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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

753
MCEBNR/L £[ qu ﬂ m[
-

?5k.

E]

Order No. Size(mm)

ISO Code — . —
T JLefthand i Lock pin | Clamp |Clamp screw

211-01 001 211-01-002 MCBNR/L2020K12 CN..1204.. ICSN-433 - XNS-59
211-01-003 211-01-004 MCBNR/L2525M12 150 CN..1204.. ICSN-433  NL-46 CL-9 XNS-59
211-01-005 211-01-006 MCBNR/L3232P12 32 32 170 32 27 32 CN..1204.. ICSN-433  NL-46 CL-9 XNS-59
211-01-007 211-01-008 MCBNR/L25256M16 25 25 150 25 22 40 CN.1606. ICSN-533  NL-58 CL-9 XNS-510
211-01-009 211-01-010 MCBNR/L3232P16 32 32 170 32 27 40 CN.1606. ICSN-533  NL-58 CL-9 XNS-510
211-01-011 211-01-012 MCBNR/L4040R19 40 40 200 40 35 40 CN.1906.. ICSN-633  NL-68 CL-12 XNS-510

MCLNR/L 95°

-+

95°

ISO Code
= S ]
211-01-013 211-01-014 MCLNR/L1616H12 CN..1204.. ICSN-433 NL-46 CL-20 XNS-48

211-01-015 211-01-016 MCLNR/L2020K12 125 CN..1204.. ICSN-433  NL-46 CL-20 XNS-48
211-01-017 211-01-018 MCLNR/L2525M12 25 25 150 25 32 32 CN..1204.. ICSN-433  NL-46 CL-20 XNS-48
211-01-019 211-01-020 MCLNR/L3232P12 32 32 170 32 40 32 CN.1204. ICSN-433  NL-46 CL-20 XNS-48
211-01-021 211-01-022 MCLNR/L2525M16 25 25 150 25 32 38 CN.1606. ICSN-533  NL-58 CL-12 XNS-510
211-01-023 211-01-024 MCLNR/L3232P16 32 32 170 32 40 38 CN..1606.. ICSN-533  NL-58 CL-12 XNS-510
211-01-025 211-01-026 MCLNR/L4040R16 40 40 200 40 50 38 CN.1606. ICSN-533  NL-58 CL-12 XNS-510
211-01-027 211-01-028 MCLNR/L2525M19 25 25 150 25 32 38 CN.1906. ICSN-633  NL-68 CL-12 XNS-510
211-01-029 211-01-030 MCLNR/L3232P19 32 32 170 32 40 38 CN.1906. ICSN-633  NL-68 CL-12 XNS-510
211-01-031 211-01-032 MCLNR/IL4040R19 40 40 200 40 50 38 CN.1906.. ICSN-633  NL-68 CL-12 XNS-510
211-01-033 211-01-034 MCLNR/L4040R25 40 40 200 40 50 45 CN.2509. ICSN-846 NL-810 CL-24 XNS-610

MSRNR/L S =t

e i [
I _ o o o
ﬁ ' E %J;I | ‘/?55

ISO Code toolholder
[ T JRight hand

211-03-019 211-03-020 MSRNR/L25256M12 25 25 150 26 27 32 SN.1204.. ISSN-433  NL-46 CL-9 XNS-59
211-03-021 211-03-022 MSRNR/L2525M15 256 26 150 25 27 38 SN..1506.. ISSN-533  NL-58 CL-12 XNS-510
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

MCRNR/L T
I B
'y n
| .- |
e L
oy

ISO Code — :
L[]
125 20 22 32
25 35 32

211-01-035 211-01-036 MCRNR/L2020K12 20 20 CN..1204.. ICSN-433  NL-46 CL-20 XNS-48
211-01-037 211-01-038 MCRNR/L2525M12 25 25 150 CN..1204.. ICSN-433  NL-46 CL-20 XNS-48
211-01-039 211-01-040 MCRNR/L3232P12 32 2 170 32 35 38 CN.1606.. ICSN-533  NL-58 CL-12 XNS-510
211-01-041 211-01-042 MCRNR/L2525M16 25 25 150 25 43 38 CN.1606.. ICSN-533  NL-58 CL-12 XNS-510
211-01-043 211-01-044 MCRNR/L3232P16 32 32 170 32 35 38 CN.1906.. ICSN-633  NL-68 CL-12 XNS-510
211-01-045 211-01-046 MCRNR/L4040R19 40 40 200 40 43 38 CN.1906.. ICSN-633  NL-68 CL-12 XNS-510
211-01-047 211-01-048 MCRNR/L4040R25 40 40 200 40 43 45 CN.2509. ICSN-846  NL-810 CL-24 XNS-610

fpisil

= :

|
107" 30'
e

MDHNR/L 107°30'

f
L-r‘u;hz' 30
107° 30

Size(mm)

TE DD
20 125 20 25 30
25 32 30

211-02-001 211-02-002 MDHNR/L2020K11 20
211-02-003 211-02-004 MDHNR/L2525M11 25 25

.. IDSN-322 XNS-48
150 DN..1104.. IDSN-322  NL-34L CL-20 XNS-48
211-02-005 211-02-006 MDHNR/L2020K15 20 20 125 20 25 35 DN.1506.. IDSN-433  NI-46L CL-12 XNS-510
211-02-007 211-02-008 MDHNR/L2525M15 25 26 160 25 32 35 DN.1506.. IDSN-433  NI-46L CL-12 XNS-510
211-02-009 211-02-010 MDHNR/L3232P15 32 32 170 32 40 35 DN.1506.. IDSN-433  NI-46L CL-12 XNS-510

MDNNN 62°30

Size(mm)

Order No. ISO Code toolholder

Lock pin

211-02-027 MDNNN1616H11 6 16 100 16 8 35 DN.1104.. IDSN-322 NL-34L CL-20 XNS-48
211-02-029 MDNNN2020K11 20 20 126 20 10 35 DN.1104. IDSN-322 NL-34L CL-20 XNS-48
211-02-031 MDNNN2525M11 25 25 150 25 125 35 DN.1104. IDSN-322 NL-34L CL-20 XNS-48
211-02-033 MDNNN3232P11 32 32 170 32 16 35 DN.1104. IDSN-322 NL-34L CL-20 XNS-48
211-02-035 MDNNN2525M15 25 25 150 25 125 42  DN.1506.. IDSN-433 NL-46L CL-12 XNS-510
211-02-037 MDNNN3232P15 32 32 170 32 16 42  DN.1506.. IDSN-433 NL-46L CL-12 XNS-510
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

MDJNR/L 93°

59
= Vel f o]
o ~z EE_ o ﬂ]

.

Order No. Size(mm)

. ISO Code toolholder . /
Right hand Left hand i Clamp screw

211-02-011 211-02-012 MDJNR/L1616H11 16 16 100 16 20 32 DN.1104.. IDSN-322 NL-34L  CL-20 XNS-48
211-02-013 211-02-014 MDJINR/L2020K11 20 2000 258 120 25 32 DN..1104.. IDSN-322 NL-34L  CL-20 XNS-48
211-02-015 211-02-016 MDJNR/L2525M11 25 25 150 25 32 32 DN..1104.. IDSN-322 NL-34L  CL-20 XNS-48
211-02-017 211-02-018 MDJNRIL3232P 11 32 2 W17 2 40 32 DN.1104.. IDSN-322 NL-34L  CL-20 XNS-48
211-02-019 211-02-020 MDJNR/L2020K15 20 20 125 20 25 38 DN..1506.. IDSN-433 NL-46L CL-12 XNS-510
211-02-021 211-02-022 MDJNR/L2525M15 25 20 W a0 BN 32 38 DN.1506.. IDSN-433 NL-46L CL-12 XNS-510
211-02-023 211-02-024 MDJNR/L3232P15 32 2 170 32 40 38 DN..1506.. IDSN-433 NL-46L CL-12 XNS-510
211-02-025 211-02-026 MDJNR/L4040R15 40 40 200 40 50 38 DN.1506.. IDSN-433 NL-46L CL-12 XNS-510

MSBNR/L 75°
Sl B
E — 5 “'J_n/ |
755 B
: b te
} o

_ ISO Code toolholder

n“n Fo:i.r;ert Shim | Lock pin

211-03-001 211-03-002 MSBNR/L2020K12 20 20 125 20 17 32 SN.1204. ISSN-433  NL-46 CL-9 XNS-59
211-03-003 211-03-004 MSBNR/L3232P15 32 32 170 32 27 38 SN.1506.. [ISSN-533  NL-58 CL-12 XNS-510
211-03-005 211-03-006 MSBNR/L3232P19 32 32 170 32 27 42 SN.1906.. [ISSN-633  NL-68 CL-12 XNS-510

MSKNR/L 7S]

Order No. Size(mm)

ISO Code toolholder

211-03-007 211-03-008 MSKNR/L2020K12 20 20 125 20 26 32 SN.1204. [SSN-433  NL-46 CL-9 XNS-59
211-03-009 211-03-010 MSKNR/L2525M12 26 26 150 25 32 32 SN.1204.. ISSN-433  NL-46 CL-9 XNS-59
211-03-011 211-03-012 MSKNR/IL3232P12 32 32 170 32 40 32 SN.1204. ISSN-433  NL-46 CL-9 XNS-59
211-03-013 211-03-014 MSKNR/L2525M15 25 25 150 25 32 38 SN.1506. ISSN-533  NL-58 CL-12 XNS-510
211-03-015 211-03-016 MSKNR/L3232P15 32 32 170 32 40 38 SN.1506.. [ISSN-533  NL-58 CL-12 XNS-510
211-03-017 211-03-018 MSKNR/L3232P19 32 32 170 32 40 38 SN.1906.. ISSN-633  NL-68 CL-12 XNS-510
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

MSSNRI/L 45°

Order No.

(o [

211 -03-023 211-03-024 MSSNR/L2020K12 20 20 5 32 SN..1204.. |SSN-433 : CL-9 XNS-59
211-03-025 211-03-026 MSSNR/L2525M12 26 25 150 2565 32 32 SN.1204. |SSN-433  NL-46 CL-9 XNS-59
211-03-027 211-03-028 MSSNR/L3232P12 32 32 170 32 40 32 SN.1204.. ISSN-433  NL-46 CL-9 XNS-59
211-03-029 211-03-030 MSSNR/L3232P15 32 32 170 32 40 38 SN.1506.. ISSN-533  NL-58 CL-9 XNS-510
211-03-031 211-03-032 MSSNR/L4040R15 40 40 200 40 50 38 SN.1506. [SSN-533  NL-58 CL-9 XNS-510
211-03-033 211-03-034 MSSNR/L4040R19 40 40 200 40 50 45 SN..1906. ISSN-633  NL-68 CL-12 XNS-510

ﬁ’?ﬁ : B
1 E

Order No. Size(mm)
3 ISO Code toolholder ¥V

211-04-001 211-04-002 MTGNR/L1616H16 16 16 100 16 20 29 TN.1604.. [TSN-323  NL-34L CL-6 XNS-36
211-04-003 211-04-004 MTGNR/L2020K16 20 20 125 20 25 29 TN.1604. ITSN-323  NL-34L CL-6 XNS-36
211-04-005 211-04-006 MTGNR/L2525M16 256 25 150 26 32 29 TN.1604. ITSN-323  NL-34L CL-6 XNS-36
211-04-007 211-04-008 MTGNR/L3232P16 32 32 170 32 40 29 TN.1604. ITSN-323  NL-34L CL-6 XNS-36
211-04-009 211-04-010 MTGNR/L2020K22 20 20 1256 20 25 35 TN.2204. ITSN-433  NL-46 CL-9 XNS-510
211-04-011 211-04-012 MTGNR/L25256M22 25 25 150 256 32 35 TN.2204. ITSN-433  NL-46 CL-9 XNS-510
211-04-013 211-04-014 MTGNR/L3232P22 32 32 170 32 40 35 TN..2204.. ITSN-433  NL-46 CL-9 XNS-510

MTGNR/L 90°

MTJNR/L 93°

| Tﬁﬂ B
< - 2|

a ISO Code toolholder = y
I N S N A 2
211-04-015 211-04-016 MTJNR/L1616H16 TN.1604.. [ITSN-323  NL-34L CL-6 XNS-36
211-04-017 211-04-018 MTJNR/L2020K16 125 TN..1604.. ITSN-323  NL-34L CL-6 XNS-36

211-04-019 211-04-020 MTJNR/L2525M16 25 25 150 25 32 29 TN..1604.. ITSN-323  NL-34L CL-6 XNS-36
211-04-021 211-04-022 MTJINR/L3232P16 32 32 170 32 40 29 TN.1604. [TSN-323  NL-34L CL-6 XNS-36
211-04-023 211-04-024 MTINR/L2525M22 25 25 150 256 32 35 TN.2204. |ITSN-433  NL-46 CL-9 XNS-510
211-04-025 211-04-026 MTJINR/L3232P22 32 32 170 32 40 35 TN..2204.. ITSN-433 NL-46 CL-9 XNS-510
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

641 - %\ I m[

6.4°

-
- _D[

MVHNR/L 107°30°

i/az--sn‘

107° 30

| oww [T smm
ode toolholder

===

211-05-001 211-05-002 MVHNR/L2525M16 26 25 150 25 32 38 VN.1604. [|VSN-322  NL-34L CL-30 XNS-510
211-05-003 211-05-004 MVHNR/L3232P16 32 32 170 32 40 38 VN.1604.. IVSN-322 NL-34L CL-30 XNS-510

MVJNR/L 93°

93 : 47"

B JRighthand | [T gLeft hand
211-05-005 211-05-006 MVINR/L1616H16 16 16 100 16 20 42 VN.1604. IVSN-322  NL-34L CL-30 XNS-59
211-05-007 211-05-008 MVJUNR/L2020K16 20 20 125 20 25 42 WN.1604. IVSN-322  NL-34L CL-30 XNS-510
211-05-009 211-05-010 MVJNR/L2525M16 25 25 150 26 32 42 VN.1604. IVSN-322  NL-34L CL-30 XNS-510
211-05-011 211-05-012 MVINRIL3232P16 32 32 170 32 40 42 VN.1604. IVSN-322 NL-34L CL-30 XNS-510

MVVNN 72°30'

%‘3

— swm |
Order No. ISO Code toolholder

ST T [ [ e
20 20

211-05-013 MVVNN2020K16 126 20 10 45  VN.1604..  |VSN-322 NL-34L CL-30 XNS-510
211-05-015 MVVNN2525M16 25 25 150 26 125 45  VN.1604. |VSN-322 NL-34L CL-30 XNS-510
211-05-017 MVVNN3232P16 32 32 170 32 16 45  VN..1604.. [VSN-322 NL-34L CL-30 XNS-510
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

MWLNR/L 95°

211-06-001 211-06-002 MWLNR/L2020K06 20 20 125 20 25 30 .0604.. IWSN-322

211-06-003 211-06-004 MWLNR/L2525MO6 256 256 150 25 32 30 WN.0604.. IWSN-322  NL-34L CL-6 XNS-36
211-06-005 211-06-006 MWLNR/L3232P06 32 32 170 32 40 30 WN.0604. IWSN-322  NL-34L CL-6 XNS-36
211-06-007 211-06-008 MWLNR/L2020K08 20 20 125 20 25 32 WN.0B04. IWSN-433  NL-46 CL-20 XNS-48
211-06-009 211-06-010 MWLNR/L2525M08 25 25 150 25 32 32 WN.0804.. IWSN-433  NL-46 CL-20 XNS-48
211-06-011 211-06-012 MWLNR/L3232P08 32 32 170 32 40 32 WN.0804. IWSN-433  NL-46 CL-20 XNS-48
211-06-013 211-06-014 MWLNR/L4040R08 40 40 200 40 50 32 \WN..0804.. IWSN-433  NL-46 CL-20 XNS-48

