uttlngL engt 1.C. Thickness orne|rara s Stock
L CCMTO09T302PF 0.2 5860648 ®
Cutting edge “
09T304PF 0.4 5860630 ()
9.525 9.525
L gy, | DoMTITTSOZF 0.2 5860671 | @
)1 o v 11T304PF 0.4 5860689 | @
2.3
TPMTO090202PF 0.2 5860697 o
5.56 2.38
090204PF 0.4 5860705 ()
S 110302PF 0.2 5860713 | @
6.35 3.97
110304PF 0.4 5860721 ()
I Negative type
Dimensions (mm) Super micro grain PCD
Shape Part number ST c "
uttlngL eng 1.C. Thickness ornelrzra 1 oD Stock
Cutting edge CNMX120404PF 0.4 5884044 o
(o) 3.4
120408PF 0.8 5884051 ()
L 12.7
- DNMX150404PF 0.4 5884036 [ J
)10" 'L‘/ 45 476
150408PF 0.8 5884010 o
> TNMX160404PF 0.4 5884002 [ J
- 3.0 9.525
h 160408PF 0.8 5883988 ()
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Super low cutting force milling cutter

=W FU-HA MILL

WATCH ON

Youm

 Features | )

eStable gray cast iron milling
with lower cutting,force
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® Maximizes ceramic insert potential and can mill faster than 1,000m/min

Thanks to lower cutting forces, work piece Silicon Nitride grade is the best choice for
chipping is reduced roughing cast iron with scale. Tool pressure
Apply up to Ap 6mm is reduced because of the sharper cutting

edge and the ground-in chipbreaker

Available cutter dia. $63 - ¢ 160

Thanks to low-cutting resistance,

over machine load is avoided
120

«@P 1 Low cutting resistance type
100 [ Conventional type

W Competitor

80y ' 1

[Radius type] [Chamfered type ]

60+ | 0

- IR T T 1 Two edge preparation are available.

»l.F 1 | § 1 N i B Radius type is good for high feed milling.
Chamfered type is with excellent edge sharpness.

Cutting force (N)

0 | |
Tangential Back force Feed force

Cycle time reduction with single pass and

Cutting condition

) achieve longer tool life.
Ve=800m/min  f,=0.10mm/t &@-=3.0mm &.=80.0mm

Lesser machine horsepower required.
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+7°, +10° D [

o —>

M ¢c

Cutting edge angle

No. of Dimensions (mm) Weight Rake angle Centering

6 Code No. Part number Stock . .
inserts ®D: axl ax2 ¢ W dde () AR. RR. location type

JWNXMO063C2200R06 | @ 60 18 0.9 +4
5851423 080A2540R08| @ 36 15 1.1 7/
8875851431 100A3175R10| @ | 10 | 100 | 100 55 | 45 |31.75]| 12.7 80 50 18 1.8 +5 EMA
5851449 125A3810R12| @ | 12 | 125 | 125 | 58 38.1 | 15.9 55 23 3 +10
5851456 160A5080R16| ® | 16 | 160 | 160 | 60 50.8 | 19.0 | 100 | 72 22 4.9

31 Dimension when set the insert [WNX44-C10T01020]
%2 Dimension when set the insert [WNX44-R12T01020]

%)
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Clamp screw Wrench
FSI 26-4.0x12-LH 5861935 LLR-T15 5701909
Sales number 10 pcs / case Sales number 5 pcs / case

M Insert

Shape Dimensions (mm) Part number Cor It Grade

T SX6 °
CNEW WNX44-C10T01020 C1.0
SP9 °
SX6 °
WNX44-R12T01020 R1.2
SP9 °

@ : New standard stock items

)

MHOIK i i Depth of
Grade material Cutting speed (m/min) Feed (mm /t) o
K 400 500 600 700 800 900 1000 1100 1200 1300 1400 0.05 0.1 0.15 0.2 0.25 0.3 (mm)
Gray cast “
SX6 1Y . .
Iron ~6
I‘ ] I I I‘l l | | l (mm)
Ductile cast ' ' ' ' i
SP9 iron : ” : : : ” : : I
Case study )

Transmission case @®\Work material : FC230

Current tool NTK
Holder Competitor JWNXM125A3810R12
L SX6

Insert Ceramic insert WNX44-R12T01020

Cutting speed (m/min) 500 -

Feed pertooth (mm /) 0.13 - As for competitor's milling cutter, weneeded to change inserts to
new ones due to the wearprogress and lower clamping force of
work material after machining 60 pcs.

Depth of cut (n) ! - This was caused by increasing sutting force.

NTK NEW Milling cutter "FU-HA MILL" achieved 2 times longer

Coolant DRY - competitors.

) Low cutting force avoided the problem occurred by competitor's

Tool life pcs/coner 60 120 milling cutter.
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"= New toolholder for small lathe
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 Features | )

New concept !

End face machining in horizontal
tool post type lathe is possible !

)

Hl Holder
CH-SVXCL !
o ]
N ‘ | <
4 |8 |
: L
Y
S Y a
\ 16
Stock Di ions (mm) Applicable insert Spare Parts
(o] Imensions (mm pp Icable Inser Clamp — Wrench
Code No. Tool holder
RIL| h | b | L f %
@ 5890637 | CH-SVXCR{1616%11 @ 16 | 16 27
@ 120 VC 171103 | LRIS-2.5+7 | CLR-15S
5890645 2020%11 ®| 20 | 20 31
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m Tool Materials / Selection Guide T

NTK Cutting Tools offer a wide range of tool materials, including PCD, CBN, ceramics, cermets and

coated carbides, to accommodate various cutting applications.
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® Material map

>

U~
U0
5 &
i oR
3w
5 £
c B
o 3
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N

&

]
N )
" ceramic |

( Cermet ) ’
@VD coated carbi@ ’

PVD coated ’
micro-grain carbide
@\icro-grain carbid@ ’
B2

cv

In the SS Tool series, PCD, cermet and micro-grain ultra-hard carbides are set as the standard
materials to meet the requirements of automatic and sliding head machines.
They are especially suited to micro-machining, offering excellent cutting performance and high quality surface finish.

D coated carbide

PVD coated micro-grain
carbide

Micro-grain carbide

Toughness / Strength
(Feed rate)

High-speed cutting of
non ferrous metals

High-speed cutting of high
hardness materials and cast irons

Highly efficient cutting of high
hardness materials and cast irons

Finishing of steels

General and multi-purpose
machining of steels and cast irons

Precision cutting, Cutting
of stainless steel and
hard-to-cut materials

Cutting of nonferrous metals
and non-metal materials

b

V V V VvV VvV 9

Polycrystalline diamond
PCD
PD1, PD2

CBN

B22, B23, B30, B36, B40, B52
PVD coated Solid CBN

B5K, B6K B16

Whisker grade Alumina/Titanium carbide grade
WAS5 WA1, HC2, HC4, HC7, 2C7, HC6

Alumina grade Silicon nitride grade

HC1, HW2, SX6, SX7, SX9, SP9

PVD coated cermet

Q15, 215, C7Z

Cermet
T15

High strength cermet
N40, C7X

CVD coated carbide
CP1---Castiron CP7---Steel

PVD coated micro-grain carbide

TM4, ZM3, QM3, VM1,
DT4, DM4

Micro-grain carbide

KM1
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BMRecommended Types of Materials and Application

Cermet Carbide
ISO Ceramic / CBN PCD |PVD coated | PVD coated micro-grain carbide
cermet CVD coated carbide
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P 01

Carbon steel
Alloy steel 10 I

20
30 \
40

TiN coating

Wear resistance

c7z
[vm1 ]

TiCN coating

CP7

TM4

TiAIN coating

Carbide w/o coating

=
Toughness

M 01

>

Ductile cast iron Cermet

10

<
Stainless steel 1 — 2
Cast steel 10 m E 5
- > - | T
20 Whisker-based ceramic
3 ]
=i Silicon nitride-based ceramic
40 'R Il —
— T | Alumina-based ceramic
K 01 s f
. o 3
Cast iron I; ) _
=

HC2, HC6

D

20 CBN

B16 | B23, B30,

30

<=
Toughness

N

Aluminum alloy
Nonferrous metal

S g f
Inconel 3
Hastelloy g
Waspalloy =
Rene

[ ams ] kM ]
M3

<
Toughness

H

Very hard material
Roll turning

[BK][BSK]
>

[B22] [B36 | [B52]

Wear resistance

[(HC7 | 2C7 ]
HC2, HC4

B40

=
Toughness




m Tool Materials / Selection Guide

I Recommended Types of Materials and Applications : Ceramic and CBN  @First Choice OSecond Choice

Process Cutting oil
Work material Tool material T Q CD {:} &
Rough-ing | Seminishing|Finishing| - conruos igtimerpton mergtion | Dry | Wet
Normal cast iron SX6 Q ¢ o o
w
SX9 O O o o
£ SP9 O 0 ® O
©
& [HC1/HW2 OnmQ ®
HC2/HC6 OO e o
WAT1 OO0 e o
B23 O Q O | @
C
El B30 0 6 O | @
Bl16 |0 O1 0| e
Special cast iron 2| Hw2 O ‘ 0O [
©
8| Hc2 o (o e O
Ductile cast iron ol SX9 #‘ Qe @ | O
w E SP9 h‘ # ® O
()
© Hee olo ol
§| Bs2 o|lo O @
Heat- : Q |
resistant £ SX7/5X3 Q % o % © bt
alloy 3 | WA1/WA5 6 =0 O | ®
£ Hca/zc7 w\ ®
B52 W‘ O | @
C
EI B36 % h e o
B40 % # ® | O
Roll £
olls Highpeed | & WA1/WA5*‘ #\ ® | O
steel E B22/B23/B36 M‘ ® | O
£ | HC2/HC7 #‘ ® O
Cast iron c
8 | B22/B30 % ® | O
§  sxo9 W ® O
Ductile iron :
8 | B22/B52 W ® | O
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m Tool Materials / Selection Guide

NTK cutting tools offer a wide range of tool
materials, including PCD, CBN, ceramics,
cermet and coated carbides, to accommodate
various cutting conditions.

For the SS tool series, PCD, cermet, micro-
grain carbides are set as the standard materials
to meet the requirements of automatic lathes
specifically micro-machining, with excellent cutting
performance and high quality surface finish.

a CVD coated carbide
PVD coated micro-grain
carbide

Micro-grain carbide

i )
%2 3=
=3
59
—
=8
=9
oL
S

=3

Wear-resistance
(Cutting speed)

Toughness / Strength
(Feed rate)

| PCD For high-speed cutting of nonferrous metals

As diamond is the hardest and lowest in affinity with nonferrous
metals cutting material , its deposition resistance as well as wear
resistance is excellent. However, as a tool material, its low toughness
and characteristically low chipping resistance posed problems.

PCD is the material that solved these problems by sintering micro-
grain diamond to make a polycrystalline structure without affecting
the diamond-specific characteristics.

This material allows you to cut non ferrous metals at a higher speed
than carbide cutting tools.

For more information, please go to --- C2

For high-speed cutting of hardened materials and cast irons

This material is made of CBN (Cubic Boron Nitride) as the
base component and a special ceramic binder, giving a
high level of hardness at both room and high temperature
ranges. One of its superior features is that it causes very little
chemical reaction with work piece materials.

It is mainly used for machining of materials with high hardness
and high-speed cutting of cast iron.

For more information, please go to --- C4

For high-efficiency cutting of high hardness materials and cast irons

Avrial Narrow RegulCeramic tools offer high cutting speed and
highly efficient machining thanks to their outstanding heat
resistance and chemical stability.

A wide range of tools in various shapes, made of different
types of ceramic including silicon nitride, alumina and whisker
series, enables you to achieve high cutting speeds and higher
productivity than carbide tools in many applications.

For more information, please go to --- C6



| Cermet

NTK

For finishing and grooving of steels

Cermet excels in resistance against oxidation and heat
resistance when compared with ultra-hard alloy, making
higher cutting speed possible. This material allows you to
realize high quality finished surfaces, having a low affinity with
ferrous materials and excellent deposition resistance.

For more information, please go to --- D2

For general cutting of steels and cast irons

This type of carbides, suitable for cutting steel and cast iron,
use carbide as the base material with coating applied by the
CVD method for extra wear and heat resistance.

For more information, please go to --- E7

For precision cutting and general machining of
hard-to-cut materials including stainless steel

The carbides in this grade has been developed by reducing the size of the WC hard
grains, which are the main component of cemented carbide, to approximately 1.

By coating such carbide by the PVD method with TiN, TiCN, or TIAIN, these materials
are the most suitable for precision cutting and cutting of difficult-to-cut materials.
Provision of PVD coating on such micro grain carbide offers much improved wear
resistance and thermal shock resistance.

These carbides are tougher and harder than conventional carbides, with much
sharper cutting edges.

For more information, please go to - E2

For cutting of non ferrous metals and non metal materials

Using non-coated micro-grain ultra-hard carbide, which
provides ultra sharp cutting edges, this type of carbide usually,
has a mirror-like polished surface.

This type is the most appropriate tool material for machining of
non ferrous metals and resins, where especially sharp cutting
edges are required.

For more information, please go to --- E2
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= Part No. Designation Codes for Inserts and Breakers m—"

(MCode for shapesl (3 Codes for accuracy
— Classfication C(::e . il:r?ep; : pex a:gl2e gjegree) Syr;bol - Diamete(rJI of ig:;[f[“ged adel 5 Cf;]”er(':"?:‘g)ht Tolerances for each insert Size Except orinserts with 55, 50 or 35 degrees i apex angle
gé 8 g " " ! | Inscribed circle diameter tolerance | Corner height tolerance
=S Restl O | Regular octagon 135 O A +0.025 t 0005 Dmrrveter.\gjtmsmbed d -
= § egu ar " x L. (rce
Ss polygons P | Regular pentagon 108 O F +0.013 d c:(asl\s/\ JNL, Class U N(\:lgrsi\j p—
S| Squae 20 9 | |c| +£0025 [+0025 ‘0,013 6.35 —
T | Equilateral triangle 60 A H +0013 U 9.525 + 0.05 +0.08 +0.08 +0.13
1€ 80 c 1270 | +£0.08 | £013 | £0.13 | £0.20
.| D 55 —1  +£0.025 +0.025 15.875
Rho;nn%oms £ e G £013 19.05 +0.10 +0.18 +0.15 +0.27
———  Rhomboids o3
equiateral | F 50 > +0.005 25.40 +0.13 + 0.25 +0.18 + 0.38
Yy + 0.05 ~
e M 86 K* s +0025| +0.013 _ , ,
g T 35 +0.13 The tolerances for class M inserts with 55 degrees in apex angle are as follows}
L +0.025 Diameter. of inscribed circle | Inscribed circle diameter tolerance (m) | Corner height tolerance: ()
W | Hexagon 80 la d (mm) d i
M + 0.05 ~ +0.13| +0.08 ~
Rectangles | L | Rectangle 90 o — B L 6.35 + 005 +011
A 85 N +0.13 +0.025| *0.18 9.525 + 0. 0.
Parallclograms | B | Parallelograms 82 o U £008~ | 013 x 0’213 ~ 12.70 +0.08 +£0.15
” 55 +025 |- 7| 038 13805 +0.10 +0.18
Circles | R Circle - O o yT haep?:flteeélstlé fn)s'e'lgéceaéﬁfptgeaé e e fag o 5 Note : The accuracy range of “m” can be spread for inserts with apex angles smaller than 55 degrees.
Note : The smaller of the apex angles is used. de?e‘rjnc;ler%g gsyt%gks\(ze)c;P?ﬁceamessetr?at fhe accuracy fange is

Type of insert material

vere T15 S NMG120412T N
s TISSNMG433TN

— - LlL—=

@Codes forelefangles @Codes for grooved holes @Codes for corner radii
Relief angle @l For normal series For small-size series For corner R
(degree) Code | Provision of holes | ~ Shape of hole | Chipbreaker |  Pattern Code | Provision of holes | Chipbreaker | | Comer-Rnominal | Inch | Metric
3 A N None |C3 T3 E None value (m) | system | system
- 5 R No — Singlesided |3 7 S No Single-sided Sharp
F Dowblesided| €3 S B
7 C e : 0.
A o . Non§ oD 9w P Yes Single-sided 0.4 1 04
15 D M Cylindrical | Singlesided |ET3  TIIIF K Doublesided 08 2 08
G Double-sided CI:D X —_— —_— 1.2 3 12
20 E — -
w Partially cylindrical None |C¥Q  GHF| | Note: Use the smaler sz series for the nch system 1.6 4 16
25 F T Single-sided: 40 - 60 deg | Single-sided |ERL]  CYTy| | When inscred cice diameter s 7.94 mm o less, >0l 5 20
v - — N oo However, use normal series only when the diameter 4 6 24
30 G Q s Partaly cylindrical one is 6.35 mm giving priory to the smalksize seres. :
U Double-sided: 40 - 60 deg. | Double-sided [9)l6] 3.2 8 32
0 N =
B Partially cylindrical None IO OO Othe'r radii X i
1 P H Single-sided: 70 - 90 deg. | Single-sided (D TLY For Clrctular 0 18\%
inserts *
Other relief C Partialy cylincical None g —-
O Doublessidect 70 - 90 d - Notes : “00” (double zero)
angles J o % |Dowdlesided| T30 is used for insert circle
Note - The relief ancl X - - — diameter indicated in inches.
m?Jset'beettqea{eo?rlig Note : Only the normal series is to be used for the metric system. MO” is used for insert
maior cuttine edge Always use code X for scalene inserts. However, X must not be used circle diameter indicated in
I § €dge. for inserts of shapes not defined in the table (1) above. millimeters.




NTK

(®Codes for cutting edge lengths or for inscribed circle diameters ®Codes for thickness

Diameter of | Inch system Metric system Inch system S—
inscribed circle| Normal | Smallsize Shapes Thickness S |Inscribed circle series|  Metric 232
dm |seies|sis [ H] O] P | S| T|]C|D|EJF|[M|V]W]R ) [Normal [Small-size| ~ System jop=
3.97 — | 5 06 T3 series | series 3 g
1.59 — 2 01 =
476 — | 6 08 04
2.38 — 3 02
5.56 — | 7 05|09 |05 |06|05|07]|05]09]|03
3.18 2 4 03
6.35 2 | ® |03]|02|04|06]|11|06|07|06|08|06]|11]04]06
794 | — | 0 |oa|o03|o5|07|13|08|09| 08| 1007|1305/ 07 3.97 - > 3
9525 | 3 | — |05 | 04|07 |09 |16 09|11 0912|0916 06|00 4.76 3 6 04
12.70 4 | —|o7]os 09|12 2212|1513 1612|2208 12 5.56 - - 05
15875 | 5 | — | 09|06 |11 |15 |27 (16|19 |16 |20 |15 |27 | 10| 15 6.35 4 - 06
19.05 6 | —|11]07|13[19|33[19[23[19|24|19]33|13]19 7.94 5 - 07
25.40 8 | — 14|10 |18 | 25|44 | 25|31 |26 |33 |25 44|17 | 25 9.52 6 — 09
31.75 0| — 18|13 |23 |31 |54|32|38|32]41]|31]|54]|21]31 12.70 8 — 12

— I
e G

@Codes for chipbreaker shapes
® j
Parallel-honing type (nm)
Code| W | 8°
W

A |1.0] 14

B |15 14 }—‘
C |22 14 '@H,
D 28] 10

®Codes for major cutting edges (@)Codsfo ettt andedmsets  Type N (Double-positive type) m
Without honing (Tool nose Code| W
proces%ing) F Type Code w
Angular honing T | | Rignthanded | & | [N '\Q’ . =
N2 | 2.2 14 | =~
Round honing E Lefthanded | L
Angular honing + round honing | S Not specified N Type P (Angle type) )
Code| W

00

Special honing K z
P1 |09 ‘ ~J_Jio° ~E%é

Special honing + round honing | P
P2 [1.25

Full-arc embossed type (nm)

Code| W

F |15

‘_L.]
G |22 l-\/——
H | 2.8
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M Positive-type molded inserts with chipbreaker

= Part No. Designation Codes for Inserts and Breakers m—"

Product
Name

Breaker shape / cross-section

Features and applications

Range of chip-control

@Great combination of

5.0

0.3

(NEW) 10 sharpness and toughness = 30
M ) % 1.0
YL " @Covers extremely wide g 0
o 0.
range 8 o1
. . 005 0.1 02 04
#DCGT11T302MYL type | @Excellent chip control Feed rate (m/rev)
0.3 E -’;g
(WEW . 3 10
AMX 10° .Excellgnt chip control 5 o0s
under light depth of cut g 03
a 0.1
o 0.05 0.1 0.2 0.4
%DCGT11T302MAMX type Foed ate e
0.4
g 5.0
~ 30
F/Xﬁ @Excellent chip control from | 5 10
AZ7 N  ET11T302MEN ¢ low feed and low cutting | < o
& ype g
0.2mm higher edge than items depth range 8 0-10 05 01 02 04
with FN : : E - i
eed rate (mm/rev)
0.8 g 50
®Covers a wide range of | . >
ZR depth of cut under high- | 35 o
speed and low-feed | o3
conditions 0 o5 o1 o0z o4
#DCMT11T302 type Feed rate (m/rev)
1.2 g 50
. . . L 30
6 @Versatile chipbreaker with | 3 10 G
AM3 both sharp cutting edge and | £ o2
. Q Y-
good chip control 8 o1
0.05 0.1 0.2 0.4
¥DCGT11T302 type Feed rate (mn/rev)
@®Remarkable cutting
4.8 performance with the | &:%
double-positive shape 310
CL 7 @®Controls chips over a | £
. £ o
wide ranges : %505 01 02 04
#DCGT11T302M type @Upgraded version from the 1L 7 Feed rate (m/rev)
chipbreaker
@Double-positive type with
6.7 low resistance and high | &2}
e cutting performance g0
1L @Offering both strength of | ¢ °°
Q
J 9
[a]

%DCGT11T302FN type

cutting edge and excellent
cutting performance in
combination with QM3

0.1
0.05 0.1 0.2 0.4
Feed rate (mm/rev)




M Positive-type molded inserts with chipbreaker

NTK

P,(l%%'gt Breaker shape / cross-section Features and applications | Range of chip-control
2.2 g 50
~ 30
8° @®CVD-coated versatile | 3 1o
AZ8 chipbreaker with its high | £
. o Y-
cutting performance ol
%DCMT11T302 type " Feed rate (m/rev)
@Chipbreaker for boring
@Possible to evacuate chips forward
15 even in a low-cutting depthrange | g >0
. @First-rate cutting performance with | 3 10
FG the high rake angle 2
£ o
[
. [a] 0.10.05 0.1 02 04
TPGH110304 type Feed rate (mm/rev)
Direction of chip flow
0.8 E i.g
5° ®Produces remarkable | 3 1o
AF1 surfaces in semi-finishing | £ °
£ o
of steels 8 O'1005 01 02 04
#CCGTO9T302ENB type ' . Feed' rate (r;un/rev)
0.9 g 50
: . . = 30
o @Chipbreaker for boring 5 10
AMS5 ®Provides both good cutting | £ o5
H 9
performance and chip control | & o1l oo
¥ CPGHO060202FN type Feed rate (mn/rev)
3.00
E 200
o
N
=
3
9]
ks
< AZ8
)
o)
3 1.00
0.50

1 |

1 |

0.05 0.10
Feed rate f (mm /rev)

0.30

=
=]
==
=5}
—
E=p=]
=9
S 2
o
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M Positive-type inserts with ground chipbreaker

= Part No. Designation Codes for Inserts and Breakers m—"

Product
Name

Breaker shape / cross-section

Features and applications

Range of chip-control

KHG

1.0

%DCET117302 type

@Controls the chip flow in
the finishing range

@Suitable for ultra-precision
machining with a honed
cutting edge

@Dimensional tolerance of the cutting
edge nose radius is + 0.01.

5.0
3.0
1.0
0.5
0.3

Depth of cut (mm)

0.1
0.05 0.1 0.2 0.4
Feed rate (mm/rev)

1.0

%TPGH090202FL type

@Controls chips well in
finishing applications

OFirst-rate cutting
performance with the
high rake angle

5.0
3.0
1.0
0.5
0.3

Depth of cut (mm)

0.1
0.05 0.1 0.2 0.4
Feed rate (mm/rev)

UHG

R

%DCET11T3008R type

@Offers excellent cutting
performance and wide
ranging chip control

5.0
3.0
1.0
0.5
0.3
0.1

/

Depth of cut (mm)

0.05 0.1 0.2 0.4
Feed rate (mm/rev)

<

%DCGT11T302 type

@Cuts remarkably well with
a high rake angle; this
also helps prevent work
hardening

5.0
3.0
1.0
0.5
0.3
0.1

Depth of cut (mm)

-/

0.05 0.1 0.2 0.4
Feed rate (mm/rev)

1.0

%DCGT11T302 type

@Standard chipbreaker for low
feed range, providing both
good cutting performance
and chip control

5.0
3.0
1.0
0.5
0.3

0.1
0.05 0.1 02 04

Feed rate (mm/rev)

/

Depth of cut (mm)

AT

AR}
] ] /N BN N[ I8

1.0

#DCGT11T302 type

@®Excels in deposition
resistance and ensures
dimensional accuracy

@Excellent performance for
machining of small diameter
workpiece and low carbon steel

5.0
3.0
1.0
0.5
0.3
0.1

/

Depth of cut (mm)

0.05 0.1 0.2 0.4
Feed rate (mm/rev)

FM

!
-

0.7

o

%DCGT11T302ENB type

@A step chipbreaker where
the entire side surface is
honed

5.0
3.0
1.0
0.5
0.3
0.1

O

Depth of cut (mm)

0.05 0.1 0.2 0.4
Feed rate (mm/rev)




M Positive-type inserts with ground chipbreaker

NTK

Pl(l%crlrl\jgt Breaker shape / cross-section Features and applications | Range of chip-control
1.3 g3
@®Chipbreaker exclusive for | . ¢
Ros 3 boring, and evacuating | 3 s
chips forward g o3
Performs remarkably well | © *s o7 0z o4
% TPGHO60102F type ‘especia“y in bl.lndyhOI.e Feed rate (mn/rev)
boring
1.8 z 50
: 3.0
3 3 1.0
F1 g 0.5
R B 03
Direction of chip flow § 0.1005 o 55 04
#TPGH110302F type . " Feed rate (mn/rev)
= 50
0.15 0.6 € 30
o 3 1.0
81 10 S 05
£ 03
8 %505 01 02 04
%TCGHO60102FV type " Feedrate (m/rev)
0.15 1.0 @®Enables stable machining | € 37
10° when boring with a high | 3 1o
B2 strength cutting edge | £ 2
. Q. M-
and excellent cutting | § ol 1
5 TPGH090202FV type performance " Feed rate (m/rev)
g 13 = 5.0
: = 30
. 10° S 10
) S 05
B3 _ %_ 03
QYo o0z o4
%TPGHO90202F type Feed rate (m/rev)
0.15 1.0
14°
A
E 5.0
3% CPGH080202 type L 30
P @Strengthened edge and | 3 1o
good chip controlhardening | £ °° .‘“
. a M-
08 @General-purpose chipbreaker | & o1
0.15 : 005 01 02 04
Feed rate (mm/rev)
14°
A1l
3%CPGH040102 type
0.8 @Good at controlling chips | = so
for both boring and face | . >0
A2 20° Cuttlng . E 05
@®Excellent cutting | Fos
a 0.1

MERGHT30102F type

performance with the
high rake angle

0.05 0.1 0.2 0.4
Feed rate (mm/rev)

—_ @
n S
=3
5
— o
5
=9
oL
S

=3
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M Negative-type molded inserts with chipbreaker

= Part No. Designation Codes for Inserts and Breakers m—"

stability with strong

0.3

P,(I%?rl"gt Breaker shape / cross-section Features and applications | Range of chip-control
4.0 @®Has sharpness equal to | & 37
positive insert ERL:
uL 20" | @Excellent chip control | £ ¢3
under wide range of | & o1l
TNGG160401MFN type cutting condition Feed rate (mrey
g 5.0
~ 3.0
5‘ @Chipbreaker that produces | 3 1o
ZF1 | —————m—— very small chip length in the | £ >°
_ 5 CNMG120408ENB type finishing range 8 ooz
Feed rate (i mm/rev)
c 2 50
~ 3.0
@Chipbreaker with remarkable | 3 10
WM chip control in the low feed | £ °°
% CNMG120404EN type fange 8 01055 o1 oz
Feed rate (mm/rev)
. = 5.0
i c 013 @Versatile chipbreaker with | . 30
' remarkable chip control | 5 o
ZW1 . - . ) . £
; performance in a wide | % o3
0.1
_ %CNMG120408ENB type range ° Mo or_o02 o
Feed rate (mm/rev)
‘ @Provides outstanding cutting | < so
/ performance with the combination | = 0
= of the double-positive rake and | % o5 D
zZP R : e
[ — the sharp cutting edge g 03
ﬂ 3%CNMG120408 type @Enables low-resistance machining | © *'oos o1
even with a high cutting depth Feedrate (m/rev
. c 0.2 g0
| @High strength insert 5 7o Q
Z5 / @Suitable for high loaded | £ o)
_ interrupted machining 8 o1l
5% CNMG120408ENB type © Feedrate (m/rev)
0.2 g 5.0
: @Offers the advantages | .
WV ‘ ‘Fﬁ of both high strength of E 05 D
' cutting edge and chip | 7 o3
a 01
KCNMG120408ENB type | CONtTOL O O e e
H 0.2 g0
R @Chipbreaker for roughing | = 20
G = excellent in machining E 05
&

#CNMG120408 type

cutting edge

0.1
0.05 0.1 02 04

Feed rate (mm/rev)




M Negative-type inserts with ground chipbeaker

NTK

P,(l%?rl:gt Breaker shape / cross-section Features and applications | Range of chip-control
2.5 = 5.0
= 30
3 1.0
DA 15° S 05
£ 03
8 o5 T oz 04
TNGG160401F type Feed rate (m/rev)
@Chipbreaker for finishing
that controls the chip
2.5 = 50
[ ” =30
0 . g 10 C]
c:(\<h5 G 05
D1 S £ 03
4 o
0.05 0.1 0.2 0.4
% TNEG160402F type Feed rate (m/rev)
2 5.0
iy . ~ 30
@Double-positive shape with | 5 1,
N1 the large raise angle cuttinged | 2 o
£ o
@Excellent chip control R T
TNGG160402T type Feed rate (m/rev)
23 @Cuts remarkably well with | so
a high rake angle and this | £ >0 D
U2 " also works to prevent the § o5
material being cut from | % o3
becoming hardened or | © *Wos o 0z os
#TNGG160402F type burred Feed rate (mn/rev)
0.2 1.5 5 5.0
— : 3.0
: 2 . 3 1.0
B 14 S 05 O
£ 03
8 %005 01 02 04
5 TNGG110304T type G e neral- p u_r P O.S e " Feed rate (m/rev)
chipbreaker with high
performance in both sharp
2.2 ; : = 50
0.2 cutting and chip control €.
e )
C £ 03
8 o1

¥ TNGG160402F type

0.05 0.1 0.2 0.4
Feed rate (mm/rev)

—_
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—
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m Part No. Designation Codes for Inserts and Breakers mm———"

M Positive-type inserts

i 3
%38 =1
=3
5
—
=8
=9
o
S

=3

Molded chipbreaker Ground chipbreaker
~ 3.00F . 3.00F
E g
< S
5 200F 5 2001 | AT/S/UHG/U/U1
S S
£ £
g 100 g 100
(@] (@]
0.50 0.50
I I | I J 1 1 | 1 J
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30
Feed rate 7 (mm/rev) Feed rate 7 (mm/rev)
M Negative-type inserts
Molded chipbreaker Ground chipbreaker
~ 3.00F ~ 3.00F
U N zp g D1 vz
o i Q
T UL &S —
5 2.00f 5 2.00f
e ZF1 e
o o
£ £
g 1.00[ g 100
5] 5]
8 wm & .
050F | | | 050} | DA
L 1 L 1 L J L | L | L J
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30
Feed rate 7 (mm/rev) Feed rate 7 (mm/rev)

B16



suojeayddy snote | sjooL Buni | suasul U@
lojsjoo bl | pu3 sjgexapul| ajgexapul

S1ONPOId |3pIng Uonas[es | o1urelss pure | 18UIa) pae0d-GAd | 8piged ‘apigie) |3S1T] %001S
MSN [ SEUSENe0)| Nao ‘aod Ureif-o101 uasu|

slapjoyjooL
Butuiyoeyy apising

abuel (00}
Butuiyoew [eusiur

s191N) ereq

Bulin - | reatuyos — =

s|oo1 s|oo|
HEEE

0000 00000 e oo
R I 30, e oo (C 4
R R0 C 0o oo (O

® Ceramic

e PCD
e CBN




= PCD
M Diamond sintered body, PCD

Diamond excels in deposition resistance with its low
affinity and has excellent wear resistance with high
hardness. But it also has a problem with fracture
resistance due to lack of toughness. PCD is the material
solving that problem without lossing original characteristics
of diamond by sintering fine grain diamond and generating
polycrystallization. It enables much higher speed machining
of nonferrous metals compared to carbide.

PD1 / PD2 For high speed machining of nonferrous metals!
| Features_

o Elevated cutting speeds when compared to carbide

® Recommended for cutting of aluminum and copper
alloys with excellent deposition resistance

®Incorporates a very sharp cutting edge condition

® Pre-grinding and cutting-off types added in addition
to the current milling cutter types

z
o
O
[a]
O
o

and ceramic

® Uses strictly selected diamond grains , the
hardest of all material types

oFurther improved strength by poly-
crystallizing dense diamond micro grains

® Excellent deposition resistance thanks to a
lower affinity to nonferrous materials

@ Sharp cutting edge attained

®Enables high precision and stable machining by
control of potential built-up edge

Main applications for cutting: aluminum alloys, brass, copper alloys, graphite, ceramic compact, plastics

[Recommended cutting conditions]

Work material Cutting speed (m/min) Feed rate (mm /rev) Cutting oil
aluminum alloy Turning : ~ 350 Milling : ~ 4000 Turning : ~ 0.12mm /rev
Copper alloy Turning : ~ 200 Milling : ~ 1000 Milling : ~ 0.20mm /t

WET

[Actual machining examples]

Machining of spool ~ ®Work material : A6063 Machining of spool

Conventional cutting tool NTK Material grade - A6061 PD2

Material grade Competitor' s brazed carbide PD1 . —
grade cutting tool Cutting speed (m/min) : 170

Cutting speed (m/nin) 100 200 Feed rate(m/rev)  : 0.06 4 @
Feed rate (mm/rev) 0.02 0.06 . ¢8T_|_|_|_|_|
Cutting oil WET - Depth of cut (mm) :0.15 |
Machining method S{&%ggog‘r’t)hfeog?(‘)’ggsby Single stroke Cutting oil " WET 70
Life (pcs./corner) 1,000 10,000 10,000 pcs./corner [)

PD1

Competitor's PCD product | 5,000 pes./corner ()

L[‘l | PD2, excellent in wear resistance, achieved twice the life of

competitor's product.

Shorter cycle time due to single pass machining.
PD1 produces an excellent surface finish without deposition, higher efficiency and prolonged life resulted.




[Actual machining examples]

NTK

Machining of spool  ®\Work material : A6063 Machining of spool ®\\Vork material : A6061
Conventional cutting tool NTK (DRoughing @Finishing
. Competitor's brazed carbide PD1 ; PD1 PD1
Material grade grade cuting tool Material grade GTPA25FRNOT | VCMW110302
Cutting speed (m/nin) 100 200 Cutting speed (m/nin) 200 200
Feed rate (mm/rev) 0.02 0.06 Feed rate (mm/rev) 0.1 0.05
Cutting oil WET - Depth of cut (mm) ~5 0.2
Machining method Grooving (5) followed by Single stroke Life (pcs.) Roughing 30,000 | Finishing 30,000
profiling of the grooves PD 1
Life (pcs./corner) 1,000 10,000 @
501 =y -
o I |

Shorter cycle time due to single pass machining.
PD1 produces an excellent surface finish without deposition, higher efficiency and prolonged life resulted.

With GTPA type for roughing, higher efficiency was made possible.
High precision was achieved because of the use of DS holder and
VCMW insert for finishing reduced cutting forces and material stress.

Machining of transmission case © Work materal: ADC12 die-Cast

® \lachine ; Vertical type machining center

Cutting of acrylic plate e \\Vork material : acryl

Conventional cutting tool NTK Conventional cutting tool NTK
Material grade Competitor's PCD PD1 Material grade Competitor’s PCD PD1
Cutter specification | 80X6 cutting edges | $80x6 cutting edges _ _ (4 cutting edges) | ($80x6 cutting edges)
] ] Rough : 700 | Rough : 1,500 Cutting speed (m/min) 750 600
Cutting speed (m/mn) | ginich - 2,000 | Finish: 2,000 | [Feedrate (mn/t 0.016 -
; - Rough : 2,785 | Rough :5,971 Table feed rate (mm/min) 800 1200
Revolution (min™") Finish : 7.958 | Finish : 7,958 Depth of cut () o1 y
Rough : 0.17 | Rough: 0.15 i i
Feed rate (m/t) Finish : 0.08 | Finish: oog | [uttingoll DRY -
. Rough : 2,785 | Rough :7,165
Table feed rate (/i) | pFinich 31979 | Finish : 5.305 PD1
Rough : 2.0
Depth of cut (mm) Finish : 05 -
Cutting oil Internal lubrication -
Life (pcs/corner) 10,000 15,000 /M/Z/
¢80 I {
With this cuter, the surface finish was excellent and the cycle
The cycle time was shortened by 10 seconds for roughing and time for the following process was improved. The cutting
by 3 seconds for finishing. Also, the life was 1.5 times longer. efficiency was improved due to the 6 cutting edges.

Cutting of rocker shaft holder ~ ® Work material: ADC12 aluminum

Cutting of automatic

transmission component ® \Vork material : ADC12 die-cast

Conventional cutting tool NTK Conventional cutting tool NTK
Material grade Competitor's PCD PD1 Material grade Competitor's PCD PD1
Cutter specification | $32X2 cutting edges | ¢$32X4 cutting edges Cutter specification | ¢ 100X6 cutting edges | ¢100X8 cutting edges
Cutting speed (m/nin) 600 800 Cutting speed (m/nin) 2,513 -
Revolution (min™) 6,000 8,000 Revolution (min™) 8,000 -
Feed rate (mm/t) 0.025 0.05 Feed rate (mm/t) 0.05 -
Table feed rate (mm/min) 300 1,600 Table feed rate (mm/min) 2,400 3,200
Depth of cut (mm) MAX1.0 - Depth of cut (mm) -
Cutting oil WET (through coolant) - Cutting oil -
Life (pcs./corner) 8,000 15,000 Life (pcs./corner) 10,000
PD1 N U PD1

@ [lglpS
The finish of the machined surface: 1.55

The cycle time was reduced by 3 minutes. The life was significantly prolonged with improved workpiece stability.
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= CBN

M High-pressure sintered compact

CBN grade inserts are composed mainly of CBN (Cubic
Boron Nitride) particles with a special ceramic binder. The
material has excellent cutting material properties including
high hardness at normal and highly elevated temperatures,
little chemical reactions with work materials, making it a
material suitable for cutting tools

PCD, CBN
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CBN inserts can be used for machining of cemented
materials and high speed machining of cast iron

[Actual machining examples]

Rough cutting of disc brake

Work material : FC250 | B1 6

Cutting speed (m/in) =
1,000

Feed rate (mm/rev) =0.7 l

Depth of cut (m) =1.0

Cutting oil : WET T T T T

3716 800 pcs./corner

@ Solid CBN with multiple corners available
@ Arial Bold Italig Competitor’s CBN product 650 pcs./corner {

Th ing all hecking of in,
@ The coating allows easy checking of used cutting edges B16 produced tool life of 1. 2 times the competitor's product.

Material grade | Main binder | CBN content Major application

) ) Roughing and finishing
B16 + sTIe'\iig(ljigpagmic 82% of normal cast iron at
P high speed/rolling rolls

Machining of roll

Work materal: Hgh chrome castion | B2 2 2500m
Cutting speed (m/nin) =60 L
el
Feed rate (mn /rev) =0.2 al
Depth of cut(m) =2.0 ﬁ —
Cutting oil : WET
- 2 passes
@ Top layer of CBN with a carbide base offereing multiple cutting edges | Competitor's CBN product 1 pass ]
@ High hardness due to the use of the special binder | B2 produces twice the life of the competitor product.

Material grade | Main binder | CBN content Major application
B22 TiN-base 80% Turning of very hard rolls




NTK

EZCUBE

CBN inserts offer high performance, low price and versatility !

@ Seven grades available for different component materials
®Large range for various applications
® Multiple corners on both insert sides contributes to cost reduction

PCD, CBN
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Easy to distinguish corners used! Excellent brazability!

NEW CBN (Cubic Boron Nitride)

Original hard coating by NTK!

Economical due to multiple corners!

oNTK EZCUBE /EZ CUBE

Material grade Main binder CBN content Major application
B23 Ti-base 90% High-speed semi roughing of cast iron/sintered alloys
B30 Ti-base 95% High-speed finishing of cast iron
B36 TiCN-base 65% semi-interrupted to interrupted machining of hardened materials
B40 TiN-base 65% Interrupted machining of highly hardened materials
B52 TiC-base 50% Finishing of ductile cast iron and continuous machining of highly hardened materials
B5K:* TiC-base 50% glﬁ?;rl\:]#glcj)? :cjcl)J ég[gi-ciggﬁri:ggted machining of hardened steels
B6K* TiCN-base 65% Semi-interrupted to interrupted machining of hadened steels

- ¥PVD coating CBN
[Actual machining examples]

Interrupted boring of continuous-velocity universal joint Arial Narrow Bolg

Work material:S55C(HRC62)

Cutting speed (m/nin) =110

Feed rate (m /rev) =0.14

Depth of cut (mm) =0.15

Cutting oil : DRY

B40

Work material : FCD600

B52

Cutting speed (m/i) =350~400

Feed rate (mn /rev) =0.08

Depth of cut (mm) =0.2

Cutting oil : WET

27410

2,300 pcs./corner

60 pcs./corner

Competitors CBN product

1,500 pcs./corner ||

Competitor's CBN product

30 pcs./corner

B4O grade inserts showed a prolonged [ife without chipping in the interrupted boring operation.

The life of B52 grade inserts was twice that of the competitor product.

Work material : FC250

Cutting speed (m/nin) =250

Feed rate (mm /rev) =0.2

Depth of cut (mm) =2.0

Cutting oil : WET

Cutting of outer side of oil pump housing

B23

<

A

Work material : FC material

B30

Cutting speed (m/mn) =800

Feed rate (m /rev) =0.3

Depth of cut (m) =0.1

Cutting oil : WET

Continuous boring on cylinder block

210 pcs./corner

800 pcs./corner

Competitors CBN product

70 pcs./corner

Competitor's CBN product

500 pcs./corner ||

The life of B23 grade inserts was 3 times as long as the competitor's product.

The life of B30 grade inserts was 1.6 times as long as the competitor s product.

*The recommended cutting conditions for individual CBN grades are described in page A37.



PCD, CBN
and ceramic

m Ceramic

® Alumina-based Ceramics

(White ceramics)

Can be used for high-
speed finishing of normal
cast iron thanks to its
excellent wear resistance

® Alumina TiC-based ceramics

(Black ceramics)

The toughness of this type is
improved by adding TiC

Can be used for semi-finishing
to finishing for normal cast
iron and hardened materials

Il Advantages of ceramic cutting tools®

The material retains
high hardness even at

elevated temperatures !!

Ao

Carbide P10
Cermet

Black ceramic HC2
White ceramic HC1

—e—
—o—
—
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=@=Silicon nitride-hased SX6

Excellent wear resistance at high cutting speeds !

Vickers Hardness (GPa)

[Hardness at high temperature by tool material]

0 200 400

600 800 1000 1200

Temperature ('C)

NTK Ceramic Tools ensure highly efficient machining
with their superior high temperature hardness, heat
resistance and chemical stability

NTK offers various types of ceramic tool material
(silicon-nitride-base, alumina-base and whisker-base)
in many different shapes to meet the respective
requirements of applications for higher efficiency and
at higher cutting speeds

@ Silicon nitride-based ceramics

Best for high-speed roughing
of normal cast iron
Machinin g up to Ve = 1,000m/min
is possible

® Whisker-based ceramics

Wear resistance and fracture
resistance are strengthened
by adding SiC whisker

First choice for machining of
heat-resistant alloys and rolls
made of cemented materials

Il Advantages of ceramic cutting tools®

Material breaking strength

is not greatly affected by high

temperature conditions !!

¥

—e— Carbide P10
—e— Cermet

== Black ceramic HC2
=== \\hite ceramic HC1
=@=Silicon nitride-based SX6

Stable machining is possible in the high speed range

[Breaking strength at high temperature by tool material ]
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NTK

Material code name / Coating

Applications /
Features

Physical properties*

Density
g/an

Thermal
expansion
coefficient
X10-6/K

Transverse
nfensity
MPa

Hardness
HRA

Youn%’s
modulus

GPa

Therma

conductivity
W/m - K

Applications and
ceramic property map

White ceramics
Alumina - based ceramics

HC1

”

AlOs3

e®Semi-finishing to finishing
and grooving of cast iron
® Tube Scarfing

4.0

94.0(700|400| 7.8

HW2

Al2Os3

® Semi-finishing to finishing of
cast iron

@ Cylinder Liner machining

®Excellent fracture resistance

4.1

94.0{750(390| 7.8

[Normal cast iron, Finishing, DRY, White ceramics]
High

-

Wear resistance

High
Toughness / strength ) g

Black ceramics
Alumina + TiC-based ceramics

HC2

<

ALOs3+TiC

@ Semi-finishing to finishing of
cast iron

43

94.5/800|420| 7.9

21

HC4

<

ALOs3+TiC

® Cutting of hardened materials

4.6

95.5(1,000420| 7.8

25

HCé6 ‘

TiC+AlL20s

® Semi-finishing to finishing of
ductile cast iron

@ Semi-finishing to finishing of
cast iron with coolant

47

94.0/ 800|450 7.6

29

HC7 ‘

ALOs3+TiC

® Cutting of hardened materials
(removal of carburized layer)
% Substitute for HC5

4.6

95.0{1,100| 420 | 7.9

23

c7

ALOs+TiC
TiN coat

®Recommended for cutting of
hardened materials
(removal of carburized layer)

4.6

95.0(1,100|420| 7.9

23

[Normal cast iron, Finishing, WET, Black ceramics]
High

-

Wear resistance

High
Toughness / strength  mm) g

[Cutting of hardened materials]
High

-

Wear resistance

HC2

High
Toughness / strength g

Silicon nitride - based ceramics

Z
SX6

SisNa

®Normal cast iron turning
®Normal cast iron milling
®Resistance to insert flank wear
#Substitute for SX1

3.2

93.5(1,200/320| 3.0

50

SisNa

®Heat resistant alloy turning
® Heat resistant alloy milling
@ High wear resistance

33

93.0{900 {290 | 3.4

SisNa

@ Heat resistant alloy turning
@ Rough turning of normal cast iron
@ High fracture resistance

33

93.5(1,200/330| 3.0

SisNa
TiN+ALO:s coat

®Heat resistant alloy turning

@ Rough turning of normal cast iron

#Substitute for SP2

® Special edge treatment for lower cutting forces
+ high precision cutting with coated inserts

3.3

93.5(1,200/330| 3.0

Whisker - based ceramics

v ALOs+SiC

®Heat resistant alloy turning
@ High efficiency cutting of normal cast iron

37

94.5(1,200| 400 | 7.6

35

WA5

v ALOs+SiC

®Heat resistant alloy turning
@ High efficiency cutting of normal cast iron
o High fracture resistance

3.8

94.5(1,200| 400 | 7.7

35

[Cutting of normal cast iron / Roughing]

High

Wear resistance

High
Toughness / strength I e

[Heat-resistant alloy / Roughing]
High

High
Toughness / strength  mmp

Wear resistance

# For coated products, the values of the base material are indicated.
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[Normal cast iron, Finishing, Dry cutting, White ceramic]
High

Wear resistance mmp

Toughness/strength

M Alumina-based ceramics (White ceramics)

® Characterized by high oxidation resistance as well as
deposition resistance, these ceramics utilise alumina
that is thermally and chemically stable. They are
best suited for high-speed cutting applications where
the temperature at the edges may become high

HC1 Ideal material for high-speed finishing of cast iron !

@ Outstanding wear resistance for high-speed cutting of cast

iron, especially semi-finishing or finishing without coolant

®Most suitable for high-speed and high-temperature

cutting thanks to the high heat resistance, using
high-purity alumina as the main component

® Usable even for finishing of special cast iron and for tube scarfing

Pulley machining

Work material : FC250 HC1

Cutting speed (m/nin) =500

Feed rate (mm /rev) ‘

=0.15—0.10—0.05
Cutting oil : DRY

600 pcs./corner

|

Competitor’s black ceramic {| 300 pcs./corner

Tube Scarfing

Work material : SPHT4 HC"

Cutting speed (m/nin) =70

Depth of cut (mm) =3.0

Cutting width (m) =5.0 % < Q
Cutting oil : DRY

70 min./corner [)

Competitor's black ceramic 30 min./corner

HC1 achieved double the tool life of the competitor product.

With its outstanding wear resistance characteristic, HC1 produced double the competitors tool life.




NTK

®Exhibits high strength and high toughness through
the addition of zirconium to high purity alumina

e Suitable for semi-interrupted finishing applications
for normal cast iron and roughing and finishing of
special cast iron (such as lining materials)

z
o
]
o
O
o

and ceramic

Brake Disc machining Cylinder liner machining

Work material : FC250 | HW 2 o127 Work material: special castion | H\I\ 2.

=42 R 1=132.5
Cutting speed (m/nin) =359 D Cutting speed (m/1ir) =600 —ies [

—
Feed rate (m/rev) =0.3 Feed rate (m/rev) =0.32 T
$92
Depth of cut(mm) =0.5 Depth of cut (mm) =3.0 ‘
Cutting oil : DRY Cutting oil : DRY I
130 pcs./corner 70 pcs./corner

Competitor' s black ceramic | 65 pcs./corner {] Competitor' s black ceramic | 30 pcs./corner{]
HW?2 achieved twice the tool life of the competitor’s product, due to its superior strength. HW?2 produced finished surfaces of excellent qualty in adtion to the lfe being double that of the competitor's product.
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M Alumina TiC-based ceramics (Black ceramics)

[Normal cast iron, Finishing, WET, Black ceramic]
High

HC2 A

Toughness / strength -

Wear resistance mmp

High

HC2

® \Work material : FC material

Machining of lining material

This material group are alumina TiC-based ceramics
strengthened by adding hard carbide to high-purity alumina
These tool materials exhibit excellent performance in
high-speed finishing of cast iron, applications under either
WET or DRY cutting, or even in partially interrupted
machining, having improved hardness and strength
Excellent at finishing of hardened materials due
to the high hardness and low plasticity in high
temperature ranges

[Machining of hardened materials]
High

1

HC2

Wear resistance

High
Toughness / strength ) &

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

o Excellent performance in machining of
cast iron and hardened materials thanks
to its high hardness and low plasticity in
high temperature ranges

Machining of roller bearing ~ ®\Work material : SNCM (HRC58)

HC2 @
<_
B )

Conventional cutting tool NTK Conventional cutting tool NTK
Material grade Competitor’ s carbide HC2 Material grade Competitor’ s carbide HC2
Cutting speed (m/min) 400 600 Cutting speed (m/min) 23 112
Feed rate (mm/rev) 0.50 - Feed rate (mm/rev) 0.06 0.06
Depth of cut (min) 0.70 - Cutting oil DRY -
Cutting oil DRY - Life (No. of grooves) 4 6
Life (pcs./corner) 40 110

HC2

lig

—

¢1200

HC2 produced 1.35 times higher machining efficiency and
almost 3 times the tool life of the competitor’ s product.

HC2 produced approximately twice the machining efficiency
and 1.5 times longer tool life than the competitor’ s product.




® Performs remarkably well as a material exclusively ~ ® Covers a wide range of hardened materials (HRC45 - 60)
® ZC7 coated with TiN provided as standard stocked product

@ Inserts are available with both wiper facets and
chipbreakers to further improve machining efficiency

for hardened materials, having improved hardness
and strength, by the introduction of micro grains
also facilitating a higher melting point

Cutting of side gear

Work matertal: Case carburizing steel
Hardness : HRC63
Cutting speed (m/nin) =121

Feed rate (mm /rev) =
0.03~0.04

Depth of cut(m) =0.15
Cutting oil : DRY

HC4

Work materia : Case carburizing steel

Gear cutting

Cutting speed=200m/min

Feed rate=0.20mm /rev

Depth of cut=0.70mn

60 pcs./corner [)

Competitor's black ceramic

30 pcs./corner ||

Cutting oil : DRY

NTK : ZC7
(w/ 4 corners)

Competitor's CBN
(w/ 2 corners)

2C7

70 pcs./corner

50 pcs./corner

|

HC4, excellent in wear resistance, achieved twice the life of
the competitor’ s product.

ZC7 realized significant cost reduction, through longer tool life as
compared with the competitor’s CBN product.

For technical data of machining hardened steels , please go to page Q2

For machining of ductile cast iron!

to high-speed levels

@ Also produces excellent dimension
stabillty in machining of cast iron
uncer WET cutting conditions

l Cutting performance : V-T curve

700}

500

Cutting speed (m/nin)

Cutting conditions

Work material : FCD550(HB240 ~ 260)
Insert : SNGN120408

Depth of cut : 0.5mm

Feed rate : 0.2mm /rev

Reference life : Amount of VB wear=0.4mn

HC6

Cermeg

Ceramic

5 10

20 60 100

Tool life (nin)

e World'’s first TiC-based ceramic put into practical use
@ [deal for semi-finishing and finishing of ductile cast iron at low

Gear cutting @ Work material : Equivalent to FCDA450 + copper alloy

Conventional cutting tool NTK
. Competitor’s

Material grade cermet HC6
Cutting speed (m/n) 300 -
Feed rate (m/rev) 0.05 -
Depth of cut (i) 0.5 -
Cutting oil WET -
Life (pcs/corner) 20 50
HC6 [ .t

70
|

I

®90 Copper alloy

70

130

HC6 produced remarkably long life, less dimensional variations and
better wear resistance compared with the competitor’s product.

C11

PCD, CBN
and ceramic



m Ceramic

M Silicon nitride-based ceramics

The silicon nitride-based ceramics have approximately
twice the fracture toughness of alumina-based, having
high fracture resistance equal to some carbide tools
These grades allow for efficient machining in high
speed ranges where traditional ceramic tools were not
able to perform well, including milling of cast iron and
interrupted cutting in poor surface conditions
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[Normal cast iron, Roughing]
High

]

[High Temperature Alloy, Roughing]
High

-)

Wear resistance
Wear resistance

High

High
Toughness / strength  mmp Toughness / strength ) 8

SX6

The latest tool material for machining of cast iron through rough surface conditions !

o Outstanding boundary wear resistance

@ Outstanding thermal shock resistance enabling stable
WET machining and milling

®Possible to machine at high efficiency and at high speed
over 1,200 m/min

Material | Work material Application Cutting speed Feed rate
Turning ~ 1,200 (m/nin) ~ 0.7 (mm /rev)
FC150 ~ 300
Milling ~ 1,000 (m/min) ~ 0.3(mm /t)

Disc brake machining with coolant Interrupted roughing with coolant of stator housing

Work material : FC150 | SX 6 Work material : FC300 | SX6
Cutting speed (m/nin) = Cutting speed (m/nii) =350
1,100

Feed rate (m/rev) 0.5 Feed rate (mm/rev) =0.35

C12

Depth of cut (mm) =2.0~3.0

Cutting oil : WET

Competitor' s silicon
nitride-based ceramic

75 pcs./corner

50 pcs./corner {

Depth of cut (mm) =2.5

Cutting oil : WET

Competitor's silicon
nitride-based ceramic

70 pcs./corner

50 pcs./corner {)

SX6 produced 1.5 times longer life than the competitor's silicon nitride-base ceramic product.

SX6 achieved stable machining in the interrupted operations without any insert chipping.




NTK

Semi-rough machining of turbine disc ~ @Wwork material : Inco 718

@ Better notching resistance compared to Whisker ceramics

®No more ramping machining needed to resist notching
wear like Whisker ceramics require

o Better flank wear resistance compared to general SiAlON ceramics
enables machining in same speed range with Whisker ceramics

@ Excellent heat resistance allows for milling in such high speed as 1,000
m/min, which greatly reduces machining time compared to carbide

£ ProbueT WK

@®\Work material : Inco 718

Combustion case milling

Current Current NTK

Material Whisker Ceramic SX7 Material Carbide SX7
Dimension RPGX120700 - Dimension APKT type RPGN120400
Cutting speed (m/min) 240 - Cutter ¢40-3 edges ¢40-3 edges

Feed rate (mm /rev) 0.15 4= Cutting speed (m/min) 36 1000

Depth of cut (mm) 1.50 - Revolution (min=") 287 7961

Cutting oil WET - Feed rate (mm /tooth) 0.60 0.12

Life (mm/corner) (min) 7.0 - Depth of cut (mm) 0.80 0.80

Competitor's Whisker Ceramic SX7 Coolant WET DRY

T Efficiency (m/min) 517 2866

Y Removal Volume (cc/nin) 21 115

Life (mm/corner) (cc) 620 620

Cycle time (min) 30 5.4

SX7, excellent in notching resistance, controlled insert chipping, on the

other hand compeditor's Whisker ceramic could not.

®Heat resistance and
fracture resistance
improved greatly thanks
to our own manufacturin
method producing needle
type grain structure

© Allows for machining of heat-
resistant alloys including
inconel, waspaloy and stellite

o Significantly cost-effective
compared with whisker-
based ceramic

| Features_

eImproved fracture
resistance in interrupted
machining by the use of a
highly tough material

o Outstanding dimensional
stability by controlling
the temperature increase
during machining thanks
to the minimum condition
of the cutting edge

elLonger life for lower

speed ranges, such as 300
m/min, due to the coating

Work material: Inconel 718
Cutting speed (m/fin)=180
Feed rate (mn/rev)=0.2
Depth of cut(m)=~06
Cutting oil : WET

Competitofswh\'ske!-basedceram'\ctool| 1 pcs./corner [)

2 pcs./corner

SX9 exhibited a significant advantage in terms of cost, reduction,
the life was twice that of the competitor’s whisker-based tool.

Brake disc machining ®\ork material : FC material

Conventional cutting tool NTK
Material grade | Competitor's silicon nitride-based ceramic SP9
Cutting speed (m/nin) 550 -
Feed rate (mn/rev) 0.4 -
Cutting oil DRY -
Life (pcs./corner) 80 120
SP9

1

P9 controlled the major flank boundary wear better than the competitor's silicon nitride-based ceramic
tool. “Chipping” was also well controlled due to less cutting resistance from the minimal edge condition.
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m Ceramic

M Whisker-based ceramics

[Heat-resistant alloy]

High

Wear resistance -

High
Toughness

-

This material grade realize a higher level of wear
resistance, toughness and flaking resistance
by adding SiC whiskers to alumina, the major
component

This grade enables high speed and high feed in
cutting normal cast iron, heat-resistant alloys and
hardened rolls, with its excellent thermal shock
resistance

A new generation for machining of heat-resistant alloys !

[External profiling of heat-resistant alloy with WA5]

Machining of jet engine component ~ ® Work material : Inconel 718

eNew material grade for machining of heat-
resistant alloys including inconel and waspaloy

eilmproved wear resistance and flaking
resistance by optimizing the amount of
whisker content

Machining of jet engine turbine disc ~ ®Work material : Inconel 718

500mm

WAS |

50mm

WAS achieved stable machining compared with the competitor’ s product.

Conventional cutting tool Conventional cutting tool NTK
Material Competitor’ s whisker-based ceramic WAS5 Material Competitor’ s whisker-based ceramic WAS
Cutting speed (m/nin) 200 - Cutting speed (m/nin) 400 -
Feed rate (mm/rev) 0.10 - Feed rate (mn/rev) 0.15 -
Depth of cut (mm) 0.30 - Depth of cut (mm) 0.25 ~ 0.75 -
Cutting oil WET - Cutting oil WET -
Life (mm/corner) 80 - Life (mm/corner) 2 4
Criterion for end of ife | \ear marks on the processed surface Replqatcyemexg rEYp isgaceecsified WA5

WADS produced twice the tool life of the competitor’ s product.




NTK

®Excellent thermal shock resistance
enables to machine high temperature
alloy with high speed v. = ~500m/min

PCD, CBN
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®Superior wear resistance allows high
speed cutting v.=~ 1,000m/min on cast iron.

® Wet machining is feasible by high
thermal shock resistance

[Actual machining example : Gas turbine material] ~ [Semi-finishing of planetary gear]

Case machining  ®\Work material : Inconel 718 Machining of planetary gear ~ ®\Work material : FCD700

Conventional cutting tool NTK Conventional cutting tool NTK
Material grade Competitor's carbide end mill cutter WA1 Material grade Competitor’s carbide WAT1
Holder Solid RPIW125E125R03 Cutting speed (m/nin) 100 300
Cutting speed (m/min) 50 800 Feed rate (mm /rev) 0.4 -
Feed rate (mm /edge) 0.14 0.10 Depth of cut (mm) 1.5 -
Depth of cut (mm) 2 - Cutting oil DRY -
Cutting oil WET DRY Life (mm /corner) 45 100
Life (mm /corner) 1 pass = 60 min. 1 pass = 2 min. WA1

[ ]

WA1 gave 1.6 times better machining efficiency than the competitor's product. WA produced better machining efficiency when compared to the competitor's product.

For technical data of machining heat-resistant alloys with ceramic cutting tools, please go to page Q4

C15
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m Cermet, PVD-coated Cermet mmmmm

B Cermet Series

Surface finished with carbide

f‘f = i -
gl el

Cermet Carbide

M PVD-coated cermet series

layer offers excellent
deposition resistance

‘/Smooth coating

Cermet is a tool material composed mainly
of TiC (Titanium Carbide) and TiN (Titanium
Nitride). The name, cermet, is derived from
the words CERAMIC and METAL (representing
carbide). As the name suggests, cutting
performance is also is in the mid- range of
ceramic’ s and carbide’s. The advantages of
this material grade are that high-quality and
excellent surface finishes can be achieved
allied with elevated cutting speeds

High quality surface finish

The main components, TiC and TiN, have good
deposition resistance as they are low in affinity
with work materials. Thus, machining with these
grades allows for a high degree of surface finish
over extended periods of cut

| Features_
High cutting speed

The main components, TiC and TiN, are more
resistant to wear and oxidation at high temperature
than WC (tungsten carbide), the main component
of carbide tools. Because of this, cermet grades
are less reactive with work materials, allowing for
stable machining at high speed

This grade has improved wear resistance by
coating the cermet with TiN or TiCN. Since
the coating layer does not contain any binder
components, the original wear resistance of
the titanium compound delivers excellent
performance, enabling the tool life to be

Highly wear- and deposition-resistant due
to the PVD coat providing high hardness
and surface smoothness



[Types, applications and features of tool materials]

NTK

Material code name /
Coating

Applications /
Features

Physical properties*

Density
g/c

Young's
modulus

GPa

Hardness | Transverse

intensity
HRA | GPa

Thermel expansion
coeficent
X10-5/K

Thermal

conductivity

W/m-K

[Applications and ceramic
property map]

T15
-

TiCN base

® Semi-finishing and
finishing of steel

® Finishing of ductile
cast iron

6.3

92.5(1,700| 450

8.4

21

Q15 M
@
Tic+TiN + TiCN coat

@ Finishing of ductile
cast iron at high
speed

6.3

92.51,700| 450

8.4

21

215

7 TiCHTIN + TiN coat

® Semi-finishing and
finishing of steel

@ Finishing of ductile
cast iron

6.3

92.5(1,700| 450

8.4

21

C7X

® Semi-finishing and
finishing of steel

® Grooving of steel

@ Bearing machining

7.0

91.5 [1,800| 440

8.2

31

@ Semi-finishing and
finishing of steel

® Grooving of steel

@ Bearing machining

7.0

91.5{1,800| 440

8.2

31

TiN base

® General cutting of steel
® Grooving of steel

5.9

91.5 (1,900 450

8.9

42

M Steel

:

C7z2

4= Wear resistance mp

>

4

4

on

=g
=g
=

Continuous  Light interruption  Interrup

M Ductile cast iron

€= Wear resistance mp

o
4

4

interruption  Interruption

-~

Continuous  Ligh

¥ For products with coating, the values of the base material are indicated.

[Applications and application areas of cermets]

General steel (Carbon / Alloy steel) and soft steel

Machining processes

e aoe 1 |ieing | Roughing
— | POT P10|P20| P30
Cermets | /T15/
C7X - N40
PVD / Q15
coated Z15
cermets

Stainless steel

Machining processes

Finishing to light duty

Semi-roughing

P01 P10

P20

[T15/

[z15]

/a5 7

Normal cast iron and ductile cast iron

Machining processes

Finishing | Light duty cutting
K01 | K10 K20
/T15 /
/[ Q15
Z15

=
E
=
82
E &
5=
<3
[am)
=
=




m Cermet, PVD-coated Cermet mmmmm

T15

Well balanced between wear resistance and fracture resistance !

®\\Work material : S50C

Crank shaft machining

Conventional tool
Material Competitor' s cermet T15
Cutting speed (m/in) 75 -
Feed rate (mm/rev) 0.05 -
Depth of cut (mm) 0.25 -
Cutting oil WET -
Life (pcs./corner) 60 100
$27.5
. - .
® Well balanced between wear resistance and fracture resistance
® Covers a wide range of steel cutting, from medium cutting to finishing of steel | T15 gave 1.7 times the tool life of the competitor’ s product.

Q15

Cermet grade for high-speed finishing of ductile cast iron !

Differential case machining  ®\Work material : FCD550

Conventional tool

Material Competitor’ s cermet Q15
Cutting speed (m/min) 160 -
Feed rate (mm/rev) 0.10 -
Depth of cut (mm) 0.2 -
Cutting oil WET -
Life (pcs./corner) 20 35
Q15

®Further improved wear resistance and fracture
resistance from the TiCN-based coating

®oThe recommended grade for finishing of
ductile cast iron at high speed

Connecting rod machining @ Work material : Sintered alloy

Conventional tool NTK
Material Competitor’ s cermet Z15
Cutting speed  (m/min) 180 -
Feed rate (mm/rev) 0.35 -
Depth of cut (mm) 0.5 -
Cutting oil WET -
Life (pcs./corner) 100 300
Z15

Z15 produced 3 times longer tool life than the competitor's
product, with excellent surface finish and dimensional accuracy.
Z15 proved its wear resistance in cutting sintered alloy and
chipping resistance in interrupted cutting.

® Further improved wear resistance and fracture
resistance from TiN-based coating

oSuitable for finishing of ductile cast iron in
addition to medium cutting and finishing of steel

D4



High-strength cermet grade that offers remarkable machining stability !

® Overcomes the traditional weakness of conventional
cermet grades with improved thermal shock resistance

@ Performs well especially for grooving and bearing machining

® Achieved further improved wear resistance and
thermal shock resistance with a TiN-based coating

@ Performs well especially in grooving and bearing machining
® The recommended grade for high-efficiency machining of steel

Seat spring machining ®\\ork material : SUJ2

Conventional tool
Material Competitor' s cermet C7X
Cutting speed  (m/min) 130 -
Feed rate (mm/rev) 0.05 -
Depth of cut (mm) 0.3 -
Cutting oil WET -
Life (pcs./corner) 1,400 2,000
C7X 5
| 1 As &
RN
[
O
C7X controlled the progress of wear better than the competitor’'s
product, giving extended tool life with an excellent surface finish

Spring machining ~ ®Work material : SUJ2

Conventional tool
Material Competitor’ s cermet C7Z
Cutting speed (m/min) 130 -
Feed rate (mm/rev) 0.05 -
Depth of cut (mm) 0.3 -
Cutting oil WET -
Life (pcs./corner) 1,200 1,600
C7Z 6
1 < E

[

&
C7Z produced longer tool life and better dimensional
accuracy on finished surfaces than the competitor’ s product.

o Allows for stable machining with longer tool
life thanks to its excellent fracture resistance

Gear machining  ®\Work material : SCr420H

Conventional tool NTK
Material Competitor’ s cermet N40
Cutting speed  (m/min) 110 -
Feed rate (mm/rev) 0.09 -
Cutting oil WET -
Life (pcs./corner) 200 300
N40

]

~- Interrupted operation required

Son

N40’ s high toughness enabled very low rates of breakage,
allied with excellent chip control and burr free machining.

