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Notes to Users of this Catalogue

W This catalogue is an introduction to Tungaloy Cutting Tools.
B Specifications and stock status described in this catalogue are subject to change without prior notice.
B All unit sizes are metric - in millimeter (mm).
B Units used in the catalogue conform to ISO standards in principle.

EStock status symbols

@ : Stocked items

A : Discontinued items
Y :Available in 2013

No symbol: Not stocked

Note: The products described in this catalogue are as of

Jul. 2012.

BOrdering information

® When ordering, specify the Cat. No., grade and quantity.
(Example for TAC inserts)

CNMG120408-TM T9125, 10 pcs.

® TAC toolholders and TAC mills are shipped without inserts.
Inserts must be ordered separately.

@ For the special grades or special products, please contact
your nearest Tungaloy sales office.

mConstitution of Tungaloy Cutting Tool Catalogue
In this catalogue, products are described by machining types such as TAC turning inserts, TAC turning toolholders,
threading tools and drilling tools. Users can select optimum tools by using the following searching methods.
@Searching from the numerical / alphabetical index (Chapter 16)

Catalogue numbers of products and parts are listed in numerical and alphabetical order in Chapter 16. When searching the
product of known Cat. No., use this index.

@Searching from the classification of tools

When searching the product from the tool type, open

the title page of the chapter of the tool type.
For example, when searching the TAC boring tool:

Guidance

Products

RTAC Internal Toolholders rﬂ‘_ Select the chapter of TAC
L

boring tools.

Select the page of the

product being searched.

@Searching from the tool list in each chapter
Search from the tool list.

List of StreamJetBar & DoMiniBore
stios & sz0 i i

ppi ooing

Can search from
machining type, tool
diameter etc.

indicated.

Series name, features,
tool diameters and
applications are

>

: ﬂ<—| Chapter No.

[ Chapter No. — Page No. || w« s>

| Shows the relating pages. |
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TURNLINE

Special surface technology

PREMIUMTEC

TTTTTTTT

New Grades

T9100 series
@ T6100 series

T5100 series
@@ AH600 series
AH725, AH905

New CVD coated grade for
steel turning

Provides a high level of reliability with
excellent fracture resistance!




TS100 SERIES

TUNGALOY

PREMIUMTEC

TTTTTTTT

Excellent cutting performance with
significantly improved wear and impact
resistance.
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TG100 SERIES

TUNGALOY

G PREMIUMTEC

TTTTTTTT

Incredible reliability in

stainless steel turning

T6120: Suitable grade for high speed cutting
due to excellent plastic deformation resistance

T6130: Versatile grade for medium to high
speed cutting. This is credit to exceptional
wear resistance
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TURNLING

AHGO0 SERIES
& PREMIUMTEC

Exceptional tool life due to
the newly developed PVD
coating

AHG630: Versatile grade that has an excellent
balance of fracture and wear resistance

AHG645: Provides outstanding reliability with
high fracture resistance

s

SOMTURAN

BORE LINE I

@

Sharpness of positive inserts with twice the
number of cutting edges

- Applicable from @12 mm min bore with
double sided insert

- High performance toolholders that have

high rigidity and excellent chip evacuation




TURNTEC

TUNGALOY

Cutting-edge technology provides
maximum productivity

- Suitable for highly productive roughing
operations

- Long cutting edges cover a fluctuating
depth of cut

@\

TURNINGA

TUNGALOY

Toolholders for external and internal turning

Improved clamping
forces provide high
accuracy and stable
long tool life

TUNGALOY

STREAMIETBAR

Toolholders for internal turning
Highly rigid boring
bars with excellent
chip evacuation




TURNLINE |

TUNGCUT

TUNGALOY

The complete grooving solution

- Multifunctional system for diverse grooving
needs

- NS530 Cermet grade has been extended
to feature fine surface finishing inserts
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TINYTU=N

TUNGALOY

@

Solid boring bars applicable for min 0.6 mm bore!

- Fine cutting edge and smooth coating offer
high precision machining

- Wide range of items can be applied to a
wide range of internal operations




BXM SERIES

TUNGALOY

The new standard coated
CBN grade for hardened steel
machining
Applicable for all types

of hardened steel
turning

MINI T-C3SN

TUNGALOY

@ The smallest indexable
CBN inserts in the world

- For boring down to @4.5 mm with CBN inserts
- Sharp cutting edge reduces the cutting forces and
provides the finest surface quality

(Rea|® ‘
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DIMPLEF XX

TUNGALOY

Ceramic insert with dimple for
high speed machining of cast
irons

New innovative clamping system delivers high
productivity!




MILLLINE

TUNGALOY

Special surface technology

PREMIUMTEC . (&

N N
New Grades .
AH725 / AH130 / T1115 €x &Y
Provides a smooth insert surface to prevent . ¢
chip adhesion and improve chipping Q f
resistance

DOFEED SERIES

TUNGALOY

New-generation of high feed
cutters offering incredible
productivity

- Large inclination drastically reduces the cutting
forces and prevents chattering

- Two sizes of insert allow a wider tool diameter
range .

ol

DOFEEDQUAD

@ High productivity and
economical solution with 8
corner type inserts

- Dovetail structure improves the clamping strength
- Ideal insert with high fracture resistance for
outstanding productivity




ROUGHINGMILL SERIES

TUNGALOY

Long cutting edges create incredible
productivity

TUNGQUAD
e

- 4 cornered insert with excellent sharpness
- Suitable for roughing operations on small to
medium size machines

- Insert geometry with large positive rake angle reduces
the cutting forces

- Newly developed cutter body with high density insert
pocket provides the exceptional productivity

TECMILL

- Tangential insert with tough cutting edges

allow the high productivity
- Suitable for heavy machining of a wide range
of materials

TUNGQUAD

TUNGALOY

Highly productive small
diameter cutter




MILLLINE

TUNGALOY

TUNGREC

The multi-purpose high
precision cutter ]

- Helical cutting edges provide smooth cutting
- 4 types of chipbreaker and various kinds
of cutter bodies cater to a wide range of
applications

TECMILL

Highly rigid shoulder milling
cutters for roughing
operations with tangential
insert

- Economical double sided insert with 4 edges
- Excellent balance with toughness and
sharpness

-




TECSLOT

TUNGALOY

NEWS

Incredibly secure system
for slot milling
- Excellent productivity credit to a rigid cutter

body with high density insert pockets

- Thick tangential insert with tough cutting
edges

DOREC

TUNGALOY

Economical double sided
square insert with high
level of sharpness

- Remarkable productivity with tough cutting
edges

- Innovatively designed cutting edges reduce
the cutting forces




MILLLINE

TUNGALOY

DOOCTO DOQUAD

Face milling cutter

The best solution for steel and
cast iron milling!

- Available with octagonal or square inserts and
different cutter bodies for each type of insert

- 2 types of clamping systems

- Extremely versatile series

l

DOPENT

Face milling cutter
Pentagonal double sided _

insert with 10 cutting edges 1
- High productivity at high feed rate condition

- NS740 Cermet grade is expanded, providing
exceptional surface finish
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Radial milling cutter
Serrated cutting edges
prevent chattering

- Serrated edges provides smooth cutting in
long overhang applications
- Serrated and round inserts fit in the same

pocket -
®>

TUNGMEISTER

Head changeable endmills
Endmilling innovation!

- The most effective tooling with hundreds of
combinations!

- Easy head clamping system drastically
reduces tool changing time
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TUNGSDCDRILL -

TUNGALOY

@ Special surface technology
PREMIUMTEC

TTTTTTTT

The most economical solution
for drilling with innovative insert
and grade

- Enhanced corner offers incredibly stable

drilling '
- New revolutionary grade AH9030 allows long

tool life

Diameter range:
028 ~054.0mmL/D=2,3
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TUNGDRILLTWISTED N

Higher productivity due to
superior chip evacuation!

- Newly developed DG chipbreaker is added

- 4 types of chipbreaker demonstrate the
excellent chip control in a wide range of
materials

NEW!




TUNGOURILLBIG -

TUNGALOY

Expandable diameter drill

- The drill diameter can be changed by using
“Setting plates”

- 5 kinds of drill bodies cover the entire
diameter range @55 - 380 mm

v

DRILLMEISTER

TUNGALOY

@

The innovative head
changeable drill for high
productivity

- Easy and secure clamping system
drastically reduces tool set-up time

- DrillMeister with exclusive
chamfering adapter reduces
machining process time
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TooLLiNe

TUNGHOLD

TUNGALOY

Tooling System

Unique function and
wide range of variation

A large variety of holders, collet chucks,
endmill holders and face mill arbors that can

be applied to a wide range of machining
applications.

TUNGCAP

TUNGALOY

NEW,

Tooling System

Quick change system
for flexible machines

TungCap has a polygon design taper that
can be applied to a wider range of cutting
applications on flexible machines.




Safety Notes

A

Tungaloy implements the highest standards when
manufacturing cutting tool products. The following
precautions must be exercised whenever working with
or near metalcutting machinery and metalcutting tool
products.

1. Cemented tungsten carbide, coated carbide,
cermet, ceramic, polycrystalline compact (hard
materials) are hard and brittle. Therefore, caution
must be used during cutting operation. During
the cutting operation, tools may be broken due to
thermal shock, excessive tool wear or mishandling
which may cause serious injury to the operator.

2. During operation of the machine, a machine guard,
safety glasses, gloves etc. should always be used to
prevent injury due to hot flying chips, fragmented
cutting tools, broken work pieces, etc.

3. Some cutting tools may have sharp edges. Safety
gloves should always be used when handling these
products.

4. During the cutting operation, high temperature
sparks may be generated by broken tools or chips
and could cause a fire. Precautions must be taken
during machine placement and while using water-
insoluble cutting fluid.

5. When grinding carbide cutting tool materials,
adequate ventilation, respiratory protection mask
and eye protection should be used to protect the
operator from grinding dust injury.

6. Consult the Material Safety Data Sheet (MSDS) for
details on potentially hazardous properties and
substances associated with grinding carbide.
(MSDS sheets are available upon request.)

7. Tungaloy suggests the implementation of well
established safety practices during the use of all
cutting tool products. Tungaloy recommends
compliance with industry safety standards in all
sectors of the work environment.




Unified symbols for cutting conditions and tool dimensions

The Japan Cemented Carbide Tool Manufacturers’ Association, in cooperation with The Japan Small Cutting
Tools Association, has enacted unified quantity symbols of cutting conditions and tool specifications for users’

convenience.
(Quantity symbols of cutting conditions ) Symbol / Unit

Cutting speed Feed Depth of cut Cutting edge width Work diameter
Turning Ve | m/min f | mm/rev ap mm w mm oDm mm
Power consumption Specific cutting force [Theoretical surface roughness Corner radius Number of revolutions
Pc kW kc MPa h um re | mm n | minT
Cutting speed Feed speed Feed per tooth Feed Number of teeth
Ve | m/min VF | mm/min fz | mm#i f | mm/rev z |
- Axial depth of cut Radial depth of cut Pick feed Power consumption | Specific cutting force
Milling
ap | mm ae | mm Pf | mm Pc [ kw ke | MPa
Chip removal rate Number of revolutions
Q [ cm3/min n min-1
Cutting speed Feed speed Feed Tool diameter Power consumption
Drilin Ve | m/min VFi [ mm/min f [ mm/rev| eoDc | mm Pc | kw
9 Torque Thrust force Specific cutting force Drilling depth Number of revolutions
Mc | Nm Tc_ | N Kc | MPa H | mm n | mint
Dimensional symbols of turning tools
@ External turning tools @ Internal turning tools ©
a) lo =
— Sepay = -~ E—
o ¥ Qi »
=)
o] T | | l® 2 @
O) @ ® @ ® ® @ O) @ ® @ ® ®
Distance | Distance Cutting Distance | Minimum
Overall Head ’ . Shank Shank Overall Head ) Shank Shank
to cutting |to cutting ; b edge to cutting bore i :
length length edge edge width height height length length edge | diameter diameter | height
L+ L2 f f1 b h h1 LA L2 f @Dm oDs h
@ External and face grooving tools @ Internal grooving tools
©
~ Min. bore diameter aDm
®® E@“ | ]@ ‘
2 ®
M@ O]
.‘ D
@ o | ]@ a
O) @ ® @ ® O) @ ® @
: Maximum : Maximum
Overall Head Distance to . Shank Overall Head Distance to :
; grooving : : grooving
length length cutting edge diameter width length length cutting edge diameter
L4 L2 f oDm b L1 L2 f oDm
® @ ® ® ® @
: ; i . Maximum
Shank | Cutting edge| Cutting Maximum Shank Shank | Cutting edge !
. B ; roovin h i . grooving
height height edge width gdepthg diameter height width depth
h h1 w ar oDs h w ar
@ External threading %0'5 @ Internal threading tools
@
i @®
@ o
1 N G I d
® @

O) @ ® @ ® ® @ O) @ ® @ ® ©®

Overall | Head |Distance |ghoulder| Shank | Shank | Cutting Overall Head Distance | Maximum | gpank Shank
length | length toecgé%ng width width | height r?é?gﬁt length length toggétel}ng Joound | diameter | height

L1 Lo f - b h h1 L1 Lo f oDm oDs h




Dimensional symbols of milling tools

@ Bore type milling tools

Square shoulder cutter

@ Shank type milling tools

Fig.1 o Fig.2 Square shoulder cutter
@ SN ® OUnI.
~ T | O O]
1] X o
i —2"1909
1 ¢ o olle ’ NG
@Y
@ [©)
® 0]
®
Fiad ® @ ® @
'9- Overall | Shank | Cutter | Cutter
1 il length length height | diameter
©
Qb L Is Ls @Dc
oyt ® ® @
RI=1 Maximum | Maximum | gnank Corner
= outer depth of )
= diameter But diameter angle
oD ap oDs K

@) ® ® ® ® [ ® | ® ® | ® | ®
Cutter | Cutter | Maximum | Maximum | Hole | Keyway | Key way | Mounting | Mounting | Comer | Mounting | Mounting | Mounting
height | diameter dig,‘#g{e, depth of cutl diameter | width depth dtg?h diaﬂrr?éter angle b%lérceogir;t.er gg%@?ﬁ bg';g‘tﬂ'e

Lt oDc oD ap d a b 4 oDb K odi od2 21

Dimensional symbols of endmills
@ Square endmills @Taper-neck ball endmills
1oAY
S T —
sHeEsS——f————F
® ‘ ‘ @ ® ‘ @i\ :
@® ® @ ©) @
)
® Radius endmills @ Taper square e@vdmills
_ _ =
| & e E— ;
2 ® 1] 2
@

O) @ ® @ ® ©x & o ® Q) @ ®
Overall Shank Neck |Lengthof| Cutting Ball Corner Tool Shank | Half angle | Half angle |  Neck Interfer- Helix
length | length | length ggﬁ‘igﬂ gggﬁ] radius | radius |diameter | diameter otfar;%?' ecafgceugggr diameter | S0C2 | angle

L B 02 01 l R r @Dc @Ds On Oc oD1 0k A

Dimensional symbols of side cutters
® @ ® @ ®
Cutter Bore Cutting Boss Boss
diameter diameter | edge width | thickness | diameter
oDc od ¢ T Db
® ) ®
C;ét'gg Corner Key way | Keyway | Number of
angle radius width depth teeth
o R a b z
Dimensional symbols of drills
@ Solid straight drills @ Solid step drills
©
S | e ]
S :
T @ ®

O) @ ® @ ® ® O) @ ® @ ® ® @
Overall | Flute Shank Drill Shank Point Overall | Flute Shank stg“'%tri” Shank | Point sstgco('j"r‘i’" Step
length | length length | diameter | diameter | length length | length | length diarEweter diameter| length diar%eter length

L 4 {s oDc @Ds Lp L ¢ ls oDc @Ds Lp @Dc2 21




1 Grades

Products

|

B Grade Selection 1-2
B Coated Grades / CVD 1-4
B Coated Grades / PVD 1-6
B Cermet 1-8
H PCBN (T-CBN) 1-10
H PCD (T-DIA) 1-12
B Ceramics 1-13

B Uncoated Cemented Carbides
M Ultra fine Grain Cemented Carbides

1-14

1-15




(Grade selection
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PMKNSH

O Grade selection for rotating Stoel  Stainlss Castfon Nonfarous Supertors - Harg

arc
Materials

Coated Uncoated
ISO grades Coated grades PVD Cermets Ceramics PCBN & PCD cemented
CvD carbides

PO1

P05
P10
P15
P20
P25
P30
P35
P40
P45
P50
Mo+
MO05
M10
M15
M20
M25
M30
M35
M40
M45
M50
KO1

K05
K10
K15
K20
K25
K30
K35
K40
K45
K50
NO1

NO05
N10
N15
N20
N25
N30
N35
N40
N45
N50
SO01

S05
S$10
S15
S20
S$25
S30
S35
S40
$45
S50
HO1

HO5
H10
H15
H20
H25
H30
H35
H40
H45
H50

sepeln

T313W

AH§30
GH330

AH730 |

[ NS530

N308
X407

UX30

AH9030

GH130
NS740

AH725
AH120

AH3035

@ 13130
@D AH130
g AH140

AH330
GH330

[ NS530

N308

GH110
GH130

UX30

AH725
AH120

@ 13130
@ AH130
@D AH140 |

NS740

GH340
AH730

BX870
BX910

TH10

UX30

BX950

AHT10
AH725
AH120

AH330

FX105
CX71

D] T1115
@

GH110

GH130 |

DX160
DX140
KSO5F

KS15F

TH10

DS1100
DS1200

KS20

KS20




Coated grades / CVD

IChemicaI Vapour Deposition

Q For Turning

CVD coated carbide grades consist of a cemented carbide substrate

@ Q m_',‘"f_'“ - such as TiCN, TiN, A£203 or additional alternatives. These are deposited
8 05 o to 3 to 16 ym thick by means of a chemical vapour deposition method.
O 10 s % 0 The coating layer is hard and improves heat and oxidation resistance

15 s g B to make it chemically stable. With these advantages the coated grades

20 § g @ '3_ prolong tool life and increase machining efficiency.

25 @ 3 - @ 2 The newly developed Tungaloy technology - “PremiumTec” is a

30 3 specialized surface smoothing technology that reduces the friction

35 @ @ @ coefficient and prevents the concentration of micro stresses. This

40 improves adhesion performance and increases chip and wear

EMIUMTEC resistance.

|®T91 00 series for steels cvb coated grades for turning steels

The T9115 & T9125 are CVD coated grades for general
purpose steel turning. The grades guarantee high
reliability and quality by applying the new Tungaloy triple
technologies. With the effect of “Adhesion reinforcement
technology” and “Columnar stabilization technology”,
the grades ensure excellent chipping resistance and
stable tool life. The special “PremiumTec” surface
smoothing technology further stabilizes tool life.

PREMIUMTEC
I@D T6100 series for stainless steels
CVD coated grades for turning stainless steels —

Ideal combination of exclusive substrate and newly
developed coating layer provides stable and long tool life
when machining stainless steels due to the high adhesion
strength, wear and plastic deformation resistance. New
SF and SH chipbreakers expands the application area for
stainless steel machining.

*

PREMIUMTEC

PREMIUMTEC

-

Reduces adhesion &
Improves chip flow

Continuously formed
columnar crystal
TiCN

Long & stable tool
life even in rough
cutting

Newly developed
carbide substrate by
special sintering process,

»

Improvement in
toughness and
wear resistance

PREMIUMTEC

Reduces adhesion &
Improves chip flow

Columnar Stabilization
Technology

Improves chipping
resistance and provides
long and stable tool life

Improves chipping
resistance and provides

long and stable tool life

Improves chipping
resistance due to the high
adhesion strength between
coating and substrate.

I®T51 00 series for cast irons CVD coated grades for turning grey and ductile cast irons

This series features high carbon and fine grained
coating structure that has improved wear and impact
resistance. Three grades together with three
chipbreaker types ensure excellent cutting performance
when turning grey and ductile cast irons.

PREMIUMTEC

=

Reduces adhesion &
Improves chip flow

Improved adhesion
between coating
layers

=)

Fine grained and high
density intermediate
layer

High carbon continu-
ously formed colum-
nar crystal TiCN

=

Improved wear &
chipping resistance

PREMIUMTEC
l""' -
IA@ADT3130 for steels cvp coated grades for milling steels
Q For Milling
Q M The T3130 provides dramatic improvements in chipping and impact resistance due to
et cestin its “Adhesion reinforcement technology” and “Columnar stabilization technology”. The
05 “PremiumTec” surface smoothing technology also contributes to the insert stabilization
10 when conducting milling operations.
15 PREMIUMTEC ﬁ Reduces adhesion
g
20 s Continuously formed Long tool life and
- columnar crystal ‘ even in hardness
25 TiCN work materials
[=]
© Improved adhesion
30 - @ P ; Improvement for
ﬁ Itgtggseen coating ‘ pegling—off resistance
35
Improvement for
Extremely tough & h :
40 @ dedicated substrate - grrlapr%c;tﬁze;:)s/tance




Q For Turning

Application

Application code

Substrate

Specific Hardness Transverse
A R

Coating layer

M Thickness
composition (um)

Features

105 For steels
14.2 91.5 24 16 The “PremiumTec” surface smoothing technology enhances
P01 - P10 the performance of tools. The new coating layer consists of
TOMTES continuously formed columnar crystals that are integrated into
'NEw T91 | 5 Continuously crystal size and direction. This new coating layer creates the
13.9 91.0 25 formed 16 adhesion for each coating layer and dramatically prevents the
P10 - P20 . . . columnar micro cracking and chipping effect.
- crystal
[PREMIUMTEC] TiCN T9105: T9105 shows excellent performance during high speed
NEW cutting.
Steel T91 25 13.7 90.0 2.6 + 16 |T9115: Well-balanced grade enhances chipping and wear
P20 - P30 AL203 resistance.
T9125: The versatile grade that dramatically improves chipping
SREMIUMTEC resistance.T9115: Well-balanced grade enhances chipping
NE T9135 and wear resistance.
13.5 89.0 2.6 16 |T9135: T9135 shows excellent impact resistance during heavy
P30 - P40 interrupted cutting.
SREMIUMTEC
New. T6120 Continuously For stainless steels
13.9 91.0 2.5 ffi"med 8 The combination of exclusive substrate and new coating layer with
M10 - M20 C?:rl;/g]tr;Iar high chipping resistance significantly improves wear and fracture
resistance.
TiCN T6120: Offers excellent wear resistance for high speed cutting.
14.6 89.0 2.6 + 8 T6130: Provides exceptional wear resistance at medium to high
M M15 - M30 AL203 cutting speed.
T6020 For stainless steels
Stainless 141 90.0 25 . 6 The T6000 series has improved notch wear and chipping
M15 - M25 Special resistance with its combination of special substrates and extremely
Titanium high coating adhesion.T6020: Applicable for medium to high speed
T6030 compound machining and continuous to light interrupted cutting.
(columnar) T6030: Applicable for low to medium speed cutting and has
14.6 89.0 2.6 6 extremely excellent impact resistance. For interrupted
M25 - M35 cutting.
SREMUMTEC For grey and ductile cast irons
New  T5105 The “PremiumTec” surface smoothing technology delivers high performance
15.0 92.5 2.4 16 with stability. The coating layer of the T5100 series features fine grained and
K05 - K15 High carbon hard columnar crystals of TICN and this drastically improves wear resistance.
and fine When combined with the dedicated cemented carbide substrate that has a
columnar fine structure and high-strength, the three grades of the T5100 series promotes
NEW T51 1 5 excellent cutting performance in a wide range of cast iron turning applications.
14.8 91.5 2.7 crystal 16
K10 - K20 o o o TiCN T5105: Excels in wear and deformation resistance in high-speed, continuous
- turning.
Castlron [SSEMIUMTEC + T5115: General purpose grade that achieves stable machining in a wide range
: AL203 of machining conditions from continuous to interrupted cutting.
new  TH5125
14.0 90.5 28 16 T5125: This grade excels when conducting heavy interrupted cutting. The
KA1 K30 " " ) very tough grade has a high resistance to unpredicted tool
5- breakages.
T313V Special Titanium For threading
: compound Features specially engineered substrate with excellent resistance
Threadlng 14.5 90.5 2.3 (colu+mnar) 3 to impact and plastic deformation. This is credit to a well controlled
- AL203 coating composition and layer thickness.

()
(L
)
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Q For Milling

Grades
Application
Application code

PREMIUMTEC

New T3130

Substrate

Continuously
ormed
columnar crystal

Coating layer

cific Hardness Transverse Main Thickness
(HRA) composttion (um)

Features

For steels, stainless steels
The “PremiumTec” surface smoothing technology improves

performance with stability. “Adhesion reinforcement technology” and
14.0 89.5 2.8 TiCN 6 “Columnar stabilization technology” create stable long tool life. This
Steel P20 - P40 + enhances performance with increased wear and chipping resistance
A£203 when conducting milling operations.
Continuously For steels, stainless steels
M NEW T31 30 orme: The “PremiumTec” surface smoothing technology improves
14.0 89.5 28 CO'“”’"]af crystal 6 performance with stability. “Adhesion reinforcement technology” and
. . . TiCN “Columnar stabilization technology” create stable long tool life. This
Stainless M20 - M40 + enhances performance with increased wear and chipping resistance
A£203 when conducting milling operations.
{PREMIUMTEC | Co?tinuogsly For grey and ductile cast irons
NEW orme The “PremiumTec” surface smoothing technology improves
T1115 14.9 91.5 27 columnar crystal 191 |performance with stability. “Adhesion gr;einforcem%)r/n technology” and
' . : TiCN “Columnar stabilization technology” create stable and long tool life.
Cast Iron K10 - K25 A ZZO This improves the performance for impact and chipping resistance. It
3 combines with a thick aluminium layer that improves wear resistance.
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Coated grades / PVD

I Physical Vapour Deposition

asing wear resistance (hardness)
PREMIUMTEC
PREMIUMTEC

PREMIUMTEC

PREMIUMTEC

PREMIUMTEC

Increasing impact resistance (toughness)

“Flash-Coating”

(Ti, AZ) N base / (A2, Ti) N base

PREMIUMTEC

PREMIUMTEC

. AH730
.. AH740
DS1200

“Premium-Coating”| DLC
TI(C, N, O) base coating
i
3
=
Gl S
=
a
n
(a]

PVD coated carbides consist of a cemented carbide substrate that
contains a Titanium compound such as (Ti, A2)N that is coated to
about 1 to 3 um thick by means of the physical deposition (PVD)
method. The lower coating temperature ensures the substrate does
not form any brittle harmful layer and can maintain the original shape
and dimensions. The Ti(C, N, O) base coating is superior to TiN
coatings in regard to wear resistance. Whereas a (Ti, A£ )N base coat

has a higher resistance to oxidation. The excellent toughness of both
the coating and substrate make these grades suitable for interrupted
cutting. Their sharp cutting edge allows the grades to be used for
cutting difficult-to-cut materials that tend to be work hardened.
“PremiumTec” is treated with a CVD coating and also a PVD coated
layer that reduces adhesion and enhances chip flow.

TUNGALOY

PREMIUMTEC

“Flash-Coating”
Higher resistance
to oxidation

Excel for wear
resistance

Microstructure of “Flash-Coating”

Microstructure of “Premium-Coating”

I DS1100, DS1200 DLC coating grades for milling aluminium alloys

DLC = Diamond Like Carbon

$

Amorphous carbon having
diamond like characteristics

Smooth surface and low affinity with
aluminium alloys

—Low tendency to adherence
—Good surface finish
t—Good chip control

Improved adhesion between coating and
substrate

—Ensures stable machining

Excellent

surface
quality

Fine grained substrate ensures cutting edge
sharpness

—Low cutting forces




Application

Stainless

Cast Iron

Non-ferrous

Superalloys

For small
lathes

Grades
Application code

R “AH120
NEW AH 1 30
AH330

v “AH3035
AH710
v =AH725
NEW AH730
AH740

e “AH9030

P15 - P35

Y SH730

P20 - P35

GH730

P20 - P35
GH330

P15 - P30
M20 - M35

NEW AH1 30
M25 - M40

e SIAH140

M30 - M45
M15 - M30

e “AH645
e “AH725
new  SH730
M20 - M35
GH730
GH330
AH110
K10 - K25
e “AH120
GH110
DS1100
DS1200
GH110
AH110
e “AH120
e “IAH905
e “AH725
vew  SH730

J740

Substrate

Transverse
rupture
rength

2.8

3.0

12.6

91.1

2.3

14.0

89.5

3.2

15.0

93.0

2.9

14.4

91.5

3.0

14.4

91:5

3.0

13.9

ON[ES)

3.5

14.5

90.8

2.8

14.4

91.5

3.0

Coating layer

“Flash
-Coating”
(Ti, A2)N

base

Thickness
[11)

w

Features

General grade
Both wear resistance and impact resistance are well-balanced
in all general grades.

For steels & stainless steels / very tough grade
Excellent performance and reliability for tough machining
applications.

For steels and stainless steels
Substrate is highly reliable P30 carbide. This grade
incorporates high temperature strength.

For steels

AtH3|035 demonstrates incredible toughness in cutting of
steels.

For grooving
Excellent wear resistance and toughness.

sepels)

General grade
PVD coated “Flash-Coating” fine grain cemented carbides.

For steels

Combined with fine grained carbide substrate, this grade
provides both wear resistance and toughness.

For steels
Excels in high temperature strength and chipping resistance.

g W | W I N | W|o | Ww|w

For steels
With excellent wear and chipping resistance.

N

For steels, stainless steels and superalloys (thin PVD)

The extremely wear resistant cutting edge maintains
exceptional sharpness.

14.4

91.5

3.0

12.6

91.1

2.3

“Premium
-Coating”
Ti(C, N, O)
base

For grooving and parting off at low speed
The “Premium-Coating” is treated with fine grained cemented
carbide that has high transverse rupture strength.

w | W

For steels and stainless steels
Substrate is highly reliable P30 grade. Excels in wear and
impact resistance.

14.5

90.8

2.8

14.1

90.5

3.0

14.4

89.5

2.6

14.4

9i1E5

3.0

14.0

89.5

3.2

14.4

91.5

3.0

14.4

91.5

3.0

“Flash
-Coating”
(Ti, A2 )N
base

General grade
For continuous to medium interrupted cutting of stainless
steels.

For steels & stainless steels
Excellent performance and reliability when applied to tough
machining applications.

For stainless steels
For milling of stainless steels at low speeds.

For stainless steels (AH600 series) o
Versatile grade for stainless steels. With excellent wear and chipping
resistance, AH630 grade is suitable for stainless steel machining at
low to medium cutting speed.

For stainless steels (AH600 series)
AH645 demonstrates incredible toughness in cutting of
stainless steels.

General grade
General grade that is “Flash-Coating” with a fine grain
cemented carbide.

For steels, stainless steels and superalloys (thin PVD)
Cutting edge with sharpness is maintained with excellent wear
remsﬁan'ce characteristics that are ideal for stainless steel
machining.

14.4

91.5

3.0

12.6

91.1

2.3

“Premium
-Coating”
Ti(C, N, O)
base

For grooving and parting off at low speed
PVD coated “Premium-Coating” fine grain cemented carbides.
This grade improves wear resistance.

For steels and stainless steels
For continuous to medium interrupted cutting of stainless
steels.

14.7

92.0

2.4

14.5

90.8

2.8

“Flash
-Coating”
(Ti, A¢)N
base

For cast irons and heat resisting alloys
For continuous to medium interrupted cutting of cast irons at
high speeds.

General grade
General grade for cast irons. For various cutting conditions.

14.7

92.0

2.4

“Premium
-Coating”
Ti(C, N, O) base

For cast irons and non-ferrous metals
Excels in wear resistance.

15.0

93.0

2.9

DLC coating

Thin
layer

For aluminium alloys
Can suppress chips welding to cutting edges, producing
consistently high quality surface and realizing long tool life.

14.7

92.0

2.4

DLC coating

Thin
layer

For aluminium alloys
Can prevent chips welding to cutting edges, producing a
consistently high quality surface finish and extending tool life.

14.7

92.0

2.4

“Premium
-Coating”
Ti(C, N, O) base

For cast irons and non-ferrous metals
Improves wear resistance.

14.7

92.0

2.4

14.5

90.8

2.8

“Flash
-Coating”
(Ti, A¢2)N
base

For cast irons and heat resisting alloys
Excellent plastic deformation resistance.

General grade
Excels in both plastic deformation and chipping resistance.

15.0

93.0

2.9

(A2, Ti)N
base

For superalloys
Excels in both cutting edge sharpness and wear resistance.

14.4

91.5

3.0

14.4

Gl

3.0

“Flash
-Coating”
(Ti, A2 )N
base

For grooving
Tough grade that is ideal for super alloys.

For steels, stainless steels and superalloys (thin PVD)
Excels in both cutting edge sharpness and wear resistance.

13.9

91.5

3.5

“J-Coating”
TiN base

For small lathes
Ultra fine grain cemented carbides coated with TiN based
compounds.




Cermet

I Cermet
QD Coated Cermet

“Premium
-Coating”
Ti (C, N, O) base

-Coating” “J-Coating”
(legll)N TiN base

0
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g wear resistance (hardness)

GT730
GT530

Increasing impact resistance (toughnes:

J530

@ Uncoated

ing wear resistance (hardness)

Increasing impact resistance (toughnes:

Cermet consists of a hard phase and a binding phase, which is the case with
cemented carbides. The hard phase consists mainly of Titanium carbide TiC
and Titanium nitride TiN. These carbides and nitrides have superior strength
and oxidation resistance when working at high temperatures when compared
with Tungsten carbide WC.

Furthermore, there is little tendency to react with the work material and this
ensures high crater resistance. Finally, Cermet grades are applicable to high
and low speed cutting ranges whilst delivering excellent surface roughness.

Q For Turning “Super fine Cermet” GT730, NS730

Cermet creates a high quality surface finish due to the combination of “Fine-
grain reinforcement technology” and “Surface smoothing technology”. This
improves the impact resistance, which is generally a weak point of Cermet.
® “Fine-grain reinforcement technology”
This technology enhances the reliability and performance of the grade. It
offers improved wear and impact resistance with its high bonding strength,
heat resistant Titanium compound and fine bonding grain Titanium
compound that prevents crack propagation and improves toughness.
@ “Surface smoothing technology”
The cutting edge remains smooth at all times by means of the fine grain
heat resistant Titanium compound and specialized sintering technology.

Microstructure of GT730

O For Milling “Skeleton Reinforced Cermet” NS740

@ “Skeleton reinforced technology”
“Skeleton reinforced technology” enhances toughness whilst keeping
hardness by means of improvement of bonding strength among ceramic
compound grain.

Improved bonding
between grains

Improved
toughness

S Ceramics |

=
N - il
Bonded .- -’ - -

grains

Microstructure of NS740

\




 Coated Cermet

Substrate Coating layer Q
e Grades Specific Hardness |  ‘Transverse Main Thickness Features 8
gravity [GLTY) P " | composition () o
First choice
GT730 6.8 92.0 2.2 3 | Covering a wide range of cutting speeds. Well
“Premium balanced surface quality and wear resistance.
-Coating”
Ti(C, N, O)
base For steels
GT530 7.2 91.7 2.0 3 | PVD coated grade for finish to medium cutting
of steel.
“FlgSh i For steels
AT530 7.2 91.7 2.0 (‘I-'i ﬁ ')'?\lg 3 | High wear resistance and toughness that is
bEms combined by a flash-coated layer.
“Premium For steel and cast iron machining at high
-Coating” speed
GT520 e 2l et/ Ti(C, N, O) s Increased wear resistance without decreasing
Castiron base the toughness of the substrates.
For small “J-Coating” For small lathes
lathes J530 7.2 91.5 2.0 TiN base 1 Cermet coated PVD-TiN based compounds.

Q Uncoated

Substrate

Application Grades Features

Transverse rupture

Specific gravity | Hardness (HRA) strength (GPa)

Priority on impact resistance
NS730 6.8 92.0 2.2 Superior resistance to thermal and mechanical
fracture. Reduces machining costs.

For steels
Very tough grade for milling.

B St e Excellent thermal crack resistance. This grade also
provides good wear and impact resistance.
For steels and cast iron

e St e Excellent wear resistance and toughness.

70 91.7 20 For steels and cast iron

Excellent wear resistance and toughness.

Cast Iron




PCBN (T-CBN

I Polycrystalline Cubic Boron Nitride Compacts (PCBN), T-CBN

» c! Superalloys matanais
o) . .
o Coated solid Solid . - -
© T-CBN T-CBN T-CBN T-CBN Coated T-CBN T-CBN
©]
A o
S
c ° o
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4k o XS5 X X ®
4 ki X X o o o R
4 B ay o g & o
1B m o x
% § o
5 o
The PCBN material is sintered under ultra high-pressure and Multi-corner Multi-corner
temperature with cubic boron nitride particles and a special binder. Negative insert Positive insert

The hardness is more than twice that of cemented carbide, with the
hardness at high temperature exceeding that of cemented carbide.

CBN has no tendency to react with ferrous materials (different to
diamonds). This makes it suitable for high speed cutting of cast
iron, the finishing of hardened steel, ferrous sintered metals (valve
seats) etc. This material is also suited to finish machining of super
heat resistant alloys. The use of CBN sintered materials improve the

surface finish and accuracy, making finishes comparable to grinding.

Transverse
Application Grades Microstructure Hal('ﬂn)ess rupture strength Features
N (GPa)

Coated grade for high speed continuous or
interrupted machining

3900 ~ 4100 1.80 ~ 1.90 Medium grained CBN particles are bound
with special binder. The surface is coated
with dedicated coating material.

PCBN grade for machining cast irons
3300 ~ 3500 0.75 ~ 0.85 General purpose, cast iron machining grade

featuring excellent impact resistance.

For machining cast iron Cylinder liners

3000 ~ 3200 0.95~1.20 Excellent wear resistance and tool life when

machining cast iron liners.

Cast Iron

CBN grade for centrifugally cast iron
machining

- - With excellent wear resistance, BX910 provides
2600 ~ 2800 0.80 ~ 0.90 long and stable tool life while machining
centrifugally cast iron, like cylinder liner, at high
cutting speed.

PCBN grade for machining grey and ductile
cast irons

3000 ~ 3200 0.95 ~ 1.20 | Features closely calculated CBN content and
medium sized CBN particles bound with special
binder. Excels in impact resistance.

High CBN content grade for high speed
machining

PCBN grade featuring a high CBN content
with cobalt alloy binder.

3900 ~ 4100 1.80 ~ 1.90

1-10



Application Grades

Superalloys

Coated T-CBN

NEW

BXM20

Coated T-CBN |

Hard
Materials

Microstructure

Hardness
(Hv)

3900 ~ 4100

Transverse

rupture strength

(GPa)

1.80 ~ 1.90

Features

High CBN content grade for high speed
machining

PCBN grade featuring high CBN content and
use of cobalt alloy binder.

4100 ~ 4300

1.90 ~ 2.10

PCBN grade for machining ferrous sintered
metals and hard rolls

World’s highest content of CBN in a practical tool
material. Features the highest hardness level of
all the T-CBN grades™.

4100 ~ 4300

1.90 ~ 2.10

Super fine grain PCBN grade for machining
ferrous sintered metals

The highest content of CBN in the world as a
practical tool material*.

2700 ~ 2900

0.80 ~ 0.90

Coated grade for high-speed continuous
and light interrupted machining

High crater resistance CBN substrate. The
surface is coated with a dedicated coating
material.

3500 ~ 3700

1.35 ~ 1.50

First choice: Coated grade for continuous
and interrupted machining and the removal
of the carburized layer

High chipping resistance CBN substrate. The
surface is coated with a dedicated coating
material.

3500 ~ 3700

1.15~1.30

Coated grade for continuous to interrupted
machining

Medium grained CBN particles are bound
with special binder. The surface is coated with
dedicated coating material.

2700 ~ 2900

0.80 ~ 0.90

High speed, continuous machining grade
The binding force between particles is
improved by using relatively coarse CBN
grains. Excellent wear resistance.

2800 ~ 3000

0.85 ~ 0.95

Super fine grained grade for superior
surface finish

Super fine grain CBN particles are bound

with a special binder. Maintains its very sharp
cutting edges.

3200 ~ 3400

1.00 ~ 1.10

General purpose grade for continuous to
ordinarily interrupted machining

Composed with fine grained and coarse
grained CBN particles. General purpose grade
featuring excellent impact resistance.

3500 ~ 3700

1.15~1.30

Tough grade for heavily interrupted
machining

Composed of relatively high content of coarse
CBN particles. It contributes to the excellent
impact resistance.

2800 ~ 3000

0.85 ~ 0.95

Ultra fine grain PCBN grade for superior
surface finish

Features homogeneous and ultra fine grain
structure that is produced with Tungaloy’s own
manufacturing method. The world’s finest grain
PCBN*.

*As of July 2010

sepels)

1-11




PCD (T-DIA

IPoncrystaIIine Diamond Compacts (PCD), T-DIA

. Diamond is the hardest known material on the earth. This is an advanced diamond
Nerrtomors based tool material where tiny diamond crystals are tightly sintered on the
cemented carbide alloy base by means of a super high pressure and temperature
process. When compared to the single crystal diamond, the hardness is slightly
reduced but PCD is uniform in its structure. Additionally the heat resistant
performance of a single crystal diamond can differ according to the crystal quality
and orientation. PCD is therefore the optimum choice for cutting non-ferrous and
non-metal materials.

0
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DX180

DX160

Polycrystalline diamond layer

DX140

gasing wear resistance (hardness)

DX120
DX110

Cemented carbide substrate

Increasing impact resistance (toughne

Structure of T-DIA

Application Grades Microstructure Graz:lr:ns)ize Ha{ﬂr\;)ess St(l(’segg)th Features

Super fine grain T-DIA grade for superior surface
finish.

<1 8500 1.8 Excels in cutting edge sharpness and produces

consistently high quality surface finish, resulting

from gradual wear resistance.

For precision machining of non-ferrous metals and
nonmetals where high quality surface finish is required.
4.5 9000 1.8 Features the finest grain structure in T-DIA

series and excels in grindability and cutting edge
sharpness.

Used for machining of non-ferrous metals and
nonmetals.

12.5 10000 1.7 Composed of medium and fine grain diamond,
provides moderate wear resistance and
grindability.

. 5

Non-ferrous

Can be used for machining half sintered ceramics

and cemented carbides, stones and non-ferrous
metals.

28 11000 1.6 Mixed sintered compact composed of large and

fine grain diamond.

Grindability is superior to that of DX180.

Suitable for turning half sintered ceramics and
cemented carbides.

45 12000 1.5 Features the highest purity levels with large grain

PCD for excellent wear resistance.

Q Regrinding method

Wheel Diamond wheel
Bond Vitrified bond
o Roughing: #400 ~ 600
Grain size
Finishing: Finer than #1000
Concentration 100 ~ 125
Grinding speed 900 ~ 1200 m/min

1-12



Ceramics

I Ceramics

£
3

(hardness)
(toughness)
FX105
CX710

LX21

icreasing wear resistance
Increasing impact resi

LX11

Tungaloy ceramics consist of high purity fine powder Oxides,
Nitrides and Carbides. The fine and dense compacting ensures
superior wear resistance, adhesion resistance, oxidation

resistance and heat resistance.

These grades enable high speed finish to light machining, offering
high accuracy and high quality surface finishes. Ceramic grades
are classified into alumina base and silicon nitride based groups.

These can be selected according to the application.

Grade

Application (Colour)

FX105

Grey

Specific
gravity

3.24

Hardness
(HRA)

93.0

Transverse
rupture
strength
(GPa)

1.3

Fracture
toughness
Kic(MParm'?

6.1

-]
T ™

Microstructure of FX105

Modulus of
elasticity
(GPa)

290

o ol »

Microstructure of LX11

Features

This silicon nitride based Ceramic is used
for high speed cutting of cast irons.

It has superior strength, toughness

and thermal characteristics compared to
A2203 based ceramics.

()
(L
)
[OX
0]
n

Grey

Cast Iron

3.20

92.9

1.1

6.3

290

SiaN4 based ceramics for high speed
cutting of cast irons.

Higher toughness level and heat
conductivity than the FX105 grade.

Black

4.24

94.0

0.8

4.3

370

A£203 based Ceramics for continuous
cutting of cast irons.

By adding titanium carbide to alumina,
its toughness is improved whilst
maintaining excellent wear resistance.

Gold

Hard
Materials

4.35

94.0

0.9

4.3

400

A£203 based ceramics used for
continuous turning of ferrous hard
materials.

Improved strength and toughness with a
fine microstructure consisting of Alumina
and Titanium Carbonitride.
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Uncoated Cemented Carbides

Tungaloy’s cemented carbides are sintered with Tungsten carbide WC,
Titanium carbide TiC and Co binder phase. Tungaloy matches the original
unique grades with the application to ensure stable performance and
complete quality control. Tungaloy offers superior mechanical and thermal
wear resistance when compared with high speed tool steel.
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I Uncoated Cemented Carbides (Tungaloy Cutting Tool Grades)

Microstructure of KSO5F

ISO rr Transverse . Thermal Thermal
... D, S f Hard C Modul f expansion i e
Application Appclgcda(:lon Grades g‘iiiitf E('ﬁnn,:\a)ss stroncth (GPa) stfe'ﬂgfﬁs(‘é'gz) elas‘t)iclijt;?GoPa) C&%fgs,iﬁ;‘t °‘z\',‘$:’nft,'(‘;;ty
P30 UX30 12.6 91.1 2.3 4.9 490 5.8 38
M M30 §) &) 12.6 91.1 2.3 4.9 490 5.8 38
Stainless

K05 THO3 13.8 93.8 1.9 6.2 590 5.3 99
K10 TH10 14.7 92.0 2.4 6.1 620 5.4 97
K20 KS20 14.5 90.8 2.8 6.1 620 5.4 96
NO5 KSO5F 15.0 93.0 2.9 5.9 640 5.4 90
N10 TH10 14.7 92.0 2.4 6.1 620 5.4 97
oo N15 KS15F 14.4 91.5 3.0 4.4 580 5.6 79
. S10 TH10 14.7 92.0 2.4 6.1 620 5.4 97
S S20 KS20 14.5 90.8 2.8 6.1 620 5.4 96
. HO5 THO3 13.8 93.8 1.9 6.2 590 5.3 99
o H10 TH10 14.7 92.0 2.4 6.1 620 5.4 97
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Ultra fine Grain Cemented Carbides

| Micro-Alloy

- '\' -l ¥

r,& 51

General . .
cemented Micro-Alloy grain
carbide cemented carbide

l.x..“é!
-r-.-
Ay
o
“‘:
Hardness
sepeln)
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g =
’ f r\l" -1 - A ] - % Transverse rupture strength
e i -~ H ¥ —
i - * = - . T =& 5 - » i i .