PCBNR/L 75° srﬁﬁ ﬂ m]

Lock pin Clamp screw

a
/—
a0

Size(mm

—
ISO Code toolholder C Insert

211-07-001 211-07-002 PCBNR/L3232P16 N.1606.. PC1604 PL-5 PS0820A SP08
211-07-003 211-07-004 PCBNR/L4040R16 200 CN..1606.. PC1604 PL-5 PS0820A SP08
211-07-005 211-07-006 PCBNR/L4040R19 40 40 200 4{} 35 40 CN..1906.. PC1904 PL-6 PS1027 SP10
211-07-007 211-07-008 PCBNR/L5050S19 50 50 250 50 45 40 CN.1906. PC1904 PL-6 PS1027 SP10
211-07-009 211-07-010 PCBNR/L4040R25 40 40 200 40 35 50 CN.2509. PC2506 PL-8 PS1236 SP13

211-07-011 211-07-012 PCBNR/L5050S25 50 50 250 50 45 50 CN..2509.. PC2506 PL-8 PS1236 SP13
PCRNR/L 75° Fr
= o
50
-
== = @ B
s o
;]j
| 75°
2 =]
| L
1 }5
7
ISO Code toolholder
nn---n
211-07-013 211-07-014 PCRNR/L3232P16 CN..1606.. PC1604 PL-5 PS0820A SP08
211-07-015 211-07-016 PCRNR/L4040R16 200 CN..1606.. PC1604 PL-5 PS0820A SP08

211-07-017 211-07-018 PCRNR/L4040R19 40 40 200 40 43 40 CN..1906.. PC1904 PL-6 PS1027 SP10
211-07-019 211-07-020 PCRNR/L5050S19 50 50 250 50 53 40 CN.1906.. PC1904 PL-6 PS1027 SP10
211-07-021 211-07-022 PCRNR/L4040R25 40 40 200 40 43 50 (CN.2509. PC2506 PL-8 PS1236 SP13
211-07-023 211-07-024 PCRNR/L5050S25 50 50 250 50 53 50 (CN.2509. PC2506 PL-8 PS1236 SP13
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

PCLNR/L 95° 50%

5°

Bl :
L]
pa

e

Size(mm)

| Smmm @
- ISO Code toolholder n“---n Ineart

211-07-025 211-07-026 PCLNR/L3232P16 CN..1606.. PC1604 - PS0820A SP08
211-07-027 211-07-028 PCLNR/L4040R16 CN..1606.. PC1604 PL-5 PS0820A SP08
211-07-029 211-07-030 PCLNR/L4040R19 40 4{} 2(}0 40 50 38 CN..1906.. PC1904 PL-6 PS1027 SP10
211-07-031 211-07-032 PCLNR/L5050519 5 50 250 50 60 38 CN.1906.. PC1904 PL-6 PS1027 SP10
211-07-033 211-07-034 PCLNR/L4040R25 40 40 200 40 50 50 CN..2509.. PC2506 PL-8 PS1236 SP13
211-07-035 211-07-036 PCLNR/L5050S25 50 50 250 50 60 50 CN..2509.. PC2506 PL-8 PS1236 SP13

PDJNR/L
=
SR~

|

ISO Code toolholder

e DD
211-08-001 211-08-002 PDJINR/L3232P15 32 32 170 32 40 38 DN.1506. PD1503 PL-5M PS0821 SP06

211-08-003 211-08-004 PDJNR/L4040R15 40 40 200 40 50 38 DN.1506.. PD1503 PL-5M PS0821 SP06
211-08-005 211-08-006 PDJNR/L5050S15 50 50 250 50 60 38 DN..1506.. PD1503 PL-5M PS0821 SP06
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TOOLHOLDERS WITH NEGATIVE RAKE ANGEL

PSBNR/L 75°
I F [
- & "—t /5? o o
= N
- i L
I }5°
7

: I1SO Code toolholder

Left hand Shim

211-09-001 211-08-002 PSBNR/L3232P15 32 32 10 32 27 38 SN..1506.. PS1504 PS0820A

211-09-003 211-09-004 PSBNR/L4040R15 40 40 200 40 35 38 SN..1506.. PS1504 PL-5 PS0820A SP08
211-08-005 211-09-006 PSBNR/L4040R19 40 40 200 40 35 42 SN.1906.. PS1904 PL-6 PS1027 SP10
211-08-007 211-08-008 PSBNR/L5050519 50 50 250 50 45 42 SN.1906. PS1904 PL-6 PS1027 SP10
211-09-009 211-09-010 PSBNR/L4040R25 40 40 200 40 35 50 8N.2509.. PS2506 PL-8 PS1236 SP13
211-08-011 211-09-012 PSBNR/L5050S25 50 50 250 50 45 50 SN.2509.. PS2506 PL-8 PS1236 SP13

PSRNR/L 75°

ISO Code toolholder

211-09-013 211-09-014 PSRNR/L3232P15 32 32 10 32 35 38  SN.1506.. PS1504 PL-5 PS0820A SP08
211-09-015 211-09-016 PSRNR/L4040R15 40 40 200 40 43 38 SN..1506.. PS1504 PL-5 PS0820A SP08
211-08-017 211-08-018 PSRNR/IL4040R19 40 40 200 40 43 38 SN..1906.. PS1904 PL-6 PS1027 SP10
211-09-019 211-09-020 PSRNR/L5050S19 50 50 250 50 53 38  SN.1906.. PS1904 PL-6 PS1027 SP10
211-09-021 211-09-022 PSRNR/L4040R25 40 40 200 40 43 50 SN..2509.. PS2506 PL-8 PS1236 SP13
211-08-023 211-09-024 PSRNR/L5050S25 50 50 250 50 53 50  SN..2508.. PS2506 PL-8 PS1236 SP13

64



TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SCACR/L 90°
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SCACR/L 90°

90

Seom

; ISO Code toolholder —
16 16 100 16 16 16
16 16 16 16 16

21110001 211-10002  SCACRIL1616H09 CC.09T3.  L60M35:@8
211-10-003 211-10-004 SCACRIL1616M09 125 CC..09T3.. L60 M3.5x8.8 T15
211-10-005 211-10-006 SCACRIL2020H12 20 20 100 20 20 25 CC..1204.. L60 M5x10.8 T20
21110007 21110008 SCACRI200M12 20 20 125 20 20 25  CC.1204.  L6OMSx108 120
SCBCR/L 75°
0y

v
ISO Code toolholder

211-10-009 211-10-010 SCBCR/L2525M12 25 25 150 25 22 25 CC..1204.. L60 M5x10.8 T20

SCFCRI/L 90°
L4
4 1 |
__._90.
E% - oL =]
i B

ISO Code toolholder

16 20 16

211-10-011 211-10-012 SCFCRIL1616H09 16 16 100 CC..09T3.. L60 M3.5x8.8
211-10-013 211-10-014 SCFCRI/L2020K09 20 20 125 20 25 16 CC..09T3.. L60 M3.5x8.8 T15
211-10-015 211-10-016 SCFCR/L2525M12 25 25 150 25 32 25 CC..1204.. L60 M5x10.8 T20
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SCGCR/L 90°

I B

Size(mm) g

ISO Code toolholder .
n“- For insert Screw Torx wrench

211-10-017 211-10-018 SCGCR/L1616H09 16 16 100 16 20 16 CC..09T3.. L60 M3.5x8.8 T15

211-10-019 211-10-020 SCGCRI/L2020K09 20 20 125 20 25 16 CC..09T3.. L60 M3.5x8.8 T15

211-10-021 211-10-022 SCGCRIL2525M12 25 25 150 25 32 25 CC..1204.. L60 M5x10.8 T20
SCLCR/L 95°

ol JRighthand | LT glLethand For insert Torx wrench

211-10-023 211-10-024 SCLCR/L1616H09 16 16 100 16 20 16 CC..09T3.. L60 M3.5x8.8 T15
211-10-025 211-10-026 SCLCR/L2020K09 20 20 125 20 25 25 CC..09T3.. L60 M3.5x8.8 T15
211-10-027 211-10-028 SCLCR/L2020K12 20 20 125 20 25 25 CC..1204.. L60 M5x10.8 T20
211-10-029 211-10-030 SCLCR/L2525M12 25 25 150 25 32 25 CC..1204.. L60 M5x10.8 T20

SCLCR/L:--D 95°

1SO Code toolholder i
nn--lln
211-10-031 211-10-032 SCLCR/L1616H09D CC..09T3.. SKCP-343  SRS-3  MS-1156 T15
211-10-033 211-10-034 SCLCR/L2020K09D 20 125 25 CC..09T3.. SKCP-343 SRS-3 MS-1156 T15
211-10-035 211-10-036 SCLCR/L2020K12D 20 20 125 20 25 25 CC.1204.. SKCP-453 SRS-4 MS-1158 T20
211-10-037 211-10-038 SCLCRIL2525M12D 25 25 150 25 32 25 CC.1204. SKCP-453  SRS-4  MS-1158 T20
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SDHCR/L 107°30'

5 ‘ﬁ( 12730
107° 30°

1077 30"

¥

For insert Screw Torx wrench

211-11-001 211-11-002 SDHCR/L1616H07 DC..0702.. L60 M2.5x5.2
211-11-003 211-11-004 SDHCR/L2020K07 125 DC..0702.. L60 M2.5x5.2 T8
211-11-005 211-11-006 SDHCR/L2525M07 25 25 150 25 32 18 DC..0702.. L60 M2.5x5.2 T8
211-11-007 211-11-008 SDHCR/L1616H11 16 16 100 16 20 18 DC.1T3. L60 M3.5x8.8 T15
211-11-009 211-11-010 SDHCR/L2020K 11 20 20 125 20 25 18 DC.1MT3.. L60 M3.5x8.8 T15
211-11-011 211-11-012 SDHCR/L2525M11 25 25 150 25 32 25 DC.T3.. L60 M3.5x8.8 T15

SDJCR/L 93°
0/
T ] |
I S Ve - DI
0,

.

Order No. Size(mm)
; ISO Code toolholder
b— IR ’

For insert

211-11-013 211-11-014 SDJCR/L1212F07 DC..0702.. L60 M2.5x5.2

211-11-015 211-11-016 SDJCR/L1616H07 100 DC..0702.. L60 M2.5x5.2 T8
211-11-017 211-11-018 SDJCR/L2020K07 20 20 125 2{] 25 16 DC..0702.. L60 M2.5x5.2 T8
211-11-019 211-11-020 SDJCRIL1616H11 16 16 100 16 20 22 DC.1T3.. L60 M3.5x8.8 T15
211-11-021 211-11-022 SDJCR/L2020K11 20 20 125 20 25 22 DC.11T3.. L60 M3.5x8.8 T15
211-11-023 211-11-024 SDJCR/L2525M11 25 25 150 25 32 22 DC.1T3. L60 M3.5x8.8 T15

SDJCRI/L...D 93°

o - ﬁr"zr

.5l

: I1SO Code toolholder
-“-- Insert i Shlm scre Screw Torx wrench

iy ]

A}

211-11-025 211-11-026 SDJCR/L1616H11D 16 16 100 22 DC.11T3.. SKDP-343  SRS-3 MS-1156 T15
211-11-027 211-11-028 SDJCR/L2020K11D 20 20 125 20 25 22 DC.1T3. SKDP-343  SRS-3 MS-1156 T15
211-11-029 211-11-030 SDJCR2525M11D 26 25 150 25 32 22 DC.11T3. SKDP-343  SRS-3 MS-1156 T15
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SDNCN 62°30'

=8
i

I B
|

e ;

=4
62" 30
e

Size(mm)
Order No. I1SO Code toolholder
N S A N (P 0

211-11-031 SDNCN1616H07 DC..0702.. L60 M2.5x5.2

211-11-033 SDNCN1616M07 150 DC..0702.. LB0 M2.5x5.2 T8
211-11-035 SDNCN2020H07 20 20 100 20 10 16 DC..0702.. L60 M2.5x5.2 T8
211-11-037 SDNCN2020M07 20 20 150 20 10 16 DC..0702.. L60 M2.5x5.2 T8
211-11-039 SDNCN1616H11 16 16 100 16 8 22 DEEAT: L60 M3.5x8.8 T15
211-11-041 SDNCN1616M11 16 16 150 16 8 22 DC..11T3.. L60 M3.5x8.8 T15
211-11-043 SDNCN2020H11 20 20 100 20 10 22 DC..11T3.. L60 M3.5x8.8 15
211-11-045 SDNCN2020K11 20 20 150 20 10 22 DC.11T3.. L60 M3.5x8.8 T15

SSBCR/L 75°

h
T
1
-
d

f
On
b

75

]
3
=

lo

Size(mm) g

_ ISO Code toolholder n“---n For insert Screw

211-12-001 211-12-002 SSBCRIL1616H09 16 16 100 SC..09T3.. L60 M3.5x8.8

SSBCR/L---D 75°
W3 B |
75°
_.-/?,/5..
<4
2187 |
L
T  sem |
1SO Code toolholder
DD
211-12-003 211-12-004 SSBCRIL1616H09D 100 SC..09T3 SKSP-343 MS-1156
211-12-005 211-12-006 SSBCR/L2020K09D 125 SC.09T3 SKSP-343  SRS-3 MS-1156
211-12-007 211-12-008 SSBCR/L2020K12D 20 20 125 20 25 25 SC..1204 SKSP-453 SRS-4 MS-1158
211-12-009 211-12-010 SSBCRIL2525M12D 25 25 150 25 22 25 SC.1204 SKSP-453 SRS+ MS-1158
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SSKCR/L 753

— wm T o | §

fa I TRignt hand eft hanc For insert Screw Torx wrench
211-12-01 211-12-012 SSKCR/L1616H09 1 1 6 20 2 S5C..09T3 L60 M3.5x8.8 T15
211-12-013 211-12-014 SSKCR/L2020K09 20 20 125 20 25 20 SC..09T3 L60 M3.5x8.8 T15
211-12-015 211-12-016 SSKCR/L2020K12 20 20 125 20 25 28 SC..1204 L60 M5x10.8 T20
211-12-017 211-12-018 SSKCR/L2525M12 25 25 150 25 32 28 SC..1204 L60 M5x10.8 T20
SSSCR/L 45°

> | ¢ -
ISO Code toolholder
--n For insert Screw Torx wrench

211-12-019 211-12-020 SSSCRIL1616H09 16 16 100 SC..09T3.. LB0 M3.5x8.8 T15
211-12-021 211-12-022 SSSCRIL2020K09 20 20 125 20 25 SC..09T3.. LB0 M3.5x8.8 T15
211-12-023 211-12-024 SSSCRIL2020K12 20 20 125 20 25 25 SC..1204.. L60 M5x10.8 T20
STFCR/L 90°

0y

s 1 |
I _\90=

% 1 | 902 I’

2

I1SO Code toolholder

211-13-001 211-13-002 STFCR/L2020K11 20 20 TC..1102.. L60 M2.5x5.2
211-13-003 211-13-004 STFCR/L2020K16 20 20 125 2 25 20 TC..16T3.. L60 M3.5x8.8 T15
211-13-005 211-13-006 STFCR/L2525M16 25 25 150 25 32 20 TC..16T3.. L60 M3.5x8.8 T15
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

STGCR/L 90°
0y
= ') |
g I z
-QD ‘/E;[]"
i
L

Order No. Size(mm)

I1SO Code toolholder
G [ AN AN A
2‘I1 13-007 211-13-008 STGCR/L1616H11 100 TC..1102.. L60 M2.5x5.2 T8
211-13-009 211-13-010 STGCR/L2020K11 125 TC..1102.. L60 M2.5x5.2 T8
211-13-011 211-13-012 STGCR/L1616H16 16 16 100 16 2(} 20 TC..16T3.. L60 M3.5x8.8 T15
211-13-013 211-13-014 STGCR/L2020K16 20 20 125 20 25 20 T T L60 M3.5x8.8 D
211-13-015 211-13-016 STGCR/L2525M16 25 25 150 25 32 20 TC..16T3.. L60 M3.5x8.8 T15

STGCRI/L:--D 90°

L
5 v /o\
4=m 90

_ I1SO Code toolholder
e[| DD

211-13-017 211-13-018 STGCR/L1616H16D 16 16 100 16 20 20 TC.16T3. SKTP-343  SRS-3 MS-1156 T15
211-13-019 211-13-020 STGCR/L2020K16D 20 20 125 20 25 20 (TC.16T3. SKTP-343  SRS-3 MS-1156 T15
211-13-021 211-13-022 STGCR/L2525M16D 25 25 150 26 32 20 TC.16T3.. SKTP-343  SRS-3 MS-1156 T15

SVACR/L 90°

0y
LT | | <!
= _ﬁ
N - & ;

ISO Code toolholder — P
ET—Jrwos | Tt | ﬂﬂ---ﬂ R B O O

211-14-001 211-14-002 SVACR/L1616M11 16 150 16 22 VC..1103.. L60 M2.5x5.2 T8
211-14-003 211-14-004 SVACRIL1616M16 16 16 150 16 16 30 VC..1604.. L60 M3.5x8.8 T15

www.harlingentools.com




TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SVHCR/L 107°30'

o { T,
T‘/ 32730 L o .
ik
107" 30
—

1§ ]
ISO Code toolholder :

16 16 100 16 20 27

20 20 20 25 27

L60 M2.5x5.2 T8

211-14-005 211-14-006 SVHCR/L1616H11 VC..1103..