=
=
=
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=
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Micro-grain Carbide
PVD-coated Carbide
CVD-coated Carbide

® Micro-grain Carbide and PVD-coated Carbide-- E4
o CVD_Coated Carblde .................. E8




® Micro-grain Carbide and PVD-coated Carbide m—
M Micro-grain Carbide and PVD-coated Carbide

Precision machining and machining of
hard-to-cut stainless materials

These material grades use WC micro grain carbide,
the hard layer of which is granulated to a micro
size 1um), as the base material. Furthermore, the
base material is coated by the PVD method with
TiN, TiCN, and/or TiAlN. Thus, the materials are
suitable for precision machining and machining of
materials that are difficult to cut. Inserts of these
grades are tougher and harder than carbide,
exhibiting precision sharp cutting edges

They even have higher toughness and sharper
cutting edges than those materials with ultra
micro-grain carbide, exhibiting excellent wear
resistance and thermal crack resistance

The result of a long development
period aimed at improving carbides

: g W = The NTK carbide grade series perform very
i : A b 1 3 ; »  stably under a wide variety of conditions, using
General carbide  M=EEEE : ; micro-grain carbide well balanced between wear

kg

structure Micro-grain Sl;per rﬁ-icro-grz;in resistance and chipping resistance, as the base
carbide structure carbide structure  Material
=N  Superior cutting performance

« ¥ Long-time pursuit of better cutting performance

NTK takes pride in its carbide grade series for
their outstanding cutting performance attained
with honed and ultra sharp cutting edges.
This outstanding cutting performance allows
for better burr control, lower cutting forces,
stabilized dimensions, improved work hardening
control and more (grinding grade inserts)

W/o burrs Burrs caused
Machined with our insert  Machined with a competitor's product
having a sharp cutting edge having a honed cutting edge

I Solutions by pin-point analysis of various concerns

Long-time research on insert tool life

While the forms of damages showing on cutting
edges vary depending on the machining process and
the work material, there are various types of coating
that control such damages to prolong the tool life
The NTK carbide series offer a wide variety of
coated material grades which have been greatly
improved in their resistance characteristics,
including wear, fracture, deposition, oxidation and
the likes, by the original technologies developed
by the company

Wear on flank Wear on face



[Types, applications and features of tool materials]

NTK

Material code name / Applications / i P:‘YSTical zropengis* — Applications and
ensity | Hardness | itensty” [modtus | e | conduc i
Appearance Features O/t | HRA | ety |mods| et | comcivy |- ceramic property map
TMi/\ @ Iachining of stainless steel
and steel (Excels in deposition
@\kro-grain cabide+ | resstance and sharp cutting 1441910130001 580 | 58 | 63 | g carpon steel / Alloy steel
Thin fim TIN-TION coat | With focus on wear resistance)
ZM3 T a7 )
- ® Machining of soft steel and §
== sallss el (e cutingoe) | 14.4 | 91.0 (3000|580 | 5.8 | 63 | 2 |Gk
Gin guyp 3
S Micro-grain carbide + | (Focus on deposton resistance) @
Thick fim T coat | ZM3
QM3 @ \achining of stainless steel @% %’% %
— ;s and steel (For interrupted « <
00 S = machining) (Focs on wear 14.4191.0(3000| 580 | 5.8 63 Continuous  Light nterruption Interruption
£ N Micro-grain carbide + Birod
S Thick film TICN coat |~ and fracture resistance)
g VM_1//\ ® achining of free cutting
> |
2| = @ gpeh?tie i | 148(92.0(2500 640 | 57 | 84 | mStainless steel
Micro-grain carbide + F)r € preas’on Machn,
Thin fim TICN coat | Vith sharp cutting edge) 1
DT4 @ \icro-grain carbide +Thin film 9
@ i A— 5 |
chining ofstainless steel (rard- 5
v focut tyge) (Focus on oxidation 14.4191.0/3000 580 | 58 | 63 * @
) and deposition resistance with []
Thin film TiAIN coat |  sharp cutting edge) ZM3
DM4 @ icro-gran carbide + Thick fim @% : %% %
TIAIN coat ) )
Mactining ofstaless stee hrck | 14.4 [ 91.0 [3000| 580 | 5.8 | 63 Continuous. L erpton Interruption
fo-cut type) (Focus on oxidation,
Thick film TiAIN coat | depostion and wear resistance)
= |KM1 @ Machining of nonferrous
s .
O metals such as aluminum
: = nd bracs. and non.| 148 920(2500/ 640 | 57 | 84 | g Aluminum / Brass
< Micro-grain carbide |  Metal materials o
CP1 _ " a
@ High-speed machining g
0o @ Carbide +| of castiron and ductile| 14.9{92.0{2400| 640 | — - kS
= Thick film | cast iron [
S AL20s-TiCN coat
HEIP - XX
O = '."_*-.. Carbide + .Rfolug.hlng and semi- 13.8190.1 122001 580 — — Continuous Light interruption Interruption
v Thick fitm | finishing of steel
AL0s5-TiCN coat

% For products with coating, the values of the base material are indicated.
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® Micro-grain Carbide and PVD-coated Carbide m—

DT4/ DM4 Challenge Hard-to-cut materials !
| Features_ Q_
® for ultra-precision machining DT4

® For longer tool life, high
® for high efficient machining D4 efficiency and high precision | =% rnt Kk
when machining of hard-to-cut materlals

eDT4---Thin coating with excellent
oxidation resistance

Superior sharp cutting edge

® DM4---Thick coating with both superior
oxidation and wear resistance

Excellent adhesion resistance
[Actual machining examples] offers stable machining

Machining of automotive part

Machining of housing part

Work material : S20C Work material : S15C ]
Cutting speed (m/nin) =180 DT4 Q Cutting speed (m/nin)=180 DM4 ﬂ
Feed rate (mn/rev)=0.05 l Feed rate (m/rev)=0.02 _
Depth of cut (mm)=~0.15 Depth of cut (mm)=~1.0 &T
Cutting oil : WET Cutting oil : WET

1,000 pcs./corner NTK : DM4 /cor

Competitor's coated carbide [ 1,500 pcs./corner ()

Competitor's TIAIN coated carbide [ 500 pcs./corner __[)

DT4 achieved twice longer tool life and better surface DM4 achieved much longer tool life than compeditor's
finish than compeditor's product. product as well as burr-free.

TM1 / TM4 The standard for the next generation of material grades for inserts on automatic lathes !
| Features_

® Produce excellent machined surfaces
by deposition- resistant coating

@ Stable machining with coatings that
firmly adhere to the base material

® Superior cutting performance for
machining of hard-to-cut materials such
as stainless steel

Excellent depostton resistance [Actual machining example]

Machining of automotive part

Hard layer excells in

deposition resistance. Work material : SU5304 TM4
Cutting speed (m/nin)=80
Excellent wear resistance Feed rate mn /rev)=0.02
Depth of cut(m)=~1.2 ﬁ

Hard layer highly resistant to Cutting oil : WET
wear is used as the middle layer NTK : TM4 SE0 DS /Corner
Competitor's PVD product [~500 pcs./corner )

¢11.4

W\ $9.0

Excellent adhesion

T4 produced 1.9 times the tool life of the competitor's product, making
Hard layer excells in adhesion, used the insert stable for longer due to its remarkable fracture resistance.

as the top surface of the base material




NTK

Features

@ Exhibits outstanding deposition
resistance and cutting performance due
to the company'’s original TiN coating

@ Stabilizes machining dimensions thanks
to the coating firmly adhering to the
base material

® A wide range of cutting tools in various

[Actual machining examples) types available for automatic lathes

Work material : SUS304 ZM3 Work material : S10C ZM3 E_
B _=

Cutting speed (m/in) =100 Cutting speed (m/min) =100 ju =
Q
-= )
'S

=
&5

<
S
=
=

<
S

Feed rate (m /rev)=0.02 Feed rate (mm /rev) =0.12
Depth of cut (mm)=0.2 Depth of cut (mm) =0.3 ~0.4
Cutting oil : WET B Cutting oil : WET

1,300 pcs./corner

6,000 or more pcs./corner ()

Competitor's PVD coated carbide ! 1,000 pcs./corner 0 Competitor’ s PVD coated carbide [{) 150 pcs./corner

ZM3 grade inserts was able to keep the required surface finish for 1.3
times longer. The deposition resistance allows for longer tool life.

ZM3 gave stable dimensions with the outstanding deposition resistance
and the tool life was 40 times longer than the competitor's product.

Superb wear resistance and fracture resistance for interrupted machining !

® Highly resistant to fracture thanks to the
good combination of tough and strong
base material + special TiCN coating

@ Resistant to mechanical wear,

exhibiting high wear resistance
especially in low-speed range

@ Stable for interrupted machining of steel

[Actual machining examples]

Flange machining Spindle machining
Work material : S50C Work material : SCM435
QM3 /ﬁ§ e QM3

Cutting speed (m/nin) =156 s Cutting speed (m/min) =100

Feed rate (mm /rev)=0.33 Feed rate (mn /rev)=0.03
120 pcs./corner

Depth of cut (mm)=1.5 Depth of cut (m)=~0.2
Cutting oil : WET Cutting oil : WET

NTK : QM3
Competitor's CVD coated carbide [~ 45 pcs./corner ()

600 pcs./corner

Competitor's PVD coated carbide 300 pcs./corner ()

QM3 with the Z5 chipbreaker produced 2.5 times longer life than the
competitor’ s conventional product which also struggled for repeatability.

QM3 achieved stable surface finish and component dimensions, with the life twice
as long as the competitor' s product. The wear resistance of the QM3 was excellent.




® Micro-grain Carbide and PVD-coated Carbide m—

VM1 High-accuracy machining of small-diameters !
| Features

@ Offers the advantages of both wear
resistance and remarkable cutting
performance with the thin film TiCN coating

® The recommended material grade for machining
of free cutting steels (SUM materials)

® For high-precision machining with
longer tool life even in the high-speed

[Actual machining examples] machining range

Machining of electronic component Plug machining
Work material : SF20T Work material : SUM24L
Cutting speed (m/nin) =400 VM1 Cutting speed (m/nin) =140 VM1 @
Feed rate(mn/rev)=0.01 Feed rate (mm /rev)=0.015 o
Depth of cut (mm)=0.1 Depth of cut(mm)=0.1 <] -
— )
Machining length (mm) =15 t} Cutting oil : WET
Cutting oil : WET 800 ~ 1,000 pcs./corner D
mﬂ 600 pcs./corner U Competitor's PVD coated carbide 150 pcs./corner
Compethor's YD coated catide 100 pes./corner VM1 produced 5 times longer tool life than the competitor’ s
VM1 continued to exhibit outstanding dimensional stability even after machining 600 pieces. product, giving stable surface finish and machining dimensions.

Longer tool life even for machining of hard-to-cut materials !

® Allows very sharp cutting edges with
non-coated micro-grain carbide

® Exhibits excellent deposition resistance
because of mirror-like honed surface.

® A wide range of cutting tools in various
types available for automatic lathes

[Actual machining examples]

Spool machining

Work material : A5056 KM1 e T b T
Suitable for machining of RS lali S g
-« 71
. . Feed rate (mn/rev)=0.04
aluminum, brass and resing IR ETT)
Cutting oil : WET
r_mor
Competitor's PVD coated carbide ! 200 pcs. 0
L Sharp edge With the competitor’ s product, finishing was carried out after

; i ; 3 rough grooving operations, often resulting in insert fracture
® Mirror-like homng caused by chip jamming. In this case, more than 3 minutes per

cycle was required. By contrast, NTK' s KM1 enabled single pass
machining, reducing the cycle time to 1 minute and 50 seconds.




NTK

M CVD-coated Carbide

® High wear resistance achieved by
laminating thick film TiCN layer and
AL,O; layer as the coating; Used for cast
iron cutting even in high-speed range

® Excellent deposition resistance due
to the company’s original insert face
treatment to make the mirror finish

® Can be also used for machining of
ductile cast iron

@Construction of coating [Actual machining example]

Photo of structure (COMP) x 5,000 Film structure (=gl TSIy Machining of motor component  #Work material : FCD450
e e e micro-grain Al,Os
e = o CP1 bl

e
=
=g}
S s
>0
Py
S8
=
<
o

e Coating of micro-
i grain columnar TiCN

Conventional tool NTK
| Base materal: rashard carbige | Material ot CP1
Cutting speed (m/min) 100 200
" : : Feed rate (mm/rev) 0.12 -
Equivalent to HRA 91.3  Young's modulus : 640 GPa Depth of cut (mm) 1.0 -
Cutting oil WET -
Life (pcs./corner) 5 20

CP1 achieved a higher efficiency than the competitor’ s insert.

®High wear resistance and fracture
resistance achieved by multi-layer coating
of the base material by CVD method; used
for a wide range of cutting conditions

® Recommended for high-speed machining
of alloy steel and general steels

® Best for machining of automotive
components on automatic lathes

[Actual machining examples]

Machining of automotive component Finishing of face and outside of small pin

Work material : SUM24 CP7 Work material : SUJ2 CP7
Cutting speed (m/nin) =160 L’_/—‘ -— Cutting speed (m/nin) =90 4
Feed rate (mm/rev)=0.05 — Dl, Feed rate (mm/rev)=0.15 —
Depth of cut=1.5X 2pass D Depth of cut (mm) =0.5
Cutting oil : WET Cutting oil : WET

m 3,000 pcs./corner D NTK : CP7 10,000 pcs./corner 0
2,000 pcs./corner 0 Competitor's coated carbide [[3.500 pcs./corner {)

Competitor's coated carbide!
CP7 giving good economy and achieved the life set, achieving 1.5 times longer CP7 achieved longer tool life approximately 3 times longer than the competitor's
tool life than the competitor's product and allowing for more stable machining. coated carbide product; Used for a wide range of machining conditions.
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Insert Stock List

® Part No. for Ceramic and CBN insert /
Specifications of cutting edge treatment-- F2

®@Ceramicinserts <=« - ereeceseccsecones F4
o CBN ° PCD ............................ F1 6
® Cermet and carbide :-c:-ccceceeceeeenn F24

=
@«
[0}
=

Stock List
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m Ceramic inserts

Part No. for Ceramic and CBN insert / Specifications of cutting edge treatment

N |G

A

12

04

12

Part No. Designation Code for Inserts — Refer to page B8.

(@ Codes for major cutting edges

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

(O]
O
c
©
S
=
o
‘=
(]
Q.
bo
c
]
=
3
O]

Strength of cutting ed

Code Shape
Sharp edge F
Round honing E \ R \ R
Angular grinding T
. !
"\R0.02
Angular grinding + round honing
5 !
N R0.04
*(R0.03)
2-step chamfering + round honing P




NTK

T|/010| |20

2 Edge condition - width and hone. 3 Angle of treatment

0.1 .

R\ 20°

\

=
=
(]
7]
=

Stock List

® Codes for cutting edges and the shapes

Code Shape of the cutting edge

E002 Round honing with R = 0.02
EOO4 Round honing with R = 0.04
EOQ7 Round honing with R = 0.07
EX0004 | Round honing with R = 0.02
S01015 Chamfering 0.10 mm x 15 deg. + round honing with R = 0.04 (*R0.03)
S01020 Chamfering 0.10 mm x 20 deg. + round honing with R = 0.04 (*R0.03)
S01325 Chamfering 0.13 mm x 25 deg. + round honing with R = 0.04 (*R0.03)
S01535 | Chamfering 0.15 mm x 35 deg. + round honing with R = 0.04 (*R0.03)
502025 Chamfering 0.20 mm x 25 deg. + round honing with R = 0.04 (*R0.03)
T00320 | Chamfering 0.03 mm x 20 deg.
T00520 | Chamfering 0.05 mm x 20 deg.
T00525 | Chamfering 0.05 mm x 25 deg.
T00820 | Chamfering 0.08 mm x 20 deg.
T01020 | Chamfering 0.10 mm x 20 deg.
T01025 | Chamfering 0.10 mm x 25 deg.
T01525 | Chamfering 0.15 mm x 25 deg.
T02020 | Chamfering 0.20 mm x 20 deg.
T02025 | Chamfering 0.20 mm x 25 deg.
Z01015 | Chamfering 0.10 mm x 15 deg. + round honing with R = 0.02
Z01025 | Chamfering 0.10 mm x 25 deg. + round honing with R = 0.02
Z01030 | Chamfering 0.10 mm x 30 deg. + round honing with R = 0.02
Z01520 | Chamfering 0.15 mm x 20 deg. + round honing with R = 0.02
202025 | Chamfering 0.20 mm x 25 deg. + round honing with R = 0.02

* CBN=R0.03




m Ceramic inserts

Part No. |nsuibedcice| Thickness|  [Example code| Cutting edge treatment specification
(7] S$02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
F51 (80 degree Rhombic Negative type) | "] ™ | | | 255008 | rominss5smm s e rarngioes
.E 1007 R - Stain?g(seglsteel
¥ B e T L £ R L e
E g~ | R Heat-resistant alloy (BN o0
E reldend et - == ] - Silicon nitride-based W;sker-ba.sed .
8 Shape Part No. (Previous Part No.) R’:al?i?l?s Alum":-bafd Cjamigfa:e ocerz:lnic g;ade ciimicg:ie Forﬁg@gfble

2222 8QR|ZA S &S S wme
CNGA120404502025 | CNGA431-SNF 0.4 °
120404701025 431-TN 0.4 °
120404701525 431-TNE |0.4
120404202025 431-ZNF |0.4 °
120408502025 432-SNF |0.8 °
120408T00520 — 0.8 o |o
120408701020 — 0.8 o0
%a 120408T01025 432-TN |08 e oo
= 120408701525 432-TNE [0.8
120408702020 — 0.8 °
120408T02025 432-TNF |0.8 °
120408202025 432-ZNF |0.8 ° &7
./ 120412502025 433-SNF (1.2 ° G9
120412700520 _ 1.2 o |o L41
120412701020 — 1.2 o0
120412701025 433TN |12(@ o e @
120412701525 433-TNE |1.2
120412702020 — 1.2 °
120412702025 433-TNF (1.2 °
120416T00520 — 16 o |o
120416701020 — 16 °
120416702020 — 1.6 °
120416702025 434-TNF |1.6 °
CNMA120408T02025 | CNMA432-TNF 0.8
120412702025 433-TNF |1.2
@ . | CNGA120408WLT01025 | CNGA432WL-TN (0.8 ° G7
Wip{ 120412WLT01025 433WL-TN 1.2 ° B
!ﬁ/ CNGG120408Z01030AG | CNGG432-ZNCGAG 0.8 ° g;
S 120412201030AG 433-ZNCGAG [ 1.2 ° L41

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order




NTK

Part No.  |hscribed circle| Thickness Example code| Cutting edge treatment specification
CN_1204_| 12.7 | 476 S02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
CN_1207_| 127 | 794 T01025 | Chamfering 0.10 mm x 25 deg.
CN_1607_(15.875| 7.94 Z02025 | Chamfering 0.20 mm x 25 deg. + honing R0.02
. Steel
100 R L 100 R Stainless steel
‘-; v ! <HS . Cast iron ® O @ o O ©|O® o o O|O® O | oe:ristchoce
< JE‘\ 90’ < ]@%Z 90" |Nonferrous metal ® + Second roce
80"~ R 8o’/ R Heat-resistant alloy (BN (BN )
CNGN CNGX Hardend material (K ) [ oo
' oo | Aluminarbased ceramic grade S'“gg?arr]r']tigcj;;%a:ed e e For applicable
Shape Part No. (Previous Part No.) |p i T T 79 0 | m — | holder,
S92 R|ESFE[EE| =
CNGN120404T01025 |CNGN431-TN |0.4 o o
120408502025 432-SNF |0.8 o
120408700520 — 0.8 o o
120408100820 — 0.8 o
120408101020 — 0.8 o0
120408701025 432-TN |0.8 o ( BN
120408702020 — 0.8 o
1204087102025 432-TNF |0.8| @ o o
120408202025 432-ZNF |0.8 o
120412502025 433-SNF [1.2 o
120412700520 — 1.2 o o
120412700820 — 1.2 ([
120412701020 — 1.2 L AN J
120412701025 433-TN [12(l@ @ @ @ o g;
i 120412702020 — 1.2 ° a1
120412702025 433-TNF |1.2| @ (] o
120412202025 433-ZNF [1.2 o
120416T00520 — 1.6 o
120416702020 — 1.6 o
120416701020 — 1.6 o
120416702025 434-TNF |1.6 { ]
120420701025 435-TN |2.0 o
CNMN120412T702025 | CNMN433-TNF |1.2
120416702025 434-TNF (1.6
CNGN120708T00520 — 0.8 o
120708702025 | CNGN452-TN (0.8 ([
120712702025 453-TN |[1.2 ([
CNGN160716T00520 — 1.6 o
§ CNGX120712T02025 — 1.2 [ G7
“ 120716702025 — 16 ° L41

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order

Insert
Stock List
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m Ceramic inserts

Part No.  |hscribed circle| Thickness Example code| Cutting edge treatment specification
DN 1504 | 127 | 4.76 S02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
: H T01025 | Chamfering 0.10 mm x 25 deg.
(55 degree Rhombic Negative type) |oN_1507_| 127 | 754 | | 202025 [Cramierng 020 w25 oeg ~ horing ez
T T Steel
R - _R \
o /@}}Z %) o 74@? ﬁxgoﬂ Stainless steel
55° ONGA 55/ oG Castiron |®@ @ . @ieo @ o |@ 0.0 @0 ®|q. i
o Nonferrous metal ® : Secondchoe
v /Gy VHF\ %0 Heat-resistant alloy [ BN e 0
55 DNGX Hardend material i 0 ® oo
_ Nose | Aluminarbased ceramic grade Slllcég?amtircldgu:-a%a:ed oo ot For applicable
Shape Part No. (Previous Part No.) |p i T T T 0 ~ o < o o=@ holder,
2IZ 2L K|H5I5 G S|S S| weras
DNGA150404502025 | DNGA431-SNF |0.4 [ ]
150404701025 431-TN [0.4 [ J [ 3K J
150404T01525 431-TNE [0.4
150404202025 431-ZNF (0.4 [
150408502025 432-SNF (0.8 [ o
150408T00520 — 0.8 [ ] [ J
150408T01020 — 0.8 [ J
150408T01025 432-TN |0.8 [ J [ 3K J G11
150408T01525 432-TNE (0.8 G13
150408102020 — 0.8 o
150408T02025 432-TNF [0.8 ° L42
150408202025 432-ZNF (0.8 [ J
150412502025 433-SNF (1.2 [ J
150412701020 — 1.2 o0
150412701025 433-TN (1.2 o [
150412701525 433-TNE (1.2
150412702020 — 1.2 o
150412702025 433-TNF [1.2 [
DNGN150404T01025 | DNGN431-TN |0.4 [ J
150408502025 432-SNF (0.8 [
150408T01025 432-TN (0.8 ( BN J G11
g 150408202025 432-ZNF (0.8 [ J G13
150412700520 — 1.2 [ J
150412702025 433-TNF (1.2 [ J
DNGN150712T02025 | DNGN453-TN |1.2 [ ]
& . |DNGG150408Z01030AG | DNGG432-ZNCGAG |0.8 ° G11
= G13
with chipbreaker 150412Z01030AG 433-ZNCGAG [ 1.2 ([ L42
G11
!— DNGX150716T02025 — 1.6 [ G13
L42

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order

Part No. [mscrbedcice| Thickness

Example code

Cutting edge treatment specification

(75 degree Rhombic Negative type) [en 1307 | 127 | 7.94 | [702025 | cramerig 020 mm x 25 oes
Steel
Ic T Stainless steel
“ Cast iron ® ® 0 © 0 ° |0 ©° ©° 0|0 O |0 ristchoce
’-{"} %0 Nonferrous metal ® : Second choice
~ Heat-resistant alloy ( BN ®:0
Hardend material (K ) () oo
: . Silicon nitride-based | whisker .
_ - Alumina-based ceramic grade Hiz?arr]r:ircl g?adaese v et For applicable
Shape Part No. (Previous Part No.) |; i T T Te 1o | m o ~ o al=m holder,
22228 R|EA 55|35 S| wme
ENGN130708T02025  ENGN452-TN (0.8|H [
130712702025 453-TN (1.2 o

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order




NTK

Part No. |nscrbedcice| Thickness|  |Example code| Cutting edge treatment specification
RN_ 1204 | 127 | 476 E007 | Honing R0.07
Eu:: gg;: 1;2;5 Z:Zj S$02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
. RN 1907 | 19.05 | 7.94 T01025 | Chamfering 0.10 mm x 25 deg.
(Round Negatlve type> RN 2507 | 254 | 7.94 Z02025 | Chamfering 0.20 mm x 25 deg. + honing R0.02
L Stain?égg lsteel
1 Cast iron ® .0 © . @ ©o|0® o 0o O0|O®: O e risidi
S, E} lego Nonferrous metal ® : Second choce
S Heat-resistant alloy ( BN ®:0
Hardend material i 0 [ ) oo
Shape Part No. (Previous Part No.) R,:gf:s Af mir:-ba:d Cjamjz gra:e Sigg?irlltigdgi;%a::d ZE;TEEES i ﬁgli)iicr,able
Q E L LYIN NSRS <;t <;t see pages:

RNGN120400502025 [ RNGN430-SNF | — [

120400700520 — - [
120400700820 — - o
120400700525 430-TNB | — [ L
120400701020 — - [ [
120400701025 430-TN - [ [

120400702020 — - [

120400702025 430-TNF | — [
120400202025 430-ZNF | — [

RNGN120700E002 = - [ G14
120700E004 — - [ P28
120700E007 RNGN450-ENC | — o
120700502025 450-SNF | — o
120700700520 = - [ [

~ ‘ 120700700525 450-TNB | — [ [
120700700820 — - [ [
120700701020 — - L
120700702025 450-TN - [ [
120700201520 — - [
120700202025 450-ZNF | - o

RNGN150700T00520 — - [

150700700525 [ RNGN550-TNB | — [ [
150700700820 — - [

RNGN190700T00520 — - [

190700700525 |[RNGN650-TNB | — [ —
190700700820 = - [
190700701020 — - [

RNGN250700T00520 = - [ [

250700700820 — - [

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order

Insert
Stock List



m Ceramic inserts

Part No.  [nscribed circle| Thickness Part No.  |hscribed circle| Thickness
8 | BEe ol [SUisor oo
§ (90 degree Square Negative type) N2 1271276 [N 1507 [1905 | 754
c T T Steel
.; R ' m T ' H\ Sta(ilr;lsetsisrcs)aeel ® ® 0 o 0 © 0 ©° o 0|0 O o ristchoce
E QI\@/\"O“ H\goa {\/ U T ’l-\ll:ar;f?ersrg#asn;n ae[lt:; o 0 o o e
E SNGA SNGN Hardend material (K ) ) L (K
Q Alumina-based ceramic grade [31C%" n|tlr|de-léased oot For applicable
O Shape Part No. (Previous Part No.) R’:?jfjs TN < o~ ocer;::mcga em = n| holder,
288 BR|EEEE[S s =
SNGA120408502025 SNGA432-SNF |0.8 °
120408701025 432-TN |08 °
120408T01525 432-TNE (0.8
120408702020 — 0.8 °
120408702025 432-TNF (0.8
120412502025 433-SNF (1.2 °
120412701020 — 1.2 G17
T \?‘ 120412701025 433 TN |12 ° G19
== Hia 120412701525 433-TNE |1.2 0
= 120412702020 — 1.2 °
120412702025 433-TNF (1.2
120416702020 — 16 °
120416T02025 434-TNF (1.6
SNMA120408T02025 | SNMA432-TNF 0.8
120412702025 433-TNF (1.2
SNGN090308T01025 [SNGN322-TN 0.8 °
090316T01025 324TN |16|@ @ —
SNGN090408T01025 [SNGN332-TN 0.8 °
SNGN120404T01025 |SNGN431-TN 0.4 °
120408502025 432-SNF (0.8 °
120408T00520 — 0.8 °
120408700820 — 0.8 °
120408701020 — 0.8 ° 17
120408T01025 432TN [0sj@e o e @ ° G19
120408T02020 — 0.8 ° G21
120408702025 432-TNF 0.8 ° 2
120408202025 432-ZNF (0.8 ° -
120412502025 433-SNF (1.2 °
120412700520 — 1.2 °
120412700820 = ~ °
120412701020 — 1.2 30

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order




NTK

Example code

Cutting edge treatment specification

02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
T01025 | Chamfering 0.10 mm x 25 deg.
Z02025 | Chamfering 0.20 mm x 25 deg. + honing R0.02
R ﬁ R Steel
QI /@\ﬂ , J’;l\%“ {%\ oo H\%ﬂ Stainless steel
SR AN Castiron |@:®@ @ o . @ o |@ 0 0. 0|0 O], . .
SNGA SNGN
R Nonferrous metal © +Seondchoce
L_)[%E\g(y ﬁ\go“ Heat-resistant alloy o0 o 0
SNGX Hardend material o0 () oi e
' oo | Aluminarbased ceramic grade Sili(ég?ar;i]tircicj;-ataa:ed et | For applicable
Shape Part No. (Previous Part No.) nisIETe T TS o ~OiNe o =8 holder,
222 LN ST &S S| eeres
SNGN120412T01025 |[SNGN433-TN |1.2| @ [ [ BN J [
120412702020 — 1.2 o [
120412702025 433-TNF |1.2 o
120412202025 433-ZNF |1.2 [
120416502025 434-SNF |1.6 [
120416T00520 — 1.6 [
120416701020 — 1.6 { BN J
120416701025 434-TN (16| @ ([ [ BN J [
120416702020 — 1.6 o
120416702025 434-TNF |1.6 o
120416202025 434-ZNF |1.6 o G17
120420701025 435-TN 2 [ [ G19
120420701020 — 2 [ G21
| 120420702020 — 2 () L43
\ 120420702025 435-TNF |2 |@ o b2s
= 120424701025 436.TN |24 °
120424102020 — 2.4 o
120424102025 436-TNF (2.4
SNMN120412T02025 | SNMN433-TNF |1.2
120420702025 435-TNF | 2
SNGN120708T02025 |[SNGN452-TN |0.8| @ o
120712502025 453-SNF |1.2 [
120712702025 453-TN |1.2 [
120716702025 454-TN |1.6 o
SNMN120720502025 | SNMN455-SNF | 2 |l
SNGN150716T02025 |[SNGN554-TN |1.6 [
SNGN190616T00525 | SNGN644-TNB |1.6 o
SNGN190724T00525 | SNGN656-TNB |2.4 o a
190724102020 — 2.4 [ |
SNGX120712T02025 — 1.2 [ G17
’ 120716702025 — 1.6 [ L43

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order

Insert
Stock List



m Ceramic inserts

Part No.  |nscribedcircle| Thickness Part No. |scribed circle| Thickness
ﬂ TN_1103_| 6.35 | 3.18 TN_1607_|9.525 | 7.94
51 (60 degree Triangle Negative type) TN it Tassel 476 |TNagor |12y 7o
v
= 2607 & %M H Stainslgses('e lsteel
(®) Cast iron ® .0 © 0 o0 © o O0|O® O e:risdi
— v % 90T o l J£|190° Nonferrous metal © : Secord hoice
E 2 : o Heat-resistant alloy o0 o 0
© TNGA TNGN Hardend material () ® oo
a oo | Aluminarbased ceramic grade Silig:pamtirci%zt:ja:ed e e For applicable
J Shape Part No. (Previous Part No.) |p v T Ta T s To '~ [0 <o o= holder,
222 LRITS & &[S S e
TNGA160404502025 | TNGA331-SNF (0.4 L
1604041701025 331-TN |0.4 L
160404701525 331-TNE |0.4
160404202025 331-ZNF |0.4 L
160408502025 332-SNF |0.8 L
160408T01025 332-TN |0.8 [ o0
160408T01525 332-TNE |0.8
1604081702020 — 0.8 L G23
L J 160408T02025 332-TNF |0.8 [ G25
2. I 160408202025 332-ZNF [0.8 ° H31
go.% 160412502025 333-SNF 1.2 o
160412701025 333-TN |[1.2 o o0
160412701525 333-TNE |1.2
160412702020 — 1.2 o
160412702025 333-TNF |1.2 [
160416702025 334-TNF |1.6 [
TNMA160408T02025 | TNMA332-TNF |0.8
TNGN110308T00525 | TNGN222-TN |0.8 [
TNGN160304T01025 | TNGN321-TN (0.4 o B
TNGN160404T01025 | TNGN331-TN (0.4 [
160404202025 331-ZNF |0.4 L
160408502025 332-SNF |0.8 o
160408T00820 — 0.8 [
160408T01020 — 0.8 e 0
160408T01025 332-TN |08| @ [ o0 o
1604081702020 — 0.8 [
160408702025 332-TNF |08 ° oy
160408202025 332-ZNF |0.8 L G25
160412502025 333-SNF |0.8 L
160412700820 — 1.2 (]
160412701020 — 1.2 ()
160412701025 333-TN |1.2| @ [ o0 L
160412702020 — 1.2 L
160412702025 333-TNF |1.2 [
160412202025 333-ZNF |1.2 [

F10

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order




NTK

Example code| Cutting edge treatment specification
S02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
T01025 | Chamfering 0.10 mm x 25 deg.
Z02025 | Chamfering 0.20 mm x 25 deg. + honing R0.02
. Steel
> g &y H Stainless steel
Cast iron ® ®@ O © © o |@®@ o o @|® @] e@: ristchoe
3] % 90y L J£|190° Nonferrous metal o Second choice
2 , : Heat-resistant alloy [ B ) o0
TNGA R TNGN Hardend material e @ ° oie
' oo | Aluminarbased ceramic grade S|l|€céparr1r|]tirc|%$::ja:ed e e For applicable
Shape Part No. (Previous Part No.) |p v i Ta T s 7o  ~ [0 < o o= holder,
2222558 H S5|S S| weras
TNGN160416T01020 — 1.6 o
160416701025 | TNGN334-TN [16|® @ @
160416702020 — 1.6 o
160416702025 334-TNF |1.6 o
160420T01025 335-TN |1.6| @ o
160420702020 — 2 @ G23
- 160420702025 335-TNF | 2 G24
[ ' TNGN160708T02025 | TNGN352-TN (0.8 o G25
160712702025 353-TN |[1.2 ([
TNGN220408T00520 — 0.8 |
220416700520 — 1.6 o
TNGN220716T00520 — 1.6 o
TNMN160412T02025 | TNMN333-TNF (1.2
A TNGG160408Z01030AG | TNGG332-ZNCGAG (0.8 ® G23
. G25
with chipbreaker 1 6041 2201 030AG 333'ZNCGAG 1 .2 . H31

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order

Insert
Stock List
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m Ceramic inserts

Part No.  |hscribed circle| Thickness Example code| Cutting edge treatment specification
VN 1604 | 9525 | 4.76 S02025 | Chamfering 0.20 mm x 25 deg. + honing R0.04
f ' Chamfering 0.10 mm x 25 deg.
(35 degree Rhombic Negative type) [vN 2208 | 127 | 376 | | 203028 [craniaieoto mms s e s ronrgioos
Steel
T Stainless steel
Wgo“ Cast iron ® © ®@ © O o|® o o O0|0® @] e:risichoie
“—LEV ‘@'l Nonferrous metal ® : Second choice
35 Heat-resistant alloy o o (BN )
Hardend material (K ] o o e
' . Alumina-based ceramic grade S|l|gcéparr1r|]tirc|%e;::ja:ed !Z?:;?;‘gijz‘: For applicable
Shape Part No. (Previous Part No.) |p v T Ta T s To '~ [0 <o o= holder,
2222 8R|5 33 &S 5|
VNGA160404502025 | VNGA331-SNF |0.4 @
160404701020 — 0.4 [ )
160404701025 331-TN (0.4 { ] ( 3K )
160404701525 331-TNE (0.4
160404202025 331-ZNF |0.4 [ J
160408502025 332-SNF |0.8 [ J
160408700520 — 0.8 o
160408701020 — 0.8 @ [ J
160408701025 332-TN (0.8 [ ] ( 3K J
e 160408701525 332-TNE (0.8 G27
160408202025 332-ZNF |0.8 [ J
160412502025 333-SNF [1.2
160412701020 — 1.2 [ o
160412701025 333-TN |[1.2 @
160412701525 333-TNE (1.2
160412702025 333-TNF 1.2
160412202025 333-ZNF |1.2 @
VNMA160412T02025 | VNMA333-TNF (1.2
VNGA220424T701020 — 2.4 @

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order

' Part No. [isrbedcice] Thickness Example code| Cutting edge treatment specification
(80 degree Hexagon Negative type) [wn osoa | 127 | 476 | |T00520 |chomierng 005 mm 20 g
80" . _ Steel
<> ] Stainless steel
Castiron |® @ @i e @ o |@ e o @|@® @|e:riichoe
e 4D Nonferrous metal ® : Second choice
R E Heat-resistant alloy [ B o 0
Hardend material i 0 [ ) oo
_ Nose | A1umina-based ceramic grade S'l'ig?amtirc'dger;%a:ed oo o | For applicable
Shape Part No. (Previous Part No.) |p v e T s o  ~ [0 < o = | holder,
82222 R|5EA &S S| e
WNGA080408T00520 — 0.8 L
080408101020 — 0.8 L
080408102020 — 0.8 [ J
080408T02025 | WNGA432-TNF |0.8
080412700520 — 1.2 o G28
080412701020 — 1.2 L] L44
080412702020 — 1.2 [ J
080412702025 433-TNF |1.2
080416702020 — 1.6 [ ]
080416702025 434-TNF |1.6

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order




NTK

Part No.  |mscribed circle| Thickness | Relief angle Example code| Cutting edge treatment specification
RP_0602_| 635 | 238 | 11°
o RP_0903 [9.525| 3.18 | 11° T00520 | Chamfering 0.05 mm x 20 deg.
(Round Positive type)  [re 120 (1270 476 [ 1
T Steel
Stainless steel
Cast iron ® ©® O © O © 0O o o 0|0® @] e ritchoice
S - - Nonferrous metal ® : Second cloice
1 Heat-resistant alloy [ B ®:0
Hardend material (K ) () (K
' oo | Aluminarbased ceramic grade S|l|€céparr1r|]tirc|%$;%a:ed carame v For applicable
Shape Part No. (Previous Part No.) |p v i Ta T s To '~ [0 < o o= holder,
£ 2L ER|ES S &S S|
RPGN060200T00520 — - [
RPGN090300T00520 — - [
RPGN120400E004 — - [
120400EX0004 — — ° P28 | [
=7
- 120400700520 — - o P29 £ g
120400700525 |[RPGN430-TNB | — [
120400T00820 — - [
120400701020 — - [ o
@ : Standard stock @ : New standard stock M : Scheduled to be produced by order
Part No.  |nscribedcircle| Thickness | Relief angle Example code| Cutting edge treatment specification
SP_0903_ | 9.525| 3.18 | 11°
m SP 1203 | 127 | 3.18 | 11° T01025 | Chamfering 0.10 mm x 25 deg.
(90 degree Square Positive type)  [sp120a [ 127 | a7s | v
Steel
R T Stainless steel
i E Castiron |®@ @ @ ¢ @ o |@®@ o0 @|® @] @:Fstcoie
Q —QD— 90" - Nonferrous metal © - Second hoce
NI n Heat-resistant alloy o0 e o
Hardend material (K ) () o e
_ Nose | lumina-based ceramic grade S'“gg?amtirc'(;er'a%a;ed oo o | For applicable
Shape Part No. (Previous Part No.) |p v e T s o  ~ [0 < o o=@ holder,
HEFIEIN B I NG
SPGN090308T01025 |[SPGN322-TN |0.8 [
. SPGN120308T01025 |SPGN422-TN (0.8 [
SPGN120408T01025 |[SPGN432-TN |0.8 [
120412701025 433-TN 1.2 o

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order

F13



m Ceramic inserts

Part No.  |mscribed circle| Thickness | Relief angle Example code| Cutting edge treatment specification
(7, TB 0601 | 397 | 159 | 5° T01025 | Chamfering 0.10 mm x 25 deg.
t TP 0902 | 556 | 238 | 11° Z02025 | Chamfering 0.20 mm x 25 deg. + honing R0.02
(] TP_1103_| 635 | 3.18 | 11°
v ' 0 TP 1603 _|9525| 3.18 | 11°
Y= (60 degree Triangle Positive type) |vp 2204 | 127 | a7e | v
9} . Steel
— &9 L L Stainless steel
E Cast iron ® O ©® © O ©|©® o o 0|0 @ | 0:ritcoc
© 9] - - Nonferrous metal ® : Second choice
th . 5 " Heat-resistant alloy [ BN o 0
U TB_ TP Hardend material (K ) () (B
. Alumina-based ceramic grade S|l|22?arr1rlltirc|dg$-akaa:ed o e | For applicable
Shape Part No. (Previous Part No.) |p v —TaTa s o ~ @ o o [=Tm| [folder
2222 8RIZEREE|S 5|
TBGN060104T00525 | TBGE521-TN 0.4 o
060108700525 522-TN 0.8 ([
TPGN090204T00525 | TPGE731-TN 0.4 o
090208100525 732-TN 0.8 ([
TPGN110304T00525 | TPGN221-TN |0.4 o
110304701025 221-TNC |0.4 [
110308T00525 222-TN |0.8 o
110308T01025 222-TNC |0.8 ([
% g TPGN160304T01025 | TPGN321-TN |0.4 o
S
e 160304201025 321-ZNC |0.4 o
160308T01025 322-TN |0.8 o ( BN )
160308201025 322-ZNC |0.8 ([
160312701025 323-TN 1.2 (]
TPGN220408T01025 | TPGN432-TN (0.8

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order

Mill Rolls
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NTK

(For MaChining Mill Rolls and Heat-Resistant A“.OYS) sFor details of insert mesurement, please go to page M4 to M5,

Steel

Stainless steel
Cast iron
Nonferrous metal
Heat-resistant alloy
Hardend material

@ : First choice
® : Second choice

Shape

Part No.

(Previous

Part No.)

Nose
Radius

Alumina-based ceramic grade

Silicon nitride-based
ceramic grade

Whisker-based
ceramic grade

o~

=

O
O
==

N
O
N

HC1

=)
x
(%)

N

>
wn

(2]

x
(%)

[<3]
o
wv

-

S

n
<

=

For applicable
holder,
see pages:

CDH22PN

CDH33PN

@ @®| HC2

CDH42PN

CDH43PN

CDH53PN

v

RCGX060400T00520

RCGX060700T00520

RCGX0608PN

RCGX090700T00520
090700701020
090700700820

RCGX0908PN
0908TNB

RCGX120700T00520
120700700820
120700701020
120700Z01520

RCGX1208PN
1208TNB

\ 4

RPGX060400T00520

RPGX090700T00520
090700700820

RPGX0908TNB

RPGX120700T00520
120700701020
120700700820

RPGX1208TNB

RCGY090603TNB

RCGY120603TNB

G29
M4

RBGX16SPN
16SSN2
16S

RBGX20SPN
20SSN3
20S

RBGX26SPN
26SSN3

N

-

LNM6688PNX8
6688SN2
6688PN9

3.2

3.2

3.2

,

VGW4125-2EX0001
4125-REX0001

0.8

fullR

VGW4156-2EX0001
4156-REX0001

0.8

fullR

VGW4187-2EX0001
4187-REX0001

0.8

fullR

VGW6250-2EX0001
6250-REX0001

0.8

fullR

VGW8375-2EX0001
8375-REX0001

0.8

fullR

: Standard stock

® : New standard stock

B : Scheduled to be produced by order

Insert
Stock List
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= CBN-PCD

Grade | Code Cutting edge treatment specification Part No. |Inscribedcircle|Thickness
Q B23 |S01020 Chamfer!ng 0.10 mm x 20 deg. + round honing R0.03 | | CN_1204 _ { 12.7 { 4.76
B30 |T01020 | Chamfering 0.10 mm x 20 deg.
k.) . . B6K/B36 | S01325 Chamfering 0.13 mm x 25 deg, + round honing R0.03
| (80 degree Rhombic Negative type)  [asiiasar sorore fchrieins0 o s 15 des+ und nonng 003
p4 100° . _Steel
Foa) ; R Stainless steel
(@) g%{ H\%a Castiron (@@ o 0 () ® : st cie
Nonferrous metal @ @ | o :sconichoice
go~ | R Heat-resistant alloy
Hardend material PVD_:)ateOd [ 00 0 = —
Cutting edge| Nose | grade CBN grade| applicable
Shape Part No. Inch system spec. code [Radits E § § g § § § E § § § Ser;o,l)%zrés;
CNGA120402PQ — 501015]0.2 o
120402PQ — S01535]0.2 o
120404PQ — 501015]0.4 o
120404PQ — 501020|0.4 o
120404PQ | CNGA431PQ |S01325(0.4 o
120404PQ — S01535]0.4 o
120404PQ — T01020(0.4 o
120404501015 — 501015]0.4 o
_go 120404501325 — 501325|0.4 o
S 120408PQ — 501015(0.8 [ J
2 120408PQ — 501020(0.8 °
. 120408PQ | CNGA432PQ |501325]0.8 ®
120408PQ — S01535(0.8 o
120408PQ = T01020(0.8 o
120408501015 — S01015(0.8 o
120408501325 — S01325(0.8 [ G7
E 120412PQ — 501015 1.2 () G9
120412PQ = S01020( 1.2 o H32
120412PQ — S01535(1.2 ([ L41
120412PQ = T01020(1.2 [ J
120412501015 — S01015(1.2 o
CNGA120404PQW — S01015(0.4 [
120404PQW — S01535(0.4 o
120408PQW — S01015]0.8 o
Wipen 120408PQW — S01535(0.8 o
4 corners available 120412PQW — S01015]1.2 o
120412PQW — S01535]1.2 o
CNMA120412PQ | CNMA433PQ |S01325( 1.2 o
4 corners available
CNMX120404PF — 0.4 ([
Q Sharp edge
rake angle 10°
b 120408PF — 0.8 o

@ : Standard stock ® : New standard stock
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NTK

Grade | Code Cutting edge treatment specification Part No. |Inscribedcircle|Thickness
B23 | 501020 | Chamfering 0.10 mm x 20 deg. + round honing R0.03 | | DN 1504 ‘ 12.7 ‘ 4.76
B30 |T01020 | Chamfering 0.10 mm x 20 deg, — —
B6K/B36 | S01325 | Chamfering 0.13 mm x 25 deg. + round honing R0.03
: : B40 |S01535 | Chamfering 0.15 mm x 35 deg. + round honing R0.03
(55 degree Rhomblc Negatlve type> B5K/B52 | S01015 | Chamfering 0.10 mm x 15 deg. + round honing R0.03
T Steel
R Stainless steel
Cast iron [ BN J o0 () ® : First choice
“ /{77/ %y Nonferrous metal ® O o s
55° Heat-resistant alloy
Hardend material [ 3L 2K ) 000
PVD-coated PCD For
] CBN CBN .
Shape Part No. Inch system CsuiTgcgﬁgee R’:gist?s S - g aite a’:gl'gzlr’le
pec Egggﬁa‘&’E’EﬂEEseepagés:
DNGA150402PQ — S01015]0.2 [
150402PQ — S01535(0.2 o
150404PQ — S01015(0.4 [
150404PQ DNGA431PQ (S01325(0.4 [
150404PQ — S01535(0.4 L
150404501015 — S01015(0.4| ‘@
150404501325 — S0132510.4 [
150408PQ = S01015]0.8 L
150408PQ — 50102010.8 [
150408PQ DNGA432PQ (S01325(0.8 o G11
4 corners available 1 50408PQ —_— 501 535 08 . G1 3
H33
150408PQ = T01020(0.8 ([ L42
150408501015 — S01015(0.8| ‘@
150408501325 — S01325(0.8 [
150412PQ — S01015(1.2 [
150412PQ — 501020 1.2 o
150412PQ — S01535(1.2 L
150412PQ = T0O1020(1.2 [ J
DNMA150412PQ | DNMA433PQ (S01325(1.2 [
~ | DNMX150404PF — Sharp edge| 0.4 )
w rake angle
150408PF — 10° 0.8 [

@ : Standard stock

® : New standard stock

=
=
(]
7]
=

Stock List
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= CBN-PCD

Grade | Code Cutting edge treatment specification Part No. |scribed circle| Thickness
B23 |S01020 | Chamfering 0.10 mm x 20 deg. + round honingR0.03 | |[RN_1203_| 12.7 | 3.18
B30 |[T01020 | Chamfering 0.10 mm x 20 deg. RN 1204 | 127 | 476

B6K/B36 | S01325 | Chamfering 0.13 mm x 25 deg. + round honing R0.03

i B40 |S01535 | Chamfering 0.15 mm x 35 deg. + round honing R0.03

(Round Negatlve type> B5K/B52 | S01015 | Chamfering 0.10 mm x 15 deg. + round honing R0.03
Steel

Stainless steel

T
T Cast iron [ X J o0 () @ : First choice

90° Nonferrous metal @ @ | o scconchoice
- Heat-resistant alloy

IC

Hardend material (LK) o0 0
PVD-coated PCD For
Cutting edge| Nose | grade CEb grade| applicable
shape Part No. IEneA spec. code |Radiis|w i id|giniovwioial=Ia| holder,
ol Raa R R D B2 D] secepages

‘ RNGN120400S |RNGN430S |z01015| — ° g;:

(top full-face CBN)
RNMN120300STN | RNMN420STN [T01025| — |@ —

\ J RNMN120400STN |[RNMN430STN | TO1025| — |@ G4
(Solid CBN) P28

@ : Standard stock ® : New standard stock

g
'.Eg_ Part No.  |Inscrbed circle| Thickness
%"5‘ SN_0903_| 9.525 | 3.18
(90 degree Square Negative type) SN-1204 [ 127 Ta78
T T Steel
' ﬂ " Staciglgetsisrgf]eel o0 o0 [ ] @ : First choice
EL I [ i oo
SNGA SNMN Hardend material PVD-;at:j ) () — —
. CBN CBN ;
Shape Part No. Inch system Csl;)tzggcgigee R’\a‘gisjs 2 %:eﬁ SRR gag :i%ié:g’r::
SNGA120404PE — 501535 0.4 °
120404PE — T01020[ 0.4 °
SNGA120408PE — 501015/0.8 ° °
120408PE |SNGA432PE [S01325[0.8 °
120408PE _ 501535 0.8 ° g:;
SNGA120412PE — S01015[1.2 ° 143
8 corners available 120412PE — $01020(1.2 °
120412PE — 501535(1.2 °
120412PE — T01020]1.2 °
SNMA120412PE |SNMA433PE [S01325]1.2 °
SNMNO090308STNB | SNMN322STNB [ T00525[ 0.8 |@
090312STN 323STN [T01025[1.2|@ G17
SNMN120308STN |SNMN422STN [T01025(0.8|@ G19
/ 1203125TN 423sTN [T01025(1.2|®@ G21
SNMN120408STN |SNMN432STN [T01025[0.8|@ L43
(Solid CBN) 120412STNF 433STNF [T02025] 1.2 |@ P23
120416STNF 434STNF [T02025[ 1.6 |@

@ : Standard stock @ : New standard stock ¥ : Standard stock (Specified)
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NTK

Grade | Code Cutting edge treatment specification Part No.  |mscrbed circle| Thickness
B23 [501020 | Chamfering 0.10 mm x 20 deg. + round honing R0.03 | [ TN_1103_| 6.35 | 3.18
B30 | T01020 | Chamfering 0.10 mm x 20 deg. TN 1604 |9525| 4.76
B6K/B36 | S01325 | Chamfering 0.13 mm x 25 deg. + round honing R0.03 — =
(60 clegree Triangle Negative type)  [askimsalsorors [crameidiomm s 1o + s torins s
Steel
g l % Stainless steel -
Castiron |®@:i®@ o0 ® @ : First choice
L_) 90 J£|1 Nonferrous metal @ ®| o :sonddoce
Heat-resistant alloy
TNGA TNMN Hardend material PVD-:)ate.d [ 00 0 = —
Shape Part No. Inch system Cutting edge Nose T CBN grade | applicable
i N i i 5 IR R BE R
TNGA160401PH — 501015/ 0.1 [
160402PH — S01015]0.2 o
160402PH — S01535(0.2 [
160402501015 — S01015]0.2 [
160404PTFNX:i¢ — Sharp edge | 0.4 *
160404PH — S501015]0.4 o
160404PH [ TNGA331PH |S01325]0.4 [
160404PH — S01535(0.4 [
160404PH — T01020|0.4 o
160404501015 — S01015(0.4| '@
= 160404501325 — S01325(0.4 [
160408PTFNX i — Sharp edge| 0.8 *
o 160408PH — 501015(0.8 ) G23
6 comers available 160408PH — $01020(0.8 ° G25
160408PH | TNGA332PH |501325(0.8 ° IS
160408PH _ 501535[0.8 ° —
160408PH — T01020|0.8 [
160408501015 — S01015(0.8| ‘@
160408501325 — S01325(0.8 [ )
160412PH — S01015(1.2 [
160412PH — 501020(1.2 [
160412PH — S01535(1.2 [
160412PH — T01020]1.2 ([
TNMA160412PH  TNMA333PH [S01325]1.2 [
TNMX160404PF — Sharp edge | 0.4 ®
- rake angle
é}m . 160408PF — 10° 0.8 o
TNMN110312STNC | TNMN223STNC [1.2|@
Chamfermng G23
_ TNMN160408STN | TNMN332sTN | %% 0.8 |@ G24
TR . G25
(Solid CBN) 160412STNF 3335TNF | {01 1.2 | @

¥TNGA160404PTFNX and TNGA160408PTFNX have 3 cutting edges.

@ : Standard stock

@ : New standard stock

% : Standard stock (Specified)

=
=
(]
7]
=

Stock List
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Negative
type

Positive
type

= CBN-PCD

Grade | Code Cutting edge treatment specification Part No. |Inscribedcircle|Thickness
B23 | 501020 | Chamfering 0.10 mm x 20 deg. + round honing R0.03 | | VN_1604_|9.525| 4.76
B30 |T01020 | Chamfering 0.10 mm x 20 deg.
B6K/B36 | S01325 | Chamfering 0.13 mm x 25 deg. + round honing R0.03
(35 degree Rhombic Negative type)  [sskiasa<o1ore fcameinso10 s 1 e + o roune 3
Steel
R‘ﬁl StaCir;lsetsisr;Eleel e 0 e ( @ : First choi
QLEV ‘@'jo Nonferrous metal @ @ o woncniice
35 Heat-resistant alloy
Hardend material [ I 2K ) [ 3K 3 )
PVD-coated PCD For
Cutting edge| Nose | grade CEb grade| applicable
Shape Part No. Inch system X
spec. code (el 2 B E|S 8 8 8 2 8|5 2| e pores
VNGA160402PQ — S01535]0.2 [ )
160404PQ — S01015(0.4 [ J
160404PQ | VNGA331PQ [S01325(0.4 L)
160404PQ — S01535(0.4 [ J
160404PQ — T01020/0.4
160404501015 — 50101504 @
e 160404501325 — 501325]0.4 O G27
4 corners available 1 60408PQ —_— 501 01 ) 08 .
160408PQ | VNGA332PQ (S01325(0.8 [
160408PQ = S01535]0.8 L)
160408501015 — S01015(0.8| @
160408501325 — S01325]0.8 o
160412PQ — S01535]1.2 o
@ : Standard stock @ : New standard stock
Part No.  [inscribedcircle| Thickness | Relief angle
. e CC_0602_| 635|238 | 7
.4 (80 degree Rhombic Positive type) CC09T3 (0525|397 | 7
. _ Steel
1007 g Stainless steel
Castiron |®@®@ o0 ( @ : First choice
9 for 1 Nonferrous metal @ @ o:sondoce
o] | R 5 Heat-resistant alloy
Hardend material ( 3 2K ) [ 3 )
PVD-coated PCD For
Cutting edge| Nose e CELY grade| applicable
Shape Part No. Inch system X -
spec. ot [ds| S E BIS 8 BB 3 8|2 2| scepres
CCGW060204PD — S01015(0.4 [ J
CCGW09T302PD — S01015]0.2 o
09T302PD — S01535]0.2
l./ 09T304PD — 501015]0.4 o
2..‘<;0.rners available 09T304PD - 501 535 04
09T308PD — S01015(0.8 [ J
09T308PD — S01535]0.8 o H13
CCMWO09T301 — Sharp edge| 0.1 [ H17
09T302 — Sharp edge| 0.2 L) L36
097304 — Sharp edge | 0.4 [ )
1 corner available 097308 — Sharp edge 0.8 o
” CCMTO09T302PF — Sharp edge [ 0.2 ]
- rake angle
1 corner available 09T304PF o o 0.4 .
@ : Standard stock @ : New standard stock
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NTK

Grade | Code Cutting edge treatment specification Part No.  [insribed circle| Thickness | Relief angle
B23 [501020 | Chamfering 0.10 mm x 20 deg. + round honing R0.03 | | DC_0702_| 6.35 | 2.38 | 7°
B30 |T01020 | Chamfering 0.10 mm x 20 deg. DC_11T3_|9525] 397 | 7

B6K/B36 | 501325 | Chamfering 0.13 mm x 25 deg. + round honing R0.03
B40 |S01535 | Chamfering 0.15 mm x 35 deg. + round honing R0.03

(55 degree Rhombic Positive type) (eskiesz<o1o1= {chamerngo1o mms s e+ omaranng o

T Steel
I Stainless steel
Cast iron [ BY ) o0 o @ : First choice
¢ T\ Nonferrous metal ® @ o sxniduce
55° S Heat-resistant alloy
Hardend material (L) [ 33
PVD-coated PCD For
Cutting edge| Nose e CBN grade | applicable
Shape Part No. Inch system X it
spec. ot Jods| 2 B E|S R 8 8 3 8|5 2| e pores
DCGW070202PD — S01015]0.2 [
070204PD — S01015]0.4 o
070204PD — S0153510.4 L)
070208PD — S01015(0.8 L) =
DCGW11T302PD — 501015/0.2 ° £3
« @ 11T302PD — 501535 0.2 0 23
’ 117302501015 — s01015[0.2| @ 4
2 corners available 1 1T304PD —_ S0101510.4 ()
11T304PD — S0153510.4 o H13
117304501015 — S01015|04| @ H19
11T308PD — S01015]0.8 o H21
11T308PD — S01535]0.8 o
o DCMW11T301 — Sharp edge | 0.1 o
& = 117302 — Sharp edge | 0.2 o
11T304 — Sharp edge| 0.4 o
1 corner available 117308 _ Sharp edge 0.8 )
- DCMT11T302PF — Sharp edge | 0.2 o
v rake angle
1 corner available 11T304PF D 10 0.4 ®

@ : Standard stock ® : New standard stock

(For MaChining Mill Rolls and Heat-Resistant A”.OYS)XFor details of insert mesurement, please go to page M5.

Steel
Stainless steel
Cast iron o0 [ BN ) [ ] @ : First choice
Nonferrous metal @ @ | o :scondchoie
Heat-resistant alloy
Hardend material o 0le ()
PVD-coated PCD For
Cutting edge| Nose e 2L grade| applicable
Shape Part No. Inch system spec. code [Rds[ @ % E[NIRS RIS |5 | hotder
m @R naan 2 2] seepages:
RBGX16SPN — —
16SSN2 — =
16S — _ )
RBGX20SPN — — .
20SSN3 — -
20S — - °
RBGX26SPN — —
26SSN3 — -

@ : Standard stock ® : New standard stock
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Positive
type

F22

= CBN-PCD

- Part No. |Inscribed circle|Thickness Relief angle
(90 degree Square Positive type) SP 0903 | 9525 | 3.18 | 11"
T Steel
. R Stainless steel
/ ‘ \ Cast iron [ Y ) o0 ([ J @ : First choice
Ol +——f 9o - Nonferrous metal @@ | o :seconddoice
\1/ I P Heat-resistant alloy
Hardend material ( 3 2K 000
PVD-coated PCD For
Cutting edge| Nose | arade CBN grade | applicable
Shape Part No. Inch system :
’ spec ode |edls 2 B EIN B B 8 3 8|5 2| ccepores
SPGN090304PQ — 5S01020]0.4 [
SPGN090308PQ — S01020(0.8 [ —
4 corners available 090308PQ - TO’I 020 08 .
@ : Standard stock @ : New standard stock
Grade | Code Cutting edge treatment specification Part No.  [insribed aice| Thickness |Relief angle
B23 |501020 | Chamfering 0.10 mm x 20 deg. + round honing R0.03 | | TB_0601 | 3.97 | 1.59 | 5°
B30 [T01020 | Chamfering 0.10 mm x 20 deg. = E
B6K/B36 [ S01325 | Chamfering 0.13 mm x 25 deg. + round honing R0.03 I:_g?gg— Zgg ;?2 1 1
1 i+ B40 |S01535 [ Chamfering 0.15 mm x 35 deg. + round honing R0.03 = =1 > :
(60 degree Tnangle POSltlve type> B5K/B52 | SO1015 | Chamfering 0.10 mm x 15 deg. + round honing R0.03 | | TP_1603_]9.525| 3.18 | 11°
60 T 60" T Steel
il (] Stainless steel
%/5/// Castiron |@®@:i@ o0 (] @ : First choice
Y ) % % ) v 5 E Nonferrous metal @ ®| o :secondchoie
é AR oot U}RE 1 Heat-resistant alloy
TBG T __ Hardend material [ I 2K ) 000
PVD-coated PCD For
Cutting edge| Nose o CBN grade | applicable
Shape Part No. Inch system Radi - hold
spec.code RS 2 B E|S 8 8 8 3 8|2 8| et peres
TBGNO060102SSNCD — S01015(0.2 *
060104SSNCD — S01015(0.4 * —
3 corners available 0601 oaSSNCD i 501 01 5 0.8 *
a TPGN110304PT — S01020]0.4 o
N 110308PT — S01020]0.8 o .
S | TPGN160304PT - 501020{0.4 o
1 3 corners available 1 60308PT _ 501 020 08 .
TPGW110302PT — S01015]0.2 o
a 110304PT — S01015]0.4 o
" 110304PT — S0153510.4 [ J
3 corners available 1 1 0308PT —_— 501 01 5 08 . |.39
110308PT — S01535]0.8 o L40
TPMT090202PF — 0.2 (]
= 090204PF — Srgifepaidfee 0.4 o
& |TPMT110302PF — o o2 o
1 corner available 1 1 0304PF _ 04 .

%1 Edge preparation of -B40 TPGN type is
%2 Edge preparation of -B23 TPGW110304PT is

“S01020 (chamfer 0.10mm X 20° + R0.03)".

“T01515 (chamfer 0.15mm X 15°)".

@ : Standard stock

@ : New standard stock

% : Standard stock (Specified)



NTK

Part No.  |nscrbedcircle| Thickness | Relief angle Part No.  |mscrbedcircle| Thickness | Relief angle
(35 degree Rhombic Positive type) (Ve 1eos [sessiave | =] [ve 1604 [sossiave !+
Steel
'{TIT '{Tlr StaCir;lSets?rg':]eel [ BN J [ BN J [ ) @ : First choice
Qﬁy 5n gﬁy 7., Nonferrous metal @ @ | o : econdchoice
35 VB 35 ve Heat-resistant alloy
- - Hardend material PVD_;ateOd [ ) CB; (3K = —
Cutting edge| Nose | grade rade | applicable
Shape Part No. Inch system spec.gco di Radius E ﬁ § g g § § g § % § s:i;ég?grés;
VBGW110302PD — 501015]0.2 o
110304PD — S01015]0.4 o
VBGW160408PD — S01015(0.8 o
VCGW110304PD — S01015|0.4 o
110304PD — S01535|0.4 [ B
L S 110308PD = 501015 0.8 o 23
2 comners available 110308PD — S01535(0.8 [ H23 4
VCGW160404PD — 501015/ 0.4 ° RS
160404PD — S01535|0.4 [ —
160408PD — S01015(0.8 L
160408PD — S01535(0.8 [
VCMW110301 — Sharp edge | 0.1 o
Q“‘ 110302 — Sharp edge | 0.2 °
1 comer available 110304 — Sharp edge | 0.4 o

@ : Standard stock ® : New standard stock
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m Cermet and Carbide inserts m——

Part No. _[isrbedcice| Thickness

" (80 degree Rhombic Negative type) CN_1204 | 127 | 476
t Steel 00 /00000 O OO O°
Q Stainless steel|@ @i o |@ @@ @ @ @ @@ °
2] Castiron |@e: |@ie () @ : First choice
_E Nonferrous metal| @ : ® ole (3 o e : Second choice
Heat-resistant alloy o o 00
% Hardend material [ 0
o Cermet PVD-coated micro- %go go For
'E Shape Part No. Inch system Rngss an crtidegrade | S5 |5 a’;,ﬁ,‘{f,i?‘e Chipbreaker applicable range
8 %Ig % E g see pages:
= | CNGGI20A04FNUL 0.4 °o o 13
© 09 S os
- £ -
w UL 120408FNU|- 08 . . 005 0JFeedor.zte [(Jr.n:/rev.)
=
— CNMG120408G CNMG432-G 0.8 °
(] ’@
(@) . 120412G 433G 1.2 [
G 120416G 434-G 1.6 o g%
CNMG120404ENBG | CNMG431-ENB-G  [0.4]@ @ g D
) 120408ENBG 432ENBG  [osl@ @ o3
@ 120412ENBG 13ENBG  [12] | @ o
2. 120404TNG 431-IN-G |04 °
8BS G 120408TNG 432IN-G |08 °
e 120412TNG 433IN-G |12 °
CNMG120404ENWM | CNMG431-EN-WM [0.4| ‘@i | ‘@ £
. 120408ENWM 432EN-WM |os| @ | @ “osor w701
E CNMG120408ENBWR | CNMGA32ENBWR [o8| @ @ a0 Q
CNMG120408ENWV | CNMGA32-EN-WV [o8| ‘@ | ‘@ . o
CNMG120408ENBZ5 | CNMG432-ENB-Z5 0.8 ° £ % Q
120408TNBZ5 432-TNB-Z5 |08 ° ° “ossor w7 o1
CNMG120404ENBZF1 | CNMG431-ENB-ZF1 [0.4|@ @@ i
120408ENBZF1 132ENBZF1 |05|e @|@ D
ZF1 120412ENBZF1 433ENB-ZF1 [12[@ i@ O et e
) CNMG120408ENBZP | CNMG432-ENB-ZP  [0.8|®@
< Y 1o
‘\1? CNGG120404FNZP | CNGGA31-FN-ZP  [0.4 o0 ° § o3 D
zp 120408FNZP 132EN-2P o8 oo o 7 hedine e

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)
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NTK

Part No. _[isrbedcice| Thickness

(80 degree Rhombic Negative type) CN 1204 | 127 | 476

Steel oo 0000 0
Stainless steel|@ @ o |0 ©|0 ® ® ® @ °
Castiron |@e: |@e (] @ : First choice
Nonferrous metal| @ ; ® 10 oo ® e : Second choice
Heat-resistant alloy o o 00
Hardend material [ ) °0
Cermet PVp-coalt)gg micrg- %?g % For
rain carbide grade B 1Sl
Shape Part No. Inch system R’:zlsl?s i : és S a;;]%l;(cjg?le Chipbreaker applicable range
m =< - !
EIE E. E 5 see pages:

2 50

@ CNMG120408ENBZW1 | CNMG432-ENB-ZW1 [0.8|@ @ o @

2w 120412ENBZW1 | 433ENBZW1 [12[@ @ a| oo
<. |CNGA120408TN  |CNGA432-TN 0se He
N | 12002 433N 12e _

=
=
(]
7]
=

without chipbreaker| CNMA120408TN CNMA432-TN 08|@
@ : Standard stock @ : New standard stock M : Scheduled to be produced by order ¥ : Standard stock (Specified)

Stock List

Part No. [Inscribed circle| Thickness

DN_1504 | 12.7 | 476

(55 degree Rhombic Negative type) DN 1506 | 127 | 6.3

T Steel (3 ) 0000 o
~ LR Stainless steel|@ @ o |0 @|0 @ @ 0 0 @ °
o ) Castiron |@ie: |@:ie () @ : First choice
= o0 Nonferrous metal| @ i ® ole; ieoio () e : Second choice
55 ‘ Heat-resistant alloy @ 000
Hardend material [ o0
Cerrget %g PVp-coalt)gg micrg- %EL Egn For
Shape Part No. Inch system R’:(éfues grace | 2 = jram aPERe 1558 aﬁ,‘;‘{;@?‘e Chipbreaker applicable range
@ DNMG150404G DNMG431-G 0.4 )
’ 150408G 432-G 0.8 )
G 150412G 433-G 1.2 [ ] f ?g D
B DNMG150404ENBG | DNMG431-ENB-G [0.4|® 8 o
@ 150404TNG 431-TN-G |0.4 () ® *oos o or e
150408TNG 432-TN-G |0.8 o
¢ DNMG150604ENBG | DNMG441-ENB-G |0.4 ()
@ . | DNMGT50404ENWM | DNMG431-EN-WM [04| ‘@ | @ :ﬁ
WM 150408ENWM 432-EN-WM [08| @ | ‘@ e
G11 Feed rate (mm/rev;
| DNMG150408ENBWR | DNMG432-ENB-WR [0.8| @ S Q
WR 150412ENBWR 433-ENB-WR (1.2 () o5 o7 02 04
Feed rate (mm/rev.)
8 O

DNMG150408ENWV | DNMG432-EN-WV [08| ‘@ ° 0

005 01 02 04
Feed rate (mm/rev.)

DNMG150408TNBZ5 | DNMG432-TNB-Z5 |08 ° [ 0

005 01 02 04
Feed rate (mm/rev.)