Mlcrostructure of EM1O Microstructure of F — Mechanical properties of ultra-
Tum fine grain cemented carbide

Micro-Alloy is characterized by the WC hard phase (major within the application range of high speed tool steel. This is
component) which is extremely fine (average particle size 1 ym or  appropriate for cutting tools when the workpiece is too small to
less) when compared with normal cemented carbide alloys. This achieve the desired cutting speed or for a small diameter endmill
ensures higher strength (toughness) than general carbide alloys  or drill.

of the same hardness. This alloy demonstrates high performance

Transverse|q Thermal | Th |
ifi ompression| Modulus of ! erma
Specific |Hardness| rupture strength | elasticity |SXPaNSsionconqyctivity Foatures

gravity Stepg™ | @pa) | (aPa) CORTECIENY (Wim)

Grades

Tungaloy’s hardest Micro-Alloy delivers excellent
wear resistance and cutting edge toughness.

F 14.9 93.4 2.5 6.9 640 54 85 Suitable for low speed, small depths of cut and
lowfeed machining. Mainly used for small tools
such as on automatic turning centers.

Used for solid endmills and other milling cutters.

EM10 14.0 91.5 3.4 6.4 550 57 70 Provides superior chipping resistance with its

micro grain.
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Chapter Composition of TAC Inserts

@ Each page of this chapter is composed so that you can select an appropriate insert for your machining operation.

@ TAC inserts for turning are arranged by shape as follows: C (80°) = D (55°) > S (90°) = T (60°) > W (80°) » V (35°) = Y (25°)

- R (360°) = Other shapes
@ In the same shape, inserts are arranged in order of negative to positive. In the negative/positive inserts, they are arranged in order of

“with hole” to “without hole” respectively.
@ Chipbreaker types are arranged in order of precision finishing, medium finishing, medium cutting, and heavy cutting or according

to the degree of the feed or depth of cut to be applied. No chipbreaker inserts are arranged on the last page of each insert shape

Insert shape Indicates insert and

Title name of  |ndicates negative or positive. mounting hole sizes.
the chapter |

v
—> TAC Inserts, Negative

Rhombic, with hol

80° Negative

..  CNMG 1204 04 - (I

—L ["eNT0 T 09080701 [1204000 [ 1606030 [ 1906011 [ 2509000 |
ot 381 | 516 | 685 | 798 | 912

A

Insert grades

—— Coloured columns indicate

applicable material group according

to ISO.
BvENSH

Steel  Stainless Castlron Nondemous Superaloys  Hard

Applicable TAC

TF
F CNMG120408-TF

U A /

toolholders
Main application > = | cNGG120402-01 jolole)

CNGG120404-01 i

CNGG120408-01 oo® (1247 ~)

CNGG120404R-C o |® o {‘c External

CNGG120404L-C o] -

[ CNGG120408R-C @ @ ~)

CNGG120408L-C (1247 -) H
Cat. No. of TAC insert

Chipbreaker symbol Tfoel [ 10 oo
TS| /@

Finishing

[

I
g | CNMG120408-SF
“[:r** CNMG120412-SF

= oo aE (12:47 -
.@ T @ )
ections rts. tocked items.

Symbols of stock status

irades. Relating TAC toolholders. TAC boring  Technical reference
2-42 g +| Faser > B> >

Guideline for applicable Reference pages of
range of feed and depth of relating items
cut

B Ordering information

@ When ordering, please specify Cat. No., grade and quantity.
Example: CNMG120408-TM T9115 10 pieces.
e Standard packing quantity is 10 pieces.


http://insertcat.no/

Guidance

B TAC insert designation SYSTEM - +eeerrrerrrrei 2-2
Bl Selection system by work material--«-vereerrarie 2-4
[ ] Chipbreaker OVEIVIEWW +errerrerrarranratrritsatiasiassasaasaasaasaasaasansaasansansansanss 2-28
B TAC inserts navigation SYSEEM -oreerrem e 2-41

2 TAC Inserts

Products
H TAC inserts, Negative type
Coated, cermet, uncoated and ceramic inserts
CNOO 80° Rhombic with hole -+ 2-42 WN[CIJ 80° Trigon with hole ---.. 2-80
CNOO 80° Rhombic without hole- 2-51 VN[O 35° Rhombic with hole ----. 2-87
DN 55° Rhombic with hole ----- 2-52 VNGD 35° Rhombic without hole 2-90
DN 55° Rhombic without hole- 2-60 YNOO 25° Polygon  with hole ----. 2-91
SN[ 90° Square  with hole ------ 2-61 RNCICI Round with hole -.... 2-92
SN[J[J 90° Square  without hole- 2-69 RNOO Round without hole 2-93
TNCIJ 60° Triangular with hole ----- 2-70 KNMX 55° Parallelogram without hole 2-94
TN 60° Triangular without hole- 2-79 HNGD 120° Hexagon without hole 2-95
B TAC inserts, Positive type
Coated, cermet, uncoated and ceramic inserts
CCO 80° Rhombic with hole -+ 2-96 VB[] 35° Rhombic with hole --.. 2-133
CPOJ 80° Rhombic with hole -+ 2-102 VC[] 35° Rhombic with hole ... 2-135
DC 55° Rhombic with hole --- 2-105 VP[] 35° Rhombic with hole --.. 2-137
EPJ] 75° Rhombic with hole --.. 2-111 YWMT 25° Rhombic with hole ... 2-139
SC[J 90° Square  with hole -+ 2-112 RCIJ Round  with hole --.- 2-140
SPC] 90° Square  with hole - 2-114 RCOICI Round  without hole 2-141
SPC] 90° Square  without hole 2-116 RTOO Round  without hole 2-142

TCLJ 60° Triangular with hole ---- 2-118
TP 60° Triangular with hole ---2-123
TP 60° Triangular without hole 2-130
WBL[] 80° Trigon with hole ---- 2-132
WP 80° Trigon

(Dedicated inserts for TurnFeed) with hole- 2-132

B TAC insert, Special shapes
Coated, cermet, uncoated and ceramic inserts

JXFOO for front turning «eeeeeeeeeeens 2144
JXR[ forreverse turning----eee---. 2-144
JXB[] for back turning ----«-----e-. 2-145
JTBO for back turning ---«««--«-eeae 2-145
J10ED for back turning-««-..eeeeeee 2-146

10E[J for back turning.--«---veeeees 2-146



Designation System for TAC Inserts

@ Conforms to “Indexable Inserts for Cutting Tools - Designation” (JIS B4120-1998, and ISO 1832 / AM1-1998)

Symbol Shape N(ods:gﬁggle Figure Symbol Tolerance (mm)
H Hexagonal 120° O (c1ass) | Gorner height (m)| Thickness (s) | |. C. dia. (ed)
o Octagonal 135° O A +0.005 +0.025 +0.025
p Pentagonal 108° Q Symbol | Refief angle F +0.005 +0.025 +0.013
g s Square 90° |:| A 30 (] +0.013 +0.025 +0.025
& T Triangular 60° A B 5 H +0.013 +0.025 +0.013
- E +0.025 +0.025 +0.025
@) (] 80° C 7°
|<_E D 55° D N G +0.025 +0.13 +0.025
15 +0.005 ~
E Rhombic 75° D E 20° J +0.005 +0.025 +013
F 50° F 25° 0.013 +0.05 ~
M 86° G 30° K =0 +0.025 +0.13
v 35° x 0° L | =0.025 +0.025 =005~
Y  |Y-shape tuaioyssmoo|  25° e P 11° +0.13
w Trigon 80° ) o Others m | 008~ +0.13 +0.05 ~
- +0.18 +0.13
L Rectangular 90° [ ] X Special
. N +0.08 ~ +0.025 +0.05 ~
A 85 +0.18 o +0.13
B Parallelogram 82° a4 q £0.13 ~ +0.08 ~
o - U +0.13 e
K 5 +0.38 +0.25
e O [T OTT—
SR-lops 2

Notes : With respect to the nose
angles of rhombic and
parallelogram shaped
inserts, use the smaller
angle respectively.
[Example]
[Example] :
— (I
© Groove and hole @ Cutting edge lengt
*

S, Hol S| Chip- h S E 7| [KT ;
ymbol ole hape of hole | =7t Shape @ Q @ o8 — [ — I(%g]l)a
N Without |_| \_I [Symbol | Length |Symbol | Length [Symbol | Length [Symbol | Length |Symbol | Length [Symbol| Length | Symbol| Length |Symbol | Length
R |Wwithout - Single- | "< B9 03 |3.97] 03 | 4.0 06 |6.9]/04 |4.8 3.97

- 04 |4.76] 04 [4.8 08 [8.2/05 5.8/ 08 8.3 4.76
F Ceaes | B3 A T e e e S e S S e e R
A o wamout | TT] TIT 05 |5.56] 05 |5.6| 03 3.8/ 09 [9.6] 06 |6.8 5.56
M Cylindrical Sir:jglg FI1T= ©11Y 6|6 | — | — | = | = |=|—=|=|=|=|=|=|=1]1=1= 6
siae
E hole 1 cubie- — 06 6.35| 06 |6.5| 04 | 4.3|11 | 11|07 |7.8 |11 112 6.35
| sided 07 |7.94/ 08 [8.1]05 [5.4] 13 [13.8/ 09 9.7 7.94
w EZKEY;ZL;TS:S'?:; witout | (7] T 88| - |- |- |- = | =[=[=-[=T-T=7-T1T=1< 8
T Comtersnk | Sndle | =y Ty 09 9.525| 09 9.525/ 09 |9.7 | 06 |6.5| 16 |16.5/ 11 [11.6] 16 [16.6| 16 |19.7| 9.525
Q | With | ez weo | O] I EEE s e s e = S e R SR R
40° ~ 60° Double-
u Countersink | sided ONOX| 12 [12.7] 12 [12.7] 12 [12.9| 08 | 8.7 | 22 | 22 | 15 [15.5| 22 |22.1 12.7
B party oyinarical | witnout | [ 7] \I1] 15 15875 15 [15.675| 16 [16.1] 10 |[10.9| 27 |27.5| 19 [19.4 15.875
H 70°- 90" [“Single- “6(16| — |- |- |- |=-|-|=-|-|=-|-|=-|-|=-]-] 16
sk | sced |FICT 1T 1919.06 19 1905 19 [19.3[ 13 | 13 |33 | 33 | 23 [23.3 19.05
c hole,yioyuble;side Without (Y| 2020 = | = | === === =1=|=1=1]1=1-= 20
J Countersink | DoUDle- ONeK| 22 [2.025 22 [22.6 38 [38.5 27 [27.1 22.225
X | - _ _ 2525 - |- | =-|-|-|-|=-]-]=-|-]=-]1-1=-]1-] 25
25 (25.4| 25 |25.4| 25 |25.8 44 | 44 31| 31 25.4
31 [31.75| 31 [31.75] 32 |32.2 55 | 55 | 38 |38.8 31.75
B - =-]-T=-]T-T=1=-T=T=T=T=-1T=7T-71 32

*When MO is included in the Cat. No., the inscribed-circle diameter is metric size.



@ Detailed accuracy for J,K,L,M,N and U classes Note on insert thickness Negative insert
. . o With regard to the insert
For inserts with nose corner angles larger than 55 Unit:mm  thickness for chipbreaker
) Tolerance on i?;‘éribed circledia. | Tojerance on corner height (m) inserts, the thickness (s) U’D
In?:(i:rglljeed Insert shapes applied drawn in the outlined insert
JKLMN (class)| U (class) |J,KL,M,N (class)| U (class) shapes on pages XX to XX is Pojitive insert
6.35 defined as “s” (height from ]T’—7
+0.05 +0.08 +0.08 013 | HOw O the bottom face to the cutting @
9.525 edge) shown in the figure at
12.7 +0.08 +0.13 +0.13 +0.2 o 8 R O right. Symbol | Thickness (mm)
P =
987 | 01 | w048 | 2015 | 027 | g ] Inscribed circle (od) X1 1.39 3
19.05 Corner height (m) 01 1.59 5
25.4 +0.13 +0.25 +0.18 w038 | TA T 1.79 §
31.75 0.15 02 038 cem ) 02 2.38 2
+0. +0.25 +0. +0. -
32 T2 2.78
For M-type inserts with nose corner angles of 55° (Shape: D), S 03 3.18
35° (Shape: V), 25° (Shape: Y) Unit: mm T3 3.97
Inf;icrzi:ltfd Tolerance on irz;z(:jl;ibed circle dia. | Tolerance on corner height (m)| Insert shapes applied ) 04 4.76
6.35
+0.05 0.1 b L7 05 5.56
9.525 06 6.35
12.7 +0.08 +0.15 07 7.94
15.875 09 9.52
19.05 +0.1 +0.18
e e
+0.05 +0.16
9.525 \ e @ Thickness

[Example] I

04 08 -T™M
T304 F N - JS

Supplementary symbol)

(Optional symbol) (Optional symbol
@ Corner radius [ ® Symbols of major cutting edge i © Hand of insert @ Chipbreakers
Condition of Syuteel Applications Symbol Applications
A cutting edge Shape Symbol Hand 01(TF)| Precision finishing (Basic selection) | (C  |Finishing (Right and left hand)
~Te Shar R Right TS |Finishing (Basic selection) | D _|Finishing (Right and left hand)
Symbol Corner radius re F ed aep E L Left TSF Finishing (Basic selection) P |Finishing of Aluminium alloys
(mm) 9 TM | Medium cutting (Basic selection) | W |Finishing (Angular type)
00 0.03 Honed N Neutral | [THS|Msdium toneawy cutting PSF |Finishing (Positive type)
02 0.2 E rounded TRS| Medium to heavy cutting | PSS |fiashing o light cutting
d N TUS Heavy cutting PS ri:i’nis_t@_ingtto msédium culnin'g )
e e ositive type Basic selection
04 0.4 9 DM | Medium cutting PM Medium cutting (Posit_ive type)
08 0.8 WeT Honed HMM| Medium cutting AL |Fnishing o fredium cutting of
12 12 . chamfered SF |Finishing of stainless steels RS |Medium cutting (For round inserts)
. edge SS |Finishing of stainless and mild steels (W] Finishing (Angular type)
16 1.6 R SM | Medium cutting of stainless steels HOO Finishing (Parallel)
20 20 S Combination < > S |Medium cutting of stainless steels 11 Finishing
honed edge SH Mgglisum to heavy cutting of stainless 61 ?Fg?poiﬁ%t?ngferctg)t and high feed
24 24 SA ggellwseat-resisting alloys and stainless s1 Finishing (For KNMX type)
28 2.8 ZF |Finishing and copying J08,J10| For small lathes
32 3.0 L ZM | Siishig to medium cutting and JS |For small lathes
- NS | Finishing and copying JRP |For small lathes
NM | Siih,g medium outting and JPP |For small lathes
AS | Small depth of cut and high feed | JSP | For small lathes
AFW | 8L R0 oheiy™ Mo o=t
ASW (?l\rlrilggrdt?/gtehlg; g%) and high feed
CB | Medium cutting
CM | Medium cutting of cast irons
k4 | Medium cutting
A |Finishing (Right and left hand)
B |Finishing (Right and left hand)




Basic Chipbreakers
- Steel

Q Chipbreaker System for Turning (Negative Inserts)

11
10 [ 910 e
EO
g ST reE
q) m 7 ---------------
2 g
- o
o N 5 PR A PR 7T
< (o]
= XA . B
§o| T\
O [ N
1 ------------- . .
0
0.1 0.2 0.3 0.4 0.5 0.6 0.7 0.8 0.9 1.0 1.1
Feed: f (mm/rev)
CVD coated grades Coated cermets / Cermets
500 500
= T9105 =
=g | =
g 00 E 400
é \ é : :
© 300 [~ - ~ : o 300 i i
= : H T9115 = ___;__\\
o H : o :
D 54 foeee ' @
' 200 NS730
§ 200 : .h<—T9125 8 |
2 °t 7]
2 ! 2
5 100 o1 To135 £ 100
=] S
O i O
0 0.2 0.4 0.6 0.8 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev)
Appearance Features Chipbreakerl Appearance | Features
The sharp cutting edge and raised General purpose chipbreaker used for
projection near corner contribute to ) + medium cutting. )
TF excellent chip control at very small depths ™ Unique chipbreaker geometry with sharp
of cut and low feeds. edges and large rake angle assures free
Economical M-class tolerance and low cutting action in a wide range of cutting
cost. conditions.
o First choice chipbreaker for finishing steels. ) Double-sided 3-dimensional chipbreaker
-‘_"‘ - The dimple structure decreases the contact Py Fit, with a wide land and broad groove used
TSF | area between the insert surface and chips, TH - - for medium to heavy cutting including
resulting in significant reduction of heat interruption and unfavorable surface
occurrence. conditions.
Also performs well in high feed machining.
- Excellent chip control in a broad range of
depth of cut.
THS '-' Strong cutting edge being suitable for
v interrupted and high feed operations.

Q Standard Cutting Conditions

Depth of cut

Chip-
p ap (mm)

reaker

Operation| Work condition

Grade

Feed
f (mm/rev;

Cutting speed: Vc (m/min)

Low carbon

steels,

Alloy steels

Medium carbon
steels,
Alloy steels

High carbon
steels,
Alloy steels

Precision

TF NS730 0.05-0.5

finishing | Light interrupted 0.03-0.15 150 - 250 100 - 250 100 - 200
Light interrupted GT730 150 - 300 80 - 250 80 - 200

Finishi 02-1.5 0.08-0.4
niShing | vy mtomrupted| 1O | T9125 120 - 250 80- 200 80- 150
T9105 180 - 350 180 - 350 180 - 300
Medium | Continuous to T9115 150 - 300 150 - 300 120 - 250

- . 1.0-5.0 0.2-0.5
cutting | heavy interrupted ™ T9125 120 - 250 80 - 200 80 - 150
T9135 50 - 180 50 - 150 50 - 120
T9105 180 - 350 180 - 350 180 - 300

Medium .

Continuous to 150 - 300 150 - 300 120 - 250

to he-avy light interrupted TH EEAS 3.0-6.0 03-06
cutting | "9 P T9125 120 - 250 80 - 200 80 - 150
T9135 50 - 180 50 - 150 50 - 120

Low carbon steels, Alloy steels: C10E, 15CrMo5, 20Cr4H, etc. Medium carbon steels, Alloy steels: C45, 42CrMo4, etc.

High carbon steels, Alloy steels: 35CrNiMo6, etc.

2-4




Selection System

Continuous | nterriipted | interrupted

Co Co &

Steel

Steel
Precision finishing [@p = ~ 0.5 mm ]

spesU| OV1

Light interrupted

Basic TSF

Fracture GT730
o
GT730
TF

NS730 NS730

Light interrupted Heavy interrupted

Basic

'ﬁ

9

Finishing [@p=0.3 ~ 1.5 mm ]

'ﬁ

Basic TSF TSF
T9115 T9135
TSF | o TSF TSF
GT730 GT730 GT730 T9125

Medium cutting [@p= 1.0 ~ 4.0 mm ]

Light interrupted Heavy interrupted

ﬁ

S s Fracture ™ sl Fracture DM
T9135 T9135
A e Py
& ™ & ™ &P
T9105 T9115
™ : ZM ™ ™
T9115 T9115 T9125 T9135

Medium to heavy cutting [@p = 3.0 ~ 6.0 mm ]

Light interrupted Heavy interrupted
- : :
_— s Fracture TH el Fracture TUS
T9135 T9135

— - TH - TH -~

V 19105 V 19115 v
TH , o TH TH

T9115 T9115 T9125 T9135

Relating | TAC Toolholders > TAC Boring > Technical
Toolholders Reference —
m pages (@) 1) e D 2-5

'ﬁ




Basic Chipbreakers

Stainless

Chipbreaker System for Turning

7

6

[¢)]

N

%)
T
O]
19
£
2
'_

Depth of cut: ap (mm)
nNow

—_

0 : : E : : :
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Austenitic stainless steel Ferritic / martensite stainless steel Precipitation hardened stainless steel
300 300 300
T612 —L\
€ 250 ! (? T6130 € 250 D .II-61 i AHIG30 € 250
E l AH630 E N E
£ 200 £ 200 N\ £ 200
o o ) o T6120
p N = s |
5 150 5 150 5 150 5 T6130
(0] (0] (0] |
8 8 a -
3100 3100 3100 — I
2 2 2
e g % AH645 g %0 |
3 AHB45 e ? 3 %Hezto
0 0 0
Light cutting <= Heavy cutting Light cutting &= Heavy cutting Light cutting <= Heavy cutting
Light interrupted <= Heavy interrupted Light interrupted <= Heavy interrupted Light interrupted <= Heavy interrupted
Chipbreaker | Appearance Features Chipbreaker | Appearance Features
. Exellent chip control when finish Applicable to a wide range of
S cutting. ‘- cutting condition with sharp edge.
SF ' Outstanding chip control when high SM Ao Recommended chipbreaker for
) feed turning at small depth of cut. 2 stainless steel turning.
Suitable for roughing operations
- and interrupted machining with
SH tough cutting edges.

Standard Cutting Conditions

. - . Depth of cut Feed Cutting speed

Operation Work condition Chipbreaker iy - AT Ve (m/min)
Continuous T6120 140 - 240
Finishing Continuous to light interrupted SF T6130 05-25 0.08 - 0.45 100 - 200
Heavy interrupted AHG630 90 - 190
Continuous T6120 140 - 240
. . Continuous to light interrupted T6130 100 - 200
Medium cutting Light interrupted SM AH630 1.0-4.0 0.2-05 ST
Heavy interrupted AH645 70 - 150
. Continuous to light interrupted T6130 100 - 200

Medium to - -

heavy cutting Light |r1terrupted SH AHG30 2.0-6.0 0.3-0.6 90 - 190
Heavy interrupted AH645 70 - 150

Stainless steels: X5CrNi18-10, X5CrNiMo17-12-2, etc.

Relatin
2  UEEES



Selection System

Continuous |nterrupted interrupted

Co Co &

IM Stainless Steel

Stainless

Finishing [@p= 0.5 ~ 1.5 mm ]

spesU| OV1

nght interrupted Heavy interrupted
AH645 @ AH645

'ﬁ

- SM SM
S T6120 é W | Te130
SM
T6130 oF AHB30 AHB30

Medium cutting [@p=1.0 ~ 4.0 mm ]

m Light interrupted Heavy interrupted
Basic Basic
Fracture Fracture
AH645 AH645

: ol |
o i (e Wear SM Wear SM
‘ . T6120 é T6130 6

SM .
T6130 &5 AH630 AH630

Medium to heavy cutting [@p=2.0 ~ 6.0 mm ]

M Light interrupted Heavy interrupted
Basic Basic
Fracture AH645 Fracture AH645

SH SH
6 T6130 6 & | 530 6

SH | __
AH630 M AHE30 AHE30

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference -_—
m pages ) (5-1) (15-1) 2-7



Basic Chipbreakers

Chipbreaker System for Turning (Negative Inserts)

7

6 e TO106 L ........................... L. T5105 ..

‘ 15115

4 “BX930 | T

€
£ E
[0}
Q
£ ©
— E= BX950
Qe B e
= 5 T-CBN
- 2 .....................................
§ °
= 1 ......................................
; |
0 o " : :
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Grey cast irons Ductile cast irons High speed cutting: for grey cast irons
600 600
T5105
T 500 T 500 © 1500
€ \ s =
~ S~ ~
\ 'l.'5115
% 400 % 400 % q-— BX930
> ' T5125 > > 1000 \\
5 300} 3 | 5 300 &3 \ BX950
8 s g g [ FX105
2 200} 3 200|- e
&) =) o> 900f*
£ 100[- £ 100 =
S 5 5
O O i i i O
0.2 0.4 0.6 0.8 0.2 0.4 0.6 0.8 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev) Feed: f (mm/rev)
Chip- A Chip-
Breakar ppearance Features breaker | APPearance Features
T-CBN inserts. First choice chipbreaker for cast iron.
No i ek An all around chipbreaker, which is applicable
chip- Pferfor{n_s well in high speed finishing CM ‘ for a wide range of cutting conditions from
breaker of cast Iron. continuous to interrupted machining with the
(T-CBN) - . positive land and wide chip pocket
Low cutting force chipbreaker for cast iron. S;Sl?ﬁ(r)?]aker with reinforced cutting-edge for
Combined with an arc-shaped concave and i :
CF Py |anon ke sty 20" ke 00 | | CH | (%) | Gason Teaurcs bl nor seetig and
- - - and suppressing the deformation of thin 4 cutting edge strength even in heavy cutting.
walled components and burr occurrence.

Standard Cutting Conditions

Cutting speed: Vc (m/min)

] - Chib- Depth of cut Feed
Operation Work condition breaﬁer Grade ap (mm) f (mm/rev) Grey cast irons Du (?til -
cast irons

Continuous : BX930 0.05-0.2 300 - 1200 100 - 500
High speed Light interrupted Without - pxes0 | 005-05 0.05-03 300 - 1000 100 - 300

cutting Continuous Without | FX105 0.05-3.0 0.05 - 0.6 300 - 1000 -
. Continuous T5105 180 - 480 180 - 400
Finishing Light interrupted CF 75115 05-20 005-04 140 - 400 140 - 370
Continuous T5105 180 - 480 180 - 400
Medium Light interrupted CM | T5115 1.0-4.0 0.1-05 140 - 400 140 - 370
cutting Heavy interrupted T5125 120 - 300 120 - 250
ey . Coptinuous T5105 180 - 480 180 - 400
cutting Light interrupted CH T5115 3.0-6.0 0.1-0.6 140 - 400 140 - 370
Heavy interrupted T5125 120 - 300 120 - 250

Grey cast irons: GG25 etc. Ductile cast irons: GGG45 etc.

Relatin
22  WEEEES



Selection System

Continuous interrupted interrupted

Co Co &

Cast Iron

Cast Iron

For high speed
machining

Light interrupted

¢ <o

T-CBN T-CBN
BX930 BX950

spesU| OV1

Finishing [@p = 0.5 ~ 2.0 mm ], Medium cutting [@p= 1.0 ~ 5.0 mm ], Medium to heavy cutting [@p = 3.0 ~ 6.0 mm ]

' et
— . CM
> § T5105
y -
cM ) " 4
T5115 CF
T5105
Light interrupted
-
Longer tool life A A ,r\'\-"("
and consistency 2 ¥ . ._ i . CM
2| W |8 T5105
- g ) = £
- sl
g Burr occurrence CM v
T5c1 25 Machining accuracy T5 115 T5115

Heavy interrupted

and consistency

!

CH S ey =
15125 N || 8 15105
- o = n#
Dl | _cH et
CcM T5115 - CM
15125 T5115

Relating | TAC Toolholders > TAC Boring > Technical
Toolholders Reference > -
pages (4-1) (5-1) (15-1) 2 9




Basic Chipbreakers

Non-fermous

Chipbreaker System for Turning (Negative Inserts)

7
__ 6
€
) Es
1q:) [o}
19} jﬁ 4
i =
(&)
e 30
= -
a2
[0)
=
1
0
0.3 0.4 0.7
Feed: f (mm/rev)
Aluminium alloys (Si < 13%) Aluminium alloys (Si = 13%) Copper alloys
3000 3 3 3 1000 3 3 3 2000
= 2500 = <
£ E 800 E
E 2000} £ E
(&) ~DX140 o 600 |- g
> 1500] > * [ bXx140 % 1000}
S g 3 A —DX140
o) o 400} 3
2 1000 o ) o-DX120 I—KSOSF
2 TH10 2 00| -t THIO N 2
£ 500[frmm=st] TN f R £ e | E= N
3 ' ; % 3 ; ; i a
O DX120 i i O i i i a a a
0.2 0.4 0.6 0.8 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev) Feed: f (mm/rev)
poaip- | Appearance Features porie- | Appearance Features
No Performs well in high speed With The wide chipbreaker width
chip- finishing of non-ferrous materials. chip- contributes to excellent chip

breaker - ] Braakar .ﬂk control.
(T-DIA) \ (T-DIA) .

Excels in sharpness of cutting
edges and effectively used for
machining non-ferrous metals
such as aluminium alloys and

copper alloys.

Standard Cutting Conditions
Cutting speed: Vc (m/min)

Overation - Chip- Depth of cut Feed
I erkieepdiiog breaker Bk ap (mm) f (mm/rev) |Aluminium alloys|Aluminium alloys
(Si < 12%) (Si > 12%) Copper alloys
Continuous | Without | DX140 0.05-1.0 0.05-0.15 500 - 2500 400 - 800 500 - 1500
Precision T
finishing ight .
interrupted | With | DX120 | 0.05-1.0 0.05 - 0.20 300 - 2500 - 500 - 1500
Continuous . 500 - 2500 400 - 800 500 - 1500
.05-1. .05-0.1
_ [Tightinterrupted | Vithout | DX140 | 0.05-1.0 0.05-0.15 300 - 1800 400 - 600 400 - 1200
Finishing
Heavy ) ) _ _ )
interrupted P TH10 0.5-4.0 0.2-0.5 100 - 500 100 - 200 100 - 200
Medium Continuous 100 - 1000 100 - 300 100 - 300
cutting | Light interrupted |~ P TH10 0.5-4.0 02-05 100 - 800 100 - 200 100 - 200
Heavy interrupted 100 - 500 100 - 200 100 - 200

Relatin
z-n <HEEES



Selection System

Continuous | interripted | interrupted

Co Co &

Non-ferrous Metal

Non-ferrous
Precision finishing [@p = ~ 0.5 mm ] Zt_>|
O
m_ Light interrupted =
@
. . _ 3
@ x‘{\litgbreaker T-DIA @
DX120
- ) T-DIA - ) T-DIA
\;. g DX160 \; v DX160
T-DIA T-DIA
DX140 DX140

Finishing [@p=0.5 ~2.0 mm]

m_ Light interrupted Heavy interrupted
m@ ‘é\ﬁitgbreaker T-DIA Basic EReIne P
DX120 TH10

\ - ! Wear -DIA \/-r T Nl D)-(1I60 ' =
.
P

5 DX160

T-DIA T-DIA
DX140 DX140 TH10

Medium cutting [@p= 1.0 ~ 4.0 mm ]

m Light interrupted Heavy interrupted

T-DIA T-DIA
P P P
TH10 TH10 TH10

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
m pages (4-1) (5-1) (15-1) 2 11



Basic Chipbreakers

Chipbreaker System for Turning (Negative Inserts)

7 H H H H
5 AH905 N AHI20 S S
= o ks20 :
e : :
g 2° ' =
o
3 S 4
S 3
O « 3
(e}
=
B 2
[0)
)
1
0 i s g g g g
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Titanium alloys Ni-base alloys
400 3 3 3 400
= =
£ 300 £ 300
~ S~
3 =
(&) (&)
> 200 > 200}
3 ~BX950 3 «—| BX950
o BX480 g
o> 100 ; o 100|]
= S~ AH905 2 BN Loos
£ o |-AH120 5 o-Ks20
(&) i O i
0.2 0.4 0.6 0.8 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev)

Appearance | Features Chipbreaker| Appearance | Features

Low cutting force chipbreaker for super T-CBN inserts.
alloys. Combined with the narrow positive N_o Performs well in finishing of heat-resistant
HMM land and uneven dots on the rake face chip- or titanium alloys.

allows a small contact area for chips, breaker

reducing cutting forces considerably. (T-CBN)
This chipbreaker is designed its to reduce
the contact-area between tool and

SA chip, preventing the insert from raising

temperature during cutting.

Standard Cutting Conditions
Cutting speed: Vc (m/min)

. - Chip- Depth of cut Feed
Operation Work condition breaEer Grade 2p)(mmi) FMM/reY) | Tranium alloys | Ni-base alloys

Precision Continuous . BX950 70 - 300

finishing Light interrupted Without BX480 0.1-0.5 0.05-0.2 100 - 200 .
L Continuous 20 - 100 20 - 100
Mgéqhsﬁ'gﬂttt?ng Lightinterrupted | HMM | AH905 |  05-3.0 0.1-0.3 20 - 80 20 - 50
Heavy interrupted 10 - 60 10 - 40

Continuous 30 - 80 -
Medium cutting Light interrupted SA AH120 1.0-4.0 0.2-04 30 - 80 20 - 50
Heavy interrupted 10 - 60 10 - 40

Ni-base alloys: INCONEL718 etc.
Titanium alloys: Ti-6Al-4V etc

Relatin
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Selection System

Continuous | interrupted | interrupted

Co Co &

Superalloys and titanium

Superalloys
Precision finishing [@p = ~ 0.5 mm ]

m Light interrupted
Basic Fracture No chipbreaker|
TH10

- -

T-CBN T-CBN
BX950 BX950

spesU| OV1

Finishing [@p= 0.5 ~ 2.0 mm ]

m Light interrupted Heavy interrupted
Basic
Fracture All-round

AH120

Basic Basic
ﬁ All-round
Fracture H120

HMM HMM

HMM
AH905 AH905 AH905

Medium cutting [@p= 1.0 ~ 4.0 mm ]

m Light interrupted Heavy interrupted
S [All-round TS, All-round
AH110 AH120

Basic
W O] | | @ | |G
SA SA

SA
AH120 AH120 AH120

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
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Basic Chipbreakers

Chipbreaker System for Turning (Negative Inserts)

7
—~ 6
£
%) - 5
T ©
[0 ..
19} £ 4
< 3 :
O B 3 e - ,..BXM.10 ..... B:X310
= < ‘ . BXM20 BX330
o ) >
T 2 osmmsossanezooreat BX360
= i BX380
N S ; =CBN.....ooooo o
I . I . . . . .
0
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Coated T-CBN T-CBN
Coated T-CBN T-CBN
‘© 300 BXM10 ‘S 300
= g \
£ £
*(-; :; BX310
= 200- = 200+
o o
(0] (0]
(0] (0]
% 3
BX360 |BX380
2 100 2 100+
£ £ BX330
(@] (6]
Continuous ~ Medium interrupted Continuous ~ Medium interrupted
— — — — — —
Light interrupted Heavy interrupted Light interrupted Heavy interrupted

Chipbreaker | Appearance Features Chipbreaker| Appearance | Features
No Performs well in finishing of When used in removing a
bchl - - hardened steel. - carburized layer, excels in chip
reaxer | | . HF { control at small depth of cut.
(T-CBN) {-’- IS

When used in removing a
- - carburized layer, excels in chip
HM
-

control at large depth of cut.

Standard Cutting Conditions

Operation Work condition Chipbreaker Depth of cut Feed Cutting speed
ap (mm) f (mm/rev) Vc (m/min)
Precision finishing ligﬁ,:’;‘:,:gﬁﬂ;fgd Without | BXM10 0.05-0.3 0.03 - 0.18 150 - 350
N Continuous to .
Finishing heavy interrupted Without BXM20 0.05-0.3 0.05 - 0.25 70 - 220
Removing of . HF 0.2-0.75
carburized layer Continuous HM BXM20 R 0.05-0.2 70 - 220

Hardened steels, Pre-hardened steels: X100CrMoV5, X40CrMoV5-1 etc.

Relatin
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Selection System

. Light Medium Heav
Continuous interr%pted interrupted | interrupted

Co G G &

H Hard Materials

Hard
Materials

Precision finishing [@p = ~ 0.2 mm ]

eI (I hEes

|__Basic | Basic

u‘:',.r u‘:',.r

T-CBN |z T-CBN |
or hi T-CBN For high T-CBN
BXM20 |§#” | Bxm10 BXM20 |§i=58” | Bxm10

Wear

spesU| OV1

Finishing [@p =~ 0.5 mm ]

m Light interrupted Medium ~ Heavy interrupted
Basic -H Basic -H
Fracture BXM20 Fracture BXM20

u:,.v ':"4 u:,.v

T-CBN |peh = T-CBN | T-CBN
BXM20 &= oxuio BXM20 K5 | mamib BXM20

Wear

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
m pages (4-1) (5-1) (15-1) 2 15



Basic Chipbreakers
| steel

Q Chipbreaker System for Turning (Positive Inserts)

7 :
A . AH725
6 .........................................................................................................................................................................................
= g enramar R 19125 e o, GT730...o oo, e e
% E S N§730 : : :
5 & : ' T9115 (¥8 NS0 : '
(j) % 4 """" F . : """"""""""" : '_i_"g"i'z"s """" — 'T9'1"1'5
£ R : T9125
%
- i B e S
o
8 LI O B e
0 - : : :
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
CVD coated grades Coated cermets / Cermets
500 3 3 3 500
5 =
g 400 = 400
~ S~
E E
300 300
2 T o115 < -GT730
g ~\\‘\ 8 k
200} 200} 5
qé 2 T9125 :]%)' [ iefNs7a0
o  —— o 1
£ 100 ; £ 100 :
= 5
© a a a © a a a
0 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev)
Chipbreaker | Appearance Features Chipbreaker ( Appearance Features
A The sharp cutting edge and raised 3-dimensional chipbreaker designed to
= projection near corner contribute to /‘ E)e\‘,‘v’ ?:S;(t‘i;rsglgl?g:c%hilr? g&gﬁ%g‘fg%’é“&% g]nd
01 excellent chip control at very small depth PS . cutting. Low cost, M-class positive insert
of cut and low feed. used g)r high efficiency boring in a wide
range of applications.
Developed chipbreaker for finishing at low | Developed chipbreaker for medium
cutting depths. Optimal chip control due cutting. Excellent chip control due to wide,
PSF to pre-positioned chipbreaker element. PM 'u. # positive chip flow zone.
R
3-dimensional chipbreaker designed to
have excellent chip control capability and
PSS low cutting force in finishing to medium
cuttln?. Low cost, M-class positive insert
used for high efficiency boring in a wide
range of applications.

Q Standard Cutting Conditions
Cutting speed: Vc (m/min)

; .- 3 Depth of cut Feed
Operation| Work condition| Chip- Grade Low carbon | Medium carbon| High carbon
breaker ap (mm) f (mm/rev) steels, steels, gsteels,
Alloy steels Alloy steels Alloy steels
Precision| Continuous GT730 150 - 300 80 - 250 80 - 200
finishing | Light interrupted| 0 1 NS530 0.05-05 0.03-015 150 - 250 80 - 220 80 - 180
Continuous 50 - 180 50 - 180 40 - 150
Finishing | Light interrupted |  PSF | AH725 0.1-05 0.05-0.3 50 - 180 50 - 180 40 - 150
Heavy interrupted 50 - 150 50 - 150 40 - 120
Finishing | Continuous 50 - 180 50 - 180 40 - 150
tolight | Light interrupted| PSS | AH725 0.3-2.0 0.08-0.3 50 - 180 50 - 180 40 - 150
cutting "Heavy interrupted 50 - 150 50 - 150 40 - 120
Finishing [ Continuous to T9115 120 - 250 100 - 200 80 - 180
toc'\ﬁﬁ?ﬂém Heavy interrupted | P'S T9125 0.5-25 Bligse 120 - 250 80 - 180 80 - 120
Medium | Continuous to T9115 120 - 250 100 - 200 80 - 180
cutting | Heavy interrupted PM T9125 1.0-30 G 120 - 250 80 - 180 80 - 120

Low carbon steels, Alloy steels: C10E, 15CrMo5, 20Cr4H, etc. Medium carbon steels, Alloy steels: C45, 42CrMo4, etc.
High carbon steels, Alloy steels: 35CrNiMo6, etc.

Relatin
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Selection System

Steel

Steel
Precision finishing [@p = ~ 0.5 mm ]

|__Basic |

spesU| OV1

Basic

Light interrupted
e Fracture PSF
AH725
01 01

NS530 NS530

Light interrupted Heavy interrupted

Finishing [@p= 0.1 ~ 0.5 mm ]

ﬁ

Basi Basi Basi
- Fracture PSF — Fracture PS
T9115 T9125

A

PSF PSF PSF
AH725 AH725 AH725

Finishing to Medium cutting [@p = 0.5 ~ 2.5 mm ]

Light interrupted Heavy interrupted
Basic Basic PS Basic PM
Fracture T91 25 Fracture T91 25
- PS -
il GT730

b |ﬁ

PSS PS PS
T9115 T9115 T9125

Medium cutting [@p= 1.0 ~ 3.0 mm ]

m Light interrupted Heavy interrupted

Basic oM
Fracture T9125
L L N L
fr ===—S% 4 fr ==X 4 fr ===—S% 4
PM PM PM
T9115 T9115 T9125

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
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Basic Chipbreakers

Stainless

Chipbreaker System for Turning (Positive Inserts)

” €
5§ =
199} o 4
s E
©) o 3
<E Y—
= o
s 2
Q
o}
Q 4
0 I . . .
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
CVD coated grades PVD coated grades
250 250 7 3
T6120 : ;
E | E AHG?O
g 200 ® g 200 / GH330
£ £
L 150 [ L 150 [ = N
ol ol
3 3
S 100 [t [ g 100 [ P e
7] ° 0
o o Q
g T6‘||30 5 4| ] 5
S 5 ; :
&) ‘ o AHT2 AIE-IG45
0 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev)
Chipbreaker| Appearance Features Chipbreaker| Appearance Features
Designed to control the direction of chip 3-dimensional chipbreaker designed to
flow and used for precision finish boring. have excellent chip control capability and
Provides excellent chip evacuation which low cutting force in finishing to medium
wl:”:l is important to attain a highly accurate PSS cutting. Low cost, M-class positive insert
— bore. used for high efficiency boring in a wide
range of applications.
Developed chipbreaker for finishing at low 3-dimensional chipbreaker designed to
cutting depths. Optimal chip control due have excellent chip control capability and
PSF to pre-positioned chipbreaker element. PS low cutting force in finishing to medium
cutting. Low cost, M-class positive insert
used for high efficiency boring in a wide
range of applications.
Developed chipbreaker for medium
cutting. Excellent chip control due to wide,
PM positive chip flow zone.
Standard Cutting Conditions

Operation

Work condition Chipbreaker

Depth of cut

ap (mm)

Feed
f (mm/rev)

Cutting speed
Ve (m/min)

Precision finishing Continuous woo GH330 0.05-2.0 0.03-0.2 100 - 150
Continuous 50 - 150

Finishing Light interrupted PSF AH725 0.1-05 0.05-0.3 50 - 150
Heavy interrupted 50 - 120

Finishing to _ Cor_1tinuous 50 - 150
light cutting Light |pterrupted PSS AH725 0.3-2.0 0.08-0.3 50 - 150
Heavy interrupted 50 - 120

s Continuous T6130 100 - 200
mgé%snrl”;%&?n g Light interrupted PS AH630 05-25 0.08-0.3 100 - 200
Heavy interrupted AH630 70-170

Continuous T6130 100 - 200

Medium cutting Light interrupted PM AH630 1.0-3.0* 0.15-0.3 100 - 200
Heavy interrupted AH630 50 - 100

*For CCMT0602 and DCMT0702 type inserts, ap = 0.5 - 2.5
Stainless steels: X5CrNi18-10, X5CrNiMo17-12-2, etc.

2-18
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Selection System

IM Stainless Steel

Stainless
Precision finishing [@p= ~ 0.5 mm ] :C_%
m =
BaS|c Ba3|c %
W] WO
GH330 GH330

Finishing [@p=0.3 ~ 1.5 mm ]

m Light interrupted Heavy interrupted
Basic PS

BaS|c Basic
Fracture AH 6 45 Fracture AH645
AH630
PSF PSF PSF
AH725 AH725 AH725

Finishing to Medium cutting [@p= 0.5 ~ 2.5 mm ]

m Light interrupted Heavy interrupted
BaS|c
Fracture

&

Basic

AH645 AH645

Basic
Fracture

a

PSS
AH630

Medium cutting [@p=1.0 ~ 3.0 mm ]

Conuois |

Basic

V-

PM
AH630

Wear

PM
T6120

pages

AH630

PS
Weaf T6130

Basic
Fracture AH645
PM
PM
AHG630
TAC Toolholders

(a-1)

TAC Boring
> Toolholders >
(5-1)

AH630

Basic
Fracture

=

AH630

Technical
Reference
(15-1)

Light interrupted Heavy interrupted

AH645
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Basic Chipbreakers

Chipbreaker System for Turning (Positive Inserts)

7

Depth of cut: ap (mm)
w

o-chiﬁbreaker ------------ ---------------------------- ---------------------------

1
0 : : :
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Grey cast irons Ductile cast irons
‘ ‘ 600
L BX930 ‘
= — 500 i
S 1000 < 5
E £ in930
= g 400]- /
(& (&)
> BX950 S g0l
® 500 ®
o L 200f
0 —T5115 n 1 T5115
(o)) ()]
£ £ 100
S 5
O i i O i i i
0 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev)
Chipbreaker| Appearance | Features Chipbreaker| Appearance | Features
N a Performs well in high speed All-around chipbreaker for
chi?a- s finishing of cast iron. Y general purpose cutting, provides
breaker CcM . ‘ low cutting fo_rcgs .anq excellent
_CBN —— performance in finishing to
(T ) - medium cutting.
Can cover a wide range of
No applications from finishing to
chip- '. roughing of cast irons.
breaker W | Excelsin cutting edge strength.

Standard Cutting Conditions

Cutting speed: Vc (m/min)

. o Chip- Depth of cut Feed

Operation Work condition breaEer Grade o] inm/ron) N Ductile
cast irons

Precision Continuous ; BX930 300 - 1200 100 - 500
finishing Light interrupted Without BX950 0.05-05 0.05-0.2 300 - 800 100 - 300
Continuous 150 - 450 100 - 300

Finishing Light interrupted CM T5115 0.05-2.0 0.05-0.3 100 - 300 100 - 250
Heavy interrupted 100 - 200 100 - 200

Mediumn . Coptinuous _ 150 - 450 100 - 300
cutting Light interrupted Without | T5115 0.05-2.0 0.05-0.3 100 - 300 100 - 250
Heavy interrupted 100 - 200 100 - 200

Grey cast irons: GG25 etc.
Ductile cast irons: GGG45 etc.

Relatin
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Selection System

Cast Iron

Cast Iron

For high speed
machining

spesU| OV1

Continuous |Light interrupted

A A

T-CBN T-CBN
BX930 BX950

Finishing to Medium cutting [@p = 0.5 ~ 3.0 mm ]

m Light interrupted Heavy interrupted

- T-CBN - -
L - S BX930 T e —
CM CM chipl:';lrgaker
T5115 T5115 T5115

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
m pages (@1 (5-1) (15-1) 2-21



Basic Chipbreakers

Non-femous

Chipbreaker System for Turning (Positive Inserts)

7

__________________________ ,4>K305F
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Depth of cut: ap (mm)
w

2 ..................................................................................
AL
1 ............. l ........................................................
0 I i E : :
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Aluminium alloys (Si < 12%) Aluminium alloys (Si = 12%) Copper alloys
3000 3 3 3 1000 3 3 3 2000
S 2500 E =
£ g 8w g
~ S~
£ 2000 £ £
= e il o[- DX140 = 1000
g 10 g g ' DX140
(0] [0} 400f-- (o)
@ 1000 D & & o[-DX120, —KSO5F
(2]
o ™ o o [
= KSO5F £ 200 KSO5F Y i £
£ 500 = | ‘ = ‘1:|
= 2 B B i 2
= DX120 a a © i i i © a a i
0 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8 0 0.2 0.4 06 08
Feed: f (mm/rev) Feed: f (mm/rev) Feed: f (mm/rev)
Chipbreaker | Appearance Features Chipbreaker [ Appearance Features
Performs well in high speed . The wide chipbreaker width
No finishing of non-ferrous materials. With contributes to excellent chip

chip- “ chip- ‘
breaker \ » breaker \p}’ control.
(T-DIA) (T-DIA) g
Extremely sharp cutting edge.
. Polished surface. Excellent chip

forming at high cutting feeds. Low
power consumption.