211-14-007 211-14-008 SVHCR/L2020K11 125 VC..1103.. L60 M2.5x5.2 T8
211-14-009 211-14-010 SVHCR/L2525M11 25 25 150 25 32 27 VC..1103.. L60 M2.5x5.2 T8
211-14-011 211-14-012 SVHCR/L2020K16 20 20 125 20 25 32 VC..1604.. L60 M3.5x8.8 T15
211-14-013 211-14-014 SVHCRIL2525M16 25 25 150 25 32 32 VC..1604.. L60 M3.5x8.8 T15

SVJCR/L 93°

Size(mm) == g

: ISO Code toolholder

211-14-015 211-14-016 SVJCR/L1616H11 16 16 100 16 20 22 VC..1103.. L60 M2.5x5.2 T8
211-14-017 211-14-018 SVJCR/L2020K11 20 20 125 20 25 25 MEEAI03: L60 M2.5x5.2 T8
211-14-019 211-14-020 SVJCRIL2525M11 25 25 150 25 32 35 VC..1103.. L60 M2.5x5.2 T8
211-14-021 211-14-022 SVJCRIL2020K16 20 20 125 20 25 35 VC..1604.. L60 M3.5x8.8 T15
211-14-023 211-14-024 SVJCR/L2525M16 25 25 150 25 32 35 VC..1604.. LB0 M3.5x8.8 T15

SVJBR/L---D 93°

- = I o
W vﬂ" - - 4 -
o =

ISO Code toolholder
(b [ L{n]r]e
211-14-025 211-14-026 SVJBR/L2020K16D 20 20 125 20 25 25 VB..1604.. SKVN-343 SRS-3 MS-1156 T15
211-14-027 211-14-028 SVJBR/L2525M16D 25 25 150 25 32 35  VB..1604.. SKVN-343 SRS3-3 MS-1156 TS
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TOOLHOLDERS WITH POSITIVE RAKE ANGEL

SVVCN 72°30'

= I B
i
72730 Y " F‘*’%@ ﬂ[
BV : L

I R P B
Order No. 1SO Code toolholder

&

I S I TP B (R

211-14-029 SVWCN1616H11 16 16 100 16 8 25 VC..1103.. L60 M2.5x5.2
211-14-031 SVVCN2020K11 20 20 125 20 10 25 VC..1103.. L60 M2.5x5.2
211-14-033 SVVCN2525M11 25 25 150 25 125 25 VC..1103.. L60 M2.5x5.2
211-14-035 SVVCN2020K16 20 20 125 20 10 36 VC..1604.. L60 M3.5x8.8 18
211-14-037 SWON2SSM16 25 25 150 25 125 35 VC.1604. L60 M3.5x8 8 T15

SRDCN

0 "
R W el & ]—' =
o
- ““ I o
e
i B )
—— T
Order No. ISO Code toolholder N
T [ [T o] e ——

211-15-001 SRDCN2020K08 20 20 125 20 10 35 RC..0803.. LE0 M3x6 T10
211-15-002 SRDCN2525M08 25 25 150 25 125 36 RC..0803.. LE0 M3x6 T10
211-15-003 SROCN2020K10 20 20 125 20 10 35 RC.1003. 60 M3.58.8 T15
211-15-004 SREDCN2525M10 25 25 150 25 125 35 RC..1003.. L60 M3.5x8.8 T15
211-15-005 SRDCN2020K12 20 20 125 20 10 35 RC..1204.. L60 M3.5x14 T15
211-15-006 SRDCN2525M12 25 25 150 25 125 35 RC..1204.. L60 M3.5x14 il
211-15-007 SRDCN3232P12 32 32 170 32 16 40 RC..1204.. L60 M3.5x14 T15
211-15-008 SREDCN2525M16 25 25 170 25 125 35 RC..1606.. L60 M4x15 T15
211-15-009 SRDCNJ3232P16 32 32 170 32 16 40 RC..1606.. L60 M4x15 T15
SRDCN:---D

|_| =t [+]
. - 1T @ .
gt ety e
L

T s
Order No. ISO Code toolholder

211-15-010 SRDCNZ2020K09D 20 20 125 20 10 10  RC..09T3. SR-3 MS-1156 T15
211-15-011 SRDCN2525M09D 25 25 150 25 126 125 RC..09T3.. SR-3 E MS-1156 T15
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ISO NAMENCLATURE FOR BORING BAR

S: Steel Bar

A:Steel Bar with
inner coolant

C:Carbide shank Bar

E:Carbide shank Bar
with inner coolant

7

toleranze: g7

= 32
= 40
= 50
= 60
= 70
= 80
= 90
= 100
= 110
= 125
= 140
150
= 160
= 170
= 180
= 200
= 250
= 300
= 350
= 400
= 450
= 500

<=E<CH®WBOVZEr eI opgmmooO o=
Il

C

=L

Top Clamping
M

o

Top and hole clamping

[{_ED_

Hole clamping

w

Screrw on

Qb Ee AR R E

=
2

Type of Bar

Shank diameter

Total Length

Clamping Method

Insert Shape

74




ISO NAMENCLATURE FOR BORING BAR

12 D:Increase offset
16 by 1.0mm

E:Increase offset

R
N 25
32
L 9@ | by 2.0mm
L

@ X:Reverse boring

"'"—""

4 d
F 25-]@ (mm) | (inch) (mm) | (mm)

06 |5/32]3.96| 03

J
% 09 | 7/32|555| 05

N o [ 1 ] 1/4 1635 06
16 | 3/8 [9.562| 09

N 62"30'/_'56 [ 22 | 12 [ 127 12

Py 27 | 508 | 158/ 15
33 | 34 (190 19

s sl 44 | 1 |254] 2

Length of cutting Defined by the
edge manufacturer

Style & lead angle| | Clearance angle Hand of Bar
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BORING BAR WITH NEGATIVE RAKE ANGEL

76

MC

LNR/L 95°

MDUNR/L 93°

J

Page:77

D=t

MT

FNR/L 90°

<4

Page:79

MSKNR/L 75°

— _{,@E_

<=

Page:78

MWLNR/L 95°

{E
..I

Page:79

PDUNR/L 93°

———

=

4

Page:80

PCLNR/L 95°




BORING BAR WITH NEGATIVE RAKE ANGEL

S..MCLNR/L 95°

5( 1]
‘\?ﬁg ——————————— il
]
95> NAR
= 5 ppe—— L p———— _ {

B

ol T&_-I

Size(mm)

T

ISO Code toolholder =
e ] k5
221-01-001 221-01-002 S25R-MCLNR/L12 25 17 200 23 32 CN..1204.. 3
221-01-003 221-01-004 $325-MCLNR/L12 32 22 250 30 40 CN..1204.. ICSN-433 NL46 CL-12 XNS-48
221-01-005 221-01-006 S40T-MCLNR/L12 40 27 300 37 50  CN..1204.. ICSN-433 NL46 CL-12 XNS-48
221-01-007 221-01-008 S50W-MCLNR/L12 50 35 450 47 63  CN..1204.. |CSN-433 NL46 CL-12 XNS-48
221-01-009 221-01-010 S40T-MCLNR/L16 40 27 300 37 50 CN.1606.. [ICSN-533 NL-58 CL-12 XNS-59
221-01-011 221-01-012 S50W-MCLNR/L16 50 35 450 47 63  CM..1606.. ICSN-533 NL-58 CL-12 XNS-59

A..MCLNR/L 95°

I1SO Code toolholder

[ o [ ] L |n ]omn im | Lockpin
25 17 200 23 32
32 22 30

225-01-001 225-01-002 A25R-MCLNR/L12

CN..1204.. 5 NL-44 CL-20 XNS-47
225-01-003 225-01-004 A32S-MCLNR/L12 250 40 CN..1204.. ICSN-433 NL-46 CL-20 XNS-48
225-01-005 225-01-006 A40T-MCLNRIL12 40 27 300 37 50 CN.1204.. ICSN-433 NL-46 CL-20 XNS-48
225-01-007 225-01-008 A50W-MCLNR/L12 50 35 450 46 63 CN.1204. ICSN-433 NL-46 CL-20 XNS-48
225-01-009 225-01-010 A40T-MCLNR/L16 40 2r 300 37 50 CN.1606.. ICSN-533 NL-58 CL-12 XNS-59
225-01-011 225-01-012 AS0W-MCLNR/L16 50 35 450 47 63  CN..1606.. ICSN-533 NL-58 CL-12 XNS-59

S..MDUNR/L 93°

— - — ,/‘ 27°

4

Size(mm)

BT
ISO Code toolholder

.}"L'El Right hand

221-02-001 221-02-002 S25R-MDUNR/L11

221-02-003 221-02-004 5328-MDUNRIL11 250 40 DN..1104.. IDSN-322
221-02-005 221-02-006 5325-MDUNR/L15 32 2 250 30 40 DN.1506.. IDSN-433
221-02-007 221-02-008 S40T-MDUNRI/L15 40 T 0NN AT 50 DN..1506.. [IDSN-433
221-02-009 221-02-010 S50W-MDUNR/L15 50 35 450 47 63  DN..1506.. IDSN-433
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BORING BAR WITH NEGATIVE RAKE ANGEL

A..MDUNR/L

93°

5 ]
/ EV =-

e

% Left hand

ISO Code toolholder n
25 17
32 22

Size(mm)
] Lock pin
200 23 32 DN..1104..

30

225-02-001 225-02-002 A25R-MDUNR/L11 3 NL-33L CL-20 XNS-48

225-02-003 225-02-004 A32S-MDUNRIL11 250 40  DN..1104.. IDSN-322  NL-34L CL-20 XNS-48

225-02-005 225-02-006 A32S-MDUNRI/L15 32 22 250 30 40  DN..1506.. IDSN-433  NL-46L CL-12 XNS-59

225-02-007 225-02-008 A40T-MDUNRIL15 40 27 300 37 50 DN.1506.. IDSN-433  NL-46L CL-12 XNS-59

225-02-009 225-02-010 ASOW-MDUNR/L15 50 35 450 47 63 DN.1506.. IDSN-433  NL-46L CL-12 XNS-59
S..MSKNR/L 7S

- f%_

g %>
\I N
.. Dmin

— owo S
_ _ ISO Code toolholder
= | e T [ o
221-03-001 221-03-002 $32S-MSKNRIL12 32 22 250 30 40 SN.1204. [ISSN-433 XNS-59
221-03-003 221-03-004 S40T-MSKNR/L12 40 27 300 37 50  SN.1204.. ISSN-433 NL-46 CL-9 XNS-59
221-03-005 221-03-006 S50W-MSKNR/L12 50 35 450 46 63 SN.1204.. ISSN-433 NL-46 CL-9 XNS-59
221-03-007 221-03-008 S40T-MSKNR/L15 40 27 300 37 50  SN..1506.. ISSN-533 NL-58 CL-12 XNS-59
221-03-009 221-03-010 S50W-MSKNR/L1S 50 35 450 47 63  SN.1506. ISSN-533  NL-58 CL-12 XNS-59
A..MSKNR/L 75°
e
©
S EI=y ¥
i Dmin
1/4 -18 NPT

T

(== Right hand :
225-03-002

ISO Code toolholder

hand

225-03-001 A325-MSKNR/L12 32
225-03-003 225-03-004 A40T-MSKNR/L12 40
225-03-005 225-03-006 A40T-MSKNR/L15 40

KIS

Size(mm)

For Insert

SN..1204..
SN..1204..
SN..1506..