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order ¥ : Standard stock (Specified)
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m Cermet and Carbide inserts m——

Part No.  |hscribed circle| Thickness

ﬂ . . DN _ 1504 | 12.7 | 4.76
=1 (55 degree Rhombic Negative type) DN_1506 | 127 | 635
v T Steel 00 c|l00/0000 00 O
c - R Stainless stecl|@ @ o |® @|®0 @ @ @ @@ °
— o Castiron |@ie! |@ie °® ® : First choice
[ = 90’ Nonferrous metal| @ | olei ioie ° e : Second choice
© o ‘ Heat-resistant alloy o e 00
:a Hardend material il o °@®
E Cerrget %é PVI;)-coa}t)géj micrg- %3& §° For
(@) Shape Part No. Inch system Rm grace | g =) &l ci gl k531 K aﬁ,‘i{;@?‘e Chipbreaker applicable range
S o CHE e
g - DNMG150404ENBZF1 | DNMG431-ENB-ZF1 [o.4]@! ‘@[@l | 1 1 | [ | g 50
- g 150408ENBZF1 432ENBZF1 [0c|e @|® o D
Q DNMG150604ENBZF1 | DNMG441-ENB-ZF1 [0.4]@ '@ 03
§ 2K 150608ENBZF1 442-ENBZF1 [oslel @ i R
8 DNGG150404PNZP | DNGGA431-FN-ZP 0.4 ISP ° : D
150408FNZP 432-FN-ZP |08 o0 ° - Caal
| DNMG150404ENBZW1 | DNMG431-ENB-ZW1 [04| | @ O
- 150408ENBZW! 432ENB-ZW1 [08| | @ s | 2 @
.2 0.1
88 DNMG150608ENBZW1 | DNMG442-ENB-ZW1 [0.8|@ @ O e
3" —
DNGG150404TR{RN1 | DNGG431-TR{~N1 |0.4|R g os
R-hand shown 008 0.1Feedor‘§te ?ﬁ:/rev.)
(%)
™ | DNGA150412TN DNGA433-TN 12|@ _
without chipbreaker

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order % : Standard stock (Specified)

Part No.  [Inscribed circle| Thickness

RN_0903 | 9.525 | 3.18

(Round Negative type) RN 1204 | 127 | 635

Steel 00 ¢ |0000000.0 O °
Stainless steel |@ @ ¢ |0 0|0 . © ©: ®:® °
@ L Castiron |@:e [ () ® : First choice
/1 Nonferrous metal| ® i ® ole: ieo:e (] ® : Second choice
L Heat-resistant alloy o c00
- Hardend material [J L3
Cermet| £ PVD-coated micro- | & & 2 for
Noe | grade | & & | grain carbide grade | 2 £ l_o bl
Shape Part No. Inch system 0 = SE (S am%;(cj:re Chipbreaker applicable range
(] - = - s
EIE E.b 5 5 see pages:

Radius-
RNMGO90300ENBF |RNMG320-ENB-F | | | '@ — | g D

- — 0.1
.05 0.1 0.2 0.4
Feed rate (mm/rev.)
5 5.0

FeG S o
RNMG120400ENBG | RNMG430-ENB-G | - ° Gis [ S D

.05 0.1 0.2 0.4
Feed rate (mm/rev.)

@ : Standard stock @ : New standard stock Il : Scheduled to be produced by order ¥ : Standard stock (Specified)
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Part No. |scribed circle| Thickness
. SN_0903 | 9.525| 3.18
(90 degree Square Negative type) SN 1204 | 127 | 476
Steel 00 /00000 O OO O°
- R T Stainless stecl (@@ o |0 @0 0.0 0.0 @ )
Vf\\ . NCfaSt iront l @ LI ( ~ @ : First choice
B o 1 on° ONIerrous metal| @ : ® ol|e o:0 ® : Second choice
7&@\90 \?O Heat-resistant alloy o o000
Hardend material _ [ ° 0
Cerrget §§ PVD-coated micro- %é §° For
Shape Part No. Inch system R’:glfs grade | o ™| guanamideguce | S5 15 aﬁ,‘i{;@?‘e Chipbreaker applicable range
N g pgh S - N|= -
EEsa: 18
SNMG120408G | SNMG432-G 08 o
SNMG120412G | SNMG433-G 12 o
G |SNMGI204166 | SNMG434G 16 o
SNMGO90308ENBG | SNMG322ENBG  [08| | @ F D
~_ |SNMG120408ENBG  |SNMGA32ENBG  [08{e @ g os
%‘fﬁ SNMG120412ENBG | SNMG433ENBG  [12| | (@ S e
B \MGIZ0MIGENBG | SNMGA34ENBG  [16| @
S |SNMGI20408TNG  |SNMG432TN-G |0 o
SNMGI120412TNG | SNMG433-TN-G  [1.2 o
= r L
P | SNMGIZ0M08ENWM | SNMGA32EN-WM [0 @ | @ i
WM 00 0.1Feedor§te ?ﬁ:/rev)
__.,«61?" £
%,, SNMG120408ENBWR | SNMG432ENBWR [o8| | '@ g o Q
WR 1555 0.1F 02 04
G17 eed rate  (mn/rev.)
ivéi :E SNMG120408ENBZ5 | SNMG432ENB-Z5 [o8| | @ o fo Q
Jc | SNMGI20408TNBZS |SNMG432TNBZ5 o o o o
@ SNMG120408ENBZF1 | SNMG432ENB-ZF1 [05(@! '@ o S
ey |SNMGI20412ENBZF1 | SNMGA33-ENB-ZF1 |1.2@ ooy .
< S
@/ SNMG120408ENBZP | SNMG432ENB-ZP  [0.8[®@ g os [ )
ZP 0.10.05 0.1Feedor.§te [(Jr.n:/rev)
@@  |SNMGIZA08ENBZW1 | SNMGAS2ENBZW1 05 @ fo @
i | SNMGI20412ENBZW1 | SNMGA33ENB.ZW1 |12 @ oo v
<5 |SNGGO030ATR(B |SNGG321-TR(-B [04|L '
N~ SNGGO90308TR(B | SNGG322-T%(-B [0s|® 2 ()
2 ISNGGI20404TR(B | SNGGA31-TR(-B [0.4]® e

@ : Standard stock

@ : New standard stock

l : Scheduled to be produced by order

% : Standard stock (Specified)

Insert
Stock List
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m Cermet and Carbide inserts m——

Part No.  |inscribed circle| Thickness

v H SN_0903 | 9.525 | 3.18
2 (90 degree Square Negative type SN 1204 | 127 | 476
Q Steel [0 @ c[0o0j0e0 oo e e o
2 R ! Stainless steel(@ @0 |@ @|0 0. @ @ 0@ )
S 7%\\ ] Castiron |@:ie [ JX) () @ : First choice
9] @ e Nonferrous metal| ® : ® ole o 0 o e : Second choice
% wﬂ/\g‘o \?0 Heat-resistant alloy o 000
s Hardend material [J (30
'E Cerr‘rj\et %é PVp-coaggg micrg- gg‘: §= For
8 Shape Part No. Inch system Rp;gf;s grace | 2= :raln < I: e [SE |8 am;:)l;gz?le Chipbreaker applicable range
N - - N|= ! .
s ESSssgs s~
= @ N
- SNGG120408TR1C |SNGG432-TR¢--C [0.8|®:R G17 ° o
w C o1 .05 0.1 0.2 0.4
E R-hand shown G19 Feed rate (mm/rev.)
- G21
@ o SNGN090308TN SNGN322-TN o8le® L43
I I
‘ SNGN120408TN SNGN432-TN oslee®

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)

type

Negative
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Part No.  |nscribed circle] Thickness
. . TN _ 1604 | 9.525 | 4.76
(60 degree Triangle Negative type) TN 2204 | 127 | 476
w1 Steel |0@e[/00[0 00000 O
H Stainless steel|@ @ o |@ . ©O|0. ©.©. . @@ °
Castiron |@:e [ o @ : First choice
J% 0 Nonferrous metal| @ ; ® ole o0 e : Second choice
- Heat-resistant alloy o 000
Hardend material () ()
Cerrget %g PVp-coalt)géi micrg- §§= E%" For
Shape Part No. Inch system R’:‘éf& grace 2™ :ram caidegrace 1 5% |15 a%ﬁ’le Chipbreaker applicable range
TNMG160408G TNMG332-G 0.8 °
1604126 333G 12 ° i
TNMGI60404ENBG | TNMG331-ENB-G [04]@] @ 1o D
160412ENBG 333ENBG 12| @ S o o
160404TNG 331-IN-G [0 D e e | R
160408TNG 332.TN-G |08 ° &
160412TNG 333TN-G |12 °
TNMG220412ENBG | TNMG433-ENB-G |12| | @
TNGGT60404ENER1 | TNGG331-ENB-R1 0.4 fo =
160408ENBR1 332ENBR1 |0.8]@ b o oz o
TNMG160404ENWM | TNMG331-EN-WM [0.4| ‘@ | @ ﬁ
160408ENWM 332EN-WM |08 @ | ‘@ . i
TNMG160408ENBWR | TNMG332-ENB-WR [0.8| @ | Q
H13 0.10.05 0.1Feedor§te ?ﬁ:/rev.)
H31 g 50
TNMG160408ENWY | TNMG332-EN-WV [08] '@ | ‘@ 30 _—
0'10.05 0l1FeedOr§te (()rln:/rev.)
TNMG160408ENBZ5 | TNMG332-ENB-Z5 |0.8| | @ b
160404TNBZ5 331-TNB-Z5 [0.4 o o g o Q
160408TNBZ5 332.TNB-25 |08 ° ° R
TNMG160404ENBZF1 | TNMG331-ENB-ZF1 |0.4| | e|® i
160408ENBZF1 332-ENB-ZF1 [0.8|® g o S
160412ENBZF1 333'ENB'ZF1 12 . 3 % 0.1Feed0r§te (()r.n:/rev.)
TNMG160404ENBZP | TNMG331-ENB-ZP |0.4]@ 1
EON 160408ENBZP 332ENB-ZP |08 e )
|i— | "ENB-ZF |08(@
zp |TNMG220408ENBZP | TNMGA432-ENB-ZP |0.8|@ O
TNGG160402FNZP | TNGG33Y-FN-ZP 0.2 NCY) ° I
.:f!x g 1.0 D
o2 160404FNZP 331-FN-ZP |04 ooe o By
5 160408FNZP 332FN-2P [0 eee o ooy o

@ : Standard stock @ : New standard stock I : Scheduled to be produced by order ¥  Standard stock (Specified)
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m Cermet and Carbide inserts m——

Part No.  |iscribed circle| Thickness Part No. |iscribed circle| Thickness
(7, . . TN_1103 | 6.35 | 3.18 TN_1604 | 9.525 | 4.76
<8 (60 degree Triangle Negative type) [Tnte0s o555 35| [TN2208] 127 a7
3 o Steel [0 @ o]0 0000000 o
c Stainless steel| @@ o |0 0|0 ® ©:® ©:® °
— Castiron |@e: |@ie o @ : First choice
() 9) - N90° Nonferrous metal| @ ; ® ole o0 o e : Second choice
o) - — Heat-resistant alloy o 00
:a Hardend material [J °0
‘g @ - icro- Egm §o
= s | Erade. | SB| g b goce | 2% [ £ rte| _
Q Shape Part No. Inch system |- = e = SE (S ?\%lder, Chipbreaker applicable range
N EIE 2.5 5 S |see pages:
L o) -U =ik X —
c P TNMG160404ENBZW1 | TNMG331-ENB-ZW1 [0.4 o €5
_S ZEN 160408ENBZW1 332.ENB-ZW1 [0s|@ @ g os @
o ZW1 TNMG220408ENBZW1 | TNMG432-ENB-ZW1 |0.8 ° o *eedrate (rev)
£
— TNGG110304TR(B | TNGG221-TR{-B |0.4|® -
| & 110308TR{B 2278 [os|L £l
U S 1.0
TNGG160308TR(B | TNGG322-TR{-B |0.8|L § os O
B 1604041.'%.8 TNGG331'TRA"B 04|@ 0058 0.1F ee(jor.azlte ?{n:/rev)
R-hand shown 160408TR1B 332-T*(-B |0s|@ '
TNGG160402FR4C | TNGG33Y-FRi-C |[0.2 R L
) 160404TR1C 331-TR{~-C |0.4]|@ €2
2, 160408T%( C 332T%-C [o0s[® T
58 TNGG220408TR(C | TNGG432-T®{-C _[0.8[R 03
2™ c TNMG160404TR<C | TNMG331-TRi-C |0.4|® R O O e o)
Rhand shown 160408TR4 C 332-T’(-C__[08[R
A TNEG160402FR1 D1 0.2 ® ® g 50
A 160404F%( D1 0.4 ° ° g3 ()
D1 160408FRA-D1 0.8 ® o g:? 05 0.1 02 04
R-hand shown 160401MFRAD1 *0.08 [ J Feedrate iy
_.} A\ G23 2 50
@ H13 g I
R | TNGGI60MOIFR(DA | TNGG33ICF3(-DA [0.1|r R IR | 00 \
DA 0555 o7 04
Rhand shown Feed rate (mm/rev.)
’6 TNGG160402TRLN1 |TNGG33Y-TR1-N1 [0.2|®@ g3
é 160404TRLN1 331-TR(-N1 [0.4]@ 8 os
Rhan'c\illhown 160408TRA'N1 332-TRA-“N1 08 . 00 0.1Feedor-§te [(Jr;\:/rev.)
. |TNGGI60401FR¢U2 | TNGG331CFR(~U2 [0.1[R RE IR g 50
% 160402FR1 U2 33Y-FR{--U2 [0.2|® ° ° g ;gg @
B 160404F R4 U2 331-F%(-U2 [04]® o o i I
R-hand shown 160408FR1U2 332FR1-U2 |os ° Feedrate. (mirey)
TNGG160401MFNUL 008 o o L
é 160402MFNUL 08 o o 800
UL 160404MFNU|. *038 . . OJCIOS 0.1Feedor.:te ?ﬁ;/rev.)
TNGA110308TN TNGA222-TN 0.8|®
() TNGA160408TN TNGA332-TN 0.8|@ .
— 1604127N 333N 12|@
vithout chipbreaker | TNGA220408TN TNGA432-TN 0.8|®
3 Inserts having 01, 02M or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order  Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
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Part No. |Inscribed circle| Thickness
VN_1604 [ 9.525 | 4.76

(35 degree Rhombic Negative type)

Steel L) 0000 0
TFT Stainless steel|@ @ 0o |0 ©|0® ® ® ©:® °
R oo Castiron |@ie: |@ie ) @ : First choice
My lgo Nonferrous metal| @ : ® ole: (o0 ® : Second choice
35 Heat-resistant alloy o o 00
VN__ Hardend material [ °0
Cermet %g PVD-coated micro- %i% go For
Shape Part No. Inch system R’:gflfs g | gencatidegade | S5 |5 aﬁ,‘;}{;@?‘e Chipbreaker applicable range
-.'s 2'5 §. S5 e
VUINIg SiF %) 5 '
VNMG160404ENAM1 | VNMG331-EN--AM1 (0.4 ()
160408ENAM1 332-EN-AM1 |0.8 () < 50
Vg | 160404ENBAMI 331-ENB-AM1 [0.4[@ @|® g 0 O
A 160408ENBAM1 332-ENB-AM1 0.8 ol® g:?o.os I
160404TNBAM1 331-TNB-AM1 |0.4 () Feedrate (e 7
160408TNBAM!1 332-TNB-AM1 [0.8 o 8%
=0
VNMG160404G VNMG331-G 0.4 () £ D &
<= e 332G 08 . 8¢
G 160412G 333'G 1.2 . " % 0.1Feed0r-:te ?ﬁ:/rev.)
: 67| £
= - Y 10
e VNMG160408ENWM | VNMG332-EN-WM (o8| ‘@ () g o
WM " % 0.1Feed0r-:te (()r.n:/rev)
@ VNMG160404ENBZF1 | VNMG331-ENB-ZF1 (0.4 () gg;z @
ZF1 0'10.05 OJFeedoréte (()rln:/rev.)
VNMM160404ENBZP | VNMM331-ENB-ZP [0.4|@ g 50
Wi S5 |NGG160402FNZP | VNGG33Y-FN-ZP  [0.2 ° ° g 1 D
160404FNZP 331-FN-ZP (0.4 ) () o3 I
z 160408FNZP 332FN-2P |08 . . Fedrae oo

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)
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m Cermet and Carbide inserts m——

Part No. _[isrbedcice| Thickness

| (80 degree Hexagon Negative type) WN 0804 127 | 476
whd
b . Steel 00 /00000 O OO O°
3 & 1T Stainless stecl|@ @0 @ @|0 @ @ @ @@ o
Castiron |@e: |@ie ® @ : First choice
-E 9@9 R Nonferrous metal| @ : ® ole: ioie ® ® : Second choice
o Heat-resistant alloy o o 00
o WN__ Hardend material [ °@®
= Cermet PVD-coated micro- %:% go For
'E Shape Part No. Inch system Rﬂﬁf& an crtidegrade | S5 |5 a’ﬂfég?le Chipbreaker applicable range
'g WNMG080408G | WNMG432:G 0.8 ° t D
© S os
D 0804126 433G 12 o T e
E A
8 €3
WNMGOB0408ENWR | WNMG432-EN-WR [0.8| @ | ‘@ g os
o g 7o
2g . | WNMGOBO40BENWY | WNMGA32-EN-WV [05| (@ | '@ | 2 -
th; 0'10.05 01 02 04
g Feed rate (mm/rev.)
2o L
F35 WNMG080408TNBZ5 | WNMGA432-TNB-Z5 0.8 ° ° £ Q
o S oo
080412TNBZ5 433-TNB-Z5 |1.2 ° ° Yossor _az o1
WNGGO80404FNZP | WNGG431-FN--ZP 0.4 oo ° 13 D
080408FNZP 432FN-ZP |08 o0 ° “ossor w7 o1
WNGGO80404FNUL | WNGG431FNUL |04 o o :T
080408FNUL 432FNUL o8 o o “ossor w7 o1

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)

F32



NTK

Part No.  |scribed circle| Thickness | Relief angle
: " CC 0602 | 635 | 238 | 7
(80 degree Rhombic Positive type) CC 0973 [9525| 397 | 7
. w ; Steel |00 e[00oj0 @000 O] O
1007 109 / R Stainless steel(@ @ o (@ @|0 @ @ 0 0@ °
o TAY L | Castiron |@ie: |@ie (] @ : First choice
i €ﬂR T %' b Nonferrous metal| ® : ® ole: ‘oo ® : Second choice
80 7 et R b [Heatresistant alloy o e00
cc__ cP__ Hardend material (J °:®
Cerrget %g PVD-coated micro- gg §o For
Shape Part No. Inch system RI:EISITS e 5: :ram carbld: gade |22 15 amé:?le Chipbreaker applicable range
- - N|= !.
Q‘? CCGT060202FNI1L 0.2 o £ 222:]
| CCGTOST304FNIL 0.4 o e gz
‘\ CCGTO9T302ENBAF1 0.2|® g3
— Y10
\/ 09T304ENBAF1 04l@ 0 O
AFT 09T308ENBAF1 0sle O e
CCGT060200FNAM3 003 Y
060202FNAM3 0.2 YRS
060204FNAM3 0.4 °
060201FNXAM3 01| e
060202FNXAM3 02| ‘@
060201MFNAM3 008 °
060202MFNAM3 018 ° °
060204MFNAM3 038 * °
CCGTO9T300FNAM3 003 o0
09T302FNAM3 0.2 )
09T304FNAM3 0.4 ()
09T301FNXAM3 01| i@ H17
09T302FNXAM3 02| ® L36 g 50
@ 09T304FNXAM3 oa| ® g0 (O
09T301MFNAM3 008 LI 02
AM3 09T302MFNAM3 018 ST O edrate Gmren)
09T304MFNAM3 038 o0 000
CCMT060202ENBAM3 02| @ °
060204ENBAM3 04| i@ °
060202FNAM3 0.2 °
060204FNAM3 0.4 °
CCMTO09T302ENBAM3 02| ‘@ [
09T304ENBAM3 04| ‘@ ®
09T308ENBAM3 08| ‘@ )
09T312ENBAM3 12| @ ®
09T302FNAM3 0.2 °
09T304FNAM3 0.4 °
09T308FNAM3 0.8 °
CCMT060204ENBAMS 04| | o g%
Va CCMTOST304ENBAMS 04| @ g s Q
AMS 09T30BENBAMS 0s| @ O e e

3 Inserts having 01, 02V or 04M as the R code can be used for machining when the

@ : Standard stock @ : New standard stock I - Scheduled to be produced by order ¥ : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.

Insert
Stock List
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m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle

: we CC_0602 | 635 | 238 | 7°
48 (80 degree Rhombic Positive type) CC 0973 [0525| 397 | 7
O - Steel [0 @ c[0 0000000 O
2 10077 g T 0g / R Stéinletss stecl|@ @ico|®0 @0 O OO OO o
— i astiron |@iei |@ie @ : First choice
) < /@iR ‘:7\’ 2 7@%"7 b Nonferrous metal| @ i ® ole T3 - Y e : Second choice
O 0- 7 80 R o | Heatesistant alloy o oc00
g cC__ cP__ Hardend material [ L3
'E Cermet %g PVD-coated micro- §§= % For
8 Shape Part No. Inch system Rﬁgf& grade | o= :ram carbide grade [ S5 15 a;?]%l;(cj:?le Chipbreaker applicable range
c CCGT060200FNAZ7 003 [
© 060201MFNAZ7 008 n
= 060202MFNAZ7 018 ]
) CCGTO9T300FNAZ7 003 EEEEE
= 09T301MFNAZ7 00 EmEnn
7] . 09T302MFNAZ7 o EmEEnm g
N P 09T304MFNAZ7 038 EEEEE g
| e o0 . ; ng
AZ7 % 060201MAZ7 008 ° o,
060202MAZ7 018 °
CCGTO09T300AZ7 003 o0 o0
09T301MAZ7 008 o0 o0
09T302MAZ7 018 o0 o0
09T304MAZ7 038 o0 00
CCMT060202ENAAZS 0.2 o
|
9 0.8 ° g 10
g= CCMTO9T302ENAAZS 02 = 5 ]
09T304ENBAZ8 0.4 ° O edre ome
09T308ENBAZS 0.8 o
CCMT060202ENBZR 02| i@ )
060204ENBZR 04| i@ )
CCMTO9T302ENAZR 0.2 H17 20
09T304ENAZR 0.4 e | ¢ ;;gj
09T308ENAZR 0.8 02
ZR 09T302ENBZR 02| ‘@ ° R
09T304ENBZR 04| ‘@ )
09T308ENBZR 08| ‘@ )
) CCGT060201FRLF1 0.1 R .
B 060202F{F1 02 R o
060204FR1F1 0.4 R 8 03
R-han: 1shown CCGT09T302FR/LF1 02 R . OILeedO}:te m/rev)
09T304FR1F1 0.4 R '
\‘g) CCGT060202ENBFM 0.2|@ ; 30 Q
FM 060204ENBFM o4|@ 1555 0.1F eedor.gte (()’.n:/re\/l)
CCET0602005R L KHG 005 °
0602008R1 KHG 008 °
0602018R1KHG 018 ° £
0 060202 KHG 02 o o
CCET09T3005R1KHG 005 o R 03
KHG 09T3008R KHG 008 o R R A
09T3018R1KHG 018 ®R
09T302R1KHG 0.2 O R
* Inserts having 01M, 02M or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock Il * Scheduled to be produced by order ¥k : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
3 AZ7 chipbreaker was redesigned with 0.2mm higher cutting edge
height than conventional ones, which has FN in the item numbers.
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Part No.  |scibed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
. e CC_0602 | 635 | 238 | 7° CP_0602 | 6.35 | 238 | 11°
(80 degree Rhombic Positive type) [ ccoot [s5os1 307 | 7 | [CPooT3 [958 357 | 11
T ) T Steel 00 ¢ |00000000 O °
1007 109 / R Stainless steel(@ @ o (@0 @|0 @ @ @ 0@ .
ol TARY. L ~ Castiron |@ie: |@ie () @ : First choice
1 €§R ‘, - %' b Nonferrous metal| @ | ® ole: ioie e : Second choice
80 7 et R . | Heat-esistant alloy o o000
cc__ cP__ Hardend material (J °:®
Cerrget %g PVD-coated micro- gg §o For
Shape Part No. Inch system R’:gflfs grace 12> jram Carblie gece |25 |5 a'f%ff,i?le Chipbreaker applicable range
CCGT060200R1S 003 ® @ R
060201R4S 01| @ o @
060202R1 S 02| ‘@ e @
060201MRLS *008 R R
060202MR1 S 018 R
CCGTO09T300RLS 003 Ri {@RIR
gngg;RAg 0.1 OR @ .
Gy T302%4 0.2 RIRI® £ 350
NP | 09IT304RS 0.4 R g
09T301MRAS *008 RI IRiR 03
S 09T302MR4S *0.18 R RiR 1505 o7 02 04
L-hand shown 09T304MRALS *0.38 R R eedrate ey
CCMT060201TR1 AS 01| ‘@ ®
060202TR4 AS 02| @ ®
060204TR1 AS 04| @ ®
CCMTO9T301TR1 AS 01| i@ ®
09T302TR1AS 02| ‘@ 0
09T304TR4AS 04| ‘@ ®
CCGT060200%1U 003 R R
060201 R/I.U 0.1 [ ) R g 50
@ 060202R4U 0.2 o R o 1o
: CCGTO09T300R4 U1 003 ® R C
U- U1 09T301R4U1 0.1 e RiR ol
R-hand shown 09T302RA_U1 02 . R R : ‘Feed ;ate (r.nm/rev)
09T304R¢ U1 0.4 ® R H17
TG el pr=
018 o0 € 59
09T300CL 003 * ik S o
09T301MCL 08 i el | 1] ] 03
09T302MCL *0.18 [ H ) 1058 0.1F do.zt 0.4/
09T304MCL 038 00 searee e
CCGT09T301MYL 008 e 0 E ;;g‘
-~ 09T302MYL 018 ° S
YL 09T304MYL 038 . . 040.05 0‘1Feedor§te (()rln:/rev)
CCGWO060200FN 003 °
060201FN 0.1 ®
060200H 003 °
060201H 0.1 °
060202H 0.2 °
%) CCGWO9T300FN 003 o
v 09T301FN 0.1 [
09T300H 003 ° -
without chipbreaker 88%8;” 8; :
09T302MP 018 )
09730V 0.0 °
09T301P 0.1 °
097302P 0.2 )
- CPGT060201FNXAM3 01| i@ £
P 30
€D | 060202PNXAM3 02| ® e | oo
< 1
CPGTO9T301FNXAM3 0.1 ‘@ L37 02
AM3 09T302FNXAM3 02 . o 0.1Feedor-§te (()r.n:/rev.)

3 Inserts having 01M, 02V or 04M as the R code can be used for machining when the

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.
%2 The specifications of CL chipbreaker are slightly different from
the above dimensions, but it has no problem for machining.

@ : Standard stock @ : New standard stock Il * Scheduled to be produced by order ¥k & Standard stock (Specified)

Insert
Stock List
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m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
. e CP_0401 | 476 | 1.59 | 11° CP_0802 | 794 | 238 | 11°
(80 degree Rhombic Positive type)  [crosoz [ ess [23s 17| [cP o903 [osas| a1s |1
T ) T Steel 00 (00000000 O°
1007 g 100/ R Stéinletsg,steel::oo:oooooo. ° R
< 7/@? 7\’ < 7@%7 b Nonf:rsroulsrzztal eo: 0 ole (30 ® : Second choice
so/ R 7 et R b [Heatresistant alloy o oo0
cc__ cP__ Hardend material ® °0
Cermet %g PVD-coated micro- §§= %, For
Shape Part No. Inch system R’\;ZISITS grade [ o | grain carbide grade | S |5 a[?]%l;(cj:?le Chipbreaker applicable range
CPGH060202ENBAMS | CPGP83Y-ENB-AM5 |0.2 ®
CPGH080202ENBAMS | CPGPO3Y-ENB-AM5 |0.2 ®
CPGH090302ENBAMS5 | CP.GM32Y-ENB-AMS5 |0.2|®
090304ENBAMS 321-ENB-AM5 [0.4|@
090308ENBAMS 322-ENB-AM5 [0.8|®@
CPGH060202FNAMS5 | CPGP83Y-FN--AM5 (0.2 [ ° e
@D >, | CPGHOB0202FNAMS | CPGPO3Y-FN-AM5 _[0.2 o o S
NS5 [CPGHO0302FNANS | CPGM32Y-FN-AMS 0.2 o o g os D
AMS 090304FNAM5 321 'FN"AM5 0.4 [ ] @ 505 01 07 04
090308FNAM5 322-FN--AM5 |o0.8 [ o Feedrate (mien
CPMH060204AM5 | CPMP831-AM5 0.4 [
CPMH080204AM5 | CPMP031-AM5 0.4 [
080208AM5 032-AM5 0.8 °
CPMHO090304AM5 | CPMM321-AM5 0.4 [
090308AM5 322-AM5 0.8 °
CPGHO40102FR1A1 | CPGP62Y-FRi--A1 |02 L L
040104FRLA1 621-FR¢--A1 |04 L L 136
CPGH060202FR{A | CPGP83Y-FRi--A (02 L L -
060204F®/{ A 831-FR(-A |04 L L .
& CPGHO080202FR1A | CPGPO3Y-FRi--A |02 L L g 30
080204FRLA 031-FRi-A |04 L L 5 05 @
A-a1 | CPGHO40102TRLA1 |CPGP62Y-TRi--A1 |02|LiL ®loes o1 o2 oa
L-hand shown 040104TR4 A1 621-TR1--A1 oalLiL Feedrate (m/rev)
CPGH060202TRLA | CPGP83Y-TRi~A  [02]LiL
060204TRLA 831-TRi-A |o4|LiL
CPGH080204TR4A | CPGPO31-TRi--A  [04]LiL
PR CPGHO40101FRLF1 0.1 R e
@ 040102FR{F1 0.2 R g 20
040104F®{F1 0.4 R 5 0
F1 CPGH060202FRAF1 0.2 R 505 0T o2 04
R-hand shown 06020 4FRA F1 0.4 R Feed rate  (mn/rev)
- CPGH040102R1S 0.2 L £
NF | onoesis 04 1 g0
S |CPGH060202R(S 0.2 ] 03
L-hand shown 060204R1 S 0.4 L % eed e (miren
) , | CPMHO90304T3(B | CPMM321-T5(-8 o4/ L v O
B 090308TR/LB 322'TR/I.“B 0.8 L %005 o1 02 04
L-hand shown Feed rate  (m/rev.)
@ CPGBOB0204TN | CPGDO31-TN 0.4le — —
without chipbreaker

 Inserts having 01M, 02V or 04M as the R code can be used for machining when the

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.

@ : Standard stock @ : New standard stock Il : Scheduled to be produced by order

Y : Standard stock (Specified)




NTK

Part No.  |scribed circle| Thickness | Relief angle
- (i DC 0702 | 635 | 238 | 7°
(55 degree Rhombic Positive type) DC 1173 [ 0525 | 397 | 7
Steel 00 /00000 O OO O°
Stainless steel|@ @ o |® ©O|0. © ©:®: ®:® °
Castiron |@e: |@ie () @ : First choice
Nonferrous metal| ® : ® ole eo:0 ) ® : Second choice
Heat-resistant alloy o 000
Hardend material ) °: 0
Cermet %g PVD-coated micro- g% §o For
Shape Part No. Inch system R’:gflfs grade | o= jram Ciblie gece |25 |5 a'f%ff,i?le Chipbreaker applicable range
DCGT070204FN1L 0.4 ° X
DCGT11T302FN1L 0.2 () a gj:]
i 11T304FNIL 04 o O
% DCGT11T302ENBAF3 0.2|@ : 30 B
> g0 (O B
0.3 c
AF3 11T304ENBAF3 0.4|@ Vi i
Feed rate (mm/rev..
DCGT070202ENBAM3 0.2|®
070204ENBAM3 04|@
070200FNAM3 003 o o @
070201FNAM3 0.1 o @
070202FNAM3 0.2 o o
070204FNAM3 0.4 e 0
070201FNXAM3 01| ‘@
070202FNXAM3 02| i@
070204FNXAM3 04| ‘@
070201MFNAM3 *008 o °
070202MFNAM3 018 ® ®
070204MFNAM3 038 °
DCGT11T308ENBAM3 0.8|@
11T300FNAM3 003 o o0
11T302FNAM3 0.2 000 H19
11T304FNAM3 0.4 00 H21 2 50
o 11T301FNXAM3 01| ‘@ o
S | 11T302PNKAM3 02 @ g9
AM3 11T304FNXAM3 0.4 L 0:10.05 01 02 04
11T308FNXAM3 08| @ Feedrate (m/rev)
11T301MFNAM3 008 00000
11T302MFNAM3 *018 00000
11T304MFNAM3 038 00000
DCMT070202ENBAM3 02| @ ()
070204ENBAM3 04| @@ ‘@
070208ENBAM3 0.8 o
070202FNAM3 0.2 °
070204FNAM3 0.4 ®
DCMT11T302ENBAM3 02| @ ()
11T304ENBAM3 04| @@ @
11T308ENBAM3 08| @@ @
11T312ENBAM3 12| ‘@ o
11T302FNAM3 0.2 ®
11T304FNAM3 0.4 ®
11T308FNAM3 0.8 ®
DCGT070201MAMX 008 ® — 50
‘@ 070202MAMX 018 ° oo
DCGT11T301MAMX 008 o o § o3
AMX 11T302MAMX 018 ® L 0:1 05 0.1 02 04
11T304MAMX *0.38 . . Feed rate (mm/rev.)
3 Inserts having 01M, 02V or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order ¥ : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
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m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle

(7] . ay s DC_0702 | 6.35 | 2.38 7°
<8 (55 degree Rhombic Positive type) DC 1173 0525 | 397 | 7
3 . Stcel [0 @ c[0 0000000 O
c R Stainless steel|@ @ o |@ . ©O|0.©.©. @@ °
= ol 7 7 Castiron |@e: |@ie (] @ : First choice
()} = /‘G} =Y Nonferrous metal| @ : ® ole: oo () ® : Second choice
o) 554 ) Heat-resistant alloy o e 00
— Hardend material ) L)
'E Cerrget %g PVp-coalt)géi micro- §§= %, For
8 Shape Part No. Inch system R’:ﬁf& grace %: :ram “ I: gece |25 |5 a’fg{;ﬂtﬂe Chipbreaker applicable range
- - N '
-B Elg E.b = 5 see pages:
-g DCGT070200FNAZ7 003 []
© 070201MFNAZ7 008 ]
- 070202MFNAZ7 018 "]
Q DCGT11T300FNAZ7 003 THHH ]
E 11T301MFNAZ7 008 EEENEN
= 11T302MFNAZ7 018 ENEEN e
Q < HgggMFNAU 038 EREEE £ 30
S oS FNAZ7 08 EEE = S oo
v ' DCGT070200AZ7 003 ) 0_3‘D
AZ7 % 070201MAZ7 008 Ld " o8 0.1Feed0r-§te (()r.n:/rev)
070202MAZ7 018 ) '
DCGT11T300AZ7 003 o0 00
11T301MAZ7 *008 o0 00
11T302MAZ7 018 o0 00
11T304MAZ7 038 o0 00
11T308AZ7 0.8 o0 0
DCMT070202ENAAZ8 0.2 L = 50
070204ENBAZ8 0.4 ) £
g 070208ENBAZ8 08 ° g D
=2 DCMT11T302ENAAZS 0.2 ° 03
er 11T304ENBAZ8 0.4 ) *oss oo
11T308ENBAZS 0.8 ° e e
DCMT070202ENBZR 02 ‘@ D
5¢ 070204ENBZR 04| ‘@ ° .
P MT11T302ENAZR 0.2 L
w2 | 1TIMENARR 04 5.0
" T308ENAZR 0.8 H19 03
ZR 11T302ENBZR 02| ie ° H21 *oss o 02 o
11T304ENBZR 04] @ | @ | i i ] ] '
11T308ENBZR BIED )
= DCET11T301MRLAT 008 R g zé
AT 11T302MR4 AT 08 R ot o
DCET0702005®4 KHG 005 °
0702008RLKHG 008 ° .
0702018®4 KHG 018 o £ 30
W | 070002%(KHG 0.2 o g i
" DCET11T3005R¢ KHG 005 o R 03
<HG 11730087 KHG 008 OR R
11T3018R1KHG 018 o R
11T302R1 KHG 0.2 o R
w5 |DCETUT02008(UHG 008 R
UHG o
R-hand shown DCETHTSOOSR/LUHG 008 R % 0.1Feed0r-:te (()r.n:/rev.)
_- DCGT11T302ENBFM 0.2|®@ £
# &‘ = g 1.0
\’ 11T304ENBFM 0.4|® ° o
FM 11T308ENBFM 0.8 . 0.10.05 0.1Feedor.§te [(Jr.nlAn/rev.)

3% Inserts haing 01M, 020 or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order k¢ : Standard stock (Specified)
component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.

% AZ7 chipbreaker was redesigned with 0.2mm higher cutting edge
height than conventional ones, which has FN in the item numbers.
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Part No.  |scribed circle| Thickness | Relief angle
DC 0702 | 6.35 | 238 | 7°
. ayn DC 1173|9525 | 397 | 7
(55 degree Rhombic Positive type) DP 0702 | 635 | 238 | i1
Steel 00 /0000 OO OO O
Stainless steel|@ @ o |® 0|0 © ©:©:®:® °
Castiron |@:e [ ) (] @ : First choice
¢ Nonferrous metal| ® : ® oje: oie () e : Second choice
55° Heat-resistant alloy o 000
Hardend material () ()
Cerrget %% PVD-coated micro- %g § For
Shape Part No. Inch system R’:gfues grace 12> :ram cabidegrace | S5 |5 aﬂﬁ’le Chipbreaker applicable range
DCGT070200R1S 003 o o
070201R4S 01| iR o @
070202R1S 02| @ e @
070204R1S 0.4- R
070201MRAS 008 R R
070202MR4 S 018 R R B
DCGT11T300R4S 003 R. @®RR o3
. 11ng;%§ 0.1 RIR® g £
117302R1 0.2 RiRi@ 9 1o &
= s o : g
S 1MT301MR4LS 008 Ri iRIR ) I -
R-hand shown 11T302M|%_S *0.18 R R!R } "Feed rate (r‘nm/rev)
11T304MRAS *038 Ri IR
DCMT070201TR4AS 01 ‘@ o
070202TR1AS 02| ‘@ D
070204TR4AS 04| ‘@ 0
DCMT11T301TRLAS 01 @ o
11T302TRLAS 02| ‘@ °
11T304TRLAS 04| ‘@ D H19
DCGT070200R1U 003 Ri iR H21
070201 R/I.U 0.1 R R £ i.g
=S5 | 0700y 02 ® ® o 3
DCGT11T300”4 U1 003 ® RR C
u- Ul 11T301R4 U1 0.1 ® RRIR o —os
R-hand shown 11T302RA_U1 0.2 [ ] RiRiR : ‘Feed rate (m/rev)
117304R1.U1 0.4 ® RR
DCGW070200FN 003 ®
070201FN 0.1 ®
070200H 003 °
070201H 0.1 °
. -
0.0 ®
DCGW11T300FN 003 ® -
without chipbreaker 11T301FN 0.1 o
11T300H 003 ™)
11T301H 0.1 )
117302H 0.2 ®
11730V 0.0 ®
S | DPGTO70204FNXAM3 04| ® _| D
AM3 0058 0.1F do.zt ?.4/ )
-, e o
*0.18 [ M J O 10
S [DCETIT0IMCL 008 oo : g-g:]
CL %2 11T302MCL 018 o0 0:1 05 01 02 04
) 11T304MCL 038 T H19 Feed rate (m/re)
=M |DCGTIT30IMYL 008 o o e I
=5 | 08 o o g o
v 11T304MYL 03 o o e e
sk Inserts having M, 02M or 04M s the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order k¢ : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.
%2 The specifications of CL chipbreaker are slightly different from
the above dimensions, but it has no problem for machining.
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m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle
(7, . . TFD 07 | 635 | 238 | 7°
-+ <TFD with Wlper edge) TFD 11 | 9525| 397 | 7
a T Steel [0 @ c[0 0000000 O
c Stainless steel| @@ o |0 0|0 ® ©:® ©:® °
" — T 7 R Castiron |@ie: |@ie () @ : First choice
Y ]‘G} Y Nonferrous metal| @ : ® elei oo Y e : Second choice
% 557 ) Heat-resistant alloy o 000
- Hardend material [ ) (30
'e Cerr(rj\et %g PVp-coalt)géi micrg- §8 E" For
8 Shape Part No. Inch system Rp;m grace 2™ :ram carbidegrace [ S5 [5 am%l;(c;?le Chipbreaker applicable range
N ph - Nl '
N 3 a0 | S |see pages:
5B e
> EBE[s
c ) g 50
© = | TFD11FRO5AM3 005 R o
- — g0 (>
@ o
E AM3 11FR1 5AM3 015 R ’ o 0.1Feedor-:te (()r.n:/rev.)
-
] sy [TPOO7FS s o R R .
s __ = 30
\\O 07FR115 0.15 ® R g éii\‘
S % TFD1 1 FR05 005 RiRiR g:? 05 0.1 02 04
R-hand shown 11FR15 015 RIR HiE Feed rate (m/rev)
TFDO7FRO5U 005 RIRIR o
\@ 07FR15U 015 RIR ot
° 03
u-utx |TFD11FRO5U1 0.05 RiRiR Y —
g . R-hand shown 1 1FR1 5U1 015 RIR Feed rate (mm/rev.)
=9
5
= TFDO7FRO5H 005 R
=
" —
ithout chipbreaks
without chipbreaker TFD11FROSH 005 °

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)

@ TFD features

¥TFD insert has same shape with DCGT insert.
= It is designed to have a 0.3mm flat on the cutting on the toolholders.
P | . .
S *The flat ensures a superior surface even when feed rates are increased.

Corer R { %TFD insert can be used on the toolholders with 93 degree cutting angle.
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. iy Part No. _[scrbed cide] Thickness  Relief angle
(75 degree Rhombic Positive type) ER T301 | 397 | 159 | o
T Steel 00 ¢ |000O00O0O0O6 O
LRI Stainless steel(@ @ o (@0 @|0 @0 @ 0. 0 @ o
v 8l L Castiron |@ie [ 3] o @ : First choice
= Nonferrous metal| @ | ole; ioie ® : Second choice
75 il Heat-resistant alloy o e00
Hardend material [ ° 0
Cerrget % PVp-coalt)gg micrg- %?}: E" For
Shape Part No. Inch system R’:gflfs grace |2 jram cvidegade | S5 |5 a’;‘:}{;@?‘e Chipbreaker applicable range
- N ' .
e a8z sl
T 5.0
s ~), ERGHT30102FR{A2 |ERGP52Y-FR{--A2 [0.2(@ ® o oo .
2 .5
° 33D
A2 30104FR1A2 521-FR{--A2 |0.4 L R *loss 01 0z o2
R-hand shown Feed rate (mm/rev.)
~ L35
A |ERGHT30101F%(F1 — 0.1 R 15
R G — 02 R 8¢ 53
8 - hx
F1 3% R 055 5T 02 04 £3
R-hand shown 30104F AF1 - 0.4 R Feed rate (mn/rev) a
%F1, FOS5, FG chipbreakers : Right hand inserts are for @ : Standard stock @ : New standard stock I : Scheduled to be produced by order k¢ : Standard stock (Specified)
right hand toolholders to evacuate chips backword.
Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
RC_1204 | 12.7 | 4.76 7 RP_1203 | 12.7 | 3.18 | 11°
RP_0602 | 6.00 | 2.38 11° RP_1604 | 16.00 | 4.76 11°
e RP_0802 | 8.00 | 238 | 171° RP_2004 | 20.00| 476 | 171°
(ROUI’ld Positive type> RP_10T2 | 1000 | 2.78 | 11°
Steel 00 ¢ |00|0O0O0O OO O
N | Stainless steel |@i®@ie |® (0 © 0 ©. 0@ °
@ B Castiron |@ie ° o @ : First choice
/A Nonferrous metal | @ : @ ole: ‘oo e e : Second choice
il Heat-resistant alloy o e00
RC_,RP__ Hardend material [ ) °:0
Cerr'get %é PVp-coalt)gg micrg- g% E" For
Shape Part No. Inch system R’:‘éfues grace 2= :ram “ I: ga® [SF |5 aﬁ%{;ﬁ)le Chipbreaker applicable range
N = —IN|= -
e o~
O . D
RCMX1204MOENBGM | RCMX43MOENB-GM | - | @' ® G15 c 08
05 0T o7 04
GM Feed rate (mm/rev.)
RCMX1204MO0GB RCMX43M0-GB -| eoe® G15
RPMT0602M0GB -| eoe®
RPMT0802M0GB -| eoe® iE 2 50
< 30
@ RPMT10T2M0GB | oo e O
RPMT1203M0GB -| eoe® o
GB o0 0.1Feed0r.§te ?ﬁ:/rev)
RPMT1604M0GB - eoe® M14 '
RPMT2004M0GB -| ee® M16
RPMX1203M0GB -| eoe® M15

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)
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m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
ﬂ SC 09T3 |9.525| 397 | 7° SP 1203 | 127 | 318 | 11°
— SD_0602 | 6.35 | 2.38 15° SP_1204 | 12.7 | 476 11°
Q e SP_0903 |9.525| 2.38 | 11° SP_1904 |19.05| 476 | 11°
) {90 degree Square Positive type) SE 1203 | 127 | 318 | 20
— T . . Steel |oi@ic|lo0(0o 00000 o
) 7 J[ g I T g IC T
goj \O/g\ ‘E}I\ ﬁq@ T,g Stainless steel |@i@i0 |® ©(© 0 0.0 0@ °
T g
o] HTO¥ < Castiron |@ie! |@ie ° o First choice
e SCMT_ _ SD__ SE__ '
8 {O\Q @ Nonferrous metal| ® | ® ofe; ‘o0 ° ® # Second choice
Y ) Heat-resistant alloy @ 000
O R Ty ,
c P Hardend material (] L3 )
© z i EE |8
+ Gnte | Z&| g omdece | 28 |2]
Q Shape Part No. Inch system Nowe | 8 =l g S |5 |applcable Chipbreaker applicable range
E Rad|us-N g 3 =] =] Molder
N = oo see pages:
E S G
w = 50
| @ o
77 | scumooT30senams os| @ —| 0 Q
AM5 0'10.05 lMFeedorgte (()rln:/rev.)
=57 | SDEW060202FN 02 . _ _
without chipbreaker
.g (] = 50
e SPGRO90308ENBAF1 | SPGR322-ENB-AF1 [0.8(® €3
= Wy, i O
AF1 SPGR120308ENBAF1 | SPGR422-ENB-AF1 [0.8(® " oos  reed rate (mirev)
Q SPGR0O90308ENBQZ | SPGR322-ENB-QZ (0.8 ° ° ég S
QZ " % 0.1Feedor-§te (()r.n:/rev.)
@ SPMH090324TR4BH1 | SPMH326-TR{B-H1 [2.4|L
e SPMH090332TR4AH1 | SPMH328-TR{A-H1 [3.2| L
if:z SPMR120440TR1H2 |SPMR4310TRi--H2 [4.0|L —
H2 M17
L-hand shown
SPGN090304TN SPGN321-TN 0.4|@
SPGN090308TN SPGN322-TN 0.8|®
u SPGN120304TN SPGN421-TN 0.4
SPGN120308TN SPGN422-TN 0.8|® o
vithout chipbrezker| GPAN120440TN SPMN4310TN 4.0|m
SPMN190408TN SPMN632-TN 0.8 [
[ | SDKN1203AEN SDK42AEN -1 e
. | SDKN1504AETN SDK53A -] m — —
without chipbreaker | SEKN1203AFN SEK42AFN - ®

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order ¥ : Standard stock (Specified)
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Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
TB_0601 | 397 | 159 | 5 TC_1102 | 635 | 238 | 7
. "0 TC_0601 | 397 | 1.59 | 7 TC_16T3 |9525| 397 | 7
(60 degree Triangle Positive type)  [Tc 0902 [ 556 [ 238 | 7
Steel 00 /00000 OOO O°
& 1 £, Stainless steel |@ @ ¢ |0 0|0 © © ©: ®:® °
Castiron |@:ie o () @ : First choice
”ﬁﬂ#sn Uﬁ 7_ Nonferrous metal| @ : ole: o0 ® : Second choice
¢ R Heat-resistant alloy e 00
T8 TC - Hardend material ° a0
Cerrget %% PVD-coated micro- %g § For
Shape Part No. Inch system R’:gfues grace | 2= :ram catidegade | S5 |5 aﬁl‘z)lﬁ?le Chipbreaker applicable range
‘wsmmw | TBGNO60108TN TBGE522-TN 0.8|®@ — —
without chipbreaker
TCGT110202FNXAM3 02| @ g EJ é
Y10 Q
& TCGT16T304ENBAM3 0.4|@ H28 8 os D E%
AM3 TCMT110204ENBAM3 04| @ oS *eedrate (mirew
a\ TCMT16T308ENBAMS 0.8 L — 8 ég D
AM5 : o 0.1Feed0r-§te (()r.n:/rev.)
™ | TCGHO60102FR(K 02 L
L-hanszhown 060104FB4K 0.4 L 0:10'05  heedrate (arrew
TCGHO60102FR{B1 |TCGP52Y-FRi--B1 |0.2 L L I
X 060104FR1 B1 521-FRi-B1 [0.4 L L L38 S oo
- 06010274 B1 52Y-TR{-B1 [0.2|® B9 o
L-hand shown 060104TR/{ B 521-TR{-B1 |o0.4|L L40 0% edrate tmrev)
y TCGHO60101FR{F05 | TCGP521CFR1--F05 0.1 R 2 50
(& & 060102F R4 F05 52Y-FR{--F05 |0.2 ® R® Y 1o
wmmd | (G0104FR(F05 |  521-FR{~F05 [0.4 R RR 5o
FO5 3¢ 060102T%F05 52Y'TRA."F05 0.2 ([ 0'1c.05 01 02 04
Rehand shown 060104TR{ F05 521-TR{--F05 |04| ‘@ Feecete (me
TCGT090201 R4S 0.1] iR RI ‘@ g%
ér 0902028 02| o R 20
S o1 05 01 02 04
Rhand shown | TCGT110201R4S 0.1 R o Feed rate  (m/rev)
H28
A\ |TCaT00201%4 0.1 R i
[T —— 3 gi\
N 090202%(U 0.2 R e
R-hand shown

%F1, FO5, FG chipbreakers : Right hand inserts are for @ : Standard stock @ : New standard stock I : Scheduled to be produced by order k¢ : Standard stock (Specified)

right hand toolholders to evacuate chips backword.
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m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
(7, TC 0601 | 397 | 159 | 7 TP 0802 | 476 | 238 | 11°
= TC 0902 | 556 | 2.38 | 7 TP_0902 | 556 | 2.38 | 11°
()} . "y TC 1102 | 635 | 238 | 7° TP_1103 | 635 | 3.18 | 11°
) (60 degree Triangle Positive type) TP 1603 |9.525 | 315 | 11
S ) ) Steel 00 ¢ |00000000 O°
Q e &0 Stainless steel|@ @ o |@ @0 @O @ @ OO .
goj Castiron |@ie: |@ie () ® : First choice
= Q E v IW Nonferrous metal| @ ; ® ole: oo o ® : Second choice
-E R A Heat-resistant alloy o e00
© e - = Hardend material i ) 30
U Cerrget % PVp-coalt)géi micrg- %z% Ein For
O Shape Part No. Inch system [0 grace |2 ™) Fenamesn® | S5 (8 aﬁ,‘;‘{;@?‘e Chipbreaker applicable range
o0 - - Nl= )
: Eecgs e
-ld-; TCGB060102TN TCGD52Y-TN 0.2|®@ L38
L39
E 060104TN 521-TN 0.4|@ L40
T | ey | TCGWOSTIOBFN 08 o _
J TCGW090200FN 003 )
without chipbreaker 090201FN 0.1 ° H28
TCGW110200FN 003 [
110201FN 0.1 ®
TPGR110304ENBAF1 | TPGR221-ENB-AF1 [0.4|® e
é 110308ENBAF1 222-ENB-AF1 |0.8|® B : Lo
TPGR160304ENBAF1 | TPGR321-ENB-AF1 [0.4|®@ o3
AR 160308ENBAF1 322-ENB-AF1 |0.8|@ D eedrae (e

TPGH110304ENBAK | TPGH221-ENB-AK 04| = @ | e O

AK Feed rate (mn/rev.

Positive
m
I
[(

P L
% TPGR160304TR(B | TPGR321-T®(-B 0.1 — | gy
R-hand shown Vom 0.1Feedor-§te ?{n:/rev.)
TPGH090202FR(B2 |TPGP73Y-FR(-B2 [0.2 L L g
090204FR{ B2 731-FR(-B2 [0.4 L L 8 o
090208F R4 B2 732-FR{--B2 |08 L L o3
& 090204T®4B2 731-T%(~B2 |o4|L " resdiate e
o).ps | TPGHOB0202F%(B3 |TPGP63Y-F3(-B3 [0 L L g
L hand shown 080204F®{B3 631-FR{--B3 |0.4 L L gl )
080204TR(B3 631-TR(-B3 [0.4]L 02
TPGH110304TR{B3 |TPGH221-T®{--B3 [0.4|L * reedrate (wren
TPGH090202FR{ K 0.2 L £l
090204FR(K 0.4 L 38| 5.
K L39 o1
L-hand shown 090208FR1LK 0.8 L L40 o *eed rate (mrren
TPGH080202FR{F1 |TPGP63Y-FR(~F1 |0.2 R R
080204F R4 F1 631-FR{-F1 [0.4 R R g3
, TPGH090201FR{F1 |TPGP731CFR(-F1 [0.1 R g1
e S 090202F(F1 73Y-FR(-F1 [02 RRR "o
e | (090204F%(F1 731-FR(~F1 |04 R RIR AL
F1ox 090208FR{ F1 732-FR{--F1 |08 R R
Fhandshown [ TpGH110302FR(F1 | TPGH22Y-FR(~-F1 0.2 RI IRIR &
110304FR{F1 221-FR{-F1 |04 RI IRIR cip backwas
110308F R4 F1 222-FR{--F1 [os R R
%F1, FO5, FG chipbreakers : Right hand inserts are for @ : Standard stock @ : New standard stock I : Scheduled to be produced by order ¥  Standard stock (Specified)

right hand toolholders to evacuate chips backword.
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Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
TP 0802 | 476 | 238 | 11° TP_1603 | 9.525| 3.18 | 11°
' e TP_0902 | 556 | 238 | 11° TP_2204 | 12.70 | 476 | 11°
(60 degree Trlangle Positive type) TP 1103 | 635 | 3.18 | 11° TE 2204 | 1270 | 4.76 | 20°

« o Steel 00 /0000 OO OO O
& ; I Stainless steel|@ @ 0|0 @|0 @ @ @ 0@ °
Castiron |@:e [ ) (] @ : First choice
elﬁé I”« u}};g .. |Nonferrous metal| @ olei ioie ° ® : Second choice
o e ® | Heatesistant alloy o c00
- - Hardend material () ()
Cerrget %% PVD-coated micro- %g Eg" For
Shape Part No. Inch system R’:gfues grade | 2 %) gancarbidegrace | S5 |5 afmzye Chipbreaker applicable range
TPGH080202TRiF1 |TPGP63Y-TRi--F1 [0.2] R R - 5 50
080204TR{F1 631-T%(~F1 [04] R\ | IR g 10
fe o) TPGH090202TRiF1 |TPGP73Y-TRi--F1 [0.2] R R ° 32?
H 090204T%F1 731'T'%_"F1 04 R R |.38 o 0.1Feed0r-§te (()r.n:/rev) E
U |TPGH110302TRiF1 | TPGH22Y-TR(-F1 [02| (R | R 39 i
110304TR{F1 221-TR-F1 [o4] (R | % 140 & &
110308TR4F1 222-TR{--F1 |o.8| iR R chip backward
L TPGH090202R1 FG 0.2 R R g5
ﬁ 090204R1FG 0.4 R R g 10
G | TPGH11030284FG 0.2 R R o2
R-hand sl;own 110304RAFG 0.4 R R o0 0.1Feedor§te ?ﬁ:/rev.)
W |TPGRO90204TR{P2 |TPGS731-TR{--P2 |0.4|L —| 59 O)
P2 0'1005 01 02 04
L-hand shown : "Feed rate (r.nm/rev.)
é TPGR160304TR(C | TPGR321-TR(~C |04 'L — | sz a2
C 0.

.05 0.1 0.2 0.4

R-hand shown Feed rate (m/rev.)

TPGB080202TN TPGD63Y-TN 0.2

([ J
&S 080204TN 631-TN  [o4]e -
W | TPGB090202TN TPGD73Y-TN 0.2|®@ L38
without chipbreaker L39
090204TN 731N |os|e —
TPGN090204TN TPGE731-TN 0.4|@ _
TPGN110304TN TPGN221-TN 0.4|@
110308TN 222-TN 0slee®
" | TPGN160304TN TPGN321-TN 0.4 o
without chipbreaker 160308TN 322-TN osle
TPGN220420TN TPGN435-TN 20|®@
TPKN1603PDTR TPK32PR -| ®
L 4 - —
without chipbreaker TPKN2204PDTR TPK43PR -| @
ey | TEEN2204PFTR TEE43PR -| @ — —
without chipbreaker
%F1, FO5, FG chipbreakers : Right hand inserts are for @ : Standard stock @ : New standard stock I : Schedluled to be produced by order ¥  Standard stock (Specified)

right hand toolholders to evacuate chips backword.
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m Cermet and Carbide inserts m——

Part No.  |nscribed circle| Thickness | Relief angle
v H H TFT_09 | 556 | 238 | 7
=8 (TFT with Wiper edge) TFT 11 635 | 238 | 7
a Steel [0 @ c/0 0000 o oee o
c 9 I Stainless steel |@ @ o |@ O|@ ® ® @ @ ® °
o L Castiron |@ie @ o @ : First choice
()] v E ) Nonferrous metal| @ : ® ole o0 o e : Second choice
R =7 Heat-resistant alloy o oco00
O TFTac. ) Hardend material ° o0
'E Cern(‘jlet §§ PVp-coatt)gg micrg- EE" Eo For
rade | o 50| grain carbide grade | 2 | = |30
8 Shape Part No. Inch system R’:gi‘lfs 8 = : - 8o | S5 |5 aﬁl‘(’)'l'ngle Chipbreaker applicable range
N = = N|= !
N Sis a0 | S |see pages:
SHERE B BEE
= TFTO9FRO5 00 D
© / | 09FR15 015 ° e
- d\ TFT11FRO5 005 ° g 1o
“E’ 11FR15 015 o o
S ¥ TFTO9FLOS 0.05 Y O N heedrate (mren
_- ] !
w R-hand shown 09FL1 5 01 ° HoE
v . |TFT09FRO5U 005 o
..é; 09FR15U 0.15 [ } g (1)2
U-UT % TFT11FRO5U1 0.05 ® ) I —
R-hand shown 1 1 FR1 5U1 0.15 Y Feed rate  (n/rev)

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order % : Standard stock (Specified)

W O®TFT features
"ﬁ% =4 — %TFT inserts has same shape with TCGT.
- i It is designed to have a 0.3mm flat on the cutting on the toolholders.
. —_— @ %The flat ensures a superior surface even when feed rates are increased.
Somer ¥TFT insert can be used on the toolholders with 91 degree cutting angle.
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Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
VB_1102 | 6.35 | 2.38 5° VC_1102 | 635 | 2.38 7°
. "y VB_1103 | 6.35 | 3.18 | 5° VC_ 1103 | 6.35 | 318 | 7
(35 degree Rhombic Positive type)  [ve 1eoa (o525 476 | 5 | [V 13031794 318 | 7
Steel 00 |0 000 0000 O°
- - Stainless steel |@ @ ¢ |0 0|0 © © ©: ®:® °
Y N o b Castiron |@:e [ () @ : First choice
32 5‘ 35 7“ Nonferrouls metal| @i @ ole; ioieo () . :Seczmd choice
VB _ vC__ Heat-resistant alloy ® 000
Hardend material (J 0
g - 28|28
Grade. | ER.| gan e gode | % |25
Shape Part No. Inch system R’:gfues grace | 2 : ‘rg SE|s aﬂﬁ’le Chipbreaker applicable range
R
VBGT110204FNXAM3 04| i@ g5
=== | yaaTr10302rKANS 02| @ | 0
AM3 | VBMT160404ENBAM3 | VBMT331-ENB-AM3 [0.4| = @ O
1)
€5 e
> VBGT160404ENBGA | VBGT331-ENB-GA |0.4|® § r O gé
- 03 n
GA 160412ENBGA 333'ENB'GA 1.2|@ 1008 0.1F do.zt ?.4/ )
VBGT160402FNYL 0.2 o o L
<P | 160404ENYL 0.4 ° o —| &
YL 160408FNYI- 08 . . : o 0.1Feedor§te (()r.n:/rev)
UH-G VCETI103008% UHG 006 R | O
R-hand shown 05T 02 04
Feed rate (mm/rev)
—
VCGT110202FN1L 0.2 ° W23 | & g;g:]
1L 0.1
008 0.1Feedor.§te [(Jn.w:/rev.)
VCGT110300FNAZ7 003 CH |
110301MFNAZ7 *0.08 | H H
110302MFNAZ7 *018 H H g%
WS | 110304MFNAZ7 038 mmm F R
VCGT110300AZ7 003 g o1
AZ7 110301MAZ7 *008 . . o0 0l1FeedOr§te (()rln:/rev.)
110302MFZ7 018 o0
110304MFZ7 038 eoe0 H23
VCGT110300FNAM3 003 ° H25
110301FNAM3 0.1 o 0
110302FNAM3 0.2 e o = 50
. 110302FNXAM3 02| @ €
= | 110304NXAM3 04 @ g ()
110301MFNAM3 *0.08 0000 o3
AM3 110302MFNAM3 018 LI O et e
110304MFNAM3 038 o 00
VCMT110302FNAM3 0.2 °
110304FNAM3 0.4 ®
=8 | /CGT130300F%{2M 003 ° o
. W23 [ © o ]
R-hand shown 130301F342M e - Vo O reedrate (mrrev)
3k Inserts having 01, 02M or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
3 AZ7 chipbreaker was redesigned with 0.2mm higher cutting edge
height than conventional ones, which has FN in the item numbers.

F47



m Cermet and Carbide inserts m——

Part No.  |scribed circle| Thickness | Relief angle Part No.  |scribed circle| Thickness | Relief angle
v : e . VP_0802 | 476 | 238 | 11°
48 (35 degree Rhombic Positive type) | ve1103] 635 318 | 7 | |\p1103 635 | 316 | 17
a Steel [0 @ c[0 0000000 o
c . L Stainless steel| @@ o |0 0|0 ® ©:® ©:® °
— o ‘ S ¢ Castiron |@ie: |@:e () @ : First choice
() ss 7' 35 e Nonferrous metal| ® | ® ole: ieie L4 ® + Second choice
O vC__ VP Heat-resistant alloy o 000
- Hardend material [J (30
'e Cerrget %g PVp-coalt)géi micrg- §§= §= For
8 Shape Part No. Inch system ng;s grace 12> :ram hatinall k=11 a’fﬂfﬁ:?le Chipbreaker applicable range
= VCGTI10300%(U 0w R
o I 11030184 0.1 Ri iR g 7o
- y 110302%4 U 0.2 R: iR ® o
w R-hand shown 110301MRAU 008 R oo o1 02 04
E " 110302M'%_U *0.18 R Feed rate (mn/rev)
th — VCMT110301TR1AS 0.1 S ;E
o SE 110302TR{AS 02| @ | @ g os
R-hand shown 110304TR1 AS 0.4 () () +om 0l1Feed°§:te (()r.n:/rev)
VCGW110300H 003
=]
— 110301H 0.1 ° ::z _
without chipbreaker 110302 02
VCGT110301MCL 008 PSP £ Y
=2 T
§b CL ><2 110302MCI‘ *018 . . 0:10.05 0.1Feedor-§te (()r.n;/rev)
NEW/ VCGT110301MYL 008 ° LB¥
S | 110302MYL 018 o o . Ef?j
YL 110304MYL 038 . 008 0.1Feedor-:te (()r.n:/rev)
VPET0802005R1{ KHG 005 @R
0802008RKHG 008 ®RR
— 0802018®{KHG 018 o R e
T 080002%4KHG 02 Ok 330
KHG VPET1103005R{ KHG 005 @R o
R-hand shown 1103008R1 KHG 008 ®R Y eedtate Garen
11030181 KHG 018 @R
1103024 KHG 0.2 @R
ey | VPET0802008%1UHG 008 ° s 20
VPET1103008R1 UHG 008 g gé
UHG o1
R-hand shown 1103018R{ UHG 018 0% N eedrate (miren
I VPGT110300FNAM3 003 L AL I
T o 08 o oo ()
AMV3 110302MFNAM3 018 o o0 e
 Inserts having 01M, 02M or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order ¥ : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.
%2 The specifications of CL chipbreaker are slightly different from
the above dimensions, but it has no problem for machining.

a
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(TFV with Wiper edge) P ot s e

Steel 00 cl00/000000 O
. Stainless steel|@ @ 0o |0 ©|0® ® ® ©:® °
J A@y Castiron |@:ie ° ([ ) @ : First choice
S 7 Nonferrous metal| @ : ® ofe o 0 () e : Second choice
TFV(VC_) Heat-resistant alloy o o 00
Hardend material [ °0
Cermet PVp-coalt)gg micrg- %?y ?o For
rain carbide grade B 1S ol
Shape Part No. Inch system R’\;zlsl?s i : é§ S am‘cjz?le Chipbreaker applicable range
(3] =S N -
EIE E. & E see pages:
- TFV11FRO5U 005 o o
U 11FR10U 0.10 o o
H23
H25 o
TFV11FRO5SX 0.05 [ J ) =
=== 53
2
£9
11FR10SX 0.10 o @ 2
small flat land on edge

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order ¥ : Standard stock (Specified)

@ TFV features
#TFV has same shape with VCGT.
7_/ It is designed to have a 0.2mm flat on the cutting on the toolholders.
S .y *The flat ensures a superior surface even when feed rates are increased.
J #TFV insert can be used on the toolholders with 91 degree cutting angle.

8 0 d H g s Part No. |Inscribedcircle|Thickness Relief angle
( egree Hexagon Positive type) WC 0402 635 | 238 | 7
. Steel 00 000000 OO O°
Stainless steel |@ @0 |0 0|0 ©. 0. ®:O® °
Castiron |@e: |@ie () @ : First choice
Nonferrous metal| @ | ® ole: oo ® @ : Second choice
Heat-resistant alloy o 00
Hardend material ® °0
Cermet PVp-coatt)géi micrg- gg" Bl o
rain carbide grade Bl B i
Shape Part No. Inch system R’:‘éf& : ; Sgls amﬁz?le Chipbreaker applicable range
-t - N|= o .
Elg E.ﬁ = 5 see pages:
i i P P = 50
o P =30
: 9 10
Q
_-@?\ WCGT040201FNXAM3 — | 8o CJ
505 01 07 04
AM3 : : : : : : : Feed rate (mm/rev)
* Inserts having 01M, 02V or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order vk Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
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Outside Machining Toolholders

® For 80° Rhombic CN type inserts ------ G6
® For 55° Rhombic DN type inserts ---- G10
® For Round RN type inserts ---------- G14
® For Square SN type inserts ---------: G16
® For Triangle TN type inserts -------- G22

® For 35° Rhombic VN type inserts ---- G26
® For 80° Hexagon WN type inserts ---- G28
® For Machining Mill Rolls and Heat-Resistant Alloys - -  G29

f=2J
=
Eeo
53
S S
=2
=8
g
o



(2}
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£
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<
=
ey
=
iz}
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m Outside Diameter Machining Toolholders m———

Chart for selecting NTK outside diameter machining toolholders

Application Facing Outside machining/Facing Outside machining
Lead Angle/Insert shape | 75° CNLIlInsert | 95° CNCIClInsert | 95° WN[CICInsert | 75° CNCIClInsert | 75° TNCIClinsert | 75° SNCIClinsert
Tooling LJ ' 1(
illustration : © 75
_ |
E o WWLM type
= o
= WCLN type --G28 WCBN type
@ ks g -G6 WWLN-2 type -G8
S 8 ...G28
g
pd S 2
g = TCLN type TCBN type
- E & .--G6 -G8
o G F
L
£ o
o E
g e 2 HCLN type
S | 29 --G6
2|5
S £ . C11 type
= & % CCKN type C31/CCLN type CCBN type C23 type --G18
59 -G8 --G6 -G8 --G24 C16 type
] oo
58| 23
wE | g % PCLN type PSBN type
=5 3
oo |
Application Outside/Profiling/Necking Special machining Outside/Chamfering
Lead Angle/Insert shape | 107.5° DNCIClinsert | 117.5" VNCIClInsert Round R CICIC] 45° SN[ Insert
Tooling L L M
. k 117°30° Kw\\ '
illustration - _% t
_ o
E n
T £ | WDHNtype | WVPN type WSDN type
@ % g .G12 ...G26 ...G16
3 |8
=
Z 5 o
3 e TSDN type
- E 3 --G16
(S S
L
= o
o E
g | © 2 | HDHN type HVPN type HSDN type
5 | 22 ~+G12 --G26 ~G16
£ o
s e
= é_ % C54/CRDN type | C55/CRGN type C14 type/CSDN type
s --G14 --G14 --G16
O
2| 2 PRGN type
2E| 38 ~G15
0.5 3% PRXC type PSDN type
g8 | g PRGC type ~G15 -G16
R ~-G15




NTK offers the following toolholder types classified by the lead angle, insert shape and clamping system:
Please select toolholders suitable for your machining application. For more information, please contact your nearest NTK dealer or sales branch.