AL

Standard Cutting Conditions
Cutting speed: Vc (m/min)

Work condition| Chip- . "
ap (mm) f (mm/rev) [Aluminium alloys|Aluminium alloys
LEL O (Si < 12%) (Si>12%) | Copperalloys

Depth of cut Feed

precision| Continuous | Without | DX140 0.05-0.15 500 - 2500 400 - 800 500 - 1500

finishing | Light interrupted|  with DX120 0.05-1.0 0.05-0.2 300 - 2500 - 500 - 1500

Continuous § 500 - 2500 400 - 800 500 - 1500

Finishing | Light interrupted| Without | DX140 | 0.05-1.0 0.05-0.15 300 - 1800 400 - 600 400 - 1200
Heavy interrupted AL KSO5F 0.5-5.0 0.1-0.5 100 - 600 100 - 200 -

Medium .Cor.1tinuous 100 - 1200 100 - 300 100 - 300

cutting Light interrupted AL KSO5F 0.5-5.0 0.1-0.5 100 - 900 100 - 200 100 - 200
Heavy interrupted 100 - 600 100 - 200 -

Relatin
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Selection System

Non-ferrous Metal

Non-ferrous
Precision finishing [@p= ~ 0.5 mm ] ;T>'
@)
Continuous [ Light interupted 5
@
@
~ T-DIA ~ T-DIA
V', DX140 V DX140
_ With _ With
chipbreaker chipbreaker
DX120 DX120

Finishing [@p= 0.5 ~ 2.0 mm ]

M Light interrupted Heavy interrupted
Basic AL
Fracture KSO5F

- 2 - 2
S @ o @

T'DIA Chi With chipbreaker T'DIA AL
DX140 contPoI D)T(-?Iéo DX140 KSOSF

Medium cutting [@p=1.0 ~ 5.0 mm ]

m Light interrupted Heavy interrupted

With chipbreaker T-DIA
@ D%350 @ DX140 o
AL AL AL
KSO5F KSO5F KSOSF

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
m pages (4-1) (5-1) (15-1) 2 23



Basic Chipbreakers

Chipbreaker System for Turning (Positive Inserts)
7
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Depth of cut: ap (mm)

0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)

Titanium alloys Ni-base alloys
400 ; ; ; 400
= =
JERCC ‘£ 300
~ S~
£ £
(&) (&)
= 200 = 200
a ~TH10 o
100}~ 100
()] (@)
£ c —TH10!
O : : O : : :
0 0.2 0.4 06 08 0 0.2 0.4 06 08
Feed: f (mm/rev) Feed: f (mm/rev)

Chipbreaker| Appearance Features

Designed to control the direction of chip

flow and used for precision-finish boring.
WDD Provides excellent chip evacuation which
b is important to attain a highly accurate

[P, bore.

Can cover a wide range of applications

No from finishing to roughing.
chip- Excels in cutting edge strength.
breaker

Standard Cutting Conditions

Cutting speed: Vc (m/min)

. o o Depth of cut Feed
Operation Work condition Chip Grade
breaker ap (mm) f(mm/rev) | Titanium alloys | Ni-base alloys

Precision Continuous 50 - 150 10 - 50
finishing Light interrupted WOO | TH10 0.05-2.0 0.03-02 50 - 100 10 - 30
— Continuous No 50 - 150 10 - 50
Finishing Light interrupted | chipbreaker| TH10 0.05-2.0 0.05-0.3 50 - 100 10 - 30
Heavy interrupted 30 - 80 10 - 30

Ni-base alloys: INCONEL718 etc.
Titanium alloys: Ti-6AI-4V etc.

Relatin
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Selection System

Superalloys and titanium

Superalloys
Precision finishing [@p =~ 0.5 mm ] %
Contnuous [ Light memupted
@
-
T-CBN T-CBN
é,. BX050 é. BX950
WO WO
TH10 TH10

Finishing [@p= 0.5 ~ 2.0 mm ]

m Light interrupted Heavy interrupted
Basic (— No chipbreaker Basic — No chipbreaker
racture TH1 o racture TH1 0

WO WO WO
TH10 TH10 TH10

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
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Basic Chipbreakers

' Hard Materials

Chipbreaker System for Turning (Positive Inserts)

7

Depth of cut: ap (mm)
w

2 i i i

1 z z z

0 H H H H

0.1 0.2 0.3 0.4 0.5
Feed: f (mm/rev)
Coated T-CBN T-CBN
Coated T-CBN
300+ T-CBN 300+
= =3
£ E
£ g BX310
g 200 g 200+
ol o]
[0} [0
[} [0
% 8_ BX360 [BX380
= 100 = 100
__g g BX330
g 5 ‘
(@) (6]
Continuous  Medium interrupted Continuous ~ Medium interrupted
— — — — — —

Light interrupted

Chipbreaker( Appearance

No
chip-
breaker
(T-CBN)

Heavy interrupted

Light interrupted

Features

Performs well in finishing of
hardened steel.

Standard Cutting Conditions

Heavy interrupted

Operation Work condition Chipbreaker Deptt(m of ‘)’Ut y Fee/d ) Cl\J/tti(ng/sp.et)ad
ap (mm mm/rev, c (m/min
L Continuous No chipbreaker | BXM10 150 - 350
Precision finishing Light interrupted (FCBN) BXM20 0:05-03 008701 (e
Finishin Continuous No chipbreaker _ _ _
g interrupted (roaN) BXM20 0.07-05 0.05-0.3 70 - 220

Hardened steels, Pre-hardened steels: X100CrMoV5, X40CrMoV5-1 etc.

pages




Selection System

H Hard Materials

Hard
Materials

Finishing [@p= ~ 0.3 mm ]

m_ Light intermupted

BaS|c Ba5|c

spesu| OvL

For high T_ c B N

T'c BN Fsop;eh;%h T-CBN T'c B N speed
me20 Wear BXM10 BXM20 Wear BXM10

Finishing [@p= ~ 0.3 mm ]

m Light interrupted Medium ~ Heavy interrupted

Ba5|c BaS|c

(=~
T-CBN |t T-CBN T-CBN | | T-CBN T-CBN
BXM20 V’\)Iear BXM10 BXM20 V'\)Iear BXM10 BXM20

Relating | TAC Toolholders > TAC Boring > Technical >
Toolholders Reference _—
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gg Chipbreaker |

Negative
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Chipbreaker Overview, Negative Inserts
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Chipbreaker |

Negative

C

80° Negative

55° Negative

S
O

90° Negative

60° Negative

80° Negative

35° Negative

25° Negative
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Chipbreaker Overview G )
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Finishing to medium cutting

80° Negative | 55° Negative | 90° Negative | 60° Negative | 80° Negative | 35° Negative Negative
. -~ - -
I s | e
2-86 2-90

High feed, small depth of cut
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Chipbreaker Overview, Negative Inserts
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Chipbreaker |
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80° Negative | 55° Negative | 90° Negative | 60° Negative | 80° Negative | 35° Negative Negative
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Chipbreaker Overview

TAC Negative Inserts

for General Turning
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Chipbreaker |

Negative

80° Negative

55° Negative

O

80° Negative
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Chipbreaker Overview

TAC Negative Inserts

for General Turning

without
hole
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Chipbreaker Overview

TAC Positive Inserts .
for General Turning
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Chipbreaker Overview, Positive Inserts
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Chipbreaker Overview

TAC Positive Inserts .
for General Turning
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Chipbreaker Overview, Positive Inserts
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Chipbreaker Overview

TAC Positive Inserts .
for General Turning
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Chipbreaker Overview, Positive Inserts
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TAC Positive Inserts .
for General Turning

without
hole

Chipbreaker Overview
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TAC Insert Navigation System

TAC insert navigation system indicates the proper work material and cutting conditions for the insert grade.

o Label indication on insert case
@ Upside of case @ Side of case

= Tungaloy

15105 | T5105 .
I I Vo &
v Grade Quantity Grade Quantity
AISI identification (Cat. No. in inch system) ISO identification (Cat. No. in metric system)

@ Underside of case

15M70L
SNMG120412-CF
T5105
17294 10
K:Cast Iron —— 9 Indicates the proper work material for the grade.
f=0.3(0.1-0.4)mm/rev  ——1__ 1y | gicates the proper feed rate for the chipbreaker. 0.3(0.1 - 0.4)mm/rev
.012( .004- .016) ipr L : (1 [2) @ Recommended feed
Ve= 330(180-480)m/min Upper pos_|t!on. ISO (Metric system) .
1083( 591-1575)sfm Lower position: Inch system @ Applicable feed range
L—p Indicates the proper cutting speed for the grade. ~ 330(180 - 480)m/min
Upper position: ISO (Metric system) o (2] @ Recommended speed
/ Lower position: Inch system @ Recommended speed range
UPC-A
677162 502583
EAN-13 —» Barcode
EAN (European Article Number) code and UPC (Universal Product Code) are printed.
“ ‘“ ‘ “H EAN is called JAN (Japanese Article Number) in Japan.
4543885502581
Tungaloy Corporation

maDE IN JaPan INSPECTED <>

@ Work material classification system

Steel : Low carbon steels,
alloy steels (180HB) S10C, SCM415, SCr420H / C10E, 15CrMo5, 20Cr4H, etc.

IMl stainless Steel : Austenitic JIS SUS304 / X5CrNi18-10, etc.
. Cast Iron : Grey cast irons JIS FC200 / GG20, etc.

. Non-ferrous Metal : Aluminium alloys
s Superalloys and titanium : Ni-base alloys INCONEL718, etc.

H Hard Materials : Hardened steels (60HRC) SKD11 / X100CrMoV5, etc.

Note: For details, refer to page 15-3 (Technical reference)
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TAC Inserts, Negative

Rhombic, with hole

.. CNMG 120404 -]

800 Negative i Ig Cutting edge length (£) Thickness (s) Corner radius (re) gyhrinpé)gfaaker
CN[IJ | 09037 | 12041 | 16061 | 190611 | 250911
od1 (mm) 3.81 5.16 6.35 7.93 9.12
(9]
+
3
2 HIES Ao ' §§§§§§s28§§§§ BR32 s
: oss sectio ERRRRRRRZZRRR 222F
B . CNMG120404-TF o o0 | [TcExema
3 * 4-14 ~
6 s CNMG120408-TF o |0 TAC Inte 14 )
T 1 Toolholders
%_“ 570203 (5-33~)
© 4
(7.
| =Y
0 02 04 06 08 1.0
(mm/rev)
" . CNGG090302-01 ™ ° ¥§§f§f3&'i§;6
2 i oo CNGG090304-01 O | | |hcimema
= P _ 2 Toolholders
2 .. £ "= | | CNGG090308-01 ° o 633 ~)
é - 5.4 0010203 ]
s % 7 CNGG120402-01 00 | |iseries 8.20)
2 CNGG120404-01 oo
£ ’*ﬁf ® 0 QT 080510 CNGG120408-01 20
X
© CNGG120404R-C o @ ™ TAC External
. CNGG120404L-C L ¥A°ui“ft(;;‘1af "
- fe *CNGG120408R-C SEERC ool )
= o CNGG120408L-C
LM\
0.15
‘qu 0 0.2 04 06 0.8 1.0
S:— (mm/rev)
o CNMG120404-TSF [0@® | @ NERD
. *CNMG120408-TSF @ @0® @ NERD
@ | :- CNMG120412-TSF | (@@
w5 | &
2
a 0 02 04 06 08 1.0
o [\¢ (mm/rev)
£
48
2
= o CNMGO090304-SF N ;%\‘igff,tg;gggs)
. CNMGO090308-SF o000 TAG Interna
ze CNMG120404-SF N o533 ~ )
g4 * CNMG120408-SF o000 J-series
S\ (8-20)
CNMG120412-SF N
0 02 04 06 08 1.0
f(mm/rev)

@ : Stocked items
A : Discontinued items

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts Relating TAC toolholders TAC boring Technical reference|
-2 PG > Bl >



PvENSH

Steel  Stainless Castlron Nonferrous Superalloys |

Hard

ar
aterials

Rhombic, with hole

80° Negative

CNMG 1204 04 - [ | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

CNOJO | 0903[J] | 12047 | 16067 | 190611 | 250911
ad1 (mm) 3.81 5.16 6.35 7.93 9.12

- 0 vv|wv(o|o olo olde
| o ' SR 4 ]
- . 0 eeRRR (] 2=

" CNMG120404-TS | @@@® |A ® | |A|@ [TACExternal
4-14
. *CNMG120408-TS @ @00® A o | A® |,
- te CNMG120412-TS | @ @® Ao "EE
W~ o
2
N 0 02 04 06 08 1.0
’\ﬁ (mm/rev)
© CNMG120404-SS 00000 ®
. *CNMG120408-SS oo0000 ®
- Te CNMG120412-SS oo0000 ®
. -
10
0.2 04 06 08 1.0
F_—f (mm/rev)
° CNMG120404-CF o0
. CNMG120408-CF o0
o e *CNMG120412-CF o0
% &
£
8 0.06 2 .
& 0.2 04 06 0.8 1.0
&Y (mm/rev)
o CNMG120404-ZF | @@ o0 O
o . 3 *CNMG120408-ZF | @@ @ o0 O
- B | e 1IN | CNMG120412-ZF
._.“" P 0_4 0010203
[}v]
2
0.2
02 04 06 08 1.0
‘F@ f(mm/rev)
o CNMG120404-NS ®
. s *CNMG120408-NS | @@ ®
. oy £s ! C
g '0_4 010203
’ 4 (W] . ’
[N
3 0.2 04 06 08 1.0
= f(mm/rev)

spesU| OV1

~)

~)

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts Relating
4l €EFREE

@ : Stocked items
A : Discontinued items

TAC toolholders > &)?h%?émg > Technical reference>
(4-1) (X)) (15-1)
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TAC Inserts, Negative

Rhombic, with hole . CNMG 1204 04 - ||
800 @ Negative

I "g Cutting edge length (£) Thickness (s) Corner radius (re) Chipé)r?eaker
1 symbol

CNOO | 09037 | 1204707 | 160611 | 190611 | 2509011

od1 (mm) 3.81 5.16 6.35 7.93 9.12
%)
T
SJ) O e ( d(1e
o 0O o oolholde
2 HIEE Ay : EREEER 82 | 88 |2 :
= s oss sectio & 0| o| | ©|©|T EE | lge | E
. A aEEEEE (] zZz
A CNMG120404-AFW C ) @ (] TAC External
0 Toolholders
s *CNMG120408-AFW ©/©®©®® (] (4-14 ~)
- Tosholders.
- - Ee (5-33 ~)
L
'A-f) ® 4
2
[
& 0.2 04 06 08 1.0
()] ’\ﬁ f(mm/rev)
=
%
E CNMG120404-11 A AO® (J
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o 3 } *CNMG120408-11 @ AO® @
Ee ‘ﬂr*
o, 010203
(]
(7
0.2 04 06 0.8 1.0
(mm/rev)
® CNMG120404-17 (]
) 10
% o 3 } *CNMG120408-17 ([
g Ee ; 7
= %_ 0010203
) ©*
= |
£
d=
@ N 02 0.4 06 08 1.0
£ ’\<233 (mm/rev)
i
A *CNMG120408-ASW @0 ® ([ ]
10
. CNMG120412-ASW @00 ® ([ ]
o - - Es
£ v Q4
£ ©
) 2
"6 0.2
= 0.2 04 06 0.8 1.0
IE. ,83 f(mm/rev)
)
o
t_é A CNMG120404-AS @0 @ ([ ]
10
_g. . *CNMG120408-AS @0 0@ ® ([ ]
;5_’ - £ CNMG120412-AS 00
s e,
T '_ ©
2
0.2
02 04 06 08 10
§ f(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Suporalioys  Hard

Rhombic, with hole CNMG 1204 04 -[ |[ ]

80° Negative

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

symbol
2 | CNOO | 090377 | 120407 | 1606077 | 19060701 | 25091
odt (mm) | 3.81 5.16 6.35 7.93 9.12
_'
>
O e ( d(1e O
adp O [«]1[=] o 00 olde D
O PpPeE oM ® =
O [=3(=] 0 pag %]
= 0 e 0 ©o|© (7]
== 2z
- TAC External
B CE . CNMG090304-CB ° TAG Externa a
$ 4-15 ~
8 s *CNMG090308-CB () TAC |nt£e F19 )
g _ Toolholders
oF ES (5-33 ~)
£ 0 oy
53 [\
m% 2
)
= 0 02 04 06 08 1.0
é f(mm/rev)

BZMvw B *CNMG120408-ZM | |@/@® oo TAG External
Toolholders

8 CNMG120412-ZM 00 (Y ) o @-14 ~)
S C Internal
.:.'__*:'.._'._ e CNMG120416-ZzM | @@ Toolhol(c}ﬁés3 5
e il o
I\Q < < 0 02 04 06 08 1.0
(mm/rev)
(o)
£ . CNMG120404-27 =
S 8 *CNMG120408-27 PS
g &
2 2
g’ *D 0.2 04 06 0.8 1.0
= ° ’ f‘(mm/r‘ev) ’ '
2 [
[N
CNMG120408-NM @00 e )

*CNMG120412-NM | @ @@

ap mm

N A o o C

0.2 04 06 08 1.0
(mm/rev)

BTMwv | CNMG090304-TM

10 - Tocihaiders.
. CNMG090308-TM | @@® farta = Tao
o €M CNMG120404-TM [@/@@® @ Tooiges
E v &4 *CNMG120408-TM @000 @ s-series
§ 2 e CNMG120412-TM @®ee (8-20)
E ’V%f "7 270505 10| CNMG120416-TM | @ @@ |®
= CNMG160612-TM |@@@®
CNMG190608-TM |@@@®
CNMG190612-TM |@@@®

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, Negative

Rhombic, with hole e, CNMG 12 04 04 - DD

800 Negative Cutting edge length (£) Thickness (s) Corner radius (re) gyhrinpé)gfaaker
| £ CNOJJ | 090317 | 1204171 | 160611 | 190611 | 250911
od1 (mm) 3.81 5.16 6.35 7.93 9.12

od1

)]
T
%
= i able
O . . dp € a O el e ===~} t",gll'ill')ll')?_a oolholde
Gl < | Appeara S288R3RBGISTNENNS BHS2 e
< O 0 000" ©©©OII;nnII tmnl_
F - F | F | < < << Z2z
B o CNMG120404-SM 00000 TAC External
8 *CNMG120408-SM eo0000 Pw%‘:;ﬂ;,‘ ~)
e CNMG120412-SM eo0000 P e )
o
© 4
% A N
0.2 04 0.6 08 1.0
(mm/rev)
A|| round ) [ CNMG090304 o0 ® 0 o | mcexema
. CNMG090308  |@@e@e ®0 @ o | (ii-ito
g CNMG120404  |@@@® o000 o 0 00 vl
Q;',.{- &t *CNMG120408 8000 ee0e00 o oi00e | ...
p 2| CNMG120412 eo0e eo000 OO 8-20)
-t o797 23 05 05 10 CNMG120416 oo N
rﬂ? CNMG160608 ee00 o0
CNMG160612 eo0e 0
o CNMG160616 eo0e 0
£ CNMG190608 o0
e CNMG190612 o000 0
g CNMG190616 N o000
=
CNMG120404-CM N Toothaigera:
. CNMG120408-CM oo0 ¥A‘%A“Eg:;‘l‘? )
£o *CNMG120412-CM N P55 )
& CNMG160608-CM N0
s, TL— CNMG160612-CM N
Na 0.2 04 06 0.8 1.0
2 (mm/rev)
» CNMG120404-DM | |@®
| | | |*CNMG120408-DM @ @@ ®
- T CNMG120412-DM @@ e e
‘R-,kr,/ “?47\Y77 CNMG120416-DM
0.25 Zi_rl
0 02 04 06 08 1.0
‘F?qg f(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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PvENSH

Steel  Stainless  CastIron

ionterrous Superalloys , Hard
o Superalloys  yziiars

Rhombic, with hole

Negative

80°

CNMG 1204 04 - [ | |

/

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

symbol
CNOJO | 090377 | 12047 | 16061 | 190611 | 250917
od1 (mm) 3.81 6.35 7.93 9.12

8
tse
S

0.25

150

o

ed grade
St [ Gormet [uncoated
[=]K=} o

APppP able

Ee
£
Qg% §'4
o |

Medium cutting

z
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0.2 21—

NaSSE8s N | | | =B | 2
HEEEEER G 22 | |F
© CNMG120404-HMM ® TG External
*CNMG120408-HMM ° (4-14 -)
TAC Internal
CNMG120412-HMM ® Tooh e )
CNMG160608-HMM @
CNMG160612-HMM @
0 02 04 06 08 10| CNMG160616-HMM @
(mm/rev)
m *CNMG120408-33 o (]
0 02 04 06 08 1.0
(mm/rev)
CNMG120404-37 @
s *CNMG120408-37 @ @ @
CNMG120412-37 @
] —
0.2 04 06 08 1.0
(mm/rev)
- CNMG120404-38 (]
*CNMG120408-38 o
02 04 06 08 1.0
(mm/rev)

spesU| OV1

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts Relating
Selection Guides
m (2-2)

TAC toolholders

(a-1)

TAC boring
> toolholders >
(5-1)

@ : Stocked items

A : Discontinued items

Technical reference
(15-1)
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TAC Inserts, Negative

Rhombic, with hole

80° Negative

s N ﬁ
Lt

rg‘s

CNMG 1204 04 - [ | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

symbol
CNOO | 090317 | 120417 | 16061 | 19061 | 250911
od1 (mm) 3.81 5.16 6.35 7.93 9.12
)]
T
3
= i able
g PP dp O mm"{}'ﬂgno 89_ olo oolholde
= Q SIS0 S0 - Eg nag
> 0 e O 000 OO I X Fef [
[ == <o
B A CNMG120404-SA o0 ° TAG External
10 oolholders
. *CNMG120408-SA o0 ® ® (4-14 )
© TAC Internal
i | :- CNMG120412-SA eo0000e @ |Tooholders
v o CNMG190612-SA °
S CNMG190616-SA ®
0 02 04 06 08 1.0
’\Q? (mm/rev)
B CNMG120404R-S o0 © o600 o o |0
o . CNMG120404L-S | | (0@ © @0e [ ® | @ |®
= g | e *CNMG120408R-S | | 0@ (0 eee | @ [0 |o
e & CNMG120408L-S o0 o o000 o
>
% 0.15 2
= ‘Fﬁ 0 02 04 06 08 1.0
?Q (mm/rev)
P o CNGG120404R-P ™ ® | |®
. CNGG120404L-P ° ° | |®
& e *CNGG120408R-P ° ° | |®
\ R CNGG120408L-P ° °
LN\
0 02 04 06 08 1.0
m@j (mm/rev)
CNMG120408-THS @ @@ ® TAC External
oolholders
CNMG120412-THS @@ @0 ® bk
s CNMG120416-THS @ @0 ®
12 *CNMG160612-THS (@ @@ ®
2 | - = 25
£ v Eof CNMG160616-THS (@ @@ ®
3 2ol Hage~\ || | CNMG190612-THS | [@@®
g 0.4 31 | | CNMG190616-THS | @ @®
° IS 0 030609 12 15| CNMG190624-THS| @@ ®
s f (mm/rev)
E CNMG250924-THS| @@ ®
z
*CNMG120408-TH @®@® @ TAC External
10 Toolholcjle_rzls4 9
\ CNMG120412-TH eeee @ }Ac,g"}%ma'
oolnholders
S T CNMG120416-TH eeee @ e
V S CNMG160612-TH eeee @
0s 2 CNMG160616-TH @ eee @
M&— 0023055 10| CNMG190612-TH @@ @e @
CNMG190616-TH o eee @

Note: Chipbreaker cross sections are of * marked inserts.
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@ : Stocked items
A : Discontinued items
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.M..S H

Non-ferrous Hard
Steel  Stainiess  Cast e Superalioys  Hard

Rhombic, with hole

e
e
80° Negative g
—f 4

S

CNMG 1204 04 - [ | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chiptl)arleaker
symbo

CNOJO | 0903[J] | 12047 | 16067 | 190611 | 250911

Ssuesu| OVL

od1 (mm) 3.81 5.16 6.35 7.93 9.12
0 e e K== ) oolhold
2 PP x e:ﬁgv‘!szggg:g pag
< oss sectio PRRRRRIZRRR
B CNMG120408-SH 000 TAG External
; CNMG120412-SH 000 o4
e CNMG120416-SH o0 Toolhe s -)
. g4 * CNMG160612-SH 200
£ ? CNMG160616-SH oo
g P02 o7 STNE 0] CNMG190612-SH 200
g CNMG190616-SH o0e
S . CNMG120404-CH 00
= . CNMG120408-CH o0
§ e *CNMG120412-CH o00
o4 CNMG160612-CH o000
T CNMG160616-CH oo0
N 92 29 3605 10| CNMG190612-CH N
CNMG190616-CH oo0
o 2 CNMM120408-TRS| |©®® TAC External
& 0 Toolholders
£ . . CNMM120412-TRS | @@® (4-14 )
o3| - TAC Internal
28 3 ‘ » Es \7 *CNMM160612-TRS | @@ ® Toolholders
EH v sot | |iwzs CNMM160616-TRS| |@@®
o 2
= 03 ol |26 CNMM190616-TRS| @/@®
Ed .
£ ’lj%l&*/ 5750555 To| CNMM190624-TRS| @@ ®
P Fmm/tev) CNMM250924-TRS| @@ ®
*CNMM190608-TUS | (@@ TAC Extornal
oolholaers
1 CNMM190612-TUS | (@@ ® (414 -)
__’;—.'-";;-:::M = CNMM190616-TUS | (@@ ®
v e 5 CNMM190624-TUS | (@@ ®
=N 6
8 . CNMM190632-TUS | @@
g 045 0.;9 06 09 12 15 CNMM25091 6-TUS ...
g %Q fnmrey) | CNMM250924-TUS | [@/@@
()
= 'Y CNMM250932-TUS | (@@
=
g CNMM190612-TU o0
2 . *CNMM190616-TU | | @@
g P - CNMM190624-TU | @@®
i o Ko CNMM250724-TU
035 e CNMM250924-TU ()
i 0.4 f0.8 1.2 1.6 2.0
3z (mm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, Negative

Rhombic, with hole

80° Negative

r,
,ﬁg\ﬁﬁ

CNMA 12 04 04

Cutting edge length (£) Thickness (s) Corner radius (re)

CNOO | 09037 | 12040707 | 160611 | 190611

250917

od1 (mm) 3.81 5.16 6.35 7.93

9.12

(9]
+
SJ) O el J a0e
g 2| Chiet Coated
&() _ an 0 10|10]10/v|v]1v[1v olo = ol |~
= oJe O NMO A | = Olal|v
= e 5/5||3|io o/ B [T X%
: [l el L 22 = i
B CNMA120404 N °
. CNMA120408 ) o0 A o ™
£ | | | | || CNMA120412 ° o0 ° °
& CNMA120416 o o000 ®
2 — T | CNMA160608 o0
07 24 05705 10| CNMA160612 o0
CNMA160616 o000
o CNMA190612 o000
£ CNMA190616 o000
g e B CNMA120408W °
E . CNMA120412W o
3 Te CNMA120416W O
2 S
2 °
g
2
c 0 02 04 06 08 1.0
iI (mm/rev)
" CNGA120404 ° o0
. CNGA120408 ° 00
e CNGA120412 00
@t CNGA120416 °o @
2 CNGA120420 ®
0.2 04 06 08 1.0
f(mm/rev]

APP able
OO0 olde

TAC External
Toolholders
(4-14 ~)
TAC Internal
Toolholders

(6-33 ~)

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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PvENSH

onterrous Superalloys , Hard
ot Superalloys  yzigiars

Steel  Stainless  CastIron

Rhombic, without hole

soe|_|

Negative

o+, CNMN 12 04 04

|:| Cutting edge length (£)  Thickness (s)
ot

N

Corner radius (re)

Finishing to medium cutting

Finishing to roughin

R 4

1el@®

&
o
-

| o

Ceramics |/

spesU| OV1

ap O 3 |- o 00 old
Clai=k hag
X558
. CNGD120712 ° %‘&E&‘.‘SQES'SS
. CNGD120716 ™ (429
o
2
0.2 04 06 0.8 1.0
(mm/rev)
j CNMN120408 ° Tooihargers!
. CNMN120412 (@ -
E 6
@'4
2
0.2 04 06 038 1.0
(mm/rev)
CNGN120404 ™
. CNGN120408 o o
To CNGN120412 °o o
o CNGN120416 o000
2 CNGN120420 ™
97 23 0538 0| CNGN120708 o o
CNGN120712 o o
CNGN120716 o o
CNGN120720 ™
. CNGX120708 ™
. CNGX120712 ™
s CNGX120716 NERD
S
©
1
0.1 0.2 03 04 05
f(rnm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts i TAC boring
Selection Guides L] 1S el e > toolholders >
(2-2) pages (4-1) (5-1)

@ : Stocked items

A : Discontinued items

(15-1)
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TAC Inserts, Negative

Rhombic, with hole n DNMG 15 04 04 - DD

[->-

55°egative ’ I:'g_ Cutting edge length (£) Thickness (s) Corner radius (re) gyhrlnpbc;eaker

DNOO | 11040101 | 1504101 | 150611
od1 (mm) 3.81 5.16 5.16

)]
T
3
e [E ob LIk
o ap O 0nwwmo oo o’ o OO0 olde
= HEG S A e
> 0 ectio 0|00 ©|©|©|0|T|T|T » m.’_:
|- |- - <G 222
\ DNMG150404-TF ® @@ | TAGExernal
3 * 4-18 ~
T T DNMG150408-TF ® O || i
P, . 1 Toolholders
D ‘ - gQ: TAKETH (5-34~)
©
(.
()]
'_g D0.2 04 06 08 1.0
2 & f(mm/rev)
£ ;’;
sl DNGG110402-01 o TAC External
i 10 Toolholders
8 . 5 DNGG110404-01 o0 (4-18 -, 4-86)
D¥_ © 2 TAC Internal
. G =l | | DNGG110408-01 o | [0 (@ || [feclolders
v g =22 | DNGG150402-01 300
© ’ - J-series 8-20
2 DNGG150404-01 ° oo 620
Fﬁ’j b2 34 05 05 10| xDNGG150408-01 ° 0
DNMG150404-TSF |@/@/e/® |® oo TAG External
10 oolholders
. *DNMG150408-TSF @@ @@ @ ° o G 18 -)
8 nternal
=1 _ ) T DNMG150412-TSF /@0 ® Toolholders,
- | & DNMG150604-TSF | @@ °
i DNMG150608-TSF |@/@/@® °
[\qggf 907 3405 05 19| DNMG150612-TSF |@/@/@/®
© DNMG150404-SF 0
s * DNMG150408-SF oo
2 £ DNMG150604-SF ooe
% & DNMG150608-SF o000
£ 2 — N\
(T
0 02 04 06 08 1.0
f(mm/rev)
~ DNMG150404-TS | [@/@/@ |a o Ao
. *DNMG150408-TS 000® A o Ao
. | - DNMG150412-TS (@@ @@ A®
> | DNMG150604-TS Ao
0 DNMG150608-TS | @@ Ao
’\ﬂg o 97 93 9505 10| DNMG150612-TS | @@ A®

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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rrous rall Hard
Steel  Stainless  Cast Superalloys  Hard |

Rhombic, with hole . DNMG 15 04 04 - DD

,ﬁ\‘gﬂ

55 °egative 9 O ! g Cutting edge length (£) Thickness (s) Corner radius (re) g;rinptl)aorleaker
LL—l DN | 11040001 | 150411 | 150611
od1 (mm) 3.81 5.16 5.16

O
o
o
]
]
=
[}
o
o

spesU| OV1

Coated o
Cermet ab

IDID
(37}
22

T9105
T9115
T9125
T9135
T6130

® 0 0 0 e o T6020

T5105
T5115
T5125

e e GH330

TAC External
Toolholders
(4-18 ~)
TAC Internal
Toolholders
(5-34 ~)

DNMG150404-SS
DNMG150408-SS
£ *DNMG150412-SS
g4 DNMG150604-SS
Zﬂ DNMG150608-SS
0 02 04 06 08 1.0 DNMG-' 5061 2_SS

(mm/rev)

® @ O T6030
@ |
@ |
@ |
[ ]

DNMG150404-CF
DNMG150408-CF
*DNMG150412-CF
DNMG150604-CF
008 2 DNMG150608-CF

. * |
% B 02 ;;;mzj) 08 19| DNMG150612-CF

DNMG150404-ZF
s *DNMG150408-ZF
I | | DNMG150412-zF
=22 | DNMG150604-ZF
DNMG150608-ZF
0.2 04 0.6 08 1.0 DNMG150612_ZF

(mm/rev)

-
o ® ©

*
¥
ap (mm
»H

-
N B O ® ©

Finishing
:
§
'
E:
ap(mm)

DNMG150404-NS
‘ *DNMG150408-NS @@
N | | DNMG150604-NS

010203

’ DNMG150608-NS

S
oy -
[N
o 0.2 04 06 08 1.0
2 f(mm/rev)
DNMG110404-11 o @
-

“-Nw

-
A o ® ©

a p (mm

| DNMG110408-11 o o
D | *DNMG150404-11 o || o oo

010203

4 ’ DNMG150408-11 o O

-
o o C
=N W

ap mm

0.2 04 06 08 1.0
f(mm/rev)

@ : Stocked items

Note: Chipbreaker cross sections are of * marked inserts. ) ) )
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
T R i D> D> 2



TAC Inserts, Negative

Rhombic, with hole B DNMG 1504 04 -[ | |

N

55°egative ’ I:'g Cutting edge length (£) Thickness (s) Corner radius (re) g;rlnpbgeaker

DNOO | 11040101 | 1504101 | 150611

od1 (mm) 3.81 5.16 5.16
[}
t
% e 3
Il o | Chivbreake " Coated | St | Gomwt | Applicable
O dpn € a O 0 VWLYo o (==} (=)=} oolholde
X - SlE RN Ris | N8 pag
= < 0 ectio o|0|0|0|o|o == nun
F|F ||| [SILS] 22
m DNMG150404-17 ° TAC External
o 10 T(;)C)Iholtil‘eqs8
& 6 s *DNMG150408-17 ° (4-18 )
z - ° 2 Tocihojdere.
= . e 1 — 34~
n E Sﬁw %4 0010203 (5 3
‘S A2 ©
|
£
0 B 0 02 04 06 08 1.0
iE ’% f(mm/rev)
] / B DNMG150404-AS | @ @ ®
5 . *DNMG150408-AS | 0 @@ °
3 W DNMG150412-AS | @@® °
I DNMG150604-AS | (@ °
1 : DNMG150608-AS | @@ °
(] T
e F =y 00z 24 05705 T0) DNMG150612-AS | @
% -
= H DNMG110404-CB (] TAC External
e 10 Toolholders
S i *DNMG110408-CB | @ ° (4-18 ~, 4-86)
5 _° Tostholders.
of Ee (6-34~)
%g (‘Ul" J-series
@3 ) 20)
Q2
E 0 0.2 04 06 08 1.0
é f(mm/rev)
*DNMG150408-ZM | @ @@ (0 TAC External
10 oolholders
. DNMG150412-ZM | @ @@ ® TG 18 )
8| nternal
- g DNMG150416-ZM Toothorge - )
E * 4 DNMG150608-ZM | @@ ®
§ : DNMG150612-ZM | @®
£ N OO e | DNMG150616-ZM
2 h@
Q
£ - DNMG150404-27 °
2 * DNMG150408-27 °
= £e
— é °
I &
2
0 02 04 06 08 1.0
’_\%T (mm/rev)

@ : Stocked items

Note: Chipbreaker cross sections are of * marked inserts. ) . .
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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Non-ferro rd

us Superallo Har
Steel  Stainless  CastIron Superalioys  Hard

Rhombic, with hole . DNMG 15 04 04 - DD

,ﬁ\‘gﬂ

55°egative " O | i I B Cutting edge length (£) Thickness (s) Corner radius (re) g;rinptl)aorleaker
LL—{ DN | 11040001 | 150411 | 150611
od1 (mm) 3.81 5.16 5.16

Ssuesu| OVL

: ppearance dp ert Cat. No PEBR2ABRLCRRRRE | BRB[C K
Q v OO v (OO v vy lﬂ: page
g O e O 00 0|©(©|©0OIXInwnwI U)l_
[ e e e 2
2 j *DNMG150408-NM | (@@ ® ° ;gg;g,(tg;?gl |
: . DNMG150412-NM | @@® ac 1
s . | o DNMG150608-NM Toothode )
2 > | o DNMG150612-NM
o
.,é.’ 2
= 0 02 04 06 08 1.0
g ,\ﬁ f(mm/rev)
ic
\ DNMG110404-TM 000 TAC External
10 Toolholders
. DNMG110408-TM | @ @@ (4-18 -, 4-86)
8| TAC Internal
- o DNMG150404-TM @@@® o Toothode - )
“‘wx-‘q} " cg-“i *DNMG150408-TM 0000 o J-series
. g DNMG150412-TM @@ee @ 0 €20
F °2 97 7605 10| DNMG150416-TM | @@
DNMG150604-TM @@@e |®
DNMG150608-TM @e@ee |®
DNMG150612-TM @e@ee |®
DNMG150616-TM | @@
SM m . DNMG150404-SM ec0000 TAC External
4-18 ~
i} \ * DNMG150408-SM eec00e ac m18)
e te DNMG150412-SM cec00e Tool e -
2 N DNMG150604-SM eec00e
3| o 1 ) DNMG150608-SM eec00e
S I\QE o7 97 0 05 10| DNMG150612-SM ece00e
All-round ) DNMG110404 o0 ©00 | & ©® O mcExema
10 oolholders
\ DNMG110408  @@@® ®00 o o o |ic-ic
nternal
- e | c. DNMG150404 0 e00000 | @i00 Toocioier
7 | & *DNMG150408 @ @e0e® ec00ee | daee | ...
- | DNMG150412  @eee eoecoe (er0e (®-20)
rﬁg 702 97 05 05 10| DNMG150416 oo ooe
DNMG150604 o0 50 o0
DNMG150608 @ @0® 000 ol®
DNMG150612 (@@ ee® 500 o0
DNMG150616 0
@ : Stocked items
Note: Chipbreaker cross-sections are of * marked inserts. A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, Negative

Rhombic, with hole B DNMG 1504 04 - ||

N

55°egative ’ I:-g” Cutting edge length (£) Thickness (s) Corner radius (re) gyhrlnpbgeaker

DNOO | 11040101 | 1504101 | 150611

od1 (mm) 3.81 5.16 5.16
%)
T
o)
) O dg d
E = P oated e o d DD b
o O ole D10
O 5| A °F goRBessRzgrg 8 |2 g
< 0 ectio 0|0|0|o|©|©1v/v)Iv|E|T|T|T 7] =
F || - - - - < 6O 2
- DNMG150404-CM o000 TAC External
. DNMG150408-CM 000 Toolheatt )
e DNMG150412-CM 000 %ASE%%'N)
& 4H DNMG150604-CM o000
oo 2 DNMG150608-CM 00
’—\-@g 02 ;‘(4 ?-6) 08 10| DNMG150612-CM o000
D DNMG150404-DM
. *DNMG150408-DM | @@ @®
- Ee DNMG150412-DM 000 e
- | o DNMG150416-DM
025 == DNMG150604-DM | @
‘qu% 707 3435 05 10| DNMG150608-DM | |00®
DNMG150612-DM @ ® @ ®
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:
= HMIM ™) DNMG150404-HMM ®
= * *DNMG150408-HMM °
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0 02 04 06 08 1.0
(mm/rev)
B DNMG150404-33 ()
o *DNMG150408-33 () (J
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02 04 06 08 1.0
(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
-5 <P <TG > Bl >



jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Rhombic, with hole
’ . .. DNMG 1504 04 - [
5 50 eg ative 9 O | i i é Cutting edge Ie.ngth(/l?,)'l'h@(s) Co{er radius (re) g\rinpéaorleaker
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_|
>
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A . dp e a 0 [=][=] g g 8 8 oolholde D
o PP d ‘(! “2 () n N~ page %
< 0 ectio ©|o|T = 0o
g L] [4) 22
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10 Toolholders
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©
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W (mm/rev)
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3 Ee
5 &
3 o
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o DNGG150404L (] (J
: Es *DNGG150408R (] (]
L DNGG150408L ™Y o
21—
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’—\<lr 02 04 06 08 1.0
= (mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. ® : Stocked items

A : Discontinued items
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TAC Inserts, Negative

Rhombic, with hole DNMG 1504 04 - ||

Vel

o a0 '5 Cutting edge Iemhr({ss( s) Cor/ner radius (re) Chlpbreaker
55 egatlve ’ I:  symbol

DNOO | 11040101 | 1504101 | 150611
od1 (mm) 3.81 5.16 5.16
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0 [=)[=] 00 olde
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o00
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o0e
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£
2
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- N ™
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TH10

DNMG150404R-S
DNMG150404L-S
*DNMG150408R-S
DNMG150408L-S
] DNMG150604R-S
°2 84 5805 10 DPNMG150604L-S
DNMG150608R-S
DNMG150608L-S
DNGG150402R-P
DNGG150402L-P
*DNGG150404R-P
N DNGG150404L-P
L ||| DNGG150408R-P 0
Firmron DNGG150408L-P hd
DNMG150408-THS
’ DNMG150412-THS
6 < DNMG150416-THS
] DNMG150608-THS
0 02 04 06 038 1. *DNMG150612-THS
f (mm/rev) DNMG150616-THS
*DNMG150408-TH
DNMG150412-TH
DNMG150416-TH
DNMG150608-TH
DNMG150612-TH
fomes | DNMG150616-TH
DNMG150408-SH °
*DNMG150412-SH 0
DNMG150416-SH
DNMG150608-SH
DNMG150612-SH

TAC External
Toolholders
(4-18 ~)
TAC Internal
Toolholders
(5-34 ~)

(A AN ) N853
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0
®
-
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=
®
o
@
@
4

1
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N »H D (=] o
® 0 0 & o 19125
® ® ® 0 0 0 ® & T6030

o
o

Medium cutting
_ n°)
B ¢

J
\
ap (mm)

ap mm

-
N b o ® C

2l |

I
~

20°

L

ap mm

-
N A O ® ©

o
w

i

ap (mm)

-
N B o ® C

=)
o
n
o

Medium to heavy cutting

o
SN

|

20°
ol

.2 0.4 0.6 08 1.0
f(mm/rev)

DNMG150404-CH
DNMG150408-CH
*DNMG150412-CH
| DNMG150604-CH
‘ DNMG150608-CH
0 02 ;.4 06 08 1.0 DNMG150612'CH

(mm/rev)

0

Q =
:,HH

L

0.