ISSN-433
ISSN-433
ISSN-533

NL-46
NL-46
NL-58

22 250 30 40
21 300 37 50
27 300 37 50

CL-9 XNS-59
CL-9 XNS-59
CL-12 XNS-59
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BORING BAR WITH NEGATIVE RAKE ANGEL

S..MTFNR/L 90°

)l =x

ISO Code toolholder .
== T[] n | s
25 17 200 23 32
32 22 30

221-04-001 221-04-002 S25R-MTFNR/L16 TN..1604.. = NL-33L CL-6 XNS-36
221-04-003 221-04-004 S5328-MTFNR/L16 250 40 TN.1604. ITSN-323  NL-34L CL-6 XNS-36
221-04-005 221-04-006 S40T-MTFNR/L16 40 27 300 37 50 TN.1604. ITSN-323  NL-34L CL-6 XNS-36
221-04-007 221-04-008 S50W-MTFNRIL16 50 35 450 47 63  TN.1604. ITSN-323  NL-34L CL-6 XNS-36
221-04-009 221-04-010 S40T-MTFNR/L22 40 2r 300 37 50  TN.2204.. ITSN-433 NL46 CL-9 XNS-59
221-04-011 221-04-012 SSO0W-MTENR/L22 50 35 450 47 63  TN..2204.. ITSN-433 NL46 CL-9 XNS-59

A..MTFNR/L 90°

5% \
e =]
o \ ]
.
T@ %0
== '
L 1/4 -18 NPT

Size(mm) &
(mm) 8
h i Lock pin

225-04-001 225-04-002 A25R-MTFNR/L16 25 17 200 23 32 TN..1604.. & NL-33L CL-6 XNS-36
225-04-003 225-04-004 A32S-MTFNRIL16 32 22 250 30 40 TN.1604. ITSN-323  NL-34L CL-6 XNS-36
225-04-005 225-04-006 A40T-MTFNR/L16 40 27 300 37 50  TN..1604.. ITSN-323 NL-34L CL-6 XNS-36
225-04-007 225-04-008 ASO0W-MTFNR/L16 50 85 450 46 63  TN..1604.. ITSN-323 NL-34L CL-6 XNS-36
225-04-009 225-04-010 A40T-MTFNR/L22 40 27 300 37 50  TN..2204.. ITSN-433 NL-46 CL-9 XNS-59
225-04-011 225-04-012 ASOW-MTENR/L22 50 35 450 47 63  TN.2204.. ITSN-433 NL-46 CL-9 XNS-59

S..MWLNR/L 95°

ig=yay=1 . ]
@E_I =

— owe T
ISO Code toolholder

221-06-001 221-06-002 S25R-MWLNR/LO6 NL-33L

CF2) Left hand n i Lock pin
25 17 200 23 32
32 22 30

221-06-003 221-06-004 S328-MWLNR/LOG 250 40 WN.0604.. IWSN-322  NL-34L CL-6 XNS-36
221-06-005 221-06-006 S25R-MWLNR/LO8 25 17 200 23 32 WN..0804.. Z NL-44 CL-20 XNS-47
221-06-007 221-06-008 5325-MWLNRILO8 32 2 250 30 40 WN.0804.. IWSN-433 NL-46 CL-20 XNS-48
221-06-009 221-06-010 S40T-MWLNR/LO8 40 27 300 37 50  WN.0804.. IWSN-433 NL-46 CL-20 XNS-48
221-06-011 221-06-012 SS0W-MWLNR/LO8 50 35 450 47 63 WN..0804.. IWSN-433 NL-46 CL-20 XNS-48
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BORING BAR WITH NEGATIVE RAKE ANGEL

A..MWLNR/L 95°

J—

i T’@—

i s
% ] N

& ; 1

..|

\ Dmin
L 1/4 18 NPT

_ : ISO Code toolholder
== Right hand | &==1 ) Lefthand n--- Dmin | For Insert
225-06-001 225-06-002 A25R-MWLNR/LO6 200 32 WN..0604.. = NL-33L CL-6 XNS-36
225-06-003 225-06-004 A325-MWLNR/LO6 250 40 WN..0604.. IWSN-322  NL-34L CL-6 XNS-36
225-06-005 225-06-006 A25R-MWLNR/LO8 25 1 7 200 23 32 WN..0804.. - NL-44 CL-20 XNS-47
225-06-007 225-06-008 A325-MWLNR/LO8 32 2 250 30 40 WN..0804.. IWSN-433 NL-46 CL-20 XNS-48
225-06-009 225-06-010 A40T-MWLNR/LO8 40 27 300 37 50  WN..0804.. IWSN-433 NL-46 CL-20 XNS-48

S..PCLNR/L 95°

LA
1 _ '+ -+ \\T)
[+]
t-l Dmin
ISO Code toolholder 2

n--- For Insert i Screw Tubular rivet
221-07-001 221-{}7 002 S$32U-PCLNR/L12 CN..1204.. PC1203 PL-4 PS0820B SP06
221-07-003 221-07-004 S40V-PCLNR/L12 400 CN..1204.. PC1203 PL-4 PS0820B SP06
221-07-005 221-07-006 S50WPCLNR/L12 50 35 450 47 63 CN..1204.. PC1203 PL-4 PS0820B SP06
221-07-007 221-07-008 S40V-PCLNR/L16 40 27 400 37 50 CN..1606.. PC1604 PL-5 PS0825 SP08
221-07-009 221-07-010 S50WPCLNR/L16 50 35 450 47 63  CN..1606.. PC1604 PL-5 PS0825 SP08

S..PDUNR/L 93°

ode toolholder g
G | g n--- Dih | o et
221-08-001 221-08-002 S32U-PDUNR/L11 350 40 DN..1104.. PD1103 PL-3 PS0617 SP05
221-08-003 221-08-004 S40V-PDUNR/L1 400 50 DN.1104.. PD1103 PL-3 PS0617 SP05
221-08-005 221-08-006 S50WPDUNR/L11 50 35 450 4? 63 DN.1104. PD1103 PL-3 PS0617 SP05
221-08-007 221-08-008 S40V-PDUNRIL15 40 27 400 37 50 DN.1506. PD1503 PL-4 PS0820B SP06
221-08-009 221-08-010 S50WPDUNRIL15 50 35 450 47 63  DN..1506.. PD1503 PL-4 PS0820B SP06
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BORING BAR WITH POSITIVE RAKE ANGEL

SCLCR/L 95° SCFCRI/L 90° SDNCR/L 62°30'

=, 1= 1 A5 P\

_I = 75

Page:82 Page:83 Page:83

SDUCRI/L 93° SDQCR/L 107°30' SDUCR/L..X 93°
N 32°
L

—

|| e=
3 §

Page:85 Page:85

STFCR/L 90° STLCR/L 95° SVUCR/L 93°

| — l—_ B — l——‘ ] _(. + — 4?0
1 = D= )
F == == 4
Page:86 Page:87 Page:87
SVJCR/L 93° SVQCR/L 107°30 SSKCR/L 75°

ﬂ )

Page:88 Page:88 Page:89
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BORING BAR WITH POSITIVE RAKE ANGEL

S..SCLCR/L 95°

I ap =t
-

Size(mm)

ISO Code toolholder

o
) Left hand n For Insert Torx wrench
221-10-001 221-10-002 S08H-SCLCRIL06 8 6 100 7 11 CC..0602.. L60 M2.5x5.2 T8
221-10-003 221-10-004 S10K-SCLCR/L0O6 10 7 125 9 13 CC..0602.. LB0 M2.5x5.2 T8
221-10-005 221-10-006 S12M-SCLCR/L06 12 9 150 1 16 CC..0602.. LB60 M2.5x5.2 T8
221-10-007 221-10-008 S16R-SCLCRI/L09 16 1 200 15 20 CC..09T3.. L60 M3.5x8.8 T15
221-10-009 221-10-010 S208-SCLCR/L09 20 13 250 18 25 CC..09T3.. LB0 M3.5x8.8 T15
221-10-011 221-10-012 S25T-SCLCR/L12 25 17 300 20 32 CC..1204.. L60 M5x10.8 T20
221-10-013 221-10-014 S32U-SCLCRIL12 32 22 350 30 40 CC..1204.. L60 M5x10.8 T20

A..SCLCR/L 95°

=g

Size(mm)

- For Insert Screw Torx wrench
1 200 15 20
15 20

f
1 1/8"-27TNPT CC..0602.. L60 M2.5x5.2
1

ISO Code toolholder

%;_’:_E"I Left hagd
225-10-001 225-10-002 A16R-SCLCR/LOB

16

225-10-003 225-10-004 A16R-SCLCR/LO09 16 200 1/8"-27TNPT CC..09T3.. L60 M3.5x8.8 T15
225-10-005 225-10-006 A208-SCLCR/L09 20 13 250 18 25 1/8"-27TNPT CC..09T3.. L60 M3.5x8.8 T15
225-10-007 225-10-008 A25T-SCLCR/LO9 25 17 300 23 32 1/4"-18NPT CC..09T3.. L60 M3.5x8.8 T15

E..SCLCR/L 95°

D{*ﬁ 1

Size(mm) g
=

S =
| | Jomn] L] Fornset | Soew | Toxweno

224-10-001 224-10-002 E20S-SCLCRI/L09 20 13 25 250 CC..09T3.. L60 M3.5x8.8 T15
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BORING BAR WITH POSITIVE RAKE ANGEL

S..SCFCR/L

=

90°

e T sem
ISO Code toolholder *
- [t T o T
221-10-015 221-10-016 S08H-SCFCR/L06 8 6 100 1 11 CC..0602.. L60 M2.5x5.2
221-10-017 221-10-018 S10K-SCFCR/L06 10 7 125 9 13 CC..0602.. L60 M2.5x5.2 T8
221-10-019 221-10-020 S512M-SCFCR/L06 12 9 150 1 16 CC..0602.. L60 M2.5x5.2 T8
221-10-021 221-10-022 S16R-SCFCR/L09 16 1" 200 15 20 CC..09T3.. L60 M3.5x8.8 T15
221-10-023 221-10-024 520S-SCFCR/L09 20 13 250 18 25 CC..09T3.. LB0 M3.5x8.8 T15
221-10-025 221-10-026 S25T-SCFCR/L12 Zh 17 300 23 32 CC..1204.. L60 M5x10.8 T20
221-10-027 221-10-028 S32U-SCFCR/L12 32 22 350 30 40 CC..1204.. L60 M5x10.8 T20
A.SCFCRL  90°
|
_]_
|
¥,
—+ T'FTo | \F— \9)
= L J
A
| Dimin

o Saem CREER
— — ISO Code toolholder A = ¥ <
5= Right hand CTQ) Lefthand n For Insert Screw Torx wrench
225-10-009 225-10-010 A20S-SCFCR09 20 13 250 18 25  1/8"27NPT  CC..09T3.  L60M3.5x8.8 T15
225-10-011 225-10-012 A25T-SCFCRO09 25 17 300 23 32  1/4"48NPT  CC.09T3. L60M3.5x8.8 T15
S..SDNCR/L 62°30'
L p— |
e — R — T — e — _}_
% | J
S
T A@Tl#jsmv / - 3 ] &
. 62° 30" — = ==
= o T |
7v | )
[N 557
L Dmin

I See

e
Torx wrench

ISO Code toolholder

EIEEENENED
9 16

221-11-001 221-11-002 S12M-SDNCR/LO7 12 150 " DC..0702.. L60 M2.5x5.2 T8
221-11-003 221-11-004 S20S-SDNCR/L11 20 13 250 18 29 DC.1T3.. L60 M3.5x8.8 T15
221-11-005 221-11-006 S25T-SDNCR/L11 25 17 300 23 32 DC.NT3.. L60 M3.5x8.8 T15
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BORING BAR WITH POSITIVE RAKE ANGEL

S..SDUCRI/L

ISO Code toolholder &

221-11-019 221-11-020 S10K-SDUCR/LO7 125 DC..0702.. L60 M2.5x5.2

221-11-021 221-11-022 $12M-SDUCRILO7 150 DC..0702.. L60 M2.5x5.2 T8
221-11-023 221-11-024 $16R-SDUCR/LO7 16 11 200 15 20 DC..0702.. L60 M2.5x5.2 T8
221-11-025 221-11-026 S20S-SDUCR/L11 20 13 250 18 25 DC..11T3.. L60 M3.5x8.8 T15
221-11-027 221-11-028 525T-SDUCR/L11 25 17 300 23 32 DC..11T3.. L60 M3.5x8.8 T15
221-11-029 221-11-030 S32U-SDUCR/L11 32 22 350 30 40 DC..11T3.. L60 M3.5x8.8 T15

A..SDUCR/L 93°

Size(mm) g

o

ISO Code toolholder A =
n--- For Insert Screw Torx wrench

225-11-002

225-11-001 A10K-SDUCR/LO7 dia.3.3 DC..0702.  L60M2.5x5.2 T8
225-11-003 225-11-004 A12M-SDUCRILO7 150 16 1/116"-27NPT ~ DC..0702.  L60 M2.5x5.2 T8
225-11-005 225-11-006 A16R-SDUCR/LO7 16 11 200 15 20 1/8"-27NPT DC..0702.  L60 M2.5x5.2 T8
225-11-007 225-11-008 A20S-SDUCR/L11 20 13 250 18 25 1/8"-27TNPT DC.1T3..  L60M3.5x8.8 T15
225-11-009 225-11-010 A25T-SDUCRIL11 25 17 300 28 32 1/4"-18NPT DC.1MT3.  L60M3.5x8.8 T15

E..SDUCR/L 93°

| p— A

gl 4
v *] 4
0 e oo Size{mm) )
ode toolholder s
5= Right hand e n-- For Insert Torx wrench

224-11-001 224-11-002 E10M-SDUCR/LO7 DC..0702.. LB0 M2.5x5.2
224-11-003 224-11-004 E12Q-SDUCRI/LO7 12 16 180 DC..0702.. L60 M2.5x5.2
224-11-005 224-11-006 E16R-SDUCR/L0O7 16 11 20 200 DC..0702.. L60 M2.5x5.2
224-11-007 224-11-008 E20S-SDUCRIL11 20 13 25 250 DC.1T3.. L60 M3.5x8.8 17 ]
224-11-009 224-11-010 E25T-SDUCR/L11 25 17 32 300 DC..1MT3.. LB0 M3.5x8.8 T15
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BORING BAR WITH POSITIVE RAKE ANGEL

S..SDQCR/L 107°30’

=

T ;
ISO Code toolholder L
'3 Left ha n--- For Insert Torx wrench

221-11-007 221-11-008 S10K-SDQCR/LO7 DC..0702.. L60 M2.5x5.2

221-11-009 221-11-010 $12M-SDQCRILOT 150 DC..0702.. L60 M2.5x5.2 T8
221-11-011 221-11-012 $16R-SDQCRI/LO7 16 11 200 15 20 DC..0702.. L60 M2.5x5.2 T8
221-11-013 221-11-014 520S-SDQCR/LM 20 13 250 18 25 DC..11T3.. L60 M3.5x8.8 T15
221-11-015 221-11-016 S25T-SDQCR/L11 25 17 300 23 32 DC..11T3.. L60 M3.5x8.8 T15
221-11-017 221-11-018 S$32U-SDQCRIL11 32 22 350 30 40 DC.ATE. L60 M3.5x8.8 T15

S..SDUCR/L-X 93°

— wwm ~ *
ISO Code toolholder i
n--- For Insert Screw Torx wrench
221-11-031 221-11-032 S16R-SDUCR/LO7-EX 200 212 DC..0702.. L60 M2.5x5.2 T8
221-11-033 221-11-034 S20S-SDUCR/LO7-EX 20 250 262 13 DC..0702.. L60 M2.5x5.2 T8
221-11-035 221-11-036 $25T-SDUCR/LO7-DX 25 13 30 32 23 33 DC..0702.. L60 M2.5x5.2 T8
221-11-037 221-11-038 S532U-SDUCR/L11-X 32 22 350 366 30 40 DC..T3.. L60 M3.5x8.8 T15

A..SDUCR/L-X

BT s ;|
I1SO Code toolholder A =
= - KR KNS RN o |t

225-11-011 225-11-012  A16R-SDUCRILO7-EX 16 13 200 212 15 1/8"27NPT  DC..0702..  L60 M2.5x5.2 T8
225-11-013 225-11-014  A20S-SDUCRILO7-EX 20 1580 S 2508 2628 RE 27 1/8"-27NPT ~ DC..0702..  L60 M2.5x5.2 T8
225-11-015 225-11-016  A25T-SDUCR/LO7-DX 25 18 300 312 23 33 14"-18NPT  DC..0702. L60 M2.5x5.2 T8
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BORING BAR WITH POSITIVE RAKE ANGEL

S..STFCR/L 90°

Size(mm)

§ A

_ _ U

(== Righthand [ =13 Left hand n For Insert Screw Torx wrench
221-13-001 221-13-002 S10K-STFCR/L11 10 7 125 9 13 TC..1102.. L60 M2.5x5.2
221-13-003 221-13-004 S12M-STFCR/L11 12 9 150 1 16 TC..1102.. L60 M2.5x5.2
221-13-005 221-13-006 S16R-STFCR/L11 16 1 200 15 20 TC..1102.. L60 M2.5x5.2
221-13-007 221-13-008 S20S-STFCRI/L16 20 15 250 18 25 TGE1613. L60 M3.5x8.8 19
221-13-009 221-13-010 S25T-STFCR/L16 25 17 300 23 32 TC..16T3.. L60 M3.5x8.8 T15
221-13-011 221-13-012 S32U-STFCRIL16 32 22 350 30 40 TC..16T3.. L60 M3.5x8.8 T15