NTK

Outside machining

Outside machining/Profiling

Qutsice machining/Profiing/Necking

60° SN[ I[Insert

91° TN ]Insert

93° VNLI[Insert

93° DNLI[lInsert

L

WTGN type

WDJN type---G10

WVJN type---G26

TTGN type---G22

HDJN type---G10

HVJN type---G26

C13 type:--G18

C24 type---G24

CSHN type---G18

C21 type---G22
C22 type---G22

CDJN type---G10

PDJN type---G10

Outside machining/Facing/Chamfering

Outside machining/Profiling

75° SN[ [Jinsert

85" SNCICJInsert | 45° SNCIClInsert 725 VN Insert| 62,5 DNCIUlinsert
LLLgI T L\l ’’’’’’’ u **** J
® ¢ A 62'3;
= § A - W
WSSN type--G16 | WTFN type--G25 WYYC';\'ztg’Pe WD“'.\IC';\;tzype

TSSN type---G16

TTEN type:--G25

HSSN type---G16

HVVN type---G26

HDNN type---G12

C15 type---G20

C17 type---G20

C12/CSSN type

C25 type-:--G25

=
=
£
S
[~
=
<
=
i}
=
S

Toolholders




m Outside Diameter Machining Toolholders m———

Identification system of toolholders

C : Clamp-on type
(C type)

P : Pin-lock type
(P type)

S :Screw-on type
(Screw type)

W : Double clamping type

T : Triangle

wn

1 Square

: 80° rhombic

D : 55" rhombic

® 8§ EEP

R : Right hand
L : Left hand
N : Neutral

Shank height
indicated in “mm”

Shank width
indicated in “mm”

Any ID symbol
or number

Clamping method

(W type) (Common for R and L)
T : Clamp-on type . ape ;
(T type) V 1 35" rhombic
H : Dimple clamping type R : Round
(Htype) '
Insert shape Hand of tool Shank height Shank width Other ID data

C

C

N

25

25

M

12

Tool style or lead angle

Relief angle of

Overall length

Insert size

the insert (cutting edge length)
(mm)
A B G O E F
E F: 80 @ s
a1° kS a1 FrS 60t &
H:100 i ‘ L
- K:125
G H J K L M L:140 f
C
o 1075 a3 75 9B £ N:O° Negative M:150
tﬂ rﬂ o Y] B:5° Positive N:160 DRTSI A
C:7° Positive P:170 L
N 5 = S = g P :11° Positive Q:180 |
62.5° 175 5 a5+ B LER D :15° Positive R:200 Eﬂ
m Yﬂ ‘3“ m E:20° Positive 5250 L]
v W X Y
728 60" C
\ r\ ?‘I BT

® The dimensions and specifications may be changed due to
design improvement without notice.




NTK

Structures and Features of NTK Toolholders for Outside Machining

Series Structure Features

Clmping st ®Secures the insert with high
clamping force

Insert

Cl:
Retaining screw amp

® Excellent in indexing accuracy

Snap ring

Stark ® Suitable for heavy-duty applications
shim seat including interrupted cut machining

®eClamping system for ceramic
cutting tools

C type : Clamp-on

Dimple clamping

[}
=
=
=
=
S
=

® Three different clamping methods
can be utilized by a simple clamp
change

® Best for ceramic tools, with stronger
and more accurate clamping with
the improved clamp system

®Prevents insert breakage by
optimizing the clamping force

®Allows for highly accurate
machining with highly repeatable

accuracy

Retaining screw

s .
s ®Inserts can be easily changed as

clamping is possible from the front
and back of the tool

H type : Dimple clamping| T type : Clamp-on | W type : Double clamping

Insert

® General-purpose toolholder

® Allows for smooth chip control
without fouling any clamping
mechanism

D
W

Clamping scre

®For inserts of all material grades
however not recommended for
ceramics

P type : Lever lock




m  Outside Machining Diameter Toolholders for CN type (80° Rhombic) inserts mmmmm——

Outside machining/Facing
C31 type/CCLN type

95°
Clamp-on 5 \@\I
Lo _

' 95°
ﬁ— Y I 8 Q[ <
o5 -
g° X > B
& ﬁi} .
it "
= !
Figure-1 e Right-hand shown.

=
=
=%
s3
S S
=2
=8
2=
o

PCLN type —
Lever lock - = 1950

Flgure-2 ®Right-hand shown.

M Multi-clamp holder

TCLN type

Clamp-on i
WCLN type

: - © <
Double clamping

HCLN type . &

Dimple clamping

Figure-3 eRight-hand shown.




NTK

M Dimensions of toolholders and the parts

Code No. Stock | Dimensions(mm) | Clamp | Shim seat | Clamping screw | Retaining screw | Wrench | Snap ring
Shape Toolholder Part No.
Pl R | L RthLwh1sz g ? \E@
5538293 C31R{-33 @ |19|19(140[19]25(32 BS0829W
-34 25/19(160[25/25|32
Figure-1[5538301/5538319 -44 ®|®|[25[25)160[25/32132) AW [ACN422 scogagyy | M3* 12| LW-4 | SRO8
5601422/5601430 -45 @ | ®(32(25(16032|32(32
5700315/5700299| CCLNR{3225P12 |@ |@® [32(25(170)32|32|32
Lever | Clamping screw Spring
5321975322003 PCLNR{2020K43 |@ @ |20|20]125(20|25(28

Figure-2 — LSC42 & é LW-3 ﬁ

5322011/5322029 2525M43 | @ | @ |25|25(150125|32|28
LCL4 LCS4 LSP4

% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
¥For other shank sizes, please contact us for more information.

M Dimensions of toolholders and the parts/ Multi-clamp holder

Code No. Stock | Dimensions(mm) | Clamp |Shim seat |Clamping screw |Retaining screw| \Wrench |Shim wrench| Spring

[}
=
=
=
=
S
=

Shape Toolholder Part No. &
P R L RthL1h1sz % \ﬂwg
57016105701626| TCLN®{2525M12 |@ | ®[25/2515025/32[32
5701131570163 322512 |@|@[32]25[17032)32[32| [SOCN
3232P12 32[32/17032[3932
5682570[5682586| WCLNR{2525M12 | @ | @ [25]2515025[32[32 AOS6
, DC6CN «| FSS15-
Figure-3(5682604/5682612 3225P12 |@ | @|32[25/17032/32/32| Double |ACN423| * 30W*| 570 L% [LIR-T20 |LLR-T10|ASGL6-D
3232P12 32[32/17032]3932] ™" ot s
5701149701156 HCLN®{2525M12 | @ |@25/25/1502532/32] .
5701875[5701883 3225P12 |@|@[32]25/17033232]32| timpee
3232P12 3232170323932 ™"

#AOS-6*30WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
. C31R¢-*
Figure-1 [ Salpbr CNCN1204(1207) | @ F5
Figure-2| PCLNB{-++43 ENCarooa & F4+16+24+25
TCKIN®(-12¢ | CNCIN1204(1207) | @ F5 Multi- clamp holder
Just changing the clamps
, CNLJA1204(1207) ,
Figure-3 [NVICLNG{ =125 CNIG1204(1207) @ F4:16-24-25 enables the holder to clamp pin
HCLN® 12 CNCIX1207 ‘ F5 type, flat or dimple style inserts.

%A holder having the dimension “h ™ of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.



m  Outside Machining Diameter Toolholders for CN type (80° Rhombic) inserts mmmmm——

Outside machining/Facing
CCBN type

Clamp-on ( W
@ L-“;F@ 75° J)
Lo [

Figure-1 e Right-hand shown.

CCKN type

Clamp-on

=
=
=%
s3
S S
=2
=8
2=
o

] a

@
L 2
L
4 —
i
£t

Flgure-2 ®Right-hand shown.

M Multi-clamp holder

TCBN type
Clamp-on T L
L
WCBN type Al
P ® . =\
Double clamping 6 @ :
% !‘O‘
N
/
/ K
® Right-hand shown.
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M Dimensions of toolholders and the parts

d—RNo. Stock | Dimensions (mm) | Clamp | Shim seat | Clamping screw |Retaining screw| Wrench | Snap ring
Shape Toolholder Part No.
Pl L RthLwh1sz g ? \E D)
Figure-1{5830617 CCBNR{2525M12 |@| [25/25(150125/22[32| ccogm=
ACN422|BS0835W | M3%12| LW-4 SRO8
Figure-2 |5613690 CCKNR{2525M12 |@| |25|25[150125/32/30| (CCO8W)

% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
¥For other shank sizes, please contact us for more information.

M Dimensions of toolholders and the parts/ Multi-clamp holder
Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining screw| WWrench | Shim wrench | Spring

Shape Toolholder Part No. N &
R | L RthL1h1sz % NN

5701644/5701651) TCBNR{2525M12 | @ |@ (25|25|150125(22|32

3225P12 32[25[170132]22[32| TCOCN
amp-on AOS-6
, 3232P12 32[32]17032]29[32 .| Fss15-
Figure-3 ACN423 | * 30W* LLR-T20|LLR-T10|ASGL6-D
5682620/5682636| WCBN®(2525M12 | @ | @ |25(25(150252232 | . ewatle |3.0%12 =
3225P12 32[25[170132]22[32| “bouvie 84
3232P12 3232170322932 ™" ok

#AOS-6*30WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
Figure-1| CCBN®{2525M12
CNIINT204(1207) . F5 _
Figure-2| CCKN®{2525M12 Multi- clamp holder
Just changing the clamps
TCBN®(--12 CNIIN1204(1207) . F5 :
Figure-3 557 enables the holder to clamp pin
CNLJA1204 (1207 ; i
WCBN?(+++12 CNDIC1204(1207) @ F4+16+24+25 type, flat or dimple style inserts.

%A holder having the dimension “h™ of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.



m Outside Machining Toolholders for DN type (55° Rhombic) inserts mm—

Outside machining/Profiling

CDJN type
Clamp-on L
Lo
o L :
4+ ¢
& ©
]—{;—&——ﬂ
S 1, _ﬂ
e Right-hand shown.
| |PDJN type
-1 | Lever lock L .
L
= ‘ o
i E £}
L L
i3
| \[ 1
e Right-hand shown.
M Multi-clamp holder
WDJN type ,
Double clamping L, 1
HDJN type N ® a
Dimple clamping
6 5
E |
< <
® Right-hand shown.

G10
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M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaning scew| Wrench | Snap ring
Shape R L Toolholder Part No. Rltinlolilnl el ‘9 g ? \E &
Fiure- CDJN%;Z:’::LS ;2 iilggii ;i i; CCom) |ADN422 BS0B35W | M3 %12 | LW-4 | SRO8
Lever | Clamping screw Spring
Figure-2 {5682463 PDJNR{2525M43 |@| [25[25(15025(32(32] — LSD42 & é LW-3 @
LCL4 LCS4 LSP4

¥ CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
#For other shank sizes, please contact us for more information.

M Dimensions of toolholders and the parts/ Multi-clamp holder
Code No. Stock | Dimensions (mm) | Clamp |Shim seat | Clamping screw Retaining screw| Wrench [Shim wrench| Spring

Shape Toolholder Part No. (D &
1 1 5 ® =
R | L RIL|h|b|Li|h|f|L M &> i l N N

>

~

Toolholders

5682729|5682737| WDJNR{2525M15 | @ | @ |25|25|15025|32(38

=
=
£
S
[~
=
<
=
i}
=
S

DC6DN
5682745 5682752 3225P15 |@|@[32[25[17032/3238| touste
3232P15 32[32[170[3232[38| ““™"® AOS-6 .
Figue-3 ADN423| *30W# | FSS15-1) 1 2 120 LIRT10|ASGLED
5701263|5701271| HDJNR{2525M15 | @ |@ |25/25(150125(32(38 HC6DN Saeuable 3.0%12
5701269 (5701297 3225P15 |@|@(32/25[17032[32[38| Gimpe
3232P15 32[32017032[39[38| ““™""®

#AOS-6*30WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
Figure-1| CDJNB(-+-15% | DNCIN1504(1507) é Fé
i DNLIA e ©17-25+ i-
Figure-2| PDLN®/{---43 DNLIG1504 — F6+17+25+26 J tNr:UItI' cltzmpl) holderbl
oo DNLJA1504(1507) T~ R ust changing the clamps enaples
Figure-3 e DNLIG(1507) =~ Fo-17-25-26 the holder to clamp pin type, flat
HDJN3(-+15 DNLIX1507 e F6 or dimple style inserts.

%A holder having the dimension “h™ of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

G11



m Outside Machining Toolholders for DN type (55° Rhombic) inserts mm—

Outside machining/Profiling
M Multi-clamp holder

WDHN type
Double clamping
HDHN type
Dimple clamping T L
L8 e
S
N < o <
gg ®Right-hand shown.
WDNN type —
Double clamping B
HDNN type 62730\ /o
. yP! A —
imple clamping L
L
) a
%’
2
L
< <

G12
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M Dimensions of toolholders and the parts/ Multi-clamp holder

Code No. Stock | Dimensions (mm) | Clamp |Shim seat |Clamping screw |Retaining screw| \Wrench | Shim wrench | Snap ring
Shape Toolholder Part No. @ &
PlR | L R | Lih|b|Lim|flL| SNBSS T l NN%
N N “ '
S6827785662786 WDHN?{2525M15 @ | @ |25(25/150253235/ _
3225P15 32]25[17032/32[35| ouste
3232P15 32[32[170[3239[35| ““™"® . i
Fiure- ADN423| AO>C 1FSS15-) o 120 |LLR-T10| ASGLE-D
5701313(5701321) HDHNR{2525M15 |@ | @ |25(25(150/25/32(35 HCEDN *30W#|3.0%12
3225P15 32/25)170132(32[35| cimple
3232P15 32[32[170[3239[35| ““™"®
5662760 | WDNNN2525M15 @ [2525/15025/12505 )
3225P15 32(25(17032[12542.5 bouble
lamping AOS-6
3232P15 32/32/170[32[16.0425 . .
Figue-2 ADN423| %30W# | F3S15-11 o 720 LIR-T10|ASGLE-D
5701305 |HDNNN2525M15 | @ [25/25(150/25/12.5125 sewable | 3.0% 12
HC6DN from both ends
3225P15 32[25[170[32)125425 dimple
3232P15 32[32017032[16/125 ““™""®

#AOS-6*30WH is an option for hexagonal hole type screw.

[}
=
=
=
=
S
=

=3
=
£
S
[~
=
<
=
i}
=
S

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages

Rfeee] B R e17 25«
e WDHN® 15 DNCIAT504(1507) | &g F6+17+25+26 Multi- clamp holder
HDHNR/-+--15 DNLIX1507 ‘ F6 Just changing the clamps enables
the holder to clamp pin type, flat
ee] B D . . . s
e WDNNN---15 DNIAT504(1507) | &g F6+17+25-26 or dimple style inserts
HDNNN--15 DNLCIX1507 ‘ F6

%A holder having the dimension “h™ of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

G13



m Outside Machining Toolholders for RN type (Round) inserts m—

Outside machining/Profiling
C54 type/CRDN type Ly

L

Clamp-on

E
C55 type/CRGN type L

Clamp-on | S
4 | Q

] o
6 @

(R

Figure-2 e Right-hand shown.

M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining scew | Wrench | Shim wrench

L |b|Li k| £ |Le| $2 g % \E &

5{!
—)

L

Shape Toolholder Part No.

N N
5538392 |C54M-44 @ [25]25/16025(12533
Figwe-1| 5700323 | CRDNN2525M12 @ [25]25/150125(12534| CCO8M | ARN42 | BS0835W | M3%12 | LW-4 SRO8
5700331 3225P12 @ [32]25/170132(12534
5538400 C55R{-33 o 19(19(140[19|28|30 BS0829W
5573027|5538418 -44 @ @ 25(25(16012530(30
Figure-2 CCO8M | ARN42 M3%12| LW-4 SRO8
R T 45 ®| [3225/160323030 BS0835W
5829395 CRGNR{3225P12 (@ | [32/25(170|32|32(30
M Applicable inserts
Toolholder Part No. Applicable insert Listed on pages
C54M----
Figure-1
CRDNN---12
RNCIN1204 (1207) F7-18
C558{~-
Figure-2
CRGNR{:---12

%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

G14



Outside Machining Toolholders for RN type (Round) inserts s N{"T" IK
Outside machining/Profiling

PRGC type /e
Lever lock _
L
il |
TV HE I o
: B

'

PRXC type L: . 9o
Ty
Lever lock /
"~
L
& p ‘ § é
IR = | 2%
= b g
4
PRGN type =

Lever lock

T EIE

<

M Dimensions of toolholders and the parts

®Right-hand shown.

Code No. Stock Dimensions (mm) Shim seat| Lever |Campingscrew| Spring | Wrench
Shape Toolholder Part No.
Pl R | L RIL| A | b | Li| b | F | L .@ ) & é @ \g
Fioure- PRGCR{2020K10 20 | 20 |125] 20 | 25 LSR32C| LCL3C | LCS2 LSP3 LW-2
6 2525M12 25 | 25 |150| 25 | 32 LSR42C| LCL4AC | LCS3 LW-2.5
Fioyre-) PRXCR12020K10 20 | 20 |125| 20 |20.5| 25 |LSR32C| LCL3C | LCS2 LSP3 LW-2
: 2525M12 25 | 25 | 150 | 25 [25.7| 30 |LSR42C| LCLAC | LCS3 LW-2.5
Figure-3 PRGNR{2525M43 25 | 25 |150| 25 | 32 | 32 | LSR42 | LCL4 | LCS4 | LSP4 | LW-3

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
PRGC®i---10 RCMX32MOGM
B RGCh 12 RCMXA3MOGM | e
- (&) Fa1
PRXCR{---10 RCMX32MOGM S
Figure-2 ‘
PRXCR{ 12 RCMX43MOGM
Figure-3| PRGNR(---43 RNMG430G F26

G15



m Outside Machining Toolholders for SN type (Square) inserts e ————

Outside machining/Facing
C14 type/CSDN type 9/

Clamp-on

C12 type/CSSN type

Clamp-on

=
=
=%
s3
S S
=2
=8
2=
o

PSDN type N
Lever lock @/ L L

{ eo" a%
3 R
¢

M Multi-clamp holder

TSDN type - L
Clamp-on o

WSDN type S

Double clamping

HSDN type
Dimple clamping

TSSN type

Clamp-on

WSSN type

Double clamping

HSSN type

Dimple clamping

Figure-5 e Right-hand shown.

G16
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M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining screw| Wrench | Snap ring
Shape Toolholder Part No.
PlrR | L RthLwh1sz g ? \E G
N N
5538327 | C14M-33 ® [19/19[140019/9.535 BS0829W
5538335 -34 ® (2519160259535
Figue-1| 5538343 -44 ® [25[25/16025/125(35| oo | ASNA423 M3#%12| LW-4 | SRO8
BS0835W
5638036 -45 ® [32)25[160132012535
5700349 | CSDNN2525M12 | @ |2525/15025/12535
5533178[5536186| C1284-33 ®|®|1919140/19{27]28) (O BSO829W
 [ss38194[5536202 -44 @ @ 25)25(16025/35/31
Fewe-llsongeosesrarr| 45 ®|®3225(1603235[31| ccogm= | AN423| o [M3*T2] LWHA | SR08
5700448 CSSNR{2525M12 | | @|25[25[15025/32[31] (CCO8W)
5857172 3225P12 | |@ 3225170323231
Lever | Clamping screw Spring
5523451 |PSDNN2020K43 | @ [20[20[12520/1030
Figure-3 — LSS42 & é LW-3 @
5764006 2525M43 | @ [25[25(15025/12530
LCL4 | LCS4 LSP4

#CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
*For other shank sizes, please contact us for more information.

M Dimensions of toolholders and the parts / Multi-clamp holder

=3
£
E v
=

S8
S S
==
=8
B
=1

o

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw |Retaining screw| Wrench |Shim Wrench| Spring
Shape Toolholder Part No. | v Q g
R L RthL1h1fL2 !, NN
! | ¢ \’/ ] l
5701784 | TSDNN2525M12 | @ [25[25[15025[12535
5701792 3225P12 | @ [32]25[1703212535| [SOCN
3232P12 32[32170332[1635
5682935 | WSDNN2525M12 | @ |25[25[15025[12535 AOS-6
Figure-4] 5682943 3225P12 | @ [32[25(1703212535|DCOCN AsNa23| #30W* | F25 1D 11 RT20|LLR-T10| ASGLED
3232P12 32[32)170332[16035 fom oot encs
5701503 | HSDNN2525M12 | @ |25[25[15025[12535
5701511 3225P12 | @ [32125[17032}i2535|HCOSN
3232P12 32[32)17032/16/35
57017685701776| TSSNR(2525M12 | @ | @ |25[25[15025[32[35
3225P12 32[2517032[32)35| TCOCN
3232P12 32[32)170323935
5682901/5682919 WSSN?{2525M12 | @ | @ [25[25[15025[32[35 AOS-6
Figure: 3225P12 32(25(17032[32[35|2C0CN Asn423 | 30w+ | 99157 11R-T20|LLR-T10|ASGLED
3232P12 32|32(170[32|39|35 from bothends|
5701487/5701495 HSSN?{2525M12 | @ | @ |25[25[15025[32[35
3225P12 32025/17032[3235| HCOSN
3232P12 32132/17032[3935

#AOS-6*30WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. | Applicable insert | Listed on pages Toolholder Part No. Applicable insert Listed on pages
) C14M---* B 0. .
Figwe-T| CSDNN-12¢ | SN INT1204 TSDNN--12% | SNCIN1204(1207) . F8~9+18-28
Figue-2 C12%-* (1207) Femonienae Figure-4| WSDNN-++12% sNCIA e |Fg.18.27~28
BUIEL| CSSNB( 12+ Ls SNCIG1204(1207) |\t
. SNOA | (e 1897 .
Figure-3| PSDNN---12 SNLIG1204 \ =) F8-+18 - 27~28 HSDNN---12 SNLIX1207 F9
TSDNN---12* | SN[IN1204(1207) . F8 ~9-18-28
MultFClamp hotder Figue-5| WSDNN--+12* SR \*_ | F8-18.27~28
Just changing the clamps SNLCIG1204(1207) | Vot
enables the holder to clamp pin HSDNN---12 SNICIX1207 . Fo
type, flat or dimple style inserts.
%A holder having the dimension “ ™ of 25 or greater comes with two shim seats. An insert “7.94-mm thick” can be also mounted by removing one of the shim seats. G17



m Outside Machining Toolholders for SN type (Square) inserts e ————

Outside machining

C13 type ,
Clamp-on L.
X | [
&
é —
L
Y
C11 type — L
Clamp-on : -
9 iz
_ 3
Zg < @
55 Z\L ;T
§'_ - BEEN
=t
C16 type "
Clamp-on @ k : ;
S B Qj
i o L._
® Right-hand shown.
CSHN type . L.
Clamp-on [ N = |7 1
Y H = <
Fa
g &
n
Q: \ | o B
»"J e Right-hand shown.
PSBN type - L. -
Lever lock = T
149 5
% 75° h
a0 L
BN
®Right-hand shown.
G18
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M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining screw| Wrench | Snap ring
Shape Toolholder Part No.
Pl R | L RthLwh1sz g ? \E@
5538244/5538251| C13%{-33 @ @/19[19]140[19]12535 BS0829W
~ [5538269 -34 ®| [25[190160125[12535| ccosm=
Figure- ASN423 M3%12| LW-4 | SRO8
e Ios3g27715530285 -44 @ | ®|25/25(160125(18535 (CCO8W) BS0835W
5684816/5802663 -45 ® @ [32[2516032/18535
5538608538616 C11%(-33 @ @]19[19[140[19[15534 BS0829W
 [s538624 -34 ®| [25[19016025[15534| ccosm
! ASN423 M3%12| LW-4 | SRO8
Fgue L sanlss3e6d0 -44 @ | @ [25/25[160/25)21534| (CCOBW) BS0835W
5778170/5710876 -45 ® @ [32[25]160[3221534
5538350/5536368| C16%{-33 ® @ 19]19[12019)22]32 BS0829W
Figure-3(538376[3538384 -44 ®|®[25[251c0[25]25/25] O3V | ASN423 scoszsyy| V3% 12| LW-4 | SRo8
5684824574686 -45 ® @ [32[25]160[32[25]25
Figue-4 5692485652470 CSHN®(2525M12 | @ | @(25(25(15025(27/30| C0%\ | ASN423|BS0835W/| M35#12 | LW-4 | SRO8
Lever | Clamping screw Spring =
Figure-5|5934518(5934492| PSBNR{2020K43 | @ |@®|20/20[12520/17]28] — | LSS42 & é LW-3 @ 32
LCL4 | LCS4 LSP4

#CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
#For other shank sizes, please contact us for more information.

M Applicable inserts
Toolholder Part No. Applicable insert Listed on pages
Figure-1| C13---*

Figure-2| C11---%
SNLCIN1204(1207) F8 ~9-:18-28
Figure-3| C16---*

Figure-4| CSHN---12*

SNLIA1204 \.. F8+ 18«27 ~ 28

Figure-5| PSBN---43 SNCIG1204 ==

%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.
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m Outside Machining Toolholders for SN type (Square) inserts e ————

Facing
C15 type

Clamp-on

Figure-1 e Right-hand shown.

(2}
=
=
S
=
S
=

=
=
£
S
<
=
ey
=
iz}
=
S

C17 type

Clamp-on

Figure-2 e Right-hand shown.

G20
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M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining scew| \Wrench | Snap ring
Shape Toolholder Part No.
Pl R | L RthL1h1sz g ? \E@
5660705538210 C15R{-33 @ |@1919[140/19[25/29 BS0829W
, 5538228 -34 @ |25(19/160[25|25|29| ccogm
Figure-1 ASN423 M3#%12| LW-4 | SRO8
e s 382305576863 -44 @ | ®|25/25(16025/31|28| (CCO8W) BS0835W
5802848/5759865 -45 @ | @ [3225[16032[31/28
5538145 C17%{-33 ®| [1919[140/19[24/30 BS0829W
Figure-2[5538152[5536160 -44 ®|®[25[25(160[25/30/30] O3 | ASN423 ssogagyy| M3*12| LW-4 | SR08
5755400[5743281 -45 @ | @ 32/25[16032[30[30

% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
¥For other shank sizes, please contact us for more information.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
Figure-1| C15--*
SNIN1204(1207) . F8~9-:18-28
Figure-2| C17--*
%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

=3
£
E v
=

S8
Cﬁ—c
==
=8
Z =
=1
o
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m Outside Machining Toolholders for TN type (Triangle) inserts m—

Outside machining

C21 type . - 7
Clamp-on 1 L N W T
kl : -QI
E_‘%—%ﬂ:{ ® Right-hand shown.
- ]
C22 type L
Clamp-on —=
5 - Q
EI E g : _I—_Q- e Right-hand shown.
L 4 |
M Multi-clamp holder
TTGN type L
Lo
Clamp-on
Y () Q
WTGN type ,
Lo P
Double clamping
o
< <
PTLN type
Lever lock = =
B :
| ()
N D ¢
< ®Right-hand shown.
G22
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M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining screw| Wrench | Snap ring
Shape Toolholder Part No.
R | L RthLwh1sz g ? \E G
5538426 C21R{-33 @®| [19|19[140119]19|28 BS0829W
, 5538434 -34 @ |25(19/16025(19|28| cCO8MS*
Figure-1 ATN323 M3%12| LW-4 SR0O8
6 5538442/5538459 -44 @ | @ [25(25|160125/25|28((CCO8WS) BS0835W
57605585650411 -45 @ | @®|32(25[160[32|25(28
5538467/5538475| C22R1-33 @ | @ |19]19[140119|25|25 BS0829W
, 5538483 -34 @® | |25/19[16025|25(25| cCco8MS*
Figure-2 ATN323 M3%12| LW-4 SR0O8
B 5304915538509 -44 @ | @ 25(25(16025(30[25|(CCOBWS) BS0835W
56956305692231 -45 @ | ® 32/|25(16032(30|25
Lever  |Clamping screw Spring
Figure-4 [5552336|5552344/ PTLNR12020L33 | @ |@®|20|20(140120|25|25] — LST317 & é LW-2.5 @
LCL3 LCS3 LSP3

#CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
#For other shank sizes, please contact us for more information.
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M Dimensions of toolholder and the parts/ Multi-clamp holder

Code No. Stock | Dimensions (mm) | Clamp |Shim seat |Clamping screw|Retaining screw| VWrench |Shim wrench| Snap ring

Shape Toolholder Part No. ) &
R | L RthL1h1sz % \]\]

57018265701834 TTGNR12525M16 |@ @ 25/25|150125(32|25

3225P16 32]25[17032[32]25| T2 TN
pron AOS-5
, 3232P16 32[32[170132/39|25 ATN | FSS15-
Figure-3 * 26W* LLR-T15|LLR-T10|ASGL5-D
B o6a2976 5682984 WTGNR{2525M16| @ | @ 25|25/150125|32(25 323 ewave 3.0%12
3225P16 32]25[170132[32[25|PCSTN
ping
3232P16 32(32[170132/39|25

AOS-5*26WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
Figure-1| C21---*
TNCIN1604(1607) ‘ F10~11+19 .
Figure-2 | €22+ Multi- clamp holder
, Just changing the clamps enables
TTGNR{-+16* TNCIN1604(1607) ‘ F10~11+19 .
Figure-3 the holder to clamp pin type, flat
WTGN® ---16* TNIJA1604(1607) ‘o F10~11+19+29.30 or dimple style inserts.

%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

G23



m Outside Machining Toolholders for TN type (Triangle) inserts m—
Outside machining

C23 type - L,
Clamp-on b

C24 type
L
Clamp-on L N
g3 "‘*1__ o

2 £ 2
o AN
B <
g~ ™~ ~

' A
Figure-2 ,\ff eRight-hand shown.

M Dimensions of toolholders and the parts

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining scew| \Wrench | Snap ring
h Toolholder Part No.
ape R L oooerarORthL«mez g ? \E @
—[ssasea C23%-33 ®| [1919[12019014530] ccosms® BS0B29W
Figure-1 ATN323 M3%12| LW-4 | SRO8
U Io576930/5538558 -44 @ | ® [25)25/1601250530] (CCOBWS) BSOB35W
553817 C24%(-34 ®| [25/1901602510532] ccoams: BS0829W

! ATN323 M3%12| LW-4 | SRO8

Feure- e sge 5538533 -44 @ | @ 2525160251653 2| (CCOBWS) BS0835W

% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
¥For other shank sizes, please contact us for more information.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages

Figure-1| C23---
TNLCIN1604 (1607) ‘ F10~11-19
Figure-2 | C24---
%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

G24



Outside Machining Toolholders for TN type (Triangle) inserts s N"T" IK

Facing
C25 type - - L.
L, - -~ ..
Clamp-on ¢
!
= ta%’@ ;[ t
& .
o \ H .
| 1
: ! L ®Right-hand shown.
M Mutlti-clamp holder
L
TTFN type -
Clamp-on ﬁ
w[oN <
WTEN type /] ;
Double clamping 35
o - 3
IS ? IS
e Right-hand shown.
M Dimensions of toolholders and the parts
Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw|Retaining scew| \Wrench | Snap ring
Shape R L Toolholder Part No. rlinlolidal sl ‘g g ? \E @
5538566[5538574| C25R{-33 @ |@[19(19/140/19[25/25 BS0829W
) 5576954 -34 @ [25]19(160125(25(25| cCosMS*
el s -44 ® @ 2525/1602530]28| (CC08WS) | ATN323 | gegagyy | M3* 121 LW-4 1SRO8
5720875 -45 ®| [3225/16032[30]28

% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
¥For other shank sizes, please contact us for more information.

M Dimensions of toolholders and the parts/ Multi-clamp holder

Code No. Stock | Dimensions (mm) | Clamp |Shim seat |Clamping screw|Retaining screw| Wrench | Shim | Snap ring
Shape Toolholder Part No. SN <
h|b|Li|m|f|L| L7 B ¥
R | L RIL|h|b é", ‘ ’ l N N
5701850[5701867| TTFNR{2525M16 |@ |@ [25(25[15025(32[27
3225P16 32]25[17032[32]27| T2 TN
3232P16 3232170323927 AOSS | Loois
Figure-2 ATN 323 * 26W* ~|LLR-T15|LLR-T10|ASGL5-D
B2 I5682992/5683008| WTFN®(2525M16 | @ | @ |25/25(15025/3227 scewsble | 3.0% 12
DC5TN from both ends
3225P16 32025[17032[3227| 2521
ping
3232P16 32[32[17032[39[27

AOS-5*26WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
Figure-1| C25-+ TNCIN1604(1607) ‘ F10~11-19 Multi- clamp holder
Just changing the clamps enables
TTFN®(---16 TNCIN1604(1607) ‘ F10~11+19 :
Figure-2 the holder to clamp pin type, flat
WTENR(-++-16 TNLCIA1604(1607) é‘i F10~11+19+ 2930 or dimple style inserts.

%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick”™ can be also mounted by removing one of the shim seats.

G25



m  Outside Machining Diameter Toolholders for VN type (35° Rhombic) inserts

Outside machining
M Multi-clamp holder

WVJN type —
Double clamping = w |

HVJN type

Dimple clamping

Flgure-1 ®Right-hand shown.

(2}
=
=
S
=
S
=

=
=
£
S
<
=
ey
=
iz}
=
S

WVPN type

Double clamping L

HVPN type
Dimple clamping Lﬂﬂ -

L10°

Figure-2 eRight-hand shown.

WVVN type

Double clamping L

HVVN type J

Dimple clamping

15°

G26
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M Dimensions of toolholders and the parts/ Multi-clamp holder

Code No. Stock | Dimensions (mm) | Clamp | Shim seat |Clamping screw |Retaining screw| \Wrench | Shim wrench | Snap ring
Shape Toolholder Part No. @ &
Pl R L RthL1h1sz U l NN%
L < '
N N
5688265682636 WV INB{2525M16| @ | @ |25/25/1502532141|
5682845682851 3225P16 |@|®|32/251703232/41| sousle
3232P16 32[32[170[32[39141] “*™""® AOS6 .
Figure-1 AVN 323| #30W*| FSS15-111 2 120 |LLR-T10| ASGLE-D
5701396(5701412) HVJNR{2525M16 | @ @ [25/25(15025(32(41 N Saeuable 3.0%12
5701420[5701438 3225P16 |@|@|32/25/170[32(32/41| ocimple
3232P16 32[320170[32[39[41| ““™"e
5682085/5602693 WVPN®(2525M16| @ | @ |25/25/1502532135|
3225P16 32(25[170132(32/35| bouble
lamping AOS-6
3232P16 32/32/170132[32[35| . .
Figure-2 AVN 323| *30W= | FSS15-1) 0 100 |1 1RT10| ASGLED
5701461(5701479| HVPNR{2525M16 |@ | @ |25(25(150/25/32[35 HCBVN ewave 3.0%12
3225P16 32[25[170132/32[35| oimple
3232P16 32[32[17032[39[35| ““"""®
5682877 |WVVNN2525M16| @ [2525(1502512544) =
3225P16 32(25(170132[125/44| pouble 58
lamping AOS-6 o=
3232P16 32[32170/32[16]44| . i 28
Figwre-3 AVN 323| #30W= | F3ST5-1) 1 p 70 |LLR-T10| ASGLED | B
5701453 |HVVNN2525M16 | @ |25/25(15025(125/44 N ewatle 3.0%12
3225P16 32[25[17032[12544| imple
3232P16 32[32017032/16/a4| <"

#AOS-6*30WH is an option for hexagonal hole type screw.

M Applicable inserts

Toolholder Part No. Applicable insert Listed on pages
VNLIA1604(1607) - D90 .
e WVINB - VNCI1604 [ S F12+20- 31
HVJINR--- VNGX1607 — .
- Multi- clamp holder
WVPNR--* VNG EOMICO7) | F12+20- 31 Just changing the clamps enables
Figure-2 the holder to clamp pin type, flat
HVPNR/ - VNGX1607 — . .
" ‘ or dimple style inserts.
VNLIA1604(1607) . .
e WVPNR( -+ VNCIL1604 S F12+20- 31
HVPN#-- VNGX1607 ] —

%A holder having the dimension “h” of 25 or greater comes with two shim seats. An insert
“7.94-mm thick” can be also mounted by removing one of the shim seats.

G27
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m Outside Machining Toolholders for WN type (80° Hexagon) inserts mmm—mn

Outside machining/Facing
M Mutlti-clamp holder

WWLN type
Double clamping L, -
L& b
o
S =
®Right-hand shown.
WWLN-2 type ,
Double clamping Lo
‘:ﬂ Y o N =
G
‘o|
i |
< <

Figure'z ®Right-hand shown.
M Dimensions of toolholders and the parts/ NEW Multi-clamp holder
Code No. Stock| Dimensions (mm) | Clamp |Shim seat |Clamping screw| Retaining screw| Wrench | Shim wrench | Spring
Shape Toolholder Part No. S ©
hlb|Lilm|f L 77 [ S 5
R | L R|L VoA \" 01 N N
5663016(5683024| WWLNR{2525M08 | @ |@ [25(25(150/25(32(33 AOS-6
) DC6CN FSS15-
Figure-1 3225P08 32[25)1703232[33 Double (AUNAZW| * 3OW| 770 |LIR-T20|LLR-T10 | ASGLE-D
3232P08 32[3217032]40[33] ™" fombothends|
5701578[5701586] WWLNR{2525M08-2 | @ | @ [25(25[150/25/32[30 AOS-6
i DC6CN FSS15-
Figure-2 3225P08-2 32[2517032[32[30| pouble (AUNAZW| * 3OW| 70 27 | LIR-T20|LLR-T10 | ASGLED
3232P08-2 32[32[17032/40[30 ““™"® fombothends|

M Applicable inserts

Toolholder Part No.

Applicable insert

Listed on pages

Figure-1| WWLNBR{--

Figure-2 | WWLNBR{----2

WNLIA0804
WN[IG0804

F12.32

%A holder having the dimension “h” of 25 or greater comes with two shim seats.
An insert “7.94-mm thick” can be also mounted by removing one of the shim seats.



For Machining Mill Rolls and Heat-Resistant Alloys s NT" K
HRCD type e ‘

—
g amnk
CRDC type b o
= i r

ha
_%
_L A
-

CRXC type 3 L

R : M
.
L j eRight-hand shown.
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S
=
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=
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i}
=
S

il

B Dimensions of toolholders

Code No. Stock Dimensions (mm) . .
Shape . Toolholder Part No. : Applicable insert
R ~n L R N L| A b | Li | hi f L
5454921 HRCD-22 () 30 J— CDH22
5144274 -33 () 50 & & CDH33
Figue-1| 5454947 -42 50 | 50 |300| 50 | — | 80 CDH42
5844113 -43 80 CDH43
-53 100 CDH53
5720750 CRDCN2525M06 3RCGX/RPGX0607 (08)
5478706 2525M09 25 150 | 25 3RCGX/RPGX0907 (08)
5691613 2525M12 - 20 5¥RCGX/RPGX1207 (08)
Figue-2| 5911557 3225P06 ® — 3RCGX/RPGX0607(08)
5829528 3225P09 ® 3 170 32 5RCGX/RPGX0907 (08)
5829510 3225P12 ) 25 RCGX/RPGX1207(08)
5634241 3232P15 32 30 RCGX/RPGX1510
5981469 CRXCR{3232P09Y ® 28 ; RCGY090603
Figure-3 32 | 32 |170| 32 | 327
5981188 3232P12Y ® 38 RCGY120603
#%Both of thickness 07&08 can be used.
xApplicable inserts detail
M Parts
Parts| Cap screw | Clamping screw | Washer Shim seat Retaining screw | Spring Clamp Spring pin | Wrench
1
Toolholder ? g @ @ N
Part No. Gy ®) © o
HRCD-22 CS0316 W120 HACDH22 (A) LW-2.5
HRCD-33 CS0625 W110 HACDH33 (3) LW-5
HRCD-42 1/4-20UNC*11/4 HACDH42 (A)
HRCD-43 1/4-20UNC=*11/2 W106 HACDH43 (A Lwu-4
HRCD-53 3/8-16UNC=*11/2 W107 HACDH53 (A) LWU-5
CRDCN3225P06 BS0520 WS-5 HARCGXO06 (©) HC35KR-4099 = LW-3
CRDCN3225P09 HARCGX0908V (0) HC35KR-6075 | 2% 8AW
CRDCN3225P12 BS0625 Ws6 HARCGX1208V D) HC35KR-6076 | 2.5 % 8BAW LW-4
CRXCR3232P09Y CS0425 WS-4 HAROQ9Y (B) M2#%8 ASGL4 CRN4 LW-3
CRXCR3232P12Y CS0525 WS-5 HAR12Y (B) M3%8 | ASGL5 CRN5 LW-4

G29
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SS Tools for Front Turning
SS Tools for Back Turning

SS Tools for Cutting off

SS Tool Range
Original Series




= SS Tool Range

Tooling example for a small CNC automatic lathe (gang type)

N
ﬁ Guide bush
e
o

Cutting Back Grooving ~ Front Threading
-off Turning Front Turning

=H56~]-H36~

ollollofellle
S B EEE

Work materia_l_.,ﬁu_iﬁe bush

Tooling for gang type tool post

|

RN

Tooling example for a small CNC automatic lathe (turret type)

Back Turning ~ Grooving

! )—Lﬁ /

& e

/:D ”7"/7@ : ac\(»(mlnm .
T

. ®
{...”‘2% A N
Work -,.\\;1 WS
material y/ eadju‘“‘ TU'”/ng,
""" ~_Guide bush_ Y 55 o
e %
o)

J§ ]i{l\b
¥ 8

Tooling for turret type tool post

Cutting-off Back Turning Front Turning
=»H56~ =»H36~




NTK

Tooling example for a small CNC automatic lathe (gang type)

BFront Turning

.GrOOVing CH-GTTL »H49~

JI{{

Y

Tooling for gang type tool post

MBoring

CH-GTTL
=\

i

CH-LBML
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SS Tools

for Front Turning

® Selection guide for front turning tools ---- H6
® Guidance for Front Turning - --+--+----- H9
® List of front turning holders and applicable inserts ---- H14
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SS Tools for Front Turning

m SS Tools for Front Turning

NTK SS Tools Selection guide for front turning tools

SCAC-N type SCLC-N type SCLC-N-F type SCLC type  |@ZEP SCLC-OH type DS-SCLL type
| [t |
o o5 e o5 5 -l
91 T 1 1 95°
— —
=HH16 XA =»H16 {<_ =»H16 X =»H16 X! =H16 X*
Applicable insert : CCLT] | Applicable insert : CCLI | Applicable insert : CCLI]| Applicable insert : CCTT] | Applicable insert : CCT1] | Applicable insert : CC_1']
Shank size : [18 ~[112 | Shank size : [18 ~[]16 | Shank size : [110 ~[112 | Shank size : [[]120 | Shank size : [110 ~[]16 | Shank dia.: $14 ~$25.4
SPLASH BAR Center height adjustable- €1 KNV
PCLN(-N) type
; hw
=H32 ;4—1
B I I B 3 Applicable insert : CNLI[]
. Shank size : []16
TFT type
93:\’
=H29 JA A
. - Applicable insert : TF33
Shank size : [110 ~[120
SDNC type SDJC(-N) type |@EPSDJC-OHtype| SDJC-N-F type SDXC-N type SDQC type
| I ey | |
; . 107°30°
62°30" 93 l
=
CIBD«— =H18 JEANAN

Applicable insert : DCLI]

Applicable insert : DCCIT]

Applicable insert : DCLI]

Applicable insert : DCLI]

Applicable insert : DCCIT]

Applicable insert : DCCI]

Shank size : [18 ~[120

Shank size : [18 ~[120

Shank size : [110 ~[116

Shank size : [110 ~[112

Shank size : [110 ~[116

Shank size : [110 ~[120

Applicable insert : DCLI]

Applicable insert : DCCIT]

Applicable insert : DCLI]

Shank size : [110 ~[112

Shank dia.: ®14 ~$25.4

Shank dia. : 919.05~$25

clieis =»H13,21

For Y-axis type- @2 | For Y-axis type- @ 2PX0) | SPLASH BAR

CH-SDUC type DS-SDU type DS-SDX type

W, — _J 1 * 1) PDIN(-N) type
T B gl

' v V- % E.

=H33 ¥ aaml 3

Applicable insert : DNLILJ

Shank size : [116 ~[125




STAC-N type CH-STUC type
B J \>
o> %~ S
ot
y+— \

Applicable insert : TCLJJ

Applicable insert : TCLIJ

Shank size : [18 ~[112

Shank size : [ 110 ~[112

NTK

PTXN-N type DS-PTX type
100&‘\9
4+
ENE) ¢ =H30 X A
Applicable insert : TNLILI16 | Applicable insert : TNLIL116
Shank size : [110 ~[120 | Shank dia. : $19.05~¢25.4
EEfcelTete =»H13,30
PTAN-N type PTLN type
910 _\. i 95\5

= H30 2R A =H30
Applicable insert : TNLIZI16 | Applicable insert : TNDD16
Shank size : [116 Shank size : [120

CSV type

e
91:\‘@

>H14 J—

Applicable insert : CSVL[]

Shank size : [17 ~[]12

SVAC( N) type

SVQC type

SVAC(-N)W type

et

91° \‘ 93 17°30° \k 91:\‘
4

=H22 BT =H23 JE ol =H24 =»H22
Applicable insert : VCLIC] | Applicable insert : VCLIL | Applicable insert : VCLIC | Applicable insert : VCLI[] | | Applicable insert : VCGT13
Shank size : []10 ~[120 | Shank size : [ 110 ~[116 | Shank size : [110 ~[]12 | Shank size : [ 120 Shank size : [110 ~[ 120

SVVC-N type DS-SVX type SVXP-N type SVQP-N type

i t t | et
LA LB 1730 2
72°30° 99"~ ® 99
R

=H24 "I" =>H24 Jee= =>H26 =H26 \

Applicable insert : VCLIJ

Applicable insert : VCLI]

Applicable insert : VPLIL]

Applicable insert : VPLI]

Shank size : [110 ~[]20

Shank dia.: 14 ~¢25.4

Shank size : [ 110 ~[112

Shank size : [110 ~[116

DS-SVVP type CH-SVUP type DS-SVXP type
ey ([ i
al o LW

=H26 =H26 JN [~ H27 ==

Applicable insert : VPLIL]

Applicable insert : VPLI]

Applicable insert : VPLIL]

Shank dia.: ¢16.0 ~$25.4

Shank size : [ 110 ~[112

Shank dia. : $19.05 ~¢25.4

etz ke 3 =»H13,26




(oT0)
=
°

(o)
)

(7))
8L

S
(7]

SS Tools for Front Turning

m SS Tools for Front Turning  m—

Front Turning Tools Recommended Insert Grade and Cutting Conditions

¥Please refer to Technical Information Q52 for detailed recommendation.

. Free cutting
Work Material Steels Stainless
SUM22
$35C SCr420 5US303
JIS Common Grade SUM23 ca5C SOMA35 SUSA30F
SUM24
Insert |First Choice DM4 DT4 DT4 QW3 DT4
Grade  |Second Choice VM1 ZM3 VM1 C7Z TM4 ZM3
Cutting Speed Carbide SOVMEETIN 150
- 50 I 200 50 WER 180
Ve (m/min) Cc7z 120 150 250
KHG  UHG AMX_ KHG
Precise , A ,
F|n|sh|ng _— _
0.02 0.05 0.01 0.03 0.04
Recommended YL AM3 AZ7 C YL AM3 AZ7 ZR UL
S | L2 G R LAdELL
feed speed Finishing & &
f(mm/rev) 0.03 0.08 0.02 0.05 0.08
AIV\3 ZR YL_AM3 CL_ Z5_ 7P
e | J2 2 Gt s iz LLLEE
Cutting —
0.04 0.08 0.12 0.03 0.10
Work Material Hard-to-cut Stainless steels Titanium(Alloy) Aluminum Alloy
SUS304 _ A5056
JIS Common Grade SUSA40C 6AL-4V-Ti AGOG T
Insert |First Choice DWV4 QM3 DT4 PD1
Grade  |Second Choice DT4 TM4 ™4 KM1
Cutting Speed PD1 100 350
: 40 70 100 | 50 70 100
Ve (m/nmin) B B CE KM1 50 200
AMX_ KHG CL_U/U1
Precise AN 4
Finishing —_— R
0.01 0.03 | 0.02 0.05
CL u/u1
YL AT _ CL_ S : =
Recommended| = = . @ 4@ @ ==
chipbreaker | Finishing e s s without
feed speed chipbraker
f(mm/rev) 0.02 0.04 0.06 | 0.03 LKA 0.08
CL u/U1
YL CL_ S - e 4
Middle (I 4 “om—
Cutting e without
chipbraker
0.03 0.08 | 0.04 0.12




— M Guidance for front turning

NTK

®Selecting the insert shape based on the clamping force

CC type 8o

The insert is held securely as
clamping/retaining area occurs
close to the cutting edge.

DC type 55

The clamoing strength is
slightly lower because the
cutting point is further from the
clamping/retaining area than
that of the C type.

VC type 35

The insert may tend to move
when under large cutting forces
as the cutting point is quite
distant from the clamping/
retaining area.

@5Selecting the insert shape based on dimensional accuracy and chip control

SCLCR G4aild

With the insert firmly clamped,
the dimensional accuracy is
excellent.

SDJCR Ganhk:

With clearance for the chip
flow, finished surfaces are not
damaged , Also, coolant is
supplied evenly to allow easy
chip control.

SDNCN Gdzii)

The chips flow away from the
work piece reducing trapping
of chips around the tool or
work piece.

~




m SS Tools for Front Turning

— M Surface roughness obtained from front turning

00
= Insert with wiper
o
: AK,U& N BN
e
)] \\\
4
(7,3 I
PR 1 ‘ 1 \
If the feed rate is lowered in order to maintain Increased feed rates may well have a Inserts with a wiper facet the possibility
a certain surface finish, the chip control may positive effect on chip control but this of obtaining much improved surface finish
become less well controlled in addition wear must be balanced with the surface finish while retaining good chip control.
may increase and cycle time lengthened. required.

— Wiper Insert Range

TFD €I AN >F46 TPV CZE

<O> O\ o>

Applicable holder: SDJC type Applicable holder: STAC type Applicable holder: SVAC type

N
=4
=1 — M Roughing and finishing on an automatic lathe
5 The work piece becomes
e dislocated from the guide bush.
(=]
§ [ | e A Usually roughing and N _t‘ 77777 When the distance to
- finishing are carried be cut is relatively long,
“ . out in a single pass on . roughing and finishing is not
) an automatic lathe. appropriate. But using our
shift_holder or drill sleeve
Guide bush Guide bush holder makes the roughing
and finishing operations
: ossible in a single pass.
@Shift holder P Ber
A holder with the cutting point shifted allows the work piece to be
retained in the guide bush, meaning the component can be finish machined.

Chip control is improved by the easy access of coolant.

SCLC-N-F type Gsil
SDJC-N-F type G2phk:)

Guide bush
@Combination of a grOOVing tool and DS holder A front turning holder installed
Rough grooving with a toa r?ri.ll sleeve allows for finish
grooving holder mounted macnining.
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14 on a gang-type tool post 1
s 'E’" makes chip control easier. » 1] 1 i‘" H H2
i GTWP holder N
J DS holder
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M To solve chip control problems for automatic CNC lathes with a gang type tool post
@Chip control by using Y-axis holders

“Tool holders by utilizing the tool change
control axis (Y-axis) of automatic CNC lathes
| with a gang type tool post.

Solves chip control problems by gravity
evacuation.”

®Machining concept
Standard machining

v

Programming example

Machining with Y-axis holders

C C
Mkemeving the tool Meedi"g

Programming example

®T300 --Calling the tool ®T300 --Calling the tool
@G0 X11.0 Z0 T3 ---Positioning the tool @G0 Y11.0 T3
(®G1 X8.0 FO.08 ---Cutting depth: 8.0 mm @X0 ---Positioning the tool

(®Z5.0 F0.05 ---Cutting length: 5.0 mm @G1 Y8.0 F0.08 ---Cutting depth: 8.0 mm
®X11.0 ®Z5.0 F0.05 -+-Cutting length: 5.0 mm
@G0 X11.0 ®Y11.0

@G0 X11.0

Generally, for OD machining, the tool
is called and positioned before the
system starts the cutting operation.
The direction of cut along the work
diameter is the “X axis”.

With a Y-axis holder, the tool is called
for position (1). Then, at position (3)
for the system to start the cutting
operation. The tool start cutting from
this position. The direction of cut along
the work diameter is the *Y axis”.

Note) In the actual programme, it is
necessary to compensate for the tool
length (] for the Y axis either with the
tool data or on the program.

®Lineup
M Front turning M Multi-functional M Back turning M Grooving/Back turning
Y-SDJC type Y-SDNC type Y-GTPA type Y-TBPR type Y-GTTR type Back turning also possible
Y-SDJC-OH type Y-GTPA-OH type Y-TBPR-OH type Y-GTTR-OH type by mounting a TBMH insert
9 72°30' % '//
| L
— /N |
=»H20 =»H21 =127 =»H42 =H52

Before using Y-axis holders, please read and understand “Important notes for using Y-axis holders” on page H88.
%*When impossible to install Y-axis holder, use of DS holders or holders for gang type tool post (CH-type) is recommended.



m SS Tools for Front Turning  m—

DS Holders with adjustable center heigh

WATCH ON @i

[ Features | (L Tube NP -

Adjustment of center height is simple with a wrench.

Setting time is reduced.

(oT0)
=
°

(o)
s

v
A

S
(7]

Adjust centerline
height easily

Eliminate center boss on end faces

’
Provides constant OD dimension
Adjust easily in machine
2 Adjustment wedge goes down

= Range of centerline
= TR 3 , height adjustment
= justment wedge Holder warps to bring 0 ~ 0.2mm
= cutting edge up U
E Optimized design reduces $US304
a vioration

Work material : SUS304
Holder : DS-SDUL19-11-ACH

H Insert : TM4 DCGT11T302MCL
Improved Chatter reSIStance' Cutting conditio : Ve=75m/nin, f =0.05mm/rev. a,=2.0mn

DS-ACH type Conventional type

Overhang 70mm

Excellent surface chatter

M How to use

*For center height adjustment only.(Loosen wedge screw before making any adjustment.)

Install the holder slightly below Measure the diameter of the Raise the center height by the Re-machine the end face
centerline and take a facing test  center boss radius of the boss.
cut loosen the clamping wedge Adjustment references are .

) Check if further

available in the tool case

adjustment is required

¥ Adjustment instructions are supplied in the tool case

H12
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DS-SCL-ACH type Stock Dimensions (mm) QEELRE

insert

Code No. Toolholder Part No.
L| D | h| b |Li|f @
o 5833694 | DS-SCLL16F-09-ACH | ® |16.00|15.5[15.5| 80
S
é 5833702 | DS-SCLL19-09-ACH ® [19.05(/18.0|18.0
,‘5 5833710 | DS-SCLL20-09-ACH @® [20.00/19.0{19.0{120
5833728 | DS-SCLL22-09-ACH ® [22.00(21.0|21.0
5833736 | DS-SCLL25-09-ACH ® |25.40(24.0|24.0|150
DS-SDU-ACH type Stock Dimensions (mm) Applicable

insert

Code No. | Toolholder Part No.

i J L&hbhf@
30

TP

adjustable 0~+0.2
=

5805635 | DS-SDUL16F-11-ACH | @ | 16.00|15.5|15.5| 80
IR h_ D
A\ 20 5805627 | DS-SDUL19-11-ACH @® [19.05/18.0(18.0
»..EH T I o
SRVA I ‘ 5799614 | DS-SDUL20-11-ACH | @ |20.00[19.0{19.0(120
5799622 | DS-SDUL22-11-ACH ® [22.00(/21.0(21.0 @
o Left-hand type shown. 2
Note) Use a R-hand or neutral type insert. 5799648 | DS-SDUL25-11-ACH @ |25.40(24.0|24.0|150
DS-SVVP-ACH type Dimensions (mm) Ap::]i:?tble
Code No. | Toolholder Part No. |Stock
. Do | h | b |L|f|
o S~
S Y 5805643 | DS-SVVPN16-11-ACH | @ |16.00(15.5|15.5
!
2 L 5799655 | DS-SVVPN19-11-ACH | @ | 19.05|18.0(18.0
g h_ D 120
] T - ‘ 5799663 | DS-SVVPN20-11-ACH | @ | 20.00{19.0({19.0 —
T ] 5799671 | DS-SVVPN22-11-ACH | @ |22.00(21.0(21.0
5807524 | DS-SVVPN25-11-ACH | @ | 25.40|24.0|24.0(150
DS'PTX'ACH tYPe Stock Dimensions (mm) Apizlsl(:tb te
2o Code No. Toolholder Part No. R
‘21}3 o ] L| Ds | h | b |Li|F éqé
38.0 h. b
RO.1 e 5805650 | DS-PTXL16-33-ACH ® [16.00|15.5|15.5
kix%% # ''''' = -2 5799689 | DS-PTXL19-33-ACH @® [19.05/18.0(18.0 11
. ‘ 120
w L 5799697 | DS-PTXL20-33-ACH | @ |20.00(19.0|19.0
5799705 | DS-PTXL22-33-ACH ® [22.00(21.0(21.0 12
o Left-hand type shown.
Note) Use a R-hand or neutral type insert. 5799713 | DS-PTXL25-33-ACH @® [25.40|24.0{24.0|150| 13

H13



m SS Tools for Front Turning  m—

| | CSV type
=1 | For radial type tool post
o °|
-8 = ® - P <
A ‘ | ﬁ
£ | h
)
& =

Figure-1 e Right-hand type shown.

CSV-NC/CSV-NC-F type
For gang type tool post
'4._ @ ' Ko}
s ; 20 . @
E L
- 4 T <
S
3
o The tool offset of the. Eisg\%ﬂao%dN%l-pFei: E%V;H

% CSV toolholder is interchangeable tool. All CSV type inserts can be used (back turning, grooving,
threading) on the same holder. (H80-83 for more information)

H14



M Holder dimensions

N

TK

; ; Applicable Parts
Code No. Stock Dimensions (mm) iy Clamping screw]  Wrench
Shape Toolholder Part No.
R L RIL|h|b|L|m|flg ’ %
5492962 CSVR107GX o 85
717 7 0.5
5303169|5303193 07 ( AN J 140
5492954 08GX o 85
8|8 8
5303151|5303201 08 ( AN 140 CSVF
Figure-1 0.1 (e the Bble belon LRIS-2.5+7 CLR-15S
5303136 095 o 95|95 9.5
140 0.0
5303144|5303177 10 ® @® | 10|10 10
5474770 12GX o 85
12 {12 12
5327929 12 ([ 140
5514062 |5514070| CSVR{ 08NC ( AN 0.1
8 | 8 |120] 8 |0.0
5789615 08NC-F { ] 051
Figre 1 = | OV RIs-25:7 | CLR-158
5563010 10GXNC | @ 85 (See the table below)
10 [ 10 10
5477492 | 5477542 T10NC ( AN 0.1
120
5477534 (5477500 12NC ® ® 12|12 12
M Applicable inserts
CSVF type @
| Dimensions (mm) PVD-coated micro-grain carbides
Shape Part No. brcergﬁer M macing| Ctting edge D14
dh | @XB) | R [So[L ol R [sok| L [Sok] R[Stk
CSVF11FRLV 0.3X5’ 5303516 | @ | 5303557 | @
L\, 00 11FRLV-A 03X2° 5358858 | @
Thickness:2.38 5 None _
4115 T1FRLV-M 0.15X2" |5436019 | @ 5386248 | @ | 5386255 | @ | 5850235 | @
| & c
N 4 11FRLV-C 0.155 5358577 | @
CSVF11FRLVB 0.3X5° 5313168 | @ | 5313150 | @
N 00 1FR{VB-A 03%2 5358692 | @
Thickness:2.38 & Pr0V|ded 3.00
/‘ J 11FR4VB-M 0.15X2" |5436001 | @ 5386263 | @ | 5386271 | @ | 5850243 | @
I
R shown, . 11FRLVB-C 0.15X5° 5358700 | @
~For profiling— .
@ *° | CSVFIFRLVX | None | — 5358866 | @
®L-hand shown.

*Each angle shown indicates the value when the insert is set into the holder.

H15



m SS Tools for Front Turning

SCAC-N type L. p—

oT0)
£
o
o
et
wv)
4
S
v

.

SCLC-N type L.

E

SCLC-N-F type . L
Shift holder ® )
E HI -
= z
E ——
7| | SCLC type s -
%
SCLC-OH type et [ ]
SPLASH BAR ¢ - L7 <1< t

Coolant hole @
Coolant hole <
L> ‘

< Th
: - , 010 :Mex1
Figure-5 < = (112,116 :Rc1/8 (PT1/8) eRight-hand type shown.

DS-SCL type o |
DS holder .

. oy De l_r %

- 5 ' ; o Left-hand type shown.
Flgure'6 - Note) Use a R-hand or neutral type insert.

H16



DS-SCLL-ACH type
DS holder with adjustable centerline height <
(Parts) 1 1
Shank | Wedge |screw for wedge L —
219051 ACHwis | (6598539) h rr ®| ) [©_
920 | (5805601) D S
$22 WS060419-004
0254 | A28 (5799226) a
® Left-hand type shown.
M Holder dimensions
Applicable Parts
Code No. Stock Dimensions (mm) insert | Clamping screw | Wrench
Shape Toolholder Part No.
R L RiL| Ds | h|b|Li|h:
5137013|5137922 | SCACR10808X06N L JL ] 8 |8 [120] 8 LRIS-2.5+7 | CLR-15S
Figure- 5119060|5137914 1010X06N ®@®  [10]10/120({10 ' )
5459847 1212GX09N |@ 1211218512 LRIS=4+10 LLR-25S
5137088|5137906 1212X09N (I 12112 (120{ 12 (B)
5137021 /5137898 | SCLCR1 0808X06N L I J 8 | 8 [120] 8 LRIS=2.5+7| CLR-155
5122171|5137880 1010X06N L I 1010 [120{ 10 ] (A)
5873872 1010HO9N [ J 1010 [100{ 10
Figure-2{ 5152889 | 5152897 1010X09N ®® — [10]10(120{10/0.0| — LLR-255
5459839 (5459821 1212GX09N @|® 12112|85[12 LRIS-4%10 ®)
5137039|5137872 1212X09N L I J 12112120 12
5191200{5191218 1616X09N [ I ] 16116 [120( 16
5700240 5700257 | SCLCR1 1015X09N-FO5 (@ W 10[15/120{10| 5 | 2
Figue- 5700265 5700273 1020X09N-F10 |@ M| | 10/20(120/10 10| 2 |CC{709T3 LRIS-4+10 | LLR-25S
5700364 5700372 1218X09N-FO6 (@ W 12[18/120{ 12| 6 | 0 |F2033~35 (B)
5700380 5700398 1224X09NF12 @ H 121241120{12]12| 0
Figwe- | 5744719| 5684911 | SCLCR(20-X09 | @|@| — (20 20(120] 20 10| - | S35 P03 Ris-a10 | L0
7 5905740 SCLCR4 1014FO9N-FO20H @ 10[14/80[10] 2 | - CCT09T3 LLR-255
Figure-5| 5905732 SCLC®4 1214HO9N-FO20H | @ — |12]14]100{12] 2 | - F26"‘§3~35 LR1S-4+10 )
5905658 SCLCR1 1616HO9N-FO20H @ 16[16/100{16] 2 | -
5602636 | DS-SCL®1 14F-06 @[14.000{ 131380
5486923 15H-06 @ 15.875 15015 1100
5601703 16F-06* @ 16.000 80
5338876 19-06 @[19.050{ 1818 [120] | | | oo
5520630 20X-06 ®/ 00001910 L% F30-330gg| LRIs-2.5:7 | 153
5388608 20-06 L 1
5484936 22-06 @[22.000{ 21 | 21 120
5520689 25-06MET @ 25.000 YipyImn
5486691 25-06 @ 25.400 150
Figure-b 5601729 14F-09 @[14.000{ 13|13 /80| — |6.0| —
5486931 15H-09 @ 15.875 1515 1100
5601711 16F-09* @ 16.000 80
5563168 19GX-09 @ 19.050 85
5338884 19-09 ®19.050] '®| "8 [120 i Risaeg | “RES
5520655 20X-09 [ J 200001 19 | 19 195 | F20 33~35 ®)
5374699 20-09 L 1
5401096 22-09 @(22.000{ 21 | 21 120
5520671 25-09MET @ [25.000 YipyIn
5486709 25-09 @ 25.400 150
5833694 | DS-SCLR®1 16F-09-ACH* @ | 16.00 [15.5/15.5] 80
5833702 19-09-ACH @ | 19.05 [18.0/18.0 CC09Ta LLR-25S
Figure-7 5833710 20-09-ACH @ 20.00 19.0]19.0{120| — |6.0| — F26M§§~35 LRIS-4%8 | -20%65
5833728 22-09-ACH @ | 22.00 21.0/21.0 (B)
5833736 25-09-ACH @ | 25.40 24.0124.0/150

%Please select ¢ 16 shank holder When using DS-Sleeve. Details of DS-Sleeve GaiEAl
H17
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SDJC-N/SDJC type )

& :

n— T L+ <\25/

8 32 - S - Q
- : ERSL

A

S

(7]

Y SDJCR/L20-X11 Shown 1- -~
Y o
& %

& I
SDJC-OH type L

4,—7>

h1
h

[ ]

s

oQ

=

g

=]

o

<

pe}

(0]

n

>

(]

s

S

30 75 Th
SPLASH BAR P Sy
= /@ g g |
16
Coolant hole
Coolant hole i 0)?0
2
| Th
- = 9 | 1 10 T M6X1
':1_ : | < 112, []16 :Rc1/8 (PT1/8) eRight-hand type shown.
£
=
=1| | SDJC-N-F type . ;
= | Shift holder 37| o 3
= - b}
T @ 3
‘E it 171 Q G,
= )y
S 12
- ] A
a3 o
IS : IS

FIgU re-3 e Right-hand type shown.

SDXC-N type L

SDQC type .
1730 L
~ elk <}
i

Flgure-5 ®Right-hand type shown.
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SDNC type L
&3 =
THI -

—

CH-SDUC type 7 [0 =
For opposed gang tool post

Lo

Figure-7 L o Left-hand type shown.

M Holder dimensions

Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw | Wrench
Shape Toolholder Part No. P @)
R L R'LIh|b|Lih|f]|L|g| S J
N N (B)
5137047 | 5137864 | SDJCR{0808XO7N  |@ |@| 8 | 8 |120] 8 DC 10702
5502125 1010GX07N  [@ 8 - | 0 | F21:37~39 | LRIS-25+7 R
5120464 | 5137856 1010X07N o0 10 120 TFD07 F40
€D 5873880 1010H1IN  [@] | 10 100] 10 9|,
5152863 | 5153234 1010X11IN (@] @ 0 0
Figure-1 | 5122155 1210X11N  [@ 0
5459813 | 5473681 1212GX11N  [@ | ® 5 LRIS-4+10 LLR-255
5593215 1216GX1IN  [@] | 12 [ 16 12 1o ®)
5122163 | 5137849 1212X11N (@] @ 12
5180583 | 5180609 1616X11IN (@ @[ 16 | 16 | 120 [ 16
5744743 | 5852793 20-X11 @ e[| n 20 250 =
P 5903208 SDICR{1014FTIN-FO20H |@ [ 10 | . |80 [ 10 : s
Figure-2| 5886254 1214H11N-FO20H: (@ | | 12 0 12| 2 |195] - | F2 LRIS-4+10 =
€ED 5903216 1616H11N-FO20H | @ 16 | 16 10 TFD11 F40
R |
5700588 | 5700570 | SDJCR{1015X07N-FO5 | @ | M 15 s [T e CLR-155
5700562 | 5700554 1020X07N-F10 | @ | M| ;; | 20 10 |10 07 F40 @
Figure-3 | 5700547 | 5700539 1015X11N-FO5 | @ | W 15 | 120 5 1ol 5 | oo
5700521 | 5700513 1020X11N-F10 (@ | W 20 10 F21:37~39 | |oic 40 LLR-255
5700505 | 5700497 1218X11N-FO6 (@ /M| . | 18 el _ 1, TFFR101 ®)
5700471 | 5700463 1224X11N-F12 (@ W 2 12
5525449 SDXCR{10T0X1IN @] | [ 10 " 20 | 3
5553169 1016X11IN  [@ 16 - |0 ;
Figure-4|_5525456 1212X11N (@[ | (12120 | 0 [20 ] 1| Bisplly | LRIS-4+10 HAPS
5553177 1216X11IN  [@ 6 "1
5525464 1616X1IN___[@] | 16 16
5743711 | 5743752 | SDQC#{10-X07 ® @ 10|10 10 | 12 LRIS-25+7 R
Figure-5 | 5743729 | 5743760 1211 @@ 12| 1201216 ] - |- Lrass
5743737 | 5747332 16-X11 @@ 16 16 16 | 20 LRIS-4+10 =
5743745 20-X11 ® [ 20| %5
5742184 SDNCNO8-X07 ® |58 [s 8 | 4 R1S-2.507 CLR-155
5742192 N10-X07 ® [10]10 0] 5 : ®
Figure-6 5742200 N12-X11 ® | 1212|0126 |-
5742218 N16-X11 ® [ 1616 16 | 8 LRIS-4+10 LA
5742226 N20-X11 ® |20 20 | 10
. 5659222 | CH-SDUCR{ 1010H11 ® 1010 10 | 15 6 | D CLR155
Figure7 5659230 1212H11 o 12 12| 7] "® [4] F21:37~39 | 'RIs4-10 )
%For details of SPLASH BAR “SDJCR1214H11N-FO20H", please refer to page A14
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DS-SDU type

Bo g
= | DS holder If 7
o
o L
2. h Ds
5 P
) = | -
- — L’ — '7'/_{ ''''''' ) <
; . t ycUse a R-hand or neutral type insert.
% Figure-1 ES o Left-hand type shown.
DS-SDU-ACH type
DS holder with adjustable centerline height S \
(Parts) T 30
shank | wedge |screw for wedge 3
¢16 WS060415-003 ] L
$19.05| ACH-W18 (5795539) 8
¢20 |(5805601) 2,
$22 WS060419-004 3 3,1< % h, D
®25.4 é%ggg% (5799226) =% Yo
= Q YUse a R-hand or neutral type insert.
g - ® Left-hand type shown.
DS-SDX type .
3 A
DS holder
£
£
= iy
= T
= o — 1° #Use a R-hand or neutral type insert
— : 5 se a R-hand or neutral type insert.
-E Flgure-3 ® Left-hand type shown.
=)
o
—_
7 | Y-SDJC type
Y'aX|S hOlder <) Gang type tool post
<
< Cutting direction
| | Q .
: ! vUse a R-hand insert for R-hand holder.
Flgure-4 e Right-hand type shown.
Y-SDJC-OH type
: 9
For high-pressure @'\:” v O — Gang ype ool post
coolant Y-axis
[i Lz @
o L <
S Cutting direction
| = -

Figure-5 e Right-hand type shown.