IS

§

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
-5 <P <G > Bl >



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Rhombic, with hole

55°egative

1

B

Cutting edge length (£) Thickness (s) Corner radius (re)
DN | 110407 | 150417 | 1506(]1]
od1 (mm) 3.81 5.16 5.16

DNMA 15 04 04
\

O el grdade
Goated
10 o olo ° ol _
-

spesU| OV1
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an ' 0w (=] —] 00 olde
< $ : RRR oo 22 = [~
] DNMA150404 o00 ® A ||® TAG External
DNMA150408 000 ° TAC 18 )
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- £
- | & DNMA150604  |@@®
g 2 DNMA150608  |@@®
3 007 94 0505 1o DNMA150612 00
5
e
2 P DNGA150404 CERO 0
2 DNGA150408 o (@ o000
e - £ DNGA150412 500
» £
£ v S DNGA150416 °
2 DNGA150608 ®
0 02 04 06 08 1.0 DNGA150612 @
(mm/rev)
DNGA150616 °
DNGA150620 °
Rhombic, with hole
‘ . . DXGUO70302R-[]|
. | (] i i i
55°egative \ O i i Q@ Cllétrt]gt%?%;e Thickness (s) ra%?&rs]?;g) Hand Ché;))/ﬁ:ggrer
[~ DXGU | 0703C10]
od1 (mm) 2.7
0 n o - o - oolhold
PP =4 [\l (] (%]
o I P @ Pag
1 O O < o 2
10 DXGUO070302R-SS @ () @ TAC Internal
8 Toolholders
) 8 DXGUO070302L-SS @ @ @ (5-31)
(]
22 ° g DXGUO070304R-SS |@ o | |o
gz g *DXGUO70304L-SS @ ° °
O
z W D
S G3) 02 04 06 08 1.0
f(mm/rev)
BTSe K DXGUO070302R-TS |@ ™ ™
2 g DXGU070302L-TS @ ORI
Eg o £E° DXGUO070304R-TS |@ ™ °
S8 4
°3 o4 & *DXGUO070304L-TS |@ ® °
£ | 5 z
i ’\ﬂ; DXGUO70308R-TS @ ° °
< e 0 02 04 06 08 1.0
= f (e DXGUO070308L-TS @ ° ®
@ : Stocked items
A : Discontinued items

TAC inserts i TAC boring
Selection Guides L] ECHoolOICEES > toolholders >
(2-2) pages (4-1) (5-1)
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TAC Inserts, Negative

Rhombic, without hole . DNGN 1 5 04 04

550 Negative Cutting edge length (£) Thickness (s) Corner radius (re)
J
%)
t
@
) O do d
E : DU e PP D
%_E) o pp <40 O ‘g: & : O -. : 0
0 oss sectic X515
w DNGD150708 (] TAC External
8 Toolholders
£ DNGD150712 @ (4-36 ~)
B o & DNGD150716  |@
l‘é 0.2 0:“ mg.:,) 08 1.0
=}
5 - (G) DNGN150404 L J
E o DNGN150408 °
o i ’ DNGN150412 ° o
£ " e
g - o DNGN150416 °
= 2 DNGN150708 °
02 °-(‘r‘“mj’r-:) o8 10 | DNGN150712 ®
DNGN150716 (J
- DNGX120712__[®
£ ‘ DNGX150708
3 B DNGX150712 °
2 g DNGX150716
o 1
£ T
ﬁ 0.1 02 03 04 05
£ f(mm/rev)
('
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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.M..S H

Steel  Stainless  CastIron

Nonferrous Superalioys  Hard

Square, with hole

O

Negative

SNMG 1204 04 - [ | |

o=
é Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
] symbol
SN[JJ | 090371 | 120411 | 15061 | 190611 | 2507(09)JJ | 31091
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80
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. 2 1% O [ (o117 ] o 8 olhola
S | Ao 55055 A =
; oss sectio gR2e o 222X
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: 8 2 nternal
1 - R 2 Toolholders
Es = (5-36 ~)
m 6.4 010203
s B
- 7
D0.2 04 06 08 1.0 a
— & (mm/rev)
0 n SNGG090302-01 °
& X s SNGG090304-01 °
ar | 8 2
’ - T, e | *SNGG090308-01 o0
S 7 =2 | SNGG120402-01 °
> H 2 SNGG120404-01 °
= =
% ’\ﬂ% 02 04 06 08 1.0 SNGG120408-01 o0
§ 5/ (mm/rev)
4B ~ D -~ SNGG090304R-B ° o0
8 \ SNGG090304L-B ° 0
& e *SNGG090308R-B ® oo|
S SNGG090308L-B ® o0
- 2 " SNGG120404R-C ® °
015 002 23 0605 10| SNGG120404L-C ® o0
‘P:qi? *SNGG120408R-C ™ °
B G SNGG120408L-C ° o0
, C type
s *SNGG120408R-D °
{\49 SNGG120408L-D °
D type
- SNMG120404-TSF | (@@ o
*SNMG120408-TSF | @@ O o
2 } - ! te SNMG120412-TSF | (@@
K D il @
i | -=aS=a =
[\¢ 0 02 04 06 08 1.0
- (mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts i TAC boring
Selection Guides L] 1S el e > toolholders >
(2-2) pages (4-1) (5-1)

Technical reference
(15-1)
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TAC Inserts, Negative

Square, with hole
e ..  SNMG 1204 04 - (]
900 © Negative © \, i I'é Cutting edge Iength(/ﬂ,)'l'hi::(ss(s) Cornerr>?us (re) Chiibreaker

N symbol
\# SN | 0903707 | 12047071 | 150611 | 190611 | 2507(09)0001 | 310911
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80
£
8 O e grade
S F  Comted | o Gomet| | Applicable
&) i € d O NV OO0 WLWO OO [=l[=]f=] oolholde
Rl = | Appearance ; codeqedeggordaRg naa
g 0 ectio 00| 0| 0|©|©|©|© X’ Ik 00
e | = = 0|00 (2122
. SNMG120404-SF e00 ToSimernal
4-25 ~
; * SNMG120408-SF ooe TAG Intabe 2 )
- Toolholders
E° (5-36 ~)
S
2 N\
0 02 04 06 08 1.0
E) f(mm/rev)
TS wm - SNMG120404-TS | @@ ® | A0
, *SNMG120408-TS ©00® o | e
- Ee SNMG120412-TS | 0@ o
P . (g-4
|- 2
D
02 04 06 08 1.0
é f(mm/rev)
- SNMG120404-SS 000000 (J
\ * SNMG120408-SS cecc0e | |o
o Ee SNMG120412-SS 000000
= a,
2 (]
(=
£ [\
0 02 04 06 08 1.0
(mm/rev)
- SNMG120408-CF 0
s *SNMG120412-CF 0
Ee
(€'4
2
0 02 0:4 06 0.8 1.0
(mm/rev)
- SNMG120404-ZF (]
R 3 *SNMG120408-ZF (]
Ee T | | SNMG120412-ZF
B. 0010203
© 4
2
0 02 04 06 08 1.0
(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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PvENSH

Steel  Stainless

Castiron  Non-ferrous Superalloys  Hard

Square, with hole

SNMG 1204 04 - | |

=
900 © Negative Q y | I’é Cutting edge length (£) Thickness (s) Corner radius (re) g;]ri#bbctfaker
\‘L" SN | 0903107 | 1204]] | 1506[J] | 1906[J(] | 2507(09)17 | 3109
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80

Finishing

Finishing to medium cutting

—
ﬁ l' s |
69| . i l_ I _—
7
ap
» o0 ©

&
~ Bl
—

i O 0|0’V o o oolholde
; Che 2 g2 2 or
olooo = 7] E
|-~ (4] 2
N SNMG120404-NS A TAC External
- 4-25 ~
. +H *SNMG120408-NS | @@ TAG 28 ~)
e HONF || | SNMG120412-NS Tooloe e )
6_4 010203
©
|
[N
0.2 04 06 08 1.0
(mm/rev)
) SNMG120404-11 ()
. s SNMG120408-11 ° o o o
e 1D | [*SNMG120412-11
A 0 010203
0 02 04 06 08 1.0
(mm/rev)
- *SNMG120408-ZM | @@ ®
. SNMG120412-ZM | @@®
e SNMG120416-ZM
S
2
0.2 04 0.6 08 1.0
(mm/rev)
*SNMG120408-27 °

02 04 06 08 1.0
(mm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts Relating
Selection Guides
m (2-2)

TAC toolholders
(4-1)

@ : Stocked items
A : Discontinued items

TAC boring
> toolholders >
(5-1)

Technical reference
(15-1)

spesU| OV1
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TAC Inserts, Negative

Square, with hole
- ..  SNMG 120404 -
900 © Negative @ ‘, i I Cutting edge Iength(/ﬂ,)'l'hi::(ss(s) Cornerr>?us (re) Chiibreaker

°
Q
symbol
‘# SN | 09037 | 1204711 | 1506[J71 | 190611 | 2507(09)0 | 31091
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80
%)
T
8 O e grade
o [ Coated
Q 0 ololo@ CIRRIFIEERIFISE toolholde
Sl | e A BRBIICRREANE BRa :
= > oss sectio ©|o|o|E I ||~ 1) Pag
: |- |- |< <O P4
*SNMG120412-NM TAC External
(4-25 ~)
TAC Internal
Toolholders
(5-36 ~)

i
L
ap

—
-
—

N B ® C

High feed, small depth of cut| Finishing to medium cutting

- 0 02 04 06 08 1.0
&y f(mm/rev)

. SNMG120404-AS
10
. . *SNMG120408-AS @@ °
- - e SNMG120412-AS
| <
2

0.2
0 0.2 014 06 08 1.0
é) f(mm/rev)
\/
% I I
T

SNMG090304-TM | |@/@®
" SNMG090308-TM | @/@®
€o SNMG120404-TM | @@ | @
. ol *SNMG120408-TM @eee ©
- SNMG120412-TM @ @ee @
e o0z 04 05 07 1| SNMG120416-TM | @@ @
O ? SNMG150608-TM | |@
£ SNMG150612-TM | |@
3 SNMG190608-TM | @
é SNMG190612-TM | |@
=
. *SNMG120408-SM cco00e
— . SNMG120412-SM cc000e
-
= HE

LN

_ 0 02 04 06 08 1.0
= f(mm/vev)

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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SVEasH

jon-ferrous oy Har
Steel  Stainless  CastIron 1 Superalioys  Hard

Square, with hole e SNMG 1204 04 -[ | ]

O | jou o - o
900 Negatlve @ y i I 8 Cutting edge length (£) Thickness (s) Corner radius (re) gyrlr%g?aker

“L—‘ SNOO | 0903007 | 12040707 | 150607071 | 19060101 | 2507(09)J0 | 31090101
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80

O el grdae
oo oo |o
q O o

spesU| OV1

ate
o o (W OOV OOV (=) oolholde
2| Appe : g2dda8dNzNgNs Bd3
< 0 ectio 0|00 oo uowIEI-E Voo
|k g << oo 222
All-round - SNMG090304 o0 o A |0 | TAG External
. SNMG090308 o00 o A o | A Intdd-25 )
- LRLREE SNMG120404 oo | 000 o [aale | T )
& *SNMG120408  @0e® | eeeee oo Aie |
o s | 2L | | || SNMG120412  |@eee | eeeee | o A @ @
02 37 0505 10| SNMG120416 eo00 000 g
i SNMG120420 e0e | eoo
Fﬁ? SNMG150612 N
SNMG150616 o0
SNMG190612 oo0 oo
SNMG190616 oo0 oo
SNMG250724 oo0
SNMG120408-CM o00
. *SNMG120412-CM o00
> Ee
£ © 4
o ol |
g [
la 0.2 04 06 0.8 1.0
(3] (mm/rev)
=
SNMG120404-DM
. *SNMG120408-DM | @@
e SNMG120412-DM | @@ ®
&
L
0 02 04 06 08 1.0
(mm/rev)
*SNMG120408-HMM (]
1: SNMG120412-HMM °
Ee
('g-“
LN
0 02 04 06 08 1.0
(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. ® - Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders > TAC boring > Technical reference>
) t toolhold =
m Selectzg&?wdes pages (4-1) *°6) S 2-65



TAC Inserts, Negative

Square, with hole - SNMG 12 04 04 - [

900 © Negative Q y 8 Cutting edge length (£) Thickness (s) Corner radius (re) gyhrinpé)orfaaker
\# SN | 09031 | 120407 | 15061 | 1906 | 2507(09)11 | 31091
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80
£
[0
U) S b O a grade
g Coated Sogted |cermet| oty | APPlicable
0 e O 0|00 00O OIIEII == »n =i
FFF 0|0 (0|6 (2
0 SNMG120404-37 O JAC External
: . *SNMG120408-37 ° ° TAC Inter5 <)
. - Toolholders
Ee (5-36 ~)
&
0.2 0.2 04 06 08 1.0
B (mm/rev)
SAwm N *SNMG120404-SA 000000
. SNMG120408-SA ee0000e °
o SNMG120412-SA oo00000
& SNMG190612-SA ®
27
2 o 0 02 04 06 08 1.0
':% ’\<Z"P f(mm/rev)
3
£ ‘ SNMG120404R-S | | @@ |0 eee °
3 l . SNMG120404L-S | | @@ @ eee® °
__ R *SNMG120408R-S | | @@ |0 ee®  |® °
' o SNMG120408L-S o0 © o00 | o )
2 SNMG120412R-S
0702 24 050810 SNMG120412L-S
SNGGO090304R-P ® ®
- SNGG090304L-P [ o
e *SNGGO090308R-P o0 o o
S SNGG090308L-P L
AL N SNGG120404R-P ° °
o 0z 04 06 08 10| SNGG120404L-P (] @
(mm/rev)
SNGG120408R-P ® ®
SNGG120408L-P ® ®
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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Non-ferro

us Superallo Hard
Steel  Stainless  CastIron Superalioys  Hard

Square, with hole
+s  SNMG 1204 08 - [
900 © Negative @ y ’é Cutting edge length (£) Thickness (s) Corner radius (re) gyri#éagiaaker
\# SN | 0903107 | 1204]] | 1506[J] | 1906[J(] | 2507(09)J01 | 3109
od1 (mm) 3.81 5.16 6.35 7.93 9.12 8.80

O
|
o]
1=
(0]
o
Q
]
H
Q
[
g
5
g

spesU| OV1

NS530

olo o
| ™ (v
o|o ©
©|© I
== [T

TH10
KS20

10|10V O
o rNT™
bbbl
101010 I
=T

T9105

® 000060606 606 6 6 06 6 6 o 15

SNMG120408-THS
SNMG120412-THS
SNMG150612-THS
1 SNMG150616-THS
-l *SNMG190608-THS
s SNMG190612-THS
' SNMG190616-THS
0 0300001215 | SNMG190624-THS

SNMG250716-THS
SNMG250724-THS

TH m *SNMG120408-TH
P—" 1

TAC External
Toolholders
(4-25 ~)
TAC Internal
Toolholders
(5-36 ~)

® @ T9135

ap (mm)
w o ©

SNMG120412-TH
SNMG150612-TH |®
SNMG150616-TH |®
SNMG190612-TH |®
02 04 06 08 10| SNMG190616-TH @

f (mm/rev)

ap
N H o0 ©

]
-
[
®
®
®
®
@
@
®
@
@
J
(J
®
®
®
®
®

SNMG120408-SH °
0 SNMG120412-SH 0
* SNMG150612-SH 0
SNMG150616-SH 0
SNMG190612-SH o
- 0 02 oL o5 o5 10, SNMG190616-SH o

f (mm/rev)

Medium to heavy cutting

ap (mm
N & o ®

SNMG120408-CH o0 e
*SNMG120412-CH o0
SNMG120416-CH o0 e

a p (mm

-
N A O ® ©

0 02 04 06 08 1.0

(mm/rev)

- SNMM150612-TRS

‘ ‘ SNMM150616-TRS

\ *SNMM190616-TRS

SAN SNMM190624-TRS

- SNMM250924-TRS

‘% 0.2 OL 06 08 1.0
f (mmrev)

TAC External
Toolholders

(4-25 ~)

ap mm

-
N B O ®

Heavy cutting (Single sided)

@ : Stocked items
A : Discontinued items

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts Relating TAC toolholders > TAC boring > Technical reference>
) t toolhold = 7
m Selectzg&?mdes pages (4-1) *°6) S 2-6



TAC Inserts, Negative

Square, with hole
e = SNMA 12 04 04
O i e
900 Negative @ y | I 8 Cutting edge length (£) Thickness (s) Corner radius (re)

[P SNCJO | 09030101 [ 12040001 | 1506000 | 19060101 | 2507(09)1] | 31090101
odt mm) | 3.81 5.16 6.35 7.93 9.12 8.80

O el grdaae
S direale
- Goated
= d [=1[=] oo oolholde
: Sk qo qe (2 =

N ™ nadge

a e

%)
T
[O]
9]
£
2
'_

AP

NS5

NS5
TH1
FX105

O
==
1010
==

GT7
GT7

TAC External
Toolholders
(4-25 ~)

*SNMM190612-TUS
SNMM190616-TUS
SNMM190624-TUS
2 SNMM250724-TUS
SNMM250732-TUS

045 it | SNMM250924-TUS
‘% f (mm/rev) SNMM250932-TUS
SNMM190612-TU
= *SNMM190616-TU °
-~ o [™\)_|| SNMM190624-TU | | @@
£em SNMM250724-TU | | @@

| SNMM250924-TU | @@
0 04 08 12 1.6 200 SNMM310924-TU

(mm/rev)

®/® ® ® 19135

ap (mm)

Heavy cutting (Single sided)

0
N
b
o
-
®
®
®
®
®
®
®

® 0 0 0 0 0 0 1915

-
N

ap )

o
6

SNMAO090308 [ ] TAC External
Toolholders

SNMA120404 (J (4-25 ~)
TAC Internal

SNMA120408 A (] (] T°°'h°"(’se_f§6 )

SNMA120412

SNMA120416

ap
N & o o o

SNGA090304
SNGA120404 @ [
SNGA120408 @
SNGA120412
SNGA120416 @

Finishing to medium cutting

ap
N &8 o o o

02 04 06 08 1.0
(mm/rev)

-
bt ——
0.35
%AQI
-_
=
02 04 06 08 1.0
f mmvrev)
-
o
,7

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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Steel  Stainless  CastIron

Square, without hole

SNGN 12 04 04

1 <.
900 Negative g |:| Cutting edge length (£) Thickness (s) Corner radius (re)
SN |
N
T O
= ppe - ol g
2| (Cross sectic 2 RXXE ' ’
, SNGD120712 ° TS Eernal
\ SNGD120716 ° -
2
0.2 04 06 08 1.0 a
(mm/rev)
£ SNGN090308 00 TS Egmal
z 10 SNGN120304 ° (4-50)
E e SNGN120312 °
g é: SNGN120404 ‘0
SNGN120408 0) 000
2 e 2 SNGN120412 00
.E 02 04 06 08 10| SNGN120416 000
Z e SNGN120420 0
* SNGN120424 o
SNGN120708 °
SNGN120712 o o
SNGN120716 Ol0
SNGN120720 0
10 SNMN120408 @
s SNMN120412
Ee SNMN120416
gt SNMN120420
iy 2 SNMN120424
0.2 04 0.6 0.8 1.0 SNMN190412
(mm/rev)
N - - | ] SNGX120708 °
£ . SNGX120712 °
3 s SNGX120716 o @
2 § 2
2 iy
@ 0.1 02 03 04 05
i.|E. f (mm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
N R B >
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TAC Inserts, Negative

Triangular, with hole n .. TNMG 16 04 04 - DD

600 Negative O ) .g— Cutting edge length (£) Thickness (s) Corner radius (re) g;r]r?géle:aker
T N D D \# TN | 110301 | 160311 | 160411 | 220411
ad1 (mm) 2.26 3.81 3.81 5.16

00 O1Q€
pdde

o
o
10
(2]
4
A
A

-
= € = Q

10
(2]
-
o
[

d grad
Coated
cermet

OO

TAC Inserts

GT72
GT53
X407

101V VO OO
™ NONOTT
- - ™ r
0 0o oI
| O

T9105

(2]
-
©
=

TAC External
Toolholders

TNMG160404-TF
(4-22 ~, 4-86)
TAC Internal

*TNMG160408-TF
= TNMG160412-TF T°°|h0|$5_lés6 3
710203

J-series
P (8-20)

S
02 04 06 08 1.0
(mm/rev)

@ | TH10

@ | ® NS530

=N w

ap mm
N A o @ C

TNGG110302-01
TNGG110304-01
TNGG110308-01
’ ' TNGG160402-01 ®
TNGG160404-01

o2 gs 1608 70 | *TNGG160408-01 ®
TNGG160412-01 )
*TNGG110304R-A
i TNGG110304L-A
TNGG110308R-A
TNGG110308L-A
- TNGG160304R-C

‘P:qg °7 270505 10 | TNGG160304L-C
- TNGG160308R-C

A TNGG160308L-C
TNGG160400R-C
TNGG160400L-C
TNGG160402R-C
TNGG160402L-C
G, D TNGG160404R-C
o e [ TNGG160404L-C
*TNGG160408R-C
TNGG160408L-C
TNGG220404R-D
TNGG220404L-D
*TNGG220408R-D
TNGG220408L-D

ap

N A& O ® O
S|

® 0 0o

3
2
1

0010203

Precision finishing
ap (mm R
N H (=2 =] o

10°
ap (mm
N & o o O
=0
o

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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.M..S H

Non-ferrous Har
Steel  Stainiess  Cast e Superalioys  Hard

Triangular, with hole n .. TNMG 16 04 04 - DD

6 oo Ne g ative © ) _g— Cutting edge length (£) Thickness (s) Corner radius (re) gyrj[?l)t)élxaaker
\#—J TN | 110307 | 160311 | 16041 | 22041
TN D D od1 (mm) 2.26 3.81 3.81 5.16

3
. O
PP “Pp ° S oolholde o}
o bbb b= = R R Inln Eg pag 0
< 0 e o 0|0 00O oIII (77 =
FF < <O 2|2
N TNGG160404R-D ® o TAC External
= \ TNGG160404L-W o |0 fg‘[;if,%;f,‘;,%)
oolholders
£ ,.-i . T *TNGG160408R-W ) (5-36 ~)
E “ & TNGG160408L-W ® series 20
i
8 DOZ 04 0.6 08 1.0
o ,\4&7 ’ f‘(mm/r;ev) ’ ’
TNMG160402-TSF ° ®
TNMG160404-TSF| [@/0/® @ o || |®
e *TNMG160408-TSF @@ 00 ©® ° [
S TNMG160412-TSF | @@ ® ° [
2
’ 0.2 04 06 08 1.0
[\¢ (mm/rev)
SF v © TNMG160404-SF o000
. *TNMG160408-SF 000
) s TNMG160412-SF o000
: &
IS 2T N
(IS
0 02 04 06 08 1.0
f(mm/rev)
TS wm - TNMG160404-TS | (@ @@ |A ® A®
. *TNMG160408-TS 00/0® |A o | |ae
) e TNMG160412-TS 0@00® °
-
2
I, ﬁ 0.2 04 06 08 1.0
é (mm/rev)
SSwm - TNMG160404-SS oo00000 ®
. TNMG160408-SS ee00000 °
o TNMG160412-SS ee0000e
S | & * TNMG220404-SS 000000
[\ TNMG220408-SS eec000e
’_ﬁ 02 24 0508 10| TNMG220412-SS o0000
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, Negative

Triangular, with hole n .. TNMG 16 04 04 - DD

600 Negative .g— Cutting edge length (£) Thickness (s) Corner radius (re) g;r]r?é)élezaker
T N D D \% TN | 110307 | 160311 | 16041 | 22041
od1 (mm) 2.26 3.81 3.81 5.16

| Chipbreake Costes | &t Gornet Uncosed Appicab
ance 1-

t
®

%)
T
O]
19
£
2
'_

cdp O 1000|000’ oolholde
0 PP S a1 page
< 0 0 0|0|® ®|©(©0v1v’v ] i
F - | | - 2
‘ TNMG160404-CF 0 Toiholgers.
. *TNMG160408-CF o0 TG Intermal
ﬂ\ _ Toolholders
N E® (5-36 ~)
Q (.g-4 J-series
) (8-20)
0.06 { ° ]
: : o 0.2 04 06 0.8 1.0
8 f(mm/rev)
ZF m - TNMG160404-ZF | 0@ ® ° 0
s 2 *TNMG160408-ZF 00 (] @
& e INT | | TNMG160412-ZF
B. 0010203
© 4]
2
0.2
0.2 04 06 08 1.0
1) (mm/rev)
. |\< ?F
£
A NS v - TNMG160404-NS | @@ °
= 10
i . sH *TNMG160408-NS @@ @ o
ﬁ O AN
6_ 0.10.203
© 4
(7
o 0.2 04 06 0.8 1.0
’\q (mm/rev)
11 m ] TNMG110304-11 OR0
. o] TNMG110308-11 OiC
: e HO || | TNMG160402-11 ® o
: & 7. 22 | TNMG160404-11 ° o oo
2 *TNMG160408-11 ® O A
’\f °2 3705735 10| TNMG160412-11 OO
TNMG220404-11 e O
TNMG220408-11 e O
P - TNMG160404-17 ° 0
8 , o *TNMG160408-17 °
E EQ_ 010203
— © 4
i
£
» 0 02 04 06 08 1.0
= ’\@ (mm/rev)
('R
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Triangular, with hole n .. TNMG 16 04 04 - DD

6 oo Q N eg ative T Cutting edge length (£) Thickness (s) Corner radius (re) gyrj[%ol)t)éfaaker
TN D D \#—l TNOO | 110300 | 160307 | 16041 | 22041
od1 (mm) 2.26 3.81 3.81 5.16
=
O e grade O
= Appe ap O gegggg 8 88 oolholde %
Q b bbb A ~ 10|10 page %]
g o o 0|0|0|0| 0|0 = 0o
= o 22
A TNMG160404-AS o0 ° [TAC External
- 10 4-22 ~, 4-86
5 . *TNMG160408-AS 000 ® ° ﬁ\c"!,,}gma. )
= oolholders
_g Es TNMG160412-AS @00 ©® (5-36 ~)
s o J-series
§ ©* (8-20)
© 2
£ 0.2 :
o 02 04 06 0.8 1.0
g ° (mm/rev)
Q@ =
5
T T
S CE . TNMG110304-CB | |@ o AC External
£ (@-54 ~)
3 . *TNMG110308-CB (] [ TAC Internal
a _ Toolholders
E’% Eo (5-36 ~)
53 R
(ko]
2 5
o
= 0 02 04 06 08 1.0
é (mm/rev)
TNMG160404-ZM | @ @@ (] A External
\ TNMG160408-ZM | (@ @@ ° ﬁ(‘éﬁﬁ}é;g‘fﬁ)
oolholaers
Ee *TNMG160412-ZM 000 (5-36 ~)
(@'4 TNMG220408-ZM J-series 620
2 TNMG220412-ZM (]
02 04 06 08 1.0
R (mm/rev)
o
427 w - *TNMG160408-27 °
3 ) TNMG220408-27 ®
£ e °
= T
° £
: iﬁEr; r
je) 2
=)
.E 02 04 06 0.8 1.0
K] o (mm/rev)
£
ic
NMwm *TNMG160408-NM | | @ °
o TNMG160412-NM 0
Es
(&4
2
02 04 06 0.8 1.0
,\@ (mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
Selectzgpz?uldes (4-1) > tool(l;t_)%lers > (15-1) > 2—73



TAC Inserts, Negative

Triangular, with hole

60° Negative g
o

TNMG 16 04 04 - [ | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

TNOO

11030101 | 1603101 | 1604101 | 2204101

od1

(mm) 2.26 3.81 3.81 5.16

%)
T
O]
19
£
2
'_

Coated Un- ~
cermet rmet APP ab
Sle

Cel
o
[

dp ° RN O i
0 =0 O r 10 T page
2| (Cross sectio PR Eeek =
TNMG110304-TM | @ @@ ® | |Tocinoders.
: TNMG110308-TM | @@® 2z, 4 86)
Py £o TNMG160404-TM | @/@/® @ ToolhE56 -)
B | S *TNMG160408-TM @00® |® deeries o
= TNMG160412TM @@0® @ °
e "793 05T 10 | TNMG220408-TM (@000 @
i TNMG220412TM | @0@® @
TNMG220416-TM | @@
SM v ) TNMG160404-SM ee0000
*TNMG160408-SM 000000
o TNMG160412-SM ee0o00
& TNMG220408-SM 000
2 ) TNMG220412-SM eo00
ATTi _ 0.2 04 06 08 1.0
~< S (mm/rev)
87
£ TNMG110304 oo ooe [0 (o oo
£ TNMG110308 o0 oce [ o o oo
g - £ TNMG160304 o lole
= ot TNMG160308 o oo
] TNMG160404 @ @0® ee00e o oi00
- "793 05T 10 |+ TNMG160408 @00 ® eccc00e ei0e
[\ﬁ? TNMG160412 @@ ® cecoe | [ o 0o
TNMG160416 ooe oo °
TNMG160420 o00
TNMG220408  @@@® o0 0
TNMG220412 @@ ee® oo °
TNMG220416 oo oo °

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-7¢ <G <R > B TN



PvENSH

Steel  Stainless  CastIron

ionterrous Superalloys , Hard
o Superalloys  yziiars

Triangular, with hole

60° Negative

TNMG 16 04 04 - [ | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

TN D D \# TN (110300 | 160311 | 160411 | 2204 ]
od1 (mm) 2.26 3.81 3.81 5.16
= PP dp ° 8233883.“33§§§ § ° 20 o
= oss sectio ®|o|5| 5| ©|©|16|b|b| T T | [ E
||| - | - =< 6O (7]
TNMG160404-CM 00 TAG External
; TNMG160408-CM o0 e o)
o *TNMG160412-CM o00 Toolhe e )
4 TNMG220408-CM 000 J-series 820
s il TNMG220412-CM o000
’—\-@T 0 0!2 0!4 0.6 0.8 1.0
2 (mm/rev)
DM wm) | TNMG160404-DM
. *TNMG160408-DM @00 ®
te TNMG160412-DM | @@
. TNMG220408-DM
025 I TNMG220412-DM
2 ‘qu; 007 4705 05 10| TNMG220416-DM
%
< HMM w TNMG160404-HMM °
1
3 ° *TNMG160408-HMM °
= ‘ e TNMG160412-HMM °
a
CB 4
LN
0.25
:u’ 0 02 04 06 08 1.0
(mm/rev)
33 ™ 0 TNMG160404-33 ®
. *TNMG160408-33 ™
“- e TNMG220404-33 °
6'4
©
27
0.2
*ﬁ‘* 0.2 04 06 08 1.0
|_\/— (mm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

TAC inserts i TAC boring
Selection Guides L] 1S el e > toolholders >
(2-2) pages (4-1) (5-1)

@ : Stocked items
A : Discontinued items

Technical reference
(15-1)

spesU| OV1

2-75



TAC Inserts, Negative

Triangular, with hole .. TNMG 16 04 04 - DD

e
600 Negative _g— Cutting edge length (£) Thickness (s) Corner radius (re) g}tmrir?tt))gleaker
—L

TN ][]

TN | 110301 | 160311 | 160411 | 220411
od1 (mm) 2.26 3.81 3.81 5.16

Gosted | Germet | Uncosted | | Applicable

%)
T
O]
19
£
2
'_

O o o o oolhold
< 0 0 ©|0|©0 (0| b o 7/} 23
== ||| << (C] 2
TNMG160404-37 o @ Toothaldere.
i *TNMG160408-37 o TG Intermal
Toolholders
Es (5-36 ~)
cg-., J-series 620
02 27_
0.2 04 06 08 1.0
’—ﬂ f(mm/rev)
38 (M) ) TNMG160404-38 [
o) s *TNMG160408-38 [
i s
S 2
Q 0.2
= M 02 04 0.6 0.8 1.0
- (mm/rev)
SA ™) ) TNMG160404-SA 000000 e
. *TNMG160408-SA @0 @000 e °
A T TNMG160412-SA | @@ @@ °
o
¢ TNMG220408-SA 00000 @
e ——4 o | oo
TNMG220412-SA 00000
0.2 04 0.6 08 1.0
’\ﬁﬁ- (mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2_76 m Selectzg&;}wdes (a-1) > tool(l'sle_‘c;lers > (15-1) >



Non-ferro rd

us Superallo Har
Steel  Stainless  CastIron Superalioys  Hard

Triangular, with hole n .. TNMG 16 04 04 - DD

600 Negative © ) .g— Cutting edge length (£) Thickness (s) Corner radius (re) gyr*lr?bbéleaker
TN D D \# TN | 110307 | 160311 | 16041 | 22041
od1 (mm) 2.26 3.81 3.81 5.16

3
O e grade O
= nDe P o gg&gagcoo g‘l.euﬂ) 8 a‘o- oolholde %
s =00 = v 12} X\ page (@]
= 0O e 0 000 0O 0 1vY (7] S
=== === |- 2
. TNMG160404R-S | | 0@ @ @@ o | |A ?i&fé‘fﬁézé‘;e
_ \ TNMG160404L-S o0 o oo ° _IT_(ACI Internal )
1§
te *TNMG160408R-S | | @@ @ @0 ° 656 -
& TNMG160408L-S o0 o 00 ° deeres
s 2] TNMG220404R-S | | (0@ (o @@®
M o7 270505 10| TNMG220404L-S | | @@ @ @@® °
m — mm/rev)
£ TNMG220408R-S | | (0@ |0 @0@® o o
3 TNMG220408L-S | | @@ ® @@e® 0
5 - TNGG160402R-P oo 0 | o
g . TNGG160402L-P oo/ 0 | o
j\ Ze TNGG160404R-P oo/ 0 | o
r. — S C TNGG160404L-P oo o °
2 ) *TNGG160408R-P oo o °
m&’ °2 34 05705 10| TNGG160408L-P oo o °
TNMG220408-THS| @@ TAG External
’ *TNMG220412-THS | @/@® “-22)
- W= N
M il = |
0.4 R
) 0 02 04 06 08 1.
N f (mm/rev)
I TH ) *TNMG220408-TH | @@ @
5 . TNMG220412-TH | ee® @
=< PAS Es
§ - ‘ 3 ] (€'4
Q o 2
0.3
S A-H‘i 0.2 04 06 08 1.0
g & (mm/rev)
=
B TNMG160404-CH 00 TAC External
) TNMG160408-CH 0 ;‘,ﬁ;:i?%,ﬁ;?e)
o *TNMG160412-CH o0 636 -)
&4 TNMG220408-CH 500 e
2 TNMG220412-CH 300
0702 94 05705 10| TNMG220416-CH 300
Note: Chipbreaker cross sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
N CEE > D> > 2



TAC Inserts, Negative

Triangular, with hole . TNMA 16 04 04

r
| a / / \
600 Negative .g— Cutting edge length (£) Thickness (s) Corner radius (rg)
TN D D \% TN | 110307 | 160311 | 16041 | 22041
od1 (mm) 2.26 3.81 3.81 5.16

(9]
+
% O e grade
Q 2 ___ Adp ehhahi PRRBERRS R [R2 | 32 [Bnirl e
= E SobobobbE (| | B8 | (B [k W
- oss sectio -] | 22 FE R
TNMA160404 S ° Tosihaigara!
TNMA160408 o000 | 0 | o o lo a2 -, 4-86)
& £o TNMA160412 oo ° ToolhE56 -)
' o TNMA160416 o heeries o20)
= 2 TNMA160420 o000
o7 97 9505 70| TNMA220404 o000
TNMA220408 o000
2 TNMA220412 o000
£ TNMA220416 o000
o
€
=y
3
£
s . TNGA110304 o
2 TNGA110308 e
{=
3 o % TNGA160304 °
i . TNGA160308 hd
"
2 TNGA160404 ° o0 | 00 | o0
72 95 0505 10| TNGA160408 ® ° o0 o000
TNGA160412 ™ o oo0
TNGA160416 o o @
TNGA220408 ™
@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2—78 m Select;gr\zgiwdes (4-1) > tool(l'sla';)%?ers > (15-1) >



Steel  Stainless Castlron Nonferous Superalioys  Hard

Triangular, without hole

TN ][]

.. TNGN 16 04 04

6 Oo N eg ative A |:| Cutting edge length (£2) Thickness (s) Corner radius (re)

ap(mrm
N & o ® o

Finishing to medium cutting

20 o I3 9o oolhold
E 31X i

TNGN160404 o0 Tosiholgere,
TNGN160408  |® oo @47
TNGN160412 ° oo0
TNGN160416 ° o
TNGN160420 °

% g7 o6 o 10| TNGN160708 °
TNGN160712 °

spesU| OV1

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
N R B >
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TAC Inserts, Negative

Trigon, with hole . WNMG 08 04 04 - ||

80° Negative

N

Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker
symbol

?

WN[CIJ | 06041 | 0804 | 1006 ] | 1306 ]

7

S
02 04 06 08 1.0
& f(mm/rev)

01 @ _, WNGG060402-01

*WNGG060404-01
WNGG080402-01
’ — WNGG080404-01
WNGG080408-01 ®

od1 (mm) | 3.81 516 6.35 7.93
(9]
€
8 a
?  Goatsd ] e [oermet| | Applcat
[=] 00 olde
Q an : 8RB et aReaNI 2 (B
= s >lo/5/58/8 /662 R TR R 0% PEE
3 oss sectio F - FFF < <clolo zzz
WNMG080404-TF oo Tosihargera
10 417 ~
o 3 *WNMGO080408-TF o O TAC Int(ernal )
f Toolholders
. mE (6-38 -)
010203
4
2

»
--.I 3
ap mm

Precision finishing

_‘u
R
ap mm
N »H D (=] o
°p—‘N(a)
5|
S|
[
(3K
o oo o o

=
02 04 06 08 1.0
(mm/rev)

(mm/rev)

) WNMGO060404-TSF| @@
. *WNMGO060408-TSF| @@
£ WNMG080404-TSF| @e® @ o |®
C WNMG080408-TSF| @ @@ @® o |®
= WNMG080412-TSF| @@ ®
’ 0.2 04 06 08 1.0
W (mm/rev)
SF WNMG060404-SF 00
. WNMG060408-SF 000
2 o WNMG080404-SF oo
] §4 *WNMG080408-SF o000
S —\
ic 2 N
0.2 04 0.6 08 1.0
f(mm/rev)
TS m ) WNMG080404-TS | @ @@ |A ® | A®
. *WNMG080408-TS | |0@@ |a o | Ao
- e WNMG080412-TS | @@® A®
é "
2
’\ﬁ 0.2 04 06 08 1.0

Note: Chipbreaker cross sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
00 <G <G > Bl >



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Trigon, with hole N WNMG 08 04 04 - | ]

e
Vs
800 O Negative O ! I -‘g‘ Cutting edge length (£) Thickness (s) Corner radius (re) gﬁ%obbéleaker
LA
\ WN[CIJ | 0604711 | 08047 | 100611 | 130611
od1 (mm) 3.81 5.16 6.35 7.93
_|
>
O el grade O
= | Ape g - e R o
Q 00 r OO =|v= =[N O N1 page w
- 0 0 0|0|0|0©|©0(©|O I I XWWkk-E= 0 v
|- << O 0| 0|6 22
‘ WNMG080404-SS ecc000e TAC External
10 Toolholders
s *WNMG080408-SS o0 @4-17 ~)
Ee WNMGO080412-SS 000000 TAC Internal
E Toolholders
R (5-38 ~)
il

0 02 04 06 08 1.0
(mm/rev)

" WNMG080404-CF PP
@

WNMGO080408-CF

*WNMGO080412-CF o0 a
4

2

0.06 {
) 0 02 04 06 08 1.0
54 f mirey)

=)

=)

ap mm

ZF M) 0 WNMG060404-ZF | @@
s 3 WNMG060408-ZF | @@
o "'Q'\_ Ee my T WNMGO080404-ZF  ©0® @ @
= Rﬂh - oot0z0a J| [
= - Ii“ © 4 ’ WNMG080408-ZF | ©0® @ [
ic o 2 WNMG080412-ZF
0.2 04 0.6 08 1.0
(mm/rev)
M) WNMGO080404-NS | @@
} *WNMGO080408-NS | @@ o

010203

7

02 04 06 08 1.0
(mm/rev)

ap mm
N » (=) (-]
- N W

AFW w ) WNMG060404-AFW
WNMG060408-AFW @
WNMG080404-AFW

*WNMG080408-AFW (@

02 04 06 08 1.0
(mm/rev)

ap (mm
) » [} (=]
o 0 0 e
® e 0 e
[)
[ 3K

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, Negative

Trigon, with hole WNMG 08 04 04 - ||
N

Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker
symbol

[ e
odr

80° O Negative

WN[CIJ | 06041 | 0804 | 1006 ] | 1306 ]
od1 (mm) 3.81 5.16 6.35 7.93

=g

(9]
+
% O e grade
%E dp : 2& ] SLLIEIEE
" HEees 22
. WNMG080404-11 ° Tosihaigore!
4-17 ~
; . o *WNMG080408-11 ® TAC Int(ernal )
" 2 Toolholders
o / \ te p ﬂr, (5-38 ~)
% J ‘_,_.- ] %4 010203
:
0 02 04 06 08 1.0
’\f (mm/rev)
o WNMG080404-17 ®
2 10
2 . g *WNMGO080408-17 ®
€ %_ 010203
Y— © 4
3 1
£
i) 0.2 04 06 038 1.0
£ ’ﬂ f ey
(T
BASW v B WNMG060408-ASW (@ @@
. WNMG060412-ASW @ @@ ®
. 6 *\WNMGO080408-ASW (@/@/®®
- o
5 - < WNMG080412-ASW |©0/@®
3| -
;c:'i = 55 04 05 08 1.0
% ;E‘ f(mm/rev)
T
4 A N WNMG080404-AS @ ®
3 a . *WNMGO080408-AS ©00® °
(0} %
< o Ee WNMG080412-AS 0@ @@ °
5 - 3
= -
2
0.2
0.2 D‘.4 06 08 1.0
é’ f(mm/rev)
S CE o WNMG060404-CB ) ®
3 , *WNMG060408-CB | | |® °
Q
2 . T g
=5 A |
53 ([
[k}
3 ,
<
'g 0 02 04 0.6 08 1.0
é f(mm/revj

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2_82 m Select;gr\zgiwdes (4-1) > tool(l'sla';)%?ers > (15-1) >



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Trigon, with hole o N WNMG 08 04 04 - l:”:l

80° Negative

m \}'\ WN[I[] | 0604077 | 0804717 | 100617 | 13061
odt mm) | 3.81 5.16 6.35 7.93

ted Un- A e
| S [ cometl.itd Applicab
ol lelo [o
00

C
c
o
(Y

1 I 5 Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
Q symbol

Ssuesu| OVL

pe Adn O "'E 00 olde
o - ~ = page
2| (cross secti : B 28 |F
) WNMGO060408-ZM | |@ Tooihoigere:
\ WNMG060412-ZM | @ TAG internal
"y Toolholders
S e *WNMG080408-ZM | @ (6-38 ~)
o P WNMG080412-ZM | @ @@
£ —— 2 WNMG080416-ZM | @@
g = 0 02 04 06 08 1.0
5 S (mm/rev)
g ’
£ - *WNMG080408-NM @@ ®
o . WNMG080412-NM @0 e e
— g A4
: & s
2
0.2 04 06 08 1.0
—<_ 5'1; (mm/rev)
\ R WNMG060404-TM | @@@®
6 WNMGO060408-TM @0 @ e
s WNMG080404-TM @ @ee @
R *WNMG080408-TM @0 0e @
= WNMG080412-TM @ eee @
() 02 o 02 04 06 08 1.0
£ e 2 g e 0% 1% \WWNMG080416-TM @@ ®
E
E . WNMG080404-SM eeo000
8 . * WNMG080408-SM eeo000
‘ £ WNMG080412-SM eo000e
o
© 4
LN\
0.25
»ﬁ'i 02 0.4 06 08 1.0
,@ f(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference>
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TAC Inserts, Negative

Trigon, with hole . WNMG 08 04 04 - ||

80° Negative

N

Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker
symbol

| 2% |
odr

WN[CIJ | 06041 | 0804 | 1006 ] | 1306 ]
od1 (mm) 3.81 5.16 6.35 7.93

o

TAC Inserts

£ | appe Ay o BEREEERER S8 (o | | Rk
0 SES SEET |5 |®|o|b|b|b|T|T B% z Pag
AR zz
All-round . WNMGO060404 o0 000 TAC External
. WNMG060408 o0 oo ;A%,,}‘g;:; )
ES*T*** WNMG080404 eoco0c000e o A o0 i
Sl *WNMG080408 |@eeeeeeee o | AAe |@
11| WNmMG0s0412 |eeeeeeeee o o
"7 290505 10| WNMGO80416 000000
WNMGO080408-CM ooe
*WNMG080412-CM ooe

a p (mm

-
N A O ® ©

[
0.2 04 06 0.8 1.0

(mm/rev)

WNMG080404-DM
*WNMG080408-DM ©©®©®
6 WNMGO080412-DM © 0 ® e

0 02 04 06 08 1.0

Medium cutting
H n
A
ap (mm)
]

(mm/rev)

0.25
HMM wv WNMG080404-HMM P

. *WNMG080408-HMM [
Es WNMGO080412-HMM @
S
1D
0.25
:m 0 02 04 06 08 1.0
f(mm/rev)
33 ™ . WNMG080404-33 °
" R *WNMG080408-33 (J
& » E 6
-
0.2
0.2 04 06 08 1.0
|—\/_ (mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-¢ <G <R > B T



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Trigon, with hole P WNMG 08 04 04 -[ |[ |

800 Negative ! I-g‘ Cutting edge length (£) Thickness (s) Corner radius (re) gﬁjrﬁ)tt))gleaker
\ ‘% WNCIJ | 0604171 | 080411 | 100611 | 130611
od1 (mm) 3.81 5.16 6.35 7.93

O

@)

8

—
3 %
(@)

ol
H

2

SHesuU| OV.L

[ howe Ay g9998383598008 3 & el
z 0 ectio 0|0|0|0|©|©|©(© LT vwwI O 2
[l el el el el e el e B
WNMG080404-37 (] ;ﬁg.fg,‘gg,‘:'
. *WNMG080408-37 oo TAC T )
Toolholders
Ee (5-38 ~)
t€'4
0.2 2]
E’ 0.2 04 06 08 1.0
% ~ Z? (mm/rev)
H SA ~ *WNMGO080408-SA ec0000 °
3 \ WNMG080412-SA eoo000
@
(§-4
o |
0.2 04 06 0.8 1.0
’\Qr (mm/rev)
WNMG080408-THS @ © ® ®
. ’ *WNMG080412-THS @ @@ ®
- Ee < WNMG080416-THS| @@
— § ol | WNMG100612-THS| @@ ®
13 Gl
2 WNMG100616-THS| @@ ®
04 0 02 04 06 08 1.
:% f(mm/rev)
o ) *WNMGO080408-TH @0 000 ©
§ . WNMG080412-TH @ @ee @©
= Ee WNMG080416-TH @@ ®
3 E
g2 o4 WNMG100612-TH | @@
=] 2
= 03 WNMG100616-TH 0
g ’_ﬁ; 0 02 04 06 08 1.0
g 8 (mm/rev)
S
WNMG080408-SH 00
" *WNMG080412-SH o0
E 6
g4
0.3 :
. OO 0 02 04 06 08 1.0
N f (mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, Negative

Trigon, with hole - WNMM 08 04 Og QIE

Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker
symbol

| 2% |
odr

80° O Negative O
2

WN[CIJ | 06041 | 0804 | 1006 ] | 1306 ]

od1 (mm) 3.81 5.16 6.35 7.93
[}
T
@ 3
Q — Ap ert Cat. No.  EIEIHITIM 3
[ = < === : - ~ ID E page
< O O © OV = (7] =
Ll Ll L O 2
2 10 WNMG080408-CH| | @@® Tosihaigara!
4-17 ~
3 s *WNMGO080412-CH | | |@l@® he e 17-)
= Es Toolholders
& ] .
o . ©
£ 0.4 2
2| |
to) :7_, 0.2 04 06 08 1.0
= f(mm/revj
%’ 10 WNMAO080404 000 (J
9 8 WNMAO080408 00 A ®
2 —~ £e WNMAO080412 o00
4!
m s| - WNMAO080416 0
(o)}
% 0.2 04 0.6 08 1.0
:u:- f(mm/rev)

Trigon, with hole WXGU 04 03 02R-[ ]

. T — Cutti d Thicki C Hand Chipbreak
80° A Negative O I length (£ okness () Ty Symbol -
L DXGU | 040301
od1 (mm) 2.7
0 0 o - (=] oolhold
ppe Lp (] (2] (]
: I P @ pag
: 0 . < ($] 2
WXGUO040302R-SS |@ 0 ° TAC Internal
10 Toolholders
3 . WXGU040302L-SS |@ o || |® 5-31)
3 6
o2 T WXGUO40304R-SS |@ o | |o
.= O) RS
52 gs *WXGU040304L-SS (@ ° °
3 2
z D
= Qo 0 02 04 06 08 1.0
W’?—, f(mm/rev)
BH TS | WXGUO040302R-TS |@ ° °
k=] 10
3 ° WXGU040302L-TS @ ° °
g z WXGUO40304R-TS |@ ° °
el £
e g4 *WXGUO040304L-TS |@ ° ®
g 01 2 WXGUO040308R-TS |@ ° °
£ B 702 04 08 67 10| WXGUO40308L-TS (@ ° °
= (mm/rev)
£

Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2_86 m Select;gr\zgiwdes (4-1) > tool(l'sla';)%?ers > (15-1) >



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Rhombic, with hole

35 egative

—t VNCIT | 16040000

. .. VNMG 16 04 04 -[ ||

- ./ ./ \. I
| -g— Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

|| symbol

od1 (mm) 3.81

Ssuesu| OVL

s 2 NsetsssEets 852 seE o Kool
: oss sectio PRRRRRZES oo 222 |F
VNMG160404-TF Ul Tooihaiders.
I Tk *VNMG160408-TF o oo TAG Intornal
- f Toolhol(dSe_l\;ss7 3
¢ io_: I%«J.zn.:s
|
(o))
-_% D0.2 04 06 0.8 1.0
2 & (mm/rev)
£ i"
401 - VNGG160402-01 ° o0 o
8 . s *VNGG160404-01 o0 @
o e Ee == | | VNGG160408-01 o0
v ;?_4 ’ 0010203
2
h0.2 04 06 0.8 1.0
’_ﬁ (mm/rev)
kY
) VNMG160402-TSF ® (]
o VNMG160404-TSF ©©® ® (J o
e Es *VNMG160408-TSF ©© ®® ® (]
S | & VNMG160412-TSF [@/@@®
2]
~
0.2 04 06 08 1.0
W (mmirev)
SF v o VNMG160404-SF 00
8 *VNMG160408-SF 00
g L
EC o4
£ AN
('R
0 02 04 06 08 1.0
f(mm/rev)
TS m - VNMG160404-TS 000 (] AO®
\ *VNMG160408-TS | @ @® o | A®
Eo VNMG160412-TS 00 AO®
e |G
©
2
N 02 04 0.6 08 1.0
’\<\E e
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
Selectzgpzﬁuldes (4-1) > tool(l;t_)%lers > (15-1) >
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TAC Inserts, Negative