A..STFCR/L 90°

SR m—
[
i = ol 2
1 90° B &
- “‘[__% - &
L B S0

I1SO Code toolholder
G = Right h: e n For Insert Torx wrench
225-13-001 225-13-002 A10K-STFCRI/L11 10 7 125 9 13 ©3.3 TC..1102.. L60 M2.5x5.2 T8
225-13-003 225-13-004 A12M-STFCR/L11 12 9 150 1 16 116"-27TNPT TC..1102.. LB0 M2.5x5.2 T8
225-13-005 225-13-006 A16R-STFCR/L11 16 1" 200 15 20 1/8"-2TNPT TC..1102.. L60 M2.5x5.2 T8
225-13-007 225-13-008 A20S-STFCR/L16 20 13 250 18 20 1/8"-2TNPT TC..16T3.. L60 M3.5x8.8 T15
225-13-009 225-13-010 A25T-STFCRIL16 25 {7 300 23 32 1/4"-18NPT TC.16T3..  L60M3.5x8.8 T15

E..STFCR/L 90°

Tl

175D+

y = ISO Code toolholder
G} Righthand | =TI Left hand n L Torx wrench

224-13-001 224-13-002 E10M-STFPR/L11 10 7 13 150 TP..1103.. L60 M3x6
224-13-003 224-13-004 E12Q-STFPRIL11 12 9 16 180 TP.1103.. L60 M3x6 T9
224-13-005 224-13-006 E16R-STFPR/L11 16 1 20 200 TP.1103.. L60 M3x6 19
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BORING BAR WITH POSITIVE RAKE ANGEL

A..STLCR/L 95°

—

e A=

I1SO Code toolholder A
“ For Insert Screw Torx wrench
9 13

225-13-011 225-13-012 A10K-STLCRIL11 10 7 125

©33 TC.1102.  L60M2.5x5.2
225-13-013 225-13-014 A12M-STLCR/L1 12 9 150 " 16 1/16"-27NPT TC.1102.  L60 M2.5x5.2 T8
225-13-015 225-13-016 A16R-STLCR/L11 16 " 200 15 20 1/8"-27TNPT TC.1102..  L60 M2.5x5.2 T8

S..SVUCRI/L 93°

Size(mm) P 4
ISO Code toolholder - g
C f For Insert Torx wrench
221-14-001 221-14-002 S16R-SVUCR/L11 16 1 200 15 20 VC..1103.. L60 M2.5x5.2
221-14-003 221-14-004 520S-SVUCR/L11 20 13 250 18 25 VC..1103.. L60 M2.5x5.2 T8
221-14-005 221-14-006 S25T-SVUCRI/L16 25 17 300 23 32 VC..1604.. L60 M3.5x8.8 T15

A..SVUCR/L 93°

D S ———— ]
I = il }
1 f%l F\ar 03" [ f‘h._"| v
7’ ié L \, Pﬂi

ISO Code toolholder A
=T Left hand n For Insert Screw Torx wrench

225-14-001 225-14-002 A208-SVUCR/L11 20 13 250 18 25 1/8"-27NPT VC.1103..  L60M2.5x5.2 T8
225-14-003 225-14-004 A25T-SVUCRIL16 25 17 300 23 32 1/4"-18NPT VC..1604..  L60 M3.5x8.8 T15
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BORING BAR WITH POSITIVE RAKE ANGEL

S..SVJCR/L 93°

e ee—

Size(mm) P
ISO Code toolholder —
ght hand | =1 hand n For Insert Torx wrench

221-14-007 221-14-008 S208-SVJCRIL11 20 2 250 375 18 25 VC..1103.. L60 M2.5x5.2
221-14-009 221-14-010 S25T-SVJCRI/L11 25 35 300 45 23 30 VC..1103.. L60 M2.5x6.2 T8

A..SVJCR/L 93°

Size(mm) P g
A " *
i For Insert Screw Torx wrench
225-14-005 225-14-006 A20S-SVJCRIL11 20 2 250 375 18 25 1/8"-2TNPT VC.1103..  L60 M2.5x5.2 T8
225-14-007 225-14-008 A25T-SVJCR/L11 25 il 300 45 23 30 1/4"-18NPT VC..1103..  L60 M2.5x5.2 T8

S..SVQCR/L 107°30'

ISO Code toolholder &

5= Right hand n For Insert Torx wrench
20

221-14-011 221-14-012 S16R-SVQCR/L11 16 1 200 15 VC..1103.. L60 M2.5x5.2
221-14-013 221-14-014 §208-SVQCR/L11 20 13 250 18 25 VC..1103.. L60 M2.5x5.2 T8
221-14-015 221-14-016 S25T-SVQCRIL16 25 17 300 23 32 VC..1604.. L60 M3.5x8.8 T15
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BORING BAR WITH POSITIVE RAKE ANGEL

A..SVQCR/L 10730’

“( |
i |
= ; v N2
. 107°30 1
|
. L A Drmin

> | & -
I1SO Code toolholder A : &
n--- For Insert Screw Torx wrench

225-14-009

225-14-010 A16R-SVQCRIL11 200 1/8"-27TNPT VC.1103..  L60 M2.5x5.2
225-14-011 225-14-012 A20S-SVQCR/L11 20 13 250 18 25 1/8"-27TNPT VC.1103..  L60 M2.5x5.2
225-14-013 225-14-014 A25T-SVQCRI/L16 25 17 300 23 32 1/4"-18NPT VC..1604..  L60 M3.5x8.8 T15
S..SSKCR/L

75
1 7‘\%“/&‘ 75 ° < &
—— . ] 7
s 1 D

ISO Code toolholder

52— Right hand and “ Dmin For Insert Torx wrench

221-12-001 221-12-002 S20S-SSKCR/L09 20 13 250 18 25 SC..09T3.. L60 M3.5x8.8
221-12-003 221-12-004 525T-SSKCR/L12 25 17 300 23 32 SC..1204.. L60 M5x10.8 T20

ERCOLLET CHUCKWITH CYLINDER SHANK

this extension can be used on NC lathe for clamping boring bar.

' m | T T o o]

172-04-005 C32-ER25-105 32 ER25 1.0~16 CN25B SER25C YER25B
172-04-010 C32-ER32-120 32 ER32  2.0~20 120 CN32B SER32C YER32B
172-04-015 C32-ER40-130 32 ER40 3.0~26 63 32 60 130 CN40B SER32C YER40B
172-04-020 C40-ER25-105 40 ER25 10~16 42 40 35 105 CN25B SER25C YER25B
172-04-025 C40-ER32-120 40 ER32  2.0~-20 50 40 35 105 CN32B SER32C YER32B
172-04-030 C40-ER40-130 40 ER40 3.0~26 63 40 60 130 CN40B SER40C YER40B
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INDEXABLE TURNING TOOLS TECHNICAL INFORMATION

Insert Failure Mode Guide

Problem/Failure Mode

Rapid Flank Wear

[0 Excessive cutting speed.
[0 Work material microstructure
contains carbides.

Control Action/Remedy

[0 Raduce cutting speed.

[J Use harder grade.

[] Select more positive rake chipbreaker.

[0 Flood cutting zone with coolant.

[] Excessive feed rate.
[ Interrupted cut.
[ Vibration

[0 Raduce feed rate.

[0 Selecttougher grade.

[0 Select stronger chipbreaker.
[J Increase lead angel.

[] Increase system rigidity.

Crater

[ Excessive cutting speed.
[ Ineffective use of coolant.

[0 Reduce cutting speed & feed.

[] Select harder grade with oxide coating.
[J Select more positive rake chipbreaker.
[0 Flood cutting zone with coolant.

Built-up Edge,Torn Finish,
Chip Welding

[J High work hardening material.

[J Increase lead angel.

[ Select tougher grade.

[ Select stronger chipbreaker.
[ Vary depth-of-cut if possible.
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INDEXABLE TURNING TOOLS TECHNICAL INFORMATION

Insert Failure Mode Guide

Problem/Failure Mode Control Action/Remedy

Built-up Edge, Torn Finish,
Chip Welding

[0 Increase cutting speed and feed rate.

O Low cutting speed. [J Select more positive rake chipbreaker.

[0 Select tougher grade(use PVD coated insert).
B EowEadrats. [ Flood cutting zone with coolant.

[0 Poor shearing action.

Fracture

— [0 Reduce feed rate.
; O Select tougher grade.
[J Select stronger chipbreaker.
[J make sure set-up is as rigid as possible.

[0 Improper selection of grade/
chipbreaker and /or cutting conditions.

O Reduce feed rate.
[0 Extreme variation in cutting temperatures.

O Interrupted cut [ Increase cutting speed.

O Select stronger chipbreaker.
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ISO NAMENCLATURE FOR INDEXABLE CARBIDE INSERTS

A 85°
B 82°
K 55°

L 90°

C 80°
D 55°
E 75°
M 86°
V 35°

S 90°

T 60°

W 80°

>>me ¥ |Oomo

d

a
30
5o
7°
15°
20°
25°
30°
0°
1=
Others

O"UZG)"'II'I'IDOUJ:D‘

(£ mm)(x mm)(x mm)

0025 | 0.005 | 0,025
0.025 | 0013 | 0,025
0025 | 0.025 | 0.025
0013 | 0.005 | 0.025
0.025 | 0.025 | 0.130
0.013 | 0.013 | 0.025

IOTMTMmMmOoOX>

0.050 | 0.05 | 0,025
0.080 | 005 |0.025
0100 | 005 | 0025

[

0,050 | 0013 | 0.025
K 10080 | 0013 | 0.025
0,100 | 0,013 | 0.025
1035 Too8 1013
M | 008 013 |013
010 015 |013

005 | 008 |0025
N 1008 |013 |0025
010 1015 |0025

008 |013 |013
U |013 |[020 |013
018 1027 |013

| B

X special design

B

=

(mm) (inchy  (mm) | (mm)

06 |5/32|396| 03
09 | 7/32|555| 05
11 ] 1/4 1635 06
16 | 3/8 | 9.52| 09
22 | 112 | 127 | 12
27 | 5/8 | 15.8| 15
33 | 3/4 (190 19
4 | 1 | 254 | 25

Shape

Clearance angle

Tolerance

Type of inserts

Length of cutting
edge
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ISO NAMENCLATURE FOR INDEXABLE CARBIDE INSERTS

-

S

F D Chipbreaker
Sharp Right
S NPF
NPM
E |
NPR
Rounded
- MSF
% % NMF
NMM
s T 0 -
01  S=159 0202 Chamfered Left
T1 S5=198 04104 NTR
02 S=238 05|05
03 S=318 08 |08
: S
T3 S=397 12 112 G
04 S=476 16 [ 16 Chamfered and
05 S=556 20 |20 Rounded - —
06 S=635 24 |24
07 S=794 32132 Right and Left
09 S=952

MO: round insert

Height of
cutting edge

Cornerradius

Cutting edge
preparation

Hand of tool

Defined by the
manufacturer
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INSERT TECHNICAL INFORMATION

Insert selection guide

Step 1: Choose workpiece material (1ISO P/steel, ISO M/stainless steel,ISO K/castiron, ISO N/aluminum alloys,
ISO S/heatresistant alloys, ISO H/hardened steel )

Step 2: Choose type of application (turning,parting&grooving,milling ,drilling).
Step 3: Choose a grade based on machining conditions(good,average or difficult conditions).

Step 4: Chosse a geometry based on operation(finishing/light,medium,roughing/heavy).

Description of Harlingen Carbide Grades

Medium High [ Medium Low High Medium Low
P01 P10 P20 P30 P40 M10 M20 | M30 M40 K01 | K10 K20 K30 | K40

(HE2115)
(Hg3215)
Turing insert 632125

with coating E 1215
(Hc2025

ISO
Cutting

speeds
Material

P steel:

HC2025 Toughness and wear resistance.lt is wide range applicative and suitable for semi-finishing and finishing ISO P material.

HC2115 Adopted with thick TiCN and thick AI203 coating, HC2115 is the best option for semi-finishing and finishing 1ISO P material,
and optimized for impact rersistance and wear resistance.
Contracting with prime grade,the cutting speed can be increased over 25% and the flank wear can be decreased 30% in
same cutting speed.

HC2125 Adopted with thick TICN and thick Al203 coating, HC2125 is optimized for blade intensity and resisting plastic deformation.

It is the preferred option in roughing/medium finishing ISO P material.

HC2125 can be worked stably in high removal rate cutting parameters and serious work conditions.besides,it's qualified in
cutting without cutting fluid.in addition,the cutting speed can be increased over 25% in same cutting confiton meanwhile
tool life can be extended 50% in the same cutting speed.

M stainless steel

HP1215 The highly hard substrate combines both favorable shock resistance and blade security.
Used PVD coating with excellent versatility,it is preferred in interrupted turning and milling stainless steel.

K cast iron

HC3215 The medium-coasrse substrate has high strenghth and toughness,columnar textured MT-TICN and a-Al203 CVD
coating has excellent adhesion between the coating and substrate.
After coating treatment,optimized extremely smooth coating urface,reduce the surface stress and cutting resistance.
Suitable for continue and slight interrupt cast iron cutting at medium to high velocity due to perfect universality.
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INSERT TECHNICAL INFORMATION

Chipbreaker for turning

Chip breaker Application range High lights
; ap(mm)
. 40
T For finish machining of steel.
Cutting depth =0.3mm-2.0mm,Feed =0.2mm/r(0.1-0.4)
10
NPF 0.03 0405 fimmirev)
ap(mmy)
40
‘\. % For semi-finish machining of steel.
W\ Cutting depth= 1.0mm-4.0mm,Feed=0.2mm/r(0.1-0.4)
1.0
NPM 0.03 0405 f{mmirev)
ap(mm) 6.0

40 For rough machining of steel.

Cutting depth= 1.5mm-6mm,Feed=0.3mm/r(0.2-0.45)

e —
0.03 0405 fimmirev)
ap(mm)

40
For finish machining of stainless steel.

Cutting depth= 0.2mm-1.5mm,Feed=0.15mm/r(0.1-0.3)

0.03 0.40.5 fimmirev)
ap(mm)

40
For finish machining of stainless steel.

Cutting depth= 0.2mm-1.5mm. ,Feed=0.1mm/r(0.05-0.2)

R

10

NMF 0.03 0405 f{mmirev)
ap(mm)
40

B For semi-finish machining of stainless steel.
v Cutting depth= 0.5mm-2.0mm,Feed=0.2mm/r(0.15-0.4)

10

NMM 0.03 0405 flmmirev)
ap(mm)
40

- For semi-finishing to roughting of cast iron.
Cutting depth= 0.5mm-5.0mm,Feed=0.3mm/r(0.1-0.5)

1.0

PLAIN 0.03 0405 f{mmirev)
ap(mm)

40
Semi-finishing for stainless steel steel and cast iron.

Cutting depth= 0.3mm-3.0mm,Feed=0.15mm/r(0.1-0.3)

'

NTM 0.03 0405 fimmirev)
ap(mm)
=
Roughing for steel and cast iron.
Cutting depth= 0.5mm-4.0mm,Feed=0.2mm/r(0.1-0.4)
10
NTR 0.03 0.405 Timmirev)
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INSERT TECHNICAL INFORMATION