Y-SDJC-OH type
- 95 Gang type
SPLASH BAR ﬂﬂ _:] g] tool post
11
L,
L+
o | o B —

S S s¢Use a R-hand insert for
: 3 Th R-hand holder.
- (12,0116 :Re1/8 (PT1/8) | qRight-hand tjge sr?ovfr:.

H20



Y-SDNC type

Y-axis holder

Gang type tool post

| b
<
L, ‘ Cutting direction
_
L. [A]
:
. QO
Figure-7 |
M Holder dimensions
. ; Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw| Wrench
Shape Toolholder Part No. -
R L RILI D[ h|b|Li|h|f (L Sy
N N
5348545 | DS-SDUR{ 14F-07 @® | 14.000 [13.0] 13 | 80
5348107 15H-07 ® | 15875 100
5520598 16F.07- ®| 0o |159] 15 [&0 -
5341516 16X-07+ [ 95 6.0 F21.37~39 LRIS-2.5+7 CLR-155
5278247 19-07 @ | 19.050 |18.0| 18 | 120 : TFDO7L.} : ®
5520606 20X-07 ®| o0 00l 19 1B F40
5278239 20-07 o ' 120
5330758 22-07 @ | 22.000 [21.0] 21
5601745 14F-11 ® 14000 [130[ 13 | .
Figure-1 5601737 16F-11¢ @® | 16,000 [15.0] 15 - 100] -
5278262 19-11 ° 120
5572730 19-11SPL @ 10050 |180] 18 g0 11.0
5520614 20X-11 [ 9% LLR-255
5278254 20-11 @ 20000190} 19 120 1 LRIS-4+10 ~20%65
5324025 22-11 ® | 22.000 [21.0] 21 100 F40 ®)
5638606 23-11-007 * | 23.000 |22.0| 22 | 70 :
5483417 25-11MET ® | 25.000 120
5317136 25-11 ® [ 25.400 | 240| 24 |
5713581 25-11SPL ® | 25.400 12.5
5805635 | DS-SDUR{ 16F-11-ACH* ® | 16,000 |15.5| 15 | 80
5805627 19-11-ACH @ | 19.050 [18.0 18 DCI LLR-255
Figure-2 5799614 20-11-ACH ® (20000 [190[ 19 ] 120 — |100| — | FZLB7=39 | jRisan0 | 2065
5799622 22-11-ACH @ | 22.000 [21.0] 21 Fa0~ ®)
5799648 25-11-ACH @ | 25.400 |24.0] 24 150
5462429 | DS-SDXR{19-11 @® | 19.050 |18.0] 18 | 120
—_— 5520622 20X-11 [ J % | _ o LLR-25S
Figure-3 462437 2.1 o 20000 [190( 19 —120 10.0 LRIS-4+10 o
5520697 25-11MET @ | 25000 |24.0 24
5371646 Y-SDJCR{ 10-07S ° 10.0{ 10 DCE 10702 CLR156
F21.37~39 LRIS-2.5+7 "
5371661 12-07S [ ] 12.0| 12 TFDO7 F40
5926001 10-11S ® 10.0| 10 20 DCEHIT3 LLR-255
5600671 12-11S ° 120[ F21-37~39 LRIS-4+10 ~20%65
[ 's890025 16118 ° 160 TFDO7 F40 ®)
Figire-4 | 5358437 Y-SDJCR10-07 ] = [100[ 100 — |00 s
) DCE 1710702 i
5358429 12-07 ] 120] 12 Piia % RIS-257 CLR-155
5371653 10-07L [ 10.0| 10 TFD07 F40 @
5371679 12-07L u 120] 12
5377742 10-11L | 10.0| 16 LRIS-4+10 LLR-255-20+65
5926001 10-11S ° 10.0] 16 ®)
_ 5699970 Y-SDJCR{ 12-11SOH n 120 12 LLR-255
Figure-5 - 0|-|- LRIS-4+10 ~20%65
5699988 16-110H ™ 16.0| 16 ®
5910575 Y-SDJCR{1212H115-OH | ® - 12| 20 DCTETT3
Figure-6 00| — | — — F21.37~39 LRIS-4+8 LLR-255
5910583 1616H11-OH | @ - |16 16 25 TFD11 F40
- 5479191 Y-SDNCN12-11S 0 — [120] 12 — 60 DCIIT3 —r |LLR-255-20%65
BT sagsers N16-115 ° 16016 || " [80|®| F21:37~39 | IS0 ®
%Please select ¢ 16 shank holder When using DS-Sleeve. Details of DS-Sleeve @XIELD

B For TFD-type, insert with wiper facet at the cutting edge, please refer to page F40




m SS Tools for Front Turning  m—

= | SVAC-N type L.
£ Sy |
— . 5
8 ki ® ‘Qi <, tﬂ c,v_
‘.:'. 5/ e
(2] pe tool post.
- — . -:‘_t —.
(% ®Right-hand type shown.
SVAC-N-1L type L. ———
o <} ®
ﬂ N
_ R f_\
O =

Figure-2 eRight-hand type shown.

SVAC-NW type - L.
For double-edged cutting tool 3 %
£ - lez 2
= R .
- 5/
s 3
= < T <
~1 | SVAC type = L.
" @
IS
LZ
4 0=
SVAC-W type ] L
For double-edged cutting tool e 5
O
B
Lo 10£
SVJC-N type L: —
Y |
- | & <F
B b
- f_\
s I S

Flgu re-6 ' ' ®Right-hand type shown.
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L
SVXC-N type = 1
— Q‘S l
: '\:i F’- | ! cI
| : ® Right-hand type shown.
|
) Gang type
L tool post J ‘
0.0 L.
|
e 0 Qi = Cutting direction \_|
A ® Left-hand type shown.
M Holder dimensions
Parts
Code No. Stock Dimensions (mm) Clamping screw| Wrench
Shape Toolholder Part No. Api%ls"g?,:) le %
R L RIL|h|b|Li|hi| Ff |L: K
(B)
5304043|5304092 | SVACRL1010X11N ® ® 10|10 10 VCIT1103
Figure-1| 5304050| 5304076 121X1IN | @|@| 12|12 |120| 12| 00| — |FERTT48 | RISy | RIS
5304068 1616X11IN (@] [16|16| |16 F49
5473053 5473038 | SVACRL1010X11N-1L |@ (@| 10 | 10 10 _
Figure-] 120— 00| — | YEIU2 | IRis-257 CL§A>155
5473061 |5473046 1212X11N-1L |@ |@| 12 | 12 12
5401724 /5401708 | SVACR{1010L13NW @ @ 10 | 10 10
— VCGT1303 2 RLR-20S
Figure-3| 5401732| 5401716 1212L13N\W (@ (@ 12| 12{140( 12 (0.0 | 25 F47~48 LRIS-3+8 (8)
5401740|5431077 1616M13NW @ @ | 16 | 16 16
VCi111103
Figure-4 5744768 SVACB{20-X11 ® | 2020|120 20|250| 30 | PR RISy | RIS
F49
: VCGT1303 RLR-20S
Figure-5| 5474549 SVACR{2020M13W | @ 20 | 20 |150( 20 |25.0| 30 F47~48 LRIS-3+8 (8)
5339940|5517750 | SVJCR{1010X1IN |@ |@| 10 | 10 10
Figure-§ 5339932 5517768 1212X1IN  |@|@| 12 [12{120] 12 | 00| - RIS-25+7 | X1
VCI11103
5339924|5517743 1616X11N @ ® 16|16 16 F23.47~48
5393731|5415815| SVXCR1 1210X11N (@ (@] 10 10 CLR-15S
Figure-7 121120 00| — LR1S-2.5+7 ()
5393749 1212X11N (@ 12 12
: VCI111103 Y CLR-15S
Figure-8 5917182| Y-SVXCL12-11S @ 12|121120) — | — | 20| p93.47~48 | LRIS-25+7 a)

B For TFV-type, insert with wiper facet at the cutting edge, please refer to page F49
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m SS Tools for Front Turning  m—

20 SVQC type -~ L
o — 030)
3 Y
o L0 <O
- o ®L N
0 ‘
- — Q
3 S
(7)) ~
T
< | <
®Right-hand type shown.
SVVC-N type -
o
4%‘
W ® &
—_
= < =
..‘:: ®Right-hand type shown.
“ | SVVC-N type I —j*
L I
)9:90— @
== : -
S i
DS-SVX type L
DS holder P \) __v_:
B =
(Al 4, r" .
h _ D L
46“ ) B
=g
® eft-hand type shown.
H24



NTK

M Holder dimensions

Parts
Code No. Stock Dimensions (mm) C[amping screw| Wrench
Shape Toolholder Part No. Apiﬂgg?tb le
R L RIL| Ds h|b|Li|hi|f
N N
Figure-1/ 5744776 SVQCR120-X11 o — 120(20(120| 20| — LR1S-2.5%7 | CLR-15S
5523238 SVVCR{1212X11N |@ 12112 12
Figure-2 - 120— 5 LR1S-2.5%7 | CLR-15S
5523212 1616X11IN | @ 16|16 16
5461835 SVVCN1010X11N o 10(10 10| 5
Figure-3 - 120 LR1S-2.5%7 | CLR-15S
5744792 N20-X11 [ ) 2020 20110
5601778 | DS-SVXR1 14F-11 @ 14.000( 13|13 |80
5418413 15H-11 @ 15.875 100 VO3
15015 — 100 ‘E47a8
5601752 16F-11* @ 16.000 80
7
5393756 19-11 o 120
19.050 18|18 —— —
Figure-4 5572722 19-11SPL o 160| — [11.0 LR1S-2.5%7 | CLR-15S
5520663 20X-11 ® 95
20.000{ 19|19 —
5393764 20-11 ()
120 10.0
5486675 22-11 @[22.000( 21|21
5486683 25-11 @ | 25.400| 24 | 24 |150

%Please select ¢ 16 shank holder When using DS-Sleeve. Details of DS-Sleeve
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m SS Tools for Front Turning  m—

SVXP-N type . ————
D> — 1

oy B ®
o j LD

Figure-1 e Right-hand type shown.

SVQP-N type - L - +

27°30° 8

u\_ J_Z.I 0’6 L -
Q !

. £ K
Figure-2 ' ®Right-hand type shown.

(oT0)
=
°

(o)
s

v
A

S
(7]

=| | CH-SVUP type -
= <l <
ug_ For opposed gang tool post
2 sl Qt
EAD >
13 L

® Left-hand type shown.
DS-SVVP type L

2 h D, _
DS holder

\
\
;
!
!
i
i
|

g 1

o
i S
Flgure'4 ® Neutral type shown.

DS-SVVP-ACH type E—
DS holder with adjustable centerline height T '

(Parts)
shank | wedge |screw for wedge
16 WS060415-003
$19.05| ACH-W18 (5795539)
¢20 |(5805601)

AS
o —-—r
35.0 o=
<]
$22 WS060419-004
ACHW24 | (5799226)

L I
h Ds
6254 | (5805619)

: b
Figure-5 e Neutral type shown.

i

., adjustable height 0~+0.2
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DS-SVXP type —
| T‘
DS holder ] ;
3 | HHFt
@ L I < o
h_ D r" ) —
46° )
Y ) |
= — - ] _ZL__ ______ I ©
So. !
® Left-hand type shown.
M Holder dimensions
. . Applicable Parts
Code No. Stock Dimensions (mm) insert | Clamping screw | Wrench
Shape Toolholder Part No.
R L RIL| D. | h|b|Li|hl|flg
N N
5511506|5511514| SVXPR{ 1012X11N |@ @ 10.0 10
Fiure- — 11212000/ - LRIS-2.5¢7| CLR-155
5511522 5511548 1212X11N  |@|®@ 120 12
5600622 | 5600614 | SVQP?{1010X08N |® @ 10.0 10 35
Fiure-2| 5600598 | 5600606 1212X08N |@|®| — 120 12(120{10]0.015|"" £, 8% LRis-246 | CLR-135
5600580 | 5600564 1616X08N |® @ 16.0 16 =
5659206 | CH-SVUPR{1010H08 | |@ 10010 |10(15] 2| 0o
Figwre-d = 100 “Fag 7| LRIS-246 | CLR-135
5659214 1212H08 | |@ 12012 |12|17] 0
5511555  |DS-SVVPN19-11 ® 19.05018.0 18 103
Figure-4 1200 — | — | = F48 LRIS-2.5%7 | CLR-155
5511563 N22-11 ® | 2200 21.0 21
€D 5805643 | DS-SVVPN16-11-ACH* | @ |16.000[15.5 15
5D 5799655 N19-11-ACH | @ |19.050(18.0 18
1 20
Figre-S@E® 5799663 N20-11-ACH | @ (20000119019 | | —|—| | £ 8"%| RIS-25:7] cLR-155
D 5799671 N22-11-ACH | @ |22.000721.0 21
€D 5807524 N25-11-ACH | @ |25.400 24.0 24 |150
5534003 | DS-SVXPR{ 19-08 @ 19.050 18.0{ 18
5534011 20-08 @ 20.000(19.0 19 120
Fiures —110] = |15 1RIS-26 | CLR-135
5600549 2208 @ |22.000 21.0[ 21
5533997 25-08 @ |25.400 24.0 24 [150

xPlease select ¢ 16 shank holder When using DS-Sleeve. Details of DS-Sleeve @XIEED
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m SS Tools for Front Turning

| | STAC-N type "’
c 1
E ;
® Q
S 37T . ‘ 2
\
a 3 =
a S R ES
e Right-hand type shown.
CH-STUC type . :
yp Qt I ! Qt
For opposed gang tool post
tn t
>
4 &9\9 ® o ]
13
L« ® Left-hand type shown.
=
=
=
= M Holder dimensions
(¥ 5
S . . Applicable Parts
‘@ Code No. Stock| Dimensions (mm) insert Clamping screw |  Wrench
§ Shape Toolholder Part No. b,
3 R L RIL|h|b|Li|hi|f _,.._:E;
5137005|5137831|STACR{0808X09N @ M| 8 | 8 8 TC110902
FA3~44 LRIS-2.2%6 CLR-135
, 5137096 |5137948 1010X09N |@ @ | 10 | 10 10 TET09 Fa6
Figure-1 120 0.0 0
5119078| 5137930 1212X11IN (@ |@| 12| 12 12 Fa3~44 LRIS-2.5+7 CLR-155
TFT11 Fa6
Figure-1 100 FA3—a4 LRIS-2.2+6 CLR-13S
5659198 1212H09| |@| 12| 12 1215

M For TFT-type, insert with wiper facet at the cutting edge, please refer to page F46
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TFT type N B
Front/back clamping type —
T a7 1T
=N QI —
= (D) |
S *? -
el | &
15
®Right-hand type shown.
M Holder dimensions
_ _ Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw|  Wrench
Toolholder Part No. 7
R L R|L|h|[b|L|h|F|he \0/
5196993 TFTRL10 (] 10 | 10 10 3
5197025 12 o 12 | 12 12 1 -
TF G/ _
120 0.0 (see the table below) LR-S-4*10PW CLR-15S
5205190 16 { ] 16 | 16 16
5562723 20 o 20 | 20 20

M Holder dimensions

TF type

Dimensions (mm) | PVD-coated micro-grain carbides
Shape Part No. d s p Stock
jé/r o / TF3300R 0 5947338 o

0.5

S
S . V re \I-_l # 3305R 0.05 | 5914619 o

/‘20 9.525 | 4.76
F 32 3318 015 | 5006342 | @

=]
%The max.depth of cut is 4.0 mm.
YThe angles shown here are the values 3320R 02 5971874 .
®Right-hand type shown. when the insert is set into the holder.
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m SS Tools for Front Turning
PTAN-N type

Lever lock

Front/back clamping type ﬁ - a®
T
I
<

s

22

oT0)
£
o
o
et
wv)
4
S
v

PTLN type

Lever lock
Front/back clamping type E

6

—

PTXN-N type

Lever lock

SS Tools for Front Turning

h

®Right-hand type shown.

DS-PTX type
2 N\_
Lever lock S rn | H
DS holder I o |\ i I==
b h, D ]
. e e
3 =z:z=p

10 |1 .
® Left-hand type shown.
DS-PTX-ACH type ¢
DS older with adjusteble centerne height ¢ ;@ f1 | JAP—————— 1 i
<P?1rts>k d for wed, ‘%%
*530] 5305607 RO | -

- Blr-u .

6254 | (5805619)

Flgure-5 L ® | eft-hand type shown.

H30
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M Holder dimensions

; : Applicable Parts
Code No. Stock DT ETETErs (1) insert | Shim seat | Lever |Campngscew| Spring |Wrench
Shape Toolholder Part No. A
R | L RIL| D th1h1szhz%-‘§:§ & é @\j
116
Figure-1| 5252325 PTANR{1616X33N |@ ~ [16016/120116(00(22| —| F19+ |LST317 | LCL3 | LCS3 | LSP3 |LW-2.5
29~30
TN 21164
Figure-1| 5552336 | 5552344 | PTLNR( 2020133  |@|@| — [2002014020| 25|25/ — | F19 |LST317| LCL3 | LCS3 | LSP3 |LW-2.5
29~30
5479860 PTXNRL1016X33N |@ 100 10 2
Figure-3 — 1 h2o—{oo[18| | F19e LCL33N| LCS33 Li-2
5439901 1616X33N | @ 160 16 0|29~30
5513965 202033N |@ 20020 |20 @
5519707 | DS-PTX®/19-33 @ 19.050(180/18
1.0
Figred— ———|-| F19 LCL33N| LCS33 Li-2
5591029 2233 @ 22.00021.0 21 120 29~30
5519699 25M-33 @ | 25.400 24024150, 1130
5805650 | DS-PTXR{ 16-33-ACH: | |@]16.000/15515
5799689 19-33-ACH @ 19.050(18.0/18 1.0
120 T e
Figure-5 5799697 20-33-ACH @®20000019019| || |—|—| F19 LCL33N| LCS33 Li-2
| 29~30
5799705 22-33-ACH @ | 22.000[21.0 21 120
5799713 25:33-ACH @ | 25.400 24024150, 1130

%Please select ¢ 16 shank holder When using DS-Sleeve. Details of DS-Sleeve

H31



m SS Tools for Front Turning

| | PCLN-N type
é Lever lock
=) | Front/back clamping type L.
(&
7))
0 7 |®
& e b |4
E \. / | o
®Right-hand type shown.
PCLN type 5 T R
Lever lock L.
- | 0
Y ° 95"
£ ya
5 _/ | <
= o
(i o
S =
L
S <
—_
% 1
®Right-hand type shown.
M Holder dimensions
) ) Parts
Code No. Stock| Dimensions (mm) Shim seat [ Lever |Clampingsoen| Spring | Wrench
Shape Toolholder Part No. Api%gg?ttﬂe a
R L RIL|h|b|Li|hi|f|L2 N
N3
Figure-1| 5259056 PCLNR{1620X43N |@| |16]20/120(16(0.0|25| F16e | LSC42 | LCL4 |LCSACA| LSP4 | LW-3
24~25
5321997 | 5322003 | PCLN%{2020K43 |@ | @|20|20(125/20(25|28| 543
Figure-2 F16+ | LSD42 | LCL4 | LCS4 | LSP4 | LW-3
5322011 | 5322029 2525M43 | @ | @|25| 2515025 32| 28| 24~25

#*For other shank sizes, please contact us for more information.
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PDJN-N type

Lever lock L
Front/back clamping type Lo

Q
®Right-hand type shown.
PDJN type
Lever lock - L

—r -
i EE- o/®
L Ls
e
_© )
) : F -
IS i <
1
®Right-hand type shown.
M Holder dimensions
) ) Parts
Code No. Stock| Dimensions (mm) Shim seat [ Lever [Campingscen| Spring | Wrench
Shape Toolholder Part No. Apiﬂggffle a
R L RIL|h|b|Li|hi|f|L2 N
DNi_f 143
Figure-1| 5259072 PDJNR{1625X43N | @ 16(25(12016(0.0|25| F17+ | LSD42 | LCL4 |LCS4CA| LSP4 | LW-3
25~26
LeW TN wEW ]
5322037 | 5322045 | PDJN®{2020K43 | @ |@|20(20(1252025| |p 43
Figure-2 32| F17« | LSD42 | LCL4 | LCS4 | LSP4 | LW-3
5682463 2525M43 (@ | |25|25[150/25(32| |25~26

¥For other shank sizes, please contact us for more information.

SS
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SS Tools

for Back Turning

H

@ Selection guide for Back Turning cutting tools---- H36
@ List of Back Turning holders and applicable inserts ---- H40
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m SS Tools for Back Turning

NTK SS Tools Selection guide for back turning tools

=H42

=H42

w
Y-TBP-OH type

=H42

DS-TBP type

=H42

CTPA type

=H44

CTPS type

=H41

Dimension “a”:~4.8

Dimension “a”:~4.8

Dimension “a”:~4.8

Dimension “a”:~4.8

Dimension “a”:~6.3

Dimension “a@”:~5.0

Dimension “b”:5.3

Dimension “b”:5.3

Dimension “b”:5.3

Dimension “b”:5.3

Dimension “0":5.3/6.8

Dimension “b”:3.5/4.8

Shank size : [18 ~[116

Shank size : [110 ~[116

Shank size : [112 ~[116

Shank size : [119 ~[125.4

Shank size : [110 ~[120

Shank size : [110-[112

Applicable insert : TBPLIZIFR/L

Applicable insert : TBPLICIFR/L

Applicable insert : TBPLICIFR/L

Applicable insert : TBPLIIFR/L

Applicable insert : TBPALIIFR/L

Applicable insert : TBPSCILIFR

A wide range of cutting edge shapes and material grades are offered as NTK standards for many and varied applications !

I $ ®I

~

Dimension “a” : ~ 1.0
Dimension “b” : 2.0
Shank size : [07 ~[12
Applicable insert : CSVB11
For back turing work pieces of very small dameter !

Common holder type

(1A CH-TBPA type

Dimension “a":~6.3
Dimension “b”:5.3/6.8
Shank size : [116-[120
Applicable insert : TBPACICIFR
For end face machining

CH-SVXCL type

o T—
; “
—
|
T
|

Applicable insert : VCLIL
Shank size : [116, [120

TBDP type
BACK DUO

TBVC type

Dimension “a” : ~ 3.5
Dimension “b” : 5.0
Shank size : [110 ~[120
For Y-axis type-- 49
Applicable insert : TBDP22

Excellent chip control and
sharp edge make clean
face on flange back.

CH-GTT type DS-GTT type

SS Tools for Back Turning

Dimension “a” : ~ 8.3
Dimension “b” : 8.3
Shank size : []10 ~[]20
Applicable insert : TBVC11
(Greater cutting depth via a long cutting edge!

Dimension “a” : ~ 4.0
Dimension “b":4.8/8.8
Shank size : [18 ~[125
Applicable insert : TBLILIR/L
Higl i by cue tothe tangulr et mouted tagently

GTT type GTT-OH type

o

Y-GTT-OH type

SVAC(-N)W type

L
91:\‘ :

Applicable insert : VCGT13
Shank size : (110 ~[120

g

Dimension “a”:~1.3
Dimension “b”:2.7

Dimension “a”:~1.3
Dimension “b”:2.7

Dimension “a”:~1.3

Dimension “b”:2.7

Shank size : [18 ~[116 | Shank size : []10 ~[]16 | Shank size : [112 ~[116 | Shank dia. : [110 - [112 | Shank dia. : ¢14~¢25

Applicable insert : TBMH32 | Applicable insert : TBMH32 | Applicable insert : TBMH32 | Applicable insert : TBMH32 | Applicable insert : TBMH32
Use 3-corner inserts for machining for small cutting depth !

Dimension “a”:~1.3
Dimension “b”:2.7

Dimension “a”:~1.3
Dimension “b”:2.7
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Back Turning Tools Recommended Insert Grade and Cutting Conditions

B CSVB
. Free cutting Free cutting Hard-to-cut Titanium Aluminum
DiEL T Steels Capzersics) Aloydsh Steels Stainless | Stainless steels (Alloy) Alloy
JIS Common gﬂmg S35C SCr420 SUs303 SUS304 B ALAV-TI A5056
Grade S45C SCM435 SUS430F SUS440C A6061
SUM24
DT4 VM1 DT4
Insert Grade VM DT4 VM1
Cutting Speed
V. (m/1in) 30 EO 20 30 70 30 @ 90
feed speed X-axis  0.01 0.03
f(mm/rev) Z-axis  0.01 0.04
B TBDP/TBMH/TBP/TBPA/TBPS/TBVS
. | Free cutting Free cutting Hard-to-cut Titanium Aluminum
ML Steels Calen siess Aley s Steels Stainless | Stainless steels (Alloy) Alloy
JIS Common :Bmg S35C SCr420 SUS303 SUS304 CALAVTi A5056
Grade S45C SCMA435 SUS430F SUS440C A6061
SUM24
VM1 QM3 - DM4 DT4 DT4
Insert Grade ZM3 DT4 T™d QM3 - DM4 PD1 KM1
Cutting Speed PD1 100 ZIJF350
: 1 1 4 7 1
ve (m/nmin) - = 0 B 150 " o KM1 50 IR200
feed speed X-axis  0.01 0.04 X-axis  0.01 0.03 |Xaxs 0.01 0.05
f(mm/rev) Z-axis  0.02 0.08 Z-axis  0.02 MRNZET 0.06 |Zads 0.020NI0.15
WM TB32/43
. | Free cutting Free cutting Hard-to-cut Titanium Aluminum
eI Steels el Biesls Aoy HEEh Steels Stainless | Stainless steels (Alloy) Alloy
JIS Common :Bmg $35C SCr420 SUS303 SUS304 I A5056
Grade S45C SCM435 SUS430F sUS440C A6061
SUM24
Insert Grade ZM3 Zzl\1/\53 ZM3
Cutting Speed ZMm3 SOMMEEREN 150
Ve (M/min) 50 IH200 Z15 120 EERE 250 = vo 50 200
feed speed X-axis  0.01 0.05 X-axis  0.01 0.05 |Xads 0.01 0.07
f(mm/rev) Zaxis  0.04 0.15 Zaxis  0.04 0.08 |Zais 0.04 0.25

% Please refer to Technical Information Q54 for detailed recommendation.
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m SS Tools for Back Turning

M Guidelines for max D.O.C  depth of cut = Efective cutting edge length x guide line value

b0 Insert grade | Micro-grain carbide Cermet

é Work material ZM3-QM3-VIM1-TAS- TM4 T15-Z215

(o) Steel 0.7 0.5

_8 _ 0 N O Stainless steel 0.6 0.4

v Nonferrous metals 0.9 0.8

(7)) A

§ % - Nonmetal 0.9 0.9

0 ) a : Effective length of cutting edge b : Available cutting depth

M In the case of not enough cutting edge:

It is possible to cut as deep as
the available cutting depth (b)
by cutting the diameter twice.

M In the case of bad surface finish:

SS Tools for Back Turning

It is possible to improve the surface TBDP type, TBP-BM type and TBPA-BM type
finish by cutting the end surface with originally developed molded chipbreaker
twice. enable excellent surfacefinish by single pass.

TBDP type GdiLi
TBP-BM type  @dilX]
TBPA-BM type @IS

H38
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M Finishing

e o 2

4
29
% TBP type V TBVCR:-F10

N

[ =H42 ]
Prior to finish machining the rough The use of an offset tool means the rough
machined raw material must be machined raw material is not drawn back
deburred to enter the guide bush. into the guide bush.

Cutting edge is shifted from guide bush by using
L-hand holder for TBDP type, available for cutting after
roughing without returning workpiece into guide bush.

TBDP type

M Necking
When necking is required after back TBMH type inserts for back turning make it
turning of the work piece possible.
6 =22° type Insert Part No. : TBMH32
6 =45° type Holder Part Nos. : GTTR
DS-GTTL
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SS Tools for Back Turning

H40

m SS Tools for Back Turning

CSV type o)
For radial type tool post ) 1! <
N e A
L
- é .:
) e Right-hand type shown.
CSV-NC/CSV-NC-F type
For gang type tool post ) L =
;A 20 - &
- L -
= S < Right-hand t h b
E o The offset of the CoV5{OBNCF is small
M Holder dimensions
Code No. Stock Dimensions (mm) Applicable insert [ TR
Shape Toolholder Part No.
R | L RiL|n|b|em|r|n| K /é
5492962 CSV%{ 07GX (@ |, [, [8], 05
5303169 | 5303193 07 Q0 140 :
5492954 08GX (@] [, |4 18],
-+ [5303151 | 5303201 08 o0 CSVB e _
FigureT 5303136 095 (@ 195(95|140[95| %" | |se e o | LRISZT7 (RS
5303144 | 5303177 10 ®[®[10[10 10 '
5474770 126X (@ [, ], 18],
5327929 12 0 140
5514062 5514070| CSV?( 0BNC _ @[ @] o | ¢ 150 g LO-]
5789615 08NC-F (@ D01
Figure-2[ 5563010 10GXNC (@ |, 1, &5 o — e o VB | LRIS-25+7 | CLR-15S
5477492 | 5477542 10NC (@@ 120 |0.1
5477534 | 5477500 12NC [@[@[12[ 12 12

< CSV toolholder is interchangeable tool. All CSV type inserts can be used ( back turning, grooving, threading) on the same holder. (H80-83 for more information)

M Applicable insert

CSVB type
S | Hfective |Available|]  Dimensions (mn) PVD-coated micro-grain carbides
S | lengthof tti : -
Shape PartNo. |5 attigedge| depts ‘ﬁﬁm ;2:_ C:;tg'zg DT4
S| a b W |(@xB°)| R [foc{ R [kl L [te{ R [otock
D St CSVBTTFRLV 03%5° 5303573 | @ 5303532 | @
’ f 1FRLV-A , 100 03x2 5356791 | @
1@9\‘ g 11FRLV-M % 0 ’ 0.15X2°| 5435995 | @| 5386289 | @ | 5386297 | @) 5827480 | @
\\‘@ ﬁ“ 7 NFRAVC |= 0.15%5° 5358809 | @
Thickness:2.38 0.0 11FRA_V12 0.8 120 03X5a 5344890 .
R-hand shown. 11FRLV14 ( 140 |~ 5344908 | @
e CSVB11FRLVB 0.3X5° 5358825 | @
= 1FRAVBA | 100 103X2 5358833 | @
)\ ; 11FRLVB-M | S ’ 0.15X2°| 5435987 | @ | 5386305 | @| 5386313 | @) 5827472 | @
N g 11FR{VBC | 3 0.15%5° 5358841 | @
Nz 11FR{VBI2 | <= 120 | 56718 |@
R-hand shown. 11FRAVB14 140 ) 5358726 .
@ —For profiling— 00
@ | CSVBIFRLVX |5 - | - 55817 |@
Thickness:2.38 5° g
L-hand shown. -




NTK

CTPS type
L+
5.0
|
Ty ; i B <
f l
< \é@ &
®Right-hand type shown.
M Holder dimensions
) ) Applicable Parts
Dimensions (mm) insert | Clamping screw |  Wrench

Toolholder Part

Shape| Code No. No. Stock
h|b|Li|h|f 6 %
5346572 CTPSR10 @ (1010 10

Figure-3 120 00| o (B2 1 LRIS-25+7 | CLR-158
5397187 R12 ® 12|12 12

% CTPS toolholder is interchangeable tool. All CTPS type inserts can be used (front turning, back
turning, cut-off, threading) on the same holder. (H84-85 for more information)

M Applicable insert

TBPS type
sh R £ E"fmelee'éﬂ'; cum,’:“adbeleth Dimensions (m) | PVD-coated micro-grain carbides
ape art No. |
i NN ZM3 B VM

(With chipbreaker)

|
h zio = E e ﬁﬁ TBPS60FR0O0 0.0 |5346150| @ |5362553| @
NN I e . g
= “
= &
6
\ el 60FR10 0.1 |5346168| @ |5362561 @

®Right-hand type shown.

{Without chipbreaker)
- b
49 3 s
20 g i
© N s 4 TBPS60FRV | 5 0.0 (5357058 | @ |5362579| @

|

®Right-hand type shown.

% 0 indicates the value when the insert is set into the holder.
H41



m SS Tools for Back Turning

TBP type L

b0 I ) B
é Front/back clamping type ™ . < e -
o ] . L
8 “f
; g
= 4 N <
% 15 & e Right-hand type shown.
L+ |
TBP-OH type - r— . -
Front/back clamping type i e I
19.5 Q —) —
< C:>2[alnt hole . - S >3 A <=
< 4= H-—-
{ /58 E 8

== o
L 0 ORi
- 010 T M6X1 ight-hand type shown.
Flgure-2 (112,116 :Rc1/8 (PT1/8) |¥*Use a R-hand insert for L-hand type holder.

DS-TBP type o

DS holder = | =
B

15

: A h Ds m M%

o eft-hand type shown.

Figure-3 .3 YcUse a R-hand insert for L-hand type holder.

Y-TBP type L

Front/back clamping type
Cutting direction

ﬁ Qz i ®Right-hand type shown.

Figure-4 YxUse a R-hand insert for R-hand type holder.

&

SS Tools for Back Turning

Y-TBP-OH type s L
Gan@e tool post

Front/back clamping type S N — 0 <8
SPLASH BAR ¢IP f
L, [A]
L
& ( Cutting direcion
Th [ 48 Sl
: (112,116 :Rcl/8 (PT1/8) ; ®Right-hand type shown.
L = 1Th YcUse a R-hand insert for R-hand type holder.
Y-TBP-OH type .
Froqt/back clamping typ_e L ] z Gang type oo os
For high-pressure coolant Y-axis ~N
f = L, N <
Cutting direction
i = e Right-hand type shown.
YcUse a R-hand insert for R-hand type holder.
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M Holder dimensions

NTK

_ _ Applicable Parts
Code No. Stock ,t\)A:r)(é Dimensions (mm) insett | Clamping screw | Wrench
Shape Toolhcli:ger Part Dia, ® |® <>,
. (mm) ///
R L R|L oD Ds h|b|Li|hi|ha| f |Lz2]|Ls \d ,
(B)
5133285 | 513393 | TBPR{08 Q0 8 120] 8 RIS 1071
hew FIETS 10H ° 10 | 10 [100] o ”
5090436 | 5090444 10 Q0 120
o 459771 12GX ° _ & _ T8p CLR-155
Figure-T " soansst | 5090469 12 30 i v L B e ) A= P B
5090477 | 5090485 13 om 1313 3] 0 "
5459789 16H ° 16 |16 [190]
5270822 | 5270830 16 Q0 120
5925722 TBPFL1012H-OH | @ 0] 12 0] 4 19 RISETPT | (e qos
Figure-2[ 5925730 12HOH [® - 202001212 35 [A0] 75 | B0 T e aony A
5925748 16HOH _[@ 16 | 16 160 0
5540414 | DS-TBPRA 19 ® 19.050 | 18 18 " [TR-255
Figure-3 5540402 20 ° 20000( 19 19 |"20) — | — [T10] — |55 | TBP | HRIEHI0 T apugs
5540430 25 ° 25.400 [ 24 | 24 150 130 (®)
5371554 Y-TBPE( 105 O 10 ] 10 ” RS- T0PA)
Figure-4 | 5358486 10 1 — [0 [10 120 — | — |35 [25| — | B [RISa=tomm)
5371570 0. (W 10 [ 10 2 LRIS-4+10PHA
53715% 12L N 12112 LRIS-412PHA)

%Fi e | SoT108 Y-TBP( 12HS-OH | @ - — 2002 100 = | = 351200 _ | 78P | RISAIW | CIR155
BUTE™ [sorisie 16HOH @ 16 [ 16 D95 T lstruern| (@) @
Fiourep | 202555 Y-TBPE(12SOH | M| 2020 o [ — | = 35 1200 | 18P | RISATPN | CIR-155
gu 5700000 160H | | 16 | 16 125 (See the tale belon (A) (A)

M Applicable insert

TBP type

=

b (With chipbreaker) (Molded chipbreaker type) TBP72-BM Type
T re re
ro 0
— <
2. = &
Effect - - 16
ective °
length of 0 15
cutting edgeP< ™ (Without chipbreaker)
— re
=17 _* % N N (PD1) I
20.0 ” S :\ 55
] T
=f ]
oo o
/ 50" 15
\/ =t
®Right-hand type shown.
| e | heiabe| Dimensions () PVD-coated micro-grain carbides Mogancatite] PCD | Cermet PVD
Part No. %uﬁm ?:,:: ol r & 4 D14 DVI4 A
S b R [fock| L[Skl R {Sock|f R [fo] L [Sockl R [k R [Sockl R [Stock| R [Stockl R [Stockl R [Stock
TBP72FR05-BM B 0.05 5868310 | @ 5868401 | @
72FR10MBM | = 72° | 0.08 5868351 | @ 5868419| @
72FR20M-BM | & 0.18 586833 | @ 5868393 | @
TBP55FR1.00 0 55° 0.00 [5090378 | @ [5090360| @ 52708% | @
55FR110 - 0.10 [5090352 | @ [5090386 | @ 5294301 | @
TBP60FR1 00 g 0.00 [5090410 | @ [5090426| @ [5494711| @ |5275508| @ 5710108 | @ | 5850805 | @
60FR1 05 = 0.05 570502 | @
60FR110 E 0.10 [5090402 | @ (5090394 | @ [5362488 | @ |5269949 | @ 5706114 | @ B/ 5705017 | @
60FR{ 10M %0.08 5486%4 | @ |5476403| @ 5850813 | @
60FR120 0.2 5736644 | @
60FR{V € 60° 0.00 [5345715| @ 5264940 | @ | 5264957 | @ 529976 | @
60FRVOO-P 4.0 0.00 ool )
60FR{ V05 € § 0.05 5440680 | @ 5575675 | @
60FRLV10 @ 0.10 [5626%0| @ 54406% | @ 5575683 @
60FRV10-P A0 0.10 ol

%The insert with the nose radius code “10M” can be used for machining if the radius required on the work piece is 0.1 or less.
% 0 indicates the value when the insert is set into the holder.
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= SS Tools for Back Turning

| | CTPA type N ]
é Front/back clamping type 7.5 T T
[} | (For both back turning and cutting-off) _ -
S [ -
= —1 Y -
? b | I
§ 25 i
v ‘/" \\
I ; |
R .@ -
Ch 19:3 < e Right-hand type shown.
M Holder dimensions
- Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw|  Wrench
R L RIL| h|b|L|h|f]|he]|Dn M
(B)
5199187 5199153 | CTPAR{10 |@ | @| 10 | 10 10 2 LR1S-4+10PW(A)
5199195 5199161 12 (@@ 12|12 [120] 12 st g i o 15s
PRI 03 5199179 16 @ @ 16|16 16124 o |8 |muattingotn) | LR1SA1ZPUA
H68~69
5459540 | 5459557 20F |@|@| 20 [ 20 | 80 | 20 LRIS-4+10(8) | LLR-255(B)
=3 | CH-TBPA type
£ z..
s
= - < I
= N
s L
= h: | ! -
s - 5.0 T
3 Al
o - | .
.
= A o Left-hand type shown.
vUse a R-hand insert for L-hand type holder.

B Holder dimensions

_ _ Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw | Wrench
Shape Toolholder
P Part No.
R L RIL| h b |L|m]|rs
€EPsga4945 | CH-TBPARL16 | | @] 16 | 16 16 | 28
Figure-2 120 TOPRs © | LRIS-4+10 |  LLR-255
P sgg495) 20| (@ 2020 20 | 2
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M Applicable insert
TBPA type

{Molded chipbreaker type)
TBPA70-BM Type
re

Effective length

UGHENGEE | &) 12
/)
+2 (With chipbreaker) (Without chipbreaker)
= 2 @
l -
=5 (25) N o re ~ 6] .
i < ¥
60 60"

é 9.40

®Right-hand type shown.

5 | Hective |Available | Dimensions () PVD-coated micro-grain carbides
Shape % culft'i]f;heglge Cc;fp'?,f - @ 4 )| 4 DM
S| a | b R |Stock| L |[Stock| R |[Stock| R |[Stock| R |[Stock| R |[Stock| R |Stock
TBPA70FR05-BM 0.05 5892583 | @ 5802591 | @
70FR10M-BM J8 0.3 (0.08 5892567 | @ 5892575 | @
70FR20M-BM 0.18 589254) | @ 5892550 | @
TBPA6OFR{ VB @ g 0.2 | 0.0 (5344833 | @ |5362538| @ 5439344 | @ 5850847 | @
60FR(PBI0 @ | S 0.1 |5304858| @ |5362520| @ 9151 | @
60F®4 10M A 548695 | @
60FR{PB10M & o300 54763%5 | @ 5650821 | @
60FR{PB20M & *0.18 5850839| @
60FR{V @ £ 0.2 | 0.0 (5344817 | @ |5362546| @ 54393% | @
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= SS Tools for Back Turning

) .
= | TBVC type N
£ 3
—
o] N b
(o) 8.5
e B ]
m o
A% L4 L.
; : = | e Right-hand type shown.
wn S i , < *For non ferrous materials such as aluminum and copper.
TBVC-F10 type = N
¥ Q
Y 8.5
2 L
. = — L | ®Right-hand type shown.
= I | = ¥ For steel materials such as stainless steels and carbon steels.
|
CH-SVXCL type M =
— |
For opposed gang tool post ' L N _
i) 107 87 |
“ 58\/ i B 4-1
ol A —
LUl ® Left-hand type shown.
M Holder dimensions
Ew Parts
£ Code No. Stock Dimensions (mm) Clamping screw| Wrench
= Shape Toolholder Part No Applicable
= P : insert
= R L RIL| h|b|Li|h]|Ff]|g
=
K]
§ 5204953 TBVCRL10 [ 10 {10 10 2.5 oo theTtBal/lerelow)
o Figure-1 | 5204946 12 o 121121120112 |7.5|4.5 VCGT1103 LRIS-2.5%7 CLR-15S
(7<)
5204920 16 o 16 | 16 16 85| F47~48
5344254 TBVCRL10-F10 [ J 10 [ 10 [120] 10
5459797 12GX-F10 |@ 12112185115 ’ TBVC
. 5344262 12-F10 () 120 (See the table below) _ ~
Figure-2 550805 16H-F10 (@ | . (100 | "0 | vceriioz | HRIS22%7 ) (RS
5344270 16-F10 o 120 F47~48
5459565 20F-F10 | @ 20120 (8020 10
. 5890637 | CH-SVXCR11616X11 ® 16|16 27 | _ | vCiiiios Y B
mﬁ'gur“ 5890645 2020x11] @20 20| 2°| 20 (37 ~ |F23-47~48| RIS257 | CR-155
M Applicable insert
TBVC type
o B Dimensions (mm) | PVD-coated micro-grain carbides
ape an e d | s | r FAVE VM1 B2
A e, e TBVC11FRO5U 6.35 | 318 0.05| 5204870 | @
el 8 11FR10U | > | *'° [010 | 5204888 | @ | 5341763 | @
®Right-hand type shown. 11FR10S |6.35|3.18| — | 5433107 | @
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= SS Tools for Back Turning
New Back Turning Tools BACK DUO

Youm
New item added, "Back duo”! The best tool for back turning!

"Single pass back turning" is now possible
with newly designed chipbreaker.
Possible to reduce cycle time.

New 3D chipbreaker @

Excellent surface with good chip .
control New clamping system

(oT0)
=
°

(o)
s

v
A

S
(7]

Stable clamping force
from three face
contact with V-bottom

Utilizes tool
pressure to increase
Improved surface finish thanks to clamping force
wiper flat on cutting edge

M Surface comparison for SUS304
1Pass BACK DUO Competitor

e N

End face Diameter End face Diameter

End face

N 1 B e e e e

. Ra : 0.90
Diameter Excellent surface - : . Rough surface
Rz :4.11um

Work material : SUS304  Holder : TBDPR12  Insert : TM4 TBDP2201MR
Cutting condition : ve=80m/min  f (x)=0.02mn/rev  f (z2)=0.08mm/rev a,=3.0mm WET

SS Tools for Back Turning

M Case study with left-hand tolholder M Case study

Finishing with right hand toolholder... Finishing with left hand toolholder... Interrupted back turning with "QM3"

Work material :SUS304
Cutting speed (m/min) - 40 ~ 110
Feed(mm/rev)  :0.02
Depth of cut(mm) : 0.1
Coolant T WET

1,000pcs/corner .

PVD coted carbide 200pcs/corner

B , - e . Because of interrupted maching of hexagonal shape workmaterial, the
Guide bush can't Machlmng point is apart from gulde bush and conventional tool often caused burr issue at the beginning of cut.

hold work material guide bush can hold work material rigidly "QM3" achived 5 times longer tool life with the extreme toughness.
Please select right-hand insert for
left-hand toolholder
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BACKDUO

TBDP type . e B
max. doc L S R 1
° _Q ﬁ I —
shift distance L &
= L]
g P | <l
. &
® Right-hand type shown.
Y-TBDP type ;
Gang type
gl g - = tool post
14 .
L. L N Cutting direction
3 Q (7))
|
M Holder dimensions
) ) Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw| Wrench

Toolholder Part

Shape No.
R L R|L| h b |Li| hi| f |La|Ls| he

v

5¢7364| @EPTBDP%(1012H |@ 100
514678 | 5837265 1012 e@ " " P72
Figure-1 5810445 5837273 12 |[@[@[12]12] 1220518 TBDP ) ]
5810452 | 5637281 16 [@[@[16]16] (16| [195 5 | 0 |terewier| RISAX12) LIRS
5842414 20 (@ [20]20] [20] [195
Figure-2|5839139| @@ Y-TBDPR(12S || | 12 12|120] — |2.05] 20 |50 —
M Applicable insert
TBDP type
Shape Effective length | Dimensions (m) PVD-coated micro-grain carbides
5 partNo. |dfautigecee | o |Comer R Wa] VW stock 11 I M stock 1) U stock
3 < |TBDP22005R 0.05 |5833116) @ |5810460| @ 5677685 @

2201MR 3.5 80| 0.08 [5833132| @ |5810486| @ |(5903125| @

2202MR 0.18 |5833140| @ |5810577| @ |5902408| @
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= SS Tools for Back Turning

L
7] | TBT type . — -
— Front/back clampin : .
— ont/back clamping type ) o S T
o = |
o
*:. -7
‘é’ .Ei E@| | S
h . AN E
15 ®Right-hand type shown.
- L1
TB-N type — — -
Ls
>—'< R I R E—
EE S o |
. —y
@ ;
< | <
/ I z £ e Right-hand type shown.
- L1
TB-F type = — -
Ls 1l
S ~ Q I
o\o_
d —
A ! ~
/ I I = ®Right-hand type shown.
=
=
f— . "
=1 M Holder dimensions
§ : ; Applicable Parts
@ Code No. Stock Dimensions (mm) insert | Clamping screw| Clamp | Clamping bolt | Spring |Wrench
(=] =
: e
2 R | L RIL|h|b|L|hi|he|F
o (B)
= 5107511 [5107503) TBT3{08F |@ /@] , | . [80] |
5107578/5107560 08K @@ 120
. 51074955107487 10F @@ 80 TB32 |LR-S-4% | B _ | CLR-158
Figure-1 5107552 5107545 10k (@@ |20 3| ¢ B H51 | 10pu ®
5107479|5107461 12F @@ |, |80 |,
5107537/5107529 12 @@ 120
5837141 TBRi16N-42 | @
550543 16Ns @ | . 7).
Figure-2 ggggz:g UM }g“_H :. oo — | cPR/LSS |A0S-5+25| ASG-5 LW(;.S
5648268 16N-K |@ 1125
5553540 | 5524152 20N |@/®@/20(20(100{20] 5
5524160 25N @®| 2525150/ 25| 0
5505029 TBRL16FS (@ |, | 1619
5505037 16F |@ 100 25
Figure-3|5526298 20Fs (@ |0, 0l s — | CPR/L5 |A0S-5%25| ASG-5 ©
5505052 20F @
5519723 25F |@| |25/25]150/25] 0
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M Applicable insert

NTK

TB32 + 42 - 43 type
T re -
' b
13° /
®Right-hand type shown.
& | Hective |Available Dimensions (mm) Cermet PVD-coated cermet |PVD-coated micro-grain carbides
D | lengthof | cutting
Part No. & |otingedge| depth 0 r W d s
S| a b R [Stock| L |Stock R Stock| R |[Stock] L |[Stock
TB3200? 0.00 5810544 | @
TB3205? 0.05 5505110 | @ 5810536 | @ | 5982335 | @
TB3210R 457 10.10 | 0.5 {9.525|3.18 5524178 | @
TB3215% 0.15 5504519 | @ | 5505102 | @ | 5802095 | @ | 5810528 | @ | 5033550 | @
TB3220R |3 0.20 5160544 | @
ko]
>
TB4215R1 c‘% 45° 0.15| 1.0 |12.70| 3.18 5914270 | @
TB4300R” 0.00
TB4305R1 4.0 0.05 5505060 | @ 5810502 | @
45° 1.0 {1270| 4.76
TB4315R1 0.15 5503719 | @ | 5524244 | @ | 5745609 | @ | 5756614 | @
TB4340R1 0.40 5503701 | @ | 5524251 | @ | 5745526 | @ | 5796412 | @

%1 The PVD-coated micro-grain carbide grade ZM3 has a sharp edge.
%2 in case of using holders which name ends by ---NS, ----FS
Note: All angles shown are obtained when insert is set in the holder.
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= SS Tools for Back Turning

oT0)
£
o
o
et
wv)
4
S
v

SS Tools for Back Turning

H52

GTT type
Front/back clamping type

LA

. 1

Grooving

Fost-gn'nd;] —

®Right-hand type shown.

GTT-OH type

Flgure 2 .

ar Max.grooving depth |

lll !
Coolant hole -

Grooving

Th
10 :M6X%1
[J12, 016 :Rc1/8 (PT1/8)

®Right-hand type shown.

CH-GTT type
For opposed gang tool post

I

Grooving

Post-grindi:g]

2ol <
T
L,

2z

L4

® Left-hand type shown.

DS-GTT type
DS holder

gL
P

Post-grinding

® L eft-hand type shown.
YUse a R-hand insert for L-hand type holder.

Y-GTT type
Gang type

Front/back clamping type =k oot
For Y-axis L "

B N’ Cutting direction
YxUse a R-hand inser.t l:(l)grhlgzz:?j ggz if;?(\;\/ef;
Y-GTT-OH type = Gang tpe
Front/back clamping type :
For high-pressure coolant Y-axis
SPLASH BAR «EP - _

A i

ZaaZg

a II //,,,,,

12,0116 :Rc1/8 (PT1/8) | g Right-hand type shown.
YrUse a R-hand insert for R-hand type holder.

Y-GTT-OH type

Front/back clamping type
For high-pressure coolant Y-axis

Gang type
tool post

Cutting direction

—"

®Right-hand type shown.

%The GTM32, GTMH32 and GTMX32 can be mounted to the toolholders of the GTT types.




NTK

M Holder dimensions

Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw Wrench
Shape Toolholder Part ® &£
P No. £ %>
R | L RIL| D |h|b|Ls|hi|F|Le|a|h| € A .
- Rehand : (RS4+10P0 )
5107305 |5107313| GTTR( 08F00 | @®|® 8y o s
5608682 0810F00 (@ o 10 | ; LR-5-4+10P (&)
5107206 | 5107214 08KO0O |@® 8 Rrtand ; LR-S-4+10PY (&
8 110 L-hand : LR-5-4<58 (8
5608690 0810K00 [@ 10 6|
5107321 | 5107339 10F00 |@[® 101108 10 °I3
5107222 [ 5107230 1000 |[@]® 120 13
5107347 | 5107354 12F00 |[@]®@ 2121801, 1
5107248 | 5107255 1200 |[@]® 120 1
5450896 | 5551387 16H00 [@[® 16|16 100
5173687 | 5173679 16K00 [@]® 120 -y
P 530852 5780317 20K00 [@(®| _ (202012520 ¢ |15 CLR-155
5780309 | 5780291 23M00 0 25[25[150( 25 L ®)
5107362 5107370 10F15 |@[® 80 .
5107263 5107271 1 SEROC 10110771 10 3] LR s(i)wpw
5537220 | 5537147 12F15 |[@]® 80
553746 5537162 1215 (@@ 12| 12[73q| 12 1| Tz
5537261 | 5537168 16H15 (@@ 16116 1900 | 270 0 | cetecteii
5537287 | 5537204 16K15 |[@]® 120 710
5107388 | 51073% 10F25 |[@[® 10110810 3 )
5107289 5107297 1025 [@]® 120 |3 |(c™m32 &
5537238 | 5537154 12F25 |(@|@ 121121800 5 i
5537253 | 5537170 1225 [@]® 120 T |emmmz2
5537279 | 55371% 16H25 [@[® 16|16 100 1 o || (oo
5537295 | 5537212 16K25 [ 120 GTMX32
5921750 GTTR41012H00-OH | @ 10 10 1 || (grooving) A ~
Fiure-1 5890157 12H000H (@ | — [12]"|o[12] 0 w5161 112 || R 5(ﬁ>1°PW CL§A>155
5921713 16H00-OH @ 16]16] |16 ol
— 5659208 | CH-GTT5{ 10H00|_|@] _ [10[10],,0[10]15 ],/ 3]\ 115 [R549 | CLR-155
Bure> 5659255 12H00| (@ 1212|1217 P ®) )
5348560 | DS-GT TR 14F @ 12,000/ 131380
5348081 }g)l-g ® 15675 | 1. 100
5341532 ¢« [ [@]16.000 %
Figued 5276288 19 ®[19.050/78[ 78] | —| ®|20]16| - R | R
5278304 20 ® 2000019119,
5324041 22 @ 22.000(21[21 L
5317144 25 @ 25.400] 24| 24 10
5371604 Y-GTT%105 @ 10110 20|
5371620 125 [@ 12]12 20|
Fire sl Y'GTTR}&_ A = |10]10]1m0]-| 0 Z1s| -
130, LR-S-4+10PW | CLR-155
5358445 12 1 21 25 “ o
5371638 12L [ 30
g 5911466 YGTTR{12H00O (@ | _ (120120109 — | 0 12001
B 5911474 16H00-OH [@ 16116 R
Fpwe7] 5700034 Y-GTTR:1250H M| | — [12[12] 70| =] 020/16 =

%Please select ¢ 16 shank holder When using DS-Sleeve. Details of DS-Sleeve GaiEAl

M Applicable insert
TBMH32 type for back turning

% Eﬁed;‘l\{elengthof Avaitzbletﬁﬁﬁng Dimensions (mm) | PVD<oted micregren catbides

Shape Part No. =1 fumgdse 2 wleln Stock

x| TBMH32100R05-22 0 22 5395199 | @
PN j— T o 1.0

NG A 100R05-45 | -3 X 45| s (5395215 @

2 . ; TBMH32150R05-22 g | 512 (5395207 | @

eRight-hand type shown. 318 150R05-45 ¥ s [s353] @

P This type can be also used with the GTMH32 type toolholders for grooving inserts, listed from pages 18 to 111.
% 6 indicates the value when the insert is set into the holder. yg3



m SS Tools for Back Turning

For both Front and Back Turning

SVAC-NW type
For double-edged cutting tool

L —

oT0)
£
o
o
et
wv)
4
S
v

I ®Right-hand type shown.
SVAC-W type %
. 5
For double-edged cutting tool =
- S o
()
P
L
1"
— )
< JS
: |
' ®Right-hand type shown.
M Holder dimensions
Applicable Parts
Code No. Stock Dimensions (mm) insert Clamping screw|  Wrench
=4 |Shape Toolholder Part No.
f—
e R | L R(L h| b |e|r|n]|L | = K
-
= SA1724|S01708) SVACH{ 1010L13NW @ /@] 10 | 10| 10
(=]
g Figure-1|5401732 | 5401716 1212L13NW @ | @| 12 | 12 00121 25 S\,&GRFS? RIS-3+8 RLR-205
2 5401740 | 5431077 1616M13NW @ (@ 16 | 16 | 150 16 (ee the able beow)
Figure-2| 5474549 SVACR{2020M13W |@ 20 | 20 [ 150(25.0| 20 | 30
M Applicable insert
VCGT1303 type
Dimensions () PVD-coated micro-grain carbides
| |
Shape Part No. &

d S 17 R Stock L Stock

VCGT130300FR{2M | 7.94 | 3.18 | 0.0 | 5360334 | @ | 5360300 | @

VCGT130301FRi2M |7.94|3.18 | 0.1 | 5360326 | @ | 5360292 | @

H54



SS Tools for Cutting off

® Selection guide for cut off tools ---- H56
o List of holders for cutting-off and
applicable iNnserts - --cceceeecccececes H60

H55



m SS Tools for Cutting off messss————————

NTK SS Tools Selection guide for cut off tools

A wide variety of NTK cut off tools are available for cut off widths of 3.00 mm or less.
They meet the needs of the many different requirements in cut off operations especially
in small diameter component production.

oT0)
£
o
o
et
wv)
4
S
v

CSV-NC type

=H60

(€2

»

Machining dia. : up to ¢5.0

Machining dia.:up to 5.0

Width: 0.6 ~ 1.5

Width: 0.6 ~ 1.5

Shank size: [17 ~[112

Shank size: [110 ~[112

For radial type tool post

With 120 mm overall tool length, this
type is best for automatic NC lathes

» Compact design, available as series from size 7 mm shank
* The inserts with mirror-surface honing give excellent cutting
performance !

CTPW type

CTPA type

=»H62

CTPS type

=»H61

Machining dia. : up to ¢16.0

Machining dia. : up to 912.0

Machining dia. : up to 12.0

Machining dia. : up to ¢10.0

Width : 0.7 ~ 2.0

Width : 0.5~ 2.0

Width : 0.5~ 2.0

Width : 0.7 ~ 2.0

Shank size : [110 ~[120

Shank size : [18 ~[116

Shank size : [110 ~[116

Shank size : [18 ~[112

The overhang at the
head is 19.5 mm.

Compact design with a 15-
mm overhang at the head.

SPLASH BAR

Smaller head size available

for radial type tool posts

Machining dia. : up to $20.0
Width : 2.5

Shank size : [110 ~[120

* These holders allow for a stable cut off operation by securely clamping the insert in a reversed

taper shape.

* Mirror-like honed inserts without a chipbreaker are also available in addition to the honed inserts

with chipbreaker depending on application !

A 20-mm cut off diameter
is the largest possible
allowed by the rhombus
shape inserts.

The insert is firmly
clamped by the serration
on the back of the insert.

=
o
(=1
=
E=
=
(&)
S
(=}
-—
&
(=}
o
[t
(23
(7}

H56

We also offer toolholders for sub-chuck
operations in the CTPS, CTP and CTPA series.
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GeBHR

s
ulae’bus



40.0

¢

NTK

NTGW type |

=»H77 =»H76
Machining dia. : up to $40.0 || Machining dia. : up to $37.5
Width : 2.2 and 3.0 Width : 2.2

Shank size : [110 ~[120

Shank size : [110 ~[120

The maximum machining
diameter varies from 20 to 40
depending on the shank size.

Economical 2-corner insert.

*The top and bottom surface of the inserts are V/-shaped for secure and stable machining, secure
clamping eliminates any possibility of insert movement or mislocation.

*The original chipbreaker gives improved chip control, tightly curling up the cut material giving
excellent chip evacuation to prevent damage to machined surfaces.

CTV-K2 type

CTVN-K2 type

Machining dia. : up to $20.0

Machining dia. : up to $20.0

Width: 2.2~ 2.5

Width: 2.2 ~ 2.5

Shank size : [110 ~[112

Shank size : [110 ~[112

This toolholder can be used for
sub-chuck type cutting as the
insert is held at the center.

Excellent cutting performance for mould type insert with chipbreaker !

CTDP type

UTDUO

Machining dia. : up to #34.0
Width : 2.0 and 2.5
Shank size : [110 ~[120

Sharp cut by ground finish.

CTV-B type

CTV type

CTV-M type

CTV-S type

=H74 =H74 =H74 =H74
Machining dia. : up to $45.0 || Machining dia.: up to $35.0 | | Machining dia.: up to $28.0 || Machining dia. : up to $23.0
Width : 3.0 Width : 2.5 and 3.0 Width : 2.5 and 3.0 Width : 2.5 and 3.0

Shank size : [125

Shank size : [116 ~[120

Shank size : [116 and [120

Shank size : [116 and [120

A wide range of toolholders is available dependant on component diameter !

H57



m SS Tools for Cutting off messss————————

Cut-off Tools Recommended Insert Grade and Cutting Conditions

[oT0)
c
I
{-§ mCsv
. Free cutting | Hard-to-cut Titanium | Aluminum
& el Steels Stainless | Stainless steels|  (Alloy) Alloy
"~ SUM22
$35C 5Cr420 5US303 SUS304 . A5056
U;) JIS Common Grade zﬂmi 545C SCM435 SUS430F SUS440C OAL-AV-TI A6061
DM4 VM1 DT4
Insert Grade VM DT4 VM
Cutting Speed
V. (/i) 30 W 100 300E0 70 300D 90
feed speed
F(mn/rev) 0.01WENEEr 0.05 0.01WENe7Y 0.03 0.0TME 0.05
B CTP/CTPA/CTPS/CTPW
. Free cutting | Hard-to-cut Titanium | Aluminum
et b L Steels Stainless | Stainless steels|  (Alloy) Alloy
SUM22
$35C 5Cra20 SUS303 SUS304 . A5056
JIS Common Grade SUM23 545C SCM435 SUS430F SUS440C OAL-AV-TI A6061
SUM24
VM1 QM3 DT4 DT4 PD1
Insert Grade ZM3 DT4 ZM1 Qm3 KM1
. PD1 100 350
C“tt'?g /SF??ed SOMETN 50 40 100
Ve \m/min K1 50 JEITI200
feed speed 0.02 I 0.06 0.02MGEN0.05 003MNEr0.08
f(mm/rev)
B CTDP/CTV/NTG/NTGW
. Free cutting | Hard-to-cut Titanium | Aluminum
e Steels Stainless | Stainless steels|  (Alloy) Alloy
= SUM22
=] $35C SCr420 SUS303 SUS304 _ A5056
= JIS Common Grade SUM23 545C SCM435 SUS430F SUS440C OAL-AV-TI A6061
= SUM24
=
S Insert Grad DM4 DM4 ™4 DM4 DT4 ™4
S Sert Lrade Qm3 QM3 M3 QM3 ™4 ZM3
[72)
=
= Cutting Speed SOMEITN200 SONETIN50 40 100 SOMETIN200
2 Ve (m/min)
feed speed ;
F(mn/rev) 0.04WEY 0.12 0.03WIE 0.08 0.05M0%] 0.2

H58

#Please refer to Technical Information Q56 for detailed recommendation.



I How to use R-hand and L-hand properly for "CTP/CTPA/CTPS/CTPW type"

In case of R-hand use In case of L-hand use
]
_ i ’
§ /|
>
= Q o] :_/ _5)
S S S B 9 5
kel < | O 2
=] ) [}
O o) 8
=] >
—— n )
R-hand holder is recommended when L-hand holder is recommended when
workpiece is not holded.R-hand angled workpiece is holded by Sub Spindle.
type of insert is recommended. Neutral type of insert is recommended
due to no concern about generation of

boss.

M How to use R-hand and L-hand properly for "CTP/CTPA-SUB type"

In case of R-hand use In case of L-hand use

= %ﬁ =
> 3 >
SN N
\_é ke} 0 S
NR N
Q
R-hand holder is recommended when L-hand holder is recommended when
workpiece is long or its diameter is quite workpiece is short."

small. If workpiece is too short to be holded
by Sub-Chuck, use L-hand holder under low
cutting conditions.

NTK

SS

H59




m SS Tools for Cutting off messss————————

Maximum diameter for cutting off : ¢5

[oT0)
| | CSV type 2l
] . = |/ o Q
8 For radial type tool post T } ﬁ
A 20 - A
— . Ly .
()]
0 , |
; = N i = e Right-hand type shown.
(7]
CSV-NC/CSV-NCF type
@ .y =
For gang type tool post : .
gang type tool p o |
L
. = < eRight-hand hown.
® The offset of the cutting edge of Igsv R?FOSKIYg-(E |Ss ;)n\:\;rd.
M Holder dimensions
Max . . Applicable Parts
Shape Toolholder Part No. ot dia .
R | L R[L|Min|b|L|m|r|g| KF = %
5492962 CSV® 07GX [ ) ar 85 7 05
5303169 | 5303193 07 ( BK ) 140 ]
5492954 08GX [ ) 85
88— 8 csvc
.1 5303151 | 5303201 08 [ JK J | k. _
Figure-1 5303136 095 ° 95(951140(95 0.1 00 (Sseltable LR1S-2.5%7 | CLR-15S
5303144 | 5303177 10 ® @ M 0[10] [10 J| below)
5474770 12GX [ ) 12112 85 1
5327929 12 [ ) 140
5514062 | 5514070 | CSVR4 08NC [ JK J 8|8 120l s 0.1
5789615 OBNC-F | @ 00~0.1 csvce
Figure-2|{ 5563010 10GXNC | @ 10110 185 | 10 — | (See table | LRIS-2.5+7 | CLR-15S
5477492 | 5477542 T0NC [ 3K ) 12011 0.1 below)
5477534 | 5477500 12NC ( K 12 (12 12

*%The max. cut off diameter varies depending on the insert used. Please refer to the table below.
7<CSV toolholder is interchangeable tool. All CSV type inserts can be used (back turning, grooving,
threading) on the same holder. (H80-83 for more information)

M Applicable inserts

S CSVC type
=
'g G Mt?_x. Dimensions (mm) | PVD-coated micro-grain carbides
= Sz FEENe breaFIzer E)l%fé?ag L|[r|w
2 (m) 9D R Stock L Stock
2 CSVC 11F?{V06 N 2.0 0.6 | 5352547 | @
2 o 11FRLV07 0.7 | 5324272 | @ | 5330840 | @
= § 11FR1V08 o KA 25 0.8 | 5324256 | @ | 5330832 | @
v; 11F%v09 | 5 0.9 | 5352554 | @
re 11F*V10 1.0 | 5303490 | @ | 5303599 | @
11F* V13 N 3.0 1.3 15311824 | @ | 5311816 | @
®R-hand shown. 11FRiV15 0.0 1.5 [ 5303615 | @ | 5303631 | @
CSVC 11FR1VB06 20| 7 1 0.6 | 5358734 | @
11FRi{VB0O7 0.7 | 5358742 | @
8 11F’%(VB08 | © 25 0.8 | 5356767 | @
i 11F?VB09 E 0.9 | 5358775 | @
N 11F*VB10 | 2 1.0 | 5358783 | @
11FRi{VB13 5.0 1) 1.3 | 5358676 | @
®R-hand shown. 11F?VB15 1.5 | 5358668 | @
H60 %The angles shown indicate the values when the insert is set into the holder.



NTK

Maximum diameter for cutting off : ¢10

CTPS type L

5.0

{ S

Maximum diameter for cutting off : ¢4

®Right-hand type shown.

CTPSR-SUB type -- . L
Applicable with 9 > a
sub-chuck T - = ! WU
g -t - 5”%,
o e .
i»# ®Right-hand type shown.