Rhombic, with hole

35egative
VN L[]

I S

K]

VNMG 16 04 04 -[ | |

N\

l

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

VNOO

160410]

od1 (mm)

3.81

symbol

2]
T
[0}
n
2 5
%E) :
= o
. o
=
=
2
=
iC
o
=
=
=}
o
=
=2
S
@
E
o
e
=
£
<
2
£
ic

ot
o [=] o

APP aple

Ci O (=)= 00 olde
D Aq M
[=][=] page
©o|©
==
" *VNMG160404-SS o0000 ;ﬁgﬁg.‘igg%'
. VNMG160408-SS co00e TAC Intorral
Toolholders
fe VNMG160412-SS 000000 @ (5-37 ~)
o
o 4
il
0.2 0.4 06 08 1.0
(mm/rev)
© VNMG160404-CF o0
o *VNMG160408-CF o0
E 6
&
2
002 04 05 08 70
(mm/rev)
.,. VNMG160404-ZF 000 o [
o 3 *VNMG160408-ZF 00 o (]
Ee I EN VNMG160412-ZF 000
7_.,_4 0010203
©
2
0.2 0.4 06 08 1.0
(mm/rev)
*VNMG160404-11 (] AO® @
s 3 } VNMG160408-11 AO®
e Y| | VNMG160412-11 A®
5_4 010203
©
|
02 04 06 08 1.0
(mm/rev)
*VNMG160408-ZM | ©0® @
s VNMG160412-ZM 00
Es
(€'4
2
02 04 06 08 1.0
(mm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

2-88

@ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
<BEEE <BESEER e RS




SVEasH

jon-ferrous oy Har
Steel  Stainless  GastIron " Superalioys  Hard

Rhombic, with hole
’ ‘s, VNMG 16 04 04 - [ | |
35egative L 3-8_ Cutting edge Iemhi:{ss(s) Cornel>i.ius (re) g;rj{?é)élteaker
—L VNOO | 16040100

=
O el grade O
ppearance A eteat o, A e EEEEERE R o
Q = OO v OO = y=|v=| v N0 T page (9]
= 0O 0 000 0©OOOIInWnIIH- @Nn\n =
||| < < | < <O 22
VNMG160404-TM @@0® © Tooihaldere.
10 4-30 ~
. *VNMG160408-TM @@0® @ ThC 150 )
to VNMG160412TM @eee @ Toolhelgs -
- | -
ol |
0.2 _’_I
o 0 02 04 06 08 1.0
’V%i (mm/rev)
- VNMG160404-SM 0000
\ *VNMG160408-SM eoo000
Es VNMG160412-SM 0000
e |
S\
1D
0.2 04 06 08 1.0
,\@ f(mm/rev)
All-round (v, S VNMG160404 o000 000000 o0 O
. *VNMG160408 0000 000000 o0 O
g - Ee VNMG160412 o0 000 CJ0 )
3| o
g s S
g ’_\ﬁe— 0.2 04 06 08 1.0
= ° (mm/rev)
CMw ) VNMG160408-CM o000
s *VNMG160412-CM 00
E 6
L= ]
o]
025 T ]
0.2 04 06 0.8 1.0
M f(mm/rev)
DM w VNMG160404-DM
o *VNMG160408-DM @@ ©®®
- Es VNMG160412-DM | @0 @@
-
0.25 27_’_|
0 02 04 06 08 1.0
‘qug f(mm/rev)
Note: Chipbreaker cross sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference>
Selectzgpzﬁuldes (4-1) > tool(l;t_):slers > (15-1) 2_89



%)
T
O]
19
£
2
'_

2-90

TAC Inserts, Negative

Rhombic, with hole

35 egative

K]

VNMG 16 04 04 -[ | |

N

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

symbol

—t VNI | 1604000
@d1 (mm) 3.81
ADD adp O 8882323 83 o oolholde
2 5 bbb 28 | E
. o o ERRRREZE zz | F
VNMG160404-HMM ® TAC External
3 *VNMG160408-HMM ° TAG 30 -)
- T VNMG160412-HMM ° Toolholgers
S
o\
o 0.25
.g fzgp/ 0.2 0.4 0.6 0.8 1.0
.‘5 (mm/rev)
(8]
é 33 . VNMG160404-33 ° °
g s *VNMG160408-33 (]
- — E 6
¢ &
|
0.2
0 02 04 06 08 1.0
— (mm/rev)
2 N VNMA160402 °
3 . VNMA160404 o0 A o
§ ’ - = VNMA160408 000 A (]
o - - E
g V (€'4
o 2
(o)}
'_g 0 02 04 06 0.8 1.0
1o (mm/rev)
£
[N

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

Rhombic, without hole

35egative
VNGD

e s

P

VNGD 16 07 12

Cutting edge length (£) Thickness (s) Corner radius (re)

APP

Finishing to medium cutting

-
—

ap (mm

® o ¢

>

N

02 04 06 08 1.0
(mm/rev)

Ceramics|

VNGD160712

@ [FX105 I

TAC External
Toolholders

4-37)

TAC inserts i TAC boring
Selection Guides g(ejlag;lg E2C to:ll;olders > toolholders >
(2-2) 9 (4-1) (5-1)

Technical reference
(15-1)




uuuuuuu oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Y-shape, with hole

25 egative
YNLIL]

]

YNMG 16 04 04 - [ ]
N

Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker
symbol

YNMG | 16041
od1 (mm) 3.81

cap = O UGN I =2=] o 00 olde
= Appe e O |N|™M N|M [
= = |- ~ page
< 0 e O 00|00 0o =
| ol Ll Ll Ll L [S)
YNMG160404-ZF o0 ° TAG Extornal
e 4-30 ~
“ *YNMG160408-ZF o0 (J TAC Intt(ernal
Toolholders
. ..-.;_. E 3| (5-37 ~)
o w 2
£ ® M
E =
=]
E 22 01 0.2 0.3 04 05
s o (mm/rev)
§ =
o o *YNMG160408-ZM (0 (]
5 £a
HE o N
= —N
| ©2 N
1 08 .
01 02 0.3 04 05
’WQ</’§ (mm/rev)

_|
>
@)
>
%)
[0}
p
®

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
R B >

2-91




TAC Inserts, Negative

Round, with hole | RNMG 1204 00 - [ | ]

Dol  ©) [
o

»

od+

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

4
RN | 090300 | 120400 | 150600 | 190600 | 250900 | 310900
od1 (mm) 3.81 5.16 6.43 7.93 9.22 12.78

%)
T
% O el grdaae
Q = 0 10[10[1010 o o[ oolholde
|<—E = APpe D 1°- : 1‘! v«-, E '!o- ) page

2| (Cross sectio pRRR H | S

2 RNGA120400 (] TAC External

= 10, Toolholders

5 (4-32 ~

o 8

£ @ ¢

i) 2

j=2)

c

= 02 04 06 08 1.0

2 (mm/rev)

=

[

RNMGO090300-61 L J0J

> o *RNMG120400-61 ©©©®® ®

£ £ RNMG150600-61 | @@

3 - type

e & s+—1 Y|  RNMG190600-61 | @@e®

S YPe | type

E 2 ['— —~ RNMG250900-61 (L

o4 ;}im;:w 6 20| RNMG310900-61
Note: Chipbreaker cross sections are of * marked inserts. @ : Stocked items

n A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
22 <PHEEEN<BEEER s> D



Steel  Stainless  GastIron

peralloys , Hard
Superalloys 25 s

Round, without hole . RNGN 12 04 00
T

Negative Cutting edge length (£) Thickness (s) Corner radius (re)

i

_|
>
O ed grade O

o alools “Je € 2 O g: ll. :-.- %

< O O E 5

g RNGN120400 o0 TAC Extena

= 10 oolholders

3 s RNGN120700 (J (4-51)

5 e

2 Ee

E &

2 2

o

'.g 02 04 06 08 1.0

= f(mm/rev)

£

ic

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
G CEE > D> D> 2



TAC Inserts, Negative

Parallelogram,
without hole

.
552/ negate ]

re‘s

Vs

KNMX 16 04 05R - | |

/

Cutting edge  Thickness (s)  Corner Hand of Chipbreaker
‘ 2 length (£) radius (re) insert symbol
2]
T
Q) O e grade
CD Q el
= | _Coated | ____________ | Applicab
O O (= oolhold
DP =4 (v
= E : & pag
<] O O ‘,
Y KNMX160405R-S1 (@ TAC External
. KNMX160405L-S1 |@ (4-61-)
o . i te *KNMX160410R-S1
5| . | o KNMX160410L-S1
=
E 0.35 2 | \:
’_\_4&; 02 04 05 08 1.0
= (mm/rev)

Note: Chipbreaker crosssections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
- <PHEEE <PBEEER s> D



uuuuuuu oy Hard
Steel  Stainless  Castlron Non-e Superalioys | Hard

Hexagon

HNGD 05 07 12

—3

1 200 Negative Cutting edge length (£) Thickness (s) Corner radius (re)
O e grdade

O pbreake =
ol Appea e LA D € O g 00 olde
o) E page
g 0 HNGDO050712 ° TAG External
3 . HNGD050716 ™ -
2 &
€ 2
o)
(=) 0.2 04 06 08 1.0
-E ,7 f(mm/rev)
2
f=
=

spesU| OV1

Note: Chipbreaker cross sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
R ER R R >
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TAC Inserts, positive

80°

Rhombic, with hole

Positive
70

>

N
)

CCGT 060202 -[ | |

Cutting edge length (£2) Thickness (s) Corner radius (re) Chipbreaker
symbol

~

CCOT(W)
od1 (mm)

03X10]
1.9

04T1J
2.3

060271
2.8

09T31J
4.4

1204000
5.5

CCGT060202-01

APpP able

O e grade
Goated
olow olo|.|ole
02 0lCQ

o
®
®
I
(V]

0
=
()

n
(/]
=

wlvlo
NN =
Ldb b page
oo T
== =

UXs3

0 (=X =1{=IPN[-][=]
- NN ™MD O OO
- OO Ix 0NN ININLW ~
o OOIEIISIEFE (2}
= FF <006 °no< 4

TAC External

! TAC Inserts

3|

2
1

=)

| =1
0010203

ap (mm)
IS

2

Precision finishing

| =%
0 02 04 06 08 1.0

f (mm/rev)

Toolholders

*CCGT09T302-01

o
N
~
=
@
@

@ @® J530

(4-63 ~, 4-75 ~)

TAC Internal
Toolhol(ders

J-series

8-9)

CCMT060202-PSF

CCMT060204-PSF

CCMT09T302-PSF

CCMTO09T304-PSF

==
0 02 04 06 08 1.0

f (mm/rev)

*CCMTO09T308-PSF

ap (mm)

a
N B O ® O

0 02 04 06 08 1.0

f (mm/rev)

CCMT060202-PF

CCMT060204-PF

CCMT060208-PF

CCMTO09T302-PF

CCMTO09T304-PF

*CCMTO09T308-PF

Finishing

02 04 06 08 1.0

f (mm/rev)

CCGTO03X100R-W08

TAC Internal
Toolholders

CCGTO03X100L-W08

(5-12 ~)

CCGT03X101R-W08

J-series

(8-36)

CCGT03X101L-W08

CCGT03X102R-W08

CCGT03X102L-W08

CCGT03X104R-W08

CCGT03X104L-W08

CCGT04T100R-W08

CCGT04T100L-W08

CCGT04T101R-W08

CCGT04T101L-W08

*CCGT04T102R-W08

CCGT04T102L-W08

CCGT04T104R-W08

CCGT04T104L-W08

Note: Chipbreaker cross-sections are of * marked inserts.

2-96

IAClnsants Relating | TAC toolholders TAC boring >
Selection Guid toolholders
m eecigrtee | pages 1) )

@ : Stocked items
A : Discontinued items

Technical reference
(15-1)



Non-ferrous St Hard

Steel  Stainless  CastIron eralioys ( Hard

Rhombic, with hole CCGT 060202 -1

-+
Positive @ 1 — N !
o \ Cutting edge length (£) Thickness (s) Corner radius (rs) Chipbreaker
7 * o )T 2 symbol
/

L—e,[ CCOT(W)| 03X1J | 04T1JJ | 0602 | 09T3JJ | 1204]

od1 (mm) 1.9 2.3 2.8 4.4 5.5
ololo
a|®|0
~[16[19
=
oo

o)
o
o
9]
od1 Wm“

spesU| OV1

00000V OV 9o0o
NN N ™= NO T ™= 0000
= OO OO ™ML
00000 IIIIIIFIi=
FFF g <0|0/6|/0|<

TAC External
Toolholders
(4-63 ~, 4-75 ~)
TAC Internal
Toolholders

B-12 ~)

J-series

(8-9)

CCGT060200R-W15
CCGT060200L-W15
CCGT060202R-W15
CCGT060202L-W15 (]
01 2 *CCGT060204R-W15 [ J

‘FQ ¢ 520735 05 10| CCGT060204L-W15 oo | o o o0
CCGT060208L-W15 °
CCGT09T302R-W20
CCGT09T302L-W20 °
* CCGT09T304R-W20
CCGTO09T304L-W20 o0 || o

04 CCGTO09T308R-W20

hég "7 93 07 0310 | CCGTO9T308L-W20 °

. CCMT060204-PSS
" CCMT060208-PSS
@ £ *CCMTO09T304-PSS
g4 CCMTO09T308-PSS
N CCMT120404-PSS
5 o 6z b4 08 G5 io | CCMT120408-PSS
CCMT120412-PSS
CCMT060202-PS
CCMT060204-PS
* CCMT060208-PS
CCMTO09T302-PS
L CCMTO09T304-PS
0 02 04 06 08 1.0 CCMTO09T308-PS
f mmire CCMT120404-PS
CCMT120408-PS
CCMT120412-PS

CM m 10 CCMT060204-CM
P CCMT060208-CM

CCMTO09T304-CM
0.25 0 02 04 06 0810

CCMT09T308-CM
*CCMT09T312-CM

f (mmrrey) CCMT120404-CM
CCMT120408-CM

@

ap (mm) o
»H o0 =] o

® ® ® ® ® & NS530

14

Finishing

ap (mm)
N A O ® C

Finishing to light cutting

-
o o o

ap (mm)
N »

10}

Finishing to medium cutting

ap (mm
N A O ®

10¢

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating | TAC toolholders > TAG boring > Technical reference
2 g toolhold =~
4kl GRS R wopefer w3 2-91



TAC Inserts, positive

Rhombic, with hole . CCGT 060202 - ]

Positive A = — N\ !
[o) o \ @ 'SI Cutting edge length (£2) Thickness (s) Corner radius (rs) Chipbreaker
80 7 N S
N~
| J / CCOT(W)| 03X1J | 04T1[JJ | 0602(J] | 09T3JJ | 1204]J
m ¢d1 (mm) 1.9 2.3 2'8 4.4 5'5

Wmﬁ

[}

+

% O e grade

o ' Z ert Cat. No w(1v(vv/o/ov(w olol.lo Lo oolholde

= e : 5 5/5/5/B BB BREEE 9T ML
) Soe SEETE PeRRRRRZ 2G~2 =

] A CCGT060202-AL TAG Extoma
5 10 CCGT060204-AL (4-63 ~, 4-75 ~)
© TAC Internal
E 8 *CCGT09T302-AL T°°'h°'gf;s2 )
ﬁ §6 CCGT09T304-AL |. J-series
S Ch CCGTO09T308-AL o (©-9
- - 2
o CCGT120402-AL ®
'_E 0.2 04 06 08 1.0
] $ £ (e CCGT120404-AL |.
=
i CCGT120408-AL 0
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAG boring Technical reference
2_98 m Selectzg[lszdes pages (@-1) > tool(g?%c):lers > (15-1) >



Non-ferro

us Superallo Hard
Steel  Stainless  CastIron Superalioys  Hard

Rhombic, with hole CCGT 060202 -1

I s
e
Positive Vo — N !
[0} o . @ '81 Cutting edge length (£) Thickness (s) Corner radius (rs) Chipbreaker
80 7 p )ro'\ symbol
| 2 / CCOT(W)| 03X1J | 04T1JJ | 0602 | 09T3JJ | 1204]
od1 (mm) 1.9 2.3 2.8 4.4 5.5

Coated A o

spesU| OV1

dn O G K =1{=11) [=l{=][=)=] OOI.I.° oolhold
G| Appear SO o I (pa
; 0 0 e blo<o 222 F
o 10 CCGTO03X101-JS o ;ggdgfggr:gl
£8 s CCGT03X102-JS ® (5-12 - )
3% € J-series
= § . CCGT03X104-JS ° (538
g5 . *CCGT04T101-JS .
—Cc
5° r< Zé 0 02 0.4 06 08 1.0 CCGT04T102-JS ‘.
('8
f e CCGT04T104-JS °
EJSo o roge
(] 10,
o9 . | | CCGT060201FN-JS o (4-63 ~, 4-75 )
= o TAC Internal
£g 2ol |1 CCGT060202FN-JS o Toolholders
o) g L CCGT060204FN-JS o J-series
[= 005 01 015 02 025 -
58 2 CCGTO9T300FN-JS o €9
e °% 77 00 05770 < CCGTO9T301FN-JS o
5o CCGT09T302FN-JS o
c
s CCGTO09T304FN-JS °
CCGT060201N-JS °
2. '" ~| | CCGT060202N-JS °
= 8
g% £ol | IR CCGT060204N-JS °
£3 gof | *CCGTO09T301N-JS °
52 N2 | CCGT09T302N-JS °
» 0
B rq 0 02 ;.4 06 08 1.0| CCGTO09T304N-JS o
(mm/rev)
7 0 " CCGT060200FR-J10 ™ °
g R CCGT060200FL-J10 ° o @
g ‘\ 6 CCGT060201FR-J10 ° N
< =
2] \ g4 \ CCGT060201FL-J10 ° °
(2]
2 2 CCGT060202FR-J10 ° o @
;: mf ©"0Z24 05 08 70| CCGT060202FL-J10 ° o o
£ CCGTO09T300FR-J10 ° ™
5 CCGTO09T300FL-J10 ° °
()
= CCGT09T301FR-J10 ° °
2 CCGT09T301FL-J10 ° ° o
£ *CCGT09T302FR-J10 ° o o
% CCGT09T302FL-J10 ° o o
8
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating | TAC toolholders > S orng > jechoical reference> g
2 5 toolhold =
m SE|eCtI(gI_'I2§3uldes pages (-1 = (5?1) = (5 2 9



%)
T
O]
19
£
2
'_

2-100

TAC Inserts, positive

Rhombic, with hole

CCGT 060202 -[ | |

Ve
Positive @ <1 ' . | |
800 70 8 y [ )ro'\ Cutting edge length (£2) Thickness (s) Corner radius (re) g;rlnptt))gleaker
¢ /4 |ceOoT(w)| 03X10007 | 04T10001 | 060207107 | 09T30I | 12040717
od1 (mm) 1.9 2.3 2.8 4.4 5.5
: 0SS SECHO F- - F<<<|cn|o|<|o]?2)Z|x |-
N J10 . CCGT060201R-J10 TAG Externa
) s CCGT060201L-J10 (463 -, 4-75
: -, CCGT060202R-J10 ° Toainolders
2 & CCGT060202L-J10 ° s-series
< 2 CCGT09T301R-J10 ®-9)
£ mf P IT 06 0510 | GCGT09T301L-J10 °
= *CCGT09T302R-J10 °
- CCGTO09T302L-J10 °
S
B23w | CCMT060202-23 °
" CCMT060204-23 °
Ze *CCMTO09T304-23 °
= | s CCMT09T308-23 oC
> :
0.2 04 06 08 1.0
\_/__/ f (mm/rev)
M All-round CCGT060202 °
g CCGT060204 °
g 9 Z CCGT09T302 .
3 = | & *CCGT09T304 0
E 2 CCGT09T308 °
cg» Xf 0.2 g.:m mo/.rsev)o.s 1.0
i
i -~ CCGT060200R °
. CCGT060202R °
0 £ CCGT060202L o
g+ CCGT060204L .
= CCGTO09T302R .
o oo 0 08 0370 | CCGTO9T302L .
‘\@; *CCGT09T304R °
CCGT09T304L °
. CCMT060204-PM @0 oeee eeee o | oo
- . CCMT060208-PM @eeoee oeee o | |00
| AN | :- CCMT09T304-PM @0 0eee eeee o | oo
| WY L *CCMT09T308-PM @0eeee ecee o | oo
2 015 2 CCMT09T312-PM |e0@ee0e eee |o
2 *Pldr "2 04 08 0310 | GCMT120408-PM ecoe 000 o ||
CCMT120412-PM e0ce o0 o | |o

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAG boring Technical reference
m Selectigzlszdes pages 7)) > tool(g?%lers > (15-1) >




PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Suporalioys  Hard

Rhombic, with hole H CCMW 060204 -1

Positive ] — N !
(o) o '8 Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker
80 7 )r,\ symbol

/ CCOT(W)| 03X1J | 04T1JJ | 0602 | 09T3JJ | 1204]

spesU| OV1

- Coated
adn O Iﬂl.ﬂOOlolﬂ‘o_Oo [=][=] oolholde
2| Ap TRYBENZG0SE 22RaRE | |2 pag
c 0ss sectio ERRRRIscs qc>22  |F
/ . CCMT060202-24 hd Toohoidore.
CCMT060204-24 ® (4-63 ~, 4-75 -)
o 8 TAC Internal
= E 6 CCMT060208-24 [ T°°'h°'(°5"qu‘2 )
3 g4 CCMTO09T302-24 [ J-series
5 2 *CCMT09T304-24 ° €9
O 0.2
§ _ 02 ’?'(‘:nm"/zv)’”’ 0 | CCMTO09T308-24 [
CCMT120408-24 [
- P comwosoz04 | | | (e
8 CCMW060208 ®
-~ Eo *CCMWO09T304 ®
o v &+ CCMW09T308 °
% 2
02 04 06 08 1.0
g f(mm/rev)
B \
£
o CCGW060202 [
2 \ *CCGW060204 °
2 - £ CCGW09T304 ° °
i v &
2
0 02 04 06 08 1.0
; f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAG boring Technical reference
m Selectl(gl_'lzfuldes pages (@-1) > tool(}%?%oilers > (15-1) > 2 _1 01



TAC Inserts, positive

Rhombic, with hole . CPGT 050202 - ||

~ / \
Positive | /'~ "/ . — !
lo) © o \ @ B I Cutting edge length (2) Thickness (s) Corner radius (re) Chipbreaker
80 1 1 * L/ )Y‘,’_ symbol
-
| J CPT(W)| 0502[]] | 06021 | 0802(]] | 0903[]

od1 (mm) 2.5 2.8 3.4 4.4

ted Un- A o
Q0| |o

C
C
[«] 00 olde

O
O
O
[}
=
o

T5115

©/® 0000 0|0 AH725

T6020 [
T6030

T9125
T6120
T6130
AH630
AH645
TH1

TAC Internal
Toolholders

(5-14 ~)

CPMT060202-PSF
CPMT060204-PSF
- CPMT080202-PSF
§4 CPMT080204-PSF (@
2 CPMT090302-PSF
o oz 0406 0a 70 |"CPMT090304-PSF @@
W F mrey CPMTO09T302-PSF
CPMTO09T304-PSF @@
. CPMT090302-PF o0 o |00

*CPMT090304-PF
CPMTO090308-PF (0 o0

! TAC Inserts

ap (mm)
N » (=] [ C

o 0.2 04 0.6 0.8 1.0
(=]
= f(mm/rev)

Finishing

CPGT050202R-W15 (J
CPGT050202L-W15 ®
CPGT050204R-W15
CPGT050204L-W15
CPGT080202R-W15

' : ©-0z o7 a5 05 10 | CPGT080202L-W15
= *CPGT080204R-W15 °

CPGT080204L-W15

ap (mm) -
N B o o C

. CPGT090302R-W20

CPGT090302L-W20
M
= 0.2 04 06 08 1.0
f (mm/rev)

TAC Internal
Toolholders
(5-14 ~)

ap mm)

N B O ® C

*CPGT090304R-W20
CPGT090304L-W20
10 CPMTO060204-PSS
CPMTO080204-PSS
° CPMT080208-PSS
*CPMTO090304-PSS
CPMT090308-PSS
0 02 04 06 08 1.0

] f (mm/rev) CPMT09T304'PSS
CPMT09T308-PSS

©

2

0.15

Finishing to light cutting

P (mm)

»
/00 6 6 o6 o
/00 6 6 o6 o

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relatin TAC toolholders TAG boring Technical reference
z-102 G EEEREEED EED >



Non-ferro rd

us Superallo Har
Steel  Stainless  CastIron Superalloys |, Har

rials

Rhombic, with hole

Positive
ao (O] 3

-7 N
\
‘@
\ ’
.

re
Vs

od1

CPMT 060204 - | |

s
I Cutting edge length (£) Thickness (s) Corner radius (rs) Chipbreaker
)Y - symbol

—£

A

CPIT(W)| 05027 | 0602(]] | 0802(J(] | 0903[J(]
od1 (mm) 2.5 2.8 3.4 4.4

=
O e J d01e O
S| chipt  Goated | == | Gormot Jueoues| Applicanle [
dn 0 0w 0 [=] oolholde [0}
S ppe “: “! ﬂ g oF[e %
& O e O oo I (7]
== < 2
. CPMTO060202-PS @@ ® ° TAC Internal -
"Toolholders C
- CPMT060204-PS @@ ° A ° (5-14 ~)
. CPMT080202-PS @eeeee® o A °
Eo CPMT080204-PS 000000 eee 0 |00
o
T4 CPMT080208-PS 000000 oee | o4 | 0o
G *CPMT090304-PS 000000 eee | 0 oo
r¢ TToz 2705 050 | CPMTO090308-PS @@ 0000 000 | 04 | (00
U’ mm/rev)
£ CPMTO09T302-PS @@ ®
3 CPMTO09T304-PS @@ °
.§ CPMTO09T308-PS @@ °
g CM (™M) 10 CPMT060204-CM (] ;g‘():":g}gg:gl
g p 8 CPMT060208-CM 0 (5-14 ~)
e Te
£ 4 §4 CPMT080204-CM ()
5 v . CPMT080208-CM °
0.2 0 02 04 06 0810 CPMT090304-CM o
5 f (mmiey *CPMT090308-CM °
CPMT09T304-CM ®
CPMT09T308-CM °
CPMT09T312-CM ™
CPMT120408-CM °
CPMT120412-CM ™
A sund * CPMT120408 o
10
8
Ee
g4
2~|:'J
o 0.25
.5 2] 0 0.2 04 0608 1.0
"5 = f(mm/rev)
(3)
=
2 Ls . CPMT060204-PM o000 o000 o ® TAC Internal
2 . CPMT060208-PM @@000e 0ee | ® || (614 -)
o *CPMT090304-PM @@ 0000 000 | @ o®
g C CPMT090308-PM @000 ee eee o o0
0.15 24[’_|
& 0.2 04 06 08 1.0
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items
TAC inserts Relatin TAC toolhold TAC boring Technical ref
4 AR B 2-105



TAC Inserts, positive

Rhombic, with hole CPMW 08 02 02 - | ]

re s
ey
Posmve @ -BL Cutting ed I%Th’k/() C \d' ()Clh'b k
f utting edge len ICKNess (s, orner raqius (r; Ipore
80° 11° N B - E ) G
| 4 / CPJT(W)| 05027 | 06021 | 0802[J] | 0903[]]

ad1 (mm) 2.5 2.8 3.4 4.4

)]
+
% O el grade
2 HI A > FEERR 8 | 28 |12 [ | Kerke
=B . ©/©/b T|T E e | |z Pag
< 0 0 <6 (5] 2z =
4 CPMT080202-24 @ TAC Internal
c 10 Toolholders
. CPMT090302-24 @ (6-14 ~)
Ee CPMT120408-24 (]
% 4 CPMT160508-24 °
21 CPMT160512-24 °
g M 0 02 04 06 08 1.0
'.E S f(mm/rev)
3
5 . CPMW080202
§ 8 CPMWO080204 @ @
E“ CPMW080208 @
g4 CPMW090302
? *CPMW090304 °
ﬁ T | CPMW090308 °
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders > TAG boring ’ Technical reference
— i i toolhol
2 104 m SeIeCtzgz‘z)Gu'des pqg b (4-1) - (5?1?ers (15-1)



Steel  Stainless

Castiron

Nonferrous Superalloys \ Hard

Rhombic, with hole

’ Positive
-EEEIE-

°
~

DCGT 07 02 02 - [ ][ ]

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

N\

DCLIT(W)

070201

117300

ad1 (mm)

2.8

4.4

l

symbol

0
2
£
HE
=
K]
1]
]
= B
0.12
oo
2
N
K]
=
('
Lo

DCGT070202-01

Coated

cermet
oo

(%]
0

I"’
NI
N9
22

TH

($)

v-

spesU| OV1

ITAC External

ap mm)

3
2

6 ==

0 010203
4 77[
N

L=
02 04 0.6 0.8 1.0

f (mm/rev)

Toolholders

*DCGT11T302-01

(=)
N
S5Els
o

o

[ 2 J530

(4-63 ~)
'TAC Internal

Toolholders
(5-17 ~)

J-series

(8-12)

DCMT070202-PSF

==
0 02 04 06 08 1.0
f(mm/rev)

DCMT070204-PSF

DCMT11T302-PSF

*DCMT11T304-PSF

DCMT11T308-PSF

ap mm)

® o

=)

IS

DCMT070202-PF

DCMT070204-PF

DCMT070208-PF

DCMT11T302-PF

DCMT11T304-PF

0 02 04 06 08 1.0

f (mm/rev)

*DCMT11T308-PF

DCGT070200R-W10

DCGT070200L-W10

DCGT070202R-W10

DCGTO070202L-W10

*DCGTO070204R-W10

02 04 06 08 1.0
f (mm/rev)

DCGT070204L-W10

DCGT070208L-W10

ap (mm)

DCGT11T302R-W15

=)

IS

0 02 04 06 08 1.0
f(mm/rev)

DCGT11T302L-W15

*DCGT11T304R-W15

DCGT11T304L-W15

DCGT11T308R-W15

DCGT11T308L-W15

Note: Chipbreaker cross-sections are of * marked inserts.

TAC inserts i TAC boring
Selection Guides Rglag;lg [2C to:l:wlders > toolholders >
(2-2) pag (4-1) (5-1)

@ : Stocked items

A : Discontinued items

Technical reference
(15-1)

2-105



TAC Inserts, positive

Rhombic, with hol
ombic, with hole e DCGT 07 02 02 -[ |[ ]

Positive /] ey N
550 70 \ © ) B i | Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
| J—T R symbol

DCT(W)| 0702071 | 11T3[J
od1 (mm) 2.8 4.4

O ed grade
Gosted
oo
e ®®ve

ted
e ermot
n [«)[=] oolholde
N ® 0

%)
T
O]
19
£
2
'_

dp nwo oo oWV oo (o
S| S S (pece
< PR FERFFRRZZ2256 "ok o> 222F
=[; © DCMT070204-PSS 000 @ oee ToSiaternal
g s DCMT070208-PSS @00 ® Cddlnd A It 38 )
£ g *DCMT11T304-PSS @000 @ eo0e oo )
5 @ g DCMT11T308-PSS [0l@0d | | oo -series
2 2 8-12
> D DCMT11T312-PSS @0l0e | | @00 e
= 0.15 0 02 04 06 0.8 1.0
g - - f (mmrev)
i =
Bprsvw B DCMT070202-PS |e/e/eeee @ee | o e | 0o
. *DCMT070204-PS 000000 000 © 04 |00
o | i DCMT070208-PS @@ ° oo | |00
-— | 5 DCMT11T302-PS |@6/000e eee o 04 | @0
i *DCMT11T304-PS 000000 0000 © 04 |00
5 "2 0T e % | DCMT11T308-PS @@0000 000 © oA oo
i "~ DCMT11T312-PS |@0000e ecee o | | @
£ ° DCMT070204-CM °
g . DCMT070208-CM ®
2 - g *DCMT11T304-CM °
2 N | s DCMT11T308-CM °
< ? DCMT11T312-CM °
£ o2 = 0 02 04 06 08 1.0
ﬁ = f(mm/rev)
i
A o DCGT070202-AL °
s DCGT070204-AL °
—~ Eso *DCGT11T302-AL °
W & DCGT11T304-AL °
2 ’ DCGT11T308-AL °
02 04 06 08 1.0
N f(mm/rev)
,19

Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
i B CERER D >



PvENSH

Steel  Stainless

Castiron

Hard

ionterrous  Superallo a
o Superalloys  yziiars

Rhombic, with hole

= ;?sitive
_ DCLI

DCGT 07 02 02 - [ ][ ]

N\

Cutting edge length (2) Thickness (s) Corner radius (re)
R~

DCT(W)

07027

1173000

od1 (mm)

2.8

4.4

l

Chipbreaker
symbol

DCMT070204-23

o
[
~
I
(7]

[=1(=]
oM™
=
oI
= O

T6120

GT730

ocked grade
G
[=1=] %o 0O

=
I
=

NS73
KSO0

o ®

ap (mm)
IS

02 04 06 08 1.0

f (mm/rev)

*DCMT11T304-23

DCMT11T308-23

@ | ® @ NS53

[

DCGTO070202

o o ¢

ap (mm)
N

[
0 02 04 06 08 1.0
f (mm/rev)

*DCGT070204

DCGT11T302

DCGT11T304

*DCGT11T308

Finishing to medium cutting

DCGT070202R

)

ap (mm)
N »

|

0 02 04 06 08 1.0
f(mm/rev)

DCGT070202L

*DCGT070204R

DCGT070204L

DCGT11T302R

DCGT11T302L

DCGT11T304R

DCGT11T304L

DCET0702008MFR-JRP

DCET0702008MFL-JRP

(=1
0 02 04 06 08 1.0

f (mm/rev)

For external turning on small lathes (Sharp edges)

DCET070201 MFR-JRP

DCET070201 MFL-JRP

DCET0702018MFR-JRP

DCET0702018MFL-JRP

DCET070202 MFR-JRP

DCET070202 MFL-JRP

DCET11T3008MFR-JRP

DCET11T3008MFL-JRP

DCET11T301 MFR-JRP

DCET11T301 MFL-JRP

DCET11T3018MFR-JRP

spesU| OV1

TAC External
Toolholders
(4-63 ~)
TAC Internal
Toolholders

517 ~)

J-series

(8-12)

DCET11T3018MFL-JRP

*DCET11T302 MFR-JRP

DCET11T302 MFL-JRP

Note: Chipbreaker cross-sections are of * marked inserts.

TAC inserts i TAC boring
Selection Guides Rglag;lg [2C to:ll:olders > toolholders >
(2-2) pag (4-1) (5-1)

@ : Stocked items

A : Discontinued items

Technical reference
(15-1)

2-107



TAC Inserts, positive

Rhombic, with hole r DCGT 070202 -[ | ]

= ;?sitive )

2 DCLIT(W)| 07020101 | 117301
@d1 (mm) 2.8 4.4

od+

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
e symbol

° 00 01Q€
E padde
[

Co

TAC Inserts
%
(0]

J740

GH730 =3P
® O 000 000000000000 00 0 0o 000 0 0 0 0 e o6 sH7

T6120

o
(2]
-
©
=

T9105
T9115
T9125
T9135
GH110

n
N
~
I
<

TAC External
Toolholders
(4-63 ~)
TAC Internal
Toolholders

(5-17 ~)

J-series
(8-12)

PF ‘ DCET0702008MFR-JPP
' DCET0702008MFL-JPP
: DCET070201MFR-JPP
@ DCET070201MFL-JPP
DCET0702018MFR-JPP

Vi&f 2 04705 0810 DCET0702018MFL-JPP
DCET070202MFR-JPP

DCET070202MFL-JPP
DCET{1T3008MFR-JPP
DCET11T3008MFL-JPP
DCET11T301MFR-JPP
DCET11T301MFL-JPP
DCET11T3018MFR-JPP
DCET{1T3018MFL-JPP
*DCET11T302MFR-JPP
DCET{1T302MFL-JPP
DCET0702008MFN-JSP
DCET070201MFN-JSP
*DCET0702018MFN-JSP
DCET070202MFN-JSP
DCET11T3008MFN-JSP

0 02 04 06 08 1.0

" F e DCET11T301MFN-JSP
DCET11T3018MFN-JSP
DCET11T302MFN-JSP
DCGTO070200FN-JS
DCGTO070201FN-JS

o DCGTO070202FN-JS

For external turning on small lathes (Sharp edges)

o o ¢

RO 1
\
|

ap (mm)

A | e 1 DCGT11T300FN-JS

*DCGT11T301FN-JS

0.2 04 06 08 1.0
rd? £ oo DCGT11T302FN-JS
DCGT11T304FN-JS

" DCGT070201N-JS °
DCGT070202N-JS \.

I\
\

ap (mm
» (2] -

: *DCGT11T301N-JS (]
Lasee |

005 0.1 0.15 02 025
2 A

DCGT11T302N-JS °
DCGT11T304N-JS °

0.2 04 06 08 1.0
f(mm/rev)

On small lathes

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
B CIERER D >



eeeee

Rhombic, with hole

DCGT 07 02 02 - [ ][ ]

[f s
Positi s \
ositive ) T l
550 70 % © ) 'SL:__. Cuttlng edge length (£) Thickness (s) Corner radius (re) Chipé)r?eaker
:; R~ symbo
2 DCOT(W)| 07020717 | 1173000

APP

On small lathes (Honed edges) For external turning on small lathes (Sharp edges)

Medium cutting

-

"“im

S e
-

-

ap (mm)
~

*DCGT070200FR-J10

T9115

I.DOOOO
NN N O
v (v0O 0
©|©|©|©|©
Lol Ll ol Ll

)
-
-
10
™

o
©
©
I
<

10
<
©
I
<

(')

o
[
NI~
IS
[Cla(*]

TAC External
Toolholders

o ©

S

02 04 06 08 1.0

f (mm/rev)

DCGT070200FL-J10

(4-63 ~)
TAC Internal

DCGT070201FR-J10

Toolholders
(5-17 ~)

DCGT070201FL-J10

J-series

DCGT070202FR-J10

8-12)

DCGT070202FL-J10

DCGT11T300FR-J10

DCGT11T300FL-J10

DCGT11T301FR-J10

DCGT11T301FL-J10

DCGT11T302FR-J10

DCGT11T302FL-J10

....00.......1740

® 00 0 0 o 0o o 6 e e e THiI

ap (mm)

-
o ®© o

*DCGT070201R-J10

DCGT070201L-J10

IS

[}

\

0 02 04 06 08 1.0

f (mm/rev)

DCGT070202R-J10

DCGT070202L-J10

DCGT11T301R-J10

DCGT11T301L-J10

*DCGT11T302R-J10

DCGT11T302L-J10

ap (mm

N B o C

2=11

i
D

0 02 04 06 08 1.0

f (mm/rev)

DCMT070204-PM

DCMT070208-PM

DCMT11T304-PM

*DCMT11T308-PM

DCMT11T312-PM

ap (mm

N B o C

DCMTO070202-24

\\

0 02 04 06 08 1.0

f (mm/rev)

DCMTO070204-24

DCMTO070208-24

DCMT11T302-24

*DCMT11T304-24

DCMT11T308-24

spesU| OV1

o
="

@ : Stocked items
A : Discontinued items

TAC inserts i TAC boring
Selection Guides Rglag;lg [2C to:l:\olders > toolholders >
(2-2) pag (4-1) (5-1)

Note: Chipbreaker cross-sections are of * marked inserts.

Technical reference
(15-1)

2-109



TAC Inserts, positive

Rhombic, with hole

55°/ 0/

Positive
70

DCGW 07 02 02 - | ]

Cutting edge length (£)

Thickness (s) Corner radius (re) Chipbreaker
symbol

%)
T
O]
19
£
2
'_

2 DCT(W)| 0702077 | 1173000
od1 (mm) 2.8 4.4
5D cdp O a g ‘Ie 3 ‘°_ 8 o g 8 o oolhold
o === ] N~ = pag
- oss sectio ©|o| T/T T 9 (] i
kS0 06 22
DCMWO70204 [ J TAC External
0 Toolholders
DCMWO070208 (J -63 ~
8| TAC Internal
g 6! * DCMW1 1 T304 (] ToolhOI?S%r‘f? )
S DCMW11T308 @ J-series
2 (8-12)
o
= 02 04 06 08 1.0
g f(mm/rev)
o \
5 N DCGW070202 °
§ 8 DCGWO070204 (] o
0_ g1 |*DCGW11T304 (J
o
w4 DCGW11T308 ®
2
|-
0 02 04 06 08 1.0
ﬁ f (mm/rev)

Note: Chipbreaker cross-sections are of * marked inserts.

2-110

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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SVEasH

jon-ferrous oy Har
Steel  Stainless  CastIron 1 Superalioys  Hard

¢d1 \To?

i e

Rhombic, with hole | EPGT 040100 -
e

Positive| |~
75 (O] §e5tve| [O]
L ! EPGT [03X10]01] 0401
EPGT - ssrom | 15 | 25

grade
O pored e
. Gosted | St | Germet ] Applicable
ert Ca o olo olo

a
o 00 olde
(2]
-
©
=

Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker
symbol

o

spesU| OV1

o
<
~
=

GH110
GT53
NS73
NS53
UX3

o
o
-
©
=

T9105

[l
- N®O
bbb
000
===

NG EPGT03X100R-W08
EPGT03X100L-W08

\\.,) EPGT03X101R-WO08
. [Z1 ]| | EPGT03X101L-W08
1| *EPGTO3X102R-W08

. A EPGT03X102L-W08
\\-/\_f EPGT03X104R-W08
EPGT03X104L-W08
EPGT040100R-W08
EPGT040100L-W08 o
EPGT040101R-W08
EPGT040101L-W08
EPGT040102R-W08
EPGT040102L-W08
EPGT040104R-W08
EPGT040104L-W08
EPGT040100L-J08 °
*EPGT040102L-J08 °
EPGT040104L-J08 °

TAC Internal
Toolholders
(5-28 ~)

J-series

(8-39)

ap mm
N & o o o

® 0 O ® e & & THi

Finishing

[ 22 3K
® 000 000 0 00 00 e 0 0 o 0 e o sH7
[

ap mm
N & o o o

02 04 06 08 1.0
f(mm/rev)

EPGT03X101-JS °
EPGTO03X102-JS .
EPGT03X104-JS .
*EPGT040101-JS o
nD.Z 04 06 08 1.0 EPGT040102-JS ‘.

F oo EPGT040104-JS .

R E
L@

ap mm
N & o o o

on small lathes

Q

For internal turnin

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > ERD > 21



TAC Inserts, positive

Square, with hole

SCMT 1204 04 - | |

O Positive N !
o Cutting edge length (2) Thickness (s) Corner radius (re) Chipbreaker
7 2 symbol
/ SCOIT(W)| 0702011 | 09T3[1] | 12041]
[}
t
8 O ed grade
&) cdp O e ll=== =N ==Y e =3[ =] (=)=} oolholde
N S SNeNSTNR@IRD | |RD
< 0 ectio ©|©|© (0|0 ||| (X|k== (%]
=== < < <€ <O < =22
= " *SCMT09T304-PF () (J0 ) ;ﬁgfgfggpgl
. . SCMT09T308-PF o0 o0 (4-66 -)
2 J| . Ee
i 0.2 A= T
8 0.2 04 0.6 0.8 1.0
= f(mm/rev)
B P *SCMT09T304-PS ©eeeee @ eeee o0
° SCMT09T308-PS @eeeee | eeees |0
| SCMT120404-PS e/eeeee | eeele | | e
— 8. SCMT120408-PS @eeeee® eoeee0 o0
S— A
* °O 0.2 04 06 08 1.0
rﬂ‘— f(mm/rev)
g o SCMT09T304-CM o
3 5 *SCMT09T308-CM °
5 |ﬂ £e SCMT09T312-CM o
2| — T ¢ SCMT120404-CM °
@ -
g i SCMT120408-CM °
= = 0 02 04 06 08 1.0
.g f(mm/rev)
=
('S
N SCMT09T302-23 °
s SCMT09T308-23 ° o0
: Eo *SCMT120408-23 ° °
g4
f 2
02 04 06 08 1.0
T/—_/ f(mm/rev)
P o *SCMT09T304-PM eeeeee | eee o0
o s SCMT09T308-PM eeeeee | eee oo
B . £ SCMT120408-PM eeeeee | eee oo
o F ) a4 _
HR T BN SCMT120412-PM | eeeee®  eee® o0
g 0.15 0 02 04 06 08 1.0
“E;‘Q% f (mm/rev)

Note: Chipbreaker cross sections are of * marked inserts.

2-112

@ : Stocked items
A : Discontinued items

TAC inserts i TAC boring :
Selection Guides Relating TAC toolholders toolholdera Technical reference|
(2-2) pages (4-1) (5-1) RER))




jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Square, with hole SCMT 070204 - [ ]

Positive ‘
90° 9] 7 Ojs]
/

‘ 1 SCOT(W)| 070211 | 09T3[11 | 120411
od1 (mm) 3.4 4.4 5.5

=%

od1 W«?