Cutting Data recommendations for turing

. . Mt Erss Cutting speed Vc(m/min)
Workpiece material Alloy treatment and status HB)
(HB) HC2115 HC2125 HC2025 HP1215 HC3215 HK434
annealed <=0.15%C 125
Mild steel led 0.15%-0.45%C 150-250 e
Iid siee anneale . =L, ] =, {200_400)
tempered >=0.45% 300
annealed 180
380m/min
Lower alloy steel annealed 250-300 (220-480)
tempered 350
Higher alloy steel e 200 i
9 1 (190-390)
tempered 350
annealed ferritic/martensitic 200
uenchin iti
_ q g austenitic 180 180mimin
1 Stainless steel (140-260)
quenching duplex 230-260
quenching austenitic/austenitic 330
. pearlitic/ferritic 180 450m/min
Grey cast iron (300-500)
pearlitic/ferritic 260
ferritic 160 260m/min
Nodular cast iron (200-420)
pearlitic 250
ferritic 130 260m/min
Malleable cast iron (200-420)
pearlitic 230
no hardened 60
Alu. forging alloy
hardened 100
no hardened <12%3i 80
Alu. casting alloy hardened <12%3i 90
no hardened >12%5i 130 600m/min
N (400-1200)
brass Z
Copper and copper alloy
bronze 90
thermoset 100
Non metallic material e relnforced
plastic
ebonite -
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ISO TURING NEGATIVE INSERTS

CNMG

/| 780°
il |
<1
(o]
S
e Chip Dimensions(mm)
Order No. Application Modle Grade Photos
st *** [T Tic T 5 T o ]
311-01-001 finishing of steel. CNMG120404 NPF  HC2115 129 127 476 516 04
311-01-002 finishing of steel. CNMG120408 NPF  HC2115 128 127 476 516 08 V
312-01-001 semi-finishing of steel CNMG120404 NPM  HC2115 129 127 476 516 04
312-01-002 semi-finishing of steel CNMG120408 NPM  HC2115 129 127 476 516 0.8
312-01-003 semi-finishing of steel CNMG120412 NPM  HC2115 129 127 476 516 1.2
312-01-004 semi-finishing of steel CNMG160608 NPM  HC2115 161 15875 635 635 08
312-01-005 semi-finishing of steel CNMG160612 NPM  HC2115 161 15875 635 635 1.2 -~
312-01-006 semi-finishing of steel CNMG160616 NPM  HC2115 161 15875 635 635 16 v
312-01-007 semi-finishing of steel CNMG190608 NPM  HC2115 193 19.05 635 794 08
312-01-008 semi-finishing of steel CNMG190612 NPM  HC2115 193 19.05 635 794 1.2
312-01-009 semi-finishing of steel CNMG190616 NPM  HC2115 193 1905 635 794 16
313-01-001 roughing of steel CNMG120408 NPR  HC2025 129 127 476 516 08
313-01-002 roughing of steel CNMG120412 NPR HC2025 129 127 476 516 1.2
313-01-003 roughing of steel CNMG120416 NPR  HC2025 129 127 476 516 16
313-01-004 roughing of steel CNMG160608 NPR  HC2025 161 15875 635 6.35 08
313-01-005 roughing of steel CNMG160612 NPR  HC2025 161 15875 635 635 1.2 -
313-01-006 roughing of steel CNMG160616 NPR  HC2025 161 15875 6.35 635 16 v
313-01-007 roughing of steel CNMG190608 NPR  HC2025 193 1905 635 794 08
313-01-008 roughing of steel CNMG190612 NPR  HC2025 193 19.05 635 794 1.2
313-01-009 roughing of steel CNMG190616 NPR  HC2025 193 1905 635 794 16
321-01-001 finishing of stainless steel. CNMG090304 MSF  HP1215 97 9525 318 381 04 -
321-01-002 finishing of stainless steel. CNMG120404 MSF HP1215 129 127 476 516 04 v
321-01-003 finishing of stainless steel. CNMG120404 NMF  HP1215 129 127 476 516 04 -
321-01-004 finishing of stainless steel. CNMG120408 NMF  HP1215 129 127 476 516 08 v
322-01-001 semi-finishing of stainless steel CNMG120404 NMM  HP1215 129 127 | 476 516 04
322-01-002 semi-finishing of stainless steel CNMG120408 NMM  HP1215 129 127 476 516 08 u
322-01-003 semi-finishing of stainless steel CNMG160608 NMM  HP1215 161 15875 635 635 0.8 v
335-01-001 semi-finishing to roughting of cast iron CNMG120404 - HC3215 129 127 476 516 04
335-01-002 semi-finishing to roughting of cast iron CNMG120408 - HC3215 129 127 476 516 08
335-01-003 semi-finishing to roughting of cast iron CNMG120412 5 HC3215 129 127 476 516 1.2
335-01-004 semi-finishing to roughting of cast iron CNMG160608 - HC3215 161 15875 635 635 08
335-01-005 semi-finishing to roughting of cast iron CNMG160612 o HC3215 161 15875 635 635 1.2 -
335-01-006 semi-finishing to roughting of cast iron CNMG160616 - HC3215 161 15875 635 635 1.6 v
335-01-007 semi-finishing to roughting of cast iron CNMG190608 = HC3215 193 1905 635 794 08
335-01-008 semi-finishing to roughting of cast iron CNMG190612 L HC3215 193 1905 635 7.94 1.2
335-01-009 semi-finishing to roughting of cast iron CNMG190616 : HC3215 193 1905 635 794 16
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ISO TURING NEGATIVE INSERTS

DNMG

-
Q
S|
. Chip Dimensions(mm)
Order No. Application Modle Grade Photos
st *** [T Tic T 5 T o ]

311-02-001 finishing of steel. DNMG150404 NPF  HC2115 155 127 476 516 04

311-02-002 finishing of steel. DNMG150408 NPF  HC2115 155 127 476 516 08 -
311-02-003 finishing of steel. DNMG150604 NPF  HC2115 155 127 635 516 04 \/
311-02-004 finishing of steel. DNMG150608 NPF  HC2115 155 127 635 516 0.8

312-02-001 semi-finishing of steel DNMG110404 NPM HC2115 116 9525 476 381 04

312-02-002 semi-finishing of steel DNMG110408 NPM  HC2115 116 9525 476 381 08

312-02-003 semi-finishing of steel DNMG110412 NPM  HC2115 116 9525 476 381 1.2

312-02-004 semi-finishing of steel DNMG150404 NPM  HC2115 155 127 476 516 04

312-02-005 semi-finishing of steel DNMG150408 NPM  HC2115 155 127 476 516 08 ._
312-02-006 semi-finishing of steel DNMG150412 NPM  HC2115 155 127 476 516 12 v
312-02-007 semi-finishing of steel DNMG150604 NPM  HC2115 155 127 635 516 04

312-02-008 semi-finishing of steel DNMG150608 NPM  HC2115 155 127 635 516 08

312-02-009 semi-finishing of steel DNMG150612 NPM HC2115 155 127 635 516 12

313-02-001 roughing of steel DNMG150412 NPR HC2025 155 127 476 516 1.2

313-02-002 roughing of steel DNMG150608 NPR  HC2025 155 127 635 516 08 P
313-02-003 roughing of steel DNMG150612 NPR HC2025 155 127 635 516 1.2 v
313-02-004 roughing of steel DNMG150616 NPR  HC2025 155 127 635 516 16

321-02-001 finishing of stainless steel. DNMG110404 MSF  HP1215 116 9525 476 381 04 -
321-02-002 finishing of stainless steel. DNMG150404 MSF  HP1215 155 127 476 516 04 \/
321-02-003 finishing of stainless steel. DNMG150604 NMF  HP1215 155 127 635 516 04 -
321-02-004 finishing of stainless steel. DNMG150608 NMF  HP1215 155 127 635 516 08 v
322-02-001 semi-finishing of stainless steel DNMG110404 NMM  HP1215 116 9525 476 381 04

322-02-002 semi-finishing of stainless steel DNMG110408 NMM HP1215 116 9525 476 381 0.8

322-02-003 semi-finishing of stainless steel DNMG150604 NMM  HP1215 155 127 635 516 04 -
322-02-004 semi-finishing of stainless steel DNMG150608 NMM HP1215 155 127 635 516 0.8 \/
322-02-005 semi-finishing of stainless steel DNMG150612 NMM  HP1215 155 127 635 516 1.2

335-02-001 semi-finishing to roughting of cast iron DNMG110408 - HC3215 116 9525 476 381 08

335-02-002 semi-finishing to roughting of cast iron DNMG150404 = FEa25 08 WEIHI0 IO N WETO N W55 6N I

335-02-003 semi-finishing to roughting of cast iron DNMG150408 NPM  HC3215 155 127 476 516 08 -
335-02-004 semi-finishing to roughting of cast iron DNMG150608 - HC3215 155 127 635 616 08 v
335-02-005 semi-finishing to roughting of cast iron DNMG150612 - HC3215 155 127 635 516 1.2
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ISO TURING NEGATIVE INSERTS

SNMG

o L
—S -
. Chip Dimensions(mm)
Order No. Application Modle Grade Photos
st *** [T Tic T 5 T o ]
311-03-001 finishing of steel. SNMG 120404 NPF  HC2115 127 127 476 516 04
311-03-002 finishing of steel. SNMG 120408 NPF  HC2115 127 127 476 516 08 Q
312-03-001 semi-finishing of steel SNMG 120404 NPM  HC2115 127 127 476 516 04
312-03-002 semi-finishing of steel SNMG 120408 NPM HC2115 127 127 476 516 08
312-03-003 semi-finishing of steel SNMG 120412 NPM  HC2115 127 127 476 516 1.2 -
312-03-004 semi-finishing of steel SNMG 150608 NPM HC2115 159 159 635 635 08 v
312-03-005 semi-finishing of steel SNMG 150612 NPM  HC2115 159 159 635 635 1.2
312-03-006 semi-finishing of steel SNMG 190612 NPM  HC2115 191 191 635 794 1.2
313-03-001 roughing of steel SNMG 120408 NPR HC2025 127 127 476 516 04
313-03-002 roughing of steel SNMG 120412 NPR  HC2025 127 127 476 516 08
313-03-003 roughing of steel SNMG 150612 NPR HC2025 159 159 635 635 1.2 -
313-03-004 roughing of steel SNMG 150616 NPR  HC2025 159 159 635 635 16 v
313-03-005 roughing of steel SNMG 190612 NPR HC2025 191 191 635 794 1.2
313-03-006 roughing of steel SNMG 190616 NPR  HC2025 191 191 635 794 16
321-03-001 finishing of stainless steel. SNMG 120408 NMF  HP1215 127 127 476 516 08 Q
322-03-001 semi-finishing of stainless steel SNMG 120404 NMM  HP1215 127 127 476 516 04
322-03-002 semi-finishing of stainless steel SNMG 120408 NMM  HP1215 127 127 476 516 0.8 -
322-03-003 semi-finishing of stainless steel SNMG 120412 NMM  HP1215 127 127 476 516 1.2 v
322-03-004 semi-finishing of stainless steel SNMG 150608 NMM  HP1215 159 159 635 6.35 08
335-03-001 semi-finishing to roughting of cast iron SNMG090304 = HC3215 9.525 9525 318 381 04
335-03-002 semi-finishing to roughting of cast iron SNMG080308 L] HC3215 9525 09525 3.18 3.81 08
335-03-003 semi-finishing to roughting of cast iron SNMG 120404 ? HC32156 127 127 476 6516 04
335-03-004 semi-finishing to roughting of cast iron SNMG 120408 = HC3215 127 127 476 5.6 08
335-03-005 semi-finishing to roughting of cast iron SNMG 120412 2 FHE3Z245" W12 1257 W 768 64 Bl S
335-03-006 semi-finishing to roughting of cast iron SNMG 150608 2 HC3215 159 159 635 635 08 L
335-03-007 semi-finishing to roughting of cast iron SNMG 150612 = HC3215 159 159 635 6.35 12 v
335-03-008 semi-finishing to roughting of cast iron SNMG190612 = HC3215 191 191 635 794 1.2
335-03-009 semi-finishing to roughting of cast iron SNMG190616 = HC3215 191 191 635 794 16
335-03-010 semi-finishing to roughting of cast iron SNMG250724 " HC3215 254 254 794 912 24
335-03-011 semi-finishing to roughting of cast iron SNMG250924 - HC3215 254 254 9525 912 24
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ISO TURING NEGATIVE INSERTS

TNMG

. Chip Dimensions(mm)

Order No. Application Modle Grade Photos
Brmaker ----

311-04-001 finishing of steel. TNMG 160404 NPF  HC2115 165 9525 476 3.81 o
311-04-002 finishing of steel. TNMG 160408 NPF  HC2115 165 9525 476 381 0.8 v
312-04-001 semi-finishing of steel TNMG 160404 NPM  HC2115 165 09525 476 3.81 04
312-04-002 semi-finishing of steel TNMG 160408 NPM HC2115 165 9525 476 3.81 08
312-04-003 semi-finishing of steel TNMG 160412 NPM  HC2115 165 9525 476 381 12 -
312-04-004 semi-finishing of steel TNMG 220404 NPM  HC2115 22 127 476 516 04 v
312-04-005 semi-finishing of steel TNMG 220408 NPM  HC2115 22 127 476  5.16 08
312-04-006 semi-finishing of steel TNMG 220412 NPM  HC2115 22 127 476 5.6 1.2

TNMG 220416 NPM  HC2115 22 127 476 516 16

313-04-001 roughing of steel TNMG 160404 NPR  HC2025 165 9525 476 381 04

313-04-002 roughing of steel TNMG 160408 NPR HC2025 165 9525 476 381 08

313-04-003 roughing of steel TNMG 160412 NPR  HC2025 165 9525 476 381 1.2 -
313-04-004 roughing of steel TNMG 220412 NPR  HC2025 22 1270 N4:F60 5B 8.2 v
313-04-005 roughing of steel TNMG 220416 NPR  HC2025 22 127 476 516 1.6

313-04-006 roughing of steel TNMG 270612 NPR HC2025 275 159 635 635 1.2

321-04-001 finishing of stainless steel. TNMG 160404 MSF HP1215 165 9525 476 3.81 04

321-04-002 finishing of stainless steel. TNMG 160404 NMF  HP1215 165 9525 476 381 04 =
321-04-003 finishing of stainless steel. TNMG 160408 NMF  HP1215 165 9525 476 381 08

322-04-001 semi-finishing of stainless steel TNMG 160404 NMM  HP1215 165 9525 476 381 04

322-04-002 semi-finishing of stainless steel TNMG 160408 NMM  HP1215 165 9525 476 381 08 "
322-04-003 semi-finishing of stainless steel TNMG 220404 NMM  HP1215 22 127 476 516 04 3
322-04-004 semi-finishing of stainless steel TNMG 220408 NMM  HP1215 22 127 476 516 08

322-04-005 semi-finishing of stainless steel TNMG 220412 NMM  HP1215 22 J2 70 d-TEE 66 2

335-04-001 semi-finishing to roughting of cast iron TNMG 160404 : HC3215 165 9525 476 381 04

335-04-002 semi-finishing to roughting of cast iron TNMG 160408 = HC3215 165 9525 476 381 08

335-04-003 semi-finishing to roughting of cast iron TNMG 160412 J HC3215 165 9525 476 381 1.2 -
335-04-004 semi-finishing to roughting of cast iron TNMG 220408 = HC3215 22 127 476 516 0.8 v
335-04-005 semi-finishing to roughting of cast iron TNMG 220412 - HC3215 22 127 | 476 6516 1.2

335-04-006 semi-finishing to roughting of cast iron TNMG 220416 - HC3215 22 127 476 516 16
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ISO TURING NEGATIVE INSERTS

e Chip Dimensions(mm)
Order No. Application Modle Grade Photos
soaer *F [T 0T 5 4 ] 1]

311-05-001 finishing of steel. VNMG160404 NPF  HC2115 166 9.525 476 3.81 04
311-05-002 finishing of steel. VNMG160408 NPF  HC2115 166 9525 476 381 08 -

\f
312-05-001 semi-finishing of steel VNMG160404 NPM  HC2115 166 9525 476 3.81 04
312-05-002 semi-finishing of steel VNMG160408 NPM HC2115 166 9.525 476 3.81 08 -
312-05-003 semi-finishing of steel VNMG160412 NPM  HC2115 166 9525 476 3.81 1.2 \/
313-05-001 roughing of steel VNMG160412 NPR HC2125 166 9525 476 3.81 1.2

\-/
321-05-001 finishing of stainless steel. VNMG160404 MSF  HP1215 166 9525 476 3.81 04

.I.'|

322-05-001 semi-finishing of stainless steel VNMG160404 NMM  HP1215 166 9525 476 381 04
322-05-002 semi-finishing of stainless steel VNMG160408 NMM  HP1215 166 9525 476 3.81 08 -
335-05-001 semi-finishing to roughting of cast iron VNMG160404 - HC3215 166 9525 476 381 0.4
335-05-002 semi-finishing to roughting of cast iron VNMG160408 - HC3215 166 9.525 4.76 3.81 08
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ISO TURING NEGATIVE INSERTS

WNMG

Order No.