M Holder dimensions

Max. . . Applicable Parts
cutting- Dimensions (mm) insert | Clamping screw | Wrench
Shape| Code No.| Toolholder Part No. |Stock| off dia <5
w ol h|b|L|h|r < ¥ %
| 5346572 | CTPSR10 D 10 | 10 10 CTPS e i
P! 5397187 R12 o MR 2 12| "D 12| %0 |see table betow)]  RIS237 | CLR-15S
Figre-2| 5486717 | CTPSRO8-SUBO04 ° m 8 |8 [120]| 8 |- (SeeCtTaF;JSl;Oé);low) LRIS-2.5+5 CLR-155

< CTPS toolholder is interchangeable tool. All CTPS type inserts can be used (front turning, back tuming, cut-off, threading) on the same holder. (H84-85 for more information)
M Applicable inserts

CTPS type
Chip Max.ﬁcg!ting- Dimensions (mm) | PVD-coated micro-grain carbides
P O dia
Shape Part No. |y oaker Slgrllg wlL|6]|r ZM3VM1 Stock
D @i fplerfEEl r. - CTPS12FR i 12|35 5346275 | @ |5362587 | @
= E 15FR| 5 BN 1540 | |5346267) @ 5362595 @
=/ 18FR| © 1855 " |5346283| @ |5362603| @
N < a
¢ ®Right-hand type shown. 20FR 08 2.0 | 6.0 5374210| @ |5374194| @
Without Chipbfejke’% i £ CTPS12FRV 1235 5346937 | @ |5362611| @
ﬂ:":r_w:Ni g& 15FRV | & 1.5]4.0 20| 0o 5346929 @ (5362629 @
20 { O .
I /] 18RRV | = 1.8 (5.5 5346945 | @ |5362637 | @
O N ¢ :
v .Right-hand type shown. 20FRV 20 60 5374202 . 5374228 .
% 6 shows degrees on the holders tool.
CTPS-001 type
o (Max ctting:| ions (mm) PVD-coated micro-grain
. Chip- |“ofiga - | —'MENSIONS (MM carbides
Shape Cutting edge shape Part No.
) e e m §T\ CTPSO7FRN-001 o 0° |0.05| 5460670 | @
20 /)8 8
. a5 3
ON_ ~ i CTPS07FR-001 o BEKN 07 | 16" [0.05| 5441852 | @
¥ Ay
=H CTPSO7FRV-001& | © 20° | 0.0 | 5441860 | @
e Right-hand type shown. =) z

% @ shows degrees on the tool holders. Hé61



m SS Tools for Cutting off messss————————

Maximum diameter for cutting off : ¢ 12

H62

00
= | CTP type L
— . 5.5
(e} | Front/back clamping type
o ! —d
hed = v Q
2] 3 . —_—Hr L
] 22 ’T L ' Ll
;
(Vs ] AN .
SN
|
- ¢D / 15 S
Flgure'1 = ®Right-hand type shown.
CTP-OH type . L .
Front/back clamping type N 11
SPLASH BAR «ED : B | |
\ — L
0.5(X—1.0) I > T ]
Coolant hole ,,/ = ) | |
N
< NY{] ' i -:t
Coolant hole T Th
LL;‘ ET 010 :M6X 1
(12, (116 :Rc1/8 (PT1/8)
® L eft-Hand holders are designed for Right-Hand machines.
igure- (The positions for coolant supply connection are same between right and left hand.) ®Right-hand type shown.

(For mounting on back spindle) )

L+
CTPR-SUB type o
5.5
v QO
s | |

= .’/ \\,
S
P
(=)
£ | CTPL-SUB type )
3 15 <

k i

= ( ‘\ I <

N
16 _,30°
_ .
O
| 1.55
L+
® Left-hand type shown.




M Holder dimensions

NTK

Code No. Stock
Shape Toolholder Part No.

R L R|L
5131362|5131354 | CTP?1 08 L X )
5873849 | 5893458 10H o0
5089644 | 5089636 10 L L
5459730 | 5459748 12GX L L

Figure-1
5089651 | 5089669 12 L X )
5089677 | 5089685 13 o0
5459755 16H o
5183496 | 5183504 16 L L
5921853|5921861 | CTPR11012H-OH
Figure-2| 5918651 | 5918040 12H-OH
5921879 5921887 16H-OH
5571831 CTP®108-SUB
5607999 08J-SUB
5391610 10F-SUB
Figure-3
5605282 10KX-SUB
5474580 12GX-SUB
5391628 12-SUB
5570791 | CTPR108-SUB
5608005 08J-SUB
Figure-4
5499389 10GX-SUB
5482534 12GX-SUB

Max.
cutting-off
dia
(mm)

¢D

*%The max. cut off diameter varies depending on the insert used.
Please refer to page H64~65.

Applicable insert Patts
Dimensions (mm) PPICARE e Clamping screw|  Wrench
h|b|Li|hi|h2| f o
8 120| 8 | 4
LRIS-4x10PW
10100 "
10 10 2
120
85 CTP
CTP-X CLR-155
H64~65
120 LRIS-4x12PW
13113 1310 )
100
16 | 16 16
120
10 4475
12 CTP
CTP-X LRIS-4x12PW| CLR-15S
H64~65
16 16| 0
120
8 8 |4
110
CTP-FR(N)
80 (V) (W) : s
CTP-FRX LRIS-4%5 LLR-25
120 CTPX-FR(N)
H64~65
85
12 1210
120
120
8 8|4 CTP-FLK
10 CTP-FLKV
55| Geaby | LRIS-45 | LLR-25S
0l 1ol 2 CTPX-FLN ®) ®
CTP-FLNX
85 H64~65
12 1210

SS

H63




m SS Tools for Cutting off messss————————

M Applicable inserts

&
= CTP type
o
_8 M. | Dimensions | Micro-grain PVD-coated micro-grain
ine of di mm rbi rbi
v Shape Cutting edge shape Part No. mttgﬁ:]ﬁ)dm (tm) carbice Garbides
£ g i E| zws [ vm ] or4 B
g | ihcreted || | TR R S
§?— 10FR W 1067 ° 5089594 | @ 5847868 | @
S 10FR-SH O 1.0 | 41 | 15° |0.05 5788724 | @ 5847876 | @
M% 15FR , AP 5089602 | @ | 5284690 | @
20FR 20| 5125521 | @ | 5432372 | @
CTPO5FRN-SH 0.5 | 2.8 0.03 5788799 | @
r. L 10FRN N 10|67 5133327 | @ 5847884 | @
é? 10FRN-SH N 10 41] 0 5788757 | @ 5847892 | @
m_l% b 15FRN B 5133301 | @ | 5306543 | @
- o 20FRN 2.0 L 5133335 | @ | 5272224 | @
- (| | CTP10FRK 10 0.05 5131412 | @
ENETREN
5 i a7 35 L = 15FRK M 15 16° 5131404 | @
N, b /
B =
' e 20FRK 20 5131388 | @
r‘/: rz_% CTPO7FL 0 0.7 | 45 5126263 | @
g ; 10FL 1.0 o oo 5089586 | @
The above figures g . 16°10.05
denote the CTPFTIRR | 7] L L |:I 15FL 15|67 5089610 | @
type. 20FL 2.0 5125513 | @
6 indicatgs the {:mgle CTPOSFLN-SH B 05 | 2.8 0.03 5788773 | @
Whe”hthi 'T;ert isset | I 6-0 10FLN M 1067 5133350 | @ 5847900 | @
ino the holder. §g 10FLN-SH 10 410 5788765 | @ 5847918 | @
72 L 15FLN , IS ’ 5133319 | @ | 5378526 | @
20FLN 20| 5133343 | @ | 5273008 | @
CTPOSFLK-SH O 05 | 28|17 [0.03 5788781 | @
g T10FLK il 106716 5131420 | @ 5847926 | @
gL 10FLK-SH W 10|41 |17 5788807 | @ 5847934 | @
U% L _— 15FLK 1.5 0.05 513139 | @ | 5328240 | @
C r 20FLK N 20 | 67|16 5131370 | @ | 5280722 | @
R-hand shown. 15FLKB 3% 15 5645254 | @
(Without chipbreaker) L CTP10FRV 1.0 5576079 | @ | 5255708 | @ | 5264841 | @ | 5847942 | @
Ie 35
@ g1 15FRV 15 20 5576087 | @ | 5255682 | @ | 5264858 | @
S
" %‘ 20FRV 2.0 5576095 | @ | 5255666 | @ | 5264866 | @
0 6.7 —— 0.0
- . j["f"\: CTP15FRNV 15 5576111 | @
o m@
= = s 0
= o g
= —— {2 o 20FRNV 20 5576020 | @
S 20.0
S : CTP10FLV 10 5255641 | @ | 5264882 | @
° 7 u[ f .6
(7 H == mjj
=) _ /3 sl | 15FLV 15 200 5255625 | @ | 5264890 | @
= N =
2 The above figures - 20FLV 20 5255609 | @ | 5264908 | @
denote the CTP{ I FR 0 —
type. r. 6=0 CTP15FLNV 15 5576012 | @
6 indicates the angle |8 )
when the insert is set | = 5 670 100
into the holder. L L 20FLNV 20 5576004 | @
RN CTP15FLKV 5576103 | @ 5264874 | @
51 A 1.5 20
L 20FLKV 5392691 | @

R-hand shown.

%CTP15FLKB is the high performanceversion of CTP15FLK. (The rake angle is greater)

H64 - Indicates inserts available for machines with sub-chucking.



NTK

M Applicable inserts
CTP-X type Strengthened cutting edge with land

c uttiMa:ff A Dimensions (mm) PVgDr-aciga::taer%irgiém-
Shape Cutting edge shape Part No. ("[ﬁm)
oD w L C] re Stock
(With chipbreaker) .
B 1 . ! CTP15FRX 15 5360847 | @
re
20 g% i 16°
7 J—
‘O ¢ “a 20FRX 20 5360839 | @
)
—— e . 67 0.05
|
The above figures denotes . L | 0 CTP15FRNX 15 5360813 | @
the CTP{_i_iFRX type. e X 0
6 indicates the angle when g? J.—
the insert is set into th T geor
ol O 6 20FRNX 2.0 5360821 | @
R-hand shown.

M Applicable inserts

« 4
CTPX type
. Va. | Dimensions (mm) PVD-coated micro-grain carbides
Shape Cutting edge Part No. Cutting of da
shape (mm) 5 5 3
A zvs E| ams E] p14
(With chipbreaker)
. L CTPX15FR 15 5334909 |@ | 5535729 |@ | 5827514 | @
o5 .
i) 16
e 20FR 2.0 5334834 |@| 5535745 |@ | 5850169 | @
CTPX15FRN 15 5535711 |@| 5850193 | @
0
S 20FRN 2.0 5535737 |@| 5850144 | @
[ A R 0
w0 CTPX15FL 15 5850227 |@
TON 3 6.7 | 16° | 0.05
7 20FL 2.0 5850185 | @
— CTPX15FLN 1.5 5535653 | @ | 5850201 | @
0
20FLN 2.0 5535638 |@| 5830468 |@
N CTPX15FLK 15 5535646 |@| 5850219 | @
el i 0 16
T | 20FLK 20 5535620 |@| 5850177 | @
R-hand shown.

[ 1---Indicates inserts available for machines with sub-chucking.
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m SS Tools for Cutting off

Maximum diameter for cutting off : 16

(oT0)
£ CTPA type . — —
(e} | Front/back clamping type 7.5 | R ¥ IS R
: L = SO =
a ] — L i 1 :[_‘:I
u;, ; /,/ > \\\\ :_T i
R4 : )/ L : =
oD 19.5 <

Flgu re-1 ®Right-hand type shown.

(For mounting on back spindle) )

CTPAR-SUB type N
7.5 = >No ] §
2 -1—"—"";ﬁ: Y . g g
Ve an sk , ]

h1
/7 .
g

7.5 o
= 155 e Right-hand type shown.
Igure'z ® For machining of short length work pieces
CTPAL-SUB type
19.5 <
- !
< A \ | <

S @ |
e f i |
— \ /
=] D A S/
= ¢ S~ \.?oo
= L
= :
(& A o
S | P T
m T
S 7.5 L
-

. o eft-hand type shown.

% Flgure-3 @ For machining of very short length work pieces

H66
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M Holder dimensions

N Parts
Code No. Stock | Dimensions (mm) Applicable insert Clamping screw | Wrench
Shape Toolholder Part No. c"tzﬁﬁ]ﬁ)d'a : )
R L RL¢Dth1h1thzflo J
®)
5199187|5199153| CTPA%(10 |®|® 1010 102 RIS om
CTPA (cutting-oﬁ)
5199195(5199161 12 @@ 1212 [120 12 CIPAX (cutting of CLR-155
. H68~69 | pis-griopy| @
Figure-1 v — |—10.0
TBPA ®
5199203 5199179 16 @@ 1616 |16/ 0 back wahing
H45
5459540 5459557 20F |@|® 20|20 |80 | 20 RIT 10| LR
5600770 CTPAR10GX-SUB 10] 2
85
CTPA-FR(N)(V)(NV) e _
Figure-2| 5454681 12GX-5UB 20 0.0 |CTPAX-FR(N) LR'(SB)“ > L”EB)255
] H68~69
12] 0
5570676 12KX-5UB 120
7
5505904 | CTPAL10GX-SUB 10] 2
85
5454699 12GX-SUB 20
LRI o, )
Figue3 — 12 s5|cPACFLONG| R |
5570684 12KX-SUB 120 | o0 H68~69
5604871 16GX-SUB 85|16 |28

*The max. cutting off diameter varies depending on the insert used.
Please refer to pages H68 and H69.
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m SS Tools for Cutting off messss————————

M Holder dimensions

(oT0]
c
= CTPA type
3
] Max Dimensions ) o .
” n— Toolholder oot No gl 0 PVD-coated micro-grain carbides PCD
‘é Part No. A zvs | ams ] v E oT4 [ po1 E
gy | Withctipbreaken cTPAO7RR XN 0.7 (45 5501242| @
o L 10FR 111.0(6.7 5501218 | @
gL AT 16°[0.05
J& 15FR 15 5248075| @ |5270020| @ |5439328| @ (5855077 | @
6.0 9.2
20FR 2.0 5194113 @ 5229596 | @ |5439310| @ [5854997 | @
CTPAOZFRN  R:X0M 0.7 4.5 551249 | @
L 10FRN 111.0/6.7 5496880| @
i) 0.05
™ oo 15FRN 15 5271473 @ |5556881| @ | 5415096 | @ [5855051 | @
o
20FRN 5199146| @ |5562715| @ |5476338 | @ [5854989| @
312.0(9.2
20FRN-P 0.1 5781620| @
@E ' S1-Comer Spec.
(PD1) 30FRN 3.0 0.05 5789151| @
CTPAO7FL 0N 0.7(45 5501234| @
=7 ]
50 =/ 10FL 11.0/67 5501226| @
1 o— ! §
e | 15FL 15 5342688 | @ 5855101 | @
' L 6.0 9.2
T/: 20FL 2.0 5199138| @ 5855036| @
0.05
CTPA10FLN 0 6.7 5496898| @
1.0—
gI : 10FLND 5789599| @
7|9 15FLN 15 5286349 | @ | 5562707 | @ |5365747| @ (5855085 | @
= L 0
= 20FIN  RIEXG 9.2 5199120 @ |5250964| @ |5439351 | @ (5854971 | @
= 2.0
= 5781646
§ @E 20FLN-P 0.1 i1-comer spec. ®
(=)
@« (PD1) 30FLN 3.0 0.05 5782677| @
(=)
o
” CTPAOZFLK  :E-W 0.7 4.5 5505912| @
(7]
10FLK 0 6.7 5496906| @
L 1.0—
gl _Y,\ (10N 16.0 16°|0.05|5789607| @
re -9
o The above figures L 15FLK 1.5]9.2 5248083 | @ |5562699 | @ [5476320| @ |5855093| @
'c_J_e'r[c_)‘te the CTPA 4
.é-Hi--fF“YPe- 20FLK 2.0 5199112| @ |5250774| @ |5439369| @ (5855002 | @
-hand shown.

¥¢ 0 indicates the angle when the insert is set into the holder.
- Indicates inserts available for machines with sub-chucking.
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SS

M Applicable inserts
CTPA type
m.M“" i Dimensions (mm) | Micro-grain carbide {PVD-coated micro-grain carbides
Shape Cutting edge shape Part No. C(IE:I) ¢ =~ = =
SR i [ zms | v E
(Without chipbreaker) | f=\ [ L .
i) , CTPA20FRS 0 0.05 5378823 | @
CTPA20FRVE LN 2.0|92 | 20° 5576038 | @ 5264916 | @
0.0
CTPA20FRNVE 0 5576046 | @
CTPA20FLS 0° |0.05 5225255 | @
CTPA20FLV® BRI 20 5264924 | @
2.0(92
CTPA20FLNVE 0° | 0.0 |5576053| @
@ The above figures re
CTPA20FLKVE® 20 5576061 | @ 5264932 | @

denctesthe CPAT S | 8 i
TR L

@ R-hand shown.

¥ 6 indicates the angle when the insert is set into the holder.

[ Indicates inserts available for machines with sub-chucking.
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m SS Tools for Cutting off

Maximum diameter for cutting off : ¢ 20

o7 ———
= | CTPW type
—_ = Tar = =1
o L
= s : ]
v [y
4 j
o}
u;, =
< \;’lll@‘,' IX =
®Right-hand type shown.
M Holder dimensions
_ _ Applicable Parts
Code No. Stock IMax. . Dimensions (mm) insert Clamping screw | Wrench
Toolholder Part No. cuth(ngn(]);f e P @
R L RL¢Dth1h1f(’T' =
' e
- 5487004 | CTPWRL10A | — | @ 10 12 9.95
5443593 - 10 @ - 16 '
- 5488150 12A | - | @ 12 CTPW25. R4
O 12 120 {11.95] 0.6 LRIS-4+10 | LLR-25S
5443601 = 12 (@ | - 16 (See table below)
5443627 | 5486980 16 (K 16 | 16 15.95
5443635 | 5486998 20 (K 20 | 20 19.95
M Applicable inserts
CTPW type
i SlrEEEE) PVD-coated micro-grain carbides
Cutting edge Chip- | g of da
Shape shape PR breaker | (mm) 3 3
¢D w L 9 let1 | Ie2 R g L g
- o CTPW25F?1 17°10.05]0.20| 5437991 | @ | 5487053 | @
3 ,
P +5 CTPW25FRIK  |Provided 17°10.05]0.20 5487012 | @
E 0 j“:}—
[=] =4
'E g L 3 re2
a @s) : . 'L-i CTPW25FR(N V0N 25112 0° |0.05/0.05] 5438056 | @ | 5487046 | @
\
’W @H‘*#
CTPW25FR{P& 17710.05(0.20| 5443650 | @ | 5487038 | @
None
3| CTPW25FR{NV+ & 0° {0.00]0.00| 5438049 | @ | 5487020 | @
®-hand shown. :

% This insert is made to be multi-functionally.
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Maximum diameter for cutting off : ¢ 20

CTV-K2 type
Front/back clamping type [
= [
®Right-hand type shown.
CTVN-K2 type
Front/back clamping type B
£3) — 4
LS
[%)]
M Holder dimensions -
- Applicable Parts
Code No. Stock| Dimensions (mm) insert | Clamping screw | Wrench
Shape Toolholder Part No. L
(mm)
R L RL¢thbL1h1szLs’ N
N N
5111919/5111927| CTVRi10K2 (@ @ ), 110110/120/10 Vs
Figure-1 5459763 12GX2| |@PLI 7o) o |, [85] |00 00111 | (oo | A0S-5+16 | LW-2.5
5111950511935 12K2 @ ® ' 120
- 5208236 CTVN10K2 | @ 22(10]10],. 110[3.9 CTv-S e .
e 0824 12K2 TW(Z.S) 1211212121292 M (see taple elon) | A057>*16 | L7255

’S type is used.

M Applicable inserts

CTV-S type

f . PVD-coated micro-grain

Shape oot No. Dimensions (mm) carbides
.l re oL CTV22NO05S 0.05 5111976 )
. 2@ Lo 22N10s | > o |00 s | e
7 = [CTV25N05S 2 005 | 511204 | @
L 25N10S ' 0.10 5112073 (]
@ CTV22R05S 23 0.05 5111968 o
RN 22R10S ' 0 0.10 5112008 )
. CTV25R05S . 0.05 5112032 ()
@ ok Eﬁe 25R10S ' 7 | 010 5112065 o
CTV22L05S - 0.05 5111984 )
Neutral (N) Rhand ®)  L-hand (L) 221105 0.10 5112016 g
CTV25L05S - 0.05 5112040 )
T 25L10S ! 010 | 5112057 °
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m SS Tools for Cutting off messss————————

CUT DUO High rigidity cut-off tool
Renewed CUT DUO

Improved clamping system offers
more stable machining

(oT0)
=
°

(o)
)

(7))
8L

S
(7]

Larger clamp screw is used
to enhance clamping force

Improved anti vibration performance
with newly designed clamping system

Prevent insert movement by
minimizing insert pocket gap

Redesigned toolholder offers increased [Redesigned toolholder shape]

reliability and productivity
Precision ground chipbreaker enables low cutting force and good
chip control

New PVD coated carbide "DM4" is available Il Chip control

Cutting condition  ve=80m/nin WET

f 0.05mm/rev 0.08mm/rev 0.12mm/rev

© (@
© ©

M Triple Dimple Structure M Example

Clamping System * check points Shaft Cut-off

SCM435

SUS304

Cut Duo offers longer tool life in all types of
hard to cut materials, like, carbon steel, alloy
steel, SUS304, SUS440C etc...

§ €D rulling in system to avoid dropping off Work Material:
= SCM435
= (1) Smoothly attach by guide function
= Cutting Speed:
2 B Stable clamping on convex configuration 80m/min é
2
[=}
= Feed speed : N: N\
17} 0.05mm/rev
(7]
Coolant :
WET AN

& e]" el 6,000pcs/corner ‘

competiter's PVD coat 3,000pcs/comer

{upper-view)

G

CUT DUO get’s donble tool life and exellent
finish.

(side view)
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M Applicable inserts
Max. Cut-off diameter ~ $20. ~ ¢25.4, ~ $32. ~ $34

CTDP type

Double edges Lo

L1

| -

hi

\D\
3
h2

®Right-hand type shown.
M Holder dimensions
Code No. Stock Dimensions (mm) Ap_plicable Parts
Nat insert | Clamping screw |  Wrench
Toolholder Part No. ml'gmﬁ)dw
R L RLwth1h1hszzD’“’ \/
5750534 | 5750559 | CTDPR{ 10-20D20 @®|® 20|10 |10 [120] 10| 2 [10.15/19.0
5717087 | 5717079 12-20D20 ®|®20|12|12[120[12| 0 [12.15[19.0 - CTDP20 | LRIS-4%12
5717103 | 5717095 12-20D25 @ @®|20|12|12]120] 12| 0 [1215(22.0 (See table belon) #1 HR-255
5750567 | 5750575 16-20D25 ® ®| 20|16 |16 |120| 16 | 0 [16.15(22.0 ‘
5842299 | 5842307 16-20D32A (@ |@®|2.0| 16| 16 [120| 16 | 0 |16.15[27.5
5842331 | 5842349 2012-20D32A (@ (@ | 2.0 | 20 | 12 [120| 20 | O [12.15|29.5 0 (Se(e:-{aﬁ:)bze(t)ow) LR'S;:m LLR-285
5842315 | 5842323 20-20D32A |@|@®|2.0| 20 | 20 |[120] 20 | O |20.15|29.5
5842356 | 5842364 16-25D34A |@ |@®| 25|16 | 16 [120| 16 | O |16.15(28.5
5842398 | 5842406 2012-25D34A (@ |@| 25| 20 | 12 |120] 20 | O |12.15|29.5 (Seijzbzeiw) CSO‘Z’; :LSH L\:<V33
5842372 | 5842380 20-25D34A |@|@®| 25|20 | 20 [120] 20 | O |20.15|29.5
%1 Recommended tightening torque 3.0N.m %2 Recommended tightening torque 5.0N.m

%3 Parts had been changed since June.2013. (Old)LRIS5*10=(New)CSO0516LSH  (Old)LLR-285=»(New)LW-3

M Applicable inserts

Dimensions (mm) PVD-coated micro-grain carbides
Shape Part No.
CTDP20N . 10.05| 5717012 5717004 | @ | 5844972 | @
20N02 0 0.2 | 5716998 | @ | 5716980 | @ | 5839352 | @
) 20R6 20 e 005 [ 5717038 ® [ 5717020 | @ | 5844956 | @
20R15 15° | 0.05| 5717061 | @ | 5717046 | @ | 5844964 | @
ri 16 CTDP25N o 0.05| 5750682 | @ | 5750690 | @ | 5846944 | @
25N02 25 212 0.2 | 5750708 | @ | 5750732 | @ | 5846936 | @
25R6 6° | 0.05| 5750740 | @ | 5750757 | @ | 5852694 | @
25R15 15° | 0.05 | 5750765 | @ | 5750773 | @ | 5849377 | @
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m SS Tools for Cutting off messss————————

Maximum diameter for cutting off : ¢45

o L
CTV(-S) type =
Ls
i Ll < I
T | T
2 _ t @
05| # ,
- 6y I
. f N =
¢D/ I eRight-hand type shown.
CTV-X type e |
~.\
S X\ N < -
I o
Q
37 o R o
45 x
T X
- Qt L
Ls
- L, L
! ® Left-hand type shown.
- L
CTV-M(B) type -
Ls
¥ < ___a__ o
“j ot .'l 7 —
b Al t®
05 [
_.VL H 60*_i
S : i : :
. g AT =
¢D e Right-hand type shown.
M Holder dimensions
. . Applicable Parts
Shape Toolholder Part No. cuttér:ﬁ;f;dm
R L RIL| oD |w|h| b |Li|hi|f |L:]|Ls N
5904131 CTVRL16K25S |@ 75 16 | 16 16 |16.5 CTV25(
5904180 2025 | @ n 120120 20 [20.5 2 122 H75
5904149 16K30S |@ 30 16 | 16 16 165 1 oeTv3oT
5904172 20K30S (@ 120120 15 20 (205 H75
5853619 | 5853627 16K25 o0 25 16 | 16 16 |16.5 CTV25
Figure-1| 5853643 | 5853635 20K25 o0 120120 20 (205 H75 BS0620 Lil-4
5853593 | 5853601 16K30 [ J[ ) 30 16| 16 16 |16.5 CTV30i
5853577 | 5853585 20K30 o0 " 120120 20 (205 1 185 H75
Tl oCTv2s
5120423 | 5122197 191312 @ @ 25 19113 1140 19 1130 H75
5120431 | 5122189 1913130 @@ 30 CTV30: 1
Figure-2 5595384 | CTVL2012K30X-1 [ ) “1201(12 (125|120 | 3.0 H75
5177100 CTVRL16-25M |@ 16 16 CTV25.
5185541 20-25M (@ 20 20 H75
Figure-3| 5185566 16-30M | @ 16 120 16| 0.5 B3| 1 V30 BS0520 Hi=3
5183314 20-30M @ 20 20 H75
5162219 | 5184528 25-308 o 25150 25 345|235 BS0625 LW-4




NTK

M Applicable inserts
CTV type

Dimensions (mm) | PVD-coated micro-grain carbides

Shape Part No.
wi L |6 | r Wd (@], Ic JStock

CTV25N 25 5862248 | @
o
6.39 . L
0 - 30N 3.0 5864145 | @ | 5972997 | @
3(>E ;f”_é“_——_'_q:
b o
Ief
@ 25R 25 5868633 | @
iy 12 0.20
30R 3.0 5866892 | @
H \
] | 8
Neutral (N) R-hand (R L-hand (L) 25'- 25 %
V"_
30L 3.0 5129564 | @

Dimple type insert 6

-

Dimple

ay
w +0.05

CTV30NO38 3.0 12| 0° |0.20 | 5524921 | @

=y ,+4
L

.
@ 25\ CTV25R00A | 25 5162003 | @
gl =
.
@ 30R00A 3.0 5185327 | @
0.05
12
or less
25R00B | 25 5185178 | @
17°
Rehend ® - hand © 30R00B 3.0 5183223 | @

—
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m SS Tools for Cutting off messss————————

Maximum diameter for cutting off : $37.5

(oT0)
=| | NTGW type -
— agn .
(e} | 2-corner specification f X
(o] | Q
whd | .
v
)
- — ®D
; (Max. cutting-off diameter) ; L o
(7)) (Max.cutting-oﬁdia(rzn’ett)e}withbackspindtg) . : .
® Left-hand type shown.
M Holder dimensions
g |Sg ) ) Applicable Parts
Code No. Stock | £.2 E’?: Dimensions (mm) insert Clamping screw | Wrench
Toolholder Part No. g é =
R L RiL{(m (m|w| h|b|L|h|Ff |Lz|he ’ =
®D | ¢D =)
5500574 | 5500582 | NTGWR11010-2 @ @ ( 10110 10 9.2 2
19 —
5500590 | 5500657 12122 | @|@ V)¢ 0 12 | 12 12 |111.2
5500665 | 500673 1616-2 |@ | @ PLIIPYIN 2.2 | 16 | 16 [120] 16 |15.2/19.5] | K- W22 o 46 936/p | TORX-T1S
0 (See table below,)
5559992 | 5559984 20122 @@ 12 12 |111.2
0 0 20 27
5559976 | 5559968 2020-2 @@ 20 20 [15.2

M Applicable inserts

Dimensions (u) PVD-coated micro-grain
= Shape Part No. Gabides
=
()
] KTNwW22J 19.80 0.20 5500756 [
(7]
g N d
v s j=>————=}
@ ol 22JS 19.45 5500541 )
2.2
: | Neutral : KTNW type KTRW22JS6D 6° | 0.02 5500558 ([
. JL_ > KTRW22JS6D 20.55
i e o= KTRW22J515D
22JS15D 15° 5500566 [
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Maximum diameter for cutting off : ¢ 40

NTG type

oD .
1 -corner SpeC|f|Cat|On ) >< i ) [Max. cutting off diameter by work shape]
ét "\ ﬁ I Qt Part. No. Round bar  Pipe
- |

-
e

< O 7 I — g
» NTGR2020-2 /% 3 2
L S
2 NTGR2020-3 Z N7 S——— '—1' 3
::I:I:l:l N y 'Qt %
|
® Left-hand type shown.
M Holder dimensions
: . Applicable Parts
Code No. Stock . Dimensions (mm) insert | Clampingscrew] Wrench
Toolholder Part No. cmtémf;dm | & B @
R L RIL ¢thbL1h1szLahzv
= B < (B)
5103882(5103890| NTGR1 1010-2 (I ] 20.0 10/101(120/10 9.1/ 19 | 10
Cachii [EECCCNS 0 12112 2412 111 21 |12 2 KTN22) SR_16<;\>236/P TO%HS
5103908/5103916 12122 [@|® 22 ' ' KKTTRRzzzzJJfSDD
5103924|5103932 1616-2 (@@ 0 16 | 16 16 |15.1/ 28 | 16 (See tzble beow) | SR-16-212(A) | TORX-T20(4)
5103940/5191689 2020-2 L I 1 34.0 120 19.11 3317 (50520(8) | LW-4(B)
20120 20 0 [TKTN30J
51039575191671 2020-3 [ ) 1 40.0 EXY 18.8| 36 | 20 KTR30J8D | CS0620(B) | LW-5(B)
(See table below)
M Applicable inserts
KT type
<h S Dimensions (mm) PVD-coated micro-grain carbides
ape art o. w L 0 I7e Stock
Ie
R L KTN22J 2.2 0" | 017 | 5103965 o
~ -i:==l:-
= I
. 30J 3.0 0° | 0.25 5103999 [ )
T | KTR22J8D 22 1162 | & 017 | 5103973 ®
Neutral KTN type
- A T 30J8D 3.0 8 |0.25 5104005 ()
15° =g -
n) R/L KTR22J15D type 22J15D 2.2 15° | 0.00 5103981 e
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SS Tools

Original Series

H

@ CSV throw away type for machining of ultra small diameter - - - - H80
® CTPS suitable for radial type tool post ---- H84
@ Y-axis holders for Y-axis cutting operations ---- H86
oShift holder -+----++ceeveeereennaaann H90
O DS Sleeave - - - .- - H91
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m SS Original Series

For machining of ultra small diameters

CSV Series

oT0)
£
o
o
et
wv)
4
S
v

Original edge shape shapes
Highly accurately honed edge

@ Changing to this indexable type insert from brazed tools eliminates
the need for regrinding and ensures repeatable results !

@ Offers stable and precise machining with highly accurately honed
Cutting edges !

Best for machining work pieces with a very small dameter of 95 or ess

I Actual machining examples
Machining of wrist watch part ®\Work material : SK4 Machining of rivets ®\Work material : SUS630

Cutting speed (m/min) =15 Cutting speed(m/nin)=20
Feed rate (mm/rev) = 0.007 I % Feed rate(mm/rev)=0.015

' Depth of cut (mm)=0.3

Depth of cut (mm) = 0.03
.g p 22[ H
I8 | Coolant : WET oz EEEEE Coolant : WET
s 40,000 pcs. 70,000 pcs.
=)
= Brazed grade insert | 20,000 pcs. [) Brazed grade insert 10,000 pcs.

The CSV series exhibited excellent machining accuracy and overwhelmingly longer tool life in the machining of very small diameter work pieces.
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CSV type
For radial type tool post c)i

= /@7 ! <

wl

L
®Right-hand type shown.
CSV-NC/CSV-NC-F type

For gang type tool post
S~ /@ ,EU 4 Q9

i

Ly
- @
= <

. ® Right-hand h .
® The offset of the cutting edge of (IZ%V M%%Nt%/_;;ei: S%V;TL

M Holder dimensions

Parts
Code No. Stock Dimensions (mm) Clamping screw [ Wrench
Shape Toolholder Part No. Apipngg?f 8
R L RIL|h|b|Li|h| f |g
5492962 CSVRi07GX |@ 85
717 7 0.5
5303169 | 5303193 07 0 140
5492954 08GX d s ls 8 8 CSVF (front turning)
5303151 | 5303201 08 o0 oo i
Figure-! 0.1 Ve roo\g”n) LRIS-2.5+7 | CLR-15S
5303136 095 @ [95(95/140/95 CSVT(tghreadinE)
00" Hga~83
5303144 | 5303177 10 ®|®| 1010 10
5474770 12GX |@ 85
1212 12
5327929 12 ° 140
5514062 | 5514070 | CSV’{ 08NC (0 0.1
8 (81120 8 .
5789615 08NC-F |® 0.0~0.1 ESS‘\’,FB%;‘)C”; ttu”rrgi'gg))
Figure-1| 5563010 10GXNC |®@ 85 = g‘(,%igﬁ%gﬂg LRIS-2.5+7 | CLR-155
10110 10 (SVT(threading)
5477492 | 5477542 1ONC (@@ 0.1 H82~83
120
5477534 | 5477500 12NC ee 12|12 12
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m SS Original Series

M Applicable inserts

[oT0)
c .
= CSVF type for front turning ¢
(o]
_8 k= Dimensions (m) PVD-coated micro-grain carbides
g Cutting
0 Shape Part No. = edge” | I i“!ig-!z !il _:iii
_ﬂ S (axB?) R |[Stock| L [Stock] R |Stock| L [Stock| R [Stock| L |Stock
R 3X5° 1 7
u;’ ‘{@)}v CSVF11FRV 03X5 5303516| @ | 5303557 | @
‘ 0.0
Thickness:Z.Sa - 11FRA.V'A ® 0-3X2n 5358858 .
—4# 5 0.0
% s 11FR4V-M 0.15x2° 5436019 | @ 5386248| @ | 5386255 | @ | 5850235 | @
* 11FR(V-C 015%5 5358577| @
® Right-hand type shown.
CSVF11FR41VB 03X5° 5313168 @ | 5313150 | @
R k=] o
o) 0 T1F3VB-A |3 03x2 y 5358692 @
Jﬂ 11FR{VB-M | & 0.15x2° 5436001 | @ 5386263| @ | 5386271 | @ | 5850243 | @
11FR<VB-C 0.15X5° 5358700 @
® Right-hand type shown.
—For profiling —
. |CSVF1TFRVX | — oo 5356366 | @
Thickness:2.38 7
®L-hand shown.

%The angles shown indicate the values when the insert is set into the holder.

CSVB type for back turning €D
& | ) |Dimensions (mm) PVD-coated micro-grain carbides
B | nacitg Yiofte| Cutting mm
Shape Part No. S| o |atgege| edge | e
S ()| W (axp) R |Stock| L [Stock| R [Stock L [Stock| R [Stock| L |Stock
e CSVB11FRLV 03X5° 5303573 | @ | 5303532 | @
A
& 11FRLV-A 03X2 5358791 | @
< . 1.00
' i’ T‘*' T1MFRAV-M | o 015x2| | 5435995 | @ 5386289 | @ | 5386297 | @ | 5827480 | @
5 0.0
s MFRLVC | = 0.15X5° 5358809 | @
H
50| \02 11FR4LV12 1.20 5344890 | @
: 03X5°
11FRLV14 1.40 5344908 | @
CSVB11FR1VB 0.3%5° 5358825 | @
11FRLVB-A 03X2 5358833 | @
1.00
11FRLVB-M | & 0.15x2"| | 5435987 | @ 5386305 | @ | 5386313 | @ | 5827472 | @
= 0.0
11FR4VB-C S 0.15%5° 5358841 | @
11FRLVB12 1.20 5358718 | @
03x5°
o Right-hand type shown. 11FR/LVB14 1.40 5358726 | @
—For profiling—
(7]
2
o
) y
= jickness:2. I 3
£ et | |aum |CSVBIIFRAVX | 5 — | = oo 5358817 | @
=2 r
Lo
<)
-L-;;i shown.

*The angles shown indicate the values when the insert is set into the holder.
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CSVC type for cutting off  ¢ED
g M. g Dimensions (mm)|PVD-coated micro-grain carbides
Shape Part No. S| R
S| (m R |Stock L Stock
CSVC11F®?LV06 8 0.6 | 2.0 5352547 | @
11F4 V07 0.7 5324272 | @ |5330840| @
8 11FR4V08 o PEdN 0.8 | 25 5324256 | @ |5330832| @
| g 11F%V09 | & 0.0 [5352554| @
. 11FR(V10 | = 5303490 | @ [5303599| @
11FR4V13 3.0 5311824| @ |5311816| @
® Right-hand type shown. 11FRA.V15 5303615 . 5303631 .
. CSVC11F®?1VB06 2.0 5358734| @
= 11FR{VBO07 5358742 @
V 0 11FR(VBO8 | 8 25 5358767 | @
Sr;i 11FR4VB09 g 0.0 [5358775| @
SUP 11FRL{VB10 | = 5358783 | @
- = 11F*{VB13 3.0 5358676 | @
® Right-hand type shown. 1 1 FRA.VB‘I 5 5358668 .

%The angles shown indicate the values when the insert is set into the holder.

CSVG type for grooving @
g M. g Dimensions (mm)|PVD-coated micro-grain carbides
Shape Part No. S| wlilr

S| (m R |Stock L Stock
CSVG11FR1V025 0.25 5354634| @
11F*4V030 0 0.30 0.50 5344940 | @
11FR4V035 035 5354402 | @
11FR{ V040 0.40 5344932| @
11FR4V045 0.45 5354394| @
11FR4VO050 0.50 5354642 | @
11FR4 V055 ) 2 0.55 5344924| @
11F*{ V060 0.60 5344916 | @
11FR4V065 0.65 5354410| @
11F’V070 | 0.70 1.00 5354428 | @

11F4 V075 é 0.75] 0.0 (5332812 @ |5332820| @
11F*{ V080 0.80 5358650 | @
11FR4V085 A0 0.85 5354436 | @
8o 11FR{ V090 0.90 5354444 @

% 11F*4V095 0.95 5332846 | @ |5332838| @
. 11F*{ V100 1.00 5352562 | @

L 11FR4V110 1.10 5358643 | @
11F*4V120 1.20 5352570 | @ |5357561| @
11FR4V130 QI8 1.30 | 3.00 5358627| @
11FR{V140 1.40 5358619| @

®Right-hand type shown. 1 1 F RA_V‘I 50 1 50 5358601 .
CSVT type for threading €D
g Applicable thread | Dimensions () |PVD-coated micro-grain carbides
Shape Part No. 5 Pitch r.
S R Stock L Stock
7\ 0.35+0.05
) — e
K © | csvT11FR(P60-035A | 5 MUPERIIH RO.03UAX |5344874) @ (5386909 @
3.00 Right-ri:and type shown.
T~ ] ]
N o8 N CSVT11FR1P60-035B | S RO.03MAX 5344882 | @ (5386917 | @
Thickness:2.38 0 |\ oo =
@ Right-hand type shown.

*The angles shown indicate the values when the insert is set into the holder.
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itable
l,.u
rordiadia AtY2S CTES

@Designed to be used for back turning, cutting-
off, grooving and threading

@The same common holder accommodates all
insert types

@®The dedicated SVAC-N type is offered for
front turning

CTPS type L,

oT0)
£
o
o
et
wv)
4
S
v

< ([ ® f
Qi g QI
e Right-hand type shown.
M Holder dimensions
) ) Parts
Dimensions (mm) Clamping screw|  Wrench
Shape Code No. [Toolholder Part No.|Stock Apiglslg?tb le
h|b|Li|hi|F
TBPS(back turning)
5346572 CTPSR10 ® (1010 10 (See table below)
N CTPS(cutting-off) 9 Ex -
Figure-1 120 0.0 GTPS(grooving) LRIS-2.5+7 CLR-15S
5397187 R12 ® 1212 12 TTPS(threading)
H85
TBPS type for back turning
o Part N Z E'f'icﬂn:; 19&812 cﬁt‘il:“adbeleth Dimensions (m) PVD-coated micro-grain carbides
. = |t U
ope R - N IR 23 B VM1 B2

(w/ chipbreaker)

W
TF

re

.
9 ——— | TBPS60FR00 0.0 |5346150) @ |5362553| @

60°

Provided

35| 60 2.50

6
a

60FR10 0.1 |5346168| @ |5362561) @

®Right-hand type shown.

»

] {W/o chipbreaker) P

P T—,—J‘—‘—/—:i‘ 5 3 &

© 20 B 0]

=, / TBPS60FRV § 0.0 |535705| @ |5362579| @
S

95| 6.0

SEae A
——

@ Right-hand type shown.
*The angles shown indicate the values when the insert is set into the holder.
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CTPS type for cutting-off
sh e Z| M Dimensions (mm)  |PVD-coated micro-grain carbides
ape i i Slatigtlad) w | L | 6 | re V4K AV /" ¥ Bl stock
{W/ chipbreaker)
8 L CTPS12FR MBS 1.2 | 35 5346275 | @ | 5362587 | @
:ﬁ“ E
20 0 15FR § B 1.5 | 4.0 5346267 | @ | 53625% | @
E, @\ s 5&37 E 16° | 0.05
< . A 18FR |= 18| 5.5 5346283 | @ | 5362603 | @
& 0
20FR K 2.0 | 6.0 5374210 | @ | 5374194 | @
@ Right-hand type shown.
{W/o chipbreaker) % L
8 CTPS12FRV 1.2 135 5346937 | @ | 5362611 | @
m re L
» " 15FRV ° 151 4.0 5346929 | @ | 5362629 | @
=) c o
R = 00
g ¢ 18FRV 18| 55 5346045 | @ | 5362637 | @
ré.‘ / l
6 20FRV 20 | 6.0 5374202 | @ | 5374228 | @
@ Right-hand type shown.

%The angles shown indicate the values when the insert is set into the holder.

GTPS type for cutting-off
o B Dimensions (mm) PVD-coated micro-grain carhides
ape I N2 w | L | re|Hecienahiigdeph 4,7, I VM1
W Eilplaeeiay GTPSO75FR  |0.75| 1.5 5346952 | @ |5362652| @
|
& 1%
| & 095FR 0.95 5346960 | @ | 5362660 | @
20 o 2.0
E @ S L 100FR 1.00 5346978 | @ | 5362678 | @
N 0.0
r/: V 120FR 1.20 5346986 | @ | 5362686 | @
S_;'O / / 150FR 1.50| 3.0 5346994 | @ |53626% | @
re _ 200FR 2.00 5347000 | @ | 5362702 | @
®Right-hand type shown.
TTPS type for threading
sh S Dimensions (mm) Applicable thread | PVD-coated micro-grain carbides
ape art No. (utting ecgeshape | £ Ie Pitch Stock Stock
TTPS60FR4A A 5346648 | @ | 5362710 | @
= 0.4 0.05MAX | |
o : flat
60FR4B B 5346663 | @ | 5362728 | @
b 60FR8A A 5346689 | @ | 5362744 | @
0.8 0.05 |
g 60FR8B B 5346671 | @ |53627%| @
<[
type N 60FR-N N 1.25 0.1 | 5346655 | @ |5362751 | @
® Right-hand type shown.

%The angles shown indicate the values when the insert is set into the holder.
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m SS Original Series

A great solution to solve
chip control problems

Toolholders developed from an innovative
idea to utilize the tool change control axis
(Y axis) of automatic CNC lathes with a
gang type tool post

Holders enabling front turning, back turning,
grooving and multi-functional machining
have been made available by utilizing the
Y-axis control.

®A solution for better chip
control by gravity evacuation

Holdlers with coolant-through specifications are
also added to the series

® The through coolant further improves
chip control performance

@ Coolant fed from the flanks works
better for wear control and more
stable machining



NTK
M Machining concept

Standard machining Machining with Y-axis holders

In feeding

In feeding

Programming example Programming example
®T300 ---Calling the tool ®T300 ---Calling the tool
@G0 Y11.0 Z0 T3 ---Positioning the tool @G0 Y11.0 T3
3®G1 X8.0 F0.08 ---Cutting depth: 8.0 mm X0 ---Positioning the tool
®2Z5.0 F0.05 ---Cutting length: 5.0 mm @G1 Y8.0 FO.08  ---Cutting depth: 8.0 mm
®X11.0 ®Z5.0 F0.05 ---Cutting length: 5.0 mm
@G0 X11.0 ®Y11.0
@G0 X11.0
Generally, for OD machining, the tool is With a Y-axis holder, the tool is called for position (1). Then, at
called and positioned before the system position (3) for the system to start the cutting operation. The tool
starts the cutting operation. The direction start cutting from this position. The direction of cut along the
of cut along the work diameter is the “X work diameter is the “Y axis”.
axis”. Note) In the actual programme, it is necessary to compensate for the tool

length [ for the Y axis either with the tool data or on the program.

| skBefore using Y-axis holders, please read and understand “Important notes for using Y-axis holders” on page H88. |

M Lineup
H Front turning Il Multi-functional
" Y-SDJCtype Y-SDJC-OHtype | | Y-SDNC type | [ v-GTPAtype Y-GTPA-OH type |
93 . 72° 30
f 7\
¥ =H20 =»H21 { | = [27
. J . J . J
M Back turning B Grooving/Back turning
" Y-TBDP type Y-TBPR-OH type 1 [ Y-GTTR type Back turning also possible by |
Y-TBPR type Y-GTTR-OH type mounting a TBMH insert
Y-TBPR type
I!II Y-TBPR-OH type - -
[ =»H42
- Y-TBDP type
=»H49
. J .
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€®Important notes for using Y-axis holders

Up to 2 Y-axis holders can be  When changing tools, set the backward position of the
installed on a tool post. Do not  tool post with the overhang of the Y-axis holder(s) as per
install side by side in order to  the reference.

t interf .
prevent interierence When changing from the tool No. (2) to (4)

oT0)
£
o
o
et
wv)
4
S
v

If installed side by side,

the Wo_rk piece and back based on the
the Y-axis holders may position of the cutting

interfere with each other. edge of the Y-axis
holder (3).

Move the tool post

Install a non-Y-axis C&
type holder between
the two Y-axis holders.

oD machining table The OD that can be machined are indicated by the grooving holder “Y-GTTR type” as
an example (The dimensions of other Y-axis holders are the same.)
Overhang of the . L
Y-axis holder A item 20 22 25
D1 Not limited | Not limited | Not limited
’N\achinable outer dia.for holderA‘ ot limite ot limite ot limite
D2
20 ’ Machinable outer dia.for holder B ‘ 13 13 13
D3 Not limited | Not limited | Not limited
’N\achinable outer dia.for holderC‘ ot limite ot limite ot limite
D1 38 58 Not limited
’N\achinable outer dia.for holderA‘ ot limite
D2
25 ’ Machinable outer dia.for holder B ‘ 14.9 13.6 13
D3 .
g ’ Machinable outer dia.for holder C ‘ 38 58 Not limited
I D1
2 ’ Machinable outer dia.for holder A ‘ 26.8 29 385
©
= D2
g 30 ’ Machinable outer dia.for holder B ‘ 20.6 17.9 14.9
D3 33 37 51.5
’N\achinable outer dia.for holder C‘ ’ 26.8 for TBP type ‘ ’ 29 for TBP type ‘ ’ 38.5 for TBP type ‘
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Target toolholders for adapters

@How to install a high-pressure coolant type holder Y-SDJCR12-11SOH | Y-GTTR12SOH
Y-SDJCR16-110H | Y-GTPAR1216SOH

*New Splash Bar series don’ t require adapter. Y EPRIZSOH | YOTPARIETOON

Another series of Y-axis holders with a coolant hole is now available for better chip control
and improved dimensional stability. By connecting the holder to the dedicated adaptor, it is
possible to supply coolant directly to the flank from the coolant hole in the holder.

4 I

[ | Components o Coolant adaptor

Dedicated wec

|
Y-axis coolant holder ——————@1
1
1

Select your Y-axis coolant holders
from our catalogue.

The coolant adaptors and
dedicated wedges are not

Front turning=»H20 ¥ our products. For more
Back turning=»H42 i information, please contact
Grooving=110 your nearest dealer.
Multi-functional=» 127
Part No. : Y-[IJ - - [JJ-OH

M How to connect

Set the Y-axis holder Set the adaptor Connect the hose/tube g

T

T
1
!
|
1
1
|
1
1
|
1
1
!
|
1
1
|
1
1
|
!

:

o) Approx. 1-mm gap i @

§ > g — |

Press the jaw of
the holder onto
the tool post.

©o — o

Turn on the coolant valve
and check for leakage. (The
discharge pressure makes
the connecting part fit the
Y-axis holder for the complete
connection.)
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Shift holder

(oT0)
=
°

(o)
s

v
A

S
(7]

M Features
@ For spindle moving type automatic lathes
@ Available for finish machining without returning workpiece into guide bush

Problems of using general holder Using Shift holder

Guide bush
The burr caused by rough machining Workpiece gets out of Available for finish machining without
can damage workpiece when control of guide bush. Chips  returning workpiece into guide bush!
workpiece moving back to guide bush. may come into guide bush. Great chip evacuation!
\ y,

Please refer to page H16 and H18 for details.
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Rotation Tools protect unit

DS Sleeve

Stop coolant and chip going in rotation tool unit.

M Features |
® Keep chips and coolant out of rotation tool unit

e Applicable for a variety of machining shape wit @B
sleeve by back machining 1

® ¢ 22 attachment diameter !
® ¢ 16 DS holder can be attached in the DS sleeve !

@eep coolant and chip away

N

coolant and ship ‘
going in rotation DS sleeves enable a variety of

tool unit! machining from back side.

Direct attachment in the rotation tool unit may cause M Standard Item

troubles by coolant and chip.
Parts
code Part No. |Stock
- cap screw | Wrench| set screw | Wrench
O 5788401 | SS-DSU-SK | @ €S0515 LW-4 550506  [LW-2.5

5814512 | SS-DSU-L23| @ | Cs0515 | Li-4 gggg?g LW-2.5

«€EP5892070 | S5-DSU-B8L23| @ (50415 Lu-3 §50506  |LW-2.5

— SS-DSU-B8L23

? 0 \ set screw (SS0506)
wrench (LW-2.5)

cap screw (CS0415)
ench (LW-3

No problem and can attach more tools !! =T wrench ()
6, 6|
\ J i

Keep coolant
and chip away !

22y
I
|

M Configurations

| $5-DSU-SK $5-DSU-L23

set screw (S50506)
(w-25) *For DS-ACH Holders

wrench

cap screw (CS0515)
wrench (LW-4)

$22
¢22
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Grooving Tools

® Selection guide for grooving tools ---- 12
@ Grooving tools +«:-sceereeerenieenenn. 16
® Multi-functional tools - - -+ +cvveveee I26
® Internal grooving tools --::--ccevee-e 127
® Face grooving tools ----:ccvvveeeee 132

Grooving
Tools
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= Grooving tools

M Grooving

NTK SS Cutting Tools Selection guide for grooving and multi-functional cutting tools

GTT type

GTT-OH type

Y-GTT-OH type

DS-GTT type

NGTB type

NGTA type

=111

=116

NGTN type

=116

=111:16

Groove width: 0.3~3.0

Groove width : 0.3~3.0

Groove width : 0.3~3.0

Groove width : 0.3~3.0

Groove width : 0.3~5.5

Groove width : 0.3~5.5

Groove width : 0.3~5.5

Machining depth : 0.25~27

Machining depth: 0.25~1.6

Machining depth: 0.25~1.6

Machining depth : 0.25~16

Machining depth : 0.25~45

Machining depth : 0.25~45

Machining depth : 0.25~30

Shank size : (18 ~[125

Shank size : (110 ~[116

Shank size : (112 ~[116

Shank dia.: ¢ 14 ~$25.4

Shank size : [116

Shank size :

[116and[125 | Shank size : [120

Applicable inserts : GTMH32, GTMX32, GTM32

Applicable inserts : GTMH32, GTMX32, GTM32,
GTMAA43, GTMT43, GTM43

For narrow grooving operations such as E-ring machining!!
- -

Economical 3-

corner design !!

GTVW type

GTPA type

Y-GTPA-OH type

CTPS type

CSV type

= [26

~

= [27

= 137

Groove width : 3.0 ~ 6.0

Groove width: 2.0 ~ 2.5

Groove width: 2.0 ~ 2.5

Groove width : 0.75 ~ 2.0

Groove width : 0.25~ 1.5

Machining depth : 6.2~ 12.0

Machining depth : 3.0~ 6.0

Machining depth : 3.0 ~ 6.0

Machining depth: 1.0~ 2.5

Machining depth : 0.15~2.6

Shank size : [110 ~[25

Shank size : (110 ~[]16

Shank size : [112 ~[116

Shank size : [110 ~[]12

Shank size : [17 ~[112

Applicable inserts : GVW [TCINCL]

Applicable inserts : GTPALIFRNCL]

Applicable inserts : GTPACIFRNCI]

Applicable inserts : GTPSLICILI FR

Applicable inserts : CSVG11

For wide or rough grooving !! Suitable for machining of spools !! The sare hlder canbe used for cuttn-off and beck tuming | Suitable for small-ciameter work pieces !
SCRUM DUO
Flat 3 TWG type GTV type GKV type

=119

=120

GTWP type gZP

)

= 24

Groove width : 2.0 ~ 3.0

Groove width : 3.0~9.0

Groove width : 4.0~9.0

Groove width : 3.0~6.0

Machining depth : 3.0

Machining depth : 11.0

Machining depth : 11.0

Machining depth : 7.0~ 25.0

Shank size : [120 ~[125

Shank size : [116 ~[125

Shank size : [120 ~[125

Shank size : [110 ~[125

Applicable inserts : TWGLII]

Applicable inserts : GEV and GTV

Applicable inserts : GEV and GTV

Applicable inserts : GWP

Excellent chip control !

Groove and side turning !!

Groove and side turning !

Groove and side turning !!
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M Internal grooving

L7/w g~

SBG type

GKV type

L’

= 128

=130

=131

Groove width : 0.5~2.0

Groove width : 0.5~2.0

Groove width : 3.0~3.5

Machining depth : 0.8 ~2.2

Machining depth : 1.0~ 3.0

Machining depth : 5.5~ 9.5

Shank dia.: $3 ~¢8

Shank dia.: ¢8 ~¢20

Shank dia.: $32 ~¢40

Min. machining dia. : from ¢3~ ¢8.0

Applicable inserts : GTGLI[]

Applicable inserts : GEVLIIC]

Highly stable machining!

Economical 3-corner design!

Suitable for deep grooving!!

Flat 3 TWG type

=119

Groove width : 2.0~3.0

Machining depth : 3.0

Shank dia. : 32 ~¢40

Applicable inserts: TWGLIL]

Chip control and economy focused !

M Face grooving

PHENTA

STl Q=2 .

SFG type

CH-FGV type

DS-FGV type |

ID Face
grooving

= 129

= [ 34

Groove width :1.0 ~ 3.0

Groove width : 1.0 ~ 2.0

Groove width : 1.0~ 2.0

Machining depth : 1.5~ 3.0

Machining depth : 1.5~3.0

Machining depth : 1.5~ 3.0

Shank dia.: $6 - 8

Shank size. : [110 ~[116

Shank dia.: $16.0 ~$25.4

Min. machining dia. : $6.0~ ¢8.0

Applicable inserts : FGVLICIC]

Applicable inserts : FGVLII]

Highly stable machining!!

Suitable for front gang type tool post

For DS drill sleeve holders

FGV type

GFV type

GSV type

=134

= 36

Groove width : 1.0~ 2.0

Groove width : 6.0

Groove width : 6.0

Machining depth : 1.5~3.0

Machining depth : 6.0

Machining depth : 6.0

Shank dia. : [110~[]16

Shank size. : [120 and [125

Shank size. : [120~[125

Applicable inserts : FGVLIIC]

Applicable insert : GFV600N

Applicable inserts : GFV600N

For L-shaped gang type tool posts

Groove and side turning

Groove and side turning

o
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Grooving Tools Recommended Insert Grade and Cutting Conditions

B CSV-GTG-GTM:-GTMH-GTMT-GTMX-GTPS-SBG

. . Free cutting steels| Hard-to-cut Titanium .
Work Material Free cutting steels| Carbon steels| Alloy steels Stainless | Stainless steels (Alloy) Stainless Alloy
SUM22
$35C SCra20 SUS303 SUS304 . A5056
JIS Common Grade SUM23 545C SCM435 SUS430F SUS440C OAL-AV-TI A6061
SUM24
Insert First Choice | DM4 DT4 DT4 QM3 DT4 DM4 DT4 DT4 PD1
Grade  |Second Choice| VM1 ZM3 VM1 C7Z TM4 ZM3 | QW3 VM1 ZM3 KM1
Cutting Spead Carbide 50 WE[N 150 PD1 100 350
i 50 IR 200 50 180 | 40WZN 100 | SO 100
Ve (m/min) S C7Z 120 250 =0 0 0 K150 200
10.005 ~ 0.03
= 0.25~03 @0.002 ~ 0.005
e}
Feed spead ?g 05~1.0 ©0.02 ~ 0.07 10.02 ~ 0.06 10.02 ~ 0.07
f(mm/rev) | eo @0.005 ~ 0.01 ®0.005 ~ 0.01 ®0.005 ~ 0.01
(Mgrooving |- AT (10.03 ~ 0.08 (©0.03 ~ 0.07 (0.03 ~ 0.08
@cross cutting| 8|7 @0.03 ~ 0.06 @0.02 ~0.05 20.03 ~ 0.06
. .. ©0.03~ 0.2 0.05~ 0.25
) ©0.03 ~ 0.06 @0.04 ~ 0.1
Max. depth of cut is 0.2mm in cross cutting (unusable for inserts of width below 0.4mm)
= BGTV +GEV - GVMB - GVMN - GVW - GWP - TWG
So Free cutting steels| Hard-to-cut Titanium
s2 n q g ,
58 Work Material Free cutting steels| Carbon steels | Alloy steels Stainless | Stainless steels (Alloy) Stainless Alloy
G}
SUM22
$35C SCr420 SUS303 SUS304 _ A5056
JIS Common Grade SUM23 545C SCM435 SUS430F SUS440C OAL-AV-TI A6061
SUM24
Insert First Choice QM3 DM4 QM3 DM4 QM3 ™ PD1
Grade | Second Choice ™1 TM1 C7Z N40 M1 KM1
Cutting Spead Carbide 50 WEME 150 PD1 100 350
i 50 I 200 50 180 | 40WA100 | S0WEN 100
Ve (mM/min) 3 c7z 120 250 T E z K1 50 T 200
(10.04 ~ 0.2 10.05 ~ 0.2
2.0~3.0
= @0.03~0.15 @0.1 ~0.2
el
f(mm/rev) | oo @0.03~0.15 ®0.1 ~0.2
(grooving |- e (10.08 ~ 0.25
@cross cutting| %> ©0.04 ~ 0.3 0.04 ~ 0.2 @0.1~0.25
= 5.0 @0.03~0.15 @0.03~0.15 ®0.1 ~0.25
) @0.1 ~0.25

Max. depth of cut is 3.5mm in cross cutting.

B GTPA Aluminum(A5056/6061,etc)

Work Material Stainless Alloy
Cutting Spead PD1 100 350
Ve (m/min) KM1 50 200
Feedspead |B| @©0.05~0.15
fm/rev) |2, @0.05~ 0.15
(grooving | S 10.05~0.15
@cross cutting| S 2.5 @0.05~ 0.15

*Please refer to the page Q58 for recommended cutting parameters.
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M General grooving

The NTK triangular tangential inserts for grooving incline Chamfering and rounding at the bottom corners of
at the angle of 2 degrees, thus allowing clearance for a groove can be carried out by side turning after
grooving a shaft having various diameters. rough-grooving the center of the groove.

Finishing Finishing

Roughing

M Side turning M Grooving full radius

QM3GTMX32[L ] JLIRT ZM3GTMH32[ I JRE[ ][]
VM1GTMH32[ ][ JLIRVT QM3GTMA43[ I R[]

M Front turn roughing

By using a DS holder, roughing
and finishing can be achieved.

M Grooving for spools

&
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CSV type
For radial type tool post c’i
< e ' =
; 20 B
L
IS =
e Right-hand type shown.
CSV-NC/CSV-NC-F type
For gang type tool post
-5 eF =
& w | ©
L
|
< | <
i
= ®Right-hand type shown.
® The cutting edge offset of CSVR/LO8NC-F is small.
M Holder dimensions
. L Parts
Code No. Stock Dimensions (mm) Wr':::lzf Applicable insert Clamping screw] Wrench
Shape Toolholder Part No. g(mm)
R L RIL| b |Li|m|flg| w _0— %
5492962 CSVR{07GX (] 85
717 7 0.5
5303169 | 5303193 07 o0 140
5492954 08GX ] 85
8|8 8 0.25
. 5303151 | 5303201 08 ([ ) CSVG
Figure-1 0.1 § LRIS-2.5% 7| CLR-155
5303136 095 ® [9.5/9.5(140|9.5 00150 17
5303144 | 5303177 10 @ ® 10|10 10 '
5474770 12GX ® 85
1212 12
5327929 12 ( 140
0.0
5789615 CSVR{O8NC-F @ §
8 | 8 (120 8 |0.1
. 5514062 | 5514070 08NC L) 0-25 CSVG
Figure-2 — 1 LRIS-2.5%7| CLR-15S
5563010 10GXNC @ 85 17
10|10 10{0.1 1.50
5477492 | 5477542 T10NC o0 120
5477534 | 5477500 12NC e® 1212 12
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M Applicable inserts

Grooving
Tools

CSVG type
D PVD-coated micro-grain carbides
hip-
Shape Part No. bfea:Eer Effective
w L re |machining R |Stock L Stock
depth
% CSVG11FR{V025 0.25 5354634 | @
11F?4V030 0.30 5344940 | @
0.50 '

11FR{V035 0.35 5354402 | @

11F?4V040 0.40 5344932 | @

11F?4V045 0.45 5354394 | @

11F?4V050 0.50 5354642 | @

11F?4V055 0.55 5344924 | @

1.00 0.4

11FR{V060 0.60 5344916 | @

11FR1V065 0.65 5354410 | @

11FR1V070 0.70 5354428 | @
11FRLV075 |None|0.75 0.0 5332812 | @ | 5332820 | @

" 11F?4V080 0.80 5358650 | @

o
S o
T 11FR1V085 0.85 5354436 | @
\ \ = 2.00 40
0.0 11FR1{V090 0.90 5354444 | @
L

11FR{V095 0.95 5332846 | @ | 5332838 | @

11FR4{V100 1.00 5352562 | @

11F4V110 1.10 5358643 | @
11FR{V120 1.20 5352570 | @ | 5357561 | @

11FR1{V130 1.30(3.00 V8 5358627 | @

11FR1V140 1.40 5358619 | @

oRhand shown. 11FR(V150 1.50 5358601 | @

% CSV toolholder is interchangeable tool. All CSV type inserts can be used (back turning, grooving,
threading) on the same holder. (H80-83 for more information)



Grooving
Tools

= Grooving tools

GTT type

2]

L
Front/back clamping type a. |, yax. grooving depth sl -
[
lgi ! I Q B
i -
t
I -
LL =
L -
g ®Right-hand type shown.
GTT-OH type
L
SPLASH BAR &P s ]
ar Max. grooving depth [~ Th 5 )
rooving
“ v I g slle F
N * ~ a "I —
Coolant hole L Post-grinding |
<—2)1 %
S | <
. o Th
o <l 10 1MBX1
13 (12,0016 : Rc1/8(PT1/8) eRight-hand type shown.
CH-GTT type
20 N
For front gang type tool post ~ | < mi
= . < T
|
. | "l =
2 | £ Post-grinding
®© a
2 Grooving
— g
o0
=
i L ® | eft-hand type shown.
1 %Use R-hand inserts for L-hand type holder
DS-GTT type
DS holder g o LD =k
©
oo a _
£ F\ |
- (4]
% L
]
2 Lo h_, D
© /
|
z — T
® = e RS
f

® Left-hand type shown.

% Use R-hand inserts for L-hand type holder.
#TBMH32 inserts for back turning can be mounted onto GTT type holders.
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M Holder dimensions

_ _ Wicth | Applicable Parts
Shape Toolholder Part No. gloove |
R L R L h b | Li| hi f L.| ar| h2 Ds (T:‘) d
R R hand : LR-S-4% 10PW ()
51073055107313| GTTR{08F00 |@|® i 80 Lhand  [RSA %538 (8
5608682 0810F00 |@ 8 10 8 . LR-S-4 10PW (a)
R hand : LR-S-4%10PW (a)
5107206 | 5107214 08K00 @@ i 0 Lhand  [RS-4%5.8
5608690 0810K00 |@ 10
5107321 (5107339 10F00 @@ 80 1.6 0.30
10[10—10 3 :
5107222 5107230 1000 @@ 120 {
5107347 | 5107354 1200 @|@ 80 3.00
12[12— 12 1
5107248 | 5107255 1200 @@ 120
5450896 | 5551387 16H0 |@|@® 100
16(16—16 0
5173687 | 5173679 16k00 @@ 120
5530852 | 5780317 2000 |@|®|20(20(125(20
0 CLR-155
Figure-1 | 5780309 5780291 25M00 (@ |®@|25(25(150{25| 0 |15 - u
— A
5107362 | 5107370 10F15 |@|@® 80
10{10—10 3 =
5107263 | 5107271 10K15 |@|® 120 LR-S-4 T0PW (a) Lo
— 1.45 88
5537220 | 5537147 1715 |@|@ 12112 80| . : .| GTMa2 i
5537246 5537162 1215 @@ 120 GTMH32
- 3.00
5537261 | 5537188 16H15 |@|® 100 GTMX32
16[16—16 27/ 0 112~15
5537267 | 5537204 1615 (@@ 120
5107388 | 51073% 10F5 (@@ 80 TBVH32
10{10—10 3 (back
5107289 (5107297 105 |@|® 120 turning)
— 2.50 H53
5537238 | 5537154 165 @@ 80
S —— 1211212 1 §
5537253 | 5537170 1225 |@|@® 120 300
5537279 | 553719 16H5 |@|® 100 '
16/16—16 0
5537295 | 5537212 165 |@|@® 120
5021705 GTTR{1012H00-OH| @ | |10 10
12| 1 0.30 CLR-155
IR Figure-2 | 5890157 GTTRI2HO0OH |@| |12/ [100{12] O [195/1.6 -1 LR-S-4 % 10PW (A) "
o173 GTTR(16H00OH |®| |16]16] |16 0 300
, 5659248 | CH-GTTR{10H00| |@[10/10{100{10|15 3 0.30 RLR-20S
Figure-3 12(15— - | ¢ LR-S-4 %9 (B)
5659255 12H00| |@|12(12] [12(17 1 3.00 (B
5348560 | DS-GTTR 14F ®/13(13(80 14.000
5348081 15H ® 100 15.875
15(15—
5341532 16X x| |@ 95 16.000 0.30
6 RLR-20S
Figure-4 5278288 19 ®/18(18| |—| |20[1.6]—[19.050 ¢ LR-S-4%9 (B) .
5278304 20 ®/19(19 0 20.000 3.00
5324041 22 ®[21(21 22.000
5317144 25 @ |(24(24 10 25.400

#For grooving deeper than the specified depth (a), adjust as required before use.
%Pleas select ¢ 16 shank for DS sleeves DS sleeves details 19



Grooving

Tools

= Grooving tools

NGTN type

ar Max. grooving depth

L
r . ing depth
Without offset & lfax. rooving cept
B
=P e :
wf i I
y Al
< S
! ®Right-hand type shown.
NGTB type L,

With offset ‘
- 9 Q
— &
o e t
pani

. E 7@ | <
| ! e Right-hand type shown.
NGTA type zﬁf g

El
hi ! é -
. |
%) - b® -
LL Left-hand t h

. ® Left-han e shown.
< L Note) Use R-hand inserts for L-hand t);ge holder.
Y-GTT type )

Front/back clamping type
Y-aXiS hOlder ] gi @ .:i S Gang type tool post
f R ‘
s L 8] at
\’ Direction of cutting
= _

_ HIRIE Righthand type shown
Note) Use R-hand insert: f(lygr R-h::d t);’;i ;oTc\;\g:.
Y-GTT-OH&! .

Front/back clamping type s L
SPLASH BAR (zm. 3 @ ___________ :¢ Gang type tool post
UL L
L. N¢ L ﬁ‘
. Direction of cutting
2,016 : Re1/8 6 T1/8) = Lt FI =t < \'

® Right-hand type shown.