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

=
O eqd grade O
- e a O [ e e == M =2 e ] =] o oolholde [}
= App () O|v || N M| v N NM ® =
= v v = = == = N (O 0 page (@]
g 0 0 0|0 (0|0|©|©|1T|T|T (7]
||| <] < 2
. SCMT070204'24 [ J TAC External
10 Toolholders
o2 . SCMTO09T302-24 0J (4-66 -)
£ Te *SCMT09T304-24 °
£ g+ SCMT09T308-24 °
=] \
3 1 ) SCMT120404-24 °
= 'Egct 7 5w 5 70| SCMT120408-24 °
Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > B > 2113



TAC Inserts, positive

Square, with hole r SPGT 090302 - | |
O Positive @ / |

Cutting edge length (2) Thickness (s) Corner radius (re) Chipbreaker

1 1 o . K /)ﬁ: symbol

) 7 SPLIT(W) [ 09030101 | 12040007 | [SPGM(A) [ 090301 [ 12030001

od1

(9]
+
3
< A o CFREREREER o ool
SN 2 | (Cross sectio 5508 BT LT % E
[ ] il e I AL AL 2
., SPGT090302R-W15 ° TAG Internal
\ SPGT090302L-W15 ° (6-18 ~)
E %o *SPGT090304R-W15 °
- g4 SPGT090304L-W15 o (@
2 SPGT090308R-W15 o (@
\\Q © 70z 27 0 03 10| SPGT090308L-W15 o (@
B 0 *SPGT120404R-W20 °
{_ —_— ° SPGT120404L-W20 °
> d | :. SPGT120408R-W20 °
% - gs SPGT120408L-W20 o0
iz N 2
Fi 0.2 04 06 0.8 1.0
= f(mm/rev)
’ - SPGMO090304L °
(Tungaloy’s standard hole) '; SPGM120304L .
% *SPGM120308L °
e,
D
0.2 04 06 08 1.0
f(mm/rev)
SPMT090304-PS eeeeeeeee @A | e TAC Internal
10
, SPMT090308-PS @@eeeeeee o4 | 0o 6-18~)
Es SPMT120404-PS @@ eeeeeee | ei | ee
o & *SPMT120408-PS oo eeeeeee® ©0A | o0
£ 2N
E 02 04 06 08 1.0
2 f(mm/rev)
3
S " SPMT090304-CM °
2 s *SPMT090308-CM °
fg Es SPMT120404-CM °
i CR SPMT120408-CM °
2
025 0 02 04 06 0810
= f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2_1 14 m Select{grzgiundes pages (a-1) > tool(l;c_x%c)lers > (15-1) >



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Square, with hole

Positive

O

11°

SPMT 090304 - | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

/ SPIT(W)| 09031 | 120411 || SPGM(A) | 09037 | 12031J
N
O e grade O
- M Co Germet Juncoated] | Applicable [
dp o no|o o o oolholde [0}
5 PP ®|N|O ® = 3
2| (Cross sectic 505 g [E g
J =
|l Ll L 2
2 SPMT090304-23 (J TAC External
E=] 10 Toolholders
3 — . SPMT090308-23 ° (6-18~)
51 . T *SPMT120404-23 °
N = R SPMT120408-23 °
[e]
..é 2
c 02 04 06 08 1.0
E \_/—_/ f(mrn/rev)
(TS
4 SPMT090304-24 () a
2 ° *SPMT090308-24 L
£ t, SPMT120404-24 °
o £
£ S SPMT120408-24 @
=J
% 0.2 2 N\
= F@; 0.2 04 06 08 1.0
f(mm/rev)
SPMW090304 (]
—— . SPMW090308 °
“ £o *SPMW120404 o
| g4 SPMW120408 @
E— 2
0 02 04 06 08 1.0
; f(mm/rev)
o
£ | SPGW090302 °
g . *SPGW090304 °
3 Ee SPGW120404 (J
5 . §4
=
o| ' 2
E’ 02 04 06 08 1.0
.¢'=£ f(mm/rev)
1= \
('
0 *SPGA090304 °
(Tungaloy’s standard hole) R
Ee
%4
2
02 04 06 08 1.0
; f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts i TAC borin
Selection Guides Relating e to:ll:olders > toolholderg >
(2-2) pages (4-1) (5-1)

Technical reference
(15-1)

2-115



TAC Inserts, positive

Square, without hole SPMR 0903 04 - ||
Positive | | D v ~ |
' et

Cutting edge Thickness (s) Corner radius (re) Chlpbreaker

900 1 1 ° N length (£) symbol
-0
%)
T
% e a
o Ci O 0n|wv o o|’v 00 olde
< 3 PP ' EERE 8 u‘? = = pag
= 9 e o|®|o|o(1n A E x -
|- Z2
g *SPGR090304L ® TAC External
10 (4-73 ~)
8 TAC Internal
T Toolholders
Ee _
™
0.2 04 0.6 08 1.0
‘\@; f(mm/rev)
B 0 SPMR090304-CM °
8 *SPMR090308-CM @
I s SPMR120304-CM o
joX
-J R — SPMR120308-CM °
£ SPMR120312-CM °
(3] 0 02 04 06 08 1.0
IS 2 f(mm/rev)
=
3
£ SPMR090304-23 L
o 0 SPMR090308-23 (J
< . — 1 8
g i | e SPMR120304-23 @
ic . g, *SPMR120308-23 ®
— 2 SPMR120312-23
0.2 04 06 08 1.0
\—/_/ f (mm/rev)
SPGNO090304 (] (]
i SPGN090308 (] (]
e SPGN120302
g, *SPGN120304 o e
2 SPGN120308 o o
o707 07 5505 10| SPGN120312 o0 °
& SPGN120408 o
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2_1 16 m Select{gflzgiundes pages (a-1) > tool(l;?%c)lers > (15-1) >



jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Suporalioys | Hard

Square, without hole e SPMN 0903 04 -[ ||

Positive ‘
(o] o Cutting edge Thickness (s) Corner radius (re) Chipbreaker
1 1 symbol

| )Yg_ length(£)
-

_|
>
@)
>
%)
[0}
p
®

oJo aap O ‘If_) 8 8 o g - 00INoIlde
- - N~ = & page
2 | (Cross sectio P g2 | [E5 |3
£ SPMN090304 @ Tosmass.
3 s SPMN090308 ° (4-73 -)

TAC Internal
5 Eo *SPMN120304 ° Tooiholders
f 4 SPMN120308 ° oo |00
2 SPMN120312 ™ ™
£ 7020798 99710 | SPMIN120408 ° °
i \ SPMN120412 °
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
4 s > B > 217



TCGT 0902 02 - [ ][ |

re

‘i_‘

[ ] | ]
[AC Inserts, positive
Cutting edge length (£2) Thickness (s) Corner radius (re) Chipbreaker

Triangular, with hole
)T?\ symbol
/l

Positive
60° /ON\ 7°
TCOT | 08011 | 0802[1-J08 | 090211 | 110211 | 16 T3

Tc D D od1 (mm) 2.7 2.3 2.5 2.8 4.4

<

%
ol -~ St [Cermetliiizd ApPlicable
. 0SS SECLO - = - <622 =
0 TCGT090202-01 ® | mcExema
g . : *TCGT090204-01 o o o (o5 de)
2 A te e | | TCGT110202-01 ° PP Tosinogors
< gt TCGT110204-01 ° ® ®, ccrics
2 o+ T | TCGT110208-01 o €19
2 Y<}? P04 09 0 10| TCGT16T304-01 ° 0
TCGT16T308-01 o0 o
P . TCMT090202-PSF °
\ TCMT090204-PSF | @@ ™
; TCMT110202-PSF °
CR *TCMT110204-PSF | @@ °
= TCMT110302-PSF °
. S e | TCMT110304-PSF | @@ ™
= TCMT16T304-PSF | |el@ ° TAC External
; . TCGT16T302L-W15 ° 0;@342}32%65’
. *TCGT16T304L-W15 N 519)
:3 < TCGT16T308L-W15 oo
A | .
2
0.2 04 0.6 0.8 1.0
f (mm/rev)
TCMT090204-PSS ¥ @@ o TAG External
TCMT090208-PSS | @@ ™ _albe5, 4-82)
2 " *TCMT110204-PSS | @@ ° Tootholders )
g o 1 | | TCMT110208-PSS | @® o doerion
£ ge TCMT110304-PSS | @@ ™
r g TCMT110308-PSS | @@ ™
2 1IN TCMT16T304-PSS | @@ °
I o 0224 00 %810 | TCMT16T308-PSS | @@ °
i TCMT16T312-PSS | @@ ™
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-118 m SelectionGuides | pages oy oo g toolholders P



Non-ferro rd

us Superallo Har
Steel  Stainless  GastIron Superalioys  Hard

Triangular, with hole ‘e TCMT 090204 - ||

Positive
60° /ON\ 7° -.
TCOT | 08011 | 080211-J0O8 | 090211 | 11021 | 16 T3]

Tc DD pdt (mm) | 2.7 2.3 25 2.8 4.4

[=] (=" oolholde
0

®
3@
Z|X

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

T —
£

—
>
O
S
(%]
0]
~
w

GH730
J740
GT730

o
o
1
(2]
2

T9115
T6030
T5115
AH630
AH645

o

o
23
g6

TCMT090204-PS
TCMT090208-PS
TCMT110202-PS
*TCMT110204-PS
2 TCMT110208-PS

i
_ 0z 04 06 08 10 | TCMT110302-PS
‘ <1c>

TAC External
Toolholders
(4-65, 4-82)
TAC Internal
Toolhol(ders

o ® <

ap (mm)
Iy

J-series

()
@]
>

(8-16)

® 0 0O ® & AH725

fimren TCMT110304-PS
TCMT110308-PS
TCMT16T302-PS
TCMT16T304-PS
TCMT16T308-PS
10 TCMT090204-CM
8 TCMT090208-CM
j TCMT110204-CM
, TCMT110208-CM
0.25 0 02 04 06 08 1.0 “TCMT110304-CM
f (mmirey) TCMT110308-CM
TCMT16T304-CM
TCMT16T308-CM
TCMT16T312-CM
TCGT110202-SS
TCGT110204-SS
*TCGT110208-SS
TCGT16T304-SS
TCGT16T308-SS

Finishing to medium cutting
by "
»
ap (mm)

©

02 04 06 08 1.0
f(mm/rev)

» ER Y

Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > B > 2119



TAC Inserts, positive

Triangular, with hol
riangular, with hole 2, TCGT 110202 -[ | |

Positive - A \ !
600 70 sO ) g1 )r'o\ Cutting edge length (£) Thickness (s) Corner radius (re) g;rjrﬁ)é)or;aaker
T c 0] 2 /[ "TcOT [ 0801011 0802017-J08 | 090211 | 11020107 | 16T3(1]
od1 (mm) 2.7 2.3 2.5 2.8 4.4

[}
T
8 O ed grade
|<_E = ppe L0 = . 0 823388553 |||-1°- ... :.‘
S| (Cross sectic 355505 TS T
FF|F|FFF <O
3 A TCGT110202-AL ® | |macExterna
£ 10 Toolholders
3 . TCGT110204-AL ® | | @658
nternal
é /ﬂ\ g6 *TCGT16T302-AL | Toolhozdfrs )
E| i o TCGT16T304-AL | Jeories
2 e 2 TCGT16T308-AL ° 19
'_g 0.2 04 0.6 08 1.0
£ o f(mm/rev)
= b
3 B TCGT110200FN-JS °
2 . | |*TCGT110201FN-JS °
f= RO.1
Ee o T TCGT110202FN-JS °
She £ ) ;%E
) Sl |l TCGT110204FN-JS °
gﬁ !62 005 0.1 0.15 02 025,
§§ 0.2 04 06 08 1.0
LEE & f(mm/rev)
(]
3 *TCGT110201N-JS °
10
o8 . )| | TCGT110202N-JS °
= RQ.1
£8 o e TCGT110204N-JS L
=0 E
52 2
§£ rd 0.2 0;‘4 0.6 0.8 1.0
o & (mm/rev)
5
I JOS 10 TCGT080200FR-J08 ° °
o2 8 TCGT080200FL-J08 ° ° °
B3 ‘\ Es TCGT080201FR-J08 ° °
el ey
50 s C \ TCGT080201FL-J08 ° °
52 2 *TCGT080202FR-J08 ° °
]
5= W 02704 08 05 10| TCGT080202FL-J08 ° °
Ll.g 5
D8 0 TCGT080201R-J08 °
o 8 TCGT080201L-J08 °
%g,, ‘\ Eo *TCGT080202R-J08 ®
E - - § \ TCGT080202L-J08 °
g0
nS 2
2
O 02 04 06 08 1.0
m; f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-120 m SelectionGuides | pages oy o gl toolholders P



SVEasH

jon-ferrous oy Har
Steel  Stainless  GastIron " Superalioys  Hard

Triangular, with hole

Positive
60° 7° N
/ TCOT | 080111 | 0802[11-J08 | 090211 | 110211 | 16 T3
Tc D D od1 (mm) 2.7 2.3 2.5 2.8 4.4

. - TCGT 090202 -]

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

\"

N
O ed grade O
2 | Ghinbreake " Coated | %2 | Germet [uncoated] Applicable Y
dp e a O oono [=) [=)[=] oolholde D
G | Appearance S < &
SNCE R8s | 6% | 28 | F
0 TCGT110200FR-J10 @ (] TAC External
10 Toolholders
TCGT110200FL-J10 ® (4-65, 4-82)
— 8 TAC Internal
2 ‘\ To TCGT110201FR-J10 ° Toolholders
B ga \ TCGT110201FL-J10 ° J-series
& 2 TCGT110202FR-J10 ° o0 ©-16)
=
7z} W °7 27 05 05 10 | TCGT110202FL-J10 ° °
7] 3 mm/rev)
g TCGT110300FR-J10 ® @
f TCGT110300FL-J10 @
©
£ TCGT110301FR-J10 @ ()
s TCGT110301FL-J10 °
*TCGT110302FR-J10 (] (]
TCGT110302FL-J10 @ @
0 0 TCGT110201R-J10 A
g . TCGT110201L-J10 A
3 ‘\ £ TCGT110202R-J10 °
[ £
< Sa \ TCGT110202L-J10 ®
1]
£ 2 *TCGT110301R-J10 @
(]
= mj 0z fOEA ‘/’-6 )0-3 10 | TCGT110301L-J10 [
5 TCGT110302R-J10 °
c
° TCGT110302L-J10 @
d *TCGTO080102R @ ®
: =!!§;; E
£ E
- h | &
i 2y
0 02 04 06 08 1.0
\\4&: f(mm/rev)
= TCMT090202-23 @ TAC External
0= 10 Toolholders
8 TCMT090204-23 o (4-65, 4-82)
£ 8 TAC Internal
3 T, TCMT110202-23 ® Toolholders
9 £” *
% — g, TCMT110204-23 @ Jerios
g 2 TCMT110208-23 ® ®-16)
f=
= T/—_/ 007 04 0805 10 TCMT16T304-23 ()
i e TCMT16T308-23 Al®
Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > B > 212



TAC Inserts, positive

Triangular, with hole L TCMT 090202 -1

Positive .
60° 7° N
/ TCOT |0801J01 | 0802(JJ-J08 | 090211 | 110217 | 16 T3]
Tc DD od1 (mm) 2.7 2.3 2.5 2.8 4.4

Cutting edge length (£2) Thickness (s) Corner radius (re) Chipé)r?aker
symbo

-
\

%
= (]l el A A AL 2
= o TCMT110202-PM 00000000 (] ;é\gulligltg;?:l
\ TCMT110204-PM | (00| @000 000e | 0 365 4-82)
~ To TCMT110208-PM | e® eeeeoee® o0 Tootho e )
B TCMT110302-PM o000 o0 |0 s
2 TCMT110304-PM o000 oo |0
. M 9284 05 55 10 | TCMT110308-PM eo0ee o00 |0
= *TCMT16T304-PM | 00| 00000000 | (00
3 TCMT16T308-PM | 00| @000 000e | 0@
5 TCMT16T312-PM | /00| (00 0000ee | [0
] 2/ ) TCMT090202-24 A®
. TCMT090204-24 °
A £ *TCMT110202-24 °
ge TCMT110204-24 °
02 2{_\3 TCMT110208-24 °
.Fc};«? "z o7 0e 550 | TCMT16T304-24 °
TCMT16T308-24 °

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-122 m Selectignguides | pages (4-1) > toofhiolglers > (15-1) >



rrous ral Hard
Steel  Stainless  Cast Superalloys  Hard |

Triangular, with hole TPGT 09 02 02 -[ [ ]

rs

s
~ avan |
POSItlve Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker symbol
60° /ON\ 11° O\
)Y L 0701[]03/0802[11]0902(J{1102J1|1103(JCJ1{ 1303 J1| 16031J1{16 T3]
E

77 g [Trarw |- 2.3 2.5 238 34 34 - 4.4
TP DD = |TPGMA) | 2.7 - 3.2 3.0 3.0 - 4.0 -
B | TPGH - 2.3 3.0 3.4 3.4 - 45 -

—
>
O
S
(%]
0]
~
w

= i Cermet|uncoatea| Applicable
A p ; E’@E@Eﬁ%?ﬁﬁﬁﬁmsﬂsm;g
< oss sectia PRRRRREEE ST %0 60222 >
0 ‘ TPGT090202-01 SRR TAG External
. R *TPGT090204-01 o ooo (6-20~)
> £o 1L TPGT110202-01 NERD
£ g == | TPGT110204-01 o oole
& 2 TPGT110208-01 0
:g )02 o o8 w50 | TPGT130302-01 ° 0
8 TPGT130304-01 o ooe
& TPGT130308-01 o0
TPGT16T304-01 o ooe
TPGT16T308-01 oo | oo
- " TPMT090202-PSF °
e TPMT090204-PSF | [@/® °
£ TPMT110202-PSF °
=, e, *TPMT110204-PSF | @@ °
012 == | TPMT110302-PSF °
& F e TPMT110304-PSF | @® °
i TPMT130304-PSF | [@® °
£ TPMT16T304-PSF | @@ °
4 P © TPMT110204-PF o0 [0 [0 0o
s TPMT110208-PF o0 o oo
Eeo TPMT110302-PF o0 @ o |o®
#8 s | TPMT110304-PF o0 (o |00 |0
EM I TPMT130304-PF o0 o o o
M " e | TPMT130308-PF o0 o o
*TPMT16T304-PF o0 o o o
TPMT16T308-PF 0 0
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TPOT TPGMO0701 TPGM (A) 0902~1603 TPGH
60° 60° 80° 81°

Mounting hole
specifications

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > ERD > 213



TAC Inserts, positive

Triangular, with hole

N

TPGT 08 02 O2L - [ ][ |

e S
o 7
é _ ; E Cutting edge length (£) Thickness (s) Corner radius (r¢) Chipbreaker symbol
\ ©
N “\°® )f 3; 070101/0802(]J{0902[ 1) 11020]CJ{1103101)1303JCJ{160311|16 T3]
Y A E TPOT(W) - 2.3 25 2.8 3.4 3.4 - 4.4
— | TPGM@A) | 2.7 - 3.2 3.0 3.0 - 4.0 -
8| TPGH - 23 | 30 | 34 | 34 - 4.5 -

%)
T
O]
19
£
2
'_

Uncoated | A

0.2 04 06 08 1.0
o
\\Q f (mm/rev)

,‘
apmm
N ‘b (=) (-] o
|
|
|
|

Finishing

02 04 06 08 1.0
% f (mm/rev)

S

%

For internal turni
on small lathe:

0 o0 008 o1z ol
r@
~ 0 02 04 06 08 1.0
f(mm/rev)

z 0 S o oolhold
‘% E pag

TPGT070100R-W08 0 @ | |TACinternal
TPGT070100L-W08 ° o (6-21-~)
TPGT070101R-W08 ° @ | [sseries
TPGT070101L-W08 ° |
TPGT070102R-W08 0 o
TPGT070102L-W08 0 o
TPGT070104R-W08 ° ®
TPGT070104L-W08 0 0
TPGT080200L-W08 0 °
TPGT080202L-W08 ° ° o 0o
*TPGT080204L-W08 0 ° o 0o
TPGT090202R-W15 ° Jcerios
TPGT090202L-W15 ° o |o (6-20-)
*TPGT090204R-W15 O
TPGT090204L-W15 00 O o oo
TPGT110202R-W15 °
TPGT110202L-W15 ° Ol
*TPGT110204R-W15 O
TPGT110204L-W15 00 ° o 0o
TPGT110208R-W15 °
TPGT110208L-W15 CHEC
TPGT110302L-W15 O
TPGT110304R-W15 O
TPGT110304L-W15 O
TPGT110308L-W15 O
TPGT130302R-W15 O
TPGT130302L-W15 0 o |o
TPGT130304R-W15 ° O
TPGT130304L-W15 o0 ° o oo
TPGT130308R-W15 °
TPGT130308L-W15 0 o e
TPGT16T302R-W15 O
TPGT16T302L-W15 ° Ol
TPGT16T304R-W15 Ol
TPGT16T304L-W15 00 ° o oo
*TPGT16T308R-W15 O
TPGT16T308L-W15 o 0o
*TPGT070101-JS 0
TPGT070102-JS 0
TPGT070104-JS °

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-124 m selectionGuides | - pages oy o gl toolholders P




rrous ral Hard
Steel  Stainless  Cast Superalloys  Hard |

Triangular, with hole i TPGH 09 02 O2L - [ | |
JLANS

o POSItlve _ Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker symbol
o \ O

60 1 1 O Q : )Y - 0701301/0802(]J{0902(11)1102JJ{110311|1303JJ{160311{ 16 T3IJ

_ z : T - - - . . e ! B

TPGM@A) | 2.7 - 32 3.0 3.0 - 4.0
TPGH - 23 3.0 3.4 3.4 - 4.5

od1 (mm)

Goated Cormet i
(’)

("J
~
=
o

spesU| OV1

no|o(o|o
| = 00
©|x= 0~
I T T T
</6|0|6

o
-
-
I
o

NV Woowo
QNN ®N®
|| = =N
00O O I T
|l ol Ll Ll L - 9

*TPGH080202R-W10

J-serie(s

U

TPGH080202L-W10 ° 520 - )

TPGH080204R-W10

_A 2 ) | TPGH080204L-W10 ™
8’ TPGH090202R-W10

r(}e_rf Sz 9s o7 0715 | TPGH090202L-W10
TPGH090204R-W10
TPGH090204L-W10 °

3
2
1

ap (mm)
N » [ )

*TPGH110202R-W13 cerios
- TPGH110202L-W13 (6-20-)
N | | TPGH110204R-W13
=2 | TPGH110204L-W13 o
TPGH110302R-W13
©702 93 95 05 10 | TPGH110302L-W13 °
TPGH110304R-W13
TPGH110304L-W13 °
*TPGH160302R-W18
TPGH160302L-W18
TPGH160304R-W18
TPGH160304L-W18

Finishing

ap mm

N A o ® C

3
2 .
1

0010203

ap (mm

-
N A O ® O

02 04 06 08 1.0
f (mm/rev)

TPMTO090204-PSS
TPMTO090208-PSS
*TPMT110204-PSS
o TPMT110208-PSS
TPMT110304-PSS
TPMT110308-PSS
045 D TPMT130304-PSS
’F‘:#f?_ 0 02 ;":mf/'iv)” " | TPMT130308-PSS
TPMT16T304-PSS
*TPMT16T308-PSS

o

IS

ap (mm)

Finishing to light cutting

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > B > 2125




TAC Inserts, positive

Triangular, with hole . TPGT 110202 - || |
Posit 'S 7T T
o O os' Ive _ E Cutting edge length (£) Thickness (s) Corner radius (r¢) Chipbreaker symbol
60 1 1 ° ~O A8 : )YO 0701J0|0802(71{090211{1102(77|110301| 13031 16031|16 T31J
7

7 TEoTw] - [ 23 | 25 | 28 | 34 [ 34 | - | 44
TP DD —= < [TremM@) | 2.7 - 32 | 30 | 30 - 4.0 -
B [ TPGH - 23 | 30 34 | 34 - 45

[ bl

0

%)
T
O]
19
£
2
'_

oo
< ®
b |':
= o

AT530
TH10

(=]
[
~
I
(&)
@

TAC External
Toolholders

(5-20 ~)

TPMT090202-PS
TPMT090204-PS
TPMT090208-PS
TPMT110202-PS
*TPMT110204-PS

—

"
_ 0 02 fo.4 06 08 10| TPMT110208-PS
o mm/rev,
S e TPMT110304-PS

TPMT110308-PS
TPMT130302-PS

TPMT130304-PS
TPMT130308-PS
TPMT16T304-PS
TPMT16T308-PS
0 TPMT090204-CM
s TPMT090208-CM
: TPMT110204-CM
2

/
/59 TPMT110208-CM
“TPMT110304-CM

L —=—-]
028 = 0 02 04 06 08 1.0
’ng f (mmvrey) TPMT110308-CM
TPMT130304-CM

TPMT130308-CM
TPMT16T304-CM
TPMT16T308-CM
TPMT16T312-CM
TPMT090202-23
TPMT090204-23
TPMT110204-23
TPMT110208-23
TPMT130304-23
0 02 04 06 08 1.0 TPMT130308-23
mal fomier | TPMT16T304-23
TPMT16T308-23
TPGT110202-SS
“TPGT110204-SS 0
TPGT110208-SS
TPGT130302-SS
TPGT130304-SS o
TPGT130308-SS

[
02 0.4 06 08 1.0
F/ o TPGT16T304-SS °

TPGT16T308-SS

:
)

ap (mm

N & ® ® O

® 0 0 0 0 o0 e 0 AH645

> > >

....Q........AH725°-

® 000 00 o o0 e e o e T30
[ I I K )

] 8
- o
A
@ @
@ o
@ [
@ [
@ o
@ [
@ [
@ o
e o
o ®
@ @
0000
® ®

® 00O 00 o6 006 o6 o o e 115
0/0/0 00000 0 0 0 0 6 NS730
® 000 O 0 0 o o0 o e e o NS5

o]
> > > >

ap (mm)

Finishing to medium cutting

F i
ap mm

-
N N o ® C

ap (mm) -
» (=] 0 o

[}

Note: Chipbreaker cross-sections are of * marked inserts. @® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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Steel  Stainless

Castiron

Non-ferro rd

us Superalloys | Har

rials

Triangular, with hole
Positive

60° 11°

TPGH 11 03 02R - [ | |

e S
/ gy / / & l
é - ; Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker symbol
\ ©
N \® )Y - 0701[0/0802(]J{0902[11{11020]J{1103101)1303JCJ{ 160311|16 T3]
0 7 E | TPOT(W) - 23 25 2.8 3.4 3.4 - 4.4
e £ [Trema) [ 2.7 N 32 | 30 | 30 B 4.0 .
8| TPGH - 23 | 30 [ 34 | 34 - 45 -

i

*TPGH110302R-H11

]
Coated | Cermet
) olo

oo
(3]

TPGH110302L-H11

3
2
1

o o C

0010203

IS

ap (mm

02 04 06 08 1.0
f (mm/rev)

TPGH110304R-H11

TPGH110304L-H11

=)

*TPGH160304R-H13

®

3
> I
1

0010203

ap (mm)
-

N

0 02 04 06 08 1.0
f(mm/rev)

TPGH160304L-H13

APP able

spesU| OV1

Tungaloy-standard hole
Not ISO

[

*TPGMO070102R

TAC Internal
Toolholders

TPGMO070102L

TPGMO070104R

TPGMO070104L

TPGMO090202R

0.2 04 0.6 0.8 1.0
f(mm/rev)

Finishing to medium cutting

b

TPGMOOOOOOR/L

TPGM090202L

TPGM090204L

TPGM110202R

*TPGM110202L

TPGM110204R

TPGM110204L

TPGM110302R

TPGM110302L

TPGM110302L-2

TPGM110304R

TPGM110304L

TPGM110304L-2

TPGM160302L

TPGM160304R

TPGM160304L

*TPGM160304L-2

Note: Chipbreaker cross-sections are of * marked inserts.

TAC inserts i TAC boring
Selection Guides Rglag;lg [2C to:ll:olders > toolholders >
(2-2) pag (4-1) (5-1)

@ : Stocked items
A : Discontinued items

(15-1)

Technical reference
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TAC Inserts, positive

Triangular, with hole i TPMT 090204 - || |
JLANNES

o POSItlve O - ; Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker symbol
o \ ©
60 1 1 Q )Y - 0701J0/0802(]J{0902[11{110207J{1103101) 1303JCJ{16031C1| 16 T3I]
Z

L R 23 | 25 | 28 | 34 | 34 - 4.4
TP DD = [TPGMA) [ 2.7 - 3.2 3.0 3.0 - 4.0 -
B | TPGH - 23 3.0 3.4 3.4 - 45 -

Goated cermet

['e]
o
-
[
-

Q0
=3

%)
T
O]
19
£
2
'_

n
-
-
0
=

AT530
TH10

: TPMT090204-PM
TPMT090208-PM
TPMT110204-PM @@
TPMT110208-PM @@
N TPMT110304-PM @@
M "7 a5 or 0| TPMT110308-PM @@

TPMT130304-PM | (@
TPMT130308-PM | (@
*TPMT16T304-PM | (@
TPMT16T308-PM | @
TPMT16T312-PM | @
4 TPMT090202-24
TPMT090204-24
TPMT110204-24
—+—+——1{ ["TPMT110208-24
. TN TPMT130304-24

M Tvz g3 Ts s To | TPMT130308-24
TPMT16T304-24

TPMT16T308-24

TAC Internal
Toolholders
(5-20 ~)

>
o

t
ap (mm)
=~

N

® 0 0 0 0 0 0 0 0 e o AH6S
® 000 0 o o o 0 e o GT730

o
7]
©
I
<
@
@
@
@
@
@
@
@
@
@
@

® 000 0 0 e e 0 e o T6030
® 0/ 00 0 0 0 0 6 0 o AH725

[=3[=]
O N
= O
©|©
==
o0
o0
o0
o0
o0
o0
o0
()
o0
o0
o0

® 000 0 0 0 0 6 6 o T6120
...0.......NS73

!
Medium cutting

® C

ap mm
|

TPMW110204
TPMW110208
*TPMW130304
TPMW130308
TPMW16T304

e
0z 04 06 08 10 | TPMW16T308
; f(mm/rev)

-
© o

o

o aE (mm)

TPGA090204
TPGA110202 ®
*TPGA110204
= TPGA110302 ®
——— TPGA110304

ﬁ sz oa 050570 | TPGA160304 hd

f mm/rev)
e TPGA160308 °

Tungaloy-standard hole

Finishing to medium cutting

a N
o E(mg’]) ® o

Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TPCT TPGMO0701 TPGM (A) 0902~1603 TPGH
o 60°

Mounting hole
specifications

od1 "odi ! od1

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2-128 m SelectionGuides | pages oy oo g toolholders P




jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Triangular, with hole

TPGW 09 02 02
/o

Cutting edge length (£) Thickness (s) Corner radius (re)

Positive
60° /ON 110

TP [ [ ]

TPGW | 090277 | 110207107 | 1103017 | 1303(JC1 | 16 T3]
od1 (mm) 2.5 2.8 3.4 3.4 4.4

5
adp O VWV’ O o 00 olde D
= Appearance O ||| |N = - 3
2| (Grone st Bepit : Nanl °
TPGWO090202 [ ] ;AC Internal
o 0 oolholders
£ s TPGWO090204 o (5-20 ~)
S £ TPGW110202 °
§ g TPGW110204 ° °
g 2;_:*** *TPGW110304 ®
o 02 04 06 08 10 | TPGW130304 °
() f(mm/rev)
= \ TPGW16T304 ° °
2 °
(T

TPGW16T308

@ : Stocked items

Note: Chipbreaker cross-sections are of * marked inserts. _ _ .
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
45l s > ERD >  2-129



TAC Inserts, positive

Triangular, without hole

60° & A
TP [

re ‘s
h
,

I
O L
L

A

TPMR 11 03 04 -[ ||
ayanTne

Cutting edge length (£) Thickness (s) Corner radius (re) Chiptl))r;aaker
symbo

%)
T
O]
19
£
2
'_

ap (mm)

O B O @

|

0.2 04 0.6 0.8 1.0
f(mm/rev)

TPGR110302L

O dde
Coated Cermet Applicable
(=3~ o oolholde

Lol e =2 =11, ]
= AN NO ™
bbbl bl h page
0000 oLn
| Ll L L

T9105
TH1

TAC External
Toolholders

*TPGR110304L

4-73)

TPGR160304R

TAC Internal
Toolholders

TPGR160304L

(5-50)

TPGR160308L

® ©® ©® ® @ NS53

*TPMR110304-PS

TPMR110308-PS

ap (mm)

N B O o C

\

02 04 06 08 1.0

f (mm/rev)

TPMR160304-PS

TPMR160308-PS

10

Finishing to medium cutting

ap mm)

8
61 1 I |
4
2

0 02 04 06 08 1.0
f(mm/rev)

TPMR110304-CM

*TPMR110308-CM

TPMR160304-CM

TPMR160308-CM

TPMR160312-CM

vV B O @

ap (mm

0.2 04 0.6 0.8 1.0
f(mm/rev)

*TPMR110304-23

TPMR110308-23

TPMR160304-23

TPMR160308-23

® 00 o
> e |0 »

TPMR160312-23

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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PvENSH

oreterrous oys ,,Hard
Steel  Stainless Castlron Nonfemous Superalloys  Hard

Triangular, without hole . TPGN 16 03 12

=
o & POSitive - Cutting edgele(gth (2) Thic\kness (s)>1er radius (re)
60 11° O\ L
0 o
TP [1[] F44

: pb Coated Applicable 2
Iy a NI s
2| (orone eet PRRERE 2| | |FS | | |33
. TPMR090204-24 0 TAG External
i *TPMR110304-24 ® @-73)
> . € TPMR110308-24 ® %Q&A’JES%S_;O)
g g TPMR160304-24 ®
§ - 2 — 1 | TPMR160308-24 o
'_6 0.2 04 06 08 1.0
g ’M f (mm/rev)
TPMN110304 ° °
° TPMN110308 °
‘ E; *TPMN160304 ° °
g TPMN160308 ° o0
£} 2 TPMN160312 °
‘g ﬁ "7 osus 05 o | TPMN220408 L
3
3 TPGN110302 ®
2 i TPGN110304 ° 0 o0
g . TPGN110308 IO °
£ g | | TPGN160302 °
£ -, *“TPGN160304 o o o °
0 0z 0z 06 08 10 | TPGN160308 (] (] @ (]
i Fimren TPGN160312 °
TPGN220404 °
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, positive

UL o L . WBGT 03 01 02 - [ [
Positive N _ e N
lo) o O £ I Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
80 5 - ; % symbol

\ L) WBGT | 03010101 | 06017 | 08027
WBGT gd1imm | 2.3 2.3 2.3

TAC Inserts
i
o
8
(0]
o

Soated | Cermet Applicable
| & E=sEeE | E s ||| e
< | (Cross sectic PRRRES 2 | | |75
NS ) WBGT030100R-W08 ° TAG Internal
. WBGT030100L-W08 ° ° o0 (529 )
b £ WBGT030101R-W08 °
= |8 WBGT030101L-W08 ° °
= *WBGT030102R-W08 °
r@ * for | WBGT030102L-W08 o0 ° o0
2 WBGT030104R-W08 ®
I WBGT030104L-W08 o0 ° o0
= 0 WBGT060102L-W11 ®
5 WBGTO060104L-W11 0
Ee WBGT080202L-W11 °
@ *WBGT080204L-W11 °
MJSoe | *WBGT030101R-JS °
£5 WBGT030101L-JS o
s WBGT030102R-JS o
55 WBGT030102L-JS o
55 K WBGT030104R-JS o
L 0 02 04 06 08 1.0
e WBGT030104L-JS 0
Trigon, with hole . .. WPMT 09 07 25ZPR - ML
e sy
80° :’(;fltlve ‘31 » Cutting ed@th(z) Thi\ckness(s) Cc\kradius(rg) gyr%)éléieaker
A 4 WPMT | 090725
WPMT od1 (mm) 5.5

dp O 100|1|v S oolhold
Q PP O|r|a|mN
= === = of:Te
g 0 ectio 00 00X
<
*WPMT090725ZPR-ML | (@@ @ ;ﬁaﬁgfgg}:'
8 WPMTO090725ZPL-ML | @® @ (4-42)

Ee
= E
3 g g
T 2

0.5 1l5 125 2.‘0 25
§ f(mm/rev)

) . ) @ : Stocked items
Note: Chipbreaker cross-sections are of * marked inserts. A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2_132 m Select{gflzgiundes pages (a-1) > tool(l;c_x%c)lers > (15-1) >



Non-ferro rd

us Superallo Har
Steel  Stainless  CastIron Superalioys  Hard

Rhomb|C, with hole e VBMT/11 93 02\._ l:”:l
350 ;(?SItlve tg;/)&) Cutting edge length (£) Thickness (s) Corner radius (re) g);’nri#gg?aker
—£t— VBOT | 11037 | 1604
VB D D od1 (mm) 2.8 4.4

3
O e gdrade O
o  Goated | | Gormet [umd| Applicable IS
dp o 0|1V VO 000V WVOo .o [=} oolholde 0]
5 SramaeNe-N3 IR B8R pag @
- oss sectio ©|0|®|®|/© /000 TTiESBn
F | F - < << <O 2
n VBMT110302-PSF [ TAC Internal
10 oolholders
. VBMT110304-PSF | @@ ° (5-22 -)
4-"_'6:-\_ €6 VBMT160402-PSF ® J-series
—— § . *VBMT160404-PSF | @@ ° (817 -)
2
==
0.12 0 02 04 06 08 1.0
g‘) (D% f(mm/rev)
£
4 F . VBMT110302-PF o0 o o
. VBMT110304-PF o0 o | |®
@ £ *VBMT110308-PF 0 o ||
g VBMT160404-PF o0 o | |®
0.2 2
= VBMT160408-PF o0 o o
r@ UEOE 0.4 0.6 0.8 1.0
f(mm/rev)
= P VBMT110304-PSS | @@ ee® o00
£ " VBMT110308-PSS | @@ ee | | eee
2| e | I *VBMT160404-PSS | |00 @0 | | 00le
S 8 VBMT160408-PSS | @@ @@ o0e
2 0.15 IS VBMT160412-PSS | @@ °
ﬁ IS 0 02 04 06 08 1.0
£ = f(mm/rev)
(IS
P © *VBMT110302-PS | @@ eeee eeee. oo
. VBMT110304-PS | @@ eeee eeees 0o
= £e VBMT110308-PS | /00| 0000 eeeea (e
p| | — VBMT160402-PS | @/e eeee eeee o
£ g VBMT160404-PS | 00| @000 eeees 0o
o
£ 5 | VBMT160408-PS | @@ eeee eee0i oo
% ™
: . VBMT110304-CM °
2 s VBMT110308-CM °
@ '~ E® *VBMT160404-CM °
c 4
| e VBMT160408-CM °
0.25 0.2 04 06 0.8 1.0 VBMT1 6041 2-CM .
) f(mm/rev)
S
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
R > D > -



TAC Inserts, positive

Rhombic, with hole VBGT 110302 -]

P

Positive -

35° 0 &° ;
S VBT | 11030101 16040101

VB [ ][] odi mm | 2.8 44

LR . Cutting edge length (£) Thickness (s) Corner radius (rs) Chipbreaker
4/)@ symbol

)]
o
U) O eqd gdraqde
|%_E = - Ap 0 82"«’888.‘233§§§3 §§, e e
2 bbb bbb T pPpag
< | (Cross sectio PRRRERRZSEeL 22 | |F
mn VBGT110300FN-JS @ TAC Internal
) 10 Toolholders
o8 . N | VBGT110301FN-JS ® (522 ~)
3 = A VBGT110302FN-JS )
3 © : E6 § J-series
52 == ol | e *VBGT110304FN-JS ° (817 -)
82 2 SR
og
82 N 0.2 04 0.6 0.8 1.0
"Eg & f (mm/rev)
"
“ VBGT110301N-JS )
g . N\l | VBGT110302N-JS °
£ 2ol | T *VBGT110304N-JS ™
] - E
===
E 2 005 0.1 0.15 0.2 0.25,
(72}
5 \‘d 02 04 06 038 1.0
& f (mm/rev)
_ 0 *VBGT110300FR-J10 ° °
3] ° VBGT110300FL-J10 ° ’
o0 8
2o = VBGT110301FR-J10 ° o (@
ce *. E6
E’% §4 \ VBGT110301FL-J10 ° o @
©—
£g 2 VBGT110302FR-J10 ° o @
-
85 A o 8757 05 05 70 | VBGT110302FL-J10 ° o o
g VBGT110304FR-J10 ° o (@
2]
VBGT110304FL-J10 ° o @
3 0 VBGT110301R-J10
o5 . VBGT110301L-J10
=T
€9 = *VBGT110302R-J10 ®
=1 £
= _ \ VBGT110302L-J10 0
bl 2}
22 : VBGT110304R-J10 ®
o= k 92704 05 05 10 | yBGT110304L-J10 °
u(zm 5 f(mm/rev)
5
4 *VBMT160404-24 °
o . VBMT160408-24 °
E - £
£ S &
2 2 \
E 0.2
= F@; 0.2 0.4 06 0.8 1.0
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
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rrous. ral Hard
Steel  Stainless  Cast superalloys  Hard |

Rhombic, with hole - VCMT 110302 -[ [
Positive ﬁ =
385° 0 7° S
‘_—17," VCOT | 080211 | 110301 | 160417 | 220511
m odiom| 25 | 26 | 44 | 55

. Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
™~ symbol
m =

od1

spesU| OV1

< 0 e 0 00O OO III
F - - <<
- VCMT080202- PSF . TAC External
10 Toolholders
. VCMT080204-PSF @@ ° (4-65 )
e o <o VCMT110302-PSF ° TAC Internal
— g’ VCMT110304-PSF (@@ ° -
= *VCMT160404-PSF @@ ° o
0.12 0 02 04 0.6 08 1.0 _
= oo VCMT160408-PSF (@@ o | o
£
E > VCMT080202-PF oo o |0
© VCMT080204-PF 0C o | |®
8
_ - VCMT160404-PF o0 o | |®
\& & *VCMT160408-PF o0 o o
0.2 2
r@ 0 02 04 06 08 1.0
f(mm/rev)
e F . VCMT110304-PSS (@®e e o00
g . VCMT110308-PSS @ @@ o000
£ ® Es *VCMT160404-PSS @eee® NS
S R VCMT160408-PSS eeee o000
e 2
(o]
% 0.15 0 L;zjoA 06 0.8 1.0
§ [N f (mm/rev)
u- ™
BPSwvw [ VCMT110302-PS @00 oee [eee | 04 (oo
0 VCMT110304-PS [0 @e0ee eee  0s 0o
’Es * -
- v VCMT110308-PS |00 00ee eee 0i oo
2 — . VCMT160404-PS (@@ 0000 eeee (0s (0o
= VCMT160408-PS eeeeee eeee ei ee
[3) ) 0 02 04 06 08 1.0
E S f(mm/rev)
2
©
(7]
5 0 VCMT080204-CM °
= e *VCMT160404-CM °
(3 o £ VCMT160408-CM o
iD | g | 5 VCMT160412-CM °
025 0 02 04 06 08 1.0
) f(mm/rev)
&
Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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TAC Inserts, positive

Rhombic, with hole VCGT 16 04 04 - | |

rs‘ﬁﬂ

Positive N N I
350 70 ’ U ; Cutting edge length (£) Thickness (s) Corner radius (re) Chlpbreaker

VCOT |0802(J] | 11031 | 16040 2205DD
od1 (mm) 2.3 2.8 4.4 5.5

[}
t
% O ed grade
ol i Uncoated | | Applicable
&) Cl O (== (=] L oolholde
< 3 PP P yercs | |R 3 page
= 0 5 0 ©|©|1|T 7] 7] -
- < 2 ¥
A VCGT160404-AL 0 TAC External
Toolholders
5 VCGT160408-AL 0 (4-65 -)
W e XU ['VCGT160412-AL ° Tosinoiaara!
Q. -
o '““1 N VCGT220520-AL o ?
— - 2
5 S’; VCGT220530-AL °
O 0 02 04 06 08 1.0
E 3 f(mm/rev)
3 Y,
o
g
S 4 VCMT160404-24 °
= * *VCMT160408-24 °
= :
K] = .
i 5
©

0.2 2 \

Fé o 0.2 04 06 08 1.0
f (mm/rev)
A n . VCMT160404 d
10

*VCMT160408

o - VCMT160412 °
g4
025 i

0 02 04 0608 1.0
f(mm/rev)

Medium cutting
a

10°

@ : Stocked items

Note: Chipbreaker cross-sections are of * marked inserts.
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2135 <N < S>> B N>



eeeee

Rhombic, with hole

Positive S
35°0 " 11°

VPET 110302 - [ | |

VPET | 0802

od1 (mm) 2.3

2.8

= ./ / \ I
°_ Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
- symbol

1103000]

VPET0802008MFR-JRP

o
[

on
M-
==
©on
==

T6120

NS53

KS05

O eqd graqde
 Coated | Germet [uncostea|
(=] L

VPET0802008MFL-JRP

VPET080201 MFR-JRP

02
. ’
0.02 0. D.EDDE'CH
0 02 04 06 08 1.0
5
2 f (mm/rev)

VPET080201 MFL-JRP

VPET0802018MFR-JRP

VPET0802018MFL-JRP

VPET080202 MFR-JRP

VPET080202 MFL-JRP

VPET1103008MFR-JRP

VPET1103008MFL-JRP

VPET110301 MFR-JRP

VPET110301 MFL-JRP

VPET1103018MFR-JRP

VPET1103018MFL-JRP

*VPET110302 MFR-JRP

VPET110302 MFL-JRP

VPET0802008MFR-JPP

VPET0802008MFL-JPP

For external turning on small lathes (Sharp edges)

DD
N ’
02 004 0.06 0.08 0.
[=]
— 0.2 04 06 08 1.0
= f (mm/rev)

VPET080201 MFR-JPP

VPET080201 MFL-JPP

VPET0802018MFR-JPP

VPET0802018MFL-JPP

VPET080202 MFR-JPP

VPET080202 MFL-JPP

VPET1103008MFR-JPP

VPET1103008MFL-JPP

VPET110301 MFR-JPP

VPET110301 MFL-JPP

VPET1103018MFR-JPP

VPET1103018MFL-JPP

*VPET110302 MFR-JPP

VPET110302 MFL-JPP

® 00 0 0 00 000 00 000 00000 00 000 0 0 0 9 0 e o sH7

APP

J-series

Note: Chipbreaker cross-sections are of * marked inserts.

TAC inserts i TAC boring
Selection Guides Rglag;lg [2C to:ll:olders > . toolholders > .
(2-2) pag (4-1) (5-1)

@ : Stocked items
A : Discontinued items

(15-1)

Technical reference g

=
O
(8-19)
2-137



TAC Inserts, positive

Rhombic, with hole

VPET | 0802(](] | 1103[]J

od1 (mm) 2.3 2.8

.. VPET 110302 - [
350 ﬂ :’??Itlve 4& Cutting edge Ierm) Thick/ness B) Corr>radius (re) g);“uri#k?(;?aker

%)
T
O]
19
£
2
'_

AP

VPET0802008MFN-JSP

Coated

VPET080201 MFN-JSP

VPET0802018MFN-JSP

ap (mm
N B o C

VPET080202 MFN-JSP

VPET1103008MFN-JSP

For external turning

VPET1103018MFN-JSP

on small lathes (Sharp edges)

ng, 707 575555 70| YPET110301 MFN-JSP

*VPET110302 MFN-JSP

OOOOOOOOsmaoI
NsssoE
KSO5F

Uncoated _ App able
ol O C
pdde

J-series

(8-19)

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference|
2138 <N <BEEE S>> B N>



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Rhombic, with hole YWMT 16 T3 04 - | |

- - rz ‘ S
Positive

o o \ O\ 'g Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker
7 7° symbol

2
] YWMT | 11720001 | 16T300

N
O ed grade O
ApDe < dp e a O WOV Oo oW oo [=1[=] L oolholde 0]
S : ordeoNod | | D@ | o8 | |s 7
S 0 0 0|00 0| ©|©|T == 0o (7]
==k o< z2 X
] YWMT11T202-ZF ° ° TAC External
X YWMT11T204-ZF ® ° (4-43)
* TAC Internal
T £3 YWMT16T302-ZF ® o Toolholde(rSs_SO)
o| e gl || yWMT16T304-2F ° °
£ 1 ‘E :H—'* YWMT16T308-ZF (] (]
o 0.2 re=04
E 0 01 02 03 04 05
3 & f (mm/rev)
3
£ . YWMT11T204-ZM ° °
= . *YWMT16T304-ZM (] (]
% T 3 YWMT16T308-ZM (J (]
= U E”| re-o04
i %2 | £-08 |
1
r< Ry 0 01 02 03 04 05
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. ® - Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
R > B > -



TAC Inserts, positive

Round, with hole s RCGT0602MO- [ ]

Positive g -/ N !
o Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker
7 :j R~ symbol
g

Hole dia. (ed1) : See as below.