311-06-001
311-06-002
311-06-003
311-06-004

312-06-001
312-06-002
312-06-003
312-06-004

313-06-001
313-06-002

321-06-001
321-06-002

321-06-003
321-06-004
321-06-005

322-06-001
322-06-002
322-06-003
322-06-004

335-06-001
335-06-002
335-06-003

Application

finishing of steel.
finishing of steel.
finishing of steel.
finishing of steel.

semi-finishing of steel
semi-finishing of steel
semi-finishing of steel
semi-finishing of steel

roughing of steel
roughing of steel

finishing of stainless steel.
finishing of stainless steel.

finishing of stainless steel.
finishing of stainless steel.
finishing of stainless steel.

semi-finishing of stainless steel
semi-finishing of stainless steel
semi-finishing of stainless steel
semi-finishing of stainless steel

semi-finishing to roughting of cast iron
semi-finishing to roughting of cast iron
semi-finishing to roughting of cast iron

Modle

WNMG060404
WNMG060408
WNMG080404
WNMG080408

WNMG060408
WNMG080404
WNMG080408
WNMG080412

WNIMG080408
WNMG080412

WNMG060404
WNIMG080404

WNMG060408
WNMG080404
WNMG080408

WNMG060408
WNMG060412
WNMG080404
WNMG080408

WNMG080404
WNMG080408
WNMG080412

Chip

Breaker

NPF
NPF
NPF
NPF

NPM
NPM
NPM
NPM

NPR
NPR

MSF
MSF

NMF
NMF
NMF

NMM
NMM
NMM
NMM

Grade

HC2115
HC2115
HC2115
HC2115

HC2115
HC2115
HC2115
HC2115

HC2025
HC2025

HP1215
HP1215

HP1215
HP1215
HP1215

HP1215
HP1215
HP1215
HP1215

HC3215
HC3215
HC3215

L
6.5
6.5
8.7
8.7

6.5
8.7
8.7
8.7

8.7
8.7

6.5
8.7

6.5
8.7
8.7

6.5
6.5
8.7
8.7

8.7
8.7
8.7

Dimensions(mm)

9.525
9.525
12.7
12.7

9.525
12.7
2
12.7

12.7
12.7

9.525
12.7

9.525
12.7
12.7

9.525
9.525
12.7
12.7

12.7
12.7
(P

4.76
4.76
4.76
4.76

4.76
4.76
4.76
4.76

4.76
4.76

4.76
4.76

4.76
4.76
4.76

4.76
4.76
4.76
4.76

4.76
4.76
4.76

3.81
3.81
5.16
5.16

3.81
5.16
5.16
5.16

5.16
5.16

3.81
5.16

3.81
5.16
5.16

3.81
3.81
5.16
5.16

5.16
5.16
5.16

0.4
0.8
0.4
0.5

0.8
04
0.5
12

0.5
12

0.4
0.4

0.8
0.4
0.5

0.8
1.2
0.4
05

04
0.5
i

&

,.-";

REEK
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ISO TURING POSITIVE INSERTS

CCMT

. Chip Dimensions(mm)

Order No. Application Modle Grade Photos
st *** [T Tic 5 [ o ]

311-07-001 finishing of steel. CCMT060202 NTF  HC2115 64 635 238 28 0.2
311-07-002 finishing of steel. CCMT060204 NTF  HC2115 64 635 238 28 04
311-07-003 finishing of steel. CCMTO09T304 NTF  HC2115 97 9525 397 44 04 .
311-07-004 finishing of steel. CCMT09T308 NTF  HC2115 97 9525 397 44 08 v
311-07-005 finishing of steel. CCMT120404 NTF  HC2115 129 127 476 556 04
311-07-006 finishing of steel. CCMT120408 NTF  HC2115 129 127 476 556 0.8
312-07-001 semi-finishing of steel CCMT060204 NTM HC2115 64 635 238 28 04
312-07-002 semi-finishing of steel CCMT060208 NTM  HC2115 64 635 238 28 08
312-07-003 semi-finishing of steel CCMT09T304 NTM  HC2115 97 9525 397 44 04 ’
312-07-004 semi-finishing of steel CCMTO09T308 NTM  HC2115 97 9525 397 44 08 v
312-07-005 semi-finishing of steel CCMT120404 NTM  HC2115 129 127 476 556 04
312-07-006 semi-finishing of steel CCMT120408 NTM  HC2115 129 127 476 556 08
313-07-001 roughing of steel CCMT060208 NTR HC2125 64 635 238 28 0.8
313-07-002 roughing of steel CCMT09T304 NTR HC2125 97 9525 397 44 04
313-07-003 roughing of steel CCMT09T308 NTR  HC2125 97 9525 397 44 08 Q
313-07-004 roughing of steel CCMT120408 NTR HC2125 128 127 476 55 08 v
313-07-005 roughing of steel CCMT120412 NTR  HC2125 129 127 476 556 12
321-07-001 finishing of stainless steel. CCMT060202 NTF  HP1215 64 635 238 28 0.2
321-07-002 finishing of stainless steel. CCMT060204 NTF  HP1215 64 635 238 28 04
321-07-003 finishing of stainless steel. CCMTO09T304 NTF  HP1215 97 9525 397 44 04 -
321-07-004 finishing of stainless steel. CCMT09T308 NTF  HP1215 97 9525 397 44 08 v
321-07-005 finishing of stainless steel. CCMT120404 NTF  HP1215 129 127 476 556 04
321-07-006 finishing of stainless steel. CCMT120408 NTF  HP1215 129 127 476 556 08
322-07-001 semi-finishing of stainless steel CCMT060204 NTM HP1215 64 635 238 28 0.4
322-07-002 semi-finishing of stainless steel CCMT060208 NTM  HP1215 64 635 238 28 08
322-07-003 semi-finishing of stainless steel CCMT09T304 NTM  HP1215 97 9525 397 44 04 “
302-07-004 semi-finishing of stainless steel CCMT09T308 NTM HP1215 97 9525 397 44 08 v
322-07-005 semi-finishing of stainless steel CCMT120404 NTM  HP1215 129 127 476 556 04
322-07-006 semi-finishing of stainless steel CCMT120408 NTM  HP1215 129 127 476 556 0.8
335-07-001 semi-finishing to roughting of cast iron CCMT060208 NTR HC3215 64 635 238 28 08
335-07-002 semi-finishing to roughting of cast iron CCMTO09T304 NTR HC3215 97 9525 397 44 0.4
335-07-003 semi-finishing to roughting of cast iron CCMT09T308 NTR  HC3215 9.7 9.525 397 44 08 ﬁ
335-07-004 semi-finishing to roughting of cast iron CCMT120408 NTR HC3216 129 127 476 55 08 v
335-07-005 semi-finishing to roughting of cast iron CCMT120412 NTR HC3215 129 127 476 556 1.2
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ISO TURING POSITIVE INSERTS

DCMT

. Chip Dimensions(mm)

Order No. Application Modle Grade Photos
seaer] [T T 0T 5 ] [

311-08-001 finishing of steel. DCMTO070204 NTF  HC2115 7.8 635 238 28 04
311-08-002 finishing of steel. DCMT117302 NTF  HC2ts 116 9525 397 44 02 NI
311-08-003 finishing of steel. DCMT11T304 NTF  HC2115 116 9525 397 44 04
312-08-001 semi-finishing of steel DCMT070204 NTM HC2115 78 635 238 28 04
312-08-002 semi-finishing of steel DCMT070208 NTM HC2115 7.8 635 238 28 08 -
312-08-003 semi-finishing of steel DCMT11T304 NTM  HC2115 116 9525 397 44 04
312-08-004 semi-finishing of steel DCMT11T308 NTM  HC2115 116 9525 397 44 08
313-08-001 roughing of steel DCMT11T304 NTR HC2125 116 9525 397 44 0.4 .
313-08-002 roughing of steel DCMT11T308 NTR HC2125 116 9525 397 44 08
321-08-001 finishing of stainless steel. DCMT070204 NTF  HP1215 7.8 635 238 28 04
321-08-002 finishing of stainless steel. DCMT11T302 NTF  HP1215 116 9525 397 44 0.2 \ -
321-08-003 finishing of stainless steel. DCMT11T304 NTF  HP1215 116 9525 397 44 04
322-08-001 semi-finishing of stainless steel DCMT070204 NTM  HP1215 78 6.35 238 28 04
322-08-002 semi-finishing of stainless steel DCMT070208 NTM HP1215 78 635 238 28 08 -
322-08-003 semi-finishing of stainless steel DCMT11T304 NTM  HP1215 116 9525 397 44 0.4
322-08-004 semi-finishing of stainless steel DCMT11T308 NTM  HP1215 116 9525 397 44 08
335-08-001 semi-finishing to roughting of cast iron DCMT11T304 NTR HC3215 16 9525 397 44 04 .
335-08-002 semi-finishing to roughting of cast iron DCMT11T308 NTR HC3215 116 9525 3.97 44 08 ¥
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ISO TURING POSITIVE INSERTS

SCMT

""--.gpa
4
o
Q
. Chip Dimensions(mm)
Order No. Application Modle Grade Photos
st *** [T Tic 5 [ o ]
311-09-001 finishing of steel. SCMT09T304 NTF  HC2115 9525 9525 397 44 04
311-09-002 finishing of stee. SCMT09T308 NTF  HC2115 9525 9525 397 44 08 @
311-09-003 finishing of steel. SCMT120404 NTF  HC2115 127 127 476 556 04
312-09-001 semi-finishing of steel SCMTO09T304 NTM  HC2115 9525 9525 397 44 04
312-09-002 semi-finishing of steel SCMT09T308 NTM HC2115 9525 9525 397 44 08
312-09-003 semi-finishing of steel SCMT120404 NTM  HC2115 127 127 476 556 04 @
312-09-004 semi-finishing of steel SCMT120408 NTM HC2115 127 127 476 556 0.8
312-09-005 semi-finishing of steel SCMT120412 NTM  HC2115 127 127 476 556 1.2
313-09-001 roughing of steel SCMT09T304 NTR  HC2125 9525 9525 397 44 04
313-09-002 roughing of steel SCMT09T308 NTR HC2125 9525 9525 397 44 08
313-09-003 roughing of steel SCMT120404 NTR HC2125 127 127 476 556 04 "
313-09-004 roughing of steel SCMT120408 NTR HC2125 127 127 476 556 08 v
313-09-005 roughing of steel SCMT120412 NTR  HC2125 127 127 476 556 12
321-09-001 semi-finishing to roughting of steel SCMT09T304 - HC2115 9525 9525 397 44 0.4 ‘
321-09-002 semi-finishing to roughting of steel SCMT120404 - HC2M5 127 127 476 556 04 v
321-09-003 finishing of stainless steel. SCMTO09T304 NTF  HP1215 9525 9525 397 44 04
321-09-004 finishing of stainless steel. SCMT09T308 NTF  HP1215 9525 9525 397 44 08 \ﬂ/
321-09-005 finishing of stainless steel. SCMT120404 NTF  HP1215 127 127 476 556 04
322-09-001 semi-finishing of stainless steel SCMT09T304 NTM  HP1215 9525 9525 397 44 0.4
322-09-002 semi-finishing of stainless steel SCMT09T308 NTM  HP1215 9525 09525 3.97 44 08
322-09-003 semi-finishing of stainless steel SCMT120404 NTM  HP1215 127 127 476 556 04 -
322-09-004 semi-finishing of stainless steel SCMT120408 NTM  HP1215 127 127 476 556 08 v
322-09-005 semi-finishing of stainless steel SCMT120412 NTM  HP1215 127 127 476 556 12
335-09-001 semi-finishing to roughting of cast iron SCMTO09T304 NTR  HC3215 9525 9525 397 44 04
335-09-002 semi-finishing to roughting of cast iron SCMT09T308 NTR HC3215 9525 9525 397 44 08
335-09-003 semi-finishing to roughting of cast iron SCMT120404 NTR HC3215 127 127 476 556 04 '
335-09-004 semi-finishing to roughting of cast iron SCMT120408 NTR HC3215 127 127 476 55 08 v
335-09-005 semi-finishing to roughting of cast iron SCMT120412 NTR HC3215 127 127 476 55 12
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ISO TURING POSITIVE INSERTS

TCMT

. Chip Dimensions(mm)

Order No. Application Modle Grade Photos
seatr| ™ [0 5 T4

311-10-001 finishing of steel. TCMT110202 NTF  HC2115 11 635 238 28 0.2
311-10-002 finishing of steel. TCMT110204 NTF  HC2115 11 635 238 28 04 -
311-10-003 finishing of steel. TCMT16T304 NTF  HC2115 165 9525 3.97 44 0.4 \/
311-10-004 finishing of steel. TCMT16T308 NTF  HC2115 165 9525 397 44 08
312-10-001 semi-finishing of steel TCMT090204 NTM HC2115 96 556 238 25 0.4
312-10-002 semi-finishing of steel TCMT090208 NTM HC2115 96 556 238 25 08
312-10-003 semi-finishing of steel TCMT110204 NTM  HC2115 11 635 238 28 0.4 =
312-10-004 semi-finishing of steel TCMT110208 NTM  HC2115 11 635 238 28 0.8 v
312-10-005 semi-finishing of steel TCMT16T304 NTM  HC2115 165 9525 397 44 04
312-10-006 semi-finishing of steel TCMT16T308 NTM  HC2115 165 9525 397 44 0.8
312-10-007 semi-finishing of steel TCMT16T312 NTM  HC2115 165 9525 397 44 1.2
313-10-001 roughing of steel TCMT16T308 NTR HC2125 165 9525 397 44 0.8 -
313-10-002 roughing of steel TCMT220408 NTR  HC2125 22 127 476 55 0.8
321-10-001 finishing of stainless steel. TCMT110202 NTF  HP1215 11 635 238 28 0.2
321-10-002 finishing of stainless steel. TCMT110204 NTF  HP1215 11 635 238 28 0.4 \Q/
321-10-003 finishing of stainless steel. TCMT16T304 NTF  HP1215 165 9525 397 44 04
321-10-004 finishing of stainless steel. TCMT16T308 NTF  HP1215 165 9525 397 44 08
322-10-001 semi-finishing of stainless steel TCMT090204 NTM  HP1215 96 556 238 25 04
322-10-002 semi-finishing of stainless steel TCMT090208 NTM HP1215 96 556 238 25 0.8
322-10-003 semi-finishing of stainless steel TCMT110204 NTM  HP1215 1 635 238 28 0.4 =
322-10-004 semi-finishing of stainless steel TCMT110208 NTM  HP1215 11 635 238 2.8 08 V
322-10-005 semi-finishing of stainless steel TCMT16T304 NTM  HP1215 165 9525 397 44 0.4
322-10-006 semi-finishing of stainless steel TCMT16T308 NTM  HP1215 165 9525 397 44 0.8
322-10-007 semi-finishing of stainless steel TCMT16T312 NTM  HP1215 165 9525 397 44 1.2
335-10-001 semi-finishing to roughting of cast iron TCMT16T308 NTR HC3215 165 9525 397 44 0.8 -
335-10-002 semi-finishing to roughting of cast iron TCMT220408 NTR HC3215 22 127 476 55 0.8 v
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ISO TURING POSITIVE INSERTS