Note) Use R-hand inserts for R-hand type holder.
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Y-GTT-OH type 5
Front/back clamping type >8]
For Y-axis high-pressure gi > — Gang type tool post
coolant
Amagn
L+ @ *A
E ~ \ Direction of cutting
= — G—
: I.m ®Right-hand type shown.
Note) Use R-hand inserts for R-hand type holder.
M Holder dimensions
) ) ) Applicable Parts
Code No. Stock|  Dimensions(mm)  |Width of| “insert [ Clamp [Clampngbott| Spring |Clapirg scer| Wrench
Shape Toolholder Part No. gr(c:]:\)/e :
R L RiL|h|b|Li|hi|f |Lz|ar|h2 w v @ ?
5525928|5525738| NGTNR{161632-00 | @ |@ 1.6]  ]0.30~3.00
. GTM32
) GTMH32 LW-2.5
F|gure-1 5534110 16163215 |@ 16(16(78|16|16|20 . —(1.45~3.00 GTMX32 CPR/L5S |AOS5%20[ ASG-5 — @)
' 112~15
5534128 16163225 |@ 2.50~3.00
5542295 NGTBR{202032-005 | @ 1.6) {0.30~3.00
5537717 202032155 | @ 20(20(125(20|25 1.45~3.00
2.7
5553043 202032255 |@ 250~3.00| 22 s
Figure-2 25— GTi3g | CPR/LS |AOS5#25| ASG'S | — @‘
5549563 252532-005 (@ 1.6| 10.30~3.00 [12~15
5545801 252532-155 | @ 251251502530 1.45~3.00
2.7
5553417 252532-255 | @ 2.50~3.00
5536370| NGTAR{202032-00S | (@ 1.6| [0.30~3.00] GTM32
Figure-3 20({20(125{20| 25| — —— GTMH32 CPR/L5% |AOS-5%25| ASG-5 — LW-25
Bue GTMX32 : @)
5536388 202032155 | | @ 27| |1.45~3.00| 112~15
5371604 Y-GTTR{10S |@ 20
5358452 10 [ | 10(10 25
| 0.30
Foured a371612 el u 0 0 31 6 S GTM32 LR-S-4 = | CLR-15S
igure- - o= GTMH32| B | 10PW | (®
5371620 125 o 20 300 | GTMX32
| 112~15
5358445 12 W (1212 25
] TBMH32
5371638 12L [ | 30 (back
030 turning)
f R - E
@ 5911466 Y-GTTR{12H00S-OH |@| |12(12 20 H53 LRS- % | CIRA15S
Figure5 100{—| 0 —1.6|— f — — — |orw | @
0.30 LR-S-4 4 | CLR15S
Figure-6 {5700034 Y-GTTR{12SOH M| [12{12|70|—| O |20{1.6|— f — — —

#For grooving deeper than the specified depth (a), adjust as required before use.
%The right-hand NGTA type holders come with a left-hand clamp while the left-hand come with a right-hand clamp.

o
S0
=E0
88
O
O]

I



u Grooving tools M

M Applicable inserts Micro-grain carbide series

GTMH32-GX type
shape bart No. Dimensions () PVD-co‘ated micro-grain iarblqes
STMHIZ075REX—0E | BN 510765 o (5510555 &
: . . ,
Side turning possible 095RGX 0.95] , , | 0.05 [ 5922224 | @ |5922216| @
100RGX 100l iN5910815| @ (5910906 | @
: . 100RGXO01 | 0.1 5910823 | @ [5910963| @
‘ 150RGX 0.05 5910740 | @ |5910914| @
G 150RGXO01 | 1.50 0.1 5910849 | @ [5910971| @
150RGX02 0.2 5910864 | @ 5910997 | @
9528 200RGX 30 005 ¥9/5910732| @ [5910930 | @
3.18 200RGX01 |2.00| =~ [ 0.1 5910856 | @ [5910989 | @
B i 200RGX02 0.2 5910872 | @ [5911003| @
Side rake angle:14° 300RGX 3.00 0.05 5910724 | @ [5910948 | @
®R-hand shown. 300RGX02 | 0.2 5910880| @ [5911011| @
GTMH32 type
Dimensions (m) PVD-coated micro-grain carbides
Shape Part No. Efediie
w L re | e R |Sock L Stock
Tolerance of groove width  wzo.0s GTMH32033RAE 0.33| 0.6 0.03 U 5108766 | @ | 5109046 | @
043R{E |0.43 1o I 5108758 | @ 5109038 | @
ED 053R{E [0.53| 5108774 | @[ 5109020 | @
373 075R{E |0.75 5108790 | @ | 5109012 | @
5 a® 077/ [0.77 5920574 | @
095R{E |0.95 5108808 | @ | 5109004 | @
N «® 097RE  |0.97 20 A 5919980 | @
\ ' 100R{E ([1.00 5108816 | @ | 5108998 | @
0 20075 120%E |1.20 5108824 | @ | 5108980 | @
r£+_|zra_ « 125RE 1.25 5373360 | @
T . 140R(E |1.40 0.05 5108782 | @ | 5108907 | @
i « 145RE 1.45 ' 5231667 | @
= o 150R{E |1.50 5108899 | @ | 5108972 | @
1 «® 175RE  [1.75 5919998 | @
180R{E |1.80 5108881 | @ | 5108964 | @
9.525 3.18 200R{E [2.00| 3.0 5108873 | @ | 5108956 | @
o 225R{E [2.25 5108865 | @ | 5108949 | @
250R{E [2.50 5108857 | @ | 5108931 | @
20° 275R{E [2.75 5108840 | @ | 5108923 | @
300R{E [3.00 5108832 | @ | 5108915 | @
100R{EO1 |1.00 20 % 5109079 | @ | 5109087 | @
120R{EO01 |[1.20| © 0.1 5109277 | @ | 5109251 | @
150R{EO1 |1.50 ' 5109061 | @ | 5109269 | @
(IEIE Tl 200%(E01 [2.00| >° 5109053 | @ | 5109244 | @
Tolerance of groove width w*§® GTMH32030%¢U |0.30] 0.6 |0.03 5995915 | M | 5107107 | W
o 050R{U [0.50| 1.2 5995899 | M | 5107099 | M
T 075%{U |0.75 5995907 | Ml | 5948476 |
" i 095R{U [0.95 5071451 | M| 5107081 | M
A ‘ . 100%{U [1.00] 2.0 5926167 | M | 5043625 | M
: E 103R{U [1.03 5283627 | W
125%¢U [1.25 0.05 5961826 | M | 5107073 | W
9.525 3.18 145%¢U |1.45 5013255 | M | 5107065 | M
150%{U [1.50 5992151 | M | 5923651 | W
E%\\_/: 175R¢U [1.75| 3.0 5992144 | W | 5107123 |
200U |2.00 5925664 | Ml | 5044680 | W
@ Rehand shown. 250R{U [2.50 5037502 | M | 5107115 | M




M Applicable inserts Micro-grain carbide series

NTK

GTMX32 type
D PVD-coated micro-grain carbides
Shape Part No. & DT4
w | L e lnmeten| R [Sok| L [Sok| R [Stok| L[Sk
i i i GTMX32030R4T [0.30 5510110 | @ | 5510490 | I | 5847967 | @
Side turning possible 033%(T [0.33 %© sl 5510102 @ [ 5510508 W
ﬁ 043R%T [0.43 5510094 | @ | 5510516 | Il | 5847983 | @
050%4T [0.50 12 N 9493895 | @ | 5516034 | M | 5847991 | @
Sl 053R{T [0.53] 5510086 | @ | 5510524 |
065%T [0.65 5510078 | @ | 5510532 | I | 5849013 | @
075*T [0.75 5493903 | @ | 5510540 | @ | 5848999 | @ | 5848981 | @
080R{T [0.80 5510060 | @ | 5510573 | I | 5848965 | @
095R{T [0.95 5493911 | @ | 5510581 | @ | 5848882 | @ | 5848874 | @
100R4LT 1.00 5493929 | @ | 5510599 | I | 5848866 | @
T10R{T [1.10] 2.0 3N 5510052 | @ | 5510607 | I
120RT [1.20 0.05 5493937 | @ | 5510623 | I | 5848841 | @
125R4{T 1.25 5510045 | @ | 5510631 | I | 5848833 | @
130RLT 1.30 5510037 | @ | 5510649 | I | 5848825 | @
,£0.025 140RT 1.40 5510029 | @ | 5510656 | I | 5848817 | @
145/ T 1.45 5510011 | @ | 5510664 | I
L (& 150RLT 1.50 5493945 | @ | 5510672 | @ | 5848791 | @ | 5848783 | @
v 160RT [1.60 5510003 | @ | 5510680 | I | 5848775 | @
175RiT 1.75 3.0 5510243 | @ | 5510458 | I | 5848767 | @
_ [T - 180RLT 1.80| — 5510250 | @ | 5510466 | Il | 5848759 | @
ﬁ 200 T [2.00 5510227 | @ | 5510425 | @ | 5848742 | @ | 5848734 | @
250 T [2.50 5510219 | @ | 5510417 | @ | 5848726 | @ | 5848718 | @
300%T [3.00 5510235 | @ | 5510771 | I | 5848700 | @
.55 318 100%(T01 [1.00] ., , 5510136 | @ | 5510698 | I | 5848692 | @ o
120R{TO1 [1.20] *~ o 5510128 [ @ [ 5510706 | I [ 5848684 | @ 'g%
14° 150R{TO1 [1.50 0.1 5510482 | @ | 5510714 | I | 5848676 | @ oQ
zx‘\/: 200R{T01 [2.00 5510433 | @ [ 5510441 | @ | 5848668 | @ | 5648650 | @ | IS
250%{T01 [2.50 5523204 | @ 5848627 | @
150R4T02 [1.50| 3.0 5523196 | @ 5848643 | @
200R{T02 [2.00 0.2 5523188 | @ 5848635 | @
e e 250R1T02 [2.50 ) 5523170 | @ 5848619 | @
¢ Rehand shown. 300R(T02 [3.00 5523162 | @ 5848601 [ @
GTMH32-VT type
. . PVD-coated micro-grain carbides
Shape S Dimensions (mm) |
w L e macﬁﬁrclgvdeepm R Stock L Stock
i i i GTMH32033R{VT |0.33| 0.6 0 5359484 @
Side turnmg pOSSIble 043R{VT |0.43| 1.2 o818 5359500 | @
‘ wr0:025 053R4 VT |0.53 5359526 | @
pot Lo 065%(VT [0.65 5359542 | @
T ¥ L 075R4(VT |0.75 5359567 | @
s T3 080R{VT [0.80 5359609 | @
" i 085R{VT |0.85 5350633 | @
=, i 095R{VT [0.95| 2.0 | 0.0 535958 | @
"4 100R{VT [1.00 535974 | @
318 T10RLVT [1.10 5359690 | @
: = 120R4VT [1.20 5359716 | @
= 130R{VT [1.30 5359732 | @
140%{VT [1.40 5359757 | @
150RLVT [1.50 3.0 5359773 | @
®R-hand shown. 200R4VT |2.00] ~ 5360532 | @
— I@Useful tips for determining cutting conditions (for GTMH32-VT type)
(®When grooving as deep as “the effective machining depth” using inserts having a groove width of 0.43 or greater, the feed rate for side
turning should be 0.03 mm/rev. or lower.
@When grooving as deep as “the effective machining depth” using inserts with a groove width of 0.43 or greater and using a feed rate
exceeding 0.03 mm/rev. (max. 0.1 mm/rev), secure the clearance for chips by grooving at least twice before starting the side turning,
as machining at a feed rate exceeding 0.03 mm/rev. may cause the chip to scratch the side surfaces of the grooves.

I13
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M Applicable inserts Micro-grain carbide series

GTMH32 type
Shape Bart No. Dimensions (1) PVD-coated micro-grain carbides
w L re |Effective machining depth R Stock| L |Stock
Full radius type Tolerance of groove width w=% | GTMH320508{E025 |0.50| 1.2 [0.25 0.9 5446125 | @
070R{E035 |0.70 0.35 5446141 | @
Wio.025 20 6
- - 1008{E05 |1.00|  [0.50 5160759 | @
A0 £
¢ = L 2°°35\F 150R{E075 |1.50 0.75 5501200 | @
M 200R(E10 [2.00 20 1.00 5160775 | @
9525 3.18 250R(E 250 [1.25 5921671 | @
oRhond shown 300R{E15 |3.00 1.50 5436720 | @
GTMH and GTMX32 type | Step-chipbreaker type
Shape Bart No. Dimensions (un) PVD-coated micro-grain carbides
w L re |Effective machining depth R Stock| L |Stock
Short
> w0025 GTMH32100R{SSH |1.00| 2.0 6 5599394 | @
re re
o v { i]_ 1508{SSH [1.50|  |0.05 5599386 | @
So - =
58 qo~ 3.0
@ : : 3.18 200R{SSH (2.00 5599378 | @
9.525 ®R-hand shown.
_— bart No. Dimensions (xn) PVD-coated micro-grain carbides
w L re |Effective machining depth R Stock| L |Stock
Short
W=*0025 GTMX32100R4SS |1.00| 2.0 5 5523345| @
_ re re
> 1.5
\ 5 l:j_ 150R{SS |1.50 0.05 5523337 | @
o~ 3.0
3.18
9.525 200R{SS |2.00 5523329 @
®R-hand shown.
Long
w002 GTMX32100%(LS [1.00| 2.0 5523295 | @
re re
LY
\ ‘ <30 150R{LS [1.50 0.05 5523303 | @
S I ~ |
@ i 3.0 :
3.18
9.525 200R{LS |2.00 5523311 | @
®R-hand shown.
Shape Bart No. Dimensions (n) PVD-coated micro‘ ain carbides
Angle | r. f |Hfeciemachinngepti R |Sock| L |Stock
( NEW ] f
e GTMX32V90R005| 90° | 0.05| 0.5 [ 5773940| @
> = % 90°
ge .
N 14°
N VO90R010| 90° [ 0.1 | 1.0 0 5773957 | @
9.525 3.18 (90-d '
-degree V-shaped grooving)
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M Applicable inserts Cermet series

GTMH32-J type
Dimensions (am) PVD-coated cermet
Shape Part No. Effective
w L r- |machining| R |Stock] L [Stock
depth

GTMH32075%{J005|0.75 5651716 | @ | 5651658 | @

080%1J005|0.80 5651724 | @ | 5651666 | W

095R{J005|0.95 0.05 5651732 | @ | 5651674 | W

100R{J005(1.00| 2.0 S 5651740 | @ | 5651682 | @

W 1158{J005|1.15 5651757 | @ | 5651690 | @

< & 120R{JO1 |1.20 5639836 | @ | 5639653 | @

L 125R{J01 |1.25 5639844 | @ | 5639661 | W

145R{J0O1 |1.45 5639760 | @ | 5639588 | M

150R8{J01 |1.50 5639778 | @ | 56395% | M

| J 160R1JO1 |1.60 0.1 5639786 | @ | 5639604 | W

318 1758¢J01 |1.75 5639794 | @ | 5639612 | m

12° %ﬁ_%: 180R1J0O1 |1.80 5639802 | @ | 5639620 | @

200R{J01 |2.00| 3.0 5639810 | @ | 5639638 | @

Product with 6-degree major relief angle 2508{J01 |2.50 5639828 | @ | 5639646 | m
150R4J 1.50 5651617 | @ | 5651575 | @ =
200R4J 2.00 0.9 5651625 | @ | 5651583 | @ %é
250%4J 2.50 ’ 5651633 | @ | 5651591 | @ g'-

®R-hand shown. 300R{J 3.00 5651641 | @ | 5651609 | @

Note) The effective machining depths indicated are for grooving on work pieces having diameter of 120 or less.

GTM32 type Molded chipbreaker type
Dimensions (mm) Cerfn.et
Shape Part No. Effective
w L re |machining| R [Stock| L [Stock
depth
GTM32100R{01 1.00 20 0.1 - 5661566 | @
100R1( 1.00| ~ | 0.2 5654439 | @
14581 1.45 5654447 | @
15081 1.50 5653936 | @ | 5653969 | @
200%1 2.00 30|02 5654454 | @ | 5654462 | @
230%1 2.30 5654470 | @
250”1 2.50 5653928 | @
®R-hand shown. 300%¢ 3.00 5654488 | @

Note) The effective machining depths indicated are for grooving on work pieces having a diameter of 120 or less.

115



Grooving
Tools

= Grooving tools

NGTN type L
i arMax. grooving depth
Without offset
- :
f | L 1
— o | : _
< | <
l‘ ®Right-hand type shown.
L+
NGTB type ar Max. grooving depth
With offset K
y L. 1
o |
S /;@i | =
. LT :
< ®Right-hand type shown.
NGTA type . § §
< 2
hs L1 3
[llia ©
%) - 5@ - t
2.
= L4 ® Left-hand type shown.
Note) Use R-hand inserts for L-hand type holder.
M Holder dimensions
. . Width of| Applicable Parts
Code No. Stock Dimensions (mm) groove | insert | Clamp |Camphghok| Spring | Wrench
Shape Toolholder Part No. () : i
R | L RIL| A |b|Li|hi|f|Lo]a|he]| w v E S
_|5501994|5554241| NGTN®{161643-20 (@ @ 200-3.49| SIE3, K.
Figure- 16(16|78(16/16/20(4.5] 9 CTwra3 |CPR/LSS| ¢ | ASG-5 |LW-2.5
5534136 (5222112 161643-35 © @ 350550 117
5239900{5239843| NGTBR1161643-00S |® | ® 3.0[ (100249 Grva3
5949615 5210901 161643-205|®|®|1616|100[ 1620 9 1200349 Iy [CPRAS | A0 | AsGs | Lw-25
4.5
5806096 5222021 161643-355 @ |® 350-550] 117
5239850 5239868 202043-00S|® ® 3.0/ [1.00~2.49
5550041 5553367 202043-20S |® |@|20(20|125/20|25 5 [2.00~3.49
4.5
Figure-2 | 5553375 | 5222039 202043-355|® | @ 25 3.50~5.50
GTM43
5239876 5239892 252543-005 | ® | ® 3.5 [1.00~249
— Sins [cPrs | 295 | AsGe | w3
5550058 | 5550066 252543-205 |® (@|25| |150|25 200-349| “1q7
5550074 | 5550082 252543-355|@ (@ |25 30 0 |3.50~5.50
5.5
5553433 | 5553441 322543-205 | @ | @ 2.00~3.49
32 170{32
5222013|5222047 322543-355|@ | @ 3.50~5.50
GTM43
Figure-3 5884903| NGTAR1202043-00S @|20|20(125(20 |27 | — (3.0 —|1.00~2.49 gl'll\\/\/\?g CPR/L5% |AOS-5%25| ASG-5 | LW-2.5
117
*For grooving deeper than the specified depth (ar), adjust as required before use.
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M Applicable inserts Micro-grain carbide series

GTMT43 and GTMAA43 type
BT ) PVD-coated micro-grain carbides
Shape Part No. . Q DM4
w | L | ]| s [uo | R |md L || R [t L [ooc
. GTMT43145¢R1 1.45 5238076 | @ | 5237912 | @ | 5846852 | @ [5846860 | @
Molded chipbreaker 150®( 1.50 5238084 @] 5237920 | @ [ 5846537 | @ | 5846845 | @
W0025 175%1 1.75 35 | 0.2 0 5238092 | @ | 5237938 | @ |5846811 | @ [5846829 | @
185R1 1.85| ~ : 5238100| @ | 5237946 | @ |5846795 | @ [5846803 | @
200R1 2.00 5238118 | @ | 5237953 | @ |5846779 | @ |5846787 | @
230R%4 2.30 5238126 | @ | 5237961 | @ |5846753 | @ [5846761 | @
250R1 2.50 5238134 | @ [ 5237979 | Il | 5846746 | @
265R%1 2.65 4.76 5238142 | @ [ 5238068 | Il | 5846910 | @
280R1 2.80 0.3 5238159 | @ | 5237904 | @ |5846902 | @ |5846738 | @
300R1 3.00 : 5238167 | @ | 5237987 | @ | 5846894 | @ (5846720 | @
330®%¢ 3.30 5238175 @ [52379% | @
350R1 3.50| 5.5 4 5238183 | @ | 5238001 | @ |5846704 | @ |5846712 | @
400R%1 4.00 5238191| @ | 5238019 | @ |5846688 | @ 584669 | @
430R1 4.30 5238225 | I | 5238027 | I
450R{ 4.50 0.4 5238233 | @ | 5238035 | @ |5846639 | @ [5846670 | @
500R{ 5.00 576 5238241 | @ | 5238043 | @ |5846613 | @ [5846621 | @
550R4 5.50 i 5238258 | @ | 5238050 | @ |5846597 | @ |5846605 | @
Full
GTMAA43200RL10R | 2.00 | 3.5 radigs 5437918 | @
1.
Full
300R{15R | 3.00 radius | — 5437926 @
1.5
5.5
Full
400R{20R | 4.00 radius 5437934 | @
® R-hand shown. 2.0
=
M Applicable inserts Cermet series g8
o
GTMAA43-J and GTM43 type
BliEr S PVD-coated cermet Cermet
Shape Part No. ' 40
w | L | re o R[Skl L [Sfk| R [Stock|] L |Stock
GTMA43100%1J01 1.00 2.0 . 5640529 | @ | 5640354 | @
125R4{ JO1 1.25| 7| 0.1 5640537 | @ | 5640362 | M
W£0.025 145R{ JO1 1.45 5640503 | @ | 5640347 | @
s 150R¢J 1.50 5640453 | @ | 5640297 | @
L 175R1J 1.75 35 0 5640461 | @ | 5640305 | @
185R1J 1.85| 77 (0.2 5640479 | @ | 5640313 |
200R1J 2.00 5640487 | @ | 5640321 | W
230R4J 2.30 5640495 | @ | 5640339 | W
250R{J03 2.50 56403% | @ | 5640230 | @
4.76 265R(J03 [2.65 5640404 | @ | 5640248 | W
15° - 280R{J03 [2.80 5640412 | @ | 5640255 | M
H— 300%(J03  [3.00] ; | O [N Se0i20 [ @ [ 560263 | @
Product with 6.degree 330'%..]03 3.30 ’ 5640438 . 5640271 | W
major relief angle 350R¢J03 [3.50 5640446 | @ | 5640289 | M
N 400R{ J04 4.00 5640370 | @ | 5640214 | @
@ Rehand shown. 450%{J04 [450] |94 5640368 | @ [ 564022 | @
15 weoos GTMA43100R{JO5R |1.00| 2.0 |0.50 5638358 | @
i 2 N L 150R{ JO75R | 1.50 35 0.75 5638341 | @
"_ ' g 200R{J1OR [2.00| ™"~ [1.00 5638333 | @
12.7 4.76
K T 250R{J125R (2.50 1.25 5638382 | @
: Product with 0-degree major relief angle 300 R/L '” 5R 300 5 5 1 50 4'0 5638374 .
®R-hand shown. 400R{J20R (4.00 2.00 5638366 |
GTM43200R{ 2.00 35 5654009 | @ | 5654033 | @
230R41 2.30| 5654546 | @
250R1 2.50 5654553 | @ | 5654561 | @
265R1 2.65 5852785 | @
300R1 3.00 0.2 5653993 | @ | 5654025 | @
330R%1 3.30|5.5 5445846 | @
350R1 3.50 569089 | @ | 5667787 | @
eR-hand sh 400R{ 4.00 5653985 | @ | 5654017 | @
-hand shown. 450”4 4.50 5654579 | @
Note) The effective machining depths indicated are for grooving on work pieces having a diameter of 120 or less.
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NGBB type L
- ;@ )
| ——
| e e ™ [
NT ~
©
a A 1
< | | ! =
L |
M Holder dimensions
. . i Applicable Parts
Code No. Stock|  Dimensions (mm) Width of insert | Clamp [Clampingbolt| Spring [Wrench
groove p ping pring
Toolholder Part No. () i
R | L RIL|h|b|L|hl|fla| w \@ }‘@ E N
5768387 NGBBR{252543-00S | @ 1.0 ~ 2.49|GTMX43-J
25/25/150/25|30] - (see table]| CPR6 |AOS6%30] ASG-6 | LW-3
5768395 -255 | @ 2.5~ 4.50| below)
M Applicable inserts
= GTMX43-J type
95
oy . . PVD-coated cermet
Q Shape Part No. Dimensions (mm)
w L re d 8 | R |Stock L |Stock
GTMX43100%{JO1 |1.00 20 5659081 | @ | 5658927 | M
125R{J01 [1.25| 7 | 0.1 5659073 | @ | 5658919 | M
145R{JO1 [1.45 5659065 | @ | 5658901 | M
150R{J 1.50 5659057 | @ | 5658877 | M
17580 [175] N 5659040 | @ | 5656869 | @
> / 185%J [1.85| 77 |0.2 565032 | @ | 5656851 |
5' ( 200R(J  [2.00 5659024 | @ | 5656786 | @
230R{J 2.30 5659016 | @ | 5658778 | @
, 250%(J03 [2.50 12701476 5650008 | @ | 5656760 |
= 45 265R1J03 [2.65 5658992 | @ | 5658752 | W
| — 280%{J03 |2.80 03 5658984 | @ | 5656737 | W
Product with 0-degree major relief angle shown 300%.’03 300 55 . 5658976 . 5658729 .
330R{JO3 |3.30| 5658968 | @ | 5658711 | M
350R{J03 |3.50 5658950 | @ | 5658703 | M
400R1J04 |4.00 04 5658943 | @ | 5658695 | M
®R-hand shown. 450%1J04 |4.50 ) 5658935 | @ | 5658687 | M
J RN IR ECIVS Eeues GTMX43100RJOSR |1.00| 2.0 |0.50 5659149 | @ - |—
/ e 150RJO75R|1.50 0.75 5659131 | @ = —
< : 35
200RJ10R |2.00 1.00 5659123 | @| - |—
< 1270
| 250RJ125R |2.50 1.25 5659115 | @ = —
1s°4>*$= 300RJ15R [3.00| 5.5 |1.50 5659107 | @ - —
Product with 0-degree major relief angle shown 400RJ20R 400 200 5659099 () o _
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Flat 3

TWG type ” _ﬂ
Side turning possible* LL3
*Limited to 1.5 mm grooving depth 2 «t )
Y al @ o]
N
o)
: & ! <
® Right-hand type shown.
TWG type
L
Ls h
Dn
7. G\ \\
)
A\ // “— ®
S D:
As 5
. ®Right-hand type shown.
Note)Use L-hand inserts for R-hand type holders.
M Holder dimensions 2.
o
Applicabl Parts 88
Code No. Stock Dimensions(mm) Pzl _ S
insert | Clamping screw| Wrench
sh Toolholder
ape
Part No.
R L RLhDstbL1h1fL2L3W ' K
5794649 TWGR12012X | % 12 2% 12 FSS25-5.0%10| RLR-20S
‘I I
, 5859350 2016X | % 16 20 16|20 TWG  |FS510-5.0%14| LLR-20S
Figure-1 - |- 3.5|25] (See table
5714332 | 5720511 2020K @ @ |20 20 below)
—1125 FSS10-5.0% 14| RLR-20S
5714233 | 5720503 2525K (@ @ |25 25 2525
) 5722541 $325-TWGR38 | @ 30(32|38 250 205 TWG
Figure-2 - ——40——3.5/40 | (See table |FS510-5.0% 14| RLR-20S
5722533 S40T-TWGR46| @ 38 (40|46 300 245 below)

M Applicable inserts

TWG type

Flat 3 inserts Molded chipbreaker

. . PVD-coated micro-grain carbides
Dimensions (mm)
Shape Part No. T™M1

Effective
w L | ma chining depth R Stock L Stock
TWG20R{005 20 0.05 5714340 | @ | 5720040 | @
— 020 | 0.2 5714357 | @ | 5720057 | @
TWG25R{010 0.1 5714365 | @ | 5720065 | @

25 | (3.5 0
o 030 0.3 5714373 | @ | 5720073 | @
3| TWG30R{010 - 0.1 5714381 | @ | 5720081 | @
@R-hand shown. 030 | 0.3 5714399 | @ | 572009 | @
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Grooving
Tools
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Grooving tools

GTV type

Lo

»1

L

ar

1
Max. grooving depth

L. Q G
y = ’ t
o) \ l
S i S | <
- I !
Figure-1 < e Right-hand type shown.
GKV type g
- 3 L1
L2 £
S
(N2
© Q
b =
. [
Ll
i
- <
Flgure'z t e Right-hand type shown.
M Holder dimensions
: . Applicable Parts
o Code No. Toolholder Stock Dimensions (mm) ngr'gmf insert | Clamp |Clampingbolt| Spring | Wrench
ape Part No. (mm) o
R L RthL1h1szahzww§§M
5765920 GTVRi16-3N | @ 16(116]100|16 (20|25 9 CVR/L3SN [ AOB-5C| ASG-5 | LW-3
— 3.00 | GEV300N(04)
5778980 20-3N| @ 20(20(125|20|25|32 § | GEV350N(04)
0 |350 121 CVR/L3N | AOB-6C | ASG-6 | LWw-4
5801667 | 5801675 25-3N @ |@| 25| 25| 150 | 25|30 |32
5657739 | 5657747 16-4N | @ @| 16| 16| 100 | 16 [ 20|25 9 CVR/LASN [ AOB-5C | ASG-5 | LW-3
—1 4.00
) 5657754 | 5657762 20-4N @ |@|20|20|125|20| 25|32 §
Figure-1 1 5.90 CVR/LAN
5657770 | 5657788 25-4N @ |@| 25| 25| 150 | 25|30 | 32
5657796 | 5657804 20-6 @@ 20|20|125|20|25]32 6.00
0 § GEV CVR/L6 | AOB-6C| ASG-6 | LW-4
5609193 | 5611397 25-6 @|@|25|25|150 253032 7.90 121
5657812 20-8 @ 20(20(125|20|25|32 8.00
¢ | GTV(cross- | CVR/LS
5657697 | 5657705 25-8 @|@|25|25|150 253032 9.00 | grinding)
GVMB
5657820 | 5657838 | GKVR{20-4N (@ |@| 20|20 | 125 | 20 |33 |32 400|  GUMN
§ CVR/L4N
5657846 | 5657853 25-4N|@|@| 25 | 25| 150 | 25 | 38 | 32 590 SV,
) 5657861 20-6 @ 20|20 125|20(33|32 6.00
Figure-2 M- 9 CVR/L6 |AOB-6C| ASG-6 | LW-4
5657713 | 5657721 25-6 @|@|25|25|150 253832 7.90
20-8 201201252033 (32 8.00
§ CVR/L8
25-8 25(25(150 | 25|38 |32 9.00

Note) The right-hand GKV type holders come with a left-hand clamp.




M Applicable inserts

NTK

GVGN type V-shaped location type Molded chipbreaker
Shape Part No. Dvivmens;ons (IT) met PVD-c ro-grain Sc:(r)b;d;
: 8 2 TV400N 0.15| 5654496 5027610
%ﬁ > = N Og]:\% STV 4085 ° °
; — : 400N04 0.4 | 5654504 | @ | 5046727 | @
— S48k —2 GTV600N 0.15| 5654512 | @ | 5027602 | @
v 0806 . -=%. 6.0 | 8.5
7 ! 600NO04 0.4 | 5654520 | @ | 5046735 | @
GEV type Molded chipbreaker
Shape Part No. Dimensions (mm) Cermet PVD-coated micro-grain carbide
w | s | r N40 [TV R Stock
GEV300N 30 0.2 | 5763271 | @ | 5027586 | @
300N04 - 0.4 5048392 | @
GEV350N - 0.2 | 5801972 | @
350N04 0.4 5053616 | @
GEV400N 40 0.2 | 5658893 | @ | 5046818 | @
400N04 0.4 | 5669726 | @ | 5035233 | @
GEV450N 45 0.2
450N04 0.4 5227517 | @
GEV500N 50 0.2 | 5653829 | @ | 5046800 | @
500N04 0.4 5035225 | @
GEV550N csg 0.2 | 5653837 | @
S o " 550N04 0.4 5255385 | @
i B M P = e
; rg%_ GEV650N 65 ®> 02| 5653852 )
650N04 0.4 5064191 | @
GEV700N 20 0.2
700N04 0.4 | 5653860 | @ | 5037080 | @
GEV750N - 0.2 | 5653878 | @
750N04 0.4 5255393 | @
GEV800N 8.0 0.2 | 5653886 | @
800NO4 0.4 5255401 | @
GEV900N 0.0 0.2
900N04 0.4

Grooving
Tools

I21
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= Grooving tools

GVMB type
Shape Part No Dimensions (mm) Cermet
: w S 7 Stock
GVMB20400N 4.0 5687520 o
20450N 4.5
20500N 5.0 5687512 [ ]
__S_| gg | 0 20550N 5.5
. | 20600N 6.0 5687538 [
% °a(>'€r ]T/ 20650N | 65 | &° | 02
L 20700N | 7.0 5687546 o
20750N 7.5 5687553 [ J
20800N 8.0 5687561 [
With chipbreaker 20900N 9.0
GVMN type
Shape Part No Dimensions (mm) Cermet
. w S re Stock
GVMN20400N 4.0 0.2 5691167 o
20450N04*| 4.5 0.4
20500N 5.0
S. 8 2 20550N 5.5
7 ) Ofa 2 20600N [ 60| .. 5687652 | @
| I 20650N 6.5 |~
£ 20700N | 7.0 0.2
20750N 7.5
20800N 8.0
Without chipbreaker 20900N 9.0
¥ This part no. alone has a nose radius of 0.4.
GVGN type
Dimensions (mm) Ceramic
Shape Part No. - s " HC2 HCa B
GVGN20400N 4.0
. |_§.| 3 i 20500N 5.0
B 2 20600N | 6.0
7 SOG | 20700N |70 8° | 02
e 20800N 8.0
Without chipbreaker 20900N 9.0

122

The ceramic grade inserts are manufactured on a production-to-order basis.
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= Grooving tools

SCRUM DUO

GTWP type

For Swiss lathe (shank size [116)

Side turning pOSSible Max. grooving depth:ar
Maximum diameter for NIP%

grooving 42 ~ Jpe ol B

Left-hand type

L1

[>H
-

h2

(>

]

hi
]
_l_

. A
Flgu re-1 ®Right-hand type shown.

GTWP type Left-hand type
For mutipurpose lathe(shank size [120, []25)
S|de tuming pOSSIble Max. grooving depth:ar — L:
-
Js ;
=
L2
=i | AN E
o
L= <
= A back tightening possible*? e Right-hand type shown.
Lo
8% : Applicable
S Code No. stock | Widhof | Max Dimensions (mm) oheer | insert Parts
= Shape Toolholder Part No. UOLE. gro0iTg Height
p . (lllrll) depth S c[amp]ng
R | L RIL| w |a |[h|b|h|h| f|L|L]|A f bolt | rench | Wrench®2
5875125 GTWP?{1016-3D07 |@ 5 110 |12 119 | GWPO300 AOB-5+14
5849054 | 5852280 1216-3D07 (@ |@® 12 |7 0 19526/ D 125 | ipseis
5849070 | 5852306 1616-3D09 (@ | @ 9 |16 16 22
5675133 1016-4E07 |@ , 10|, 12 119 | GWPO400 AOB-5+14
5849088 | 5852314 1216-4E07 |@ | @ [N 12116 7| 19535 E 125 | ipseis
. 5849096 | 5852322 1616-4E09 (@ |® 9 |16 16 22
Figure-1 0.3 1120 LW-3s| —
5875141 1016-5F07 |@ 5 110 |12 19| GWPO500 AOB-5+14
5849104 | 5852355 1216-5F07 (@ |@® 12 | 7] 0 195145/ F 125 | ipseis
5849112 | 5852371 1616-5F09 (@ | @ 9 |16 16 22
5893565 1020-6G07 |@ 7 [10]20]10] 2 22 AOB-5+14
5893573 1220-6G07 |@ 7 [12]20]12] o @5.3 G GWIP%’OO 85416
5893581 | 5893599 1620-6G09 (@ | @ 9 [16/20]16 25
5849120 | 5852397 | GTWP®{2020K-3D10 |@® |@® 1o [20]20]20] 8 [202]125] 29 CS05200 | LW-4 | Lw-2.5
5849138 | 5852405 2525M-3D10 (@ |@® 25|25|25| 9 |252|150/32 | | | GWPO300 | CSOGDSH | LW-5 | LW-3
5849146 | 5852421 2020K-3D20 (@ |@® 5o 120120120 8 [202]125] 41 I25 | csosoon | Lw-4 [Lw-25
5849153 | 5852439 2525M-3D20 (@ | @ 25(25(25( 9 |25.2(150| 44 506250 | LW-5 | Lw-3
5849161 | 5852447 2020K-4E10 |@|@ 1o [20]20]20] 8 [203]125] 29 505200 | LW-4 | LW-2.5
5849179 | 5852454 2525M-4E10 (@ |@® 25|25(25] 9 |253[150| 32 | | GWPO400 | CS06250 | LW-5 | Lw-3
5849187 | 5852470 2020K-4E20 |@|@ 5o 120]20/20] 8 [203]125] 41 I25 | csosoom | Lw-4 |Lw-2.5
Fired 5849195 | 5852488 2525M-4E20 |@ |@® 25(25(25( 9 |25.3|150| 44 CS0625H | LW-5 | Lw-3
5849203 | 5852496 2020K-5F10 |@|@® 1o [20]20]20] 8203125 29 CS05200 | LW-4 | LW-2.5
5849211 | 5852512 2525M-5F10 |@ |@ 25|25[25] 9 |253[150| 32| | GWPO500 | CS06250 | LW-5 | LW-3
5849229 | 5852520 2020K-5F20 |@|@ 5o 120]20/20] 8 [203]125] 41 125 | csoso0m | Lw-4 |Lw-2.5
5849237 | 5852538 2525M-5F20 (@ |@® 25|25(25| 9 [25.3150]| 44 506250 | LW-5 | Lw-3
5849245 | 5852546 2020K-6G12 |@|® 1, [20]20]20] 8 [2035]125] 34 CS05200 | LW-4 | LW-2.5
5849252 | 5852553 2525M-6G12 @ | @ 25(25(25] 9 [2535/150| 37 | | | GWPOG0O | CSO6OSH | LW-5 | LW-3
5849260 | 5852561 2020K-6G25 |@|@ 55 120]20/20] 8 [2035]125] 49 125 | cso0m | Lw-4 |Lw-2.5
5849278 | 5852567 2525M-6G25 |@ | @ 25(25(25( 9 |25.35/150| 52 506250 | LW-5 | Lw-3

% 1 Please make sure the insert height fit on the toolholder.
% 2 Wrench for back side clamping is optional.
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GKWP type

S
L style holder A £
(7]
2l o
£
=
back tightening possible* &
. gl 2
hs Wi ks
~| @
Q
L+
%Recommended torque 7.0(N + m)
o Left-hand type shown.
; . . Applicable
Code No. Stock | Widho | Mat Dimensions (mm) Heights1|  insert FEIE
groove (grooving eig
Toolholder Part No. m) | deoth ,
P S Clamping | \wranch | irenche2
R L RIL| w | a |[h|b|h|h| f|Li|L]|A bolt rencly jvenc
5893607 | GKWP?{2020K-3D10 [ 26| D |GWPO300
5893615 2020K-4E10 [ ] 10 32 3.5 E GWPO400
20(20|20| 8 125(23 CS0520W | LW-4 |LW-2.5
5893623 2020K-5F10 o | 4.5 F GWPO500
5893631 2020K-6G12 (] 6 12 34 5.3 G GWPO600
% 1 Please make sure the insert height fit on the toolholder.
% 2 Wrench for back side clamping is optional.
M Applicable insert
Dimensions (mm) , PVD coated micro-grain carbide
Height*!
Shape Part No. w ml . - Stock
- re
Width | Tolerance
GWPG300N02D-GW . 0.2 s 5 5848023 o
300N04D-GW 04| 5848031 o
GWPG400N02E-GW 0.2 5848064 [ ]
GW 400NO4E-GW 0 04|34 E 5848072 [ J
(ground chipbreaker) 20.6
L 400NO8E-GW 0.8 5852868 [ J
s fe GWPG500NO02F-GW £0.025| 0.2 5848106 [ ]
EE'@?: 4 500N04F-GW 0 0.4 |43 F 5848114 [ ]
re 500NO8F-GW 0.8 5852876 [
m]:[{j GWPG600N02G-GW 0.2 5848148 [ ]
~ 600N04G-GW [NCX» 0.4]52(256| G 5848155 ([
@Excellent in both sharpness and 600N08G-GW 0.8 5852900 i
chipcontrol _ GW GWPM300N04D-GW [BEXs 25 D 5848171 °
@Applicable for both grooving and (no-ground chipbreaker)
travese maching 400NO4E-GW [N 3.4 (206 E 5848197 °
+0.05 | 0.4
. 500N04F-GW 0 4.3 F 5848213 o
600N04G-GW 0 5.2 (256 G 5848239 [
GWPG300N02D-GV . 0.2 25 D 5848262 [ ]
GV 300N04D-GV 04| 5848270 [
(ground chipbreaker) | GWPG400N02E-GV . 0.2 43 bosl E 5848353 o
400NO4E-GV 04| ' 5848361 [
e £0.025
=1 I GWPG500N02F-GV [ 02, - 5848395 °
@Excellent sharpness with high-rake angle 500NO4F-GV 04 5848403 d
@Chipbreaker designed to V chip shape so GWPG600N02G-GV 0.2 5848437 [ ]
. : 0 43 (256 G
that it does not rub on side walls of part 600N04G-GV 0.4 5848445 o

% 1 Please make sure the insert height fit on the toolholder.

Grooving
Tools
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= Grooving tools
GTVW type T > Groong

af - - -

=
i - L : ® Use for grooving.
':r / ::f ®Right-hand type shown.
GTVW type = =
With offset

i

A
|

f
(O
b
th

ﬁ

T
>}
Effective

grooving dey

h+

: | <
Figure-2 | eRight-hand type shown.

M Holder dimensions

Grooving
Tools

Code N ok Dimensions ) Width of | Applicable Parts
ode No. oc imensions (mm insert . -
Shape Toolholder Part No. groove Clamp |Clamping bolt| Spring | Wrench
(mm) _
R L RIL| h|b |Li|h|Ff|L]a| w ﬁ ? E %
L
R -
5512355| GTVWR{1016-3 | |M[10 101 [ aslen 300 055416
5512371 12163 | [m[12]16| [12
16163 16 WLS 3.0 | (See table [CVSR/L3
——1  |22/8.0 below) AOS-5%20
5565189 2020-3 (m| [20/20] [20
5509989 :g:::: u 12 16 % 195/6.2| 4.0 gmggg AOS-5%16
Figure- SE00908 16164 | BTG 120E2'3 P gy CVSR/L4 - ASG-5 |LW-2.55
5565205 | 5565213 2020-4 (H|mW[20/20| |20 | 2| below)
:gig: 1 g % 195/6.2 GVW600 AOS5%16
5520903 | 5520853 16206 | mm|16| 20| [16]>3 | 100 e CORASr
5565239 2020-6 | |m[20 20 '
5519293 GTVWR{20-3 |H| |20]20][125[20]235 GVW300
5517081 253 [W| |25|25|150] 25[280 3.0 et teon| VRN
| 5514013 | 5514021 20-4 |H|H|20(20|125/20|235 4.0 | GYW400
Figure: 34 (12| 2 | GYW500 |CVR/LAN| AOB-6C | ASG-6 | LW-4
5514047 25-4 M| 25|25 [150| 25 (28,0 50 | e it beon)
5520895 20-6 |H| |20(20/120|20 GVW600
5520867 256 |m| [25|25[15025] % 6.0 | oratet)| CVR/LO

M Applicable inserts
GVW type Molded chipbreaker

Dimensions (mm) PVD-coated micro-grain carbides
Shape Part No.
w re Stock
GVW300N02 3.00 0.2 5520390 [
300N04 ) 0.4 5520382 [
GVW400N02 4.00 0.2 5510839 |
400N04 ) 0.4 5510847 [
GVW500N02 500 0.2 5520432 [
500N04 ) 0.4 5520424 [
GVW600N02 6.00 0.2 5520374 [
600N04 ) 0.4 5520366 ||

M change to non-stock items as soon as no stock
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Multi-functional tools for machining of aluminum

GTPA type
Front/back clamping type

Y-GTPA type

Front/back clamping type
Y-axis holder

(]

!

Figure-1 4 e s ®Right-hand type shown. Figure-2 ®Right-hand type shown.
GTPA-OHEY Th Y-GTPA-OHAY T
. [J12 : Rc1/8(PT1/8) . [J12 : Rc1/8(PT1/8)
Front/back clamping type o Front/back clamping type .
SPLASH BAR SPLASH BAR @ 5 =] o
1 AR -
' ) = [ St <
5 ' 5 Th
Flgure'3 “ Flgure'4 ®Right-hand type shown.
Y'GTPA'OH type ° Y-GTPAR/11216SOH
) ®
. o
Front/back clamping type , i = =
axis high- f L
For Y-axis high-pressure coolant %E. - A
(B]
Flgu re-5 | ::::':':‘1’ ‘Qt Location of coolant hole
M Holder dimensions
: . 4 of| Applicable Parts
Code No. Stock Dimensions (mm) \g:g?vgf insert | Clamping screw | Wrench
Shape Toolholder Part No. () :
R L R L h b L+ hi f L w I
5552401 GTPA®1010 0 10[10 10
Figure1 [ 5552419 1212 ® [12[12]120[12]01| — LRIS-4*10PW 1 g 155
PhEW | 5577291 1616 * 16|16 16 LRIS-4% 12PW
Figure-2 | 5563820 Y-GTPA®(1216 ® 1216 [120] — [0.1] 20| 20 | GTPA [[RIS4*12PW[_CIR-155
¥ Figure3 | 5912845 GTPA® 1214H-OH * 12 [14[100] 12701 — ] § |[(See table[LRIS-4%12PW] CLR-15S
15911482 Y-GTPA*¢1216HS-OH D 1216 20| 55 | below) ] ]
Figied (2000 Y-GTPA® 1216H.OH ° e TTe170| — |01 50 LRIS-4%12PW | CLR-155
115700018 Y-GTPA*(1216SOH ] 12]16 20
FigreS 2200006 16160H u 16 TTe170| — |01 58 LRIS-4%12PW | CLR-155

M Applicable inserts

GTPA type

Shape

s PD1
7 oo
E‘g = i :
e . J e 1 & - R

,_g:fj't:‘l: 4 l! 3 |_ /_\_\1:;_ /.:.{:' 257 :lj
- .- l'{'\ 20° - re
3 - fr;\} 92
LT « NS 5
e— * ®R-hand type shown.
Part No Dimensions (mm) Micro-grain carbide
) w s s re Effective grooving depth PD1 KM1
GTPA20FRNO1 6.0 | 4.0 5552385
20FRNO1 2.0 — | — 5576525 [
20FRNO01-082 4.0 | 2.0 | 0.1and 5574611 o
GTPA25FRNO1 6.0 | 3.0 | orless 5552393 [
25FRNO1 2.5 — | — 5576533 o
25FRNO01-081 40 | 1.0 5561808 (]

o
S0
=&
88
O
O]
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= Grooving tools

Grooving
Tools
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STICH bl

SBG type

Minimum diameter for grooving: From ¢3.0

Dn 2.
o =g ||
w = ~ | [
\Y & & Ds l
W10.025 L2 |
L+
I _|_ _ ‘l_

Min. diameter for - . . . )

Chi grooving Dimensions (mm) PVD-coated micro-grain carbides

i shape bfea'Ee’ (g"l) w | D | L Lo f h he i m
SBGO030050RB-S 0.50 5815782 | @
030075RB-S 0.75 5815808 | @
030100RB-S 0 1.00 30| 50 | 45| 13| 2.7 | 0.8 |0.05 5815816 | @
030150RB-S 1.50 5815824 | @
SBG040050RB-S 0.50 5815832 | @
040075RB-S 0.75 5815840 | @
040100RB-S 00| 40| €0 | 6 [ 181361101005 50T e
ol 040150RB-S 1.50 5815865 | @
f SBGO50050RB-S |, 0.50 5815881 | @
5 050100RB-S 1.00 5815899 | @
§ 050150RB-S 0 150 50 70 | 75| 23 | 45| 1.2 |0.05 5815907 | @
050200RB-S 2.00 5815915 | @
SBG060100RB-S 1.00 5815931 | @
060150RB-S ' 1.50| 6.0 75| 28 | 54| 1.8 |0.05]| 5815949 | @
060200RB-S 2.00 80 5815956 | @
SBG080100RB-S 1.00 5815964 | @
080150RB-S 0 1.50| 8.0 85| 38| 73| 22 |0.05|5815980 | @
080200RB-S 2.00 5815998 | @
SBGO30050RB 0.50 5652821 | @
030075RB 0.75| 3.0 | 50 9 1.3 | 27| 0.8 |0.05| 5652839 | @
030100RB 1.00 5652847 | @
SBG040050RB 0.50 5652797 | @
040075RB 0.75| 40 | 60 12 | 1.8 | 3.6 | 1.0 | 0.05| 5652805 | @
8_ 040100RB 1.00 5652813 | @
2| SBGO50050RB 0.50 5652854 | @
§ 050100RB Provided 1.00| 5.0 | 70 | 20 | 23 | 45 | 1.2 | 0.05| 5652862 | @
50 050150RB 1.50 5652870 | @
& | SBG060100RB 1.00 5704846 | @
060150RB 1.50| 6.0 20 | 28 | 54 | 1.8 |0.05| 5704838 | @
060200RB 2.00 80 5704820 | @
SBG080100RB 1.00 5704895 | @
080150RB 1.50 | 8.0 20 | 3.8 | 7.3 | 2.2 |0.05| 5704903 | @
080200RB 2.00 5704911 | @

) For sleeves, please refer to pages L22 and L23.
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STlin DUE~55)

SFG type
(Dl
S
A [¥e)
< { %
—
®Right-hand type shown.
Min, diameter for Dimensions (mm) PVD-coated micro-grain carbides
<h Chip | groouing g
ape
breaker (mm)
D., w Ds L+ L g f h re Stock

SFGO60R100B 1.00 1.5 5813837 o

060R150B 1.50 | 6.0 16.0| 20 | 2.8 | 54 5813845 o

060R200B 2.00 3.0 5813852 o
SFGO80R100B |Provided 1.00 80 1.5 0.05| 5813878 o

0O80R150B 1.50 2.0 5813886 [ ) =

8.0 16.0 38 | 7.3 s2
080R200B 2.00 3.0 5813894 o 82
080R300B 3.00 3.0 5813902 | @ | ™=

b For sleeves, please refer to pages L22 and L23.
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[ | Grooving T0 O LS 10—

S-BG type L
.. . . 2 <L> b {1
Minimum diameter for grooving: From ¢10 et -
o 1
— e
2 L Right-hand type sh
= } 2] ®Right-hand type shown.
Note) Use L-hand inserts for R-hand type holders.
L|
BG type L b D
" . . L’« /7 [
Minimum diameter for grooving: From ¢10 @ Qsl I
£l
I
E =
=
2] e Right-hand type shown.

Note) Use L-hand inserts for R-hand type holders.

Grooving
Tools

L - : o Parts
Code No. Stock |Mdafr| % | pimensions (m) | Width of | Applicale inert Clampig sre] Wrench
Shape Toolholder Part No gooiig | 2076 groove
p - depth (nm) 3 ®
R L RIL| Dm a |Ds| h| b |Li| f |L2 w =4 )
. 5854500 SO08H-BGR{10D10 (@ 7.717.85(120/5.0| 20 GTG10 CLR-15S
Figure- T gicis | [ s10K-BGR{10D12 |@ 9.6/9.811206.0] 25| >0~ 290 i e beow)| H522*08 |
5711585 BGR{08-00S ° 0.50 ~ 2.00
5711593 08-10S [ ] 7.017.51125/5.01 20 1.00~200| GTG10 LRS-25%6.8 CLR-15S
5711601 10-00S [ ) 90l9:5!15006.0/ 25 0.50 ~ 2.00 | (See table below) ' ' (A)
5711619 10-10S ° 1% ' 1.00 ~ 2.00
. 5711627 12-00S ° 1.00 ~ 2.00
Figue-2 s 12125 ° O[T |190] 70130 s ~200] GTG14 | o (..o | RLR20S
5711643 14-00S () 130113511801 8.0| 35 1.00 ~ 2.00 | (See table below) ’ (B)
5711650 14125 ° Cl : 145~ 2.00
5536362 16 ° 150]155]200[10.0] 40 GTG20 RLR-205
5435433 20 [ ] 19.0119.51200(12.0| 40 1:50~2.00 (See table below) LR-5-3+7.8 (B)

%Use applicable holders from -00s, -10s and -12s accordingly with the groove width required.

M Applicable inserts

GTG type
Shape Part No Dimensions (mm) Cermet | PVD-coated micro-grain carbides
P : W [soren] L | r. | d K20 T™4 ZM3 QM3 F

GTG10050FLO05 | 0.50 5853130| @
10075FL0O05 (0.75 5853114 | @
10100FLO0O5 [1.00| 1.0 1.2 10.05|5.56 5853098 @
10150FL0O05 |1.50 5853080| @
10200FLO05 |2.00 5853072 @

GTG10050FLO0 | 0.50 5514088 | @
10065FLO0 | 0.65 0.05 5514104 | @
10075FLO0 | 0.75 ' 5376835| @
10100FLOO0 |1.00| 1.0 1.2 5.56 5376843 @
10125L 1.25 0.2 5687611 | @
10150FLO0 | 1.50 0.05 5376850 @
10200FLO1 | 2.00 0.1 5357884| @

GTG14100FLOO0 | 1.00 0.05 5376868 | @
14145L 1.45 0.2 5687579 @
14150FLO0 (1.50| 2.0 |2.2|0.05|7.94 5376876 @
14175L 1.75 0.2 5687587 | @

®L-hand shown. 14200FLO1 | 2.00 0.1 5376884 @

GTG20150FL 1.50 5396239 @
20175L 1.75 5687595| @
20200L 200 3.0 1321021955 5687603| @
20200FL ' 5376991| @

130



NTK

GKV type

Minimum diameter for

grooving: From ¢30 5 =
£
S — - - -1 o
2| o -
: vl
N i
: Ly
|
) I
|
®Right-hand type shown.
M Holder dimensions
. . idth of| Applicable Parts
Code No. Stock Dimensions (mm) gooe |___insert | Clamp [Campingbot| Spring [ Wrench
Toolholder Part No. (m)
R L RLDsth1szarmew@E g\.ﬂ
5255567 GKVR{3230-3 |®| [32(30/31[200/21]50(5.5/30(3 0
5255559 3240-3|®| [32/30(31(250[23[50(7.5[40| § |, oV CVLRIN/AOB-5C| ASG-S | LW-3
5255542 4055-3 @ |40(38|39/300/29|35|9.5/55|3.50

Note) The right-hand type holders come with a left-hand clamp.

M Applicable inserts
GEV type Molded chipbreaker

Grooving
Tools

Dimensions (mm) Cermet PVD-coated micro-grain carbide
SHERE Pl el vle & N40 ERR Stock
GEV300N 0.2 | 5763271 [ ) 5027586 | @
3.0
300N04 0.4 5048392 | @
5.2
GEV350N 0.2 | 5801972 | @
? 35
~ .
re 350N04 0.4 5053616 | @
I31



= Grooving tools

Face grooving tool series SATURMN DUO

FGV type for face grooving

Target work shape

®FGV type for face grooving and FBV
type for face turning.

® Economical double-corner specification.

e Improved tool rigidity by optimizing
overhang and holder shape.

® Gang-type, front-gang-type and sleeve
holder type are available.
® A new coating, ultra Z-coated “TM4” is

used as the insert material.

@ Both cutting performance and wear resistance improved.

EE ,

N

Grooving
Tools

Holder : L-hand Insert : L-hand
[
—U

Holder : R-hand

Shape of
grooved face

FBV type for face turning

Target work shape

Insert : R-hand

Holder : R-hand

Concaved
face shape

Insert : R-hand

* Grooving possible under a wide range of cutting conditions
due to the improved rigidity of both inserts and holders

* Minimum machining diameter from ¢

6, groove width from 1.0 mm

+ L-hand types available for machining work with a boss

« Further improved face machining efficiency
» Minimum machining diameter from ¢ 8

<FGV type for face grooving> Minimum machining diameter : 6 WET

General steel
(carbon steel, alloy steel)

Stainless steel
(excluding SUS303)

Free-cutting steel
(including SUS303)

Non ferrous metal
(Brass, aluminum,
copper, etc.)

50(30 ~ 100)

40(30 ~ 100)

60(30 ~ 100)

80(50 ~ 120)

0.03(0.01 ~ 0.05)

0.02(0.01 ~ 0.04)

0.04(0.01 ~ 0.06)

0.04(0.01 ~ 0.06)

0.02(0.01 ~ 0.04)

0.01(0.005 ~ 0.03)

0.03(0.01 ~ 0.05)

0.03(0.01 ~ 0.05)

Cutting speed (m/min)
1.0
Groove
F(em‘;‘;rzt)e width W | 1.5
(mm) 2.0

0.01(0.005 ~ 0.03)

0.01(0.005 ~ 0.03)

0.02(0.01 ~ 0.04)

0.02(0.01 ~ 0.04)

YrUseful tips for machining

@It' s possible to cut wider than the groove width of the insert by dividing the cut into several passes. When grooving,
always cut from the outer to the inner side because the insert may otherwise interfere with the work piece. (Especially
when widening the groove width so that the face diameter becomes the minimum advised or less.)

@If tool pass is left on the boss of the work, decrease the feed for withdrawing the insert.

®If the tip end of the boss of the work is marked, lower the feed rate.

@If the outer peripheral surfaces of grooves on the work show feed marks, either lower the feed rate or increase the cutting speed.

®If the back end surface shows feed marks under a condition of low feed rate and low cutting speed, increase the cutting speed.

wCaution
« Side turning is not possible.
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B Recommended cutting conditions for face grooving tool series

<FBV type for face machining> Minimum machining diameter

: 98 WET

General steel Stainless steel Free-cutting steel ?é?g;g"aolﬂ?n ri?]itrﬁl
(carbon steel, alloy steel) | (excluding SUS303) | (including SUS303) c0pb or, etc) ,
Cutting speed (m/min) 50(30 ~ 70) 40(30 ~ 60) 60(30 ~ 80) 80(50 ~ 100)
1.0 | Longitudinal : 0.015/cross : 0.06 | Longitudinal : 0.015/cross: 0.06 | Longitudinal : 0.03/cross: 0.06 | Longitudinal : 0.03/cross : 0.06
Feed rate — - o
Longitudinal/ Dep';c_h _°f 2.0 | Longitudinal: 0.01/cross: 0.04 X Longitudinal:0.015/cross : 0.03 | Longitudinal : 0.015/cross : 0.03
machining
€ross (mm) 3.0 % ¥ Longitudinal : 0.015/cross : 003 | Longitudinal : 0.015/cross : 0.03
(mm/rev)
4.0 P P Longitudinal : 0.015/cross : 0.03 | Longitudinal : 0.015/cross : 0.03

%When machining difficult materials where chip control is problematic (such as SUS304), it is recommended that the machining be carried out in several stages.

YcMachining method

» With materials allowing easy chip control, it is possible to machine up to 4 mm deep at a low feed rate in
a single pass for both longitudinal feed and cross feed.

4

i

©
AS)

Z

/A

st

<
Longitudinal feed < ‘
™

0,25

®8

Cross feed

Cutting in the direction of Z: Longitudinal feed

Cutting in the direction of X: Cross feed

Supplemental explanation : Cutting in the direction of Z axis is expressed as the longitudinal feed and cutting
in the direction X axis is expressed as the cross feed, here.

YeUseful tips for machining

* When an area of inner peripheral is gauged,
it is recommended that the machining be carried out in 2 passes , one of roughing and one of finishing in the following procedure:

YcExample of 2-pass machining: With 0.2 mm finishing allowance left, first carry out roughing and then, finish machine.

0Longitudinal feed (roughing)

(2] Longitudinal feed (finishing)

0.8

®8.4

Grooving
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= Grooving tools

CH-FGV type
For front gang type tool post

___ Holder : L-hand
Insert : L-hand

S |

|
. <
|

L L
L., 0 | 9 7 Holder : R-hand
J@®7 |  Insert:R-hand
G
"‘3 @ <
£l I jﬁé
= ‘ Only R-hand type available with FBV type inserts.
®Right-hand type shown.
FGV type
‘ L
For gang type tool post
Y Q
L

K

Holder : R-hand

Insert : L-hand
. ®Right-hand type shown.
Flgure'z Note)Use L-hand inserts for R-hand type holders.
DS-FGV type 5

Holder : L-hand
Insert : L-hand

S

= |
#@l _______ — A;“_ ——-F = j Holder : R-hand
Max. machining depth [11.0 ! D. i-% ~ Insert : R-hand
ﬁé e
Wi an F‘g{%ﬁ:ﬁgﬁ;iﬂﬂ Only R-hand type available with FBV type inserts.
M Holder dimensions
Applicable Parts
Code No. Stock Dimensions (mm) insert | Clamping screw| Wrench
Shape Toolholder Part No.
& |
R | L RIL|D| h| b |Li|h|f|L|ed© %
5691068 | 5691076 | CH-FGVR{1010/ ® |® | — | 10 | 10 10 [10.5 EGV
Figure-1| 5691084 | 5691100 1212/@|@®| — | 12| 12 {120] 12 |125| 18 FBV | LRIS-2.5X7 | CLR-155
5691118 | 5691134 1616/ @ ®| — | 16| 16 16 |16.5 135
591035 - | FGVR1{1016 ® —| — |10
Figure-2| 5691043 | - 1216 ® —| — | 12]16(120/00]0.0| 20 | " 5| LRIS-25X7 | CLR-155
5691050 | - 1616 ® —| — |16
IR 5841861 5772439 | DS-FGVR116-012 @ | % | 16 | 15 | 15 | 80
5690938 | 5690946 19 ®| ® 1905 18 | 18 FGV
Figure-3| 5690953 | 5690961 20 ® @®| 20| 19|19 120 ~ 30| — FBV | LRIS-2.5X7 | CLR-15S
5690979 | 5690987 22 ® @ 22|21 |21 I35
5690995 | 5691001 25 @ | @ 25.4(24.5(245
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M Applicable inserts

FGV type
DrMin. machining diameter
Effective
machinin’V
depth
rE
=
®Right-hand type shown.
Part No. macl?iAnlinr{g dia| Thickness Dv:/menSIozs (mm)Eﬁecﬁve machining depth PVD_CO — ram;:':flis

FGV100RBOOD6 10 0.00 5704580 [ J

100RBO5D6 ' 0.05 5704606 [ J
FGV150RBOOD6 (AN [ . | 0.00 5704614 | ®

150RBO5D6 ' ' 0.05 5704622 ®
FGV200RBOOD6 20 0.00 5704630 ®

200RB0O5D6 ' 0.05 5704648 o
FGV100LBOOD6 10 0.00 5704572 ®

100LB0O5D6 ' 0.05 5704564 o
FGV150LBO0D6 238 15 0.00 5704556 o

150LB05D6 ' ' 0.05 5704549 o
FGV200LBOOD6 2.0 0.00 5704531 o _gﬂ

L-hand shown 200LB0O5D6 ' 0.05 5704523 o §§
©)

M Applicable inserts
FBV type

Effective machining depth
®Right-hand type shown.

Part No Min. Dimensions (mm) PVD-coated micro-grain carbides
: machining dia| Thickness w re |Efective machining depth
FBV40RO5D8AM3 5697453
8.0 2.58 0.5
Rhand shown 40R15D8AM3 5697461 | @

Note)The FVB type inserts are applicable only for right-hand holders of CH-FGVR
and DS-FGVR types; Not applicable for left-hand types and FGV R/L type holders.
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= Grooving tools
Face grooving tools

GFV type
D. L+
L
& !
¥
‘o |
{ [ -
- N Max. grooving dep*h
ar ®Right-hand type shown.
GSV type
2 i
s 6 L,
g i
2 = S o
2| T a = T
o . --d
S0
éé r h4 o, IlW]
> | | |
| ¥y :
v =
IR
®Right-hand type shown.
M Holder dimensions
i i Width of| Applicable insert Parts
Part No. (mm) z
R | L RthL1h1szarDmWJ§%w
5657887 | 5657895 | GFVR{20-6 |® | ®|20|20125/20|25 GFV
Figure-1 . - - -
B 5655220 5657903 25-6|@(®]25(25[150[25(30| 32| © |38 | 00 | seetteteow | < VR/L6 | ACBBCIASG-6| LW-4
5657911 5657929 | GSVR{20-6 |@ |@|20|20(125/20|33 GFV
Figure-2 . ) - - -
e 5645965 | 5657937 25.6 [@|®/25 (25 150/ 25 38 |22 © |38 -0 | e it beow | CVR/LO |AOB-6C|ASG-6| LW-4

M Applicable inserts

Note)The right-hand holders of GSV type come with a left-hand clamp.

GFV type V-shaped location type with chipbreaker
Shape Part No Dimensions () Cermet PVD-coated micro-grain carbides
P : w | N40 ST ER ] Stock
& "5, - GFV600N 0.15| 5654538 | @ | 5027594 | @
€ h 2 N | 6.0
3(>G" | -erdE 600N04 0.4 | 5653209 | @ | 5068218 | @
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CTPS type 5
For radial type tool post 5.0

®Right-hand type shown.
M Holder dimensions
_ _ _ Applicable Parts
Dimensions (mm) Width of insert Clamping screw| Wrench
Code No.| Toolholder Part No. |Stock gra;:)ve .
h b | L | | f w d) %
5346572 | CTPSR10 o 10 | 10 10 0.75 GTPS
120 0.0 § (see able below) [RIS-25%7 | CLR-15S
5397187 R12 o 12 12 12 2.00 ee table below

% CTPS toolholder is interchangeable tool. All CTPS type inserts can be used (front turning, back
turning, cut-off, threading) on the same holder. (H84-85 for more information)

=P
. . 3¢
M Applicable inserts ge
GTPS type
Dimensions (mm) PVD-coated micro-grain carbides
Shape Cutting edge shape Part No. Effective
wore| L machining depth Stock Stock
GTPSO75FR |0.75 1.5 (BN 5346952| @ |5362652| @
E ! i
| 5 095FR |0.95 5346960 @ 5362660 ®

— 100FR | 1.00 5346978| @ (5362678 @

\\/: ' 120FR |1.20 5346986 @ 5362686 @
re

150FR [1.50 3.0 5346994 @ |5362694| @

4 6.0 | 250
W+803

o

o

®R-hand type shown.
Y¢ 6 indicates the value when the 200FR 2.00 5347000 @ |5362702| @

insert is set in the holder.
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Threading Tools

® Selection guide for threading tools ---- J2
o List of holders and inserts for threading -- J6
o Thread Whlrllng ........................ J22




= Threading Tools

NTK SS Tools Selection guide for threading tools

“m ® Produces smooth, burr-free finished thread surfaces.
@ Does not require a change to pitch-specific tool(s) due to single point cutting.

P |(Pitch)

M OD threading TTP type DS-TTP type CH-TTP type CTPS type

=J10 =J10 =J10
Pitch: 0.2~ 2.0 Pitch:0.2~1.5
L] 255 L1:5.0
Shank size : [18 ~[120 [ Shank dia.: $16 ~$25.4 | Shank size : []16 - [120 Shank size : [110 - [112
Applicable inserts : TTPLICIFR/L Applicable inserts : TTPLICFR|  [Applicable inserts : TTPSLICIFR
For various shapes of work pieces ! Common holder for cutting-off and back-tumning
s Thread whirling
k L]
=J22
Applicable inserts : Special (Short delivery time)
*ee., High efficiency threading !

DS-STT type NTTB type CSV type

=J6
Pitch : 0.8 ~ 3.0 Pitch: 0.2 ~ 0.5
L1:4.0 L1:3.0 L1:4.0 L1:3.0
Shank size : [110 - [J12 |Shank dia.: ¢ 14 ~¢ 16| Shank size : []16 ~[125 Shank size : [17 ~[112
Applicable inserts : TTMH32 Applicable inserts : CSVT11FR

Recommended for small diameter threading !

k

M Internal threading M Hexagon socket machining

-

SHAPER DUO

R
.4'

TGC type: Carbide shank SBT type
HN59 type: Steel shank

Pitch : 0.4 ~0.75 Pitch : 0.5~ 1.75 Machineable side distance : 1.4~ 12.2
L1:0.7~1.0 L1:0.8~1.8 Shank dia. : $2.0~ $6.0. $8.0
Shank dia. : $6.0 ~¢10.0 Shank dia.: $2.5 ~¢6.0 Solid bar type
Applicable inserts : TMN Solid bar type
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M Recommended threading pitches and threading ranges

Insert Part No Dimensions (mm)
) Edge radius Recommended threading pitch Machining pitch range
TTP(S)60FR14A
0.05 Max. flat 0.3 0.2~0.75
60FR{4B
60FR{8A
0.05 0.4 0.4~1.25
60FR{8B
60FR{-N 0.1 1.0 1.0~1.5
TTP60FR{-NO2 0.2 1.5 1.5~2.0
TTP55FR(8A
0.05 16~48 threads/inch
55FR{8B
TTMH3260%1010 0.1 1.0 0.8~3.0
3260R{015 0.15 1.5 1.0~3.0
3260R1020 0.2 2.0 1.5~3.0
3260%1025 0.25 2.5 1.75~3.0
CSVT11FR{P60-035A
0.03Max 0.3 0.2~0.5
11F?{P60-035B
TTMA4360R015 0.15 1.5 1.0~4.0
4360R020 0.20 2.0 1.5~4.0

M Selectively using inserts having a different edge onfiguration, A or B type

Right-handed Left-handed
Machining close to the guide bush | Close to back turned section | Machining close to the guide bush | Close to back turned section
Cutting edge shape : Cutting edge shape : Cutting edge shape : Cutting edge shape :
A type B type B type A type

Guide bush
Holder Holder Holder TTPR Holder TTPL Holder TTPL
Insert TP FR A Insert TP _FR B Insert TTPL _FL B Insert TP FL_A

Frequently used for threading
operations where the front section
of the workpiece is threaded.
Using a right-handed holder with A
type allows machining very close
to the guide bush when required

Frequently used for threading in areas which
are previously back turned allowing access
and total flexibility in threading direction.
Using a right-handed holder with the B
type insert allows threading up to the back
turned face.