%)
T
[O]
9]
£
2
'_

DP <40 O I‘f_) % o 00 old
: - o E pag
2| (Cross secti P gF
10 RCMT0502M0-CM ® TAC External
= e RCMT0602M0-CM ° -61,4-62)
3
-9 Ee "RCMT0803M0-CM °
-/
0 25 0 0.2 04 06 08 1.0
’@ f(mm/rev)
)
(o))
5 -~ RCMT10T3MO-RS | @@ | @
‘Z’ . RCMT1204M0-RS | @@ | @
= Ee *RCMT1606MO0-RS | @@
g g RCMT2006MO0-RS °
2 i RCMT2507MO-RS | | @
£ 0.2 04 0.6 08 1.0
.-‘CL’ f (mm/rev)
£
('
. RCGT0602M0-AL ) TAC External
. RCGT0803MO-AL ) (4-61, 4-62)
) *RCGT1003MO0-AL °
(;.:4 N 2=10
2|1 :liua
0.2 04 06 0.8 1.0
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. ® : Stocked items

A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
2-140  <BEE <R S>> B N>



Steel  Stainless Castlron Nonferous Superalioys  Hard

e M RCMT 06 02 MO - [
Positive 5 , v ~\ !
@ 70 © 4 Cutting edge length (£) Thickness (s) Corner radius (re) C;npbreaker

Hole dia. (ed1) : See as below.

j_>|
3 O
= e A o 1DV V(D oolholde ®
ppe 9 O NM v (') ‘_ i
Q P bbb 0 T pag w
g o e O 0000 ’n (7] =
| |- 2
3 RCMT0502M0-61 | @@ ° ° TAC External
' . *RCMT0602M0-61 | @@ ° ° (4-61, 4-62)
i Es RCMT0803MO0-61 o0 (J (J
&4
ol L]
I i
‘(:'.;'
%‘ b RCMM1003M0-61 (J0J o @ ®
10
z . RCMM1204M0-61 | @@ | ® ® L
e *RCMM1606MO0-61 (J0J o
g4 e RCMM2006M0-61 | @@ (]
T +— | | RcMM2507M0-61 | @@
*ﬁ"i _ 0.4 ;).(t:n r:/;iv;p:.s 2.0
; — 2 /<)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
A : Discontinued items
£| Cat. No. |0502M0{0602M0|0803M0|1003M0{10T3M0|1204M0(1606M0|2006M02507MO0
“E: RCOIT 25 2.8 3.4 4.4 4.4 4.4 55 6.5 7.6
-8 RCMM - - - 3.6 - 4.2 5.2 6.5 7.2 u

TAC inserts Relating TAC toolholders TAC boring > Technical reference’,
G = > D S 2-141



TAC Inserts, positive

Special Round
Inserts

Q Positive

g RT 05

2

T T
Corner radius (re)
12°

- N W s o

Finishing
ap (mm

01 0.2 03 04 05

3? f (mm/rev)

8.0

RT[I[] -
(9]
+
% O e drade
%E) APP < 4o € O [=])[=] oolholde
= : T9 ¢ | T | T2
<] O O hg
RTOS o 5 |65 | 2.5 TAGExemal
o ) RT06 o0 6 | 7.7 | 3.0 (4-65)
£ B3 °
5 go RTO08 ® 8 103 | 4.2
v
=)
he] 2
Q
E 0.2 04 06 0.8 1.0
f(mm/rev)
Round, without hole . RCGX 09 08 00
Positive
e Cutting edge length (£) Thickness (s) Corner radius (re)
7° - 5
> 0 W WO WYLW — oolholde
PP M = NO| = N O~ o
> b= == 1E 1 TEGLE
2 0 ectio 00|00 6| 6|10 %
||| |-
RCGX090800 (]
RCGX120800 o

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
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Front turning

JXFR 8000 F

Inserts \L\ 307
Hand Corner radius (re) Sharp edge
cm o
Positive | « 5| JXFR | 8000 | 8010
NS 0.03 0.1
N odi1 4.4 4.4
N
ocked grade @)
ADD dp 0 o g =) oolholde %
: _ : 3 E page v
<] O O - z h
j JXFR8000F ° ° ° %ﬁ&ﬁ:fﬁ%
JXFR8010F ° ° ° et
g, R 8 J-series -21)
= € -
£ v £®
3 -y o,
5 A b
s
0 02 04 06 08 1.0
f(mm/rev)
Reverse turning
3.97
Inserts ‘ 8 | re | JXRR 8000 F
]
o ° Hand Corner radius (re) Sharp edge
o 9
Positive 5[ JXFR | 8000 | 8010
N 0.03 0.1
2| edi 4.4 4.4
= i Coated Cermet | Uncoated Applicable
Cl O (=] oolholde
: PP D § 8 E padg
< O C O ﬂ g h
TACE I
o JXRR8000F [ o [ Toghg,‘g;'igm
. JXRR8010F ° CHERD reorion Y
8 -series
(8-21)

Reverse turning

ap (mm)
N

0 02 04 06 08 1.0
f(mm/rev)

TAC inserts i TAC boring
Selection Guides Rglag;‘lg [2C to:ll:olders > . toolholders > .
(2-2) pag (4-1) (5-1)

@ : Stocked items
A : Discontinued items

Technical reference g

(15-1) > 2 _143



TAC Inserts, positive

Back turning

JXBR 8000 F

Inserts S N P =
ﬂ “ 5 Hand Corner radius (re) F : Sharp edge
’@‘ P .t. o ‘1@‘ 7 7° [J: Honed edge
L osiuve S ‘y! 5| _JXBO 8000 8005 8010 8015
JXBL | ] o o
Y odi 4.4 4.4 4.4 4.4
%]
t
8 O e grade
O dp O o o o 00 olde
<L = ppe ¥ (%] =
= O . ~ 3 T of
<] O O - z h
) JXBR800OF ° CHERD TAG External
JXBL80OOF ° ® w8
- :, JXBR8OO5F ° 0 T e22)
E6
V- & JXBL8005F [ (J
2 JXBR8005 o
g) 0.2 c;.4 06 08 10 | JXBL8005 ()
— (mm/rev)
g JXBR8010F [ @ [
% JXBL8010F [ (J
@
1] JXBR8010 @
JXBL8010 [
JXBR8015F o o
JXBL8015F ® (J
JXBR8015 o
JXBL8015 [
Backturnin
ckturning JTBR 3000 F

<

3.18
o~ 5
\Q@)‘ S Hand Corner radius (re) F : Sharp edge
\ agm [J: Honed edge
- POSItIve 5| JIXBO 3000 3005 3010 3015
JTB D NG 0.03 0.05 0.10 0.15
N od1 4.4 4.4 4.4 4.4
= - Coated S::,Z‘: Cermet |uncoated| Applicable
ppe P O o [=] g ‘O_ oolnoid
: . N g P = pag
<] O O ﬂ ﬂ z F
JTBR3000F = ® | @ | ek
10
s JTBL3000F @ ) ® J_S;eries(4-83)
e R JTBR3005F ° o | |o 823
o L= K g4 JTBL3005F ° ° °
= 2\ JTBR3005 ® ®
é 0.2 04 06 08 1.0 JTBL3005 . A
X f(mm/rev)
[‘g JTBR3010F @ @ @
JTBL3010F @ @ (]
JTBR3010 [ @
JTBL3010 [ @
JTBR3015F [
@ : Stocked items
A : Discontinued items
TAC inserts Relati TAC boring i
2-114 <P



PvENSH

jon-ferrous oy Hard
Steel  Stainless  Castlron Non-e Superalioys  Hard

Back turning
Inserts

/
Positive

++  J10ER 005B F
) -
; E w5 conelamnry F Smssse

J10E] 005 010
re 0.05 0.10

re / ad1

od1 3.0 3.0
=
O ed g dde O
- 2n ert Cat. No o o a ° oofholde =1
: = 83| | |F L @
g 0 o = = 2 =
j J10EROO5BF ™ 0 @ | |TACExternal
’ J10ELOO5BF ° ® ° 84
8 J-series
HE R J10ER005B ° ° ®-24)
£ e .%4\ J10ELO05B ° A
x 2 J10ERO10BF ® (J ®
[}
i T " | J10ELOT0BF = LR
J10ER010B ™ °
J10ELO10B ™ A

Back turning
Inserts

%
Positive

e

10ER 100B

3.18
-g /
Hand
10EQ] 100 150 300
re 0.03 0.03 -

odt 3.0 3.0 -

re / od1

— Cermet |uncoated| App able

pp LA D O 8 o 00 old
e 0 = padg
z 0 0 7] =
10ER100B ® | HShoiders
1o (4-84)
. 10ER100BC (J )
J-series
4 I | &S 10EL100B L &-24
S &+ 10ER150B °
X 2|\ 10ER150BC °
g 0.2 ;).4 0.6 0.8 1.0 10EL1 50B .
(mm/rev)
10ER300 o | @
10EL300 ®
*10ER / L300 : Insert blank
@ : Stocked items
A : Discontinued items

TAC inserts Relating TAC toolholders TAC boring Technical reference
G = > D &> 2



Chapter Composition of T-CBN (PCBN) and T-DIA (PCD) Tools

& T-CBN and T-DIA TAC inserts are arranged by shape as follows: C(80°) = D(55°) = S(90°) = T(60°) = V(35°) - W(80°)
@ In the same shape, inserts are arranged as follows: Negative inserts (Multi-corner - Single-corner) Positive inserts (Multi-corner

- Single-corner)

Cat. No. of T-CBN TAC inserts

Indicates stocked grades

Shown_in coloured columns
according to ISO application code

Hard

Materials

HsS K

Superalloys Cast Iron

Number of tipped corners

Chapter title 1
t=J»> T-CBN Series
Indicates negative or positve —— Negativeyinsertg - Multi-corner type
Appearance of inserts —— : THITET :
EEEEL R |22 5
QP-CNGA120402F 2.7 4.7 TAC External
Sharp QP-CNGA120404F ° 2.7 ] 4.7 Iﬁmms
edge QP-CNGA120408F ° 2.7 ] 4.7 }
QP-CNGA120412F 2.7 [ 4.7 Brac internal
QP-CNGA120402 2.7[4.76 | 5. 3 Igfﬁl;!glydeu
General QP-CNGA120404 @ 2.7]4.76 |5 3
purpose) QP-CNGA120408 @) 2.7]4.76 | 5. ooling
QP-CNGA120412 2.7 ] 4.7 ystoms
7>, PQP-CNGA120404-L @ 2.7 4.7 2-47 ) 3
i QP-CNGA120408-L @) 2.7] 4.7 ¥ o
QP-CNGA120412-L @] 2.7 ] 4.7 2 | 3
QP-CNGA120404-H oo 2.7] 4.7 423 <
:;B‘Xé QP-CNGA120408-H o0 2.7 ] 4.7¢ 822 2
QP-CNGA120412-H oo 2.7 4.7 2 [24 =
QP-CNGA120404WL_|@ 2.7 ] 4.7 423 g
wiper QP-CNGA120408WL_||@ 2.7 ] 4.7 ) @
QP-CNGA120412WL_|@ 2.7 ] 4.7
QP-CNMA120404W ] 2. 7¢
Wiper QP-CNMA120408W ol 2.7 4.7
e QP-CNMA120412W O 2.7 [ 4.7
General 2QP-CNGA120404 D 2.7 ] 4.7
B . . purpose| '2QP-CNGA120408 o 2. 7¢
Indicates application area > QP-CNGAT20404 . o7 o ;
i . Goneral x
and specifications piee ab oNATZ0H2 . e i
4 QP-CNGA120404-H 2.7 ] 4.7 3
Heavy =)
foauy QP-CNGA120408-H | | | [ [ | | | | | [N/« 27]4.76]5.16] 0.8 | 2.2
QP-CNGA120412-H 2.7 4.7 4
Wiper IQP-CNMA120404W L] 2.7 | 4.7¢ 3
P QP-CNMA120408W o 2.7 4.7 2
IQP-CNMA120412W Ll 2.7 | 4.7¢ 4
QP-DNGA150402F 2.7[4.76 [5.16 | 0.2 | 2.7 [fAC Extornal
Sharp QP-DNGA150404F 2.7 [4.76 | 5. 4 | 25 :‘;‘:‘j’:“m
edge QP-DNGA150408F 2.7 4.7 8 | 2.1
QP-DNGA150412F 2.7 4.7 2_JrAc internal
QP-DNGA150404 2.7 [4.7¢ 25 l;g["'g:ﬂefs
vl QP-DNGA150408 2.7] 4.7 2.1
QP-DNGA150412 eoeoeoe oo¢ 2.7 | 4.7¢ 2
. QP-DNGA150404-| 2.7 [4.76 |5 25
honing G 'QP-DNGA150408-| [2.7[4.76 [ 5. 2.1
QP-DNGA150412-1 2.7[4.76 | 5. 2
QP-DNGA150404-H oo 2.7]4.76 | 5. 25
Hoay QP-DNGA150408-H 0o 2.7]4.76 [ 5. 2.1
QP-DNGA150412-H og 2.7 ] 4.7 2
Wiper QP-DNGA150404WJ 2.7 [4.7¢
edge QP-DNGA150408WJ 2.7] 4.7
)QP-DNGA150604 2.7 | 6.3
General QP-DNGA150608 2.7] 6.3 .
Pupese QP-DNGA150612 27163 2
=
Note Stooked fom
Latter “T" in the first position of Cat. No. shows that the standard packing quantity is 10 pieces.
2113561 Please refer to wiper type inserts, W, WL, WJ.
Specifications of edge
preparation
3-7
X

M Ordering information

Reference pages of relating items

@® When ordering, please specify Cat. No., grade, and quantity.

Example: 2QP-DNGA150408 BXM20 1 piece.
e Standard packing quantity is 1 piece.

| etter “T” in the 1st position of Cat. No. shows 10 pieces packing.

e Other packing quantity is written separately.

—— Indicates insert dimensions

Applicable TAC toolholders

Symbols of stock status


http://firstpositionofcat.no/
http://cat.no/
http://no.of/

Guidance

M Designation system for TAC T-CBN inSerts ««-----sseevreeemeeniiiiiiiinnnn. 3-2
M Designation system for TAC T-DIA iNSerts ««----ereeeeeremmmnininiiiiiinnn, 3-3
H Selection system for TAC T-CBN inserts by work material «-------------- 3-4
B Honing specifications for TAC T-CBN inserts «::.oooovvvmmvmimiiiiie. 3-6
H Specifications of TAC T-CBN inserts with wiper edge «---«-eeeeeeeieennns 3-6
B Outline Of T-DIA SEIIES «cerrreerrurmariminiiiiiiiiiiiiiiiieiraaaaaeas 3-20

T-CBN (PCBN) and
T-DIA (PCD) tools

Products

H T-CBN tools

TAC inserts Negative type multi-corner type iNserts =« e, 3-7
TAC inserts Negative type ONE COINEI tYPE «reereesermmmmmsesiesieie 3-11
TAC inserts Positive type multi-corner type inserts «--«--eeemeemmennennnee. 3-12
TAC inserts Positive type ONE COINEI tYPE «reereremememmsieniesiess 3-15
TAC inserts Solid T-CBN INSEItS ««reereeeeerrurmmiimuiiiiiiaiiiiiiiiisa s, 3-17
TAC inserts T-CBN QrOOVING INSEITS «rerseessrsseminieii e 317
H T-DIA tools
TAC inserts Negative type with rake angle ........cccceeeeeececeeeeee e, 3-21
TAC inserts Negative TYPE weeerreere e 3-21
TAC inserts Positive type with rake ang|e ......................................................... 3-22

TAC inserts Positive type .................................................................................. 3-22



Designation System for TAC T-CBN (PCBN) Inserts

2 QP-CNGA120404 -L

© 1SO symbol

© No. of corners

K%} T-CBN ial feature & chipbreaker
§ 2 P Inserts Without | Standard honing
H Light honing angle
Z One .Slde AL W%ar resistgncegpriority
8 Multi-Corner type H Heavy honing angle
a - Impact resistance priority
ko) 3 W Wiper type insert
c
© W[ |Round wiper type insert
=) 4 Both side
8 6 Multi-Corner type F Sharp edges

-HF | With chipbreaker
-HM  |With chipbreaker

I Multi-Corner type (10 inserts packing)

T 2 QP-CNGA120408

© “T” shows 10 inserts packing.

I For general turning

TNGA160402 - QBN

@ TAC T-CBN inserts

@ 1SO symbol

I T-CBN (PCBN tipped) grooving Inserts

XG R 6310 S -QBN

eS Corner radius (Ig) is
GX-type L |Left

2 mm.
R |Right

© Groove width @ TAC T-CBN inserts

10 = 1.0 mm
15 > 1.5 mm etc.




Designation System for TAC T-DIA Inserts

IInserts for turning

TPGW110204 - DI

(1)
@ 1S0 symbol TAC T-DIA inserts

IInserts for milling

SECN42ZFR - DIA

(1)
@ 1SO symbol

S|00L NgOd PuUe d0d “




T-CBN (PCBN) Series

T-CBN series for machining hardened steels and hard materials

M Application area Necessity of PCBN arades @ Features of CBN grades for machining
= hardened steel and other hard materials
The condmton + | material is:
necessary to cu N .

5 o the work Hardness of tool = Hardness of tool X 3 Impact resistance

% @ Hardened steel (60HRC) — 700 Hv @ Cemented carbide — 1600 Hv

% 60l @ PCBN (BX360) — 3300 Hv .

§ @Effects of grain size of CBN on surface roughness and cutting speed %

g 55 [~ Ceramic T'CBN [Fine-grained CBN] [Rough-grained CBN] g

< 3]
» o 50 £
o) 3 Q VAN ' Wear resistance
Re} sl Coated / Cermet .‘“ L) .“ ‘ ,

@ ‘ — 100
zZ = . : ‘.’W 4-6am CBN content
m Continuous Light > .HeaVy Fine grained PCBN provided with  Rough grained PCBN. CBN particles Fewer CBN content > Increasing wear resistance
©) m_errupted interrupted sharp cutting edge. are hold firmly. Much CBN content = Increasing impact resistance
o Cutting mode Good surface roughness Allows high speed machining gimp
©
C
g Basic selection of T-CBN grades in machining of hardened steel and hard material
O
a8 @ Coated T-CBN grades ® Uncoated T-CBN grades
For high speeds / Priority on wear resistance in
BXIVI10 For high speeds cutting BX310 continuous cutting

BX330 For medium speeds / Priority on surface quality

For low to medium speeds / General purpose
BX360 grade, excels in impact resistance

BX380 Forlow to medium speeds / Priority on impact
resistance in heavily interrupted cutting

BXM20 For general purpose

First recommendation

H Application area of coated T-CBN grades

® Continuous cutting @ Interrupted cutting
: Co Co
£ 3004 ‘ € 300+ :
e BXM10 = R
= Continuous o BXM10 Lightly
Q cutting > interrupted

200 5 200 Pty

O @
2 - &
3 5 BXM20 @
2 1001 BXM20 £ 1004 —
£ SS Interrupted
(@]

0 ; ; 0

0 0.15 0.3 Light <————— Interrupted ——> Heavy

Effects of Coated T-CBN grades

@ Protect CBN from oxidation wear
it Coated on hard CBN Since the coating layer intercepts air, oxidation wear of

CBN can be prevented. Improved resistance
[ Hardness: i @ Peeling of coating layer can be protected to flank wear
ol CBN > Coating layer Hard and deformation resistant CBN is excellent substrate
material.

Effects of coolant in machining of hardened steel
@ Continuous cutting @®Interrupted cutting

B
( ' 19 Gutting conditions \‘4 @ In continuous cutting, wet

€
0.10 @ Work material: Chromi a i i :
£ o " : s ieiafolding e cutting is superior to dry
£ oos p ooyt E “ (IS SCM415), 60 HRC interrupted cutting in tool life for wear.
= £ @ Cutting speed: V/c = 100 m/min A . )
.‘g 006 Cutting conditions Q@ 10 @ Depth of cut: ap = 0.25 mm ®In Interrupted Cuttlng, dry
. @ Work material: Chromium = 10 ® Feed: f = 0.15 mm/rev 0 H :
g molybdenum steel B cutting is superior to wet
0.04 (JIS SCM415), 60 HRC 2 X . .
z @ Cutting specct Vo - 150 m/min s 55 cutting in tool life for
[=
3 002 @ Depth of cut: ap = 0.25 mm 4 fracture.
L Bxsso ® Feed: f= 0.1 mm/rev BX36° 2.5
° 10 20 30 0 Dry Wet

Time in cut (min)



T-CBN series for machining sintered metals

H Application area BX470

@ Ferrous sintered metal @ Valve seat Priority on burr prevention and surface finish

g £ BX480

E E 100 BX480 Priority on wear resistance and versatility

s Q BX950

- 8 For general sintered metal parts

g 10~ o | BX950

o 50

2] (2]

2 2 .

g SMF40X0 series material (JPMA standard) §

O | ) 6] | Diesel engine

55 60 65 0 300
Hardness of work material (HRC) Hardness of work material (Hv)

Features of @®Machining of sintered metal including hard particles @Features of BX470 and BX480
BX470 and BX480 Conventional grade [BX470 / BX480| CBN content: 95 vol%

Hv 4100 4300

T B

Hard particle Binder CBN grain The world highest CBN content as a
commercially available material.

Binder phase are selectively worn away by hard particles. By increasing CBN content, wear of binder layer is suppressed.

= Wear proceeds with falling-out of CBN grains, =Improved wear resistance “as of July 2010
H BX480 (Facing of gears) [l BX470/BX480 Tool failure after machining sintered metal [l BX470 (Tool life criterion: Burr occurrence)
600
g 30 ve=250 m / min
2 250 3
B 2
a _—
£ 200 a 400
8 150| ve=120m/min 2
£ 3
k3 C tional I — -
: o
zZ 9 0
Conventional grade BX480 Cutting conditions BX470 BX480 Competitor A Competitor B
Cutting conditions @ Work material: Sintered metal (> HRAG0), Nitriding, Hard particles included Cutting conditions
@ Work material: Sintered metal (> HRAB0) ® Cutting speed: Vc = 110 m/min @ Depth of cut: ap = 0.15 mm @ Work material: Ferrous sintered metal
@ Insert: DCMW11T308 : f‘v;Ed- f fé’-‘ ;’t‘.m/ rev @ Coolant : Water soluble type @ Cutting speed: Vc = 100 m/min
@ Depth of cut: ap = 0.2 ~ 0.5 mm nterrupted cutting @ Depth of cut: ap = 0.15 ~ 0.3 mm
@ Feed : f=0.07 mm/rev @ Feed: f=0.07 ~ 0.25 mm/rev
@ Coolant : Water soluble type @ Interrupted cutting @ Dry and interrupted cutting

Il Application area @ Solid coated T-CBN grades
— 1s0p| ®@FCaNdFCA(IS) | ®FCD (JIS) BX930 ’g Area for N
£ - General purpose, first choice < finishing rea for roughing
g g, ted grade hini £ 1500

- Deaqicated grade tor machining A
E 1000 F M ductile cast iron % Ceramic ?;;?gz) BXCQO

@ 1000 - One-piece solid
3 BX950 BX950 2 structure
o soof : ﬁ‘gﬁ_ﬁ:ﬁn‘gr interrupted o - Applicable for small
@
8’ - Excels in impact resistance é 500 to large depths of cut
£ 5 . )
k=] &) series (Coated carbide)
8 Continuous = Interrupted | FCD400 = FCD700 BX9 1 0 0 1.0 2.0 3.0 4.0
L . . : : . g Depth of cut (mm)
- For machining cylinder liners

[l Machining of cylinder liners (Machining example of BX910) [l Tool life comparison in finish machining of disc brakes

2000
M Bxcoo

D Ceramic

@®Wear width after machining 120 pcs. @Tool failure after machining 120 pcs.
0.5

1600

g

K3

12}

€
< g
bl ; o 1200
; E 03 BX910  Competitor 'FE: Cutting conditions
£l E 800 @ Work material: Disc rotor
£ é 02 Cutting conditions 5 JIS FC250)
Sa 5 400 @ Insert: SNGN 120412 (BXC90)
X~ @ Work material: -g @ Depth of cut: ap = 0.7 mm
< 0.1 Cylinder liner (Spin casting) 3 : Eeeclj: f =D0.35 mm/rev

Machining type: Finish boring 0 oolant: Dry
" Ve — " 300 500 800 1000 @ Tool life criterion:
BX910  Competitor ® Cuttmg speed: .Vc = 1,000 m/m|r-1 Cutting speed: Ve (m/min) Conditions of finished surface
@ Machine: Special purpose machine g speed:

@ Coolant: Wet

S|00L NgOd PuUe d0d
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Honing specifications

@T-CBN inserts with special honing specifications are made to order. Refer to the following description.

| Designation system for honing |

Honing width W

Example:
Honing width ~ 0.15 mm
Honing angle - 30°
With R-honing * Rake face
[ J /
S 0 1 5 3 O Honin an Ie a H
gang P~ R-honing
Shape Honing width (W) Honing angle () Relief face
T --- Chamfered honing
S --- Chamfered + R-honing @ Symbol
. W Amount of honing a Honing angle @ Honing specification can be selected in combination
E -+ R-honing alone 005 0.05 mm 10° -10° of items described here.
F --- Sharp edges . @ Inserts with “R” honing alone are available.
p g 0 O o o
1 0.10 mm 15 -15 Note: There are unavailable combinations.
o o
013 0.13 mm 20 - 20 For details, ask your nearest Tungaloy sales office.
015 0.15 mm 25° - 25°
020 0.20 mm 30° - 30° Honing specifications for machining hardened
35° -35° steels and other hard materials
Standard honing: 0.13 x 25° + R-honing
40° - 40° “-L” honing :0.13 x 15° + R-honing
“-H” honing 1 0.183 x 35° + R-honing
@ Relationship between honing angle and tool life in continuous turning @ Relationship between honing angle and tool life in interrupted turning
150 300
° Cutting conditions Cutting conditions
_ Work material: Chromium molybdenum Work material: Chromium molybdenum
£ 125 steel (JIS SCM415), 60 HRC )/' steel (JIS SCM415), 60 HRC
= \ Insert: TNGN160404 (BX360) _ 200 * Insert: TNGN160404 (BX360)
5 100 Cutting speed: Vc = 100 m/min 3 Cutting speed: Vc =100 m/min
Z Feed: f = 0.15 mm/rev £ Feed: f = 0.15 mm/rev
g Depth of cut: ap = 0.25 mm 3 100 Depth of cut: ap = 0.25 mm
E 75 Coolant: Dry = Coolant: Dry
Tool life criterion: VBmax = 0.15 mm Tool life criterion: Fracture
50 Honing: 0.13 x CO°+ R-honing 0 Honing: 0.13 x CJO° + R-honing
-15°  -20° -25° -30° -35° -40° -15° -20° -25° -30° -35° -40°
Honing angle Honing angle

@®General rule

e For continuous cutting, small honing angle is favorable to minimize wear in general.
e For interrupted cutting, large honing angle is favorable to minimize fracture in general.

T-CBN Series

Wiper insert

Wiper edge geometry

@A finishing edge (wiper edge) is formed at the point of intersection
between corner radius and straight cutting edge.

[l Effect of wiper edge

@Doubles the productivity = Reduced machining time
The wiper edge can double the feed rate and moreover does not deteriorate the
surface roughness. (Note: Feed rate: *f < 0.3 mm/rev)

@Superior surface roughness - By integrating roughing and finishing into one

process, productivity can be increased. r
Wiper edge

Compared with conventional inserts only with corner radius, surface roughness
can be improved with the wiper edge.

Il Recommended toolholders for wiper-edged inserts

W Profiles of surface roughness  Sectional profile of surface 2QP-CNGA1204*WL [3QP-WNGA0B0408WL| 2QP-DNGA1504**WJ | 3QP-TNGA1604*WG
machined with conventional insert .
Removed / Ent;rt‘::qlLt;mg 95° 93° 91°

whrrrg o i@ swrenq 5 | ATGNR/L**16-A
y & tExl‘ﬁrﬁ' ACLNR/L 12-A|AWLNR/L 08-A| ADJNR/L 15-A ATENR/L™16-A

Sectional profile of ooiholder I e . DTGNR/L*****16

%ﬁace machined with DOLNR/L™***12 | DWLNR/L*™***08 | DDJNR/L****15 |- oiior o

ini wiper insert i

When machining P When ting Internal | Aer+ ACLNR/L12-D*** | A**-AWLNR/LO8-D*** | A***-ADUNR/L15-D*** | A**-ATFNR/L16-D***

with conventional with wiper insert

insert




T-CBN Series

Negative inserts

Multi-corner type

O ed grade D e O A .
Pecil shape at. No 2882888283 8f ole [Oomer GBN | "™1ac
atio S200000OT <O 0L dia d 0
X X X X X X X X XXX e - - oolholde
MmN oMmMmeoOoE@MEAOMOMA
2QP-CNGA120402F 2112.7]4.76 |5.16 | 0.2 | 2.3 |TAC External
Sharp 2QP-CNGA120404F ° 2(12.7|4.76 | 5.16 | 0.4 | 2.3 [Toolholders
edge 2QP-CNGA120408F ° 2[12.7 476|516 0.8 | 2.2 |
2QP-CNGA120412F 2[12.7]4.76 |5.16 | 1.2 | 2.4 |1aC Internal
2QP-CNGA120402 2[12.7]4.76|5.16]| 0.2 | 2.3 {g_%lggl)ders
General 2QP-CNGA120404 o0 o000 0000 > 127(476(516| 04 |23
purpose 2QP-CNGA120408 o0 00000000 > 127 476(516| 08 | 2.2
2QP-CNGA120412 ® oeoo0e0e0e0e0e0 > i27|476(/516| 12 |24
ght 20P-CNGA120404-L 00 ® 2127476 |516] 0.4 | 2.3 S
ot | "7 [2aP-CNGA120408-L_[@[@] | |® 2[12.7]4.765.16| 0.8 | 2.2 o
2QP-CNGA120412-L |@|® ® 2127476 |516| 1.2 | 2.4 3
2QP-CNGA120404-H ° o0 2127|476 |5.16| 0.4 | 2.3 T
:Oenﬁxé 2QP-CNGA120408-H ° N0 2[12.7]4.76 |5.16| 0.8 | 2.2 S
2QP-CNGA120412-H ® 0 2[12.7]4.76|5.16| 1.2 | 2.4 f
2QP-CNGA120404WL |@|@ 2[12.7]4.76|5.16]| 0.4 | 2.3 9
‘Q’Cij%g 2QP-CNGA120408WL |@|@® 2127|476 |516| 0.8 | 2.2 2
2QP-CNGA120412WL |@|® 2127476516 | 1.2 | 2.4
2QP-CNMA120404W [ 21271476 |5.16| 0.4 | 2.3
\(’a\’égzr 2QP-CNMA120408W ) 2127|476 |5.16| 0.8 | 2.2
2QP-CNMA120412W [ 2[12.7]4.76|5.16| 1.2 | 2.4
General T2QP-CNGA120404 [ 2]12.7]4.76|5.16]| 0.4 | 2.3
purpose T2QP-CNGA120408 ® 2|12.7]4.76|5.16| 0.8 | 2.2
4QP-CNGA120404 ® 41271476 |516| 0.4 | 2.3
guerggr:é 4QP-CNGA120408 ° 4(12.7]4.76|5.16| 0.8 | 2.2
4QP-CNGA120412 [ 4127476 |5.16| 1.2 | 2.4
4QP-CNGA120404-H 4)12.7]4.76|5.16| 0.4 | 2.3
rf'oenﬁxé @ 4QP-CNGA120408-H 4(12.7|4.76 |5.16 | 0.8 | 2.2
4QP-CNGA120412-H 41127476 |5.16| 1.2 | 2.4
Wiper 4QP-CNMA120404W [ 41271476 |5.16| 0.4 | 2.3
edge 4QP-CNMA120408W ® 412.74.76 |5.16 | 0.8 | 2.2
4QP-CNMA120412W ) 4127476516 | 1.2 | 2.4
2QP-DNGA150402F 212.7]14.76 |5.16 | 0.2 | 2.7 |TAC External
Sharp 2QP-DNGA150404F 2[12.7[4.76|5.16 | 0.4 | 2.5 (T4°_<2"1h3)'d6fs
edge 2QP-DNGA150408F 2(12.7|4.76 [|5.16| 0.8 | 2.1
2QP-DNGA150412F 2127|476 [|516| 1.2 | 2 |TAC Internal
2QP-DNGA150404 00 00000000 > 127]476/516| 04 |25 (Ts‘{glzlhg)'ders
S 2QP-DNGA150408 ojo| @e0e0eee >|i27[476|516] 0.8 | 2.1
2QP-DNGA150412 o0 0000 @00 127 476|516 12| 2
Light 2QP-DNGA150404-L |@|® ® 2127476 |516] 0.4 | 25
honing @20P-DNGA150408-L OO0 ® 2127|476 |5.16| 0.8 | 2.1
2QP-DNGA150412-L ) ® 2127476 |516| 12| 2
2QP-DNGA150404-H ) 0 2[12.7]4.76|5.16] 0.4 | 2.5
r'j;ﬁxé 2QP-DNGA150408-H ° o0 2(12.7|4.76 |5.16 | 0.8 | 2.1
2QP-DNGA150412-H ° 0 2127|476 |516| 1.2 | 2
Wiper 2QP-DNGA150404WJ |@|@ 2[12.7]4.76|5.16] 0.4 | 2.3
edge 2QP-DNGA150408WJ |@|@ 2127|476 |5.16| 0.8 | 2.1
2QP-DNGA150604 0 2]12.7]6.35|5.16] 0.4 | 2.5
gu‘igir:é 2QP-DNGA150608 B0 2(12.7(6.35|5.16 | 0.8 | 2.1
2QP-DNGA150612 0 2(12.7]/6.35|516] 1.2 | 2
Note:
Letter “T” in the first position of Cat. No. shows that the standard packing quantity is 10 pieces.
. _3-6 | Please refer to wiper type inserts, W, WL, WJ.
Standard honing specifications «~ 3-6
Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325
Positive inserts | S01325 | S01325 - S00515 | S00515 | S00515 - T01315 - S01315 | S00515 | S00515
<EEEERETED ES 3-7




T-CBN Series

Negative inserts - Multi-corner type

O ed grade D e O
X X X X X X X X X XXX o o - oolholde
MM MmMmMEAEMOE@OMONMMEAEAOMM
4QP-DNGA150404 [ 4112.7]4.76 |5.16 | 0.4 | 2.5 [TACExternal
A 4QP-DNGA150408 ° 4112.7]4.765.16] 08 | 2.1 [laoholders
4QP-DNGA150412 D 4112.7]4.76 516 1.2 | 2 Lac internal
~"|4QP-DNGA150404-H 4[12.7]4.76]516 | 0.4 | 2.5 loolholders
r'joerﬁxé 4QP-DNGA150408-H 4112.7|4.76|5.16| 0.8 | 2.1 |(5-34 ~)
4QP-DNGA150412-H 41271476516 12| 2
2QP-SNGA120404 o o/ejeo/® @ |@/®@ 2[12.7[4.76]5.16] 0.4 | 2.4 hacExternal
e 2QP-SNGA120408 o (eeoe (o (@@ 2[12.7(4.76(5.16] 0.8 | 2.4 [Toolholders
2 2QP-SNGA120412 o elefeje| o] ®@[2[12.7[476/5.16] 1.2 | 2.4 |“**>)
e! Laht 2QP-SNGA120404-L [ 2[12.7]4.76 516 | 0.4 | 2.4 |0\ veral
z hosing @ 2QP-SNGA120408-L [ [ 2[12.7]14.76 |5.16 | 0.8 | 2.4 Hoolholders
O 2QP-SNGA120412-L [ [ 2[12.7]4.76|5.16| 1.2 | 2.4 |(6-35~)
% 2QP-SNGA120404-H 0 2]12.7]4.76|5.16] 0.4 | 2.4
= ﬁoerﬁxé 2QP-SNGA120408-H | |@ 0 21271476 |5.16| 0.8 | 2.4
o 2QP-SNGA120412-H | |@ 00 21271476516 1.2 | 2.4
Q 4QP-SNGA120404 ® 41271476516 0.4 | 2.4
fuergir:é 4QP-SNGA120408 [) 4112.7]476|516| 0.8 | 2.4
4QP-SNGA120412 [ 4)12.7]4.76|5.16| 1.2 | 2.4
Heavwy | = |4QP-SNGA120408-H 4112.7]4.76|5.16] 0.8 | 2.4
honing 4QP-SNGA120412-H 4)12.7]4.76|5.16| 1.2 | 2.4
~ [2QP-SNGN090308 [ 2[9.525[3.18] - [ 0.8 ] 2.4
General 2QP-SNGN090312 [ 29525318 - [12 ] 24
purpose | B
3QP-TNGA160402F 319.525[4.76 [3.81] 0.2 | 2.3 |tac External
Sharp 3QP-TNGA160404F [ 319.525/4.76 |3.81| 0.4 | 2.2 [Toolholders
edge 3QP-TNGA160408F ° 309.525(4.76 |3.81] 0.8 | 1.9 |42~
3QP-TNGA160412F 319.525/4.76 [3.81 | 1.2 | 2.4 |tac internal
General 3QP-TNGA160404 @@ @o/e/e/@e/@/® [®@® 39525 476|3.81] 0.4 | 2.2 |toolholders
purpose 3QP-TNGA160408 @@/ ©/® ®©/®®® (@ ®) 39525 4.76/3.81| 0.8 | 1.9 |(5:36)
3QP-TNGA160412 @@ @/e/e/e/®@® |(®@® 39525 476|381| 12|24
Lt @ 3QP-TNGA160404-L |@|@® ) 3[9.525]4.76 |3.81] 0.4 | 2.2
hoﬁmg 3QP-TNGA160408-L |@|® [ 319.525/4.76 |3.81] 0.8 | 1.9
3QP-TNGA160412-L |@|® ® 39525/ 4.76 [3.81] 1.2 | 2.4
Heavy 3QP-TNGA160404-H ® 0 3[9.525/4.76 |3.81] 0.4 | 2.2
honing 3QP-TNGA160408-H ® OO0 39.525/4.76 [3.81] 0.8 | 1.9
3QP-TNGA160412-H ® 0 39525/ 4.76 [3.81] 1.2 | 2.4
Wiper 3QP-TNGA160404WG| |@ 39525/ 4.76 [3.81] 0.4 | 2.4
edge 3QP-TNGA160408WG |@ |@ 3[9.525/4.76 |3.81] 0.8 | 2.2
General T3QP-TNGA160404 ® 3(9.525/4.76 [3.81] 0.4 | 2.2
purpose T3QP-TNGA160408 [ 39.525/4.76 [3.81] 0.8 | 1.9
6QP-TNGA160404 [ 6[9.525/4.76 |3.81| 0.4 | 2.2
fuergir:; 6QP-TNGA160408 ® 6 (9.525/4.76 [3.81| 0.8 | 1.9
A 6QP-TNGA160412 [ 6(9.525/4.76 [3.81] 1.2 | 2.4
H 6QP-TNGA160404-H 6]9.525/4.76 |3.81] 0.4 | 2.2
honing 6QP-TNGA160408-H 6 19.525(4.76 |3.81] 0.8 | 1.9
6QP-TNGA160412-H 6[9.525/4.76 [3.81] 1.2 | 2.4
Note:
Letter “T” in the first position of Cat. No. shows that the standard packing quantity is 10 pieces.
~_3-6_|Please refer to wiper type inserts, WG.
Negative insert
Sy
2.
I3
Standard honing specifications < 36

Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| $01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325
Positive inserts | 01325 | S01325 S00515 | S00515 | S00515 T01315 - S01315 | S00515 | S00515

- . Relatin TAC External ) TAC Internal )
¢ <EEESEEED EE




T-CBN Series

Multi-corner type

Negative inserts

ocked grade Dime O Abplicable
General 2QP-VNGA160402 219.525/4.76 | 3.81| 0.2 | 3.5 |TACExternal
purpose 2QP-VNGA160404 oe [o[e/eee0e0e (055 476[381]| 04 | 3.1 |[PFhoders
2QP-VNGA160408 0 (00000000 > 055476381| 08|22
Light 2QP-VNGA160412 ° 219.525(4.763.81| 1.2 | 3 |TACInternal
honing 2QP-VNGA160404-L (@@ ° 219.525/4.76 |3.81| 0.4 | 3.1 |pogngiders
2QP-VNGA160408-L @@ ° 29.525/4.76 3.81| 0.8 | 2.2
Heavy 2QP-VNGA160404-H o o0 219.525/4.76 |3.81| 0.4 | 3.1
honing 2QP-VNGA160408-H () o0 29.525/4.763.81| 0.8 | 2.2 .
4QP-VNGA160404 ° 419.525/4.76 |3.81| 0.4 | 3.1 o
Sjgif‘; 4QP-VNGA160408 ° 419.525/4.76 | 3.81] 0.8 | 2.2 o
4QP-VNGA160412 419.525/4.76 |3.81| 12 | 3 3
Reinforced 4QP-VNGA160404-H 419.525/4.76 |3.81| 0.4 | 3.1 3
edge 4QP-VNGA160408-H 419.525/4.76 3.81| 0.8 | 2.2 os
Wiper 3QP-WNGA080408 o0 ee0® |®e0® 3 12.7]476[516] 0.8 | 2.2 |TACExternal 3
edge @ 2I'¢20I7hglders 8
General 3QP-WNGA080408WL |@|®@ 3]12.7]4.765.16| 0.8 | 2.2 e
purpose TAC Internal
6QP-WNGA080408 ° 612.7|4.765.16 | 0.8 | 2.2 |Toolholders
General (5-38 ~)
purpose
~_3-6 | Please refer to wiper type inserts, WL.
Negative insert
S,
-
I3
Standard honing specifications ~ 3-6

Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950

Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325

Positive inserts| S01325 | S01325 - S00515 | S00515 | S00515 - T01315 - S01315 | S00515 | S00515

| Grades Relatin TAC External TAC Internal _
sogirs | REET g S | 3-9




T-CBN Series
Negative inserts - Multi-corner type Hard Breaker

(T-CBN inserts with chipbreaker)

..-.-. . = O A.. O
De 0.0 ab
O o ° § . - '.' ... '=' 00 :0-
E 210 %10 a
<5, | 20P-CNGM120408-HF | @ 2 12.7 | 476 | 516 | 0.8 | 2.2 |TACExternal
~ [2QP-CNGM120412-HF | ® 2 | 127 | 476 | 516 | 12 | 24 |uqa s
&, | 2QP-DNGM150408-HF | ® 2 12.7 | 476 | 516 | 0.8 | 2.1
) ) V TAC Internal
With chip- 2QP-DNGM150412-HF | ® 2 127 | 476 | 516 | 1.2 | 2 |toctholders
breaker /A | 30P-TNGM160408-HF | @ 3 |9525| 476 | 381 | 08 | 19 [633)
£~ [ 3QP-TNGM160412-HF | ® 3 |9525| 476 | 381 | 12 | 24
o)
2 = | 20P-VNGM160408-HF | ® 2 | 9525 | 476 | 381 | 08 | 22
2 =
Z
a <&, |20P-CNGM120408-HM | @ 2 127 | 476 | 516 | 0.8 | 22
o " [ 2QP-CNGM120412-HM | ® 2 127 | 476 | 516 | 12 | 24
2 o | <@, |2P-DNGM150408-HM | @ 2 127 | 476 | 516 | 08 | 2.1
With chip- | 0o~
q b raaker 2QP-DNGM150412-HM | ® 2 127 | 476 | 516 | 12 | 2
o /A | 30P-TNGM160408-HM | @ 3 | 9525 | 476 | 381 | 08 | 19
£2 [ 30P-TNGM160412-HM | ® 3 | 9525 | 476 | 381 | 12 | 22
=~ | 2P-VNGM160408-HM | ® 2 | 9525 | 476 | 381 | 08 | 24

@ : Stocked item

I “Hard Breakers” for removing the carburized layer

Two types of chipbreaker provide excellent chip
control in a wide application range !

5[ SREEL  Forfinishing

Single sided CBN insert provides

Bl Example of chips
@ HF Chipbreaker

higher stability in heavy machining. ¢ 2| - ‘B ==
E s

Excellent chip control in small DoC § [S ¥ L

due to the high functional nose. 3 | '

Delivers exceptional surface 55 =
2 S ~
a

finishes.