Using a left-handed holder moves the cutting point further away from
the guide bush. Again increasing flexibility of machining.

M For operations with a left-handed holder, select the cutting edge shape opposite to the shape/type for right-handed holders.

(For left-handed holders use A type for operations close to the guide bush and B type for near back turned areas.)

H In addition, you may select a left-handed holder when you do not wish to return the machined diameter into the guide bush.
(as any burrs on the outer surface can damage the guide bush)

B The cutting edge length of the inserts of A and B types is designed to be 0.4 or 0.8 mm, with the pitch either 0.2 to 0.75 or 0.5 to 1.25 so
that they can cut very close to the guide bush/a ground area. Inserts of N type should be used where a greater thread pitch is required.
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M Range of threads for machining
Metric thread (60°) Machining thread ranges

Pitch Effective diameter of thread
1/2|4|5(6|7[8|9(10(15/20(25|30|35|40(45|50|60|70|80|90(100{125/150
0.20
0.25
0.30
0.35
0.40
0.45
0.50
0.60
0.70
0.75
0.80
1.00
1.25
1.50
1.75
2.00
2.50
3.00
3.50
4.00
55° thread (Whitworth screw threads, parallel threads for pipes) Machining thread ranges
Pitch | No. of threads Effective diameter of thread
1124|567 [8]9[10[15/20/25|30|35/40/45|50(60|70|80]90|100|125]|150
0.5292 48
0.6048 42
0.7056 36
0.7938 32
0.9071 28
1.0583 24
1.2700 20
1.3368 19
1.5875 16
1.8143 14
2.1167 12
2.3091 11
2.5400 10
2.8222 9
3.1750 8

Threading Tools Recommended Insert Guide and Cutting Conditions

. ’ Free cutting steels | Hard-to-cut Stainless | Titanium .
Work Material Free cutting steels | Carbon steels | Alloy steels Stainless Stainless (Alloy) Stainless Alloy
SUM22
$35C SCra20 SUS303 SUS304 _ A5056
SRy SuM2s 545C SCM435 SUS430F 5US440C CAL-AV-TI AG061
SUM24
Insert First Choice | VM1 ZM3 QM3 ZM3 C7X VM1 ZM3 VM1 ZM3 KM1
Grade  |Second Choice QM3 VM1 QM3 KM1 ZMm3
Cutting Spead carbide  SOMMENN 150
i 50 200 50 180 | 40N 100 | SO 100 | 50 6N 200
ve (M/min) oo C7X 120 250 x o) o O

*Please refer to Technical Information Q62 for detailed recommendation.



M Infeed Methods

NTK

Features

Strengths

Weaknesses

/~\

4

Radial infeed

® Most common and usual method.
® Easy to change cutting conditions.

® \Wears on right and left side edges
are proceeded equally.

® Chip control can be difficult.

® Chattering tends to be causing since
contact area of cutting edge is larger.

e Unsuitable for large pitch size threads.

X

Flank infeed

® Reratively easy method.

® Suitable for large pitch threads or easy
to tear materials due to low cutting
force.

® Good chip control.

® Edge on the right (with zero infeed)
tends to be worn heavily.

@ Difficult to change infeed amount.

Modified flank infeed

® Wear of the right edge can be
suppressed.

® Suitable for large pitch threads or
easy to tear materials due to low
cutting force.

® Good chip control.

o Difficult to creat NC program.
@ Difficult to change infeed amount.

t 4

Alternating flank infeed

® \Wears on right and left side edges
are proceeded equally.
® Suitable for large pitch threads or

easy to tear materials due to low
cutting force.

@ Difficult to creat NC program.

@ Difficult to change infeed amount.

® Chip control can be difficult.
(Chips are discharged alternately in
right and left directions, resulting
possibly in entanglement.)

%Machine feed speed(F)need to be set within 2000mm/min so as not to generate inperect thread.
(This situation doesn't applies to the case the machine has high speed threading setting)

(Calculating method)

( Calculating Revolution speed n= —
77 X nominal diameter

@ Calculating Feed speed

VcX 1000

F = n (Revolution speed) X P (Pitch)
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CSV type .
. |
For radial type tool post = i . F S
Sk
L
» E =S
®Right-hand type shown.
CSV-NC/CSV-NC-F type
For gang type tool post - ® - 5
B =] ¢ 0
A] . ]
< = ® The cutting edge of CSV R/Lsgli\?g-tl;hlf:sdatzngi?f\:’e?

% CSV toolholder is interchangeable tool. All CSV type inserts can be used (back turning, grooving,
threading) on the same holder. (H80-83 for more information)

M Holder dimensions

Parts

Code No. S Stock Dimensions (mm) Applicable inserts Clamping screw|  Wrench
oolholder
Shape Part No ‘0- %
R L . R{L|[h| b |Li|hi f g9 g
P 5492962 CSVR{07GX 0 85
S5 717 7 0.5
o0 5303169 | 5303193 07 [ ) 140 L
£ 5492954 08GX [ ) 8!8 185 | 8 CSVT
, 5303151 | 5303201 08 ( I )
Figure-1 szl 0.1 (See table | LRIS-2.5+7 CLR-15S
5303136 095 [ J 9.5/9.5|140|9.5] 0.0
5303144 | 5303177 10 @ ® 1010 10 below)
5474770 12GX [ J 12112 185 | 1
5327929 12 [ ] 140
5789615 CSVRLO8NC-F |@ 0.0~0.1
5514062 | 5514070 08NC o 8808 csvT
. 5563010 10GXNC |@ 10110 185 | 10 01 |~ (See table | LRIS-2.5+7 CLR-15S
Figure-2 5477492 | 5477502 10NC Q0 o below)
5477534 | 5477500 12NC @ @® 12|12 12
M Applicable inserts
CSVT type
- Dimensions (mm) | Applicable thread | PVD-coated micro-grain carbides
Shape Code No. P :
breaker .
§ Piteh R |Sok| L |tk
@ avpe e
e EE o CSVT11FR?1P60-035A 5344874 | @ | 5386909 | @
\,@
Thickness:2.38 ®Right-hand type shown.
None | RO.03MAX Hi 0
-\ ‘ o | CSVTT1FR1P60-035B 5344882 | @ | 5386917 | @
\ﬁ#" 0.03MAX
Thickness:2.3 ®Right-hand type shown.
J6 YrAngles shown indicate the value when the insert is set into the holder.
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CSVT type

» For applicable holders and inserts, please refer to page J6.

B Metric thread/for both coarse and fine threads

Nominal dia. of thread Pitch
No.1 No. 2 No. 3 0.50 0.40 0.35 0.25 0.20
M1 Coarse Fine
M2 Coarse Fine
M3 Coarse Fine
M4 .
M5 Fine

M Unified thread

Nominal dia. of thread Pitch

No.1 No. 2 (for reference) (for reference)
Coarse No.1-64 UNC 0.0730-64 UNC 0.3969
No.2-56 UNC 0.0860-56 UNC 0.4536
No.0-80 UNF 0.0600-80 UNF 0.3175
Fi No.1-72 UNF 0.0730-72 UNF 0.3528
ine No.2-64 UNF 0.0860-64 UNF 0.3969
No.3-56 UNF 0.0990-56 UNF 0.4536

I Depth of cut and number of passes (The depth of cut indicates the value of the on component radius not diameter.)
TTP, TTPS, TTMH, TTMA and CSVT type, 60 degrees, without wiper (Guideline for the radius of 0.05)

Threading
Tools

Holder ﬂ'r:;)h g(%?é pNa‘;'sgi 11 2| 3|als|e|7]8]|9]10
020 | 0.0 4 | 008006 004|002
025 | 024 4 | 010008004002
030 | 028 5 | 008007 007|004 0.02
035 | 032 5 |00 0.09 ] 0.07 | 0.04 | 0.02
040 | 035 5 | 012]0.10] 0.07 | 0.04 | 0.02
045 | 039 5 |06 0.10 | 0.07 | 0.04 | 0.02

Metric thread tPin 0.50 0.33 5 0.10 | 0.10 | 0.07 | 0.04 | 0.02

60 IR 060 | 040 6 | 0.10]0.10 | 0.08 | 0.06 | 0.04 | 0.02
070 | 048 6 | 010010 0.10 ] 0.10 | 0.06 | 0.02
075 | 052 7 010|010 0.10 | 0.08 | 0.07 | 0.05 | 0.02
080 | 056 7 010010 0.10 | 0.10 | 0.08 | 0.06 | 0.02
100 | 071 8 | 015|015 0.12]0.10 | 0.08 | 0.06 | 0.03 | 0.02
125 | 0.90 9 020018013010 010 | 0.07 | 0.05 | 0.05 | 0.02
150 | 1.09 10 | 022|020 | 045 0.12 ] 0.10 | 010 | 0.08 | 0.05 | 0.05 | 0.02
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CTPS type L

5.0

i eRight-hand type shown.

M Holder dimensions

) ) Applicable Parts
Stock Dimensions (mm) inserts Clamping screw Wrench
Code No Toolholder
’ Part No.

R L h b Li | hi f

5346572 | CTPSRi10 o 10 | 10 10 TTPS
120 0.0 LR1S-2.5+7 CLR-15S

5397187 12 ([ J 12 | 12 12 (See table below)

Y<CTPS toolholder is interchangeable tool. All CTPS type inserts can be used (front turning, back
turning, cut-off, threading) on the same holder. (H84-85 for more information)

M Applicable inserts

TTPS type
Dimensions (mm) Applicable screw| PVD-coated micro-grain carbides
shape Code No. Sic;g:e 0 f Ie Pitch Stock Stock
i i ~
ﬁ < | TTPS60FR4A | A 5346648 | @ | 5362710 | @
L0 ° 0.05
v 0.4 005
Max.flat
60FR4B | B 5346663 | @ | 5362728 | @
60FR8A | A | 60° 5346689 | @ | 5362744 | @
0.8 | (0.05 MK
60FR8B | B 5346671 | @ | 5362736 | @
Wﬁ 60FR-N | N 1.25 | (0.1) ! 5346655 | @ | 5362751 | @
®Right-hand type shown.

Y¢ 6 indicates the value when the insert is set into the holder.
J8 Y¢Nose R shows referential value.



NTK

[Machining pitch range]

TTPS type » For applicable holders and inserts, please Part No. Pitch
refer to page J8. TTPS60FR4A (B) 0.2-0.75
TTPS60FR8A (B) 0.4-1.25
B Metric screw/for both coarse and fine threads TTPS60FR-N 1.0-1.5
Nominal dia. of thread Pitch
No.1 No.2 | No.3 | 1.50 1.25 1.00 0.80 0.75 0.70 0.50 0.40 0.35 0.25 0.20
M1 Coarse | Fine
M2 Coarse Fine
M3 Coarse Fine
M4 Coarse .
M5 Coarse e
M6 M7 Coarse
M8 M9 Coarse Fine
M10 — Coarse Fine
M12 Fine
M14
M15 Fine
M16
M17
M18
M20 Fine
M22
M24
M25
M26
M27 W28 Fine
M Unified screw
Nominal dia. of thread Pitch Aoplicabl N
No.1 No. 2 (for reference) (for reference) ppiicable part io.
No.1-64 UNC 0.0730-64 UNC 0.397 TTPS60FR4A (B)
No.2-56 UNC 0.0860-56 UNC 0.454 g’m
No.3-48 UNC 0.0990-48 UNC 0.529 §3
No.4-40 UNC 0.1120-40 UNC 0.635 TTPS60FR4A (B) P2
No.5-40 UNC 0.1250-40 UNC 0.635 TTPS60FR8A (B) =
Coarse No.6-32 UNC 0.1380-32 UNC 0.794
No.8-32 UNC 0.1640-32 UNC 0.794
No.10-24 UNC 0.1900-24 UNC 1.058 TTPS60FR4A (B)
No.12-24 UNC 0.2160-24 UNC 1.058 TTPS60FR8A (B)
1/4-20 UNC 0.2500-20 UNC 1.270 TTPS60FR-N
5/16-18 UNC 0.3125-18 UNC 1.411 TTPS60FR-N
No.0-80 UNF 0.0600-80 UNF 0.318
No.1-72 UNF 0.0730-72 UNF 0.353 TTPS60FR4A (B)
No.2-64 UNF 0.0860-64 UNF 0.397
No.3-56 UNF 0.0990-56 UNF 0.454
No.4-48 UNF 0.1120-48 UNF 0.529
No.5-44 UNF 0.1250-44 UNF 0.577 TTPS60FR4A (B)
No.6-40 UNF 0.1380-40 UNF 0.635 TTPS60FR8A (B)
No.8-36 UNF 0.1640-36 UNF 0.706
Fine No.10-32 UNF 0.1900-32 UNF 0.794
No.12-28 UNF 0.2160-28 UNF 0.907
1/4-28 UNF 0.2500-28 UNF 0.907 TTPSGOFRBA (B)
5/16-24 UNF 0.3125-24 UNF 1.058
3/8-24 UNF 0.3750-24 UNF 1.058 TTPS60FR8A (B)
7/16-20 UNF 0.4375-20 UNF 1.270 TTPS60FR-N
1/2-20 UNF 0.5000-20 UNF 1.270
9/16-18 UNF 0.5625-18 UNF 1.411
5/8-18 UNF 0.6250-18 UNF 1.411 TTPS60FR-N
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TTP type .
7
65—
N0
A
s} N® |
Figure"l W15, = e Right-hand type shown.
DS-TTP type
DS Holder K} —
|
Al 1
20 - h _, Ds
m —
0 ﬁ }
S H
b e ———— -
C [
- N ‘ g o Left-hand type shown.
Flgure'z YUse R-hand inserts for L-hand type holders.
CH-TTP type «»
% y ]
o<
! A
.CEDﬂ h L+ 1
®S ] P 9
IE L S
= n (> Ln
= y /
[ |
Zl@' - =
/ \
- @ eft-hand type shown.
Flgure'3 YrUse R-hand inserts for L-hand type holders.
M Holder dimensions
. . Applicable Parts
Code No. Stock Dimensions (mm) insert | Clamping screw| Wrench
Shape Toolholder @
P Part No. ~ ‘%
(B)
5146238 | 5146220 | TTPR108 [ JK ) 8 10 1120 8 4 LRIS-4=10PW
5145693 | 5145685 10 [ 2K ) 10 10 2 A)
5459854 | 5503024 12GX (@|® 12112 1851 15 CLR-155
Figure-1| 5145701 | 5145719 12 o0 - 120 - LRIS-4=12PW @)
5459862 | 5459870 16H [ JK ) 16 | 16 100 16 0 A)
5191234 | 5267190 16 LK) 120 TTP
5459573 | 5459581 20F [ JK J 20| 20 | 80 | 20 J11
5782149 | DS-TTP®1 16F* % [16.00| 15| 15 | 80
5278270 19 @[1905/ 18| 18 LRI15-4+10  |LLR-255-20+65
Figure-2 527829 20 @/20.00] 19 [ 19]120| — [10.0] — ®) 8)
5324033 22 @ (2200 21 | 21
5317151 25 @ 2540| 24 | 24 |150
cﬁi’urﬂ 5685090 | CH-TTP®{ 16 o _[16[16] T16[23] _[TTP_FR LRIS-4+10 LLR-255
i 5885108 20 [ 20 | 20 20 | 27 J11 (B) (B)

%Please select ¢ 16 shank DS sleeves. DS sleeves details Gzl

J10




M Applicable inserts
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TTP type
3 Dimensions (mm) Applicable screw | Micro-grain carbide | PVD-coated micro-grain carbides
E Shape Code No. o | f re Pitch |, Neof Stock Stock [l e )., ko W stock
A type TTP60FR2A 0.2 | (0.05) 5892278 | %k
60FR4A 04 MAX NIFER 5145602 | @ 5234216 | @
e g 60FR4AS@ c0°| | flat 5578158| @
: \<" 60FR8A v 5145537 | @ 5337340 | @
60FR8AS @ 0.8 | (R0.05) 5578117 | @
- TTP55FR8A 55° : 5145495 @
S |B type TTP60FR2B 0.2 | (0.05) 5892302 | *
g 60FR4B 04 MAX NIFER 5145586 | @ 5601315 | @
£ 60FR4BS @ 60" | | flat 5578133 @
& 60FR8B v 5145529 | @ (5506472 | @
60FR8BS @ 0.8 | (R0.05) 5578091 @
TTP55FR8B 55° : 5145487 | @
N type TTP60FR-N 5145560 | @ | 5474630 | @
(RO.1) WK
L@ 60FR-NS @ 60°| 1.25 5578067| @
Y 60FR-N02 (RO.2) 0 5626247 | @ |5626254| @
A type TTP60FL2A 0.2 | (0.05) 5892286 |
60FL4A MAX RiIRER 5145594 | @ (5601307 | @
E /<e 60FLAAS @ 60’ | 04 | flat 5578174| @
- % 60FL8A v 5145545 @ 5601273 | @
60FL8AS 0.8 | (R0.05) 5578125 @
5 TTP55FL8A 55° 5145503 | @
2 | B type TTP60FL2B 0.2 | (0.05) 5912555 %
§ 60FL4B 04 Vel 0.2~0 5145578 | @ |5601299| @
& 60FL4BS @ 60" | | flat 5578141| @
3 60FL8B 5145511 | @ |5503438 | @
60FL8BS 0.8 | (R0.05) [l 5578100 @
TTP55FL8B 55° 5145479 | @
Nbpe TTP60FL-N won BT 5145552 @ 5601265 @
%ﬁiz\h u 60FL-NS @ 60° | 1.25 5578083 | @
60FL-NO2 (R0.2) 0 5626270 | @ 5626262 | @

Y¢Nose R shows referential value.

M Selectively using inserts having a different edge configuration, A or B type

Right-handed

Left-handed

Machining close to the guide bush

Close to back turned section

Machining close to the guide bush

Close to back turned section

Cutting edge shape :
A type

Cutting edge shape :
B type

Cutting edge shape :
B type

Cutting edge shape

A type

Guide bush
Holder TTPR Holder TTPR Holder TTPL Holder TTPL
Insert TTP | FR_A Insert TTP. | FR_ B Insert TP | FL_B Insert TTP . FL_A

J11
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[Machining pitch range]
TTP type »For applicable holders and inserts, please refer Part No. Pitch
o pages J10 and 11. TTP6OFR{4A,AS(B,BS)| 0.2-0.75
= TTP60FR{8A,AS(B,BS)| 0.4-1.25
\ & ’ TTP60FR{-N(S) 1.0-1.5
ez TTP60FR{-N02 1.5-2.0
TTP60F?(-N02 allows for machining up to M150.
M Metric screw/for both coarse and fine threads (With 2.6 as the pitch)
Nominal dia. of thread Pitch
No.1 | No.2 | No.3 | 200 1.50 1.25 1.00 0.80 0.75 0.70 0.50 0.40 0.35 0.25 0.20
M1 Coarse | Fine
M2 Coarse Fine
M3 Coarse Fine
M4 Coarse Fine
M5 Coarse
me Coarse
M7
M8 N Coarse Fine
M10 Coarse Fine
M11
M2 Fine
M14 Coarse
M15 Fine
M16 Coarse
M17
M18
M20
M22 Fine Fine
M24
M25
M26
-CED‘” e M28 Fine
§:8 M30 Fine
= M32

B Unified screw

Nominal dia. of thread | Pitch Nominal dia. of thread | Pitch
Applicable part No. Applicable part No.
No.1 No. 2 refe(rfgrrlce) PP P No.1 No. 2 rele(rieorrwce) PP i
No.1-64 UNC |0.3969| TTP60FR{4A, AS (B, BS) No.0-80 UNF 0.3175
No.2-56 UNC 0.4536 No.1-72 UNF |0.3528| TTP60FRi4A, AS (B, BS)
No.3-48 UNC |0.5292| TTP60FR{4A, AS (B, BS) No.2-64 UNF 0.3969
No.4-40 UNC 0.6350| TTP60OF®{8A, AS (B, BS) No.3-56 UNF |0.4536
No.5-40 UNC 0.6350 No.4-48 UNF 0.5292
No.6-32 UNC 0.7938 No.5-44 UNF 0.5773 TTP6OFS(4A, AS(B, BS)
0.0~ L Lo b
o TTP60F®{8A, AS (B, BS) TTP60F?{8A, AS(B, BS)
v | No.8-32 UNC 0.7938 No.6-40 UNF 0.6350
©
8 [No.10-24 UNC 1.0583 No.8-36 UNF 0.7056
TTP60FR{8A, AS (B, BS)
No.12-24 UNC |1. No.10-32 UNF }
° 1083+ rpeorsi-n(s) o — 07938
14-20 UNC 1.2700 £ No.12-28 UNF |0.9071| TTP60F?{8A, AS (B, BS)
5/16-18 UNC 1.4111| TTP60OFR{-N(S) 1/4-28 UNF 0.9071
3/3-16 UNC 1.5875 5/416-24 UNF 1.0583| TTP60FR{8A, AS(B, BS)
7/16-14 UNC 1.8143| TTP60FR{-N02 3/8-24 UNF 1.0583| TTP60F?{-N(S)
1/2-13 UNC 1.9538 776-20 UNF 1.2700
1/-20 UNF 1.2700
TTP60FR(-N(S)
916-18 UNF 1.4111
5/g-18 UNF 14111
3/4-16 UNF 1.5875
TTP60F?{-N02
7/g-14 UNF 1.8143

J12
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M3N

M Parallel screws for pipes
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= Threading Tools

STTN type

k‘ I i r | LAANARAAN
i%§>l:‘55 = -
‘ M
|
iy ;s |
< L o
/
/| 15 <&
®Right-hand type shown.
NTTB type . L i
Y Q P
v
J ﬁ
|
| <
)
< ®Right-hand type shown.
DS-STT type
o
o g\l
2 — -
By =
Lo A .h,. D
J ﬁ x
— = S e———
! y
L

YcUse R-hand inserts for left-hand type holders.
® Left-hand type shown.




M Holder dimensions

Parts
. . Applicable ; ;
Code No. Stock Dimensions (mm) et | Clamp Clagn{)mg S Clamping Wrench
Shape Toolholder olt Screw
ap Part No. <
R | L RLDsth1h1fhzfv N
® (B
5630405 STTNR4101032 |@ 1010 [10(85
80
_c_ RLR-20S
Figue (5827662 21232 |@| | - so|[[HBX0)
1212 {12 105 ®)
5834817 121232 | @ 125
262 R 16 {16(120| 16 |20.0| 4.0
5262530 NTTB%161632 | @ TIU260 | cpo s | A0S~ | pocs LW-2.5
See table bel *
Figure-2 (5262548 202032 |@| | — |22 /10| 2 psofoo|® R "B - (®)
TTMA4360 A0S- ~ LW-3
5262555(5307434 252543 @@ 25125 {1601 25 {30.0{ 0.0 et e (PR/L6 6430 ASG-6 ®)
5348552| DS-STTRA14F @ [14.000{ 131380
, ool [TTHH3260[ _ | IRs- | RLR-20S
Figure3 5348099 154 @ |15.875 e E 6.0 el bl 149 ®
5341508 16X* @ |16.000 85
%Please select ¢ 16 shank DS sleeves. DS sleeves details
M Applicable inserts
TTMH « TTMA type
Dimensions (mm) | Applcable screw Cermet PD-coated micro-grain carbides
shape Code No. d | s r. | Pitch Stock Stock
a0° TTMH3260R010 0.10 & N 5687694 | @ | 5120928 | @
“ re 3260R015 0.15 WM 5687686 | @ | 5211826 | @
() 9.525 3.18
% 3260R020 0.20 0 5105697 | @
N/
o 5] 3260R025 0.25 ) 5687702 | @
TTMA4360R015 0.15 5687678 | @
ot r‘/: 12.70| 4.76 — -
®Right-hand type shown. 4360R020 0.20 5687660 | @

*The left-handed inserts: produced to order.
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TTMH type

»For applicable holders and inserts, please refer

[Machining pitch range]

¢ 114 and 15 Part No. Pitch
0 pages Jid and 1>. TTMH3260R010 0.8-3.0
TTMH3260R015 1.0-3.0
TTMH3260R020 1.5-3.0
TTMH3260R025 1.75-3.0
M Metric screw/for both coarse and fine threads
Nominal dia. of thread Pitch
No.1 No. 2 No. 3 3.00 2.50 2.00 1.75 1.50 1.25 1.00 0.80
M5 Coarse
M6 Coarse
M7
M8
Vo Coarse
M10 Coarse Fine
M11
M12 Coarse Fine
M14 Coarse
M15 Fine
M16 Coarse
M17
M18
M20 Coarse
M22 Fine
M24 Coarse
M25
M26 Fine
M27 Coarse
M28
M30 Fine Fine
M32
M33 Fine
M35
M36 Fine Fine
M38
M39 . .
N0 Fine Fine
M Unified screw
Nominal dia. of thread | Pitch Nominal dia. of thread | Pitch
| Applicable part No. | Applicable part No.
No.1 No. 2 reference) No.1 No. 2 reference)
No.10-24 UNC 1.0583 No.12-28 UNF |0.9071
TTMH3260R010
No.12-24 UNC [1.0583| TTMH3260R010 1/4-28 UNF 0.9071
14-20 UNC 1.2700| TTMH3260R015 516-24 UNF 1.0583
5/16-18 UNC 1.4111 3/g-24 UNF 1.0583
TTMH3260R010,R015 771620 UNF 1.2700| TTMH3260R010
3/a—
g| e1eUNC 15875 TTMH3260R020 U 12700| TTMH3260R015
§ 716-14 UNC 1.8143 9%16-18 UNF 1.411
/2-13 UNC 1.9538 o!| 5-18 UNF 1.4111
£
/16712 UNC 2.1167| TTMH3260R010,R015 | || | 1.5375| TTMH3260R010,R015
55-11 UNC 23001| TTMH3260R020,R025 /4=16 UNF 875] TTMH3260R020
3/4-10 UNC 2.5400 7/8-14 UNF 1.8143
7/8-9 UNC 2.8222 1-12 UNF 2.1167
1'6-12 UNF 2.1167| TTMH3260R010,R015
11/4-12 UNF 2.1167| TTMH3260R020,R025
13/8-12 UNF 2.1167
11212 UNF 2.1167




NTK

[Machining pitch range]

TTMA type »For applicable holders and inserts, please refer Part No. Pitch
topages Ji4and 15, _ TTMA4360R015 1.0-4.0
TTMA4360R020 1.5-4.0

B Metric screw/for both coarse and fine threads

Nominal dia. of thread Pitch
No.1 No. 2 No. 3 4.00 3.50 3.00 2.50 2.00 1.75 1.50 1.25 1.00
M6 Coarse
M7
M8
N Coarse
M10 T Fine
M11
M12 Coarse Fine
M14 Coarse
M15 Fine
M16 Coarse
M17
M18
M20 Coarse
M22 Fine
M24 Coarse
M25
M26
M27 Coarse
M28 Fine
M30 Coarse Fine Fine
M32
M33 Coarse Fine
M35 =
M36 Coarse Fine Fine =)
M38 g§
M39 Coarse £
M40
M42 . .
N5 Fine Fine Fine
M48
M50
M Unified screw
Nominal dia. of thread | Pitch Fraplizetsle e Nominal dia. of thread | Pitch RraleeTslo T NG
: b ; b
No.1 No. 2 refe(rgrgce) No.1 No. 2 rele(reorrme)
No.10-24 UNC 1.0583 516-24 UNF 1.0583
No.12-24 UNC |1.0583 %8-24 UNF 1.0583
TTMA4360R015
1/4-20 UNC 1.2700 7716-20 UNF 1.2700
TTMA4360R015
5h6-18 UNC 1.4111 1/2-20 UNF 1.2700
%/8-16 UNC 1.5875 916-18 UNF 14111
716-14 UNC 1.8143 5/8-18 UNF 1.4111
S| V13 UNC 1.9538 Las: 34-16 UNF 1.5875
©
8 916-12 UNC 2.1167 7/8-14 UNF 1.8143
5/8=11 UNC 2.3091| TTMA4360R015 1-12 UNF 2.1167
TTMA4360R015
3- TTMA4360R020 1/g-
/a-10 UNC 2.5400 11/8-12 UNF 2.1167 TTMA4360R020
7/8-9 UNC 2.8222 14-12 UNF 2.1167
1-8 UNC 3.1750 13/6-12 UNF 2.1167
1/8-7 UNC 3.6286 11/2-12 UNF 2.1167
11/4-7 UNC 3.6286
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For inside boring

ST ldeby =5

i
h; |

SBT type
(Eccentric taper)«@» (F = — B -
bl & D —-
L2 |
L1
. - B :
| Ns
o === Y,
f1 J:N Ds
60°
L1
g m— -
®Right-hand type shown.
ﬁo % . . Applicable screw General ecommendations fo screw selecton | p\/D)
é“;egg Code No. § % 2 LR, Metric screw | Unified screw | Metric screw |Unified screw | Micrograin caride
2|5 D[ L[ he [ L] £ ][ ] r. [voissane ] Pitch(m) |Nonielda oftheatsmesie]| Nominal dia. of thread P4 TIc ] sk
0.05
SBT025M3R 2.5(5.410.6(50[1.1(042.3| max M3 ( — — | M3x0.5 — 5784459 | @
g flat
2 0.051 g No.8-32UNC
o y 4 NO.o- - N
%% 030M4R | 3.0(75/0.8(50(1.3(0.5/2.7 fmlaaxt and larger 0.8 and larger 36~32| M4X0.7 | No.8-32UNC | 5784467 | @
(o]
3 | 0.051 g No.8-32NC
Figure-1 030M4RB [X! 3.0(7.5]0.81 50 |1.30/0.50 2.7 fmlaaxt and larger 0.8 and larger 36~32| M4x0.7 | No.8-32UNC |5658018| @
ks 0.05
ke y M4.5 No.10-24UNC | 5, No.10-24UNC
035M5RB § 3.5(85(1.0] 60 (1.55/0.553.2 fmlaaxt and larger | and larger 32~24 | M5X0.8 No.12-24UNC 5658117 | @
o
‘ M5.5 No.12-24UNC | o ~
040M6RB X! 4.0110.5[1.2 | 60 {1.80(0.70{ 3.6 |R0.05 and larger and larger 286~20 | M6Xx1.0 | 1/4-20UNC |5658000| @
W7 1/4-28UNF 5
SBT050M8RB E 5.0 (15.8 1.5 | 70 |2.30/0.80| 4.5 |R0.05 and larger and larger 28~18 | M8%1.25 | 5/16-18UNC |5657994 | @
Figure-1 3
= M8 5/16-24UNF _
060M1ORB (X1} o= | 6.0 18.4] 1.8 | 80 |2.80|0.95] 5.4 [R0.05 and larger and larger 28~16 | M0X1.5 | 3/8-16UNC |5685870| @

» For cutting conditions, please refer to page J19.
) For sleeves, please refer to pages L22~23.
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1 1 For inside boring
SBT type(for internal threading) ETIY pe
P B iy umw"
[ Metric screw/for both coarse and fine threads
Nominal dia. of thread Pitch (Feed)
No.1|No. 2No. 3 2.0 1.75 1.5 1.25 1.0 0.8 0.75 0.7 0.5
n» _ — _ _ _ _ _ _ _ B Coarse (¢ 2.5)
SBT025M3R
m | = - — _ _ _ _ _ _ Coarse(¢3.3) | Fine(¢3.5)
SBTO30M4R(B) | SBTO30M4R (B)
— |Ims| = _ _ _ _ _ _ Coarse (¢ 3.75) _ Fine(¢4)
i SBTO35M5RB SBT035M5RB
5 _ _ _ _ _ _ _ Coarse (¢4.2) _ _ Fine(¢4.5)
SBT035M5RB SBT035M5RB
Fine(¢5)
LS B - - - - - B SBTO35H5RB
w6 | - _ B _ _ B Coarse (¢ 5) _ Fine(¢5.25) _ _
SBT040M6RB SBT040M6RB
_lwl - _ _ _ _ Coarse (¢ 6) _ Fine (¢6.25) _ _
SBT050MBRB SBT0O50M8RB
w | - _ _ _ _ Coarse (¢6.75) | Fine(¢7) _ Fine(¢7.25) _ _
SBTO50MBRB SBT0O50M8RB SBT050M8RB
_ — o _ _ _ Coarse (¢7.75) | Fine(¢8) _ Fine (¢8.25) _ _
SBTO60M10RB | SBTO60M10RB SBTO60M10RB
wo | — _ _ _ Coarse (¢8.5) | Fine(¢8.75) | Fine(¢9) _ Fine (¢9.25) _ _
SBTO60M10RB | SBTO60MT0RB | SBT060M10RB SBT060M10RB
_ _ _ _ Coarse (¢ 9.5) _ Fine (¢10) _ Fine (¢10.25) _ _
SBT060M10RB SBT060M10RB SBT060M10RB
ma | — _ _ Coarse (¢10.25) | Fine(¢10.5) |Fine(¢10.75) | Fine(¢11) _ _ _ _
SBTO60M10RB | SBTO60MT10RB | SBTO60M10RB | SBTO60M10RB
~ | = Coarse _ Fine(¢12.5) | Fine(¢12.6) | Fine(¢13) _ _ _ _
X SBTO60M10RB | SBTO60M10RB | SBT060M10RB
N _ _ Fine(¢13.5) _ Fine(¢14) _ _ _ _
SBT060M10RB SBT060M10RB
M Unified screw
Nominal dia. of thread Recommended plot hole (m) Pitch
No.1 No. 2 (for reference) (for reference) | (for reference) Recommended Part No: =
No.8-32UNC - 0.1640-32UNC ¢3.42 0.7938 SBT030M4R (B) ,% o
No.10-24UNC = 0.1900-24UNC $3.83 1.0583 8o
Coarse = No.12-24UNC 0.2160-24UNC 04.47 1.0583 SBTO35M5RB £e
1/4-20UNC = 0.2500-20UNC $5.12 1.2700 SBT040M6RB =
5/16-18UNC - 0.3125-18UNC $6.57 1.4111 SBTO50M8RB
3/8-16UNC = 0.3750-16UNC $7.98 1.5875 SBT060M10RB
No.8-36UNF - 0.1640-36UNF ¢3.51 0.7056 SBTO30M4RB
No.10-32UNF = 0.19000-32UNF ¢ 4.07 0.7938 SBTO035M5RB
- No.12-28UNF 0.2160-28UNF ¢4.61 0.9071
1/4-28UNF = 0.2500-28UNF $5.47 0.9071 SBT040MGRB
5/16-24UNF - 0.3125-24UNF $6.91 1.0583 SBTO50M8RB
Fine 3/8-24UNF = 0.3750-24UNF $8.51 1.0583
7/16-20UNF - 0.4375-20UNF $9.88 1.2700
1/2-20UNF = 0.5000-20UNF $11.47 1.2700
9/16-18UNF = 0.5625-18UNF $12.9 14111 SBT060M10RB
5/8-18UNF = 0.6250-18UNF ®14.5 1.4111
3/4-16UNF - 0.7500-16UNF ®17.5 1.5875

M Cutting conditions for STICK DUO
Depth of cut guide for pitch at revolution speed n(min~') between 600 and 1,500

Metric screw | Counts of cuttin

Machining pitch () Total depth of cut (m)| 1 2| 34|56 |7 8|9 [10[11][12]13|14[15|16[17 18 [19 |20 |21
0.5 0.3 0.060.05/005[004[004]003/002(000| — | —-—|—-—|—-—"|—-"|—-—"|—-—"|—-"|—-—"|—-"1|l—-—1-1-
0.7 0.43 0.06 [ 0.06 | 0.06 [ 0.05]0.05[0.05]0.04[003[002(001| — | —-—[|—-"|—-—"[—-"|—-"[—-"I|-—-"1—-—"1-1-
0.75 0.46 0.06 | 0.06 | 0.06 | 0.05 | 0.05[0.04004]004/003/002/001| — | -] —-—[|—-—|—-—|—-—1—-—|-—-1=/1_1+=
0.8 0.49 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.04 [0.04]004[003[003/002/001|] — | —-—[—-—[—-—|—-—[—-|-1|-1]-=
1.0 0.62 0.07 { 0.07 | 0.06 [ 0.06 | 0.05 | 0.05 | 0.05 | 0.040.04 004[0.03[003[002/001| — | —-—]—-—|-—-—1]-—-—1]-=1+-=
1.25 0.76 0.07 | 0.07 | 0.07 | 0.07 | 0.07 | 0.06 | 0.06 | 0.06 | 0.05 [ 0.05]0.04 | 0.03 0.03]0.02[001| — | — [ — | — | —|—
1.5 0.92 0.07 { 0.07 | 0.07 | 0.07 | 0.07 | 0.07 | 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.05 | 0.04 | 0.04 {0.03]0.03[0.02/001] — | — | —
1.75 1.09 0.07 [ 0.07 | 0.07 [ 0.07 | 0.07 | 0.07 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.05 | 0.05 | 0.04 [ 0.04 | 0.03 | 0.03 | 0.02 | 0.01
Unified screw | Counts of cuttin

No. of threads/inch Total depth of cut (w)] 1 2 3 4 5 6 7 8 9 [10 [ 11 [12 1314 1516 |17 |18 | 19
36 0.43 0.06 | 0.05 | 0.05 | 0.05 | 0.04 | 0.05]0.04 | 0.03 ]0.02]0.01] — - - - - - - - -
32 0.49 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.04 | 0.04 | 0.04 { 0.03 ] 0.03 [ 0.02 | 0.01 | — = = = = = =
28 0.56 0.07 1 0.06 | 0.06 | 0.06 | 0.05 | 0.05 ] 0.04 | 0.04 | 0.04 | 0.03 | 0.03 | 0.02 | 0.01 | — - - - - -
24 0.66 0.07 ] 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.05 | 0.05 | 0.04 | 0.04 | 0.04 | 0.03 | 0.03 | 0.02 | 0.01 | — = = =
20 0.78 0.07 1 0.07 | 0.07 | 0.07 | 0.06 | 0.06 | 0.06 | 0.05 | 0.05 ] 0.05 | 0.04 | 0.04 | 0.03 | 0.03 | 0.02 | 0.0 - -
18 0.87 0.07 1 0.07 | 0.07 | 0.07 | 0.07 | 0.06 | 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.05 | 0.04 | 0.03 | 0.03 | 0.02 | 0.01
16 0.98 0.07 1 0.07 1 0.07 [ 0.07 | 0.07 | 0.07 | 0.06 | 0.06 | 0.06 | 0.06 | 0.05 | 0.05 | 0.05 | 0.04 | 0.04 | 0.03 [ 0.03 | 0.02 | 0.01
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Minimum machining diameter: from ¢ 8

TGC type L ,
Carbide shank L. h Il
. &
Q
ﬁ_._ ®Right-hand type shown.
HN type iy | ——
Steel Shank ILa h H}mmnm I—;
: il |
- QL‘— N e = T *m' —
¢ 4 == e T
10°

Figure-2 ' ®Right-hand type shown.

M Holder dimensions

. ; Applicable Parts
Mn. | Dimensions (mm) inserts  |Clamping screw| Wrench
Shape | Code No. ng:mg.er Stock Mac?m)g e i
D Ds| h |L:«| f L 'E l’
5455092 | TGC10TO6H161R 100{3.8] 13.0 (Sel’t‘gmgow) LR-5-2% 4.4
Figure-1 | 5455084 08K162R 12547 | 17.0 (SeeTIt\gL'l\nge?ow) LR-S-2%5.5 | CLR-135
TMNO9 i
5455076 10M163R 150/ 6.0 | 200 | o bk bty | LRIS-2.2%6
5845177 | HN59Z-0028 100(3.8| 13.0 (Sel’t\gmgow) LR-S-2%4.4
Figure-2| 5845193 -0029 12547 [ 17.0 | o Mok by | LR-S-23#5.5 | CLR-135
_ TMNO9 i
5845185 0030 150{6.0| 20,0 | [ HNO2 | IRIS-2.256

M Applicable inserts

TMN type
Dimensions (mm) |  Applicable screw | PVD-oated micrograi carbides
shape Code No. od | s | r. |Recommendedpich| Nachining pitch range
A0*
i ’i TMNO6FRO3 |3.97|1.59 5228044 | @
08FRO3 |4.76 0.03 0.5 5293642 | @
2.38
09FRO3 |5.56 5484647 | @
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TMN type N
or applicable holders, please refer to page J20.
M Metric screw/for both coarse and fine threads (¢ ~ : recommended prepared hole diameter)
Nominal dia. of thread Pitch
No.1 No. 2 No. 3 0.75 0.50 0.40
M9 Fine (¢ 8.25)
M10 Fine (¢9.25)
M11 Fine (¢10.25)

Threading
Tools
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THREAD WHIRLING  tvead whiring

High efficiency threading!

| High efficiency threading |

» Threading completed in just a single pass
4
Greatly shortens the cycle time
* Allows for multi-start threading in a single operation

Longer life

* Prolonged tool life due to the use of multiple cutting edges
« Stable tool life attained thanks to the excellent
cutting performance and insert coating

| Short delivery time |

* Inserts will be shipped from our factory in approx. 3 weeks after required information is receved
(For multi start threading inserts add one week for delivery.)
* Express delivery (Special fees are charged)

| High quality machined surface | Excellent chip control |
* The multi-edged design, excellent grinding quality and * The interrupted cutting process of thread whirling ensures chip
coating technologies realize high quality machined surfaces evacuate the work area easily

Ti-6Al-4V ELI
> 9 '
a‘ e
P
b |
3

Single point threading NTK Thread Whirling

Single point threading -

Conventional threading with Swiss type automatic lathes is carried out by repeating the same cutting process several times. However, in
the cases of threading long medical type screws, the work piece is not fully supported by the guide bush during conventional threading.
Conversely, Thread Whirling produces highly efficient threading for long medical type screws by making the threading operation complete
in a single pass.

Single point threading Thread Whirling

Y.axis  Rotation

Rotation

With Thread Whirling, the whiling head is tilted by the amount of the thread lead angle while rotated at high speed, with the work (C-axis) being turned at a
low speed and fed by the pitch in the direction of Z-axis. The inserts are provided with a wiper so that the threading process in a single pass is made possible.
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“Wulti-start threading in a single process,” for which there has
been a large demand, can be successfully achieved!
*Possible to perform 2-start or 3-start threads in a single pass!

Example of 2-start threading in a single pass | Example of 3-start threading in a single pass
Work Bone screw Worm screw
Material Ti-6Al-4V ELI Brass
Work
Insert shape
Outer diameter
of the screw ¢4.0 ¢7.0
Bottom srface
diameter of the screw $2.4 ®4.7
Pitch 3.42mm 4.9mm

% 6.5-mm thick inserts for even greater pitch now released!

Advice : For multi-start threading in a single process, there are certain restrictions in terms of the
specifications of machines, spindles, inserts, tooling and the likes. Please consult us for a higher
productivity in your threading operations.

Threading inserts for ISO standard are in stock.

Inserts applicable to ISO standard <For cutter part of which diameter between cutting edges is $12

P e [ P =
e
VNS o)
: |
~— Screw head 3 e~ soewhens ~— Screwhead hslke
ISO5835 HA ISO5835 HB 1SO9268 HC 1ISO9268 HD
A MiEr\égr-;;:ig?:gfgde Screw configuration 3 see above Sandadzed | gy oy
Stock as ds e P ra Is a B i
TW5835-HA1.5-D12 | 5818356 | @ 1.5%:s 1.7 %z 0.5 | 0.3 01 HA1.5
5835-HA2.0-D12 | 5818349 | @ 2.0%.s 1.3 % 0.6 | 0.4 ’ HA2.0
5835-HA2.7-D12 | 5818323 | @ 2.7 %us 1.9%:s 1 0.6 HA2.7
5835-HA3.5-D12 | 5818315 | @ 3.5%:s 2.4%:s 0.1 | 1.25 08 0.2 | 35° | 3° | HA3.5
5835-HA4.0-D12 | 5818307 | @ 4.0%:s 2.9%:s 1.5 ’ HA4.0 | ISO5835
5835-HA4.5-D12 | 5818281 o 4.5%;s 3.0%us 175 1 03 HA4.5
5835-HA5.0-D12 | 5818273 | @ 5.0%us 3.5%:s ’ ’ HAS5.0
TW5835-HB4.0-D12 | 5818265 | @ 4.0%.s 1.9%:s 0.1 1175| 0.8 | 0.3 25 | 5 HB4.0
5835-HB6.5-D12 | 5818257 | @ 6.5%:s 3.0%us 021]275] 121 0.8 HB6.5
TW9268-HC2.9-D12 | 5818240 2.79to 2.9 2.03to0 2.18 1.06 | — = = — | HC2.9
9268-HC3.5-D12 | 5818232 3.43t03.53 | 251 t0 2.64 | 0.1 — — — — | HC3.5
9268-HC3.9-D12 | 5818224 3.78t03.91 | 2.77t02.92 | Max | 127 | — = = — | HC3.9 1509268
9268-HC4.2-D12 | 5818216 4.09to 4.22 | 2.95to0 3.25 — — — — | HC4.2
TW9268-HD4.0-D12 | 5818208 40003 159 — | — | | __ | HD4o
9268-HD4.5-D12 | 5818190 45+0.03 2.92£0.03 | 01 2.18 | — — 45 10 HD4.5
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[ Threading Tools

Whirling set includes mount adapter] - [insert exchange holder] - [adapter attachment bolt]
[holder attachment bolt] - finsert screw] - [Wrench]

@D

Figure-1 Figure-2 Figure-3
Machine Manufacturer Machine model Spindle installation Spindle manufacturer | Spindle Part No. Lead angle NTK cutter Part No.
L20E/L20X Gang BTW-3000 0 ~-15° TWC9C0746HP1
A20 BTW-2000 +25°
€32 . TWC9C1040HP1
CITIZEN +25
L20 Gang BTW-1000 TWC6C1040HP1
M20 i +20° ~—25° TWC9C1040HP1-D16
M32 +25°
C12/16 Gang LTRO170
M12/16 LTRO168
.
CITIZEN i e = CITIZEN T +15 TWC9C1037P2
M20/3211 KSW110
L20 Gan LTRO183
M20/32 s CITIZEN +15° TWC9J1040P2
M20/32 Turret LTRO169
120 Gang LSW-101-L20
M12/16 — PCM MSW-101 +10° TWC9P1340P2
M20/M32 KSW-101
ECAS-12/20 54178 +10°
SB-20R 0M171
SR-20J/20RTL/20RIV Attachment o817 —20° ~0°
SW-20
ECAS-20T 59172 +20°
STAR ECAS-32T STAR 58171 +10° TWC9S1640P2
ST-38 43156 +10°
SV-12 Turret 45172 +10°
SV-20 42173 +10°
SV-32 43172 +10°
SV-38R 43156 +20°
BH20/BH38 Turret 3263-Y481 +10° TWC9TS2252P2
BS20 3214-Y1371 +10° TWC9TS20550P2
$520/5526/5532 0 ~10° TWC9TS2244HP1
B0265/B0266-1I 3268-Y450/451
TSUGAMI B0325/B0326-1I Attachment TSUGAMI 0" ~20° TWCOTS1944HP1
$205/5206 3281-Y451 02 ~25° TWCOTS1644HP1
B0123/124/125/126-1
BO203/204/205/205-1/206-1 3220-Y6541 0 ~30° TWC9TS1044HP1
$5207/55267/55327 — — 0 ~15° TWC4TS3010HP1
DECO 10/10a 224-1900 R
Evo DECO 10/10 242-1900 £15 TWC6TO11542HP1
DECO 13a/13e 226-1900
Evo DECO 16/10 243-1900
P
TORNOS DECO 30a Attachment TORNOS 3331900 +15 TWC9TO10540P2
DECO 26a 225-1900
Sigma 20 234-2750 e
Sigma 32 236.2750 +15 TWC9TO12050P2-D18
HASEGAWA JS-1W — HASEGAWA — 0 ~20° TWC9HA22594P2

Allows you to change inserts outside of the machine, by detaching the holder easily without the need to remove any bolts. (Excluding the types shown in Fig. 4 and 5)

Mounting adaptor

Holder locking bolt

Holder for insert changing

Insert

(DLoosen the holder locking bolts.

J24

(2Rotate the holder to change inserts by 10 degrees.

Adapter mounting bolt

(3Pull off the holder for insert changing.
(No need to remove fixing bolts)



Figure-4

Figure-5

Code Stock Shape No. of cutting edges ¢Dn ¢ Ds P.C.D. adapter mounting bolts
5829312 Fig. 1 9 012 046 035 —
5720966 [ ] 9 012
5762737 * Fig. 1 6 ¢12 ¢33 $40 e
5798301 * 9 ¢16
5703368 [ J Fig. 2 ¢37 ¢30.5 CS0310(M3) 5770763
. 9 12
5699947 | Fig. 2 ¢40 $32.5 H-M4x12 5703392
5699921 ® Fig. 2 ®40 $325 CS0414(M4) 5609797
5699863 ® Fig. 3 9 012 ®40 #33 CS041485(M4) 5702212
5724174 ® Fig. 3 $12 52 42
5774674 Fig. 3 516 50 540 CS0515(M5) 5442199
5779467 [ J
9 CS0520(M5) 5426895
5779459 [} )
Fig. 4 ?12 $52 044
5779434 [ J
CS0515(M5) 5442199
5779426 [ J
5789698 [ Fig. 5 4 07 10 ecification of 1-corner inserts
5823620 Fig. 4 6 ¢12 042 $32
5743265 Fig. 3 9 012 ¢40 31 CS0410(W4) 5902481
5847348 Fig. 3 9 ¢18 ¢50 ¢40
5786447 Fig. 6 9 ®16 $94 76 CS0620(M6) 5883764
#Cutters include insert screws for thickness of 4.5mm and 6.5mm. Please
use the suitable screw for your inserts.
Holders for indexing inserts. Mounting adaptor
NTK Part No. Code | Stock | Mecicitng | Daneeritien NTK Part No. Code
edges the cutting edges
TWCOHP2 5699962 | @ 9 12 Common for _ _
Fig. 2and 3 Various types Various types
TWC9HP2-D16 5756762 9 12 Fig. 6
The holder locking bolts are not supplied.Only the screw and wrench for inserts supplied. Various types of mounting adaptors are available for our thread whirling sets.
Other parts
Part Name NTK Part No. Code Stock
. For 4-mm thick insert FSI17-2.2::6.0 5683768 [ Common for the series
Screws for inserts ;
For 6.5-mm thick insert FSI124-2.2%7.9 5786595 [ J Common for the series
Wrench T-07 5094917 [ ] Common for the series
Holder locking bolts CS0309-TW 5702196 [ J Common for the series

J25
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Applicable Thread Shapes (Reference) -

@ Number of starts: Adjustable ®|ead angle: Up to approx. 30 degrees
depending on the requirement. (dependant on the angle of the spindle)

S @ Thread height: Up to approx. 2.5 mm

@ Quter diameter of workpiece:
Up to approx. ¢10 mm
(In the case of a cutter having
the diameter between the
Cutting edges ¢12)

® Depth of cut:Up to approx. 4 mm

e Pitch: Up to approx. 6.0 mm

The above values are for reference use only, as they may vary depending on the shape of the workpiece.

Recommended cutting conditions and procedure for use -

(1) Check and confirm the model of the machine in use and its spindle type. Select a whirling cutter suitable for your
machine and spindle type from our listed range.

(2) Please send drawings of your component to NTK. We will manufacture inserts dedicated to cutting your work piece
by calculating the lead angle and shape of inserts required from the drawings sent.

(3) Set the whirling cutter at the specified lead angle and set the cutting conditions.

Cutting conditions Applicable work
Cutter speed Work speed Feed rate Work diameter Material
@ 3~¢10mm - -
1,000-4,000 min-! 10-30 min-" Thtirs:;gepiatscﬁhe (Inthe case of a cutter having the diameter Puresatgg;%rggga%ﬂgrlrilkglsloys,
between the cutting edges ¢12)

Calculation of Cutting time via Thread Whirling  1.cacound)= 60 x overall length (length to be cut)
(Time for threading only) Main spindle rotation speed x feed (pitch)

Technical know-how -
® Give advice how to set up tools to get accurate form.

e Flexibly make inserts to get form which can't be got with canventional tools.

Insert Lineup

Two grades of PVD coated carbide materials are available.
The thickness is 4mm or 6.5mm. The inserts are 2-corner type (except in special cases)

B Suitable for pure titanium 4 r) Suitable for titanium alloys
J_I_'\_/ X_l_!. ' and titanﬁjm alloys I 4_'\_/ L‘) | and SUS316 Y l

New material grade excellent General-purpose grade excellent
in wear resistance, deposition in deposition resistance, chipping
resistance and chipping resistance resistance and resistance to

y adhesion

J26
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Actual cutting examples

Worm screw @ Material : Brass

Pin @ Material : Hastelloy

NTK Thread
Whirling with 9
cutting edges

Single point

Work diameter No. of starts Work diameter No. of starts

Quter iameter of the screw ¢ 6 Lead angle 10.1° Quter ciameter of the screw ®1.5 Lead angle 4.3°

Bottom surace amete of e screw ¢4 Direction of thread Left Bottom suface e of e screw ®1.1 Direction of thread Right
Cutting condition with Thread Whirling Cutting condition with Thread Whirling

Main spindle speed (i) 30 Cutter speed(nin) | 3,200 Main spindle speed(ir-) 20 Cutter speed(min) | 2,250

Pitch = feed (mn/rev) 2.8 Pitch = feed (mn/rev) 0.3

NTK Thread

Whirling with 9 600 pcs/corner

cutting edges

Single point 100 pcs/corner

The total cycle time was halved, with the threading time for each workpiece
significantly reduced by changing to thread whirling from single point cutting.

Greatly improved cutter life was achieved in the threading of Hastelloy, a very
tough, abrasive material, by changing to thread whirling from single point cutting.

Bone screw @ Material : SUS316

Bone screw @ Material : SUS316

NTK Thread

Whirling with 9 2,600 pcs/corner

cutting edges

Work diameter ¢ 8 No. of starts 1 Work diameter $6.35 No. of starts 1

Quter diameter of the screw ¢3.45 Lead angle 7.5° Quter diameter of the screw $3.23 Lead angle 8.5°

Botiom ircedanetr ofhe s ¢2.67 Direction of thread a Botiomirfce dametr fhe s $2.2 Direction of thread Right
Cutting condition with Thread Whirling Cutting condition with Thread Whirling

Main spindle speed iir) 23 Cutter speed(min-) | 2,000 Mein spindle speed(ir-) 15 Cutter speed(min-) | 2,250

Pitch = feed (mn/rev) 1.24 Pitch = feed (m/rev) 1.27

NTK Thread

Whirling with 9 1,200 pcs/corner

cutting edges ‘
1,000 pcs/corner ‘

Competitor's thread whirling

head with 12 cutting edges
Competitor's thread whirling s comer . B
with 6 cutting edges Cﬁgﬁg;gﬁ;‘;"gggﬂ? ‘

NTK's thread whirling achieved 2.6 times longer life, NTK"s thread whirling achieved 1.2 up to 3 times
compared with the competitor's product. longer life, compared with the competitor's product.
f N
More than 100 orders for our thread whirling sets in just 2 years after release !

® Work material : bore screw « implant - worm gear -
ball screw, etc
® Material : Pure titanium, Ti-6Al-4V ELI, SUS316, Hastelloy,
Brass, 17-4PH, Platinum, and more
® Work diameter : ¢ 3~ ¢ 10mm ® Thread height : 0.1~1.78mm
® Pitch : 0.32~6mm ® Number of starts : 1~3
N\ J
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= Shaper

WATCH ON

Youm

M Hexagon socket M Square socket

® Hexagonal hole machining is possible
with back spindle of Swiss type lathe!

® Economical with 2 corners cutting edge!
® Easy dimensional correction!

M Hexagon socket a & <
—=
r iy
Q —-H- - 1T : ___________ — -
o ! e = :‘ ﬁ;
R0.0 L b-
AF 120° ‘
L 1
o - : - - -
g__% L Gmlser Base 0.5, for capable machining | .. for capable machining Ll ) PUIDIERE i el
7 AF  (mm) AF  (mm) Ds L Lo h @ B f Stock
SSPO20N1130H 1.5 1.4~20 92 30 18 1.1 08 | 04 5885934 [ ]
020N1430H 2.0 1.9~26 92 50 ) ) 1.4 1.1 | 0.55 | 5885942 [ ]
030N1940H 3.0 24~36 ¢3 40 | 2.8 1.9 1.6 | 0.8 5885959 [ ]
040N2450H 4.0 3.4~4.6 04 60 50 | 38 | 24 | 26 1.3 5885967 ()
050N3260H 5.0 44~6.2 ¢5 70 60 | 48 | 32 | 34 1.7 5885975 [ ]
060N42120H 6.0 59~8.2 96 80 120 | 56 | 42 | 40 | 20 5873120 [ )
080N62160H 8.0 79~122 8 16.0 | 76 | 6.2 | 47 | 235 | 5885926 [ )
%See page L20-21 for sleeve holder.
M Square socket
AF
BT Gmilser Base 0.5, for capable machining | .. for capable machining et ) Bl i gl T
AF  (mm) AF  (mm) Ds L Lo h @ B f Stock
SSP020N1740S 2.0 1.9~23 ¢$2.0 40 1.8 | 1.70 | 1.60 | 0.70 | 5920186 [
025N1940S 2.5 2.2~26 ¢25| 50 ) 23 | 1.95 | 1.80 065 5920194 [ ]
030N2260S 3.0 2.5~3.0 $3.0 6.0 2.8 | 220 | 2.05 | 5920202 [ ]
035N2760S 3.5 29~37 3.5 60 ) 3.3 | 270 | 2.25 | 0.60 | 5920210 o
040N3380S 4.0 3.6 ~4.6 4.0 80 | 3.8 | 335 ] 3.05]| 115 | 5920228 [ ]
050N39100S 5.0 45~5.4 ¢50| 70 | 10.0 | 48 | 3.90 | 3.95 | 1.55 | 5920236 [ ]
060N47120S 6.0 5.3~6.6 $6.0 80 12.0 | 56 | 475 | 450 1.70 5920244 [ ]
080N58160S 8.0 6.5 ~8.1 ¢8.0 16.0 | 76 | 580 | 550 | 5920251 [ ]
*%See page L20-21 for sleeve holder.
K2



Recommended cutting condition )

Feed:--F4000~F1000 (mm/mn)  D.O.C.(radial depth)---0.05~0.01mm

Following machining process is recommended for beautiful surface finish.
1. Roughing at D.O.C.(radial depth) 0.05mm
2. Finishing at D.O.C.(radial depth) 0.01mm for 1-2 times.

)

Hexagonal hole machining 120°
Work material 1 SUS303 /\

Depth of cut(mm) : Rough 0.025 / Finish 0.005
Release over 6 degree

Coolant *WET 05. of hexagon 30

NTK : TM4 SSP030N1840H 10,000 pcs/corner

competitor : carbide .‘ 300pcs/corner

- Hexagonal hole machined by competitor's is unstable shape and short tool life.
+ NTK's achieved the following good result due to the superior grinding tech and "TM4" PVD coating.
@ stable hexagonal shape and longer tool life @ less dimensional correct 3 good surface finish

)

@ — center drilling @ — shaping hexagonal hole
- select dia of center drilling over O.S. - shaping hexagonal hole
} length :&l E]} - shaping hexagonal shape 6 times with
60 degree positioned.

@
o
©
@ — drilling (pilot hole) @ —  drilling finish zero cutting ®
- select the dia of drill insert same with - finishing with the same drill in the process @
m ) hexagonal O.S. m D #In the zero cutting, reduce the cutting condition
- Deeper depth of pilot hole is due to the heavy interrupted machining

recommended, because burrs is
accumulated when machined

@ — center drilling (chamferring)

- use the same drill in process @

} D - machining the process M and @ at the

same time is also possible.

How to set insert in the sleeve )

measure for
machining hexagonal hole well

a

/!
drilling-hole

keep parallel

&
after machining one corner,
rotating the sleeve to adjust

= : P .
- - '_. 4 -_._/ ] %
AW set the sleeve to %
¢ keep parallel
- - 5
the length "a" and "b" to be

(Moutside machine @inside machine e
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| Shaper ______________________________________________________________________________

SHAPER Programming example

)

Caution: The command codes and values will change according to the types of machinery. Please ask Machine builder

for detailed information.

Sample work piece: Hexagon socket:--AF 3.0mm Diagonal 3.6mm Depth 2.7mm

Pre-hole diameter--- ¢ 3.0mm

Shaper Main Program Shaper Sub Program®

¢ : Back spindle stop rotation

Y¢ : Back spindle index 0" - ©)

TOOOO (¥yT—IN=)

G50U2.0 - @

GO0 X2.9Z-20 TOO =+ ®

Y¢ + Call sub-program (OOO®@) repeat 14 times ----- @
¢ Call sub-program (OOO®@) -+ ®

Y¢Back spindle index 60° - ®

GO0 X2.9 Z2-2.0

Y & Call sub-program (OOO®) repeat 14 times -+ @
¥¢ 1 Call sub-program (OOO®@) -+ ®

Y : Back spindle index 120° - O]

G0 X2.9 Z-2.0

Y 1 Call sub-program (OOO®@) repeat 14 times -« @
Y & Call sub-program (OOO®@) -+ ®

Y¢ 1 Back spindle index 180" -+ ®

GO0 X2.9 Z2-2.0

Y 1 Call sub-program (OOO®@) repeat 14 times -+ @
¥¢ : Call sub-program (OOO®@) -+ ®

Y¢ : Back spindle index 240° - ©)

G0 X2.9 Z-2.0

J¢ & Call sub-program (OOO®) repeat 14 times -+ @
¥ ¢ Call sub-program (OOO®@) -+ ®

Y¢ : Back spindle index 300° - ®

G0 X2.9 Z-2.0

¥ 1 Call sub-program (OOO®@) repeat 14 times -« @
¢ @ Call sub-program (OOO®@) -+ ®

Y ! Release spindle index

G0 Z-10.0

G50 U-2.0

GO UO WO TO

M1

Y I Input program for your machinery

(D=index each 60 degrees, total 6times

@=input value of (distance from tool center to cutting edge)x 2

% The program will become easy by setting tools to plus direction.

Minus direction setting requires program with minus X
coordinate.

(®=Approach coordinate
X2.9=a little value minus to pre-hole diameter
Z-2.0=Approach position a little way considering time
to reach the commanded speed.

NOOO® (Roughing)
G4 U0.02 - ®
G98 G1 Z2.7 F3000
G4 U0.02
U-0.2 W-0.018
G4 U0.02

GO0 zZ-2.0

G4 U0.02
U0.25
M99

Shaper Sub Program®@

NOOO®@ (Finishing)

G98 G1 X3.61 Z-2.0 F1000
G4 U0.02

Z2.7 F3000

G4 U0.02

U-0.2 W-0.018

G4 U0.02

GO Z-2.0

M99

@=To shaper sub program®
14times=X2.9 start point X3.6 end point
Each depth of cut is 0.05mm(diameter)
= (3.6-2.9)+0.05=14 times
(5=To Shaper Sub Program®@
©®=Input dwell or error detection after each operation
because of slack in axis operation
7)=Cut to target Z coordinate
(8=Release by more than 6 degrees. 10 degrees in this
case below. More than 6 degrees

-y P
More than 6’ %
w67

(@=Each depth of cut is 0.05mm in this case
Go back by (released X coordinate value in®-+depth
of cut)

(Tiny Doc cutting for finishing will make the machined
surface good.
The end X position is 3.6mm. Finish cutting by positioning
with additional 0.01Tmm

M Reference: Hexagon Socket Specification Extract from JIS B1176

Name 1.5 1.5 2 2.5 3 4 5 6 8 10 12
S t s Max. 158 | 1.58 | 2.08 | 258 | 3.08 | 4.095| 5.14 | 6.14 | 8.175 [10.175|12.212
Min. 152 | 1.52 | 2.02 | 252 | 3.02 | 4.020 | 5.02 | 6.02 | 8.025 [10.025|12.032
o I/\ e Min. 1.733 | 1.733 | 2.303 | 2.873 | 3.443 | 4.583 | 5.723 | 6.863 | 9.149 |11.429(13.716

o t Min. 0.7 1 1.1 1.3 2 2.5 3 4 5 6 7
Thread (reference) | M1.6 | M2 | M25 | M3 M4 M5 M6 M8 | M10 | M12 | M14




SHAPER Programming example by machine builders )

Caution: The command codes and values will change according to the types of machinery. Please ask Machine builder
for detailed information.

Sample work piece: Hexagon socket:--AF 3.0mm Diagonal 3.6mm Depth 2.7mm

Pre-hole diameter--- ¢ 3.0mm

I Program example for CITIZEN machine M Program example for STAR machine M Program example for TSUGAMI machine

Shaper Main Program Shaper Main Program Shaper Main Program

M25
M78 S0 - ®
TOOOO(Shaper)

G50 U2.0 - @

GO0 X2.9 Z-20 TOO -+ ®
M98 P2100 L14 - @
M98 P2200 -+ ®

M78 S60 -+ ®
G0 X2.9 2-2.0
M98 P2100 L14
M98 P2200

(A)

Repeat (A) by 5120, 5180, S240,
5300 with each 60 degrees

M20

GO0 Z-10.0
G50 U-2.0
GO UO WO TO
M1

M25

TOOOO (Shaper)

G50 U2.0 - @

M8

G0 X2.9Z2-20COTOO - @®
M98 P2100 L14 - @

M98 P2200 -+ ®

GO Ce60.0 -+ @
GO0 X2.9 Z2-2.0
M98 P2100 L14
M98 P2200

(A)

Repeat (A) by 5120, 5180, S240,
S300 with each 60 degrees

G0 z-2.0
G50 U-2.0
GO TO
G28 WO
M1

M105

M150

G28HO (D
M182

TOOOO (Shaper)

G50 U-2.0 - @

G0 X2.9 220 TOO - ®
M98 P2100 L14 -+ @
M98 P2200 ----- ®

M183

M182

GO X2.9 Z2.0

MO8 P2100L14 | A
M98 P2200

M183

Repeat (A) by 5120, 5180, 5240,
S300 with each 60 degrees

M151

G0 Z10.0
G50 U2.0

GO UO WO TO
M1

N2100 (Roughing)

G4 U0.02 - ®

G98 G1 Z22.7 F3000 -+ @
G4 U0.02

U-0.2 W-0.018 -+

Shaper Sub Program®

02100 (Roughing)

G4 U0.02 - ®

G98 G1 Z2.7 F3000 - @
G4 U0.02

U-0.2 W-0.018 -+

Shaper Sub Program®

02100 (Roughing)

G4 U0.02 - ®

G98 G1 Z-2.7 F3000 -+ @
G4 U0.02

U-0.2 W0.018 -+

Shaper Sub Program®

N2200 (Finishing)

G98 G1 X3.61 Z-2.0 F1000 -+
G4 U0.02

Z2.7 F3000

G4 U0.02

U-0.2 W-0.018

G4 U0.02

GO0 Z-2.0

M99

02200 (Finishing)

G98 G1 X3.61 Z-2.0 F1000 -
G4 U0.02

Z2.7 F3000

G4 U0.02

U-0.2 W-0.018

G4 U0.02

GO0 Z-2.0

M99

G4 U0.02 G4 U0.02 G4 U0.02
G0 Z-2.0 G0 Z-2.0 G0 Z2.0
G4 U0.02 G4 U0.02 G4 U0.02
Uo.25 - ® Uo.25 - ® Uo0.25 - ®
M99 M99 M99
Shaper Sub Program® Shaper Sub Program®@ Shaper Sub Program®

02200 (Finishing)

G98 G1 X3.61 Z2.0 F1000 -+
G4 U0.02

Z-2.7 F3000

G4 U0.02

U-0.2 W0.018

G4 U0.02

G0 Z2.0

M99

Shaper
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Boring Bars

@ Selection guide for boring and internal machining tools- - L2
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= Boring bars and internal machining tool range m————

NTK Selection guide for boring and internal machining tools
IMlnlmum machlnlng diameter ¢ 1.0 ~ 8.2 Solid type

. J
( )
— = I —
. J
( )

LBMA/LBMA-S type

CH-LBM type

DS-LBMB type

-

a) -
=»L6

Min. machining dia. : 1.0 ~$<ns1:XMLFault xmlns:ns1="http://cxf.apache.org/bindings/xformat"><ns1:faultstring xmlns:ns1="http://cxf.apache.org/bindings/xformat">java.lang.OutOfMemoryError: Java heap space</ns1:faultstring></ns1:XMLFault>