0.05 | 0.1 0.15 | 0.2

Feed: f (mm/rev)

H 3/e]sl For medium cutting
B Example of chips

Single sided CBN insert provides @ HM Chipbreaker

higher stability in heavy machining. = |2 S
E I YR
Providing ideal chip control in o |5 &
large DoC by the well designed ERP NS
U chipbreaker. Suitable for medium 5 |© Bkl B
. R £ 0 ,g-:"“i = | ==
cutting or roughing. s g = :
e 0.05 0.1 0.15 0.2

Feed: f (mm/rev)

-_ ' Grades Relatin TAC External TAC Internal
3-10 T



T-CBN Series

Negative inserts - One-corner type

grades. D € O
CNGA120402-QBN o 1 12.714.76 | 516 | 0.2 | 4.1 ;I;I:%If;(ternalToolholders
@ CNGA120404-QBN  |@® 1 [12.7[4.76 | 516 | 0.4 | 4.0 | tac internal Toolholders
CNGA120408-QBN |@ 1 |12.7|4.76 |5.16| 0.8 | 3.9 |(5-53~)
CNGA120412-QBN |@ 1 |12.7 476 (5.16| 1.2 | 3.9
CNGN090404-QBN 1 |9.525/4.76| - | 0.4 | 3.8
Finishing CNGN090408-QBN 1 19.525/4.76| - | 0.8 | 3.8
to me;hum @ )
cutting 8
8
DNGA150402-QBN o 1 12.7 | 4.76 | 5.16 | 0.2 | 4.3 | TAC External Toolholders Q
DNGA150404-QBN _ |® 1 (127|476 516 0.4 | 41 |“2"7) S
@ DNGA150408-QBN |@ 1 |12.7]4.76 | 5.16 | 0.8 | 3.8 | TAC Internal Toolholders %
DNGA150412-QBN _|® 1 [12.7 476|516 12 | 3.4 |7 g
SNGA120402-QBN o 1 12.714.76 | 516 | 0.2 | 4.1 ;[1/-‘205 E;(ternalTooIholders o
tE‘EiZZ‘iZ% g SNGA120404-QBN @ 1 |12.7|4.76 | 516 | 0.4 | 4.1 | TaC Internal Toolholders
cutting SNGA120408-QBN  |@ 1 [12.7[4.76|5.16 | 0.8 | 4.1 |68~
SNGA120412-QBN  |@ 1 1127|476 [5.16 | 1.2 | 4.1
SNGN120402-QBN 1 12.7 | 4.76 - 0.2 | 4.1 | TAC External Toolholders
tgingii:gn ; SNGN120404-QBN 1 (127|476 = | 0.4 | a1 |7
cutting SNGN120408-QBN 1 |12.7 476 - | 0.8 | 4.1
SNGN120412-QBN 1 (127476 - | 1.2 | 41
o TNGA160402-QBN o 1 19.525/4.76|13.81| 0.2 | 44 ('!'11:\2?13(ternalToolholders
[Finishing. A TNGA160404-GBN  |® 1 19.525[4.76 | 3.81| 0.4 | 4.2 | 1ac internal Toolholders
cutting TNGA160408-QBN (@ 1 |9.525/4.76 | 3.81| 0.8 | 4.0 [(636~)
TNGA160412-QBN  |@® 1 |9.525|4.76 |3.81| 1.2 | 3.7
o TNGN160402-QBN 1 19.525|4.76 | - 0.2 | 4.4 '(IZ-}AC??EN))(ternaIToolholders
[Finishing. é TNGN160404-QBN 1 |0525[476| — |04 | 42
cutting TNGN160408-QBN 1 |9.525/4.76| - | 0.8 | 4.0
TNGN160412-QBN 1 19.525/4.76 | - | 1.2 | 3.7
Standard honing specifications ~ 36

Grades | BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325
Positive inserts | S01325 | S01325 - S00515 | S00515 | S00515 - T01315 - S01315 | S00515 | S00515

' Ces Relatin TAC External TAC Internal _
pages 9 A tool(nﬂtilers A tool(gﬂt)iers 3 11




T-CBN Series

Positive inserts - Multi-corner type (G class)

ocked grade D e O ADD .
pe 2 & o ok 0 0 :
O PDE < < E g '; 5 ©0o q a ad g A
E é § E 6 od od 3 elellnieite
General 2QP-CCGW060202 [@|® 2| 7° | 6.35[238 | 2.8 | 0.2 | 2.3 |TAC External Toolholder
purpose 2QP-CCGW060204 (@ |®@|®| 2] 7° [635[2.38| 28 | 04 | 2.3 i‘xgﬁ;iema”oolholders
Goneral 20P-CCGW09T302 2] 7°19525[3.97 | 44 [ 02 | 23 [512 5
DUrPose 2QP-CCGW09T304 (@ |@|®| [2] 7° [9525|397 | 44 | 04 | 2.3
2QP-CCGW09T308 (@ |@|@®| 2| 7° 9525/ 397 | 44 | 08 | 2.2 v
General 2QP-DCGWO070202 (@ | ® 2|1 7° 1635|238 28 | 0.2 | 2.7 |TAC External Toolholders|
puUrpose 2QP-DCGW070204 (@ (@ | @ 2| 7° /635|238 | 2.8 | 0.4 | 2.5 |(4-63~)
2QP-DCGW070208 ® [2[7 |e35/23828[08[25] . o
2 Sharp 2QP-DCGW11T302F ® (2] 7°]9525[397 | 44 [ 02 [ 27 |(5-16)
Re} edge 2QP-DCGW11T304F @ [2] 7°]9525/397 | 44 [ 04 ] 25
z 2QP-DCGW11T302 [@ | @ 2] 7° [9525[397 | 44 [ 02 | 27
S | poneel 2QP-DCGW11T304 |@ @ (@] |2 7° |9.525|3.97 | 44 | 0.4 | 25
o 2QP-DCGW11T308 (@ |@|@®| 2| 7° |9525/3.97 | 44 | 08 | 21
g General 2QP-SPGWO09T308 ®[2[11°]9525[3.97 [ 44 | 0.8 | 2.4
A purpose » [2QP-SPGW09T312 @|2[11°]9525[397 | 44 | 12 | 2.4
Q General L < | [2QP-SPGW120408 @ 2[11°| 127|476 | 55 | 0.8 | 2.4
upose | [2QP-SPGW120412 @|2[11°|127 476 55 | 1.2 | 2.4
2QP-SPGW120416 @|2[11°|127 476 55 | 16 | 2.4
oneral . [2QP-SPGN090308 ®|2[11°|9525[318] - |08 | 24
Durpose 2QP-SPGN090312 ®|2[11°|9525[318] - |12 | 24
General 3QP-TPGW080202 3111°14.76 1238 | 23 | 0.2 | 2.4 |TAC Internal Toolholders
purpose 3QP-TPGW080204 (@@ 3[11°[ 476|238 2.3 [ 0.4 | 2.2 |(620-)
General 3QP-TPGW090202 ° 3[11°[556[2.38] 25 [ 0.2 [ 2.3
purpose 3QP-TPGW090204 (@@ 3[11°[556 (238 25 [ 0.4 | 2.2
3QP-TPGW110202 ° 3[11°[6.35[2.38] 2.8 [ 0.2 [ 2.3
S, 3QP-TPGW110204 |@ |@|®| |3|11°|6.35 238 | 2.8 | 0.4 | 2.2
3QP-TPGW110208 ® [3]11°[635/238] 28 [ 0.8 [ 2.2
3QP-TPGW110302F 3[11°[6.35[318] 34 [ 02 | 23
igag'g 3QP-TPGW110304F ® 3[11°[6.35[3.18| 3.4 | 04 | 2.2
3QP-TPGW110308F ®| [3]11°[635/318[ 34 [08] 2
oneral 3QP-TPGW110302 ° 3(11°[6.35[318] 34 [ 02 | 2.3
s 3QP-TPGW110304 (@ |@|®| [3[11°[6.35[3.18[ 3.4 [ 04 | 2.2
3QP-TPGW110308 (@ |@|® @ /3[11°/635[3.18| 3.4 | 08 | 1.9
3QP-TPGW130302 ° 3[11°[7.94[318] 34 [ 02 [ 23
e 3QP-TPGW130304 |@|® 3[11°|7.94 318 | 3.4 | 0.4 | 2.2
3QP-TPGW130308 3[11°[794[318] 34 [ 08 | 2
Goneral 3QP-TPGW16T302 3[11°[9.525[3.97 | 44 [ 02 [ 23
purpose 3QP-TPGW16T304 (@@ 3[11°[9525[3.97 | 44 [ 0.4 | 22
3QP-TPGW16T308 (@@ 3[11°[9525/3.97 | 44 [ 0.8 | 1.9
Sharp 3QP-TPGW160402F 3[11°[9525[ 476 | 4.4 [ 02 | 2.3
edge 3QP-TPGW160404F 3[11°[9525( 476 | 4.4 [ 0.4 | 22
3QP-TPGW160408F 3/11°]9525[ 476 | 44 | 08 | 2
General 3QP-TPGW160404 |@ | @ 3[11°[9525[ 476 | 44 | 04 | 2.2
purpose 3QP-TPGW160408 ° 3/11°]9525[ 476 | 44 | 08 | 2
conera 3QP-TPGN110308 ®/3[11°]635[318] - | 08 1.9
Durmose ésoP-TPGNﬁosm ®@/3[11°|635[318] - |12 | 24
Positive insert
Standard honing specifications ~ 3-6
Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | TO1315 | S01325 | S01315 | S01315 | S01325
Positive inserts | S01325 | S01325 S00515 | S00515 | S00515 T01315 - S01315 | S00515 | S00515

— . Relaﬁng TAC External TAC Internal
12 <M a




T-CBN Series

Positive inserts - Multi-corner type (G class)

O R = e E g 96 q dia d g A
é E %10 210 d gelinellels
2QP-VBGW110302 2|1 5° 1635318 | 2.8 | 0.2 3.5 |[TAC External Toolholder
2QP-VBGW110304 |@|®| |[2| 5° [6.35|3.18| 2.8 | 0.4 | 3.1 |48~
General 2QP-VBGW110308 [ BN ) 2] 5° 6.35 | 3.18 2.8 0.8 2.2 TAC Internal Toolholders
purpose — 2QP-VBGW160402 2| 5° 19525476 | 44 | 0.2 | 3.5 |(5-22~)
2QP-VBGW160404 [ JK 2| 5° 19525476 | 44 | 04 | 3.1
2QP-VBGW160408 [ 3 J 2| 5° 19525476 | 44 | 0.8 | 2.2
G | 2QP-VCGW160402 2| 7° 19525476 | 44 | 0.2 | 3.5 'I('?%SEx)ternal Toolholders|
eneral > - ~
purpose o 2QP-VCGW160404 [ AN J 2| 7° 19525476 | 44 | 04 | 3.1 TAC Internal Toolholders -
2QP-VCGW160408 2| 7° 19525476 | 44 | 0.8 | 2.2 [(5-24-) O
&
>
o
o
@)
98]
Positive insert Z
5
o
wn
Standard honing specifications ~ 3-6
Grades | BXM10 [ BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 [ BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325
Positive inserts| S01325 | S01325 | - | S00515 | S00515 | S00515 | - | 701815 | - | S01315 | S00515 | S00515
Grades Relatin TAC External TAC Internal _
<BEEEREED > v



T-CBN Series

Positive inserts - Multi-corner type

ocked grade ) e O
De ©coooo 69 . e 1Co = bplicab
ape at. No 58888 EE d d 0 :
atio X X X X X 9 oolhold
momomoo od 00 3
2QP-CCMW060202 @ ® ® 2| 7° |6.35/2.381 28 | 0.2 | 2.3 &AgSE)Etemal Toolholders
Finishi ° o9~
é’;‘;e'r’;? @ 2QP-CCMW060204 (@ /® ®(® ® |2 | 7° [6.35/2.38| 2.8 | 0.4 | 2.3 | TaC Internal Toolholders
pUrpose 2QP-CCMW09T304 @(@(®@(®@/® |2 | 7° [9.525/3.97| 4.4 |04 |23 |12
2QP-CCMW09T308 (@ |®|® 2| 7° 0.525/3.97| 4.4 | 0.8 | 2.2
2QP-DCMW070202 @ ® ® 2| 7° 16.35|2.38| 2.8 | 0.2 | 2.7 | TAC External Toolholders
o (4-63 ~)
2QP-DCMW070204 (@(® (@ @ ® |2 | 7° (6.352.38] 2.8 | 04 |25 |, o o
B @ 2QP-DCMW11T302 |@|@|® 2| 7° 0.525/3.97| 4.4 | 0.2 | 2.7 | G-
S | Fiishin 2QP-DCMW11T304 (@ @ @ |®|®| |2 | 7° [9.525/3.97| 4.4 | 04 | 2.5
= g
- General 2QP-DCMW11T308 (@ @ @ 2| 7° 09.525/3.97| 4.4 | 0.8 | 2.1
@ | purpose 2QP-SPMN090304 o 00 211°1(0.525/3.18| - | 0.4 | 2.4 '(IAA%)ExternalToolholders
Q v
= 2 | 2QP-SPMN090308 oeole 2 11°19.525/3.18| - | 0.8 | 2.4 | Tac Internal Toolholders
c L (5-61)
@®© -
o
g
3QP-TPMW080204 (@ @ (@ |® 3|11°|4.76|2.38| 2.3 | 0.4 | 2.2 | TAC Internal Toolholders
(5-20 ~)
3QP-TPMW090202 eooo 3(11°|5.56|2.38| 2.5 | 0.2 | 2.3
3QP-TPMW090204 (@ @ (@ |® 3|11°|5.56(2.38| 2.5 | 0.4 | 2.2
3QP-TPMW110202 (@ @ (@@ 3(11°(6.35/2.38| 2.8 | 0.2 | 2.3
3QP-TPMW110204 |@ (@ (@@ 3/11°(6.35(2.38( 2.8 | 04 | 2.2
Finishing 3QP-TPMW110302 |@ @ (@|/®@|®| |3 |11°|6.35(/3.18| 3.4 | 0.2 | 2.4
General é 3QP-TPMW110304 @ |® ® ®/® |3 |11°(6.35/3.18|3.4 | 0.4 |22
purpose 3QP-TPMW110308 @ |® | ® ®|®| |3 |11°(6.35(3.18|3.4 | 0.8 1.9
3QP-TPMW130302 @ |® @ @ |/®| |3 |11°(7.94|3.18|3.4 |02 |24
3QP-TPMW130304 (@|®@ |® @®|®| |3 |11°(7.94(3.18(3.4 |04 |22
3QP-TPMW16T304 |(@|®@ @ @|®| |3 |11°9.525(3.97 (4.4 |04 |22
3QP-TPMW16T308 |@ 3 11° 9.525(3.97 [ 4.4 | 0.8 | 1.9
3QP-TPMW160404 (@ |® @ @ 3 |11° 9.525(4.76 | 4.4 | 0.4 | 2.2
3QP-TPMW160408 (@ |® @ ® 3 |11° 9.525(4.76 | 4.4 | 0.8 | 1.9
o 3QP-TPMN110302 ®@e®@ee® [311°/6.35(3.18| - | 0.2 | 2.3 | TAC External Toolholders
nishing | 3QP-TPMIN110304 | |@|®@|@|®| |3 |11°[6.35(3.18| - |04 |22 |4 o holders
cutting é 3QP-TPMN110308 ee@ee® [3|11°|635(3.18| - | 0.8 [1.9 | (650
Suer’;eof; 3QP-TPMN160304 o®@ee® (3 11°95253.18| - |04 |22
3QP-TPMN160308 @eeee® [3|11°p525318| - |08 | 1.9
2QP-VBMW110304 @ | ® © |® 2| 5° [6.35|3.18 | 2.8 | 0.4 | 3.1 | TAC External Toolholders
gnishin? 2QP-VBMW110308 (@ |® @ |® 2[5 [6.35(3.18|2.8 |08 |22 | 48~
enera
Surpose ¥ 0p-vBMW160404 [@|® @ 2| 5° [0.525/4.76 | 4.4 | 0.4 | 2.2 | TAC Internal Toolholders
2QP-VBMW160408 |®|®|® 2| 5° [0.5254.76 | 4.4 | 08 | 22 | 227
Firiahi 2QP-VCMW160404 o 00 2| 5° |9.525/4.76| 4.4 | 0.4 | 2.2 | TAC External Toolholders
inishing (4-65 ~)
General @ TAC Internal Toolholders
purpose (5-24 ~)

@ : Stocked item

Standard honing specifications 2 36 |

Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325
Positive inserts | S01325 | S01325 - S00515 | S00515 | S00515 - T01315 - S01315 | S00515 | S00515

— . Relaﬁng TAC External TAC Internal
14 <D o




T-CBN series

Positive inserts - One-corner type

D 0 § O -‘ l.- -.o e -o 50 Slde
é v, od od 3
Q-CCMW060204 (@ | 1 | 7° |6.35[2.38| 2.8 | 0.4 | 2.5 |{ACFytemalToololders
@ Q-CCMWO09T304 (@ | 1 | 7° [9.525(3.97 | 4.4 | 0.4 | 2.5 | AT, nernal Toolholders
Q-DCMW070204 |® 1 | 7° |6.35(2.38| 2.8 | 0.4 | 2.1 aﬁgsEj)terna'Toolholders
@ Q-DCMW11T304 (@ 1 7° 19.525/397| 44 | 04 | 21 '(I\;)I-}%J;'nternalToolholders
Q-SPGN090304 |® 1 | 11° |9.525/3.18 | - | 0.4 | 2.8 |[AGExtemnalToolholders 3
; Q-SPGN090308 |® 11° 9.525(3.18 | — | 0.8 | 2.8 |[AS,Internal Toolholders %U,
o
Finishing Q-TPMWO080204 |@ 1 | 11° |4.76 |2.38| 2.3 | 0.4 | 2.2 |TAC Internal Toolholders 3
General Q-TPMW090202 |@ 1 | 11° | 556|238 25 | 02 | 2.4 | ©*°7 2
prpese Q-TPMW090204 (@] | 1 [ 11° |556[2.38| 2.5 [ 0.4 | 2.3 g
Al Q-TPMW110202 (@ | 1 | 11° [6.35]2.38| 2.8 | 0.2 | 24 @
Q-TPMW110204 |@ 1 | 11° |6.35(2.38| 2.8 | 0.4 | 2.2
A Q-TPMW110304 |®| | 1 | 11° |6.35|3.18| 3.4 | 04 | 2.2
Q-TPMW110308 |@ 1 | 11° |6.35(3.18| 3.4 | 0.8 | 1.9
Q-TPMW130302 |@ 1 [ 11° |7.94(318| 3.4 | 02 | 2.4
Q-TPMW130304 |@ 1 [ 11° |7.94(3.18| 3.4 | 04 | 2.3
Q-TPMW16T304 (@ 1 | 11° [9.525/3.97 | 4.4 | 0.4 | 2.3
Q-TPMW160404 |@ 1 | 11° (9525 4.76 | 4.4 | 0.4 | 2.3
Q-TPMW160408 |@ 1 | 11° |9.525/4.76 | 4.4 | 0.8 | 1.9
Q-TPGN110304 |@ 1 | 11° |6.35[3.18| - | 0.4 | 2.2 |TACExternal Toolholders
é Q-TPGN110308 |®] | 1 | 11° |6.35 318 | — | 0.8 | 2.2 | thehternal Toolholders
Q-TPGN160304 (@ 1 | 11° (9.525/3.18| - | 0.4 | 2.3 | 450
Q-TPGN160308 |® 1 | 11° |9.525(3.18| - | 0.8 | 1.9
MINI T-C3N
Positive inserts - Mini
SRRICEEC 0.0 a e 0 0 B e

‘O_ O O e dia ad enag .

% v, %] %]e 3 S
1QP-CCGWO03X102 |@ 1 7° | 3571139 | 1.9 | 0.2 1.4 |TAC Internal Toolholders
1QP-CCGWO03X104 |® 1 7° | 357139 | 19 | 0.4 | 1.3 |612

@ 1QP-CCGW04T102 |@ 1 | 70 [437|179] 23 | 02 | 1.9
tg‘gzziif;?n 1QP-CCGW04T104 |@ 1| 7° |437|179| 23 | 04 | 1.8
cutting 1QP-EPGW03X102 | @ 1 11° | 357 | 1.39 | 1.9 | 0.2 | 1.4 |TAC Internal Toolholders
@ 1QP-EPGW03X104 |@ 1 | 11° | 357 [1.39| 19 | 04 | 1.3 (':'-)c_)i?i)ngSystems
1QP-EPGW040102 |@ 1 [ 11°]3897 159 23 | 02 | 1.7 |
1QP-EPGW040104 |@ 1 | 11° [397|159| 23 | 04 | 16
Standard honing specifications ~ 36 |
Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T0O1315 | S01325 | S01315 | S01315 | S01325
Positive inserts | S01325 | S01325 - S00515 | S00515 | S00515 — T01315 — S01315 | S00515 | S00515
EE> e




SPGN090304-QBN (@ | 1 | 11° [9.525/3.18| - | 0.4 | 4.1 aqgs)ExternalToolhoIders
Finishing SPGN090308-QBN (®| | 1 | 11° [9.525/3.18 | — | 0.8 | 4.1 | Tac Internal Toolholders
to medium ; SPGN090312-QBN |@®| | 1 | 11°(9.525/3.18| - | 1.2 | 4.1 | (5:61)
cutting SPGN120308-QBN |@ 1 | 11° [12.7(3.18| - | 0.8 | 4.1
SPGN120312-GBN (@ | 1 | 11° [12.7[3.18| - | 1.2 | 4.1
. TPGW090202-GBN (@ | 1 | 11° [556|2.38| 25 | 0.2 | 3.3 (ngg)lf)ternawoolholders
Q TPGW090204-GBN (@) | 1 | 11° [ 556 (238 | 2.5 | 0.4 | 3.2
- TPGW110202-GBN |®| | 1 | 11° [6.35|2.38| 2.8 | 0.2 | 3.9
o TPGW110204-GBN (@) | 1 | 11° [6.35|2.38| 2.8 | 0.4 | 3.7
o A TPGW130302-QBN |@ 1 | 11° |7.94|3.18| 3.4 | 02 | 3.9
S | Finishing TPGW130304-QBN |@ 1 | 11° |7.94|3.18| 3.4 | 04 | 3.7
9 [to medium TPGW16T302-QBN |@ 1 | 11° 9.525/3.97| 4.4 | 02 | 4.4
o cutting TPGW16T304-GBN |[®| | 1 | 11° [9.525/3.97| 4.4 | 0.4 | 42
TPGW16T308-QBN |@ 1 | 11° |9.525/3.97| 44 | 08 | 4
TPGN110304-QBN (®| | 1 | 11° [6.35/3.18| - | 0.4 | 3.7 ;IZ-_\%)ExternalToolholders
TPGN110308-QBN |@® 1 11° | 6.35|3.18| - 0.8 | 3.5 | TAC Internal Toolholders
Q TPGN160304-QBN @] | 1 | 11° [9.525/3.18| - | 0.4 | 42 | 559
TPGN160308-QBN |®| | 1 | 11° [9.525/3.18| - | 0.8 | 4
TBGNO060104-15-QBN |@ 3 5° [3.97 159 | - 04 | 6.4
Finishing A TBGNO060108-15-QBN |@ 3 | 5° |397|159| - | 08| 6
Finishing CPGA090204-GBN @] | 1 | 11° |9.525/2.38| 4 |04 | 4 I::.ﬁi'.‘éi’f!ﬁ:’::*.; o
to medium @ CPGA090208-GBN |@| | 1 | 11° [9.525/2.38| 4 | 0.8 | 3.8
cutting
TPGA090202-GBN (@ | 1 | 11° | 556|238 | 3.2 | 0.2 | 3.1 | Tungaloy’s former
TPGA090204-GBN |@®| | 1 | 11° | 556 | 2.38 | 3.2 | 0.4 | 2.9 | ooolders(NotisO)
TPGA110202-GBN (@ | 1 | 11° [6.35[2.38| 3 | 02 | 3.9
Finishing TPGA110204-QBN |@ 1 | 11° 635|238 3 |04 |37
to medium A TPGA110302-QBN |@ 1 | 11° |635(3.18| 3 |02 | 3.9
cutting TPGA110304-QBN |@ 1 | 11° 635|318 3 | 04 | 3.7
TPGA160302-QBN |@ 1 | 11° [9.525/3.18| 4 | 02 | 4.4
TPGA160304-QBN |@ 1 | 11° [9.525/3.18| 4 | 0.4 | 4.2
TPGA160308-QBN (@ | 1 | 11° [9.525/3.18| 4 | 0.8 | 4
Standard honing specifications ~ 36 |
Grades BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950
Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | TO1315 | S01325 | S01315 | S01315 | S01325
Positive inserts | S01325 | S01325 - S00515 | S00515 | S00515 - T01315 - S01315 | S00515 | S00515
3-16

T-CBN series

Positive inserts - One-corner type

CBN




T-CBN series

Coated Solid T-CBN (BXC90)

cliileis D e 0
BXC90 o e: od e orner rad
S-CNGN090308 ® 9.525 3.18 0.8
S-CNGN090312 D) 9.525 3.18 1.2
S-CNGN120408 o 12.7 4.76 0.8
S-CNGN120412 ° 12.7 4.76 1.2
S-RNGN090300 ® 9.525 3.18 -
. S-RNGN120400 D) 12.7 4.76 —
Finishing S-SNGN090308 ° 9.525 3.18 0.8
to heavy S-SNGN090312 ® 9.525 3.18 1.2 .
cutting S-SNGN120308 D) 12.7 3.18 0.8 o
. S-SNGN120312 ° 12.7 3.18 1.2 g
S-SNGN120408 o 12.7 4.76 0.8 2
S-SNGN120412 ® 12.7 4.76 1.2 T
S-TNGN110308 o 6.35 3.18 0.8 8
S-TNGN110312 ) 6.35 3.18 1.2 z
‘ S-TNGN160408 o 9.525 4.76 0.8 o}
S-TNGN160412 [ 9.525 4.76 1.2 2
T-CBN Series
BX90S o e: od e orner rad
S-CNMN090308 9.25 3.18 0.8
. S-CNMN090312 9.525 3.18 1.2
S-CNMN120408 12.7 4.76 0.8
S-CNMN120412 12.7 4.76 1.2
S-RNMNO090300 9.525 3.18 -
. S-RNMN120400 12.7 4.76 -
Finishing S-SNMN090308 9.525 3.18 0.8
to heavy S-SNMN090312 9.525 3.18 1.2
cutting S-SNMN120308 12.7 3.18 0.8
S-SNMN120312 12.7 3.18 1.2
S-SNMN120408 12.7 4.76 0.8
S-SNMN120412 12.7 4.76 1.2
S-TNMN110308 6.35 3.18 0.8
S-TNMN110312 6.35 3.18 1.2
S-TNMN160408 9.525 4.76 0.8
S-TNMN160412 9.525 4.76 1.2
T-CBN Series
e . : - - . » e O AYele : dbDle
R |_ 0.0 dep
XGR/L6310S-QBN 1 1.0 1.5 0.2 TAC toolholders:
XGR/L6315S-QBN [ 1 1.5 2.3 0.2 GX-OOOOR/LE (6-49)
XGR/L6320S-QBN ® 1 2.0 3 0.2 | TAC boring toolholders:
, XGR/L6325S-QBN ° 1 25 3.8 0.2 GX-DOOOLRI _
Grooving XGR/L6330S-QBN | @ 1 3.0 4.5 0.2 (Hin-bore dia o
XGR/L6335S-QBN [ 1 3.5 5.3 0.2
XGR/L6340S-QBN ® 1 4.0 6 0.2
XGR/L6345S-QBN ® 1 4.5 6 0.2

@ : Stocked item

, —— Relatin TAC External > TAC Internal > _
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PCD grades ~ .- . ~
T-DIA series 4

Expanded product line allows T-DIA tools to be applied
to wider work materials and cutting conditions.

I Features and applications (Physical and mechanical properties)

Super fine grained grade. Fine grained grade. High purity grade for Highly wear resistant grade
Property Excels in surface finish. Excels in surface finish. General purpose grade hard materials for special applications
Approx.
of diamond <1 4.5 12.5 28 45
(um)

Hardness
] 6000 1293

e el Higher

Grindability
Cibe® | Better

edge
sharpness)

Note: T-DIA grades are not suitable for ferrous materials (such as hardened steel, chilled cast iron), and Ni- or Co-base superalloys.

I Cutting performance (Wear resistance)

When machining aluminium alloy: Continuous external turnin When machining FRP: Face milling
g
€ @ Work material: 10 % Si, aluminium alloy ~0.2 . @ Work material: Fiber reinforced plastics (FRP)
£005 @ Insert: SPGN120308-DIA £ Acomeeirs. @ Insert: SPCN42ZFR-DIA
o ] © ] Competitor -
z 0.04- [ Toolholder. CSBPR2525M4 . % N é goomenere @ Milling cutter: TPG4208R-A
Zo.0s} ° Cuttlr.wg speed: Ve = 500 m/min §0.1 = ~ DX140 @ Cutting speed: Ve = 942 m/min
§o.02} o Eze(':ﬁfo? gﬁl-r;mfrgvs o E ¢ @ Feed: f=0.1 mm/rev
z ® Dep -ap =L & ob—3 : : @ Depth of cut: @p=1.5mm
£001} @ Coolant: Dry cutting 6 12 ® Coolant: D )
[ @ Time in cut: 30 min Time in cut (min) oolant: Dry cutting
DX120 DX140 DX160
I Grade selection guide
@ For precision machining
@® When good surface finish is
DX1 40 requiregd.
Basic selection @ When interrupted cutting is
(General purpose grade) involved.
DX160 DX180
. ) uperior wear - . Special purpose
® When machining hard materials i ® When requiring higher wear
such as high silicon aluminium alloys iisiaes resistance than DX160 (such grade
(Si >12 %) as when machining high
@ Simultaneous machining of aluminium silicon materials, cemented
alloy and cast iron. carbides, semi-sintered
@ When high wear resistance is ceramics, etc.)
required.

Q Standard cutting conditions for turning

Work material Cutting speed Depth of cut Feed Grade applicability
Vc (m/min) ap (mm) f (mm/rev) DX110 | DX120 | DX140 | DX160 | DX180

Aluminium alloys (Si <12 %) |1500 (1000-2500) | 0.5 (0.05-2.0) 0.1 (0.05-0.2) O O @)

Aluminium alloys (Si>12 %) | 600 (400-800) 0.5 (0.05-2.0) 0.1 (0.05-0.2) ©) ©)

Copper, brass 800 (500-1500) 0.5 (0.05-2.0) 0.1 (0.05-0.2) O @) @)

Phosphor bronze 400 (300-500) 0.5 (0.05-2.0) 0.1 (0.05-0.2) O ©) ©)

Carbon, graphite 400 (300-500) 0.5 (0.05-2.0) 0.1 (0.05-0.2) O

FRP 700 (500-1000) 0.2 (0.05-0.5) 0.05 (0.03-0.1) O (©) O

Plastics 700 (500-1000) 0.2 (0.05-0.5) 0.08 (0.01-0.05) O @) O

Cemented carbides (D40 ~ D60) 15 (10-20) 0.1 (0.05-0.2) 0.03 (0.01-0.05) O O
Semi-sintered ceramics 130 (100-150) 0.5 (0.05-2.0) 0.05 (0.03-0.1) @) ©)

(Note) O : First choice O : Second choice
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TAC T-DIA (PCD) Inserts

INegative inserts (with rake angle)

O ed grade
App atio

D e O
ape 0 ility Better  Wear resi Higher, Ir_m:.ler Thick- Hole or_nerl DlAh APP '._ <
DX120 | DX140 | DX180 [ il It I 0 e 4

CNMM120402-DIA ° 12.7 [ 4.76 | 516 | 0.2 | 3.5 |TAG External Toolholders

@ CNMM120404-DIA [ ) 12.7 |1 476|516 | 0.4 | 3.5 '(I;_,Agsln§ernalToolholders

DNMM150402-DIA [ ) 127 | 476 | 516 | 0.2 | 3.3 EgE;(ternalToolholders

DNMM150404-DIA [ 12.7 | 476 | 516 | 0.4 | 341 -

TAC Internal Toolholders

Finishing (5-34-) -
|

resistance TNMM160402-DIA | @ 9.525( 4.76| 3.81| 0.2 | 3.3 |TAC Extemal Toohotders|
A TNMM160404-DIA [ ] 9.525| 4.76 | 3.81 | 0.4 | 3.2 |TAC Internal Toolholders %
(5-36 ~) 2
3
VNMM160402-DIA ° 9.525| 4.76 [ 3.81 | 0.2 | 4.8 |TACExtemal Tookholders|  (J
@ VNMM160404-DIA ° 9.525| 4.76 [ 3.81| 0.4 | 4.4 |*%07) o
VNMM160408-DIA o 9.525| 476 | 3.81| 0.8 | 3.6 (TSA;'")tema'T°°'h°'defs 8
o w

INegative inserts

O ed graade
APP atio

) e O
ape O ility Better ~ Wear resi: Higher, |'c|’0|e APP ablc
circle | ness - en 00 01Ge
DX120 | DX140 | DX160 il el =2 e
CNGA120404-DIA ° 12.7 [ 4.76 | 5.16 | 0.4 | 3.5 [TAC Extornal Toolholders
@ CNGA120408-DIA 12.7 | 4.76 | 516 | 0.8 | 3.4 |TAC Internal Toolholders
(5-33 ~)
DNGA150404-DIA ° @ | 127 |476|516| 0.4 | 3.1 |TACExternal Toolholders
@ DNGA150408-DIA ° 127 | 476|516 | 0.8 | 2.8 |*“*
TAC Internal Toolholders
(5-34 ~)
TNGA160304-DIA 9.525] 318 3.81 | 0.4 | 3.2 |TAC External Toolholders
o TNGA160308-DIA 9.525| 318 | 3.81 | 0.8 | 2.9 |1ac Inernal Toolholders
tF'“'SZ'.”g TNGA160404-DIA ® ® |9.525/4.76|3.81| 0.4 | 3.2 |(536-)
Ceutting | TNGA160408-DIA ® | ® (0525 476(381 0.8 29
SNGA120404-DIA ° A [127[476[516] 0.4 | 3.6 [TACExtemal Toolhoiders
g SNGA120408-DIA ° A | 127 476|516 | 0.8 | 3.6 |TAG nternal Toolholders
(5-35 ~)
SNGN090308-DIA 9.625 318 | — | 0.8 | 3.6 [TAC External Toolholders
; SNGN120408-DIA ® 127|476 - | 0.8 | 3.6

@ : Stocked items.
A: Shortly unavailable

Cutting Conditions Relqﬁng TAC External > TAC Internal >
toolhold: toolhold: —
m pages 00(4(_)1)ers °°(5?1)ers 3 2 1




TAC T-DIA (PCD) Inserts

I Positive inserts (with rake angle)

ape 0 W lear- [ Inner [Thick- H9Ie orner DIA
DX120 | DX140 | DX160 [ g'g:
CCMT060202-DIA| @ 7° | 6.35] 2. 38 . {Q%g)gt;amawoolholders
CCMT060204-DIA| @ 7° 1 6.35]2.38 2. TAC nteral Toololders
@ CCMTO09T302-DIA| @ 7° [9.525[3.97 | 4.4 0.2 2.4 G129
CCMTO09T304-DIA| @ 7° (9.525/3.97| 4.4 | 04 | 2.4
DCMT070202-DIA| @ 7° [6.35[2.38] 2.8 | 0.2 [ 2.3 [TACExtemalTooholders
DCMT070204-DIA| @ 7° [6.35/2.38] 2.8 | 0.4 | 2.1 |7AC Intemal Toolholders
@ DCMT11T302-DIA | @ 7° 19.525/3.97| 4.4 | 0.2 | 3.2 |
2 Finishing DCMT11T304-DIA| @ 7° 9.525/3.97| 4.4 | 0.4 | 3.0
© resig\;vnce TCMT080202-DIA | @ 7° [476[2.38 ] 2.3 | 0.2 | 2.2 [TAGExtemal Toohaiders
> TCMT080204-DIA | @ 7° [ 4.76]2.38] 2.3 | 0.4 | 2.0 |1aC Internal Tooholders
g TCMT110202-DIA ® 7° | 6.35/2.38] 2.8 | 02 | 2.4 |19
o TCMT110204-DIA | @ 7° [6.35[2.38] 2.8 | 04 | 2.2
2 TCMT110302-DIA o 7° | 6.35/3.18| 28| 0.2 | 2.4
‘D“ TCMT110304-DIA | @ 7° [6.35[3.18] 2.8 | 0.4 | 2.2
O VCMT160402-DIA | @ 7° [9525/4.76 | 4.4 [ 0.2 [ 4.8 [TAC Extemal Toohoiders
@ VCMT160404-DIA | @ 7° 9525/ 4.76 | 4.4 | 0.4 | 4.4 TAG e Toohoters
I Positive inserts
Applicatio ocked grade Dimensio
DX120 | DX140 | DX160 [ b o | re |a e
CCGWO060200-DIA [ 7° [6.35]2.38] 2.8 [0.05] 2.4 [TACExtemalToaholders
CCGWO060202-DIA [ 7° [6.35[2.38] 2.8 | 0.2 | 2.4 |7AC Internal Toolholders|
CCGW060204-DIA ® 7° 16.35/2.38| 2.8 | 0.4 | 2.4 |6127)
@ CCGWO09T302-DIA [ 7° [9.525[3.97] 44 [ 02 | 35
CCGWO09T304-DIA [ [ 7° 9.525/3.97| 4.4 | 04 | 35
CCGWO09T308-DIA [ A 7° 9.525/3.97| 4.4 | 08 | 3.4
DCGWO070200-DIA [ 7° 16.35]2.38 | 2.8 | 0.05 | 2.4 |TACEemalTooholders
DCGWO070202-DIA| @ ° 7° [6.35[2.38] 2.8 | 0.2 | 2.3 |TAC Internal Toolholders
DCGWO070204-DIA ® 7° 16.35]2.38] 28 | 0.4 | 2.1 |6
@ DCGW11T302-DIA [ 7° [9.525[3.97| 4.4 | 02 | 3.2
DCGW11T304-DIA ® 7° 19.525/3.97| 4.4 | 0.4 | 3.0
DCGW11T308-DIA [ 7° 9.525/3.97| 4.4 | 0.8 | 2.7
SPGN090302-DIA 11° 19.525/ 3.18 | - 0.2 | 3.6 |TACExternal Toolholders
SPGN090304-DIA A [ 11°]9525/3.148] — | 04 36 G0 o ders
Finishing SPGN090308-DIA ® 11° [9.525/3.18| - | 0.8 | 3.6 |(5-61)
to medium ; SPGN120302-DIA [ 11° [12.7]3.18] - [ 02 [ 36
cutting SPGN120304-DIA [ A | 11°[127/318] - |04 | 36
SPGN120308-DIA [ ® | 11°|127/318] - |08 |36
SPGN120312-DIA 11° [ 12.7]3.18] - | 1.2 | 36
TCGW110202-DIA 7° [6.35/2.38] 2.8 | 0.2 | 2.4 |TACExtemal Tooholders
TCGW110204-DIA 7° 1635238 2.8 | 0.4 | 2.2 |G ot ohoiders
@ TCGW16T302-DIA 7° [9.525[3.97] 44 | 02 | 3.3 |19
TCGW16T304-DIA 7° [9.525/3.97| 44 | 04 | 3.2
TCGW16T308-DIA 7° [9.525/3.97| 44 | 08 | 2.9
TPGW080202-DIA ° 11°[4.76]2.38 | 2.3 [ 0.2 [ 2.4 [TAG intemal Toaholders
TPGW080204-DIA ° 11° | 4.76|2.38] 2.3 | 0.4 | 2.3
TPGWO090202-DIA | @ [ 11° | 556]2.38] 25| 0.2 | 2.4
TPGW090204-DIA [ 11° | 556 |2.38| 2.5 | 0.4 | 2.2
@ TPGW110202-DIA | @ [ 11° [ 6.35[2.38] 2.8 [ 0.2 | 2.4
TPGW110204-DIA ° 11° | 6.35|2.38| 2.8 | 0.4 | 2.2
TPGW130302-DIA | @ [ 11° | 7.94]3.18] 3.4 [ 0.2 | 3.3
TPGW130304-DIA [ 11° | 7.94|3.18| 3.4 | 0.4 | 3.2
TPGW16T302-DIA [ 11° [9.525[3.97 | 4.4 | 0.2 | 3.3
TPGW16T304-DIA [ 11° [9.525/3.97 | 4.4 | 0.4 | 3.2
TPGW16T308-DIA ° 11° [9.525/3.97 | 4.4 | 0.8 | 2.9

@ : Stocked items.
A: Shortly unavailable
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TAC T-DIA (PCD) Inserts

I Positive inserts

Applicatio O d gra

ape at. No W lear- Tnner [Thick- Hgle Co(;_ner DIA
DX120 | DX140 | DX160 [Rt‘A e ra,;“s
TPGN090204-DIA o 11° | 5. 56 2. 38 - O. TAC Internal Toolholders
TPGN090208-DIA 11° | 556 | 2.38| - . 6209
TPGN110301-DIA 11° | 6.35| 3.18| - o.1 3.4
TPGN110302-DIA 11° | 635|318 - | 02 | 3.3
TPGN110304-DIA | @ ° 11° | 6.35|3.18] - | 0.4 | 32
Q TPGN110308-DIA ° 11° | 6.35|3.18] - | 0.8 | 2.9
Finishing TPGN160301-DIA 11° |9.525) 3.18| — | 0.1 | 3.4
1o mediumn TPGN160302-DIA ° 11° [9.525/ 318 - | 02 | 3.3 pe
cutting TPGN160304-DIA | @ ° A | 11° 9525318 — | 0.4 | 32 S
TPGN160308-DIA ° 11° |9.525 3.18| — | 0.8 | 2.9 o
TPGN160312-DIA 11° [9.525/ 318 - | 1.2 | 2.6 a
VCGW160402-DIA () 7° 19.525| 4.76| 4.4 | 0.2 | 4.8 |TACExternal Toolholders 8
VCGW160404-DIA ° 7° [9.525) 4.76| 4.4 | 0.4 | 4.4 |{iadmiamal Tooholders 0
=¥ VCGW160408-DIA 7° [0.525| 4.76| 4.4 | 0.8 | 3.6 | (524 =
VCGW160412-DIA 7° |9.525| 4.76| 4.4 | 1.2 | 2.7 S
VCGW220530-DIA 7° [12.7]556] 55 | 3.0 | 5.0 o
EPGW040102-DIA ® 11°3.97/1.59] 2.3 | 0.2 | 2.0 |TAC iemal Tosholders
Finishing @ EPGWO040104-DIA ° 11° [3.97 159 23 | 0.4 | 1.9
CPGA090202-DIA ° 11° |9.525/ 2.38] 4.0 | 0.2 | 2.4 |Tungaloy's former
@ CPGA090204-DIA ° 11° [9.505 2.38| 4.0 | 0.4 | 2.4 |\eoholders
TPGA090202-DIA ° 11° |5.556] 2.38| 3.2 | 0.2 | 2.4 |Tungaloy’s former
Finishing TPGA090204-DIA ° 11° [5.556] 2.38| 3.2 | 0.4 | 22 |meiisor
oo TPGA110202-DIA ° 11° | 6.35| 3.18| 3.0 | 0.2 | 2.4
cutting TPGA110204-DIA [ 11° | 6.35| 3.18| 3.0 | 0.4 | 2.2
TPGA110302-DIA ° 11° | 6.35| 3.18| 3.0 | 0.2 | 2.4
A TPGA110304-DIA ° 11° | 6.35| 3.18| 3.0 | 0.4 | 2.2
TPGA110308-DIA ° 11° | 6.35|3.18| 3.0 | 0.8 | 2.0
TPGA160302-DIA ° 11° [9.525/ 3.18| 4.0 | 0.2 | 3.3
TPGA160304-DIA ° 11° [9.525/ 3.18| 4.0 | 0.4 | 3.2
TPGA160308-DIA ° 11° [9.525/ 3.18| 4.0 | 0.8 | 2.9

@ : Stocked items.
A: Shortly unavailable

Cutting Conditions Relqﬁng TAC External > TAC Internal >
<EEE pages® | ool SR 3-23




Chapter Composition of TAC External Toolholders

@ New and main products are arranged by the insert shape to be used. In the same group, they are arranged by the cutting edge style.
@ Other products are arranged by the series.

—— Cat. No. of TAC toolholder

— Series name

Overview of applicable TAC inserts
These charts indicate basic selection
of grades and chipbreaker types by
the work material and the application.

Designation of toolholder type Clamping type

Machining type

> TURNINGA A-type
= ‘Applicable inserts Negative rake
DNOO1504 Double clamping system
‘—D:M-ﬂ—'“‘“"“ 2 ) ¢ = ﬁ:ﬁ
N
A e
Sy P 3
1 N Std.Camer )3 0205
> stk | e e Page o G ; ey o
ADPNNZO20K1SA | e | 20 | 20 | 125 | a6 | 20 | 75 | - 752~
ADPNNZS2sMis-A | e | 25 | 2 | 150 | 36 | 2 | 125 | - | os |onoomscac | fdew
I I I I Fbin
“Recommend camping toaue: 40N
P-type
g ‘Applicable inserts. Negative rake g
2 DNOO Lever-lock system o
£ =
8 - 2
5 External Profiling 2
5 . 3
3
o Y N g
& o2 3
“ = 0.150.08-02]
Guting edge sy P. ki or oer machining types see “Selecton System” (20
5t cone]
N P h T 6 [0 [ & [ A [ 7 [ & fr i
. : PDPNN2525 o |25 [ 25 [ 150 [ a6 [ 25 [125 [ - 7%-
Dimensions B o ) os | ovoonsoun | o
‘ oA
PDPNN2525MTSE | ® | 25 | 25 | 150 | 6 | 25 | 725 | - F—
PDPNNG225P15E 32 | 25 | 170 | s | e | tes | - | 2 | PNOOIS0SOD | 2e2-

P-type
Tppicable Teerts Negative rake
DNOIO) Lever-lock system
= T

' A <
SN
5N i
» ¥
N & Right hand () shown.
o Siock 54 Com
No TRTL] » 3 [ T 7 3 n Page
PDNNR/LA4025 40 |26 150 | 36 | 40 | 12 - 7
PONNR/L5032 50 [ s [ 150 [ s [ 0 | 16 | | os | onoonsosco | Foen
I Fbia
PONNRILS032H 50 | 32 [ 150 [ 35 | 50 | 76 | — | 08 { onOois0e00 | 22 -
PDNNR/L4025M15E 40 25 150 | 36 | 40 12 - - -
"PONNR/LSO3ZM1SE 50 | 82 | 150 | 6 [ 50 | 16 | - | 8 | PNODisoeno | 252

[® Stocked toms |

20 (<Be W * 21

Reference pages of Symbol of stock
relating items status

Applicable TAC —

— Typical tooling is insert and page

illustrated.

B Ordering information

@ \When ordering TAC toolholders, please specify Cat. No. and quantity.
Example: ACLNR2525M12-A 1 piece.
e Standard packing quantity is 1 piece.
e Inserts must be ordered separately.


http://toolholderscat.no/
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H Designation system for general purpose TAC external toolholders  4-2

[ ] Qutline of new TAC toolholder “Turning A 4-4
[ ] QOutline of new “Y Pro series” for Prof|||ng ....................................... 4-6
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TAC External Toolholders

Products
l TAC toolholders for external turning
Turning A [Double clamping system]
D-type [One-action double clamping system]
P-type [Lever-lock system]
for CN E“:] INSEITS - +eveereeererer s 4-14
for WN l:”:l 1YY= PO PP 4-17
for DN DD TNSEITS +evererrerrrrrrerm et 4-18
for TN DD INSEITS +vrereerererrerrrres et 4-22
for SN l:”:l INSEITS -+ veereerereeeree e 4-25
for VN DD /YN l:“:‘ INSEITS vrereerererrererreneneere s 4-30
for RN I:“:‘ TS OIS -+ vevererrerrerrerr ettt 4-32
Replaoement parts for Turning A 4-33
for D_type ........................................................................ 4-34
for P_type ........................................................................ 4_35
DimpleFX [Double clamping system] for dimple ceramic inserts 4-36
TurnTec [Screw_on System] ....................................................................... 4-39
TurnFeed [Double clamping system] for super high feeds - 4-42
Y-Pro s