VBMT

“ Chip Dimensions(mm)

Order No. Application Modle Grade Photos
gt ---ll

311-11-001 finishing of steel. VBMT 160404 NTF  HC2115 165 9525 476 a
311-11-002 finishing of steel. VBMT 160408 NTF  HC2115 165 9525 4.76 4_4 o.s ¥
312-11-001 semi-finishing of steel VBMT 110304 NTM  HC2115 1 635 318 2.8 04
312-11-002 semi-finishing of steel VBMT 160404 NTM  HC2115 165 9525 476 44 04 3
312-11-003 semi-finishing of steel VBMT 160408 NTM  HC2115 165 9525 476 44 0.8 ¥
312-11-004 semi-finishing of steel VBMT 160412 NTM  HC2115 165 9525 476 44 1.2
313-11-001 roughing of steel VBMT 160404 NTR HC2125 165 9525 476 44 04 .
313-11-002 roughing of steel VBMT 160408 NTR  HC2125 165 9.525 476 44 0.8 ¥
321-11-001 finishing of stainless steel. VBMT 160404 NTF  OP1215 165 9525 476 44 04 -
321-11-002 finishing of stainless steel. VBMT 160408 NTF  OP1215 165 9525 476 44 08 S
322-11-001 semi-finishing of stainless steel VBMT 110304 NTM  OP1215 11 6.35 318 28 04
322-11-002 semi-finishing of stainless steel VBMT 160404 NTM  OP1215 165 9.525 476 44 04 -
322-11-003 semi-finishing of stainless steel VBMT 160408 NTM OP1215 165 9525 476 4.4 08 ¥
322-11-004 semi-finishing of stainless steel VBMT 160412 NTM  OP1215 165 9.525 476 44 1.2
335-11-001 semi-finishing to roughting of cast iron VBMT 160404 NTR  HC3215 165 9525 476 44 04 =
335-11-002 semi-finishing to roughting of cast iron VBMT 160408 NTR HC3215 165 9.525 476 44 0.8 ¥
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ISO TURING

POSITIVE INSERTS

VCMT

Order No.

311-12-001
311-12-002
311-12-003

312-12-001
312-12-002

313-12-001

321-12-001
321-12-002
321-12-003

Application

finishing of steel.
finishing of steel.
finishing of steel.

semi-finishing of steel

semi-finishing of steel

roughing of steel

finishing of stainless steel.
finishing of stainless steel.
finishing of stainless steel.

VCMT110302
VCMT110304
VCMT160404

VCMT160404
VCMT160408

VCMT160404

VCMT110302
VCMT110304
VYCMT 160404

BT
>3

NTF
NTF

NTM
NTM

NTR

NTF
NTF
NTF

HC2115
HC2115
HC2115

HC2115
HC2115

HC2125

0P1215
0P1215
0P1215

- . - B

11
16.6

16.6
16.6

16.6

DHT'I&HSIOHS{ mm]

6.35
6.35
9.525

9.525
9.525

9.525

6.35
6.35
9.525

3.18
318
4.76

4.76
4.76

4.76

3.18
3.18
4.76

2.8
3.81

3.81
3.81

3.81

28
2.8
3.81

D.d
0.4

0.4
0.8

0.2
0.4
0.4

Photos
---

-
N—
=

-

RCMT

Order No.

315-13-001
315-13-002
315-13-003
315-13-004

325-13-001
325-13-002
325-13-003
325-13-004

Application

semi-finishing to roughing of steel
semi-finishing to roughing of steel
semi-finishing to roughing of steel
semi-finishing to roughing of steel

semi-finishing to roughting of cast iron
semi-finishing to roughting of cast iron
semi-finishing to roughting of cast iron
semi-finishing to roughting of cast iron

Modle

RCMX0803MO
RCMX1003MO
RCMX1204MO
RCMT1606MO

RCMT0803MO
RCMX1003MO
RCMX1204MO
RCMT1606MO

Breaker

HC2125
HC2125
HC2125
HC2125

HC3213
HC3215
HC3215
HC3215

3.18

3.36

Dimensions(mm)
-- | s | o] r]

Photos

-

A4
»

A4
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TURING POSITIVE INSERTS FOR ALUMINIUM

Feature:

* Grade HK434 without coating: combined with extra micrograin tunsten carbide and cobalt powder,achieved fully density in internal
organization by low pressure sintering.High hardness,high strength and good thermal conductivity fit for finishing to semi-finishing
of non-ferrous and cast iron.

* Chipbreaker NL :suitable for aluminum and aluminum alloy material.

CCGX

~

Dimensions(mm)

- _

344-14-001 CCGX060202 NL HK434 6.35 2.38

344-14-002 CCGX060204 NL HK434 6,4 6.35 238 2.8 0.4
344-14-003 CCGX09T302 NL HK434 9.7 9.525 3.97 4.4 0.2
344-14-004 CCGX09T304 NL HK434 9.7 9.525 3.97 4.4 0.4
344-14-005 CCGX09T308 NL HK434 9.7 9.525 397 44 08
344-14-006 CCGX120404 NL HK434 129 127 4.76 5.56 0.4
344-14-007 CCGX120408 NL HK434 12.9 12.7 4.76 5.56 0.8

DCGX

Dimensions(mm)

344-15-001 DCGX070202 NL HK434 6.35 238

344-15-002 DCGX070204 NL HK434 ?.8 6.35 2.38 2.8 0.4

344-15-003 DCGX11T302 NL HK434 1.6 9.525 3.97 4.4 0.2

344-15-004 DCGX11T304 NL HK434 1.6 9.525 397 4.4 0.4

344-15-005 DCGX11T308 NL HK434 11.6 9.525 3.97 4.4 0.8
SCGX

<=

- T T
Order No. Modle Chip Breaker Grade
--II-

344-16-001 SCGX09T304 NL HK434 9.525 9.525 397
344-16-002 SCGX09T308 NL HK434 9.525 9.525 3.97 4.4 0.8
344-16-003 SCGX120408 NL HK434 12.7 12.7 4.76 5.56 0.8
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TURING POSITIVE INSERTS FOR ALUMINIUM

Feature:
* Grade HK434 without coating: combined with extra micrograin tunsten carbide and cobalt powder,achieved fully density in internal
organization by low pressure sintering.High hardness,high strength and good thermal conductivity fit for finishing to semi-finishing
of non-ferrous and cast iron.

* Chipbreaker NL :suitable for aluminum and aluminum alloy material.

TCGX

Dimensions(mm)

Order No. Modle Chip Breaker Grade

344-18-001 TCGX090204 NL HK434 5.56 238

344-18-002 TCGX110202 NL HK434 1 1 6.35 2.38 2.8 0.2
344-18-003 TCGX110204 NL HK434 " 6.35 2.38 2.8 0.4
344-18-004 TCGX16T308 NL HK434 16.5 9.525 3.87 4.4 0.8

VCGX

Dimensions(mm)

344-19-001 VCGX110302 NL HK434 6.35 3.18

344-19-002 VCGX110304 NL HK434 1 1 6.35 3.18 2.8 0,4
344-19-003 VCGX110308 NL HK434 1 6.35 3.18 28 0.8
344-19-004 VCGX160402 NL HK434 16.6 9.525 4.76 4.4 0.2
344-19-005 VCGX160404 NL HK434 16.6 9.525 4.76 4.4 04
344-19-006 VCGX160408 NL HK434 16.6 9.525 4.76 4.4 0.8
344-19-007 VCGX160412 NL HK434 16.6 9.525 4.76 4.4 12
344-19-008 VCGX220530 NL HK434 22 12.7 5.56 5.5 3
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HARLINGEN

MILLING CUTTER
INDEXABLE FACE MILLS & CARBIDE INSERTS

INDEXABLE END MILLS & CARBIDE INSERTS

INDEXABLE SIDE MILLING CUTTERS & CARBIDE INSERTS

INDEXABLE HELICAL MILLING CUTTER & CARBIDE INSERTS

SOLID CARBIDE END MILLS

112
122
126 I
131 g
132
PPV c—
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INDEXABLE FACE MILLS & CARBIDE INSERTS

SQUARE SHOULDER INDEXABLE FACE MILLS FOR CNCQ INSERTS

Features: z r_
K . = @

+ 90° major cutting angle. By Vg 7

* Radial and Axial run-out less than 0.02mm. Kr=00 ° L

Inserts to be hold by swiss SFS high strength screws.

* Made of quality alloy steel and hardness HRC45-HRC48.
* Big chip space for moving chip quickly and smoothly.

* Easy cutting due to big positive rake angel.

= Suitable for light to medium square shoulder milling.

——

!

Order No. Model No.of teeth Insert Forcing Screw| Screw
ElEIREN wrenh
50 24 10 50

231-54-001 FM90-50CN09.XDZ24 9 5 CNCQ090508 MS10035 CO040A11S WT15
231-54-002 FM90-63CN09.XDZ24 63 24 9 10 50 6 CNCQ090508 MS10035 CO40A11S WT15
231-54-003 FM90-80CN09.XDZ30 80 30 9 12 56 8 CNCQ090508 MS12045 CO040A11S WT15
231-54-004 FM90-100CN09.XDZ38 100 38 9 14 63 10 CNCQ090508 SXDZ38 C040A11S WT15
231-54-005 FM90-125CN09.XDZ48 125 48 9 16 63 12 CNCQ090508 SXDZ48 CO40A118 WT15
231-54-006 FMS0-80CN12.XDZ30 80 30 12 12 55 7 CNCQ120508 MS12045 CO050A12S WT20
231-54-007 FM90-100CN12.XDZ38 100 38 12 14 63 9 CNCQ120508 SXDZ38 CO050A12S WT20
231-54-008 FM90-125CN12.XDZ48 125 48 12 16 63 " CNCQ120508 SXDZ48 C050A128  WT20
231-54-009 FMS90-160CN12.XDZ48 160 48 12 16 63 14 CNCQ120508 SXDZ48 CO050A12S WT20

Insert notincluded

Recommended cutting data:

| Finishcutting | cutllng Medium cutting Rough cutting
Application Surface speed | Feed per to Surface speed | Feed per tooth | Cutting depth | Surface speed | Feed per tooth | Cutting depth
Vctmfmm} fz{mm Ve(m/min) fz(mm) ap(mm) | Vc(m/min) fz(mm) ap(mm)
<a

Steel 200-100 0.05-0.12 <o 120-60 0.15-0.2
Stainless Steel - a - = g £ 2 5 ¢
Castiron - - - 180-80 0.05-0.15 <a 150-80 0.15-0.2 < a
Non ferrous metal & g - <2000 0.1-0.15 <a <2000 0.15-0.2 <

High temperature alloy - - - . = N s . .

SOLID CARBIDE INSERT CNCQ

s
. — w
ll_--

230-54-101 CNCQO90508NF Steel EP2220 9.525

230-54-102 CNCQ120508NF Steel EP2220 127 5.56 5.5 {}.8
230-54-103 CNCQO90508NF Cast iron EP3215 9.525 5.56 4.4 08
230-54-104 CNCQ120508NF Cast iron EP3215 12.7 5.56 i 0.8
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INDEXABLE FACE MILLS & CARBIDE INSERTS

90° INDEXABLE FACE MILLS FORAPKT INSERTS

Features: - 7~ P
Ki - =
+ 90° major cutting angle. Pt yz (=) ﬁ
* Radial and Axial run-out less than 0.02mm. Kr=80 * L
b .

* Inserts to be hold by swiss SFS high strength screws.

+ Made of quality alloy steel and hardness HRC45-HRC48.
* High precision and high metal removal rate.

Suitable for light to medium square shoulder milling.

Order No. Model : Insert Screw
40 16 14 8.4 40

231-51-001 FM30-40AP16N 4 APKT1604  CO40A09S WT15 0.3
231-51-002 FM90-50AP16N 50 22 14 10.4 40 4 APKT1604  CO040A09S WT15 0.4
231-51-003 FM30-63AP16N 63 22 14 10.4 45 5 APKT1604  CO040A09S WT15 0.6
231-51-004 FM90-80AP16N 80 27 14 12.4 50 6 APKT1604  CO40A09S WT15 1l
231-51-005 FM30-100AP16N 100 32 14 14.4 50 7 APKT1604  CO040A09S WT15 1.8
231-51-006 FM90-125AP16N 125 40 14 16.4 63 8 APKT1604  CD40A09S WT15 39
231-51-007 FM30-160AP16N 160 40 14 16.4 63 10 APKT1604  C040A09S WT15 4.9

Insert not included

Recommended cutting data:

Application Surface speed Feed per Cutting depth Surface bpeed Feed pert Uuth Cutt mg depth Surface speed Feed per tooth | Cutting depth
Vi | s | st
Steel 30(}100 0.05-0.10 0.1-2.0 250 120 0. 1 0. 25 160 100 0. 150 30 8—15
Stainless Steel 230-120 0.05-0.10 0.1-2.0 120-60 0.1-0.25 2-8 100-60 0.15-0.30 4-12
Cast iron 300-110 0.05-0.10 0.1-2.0 250-110 0.1-0.25 2-8 140-100 0.15-0.30 4-15
Non ferrous metal <2000 0.05-0.10 0.1-2.0 <2000 0.1-0.25 2-8 <2000 0.15-0.30 4-15
High temperature alloy 8 e : 20-60 0.06-0.20 2-4 ' ; !

SOLID CARBIDE INSERT APKT

Insert with highly positive geometry and helical cutting edges.

(
57
- 7T\

Size (mm)

Order No. Model G orece “--_-“-

230-51-101 APKT1604 08-ZM  Steel,Stainless steel and Cast iron EP1315 9.51 17.56 5.735 11 1.395
230-51-102 APKT1604 08-ZM Stainless steel EP1215 9.51 17.56 5730 = 4.4 1.395 0.8
230-51-103 APKT1604 08-ZM Steel and Cast iron EP2202 9.51 17.56 5.735 112 44 1.395 0.8
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INDEXABLE FACE MILLS & CARBIDE INSERTS

HIGH FEED INDEXABLE FACE MILLS FOR SDMT INSERTS

Features: NofE & ﬁ
+ Radial and Axial run-out less than 0.02mm I EL Z
* Insert to be hold by swiss SFS high strength screws. L

L

* Made of quality alloy steel and hardness HRC50-HRC52.
+ Suitable for medium cutting of steel,stainless steel and cast iron at high feed rate.

dc

Size (mm)

Order No. _ No.of teeth Insert Screw Torx wrench
[ @ [ n | ¢ | om | a |
32 40 38 16

231-67-005 1 3 SDMTO09T307 C030A07S WT15
231-67-010 40 40 38 16 1 4 SDMT09T307 C030A07S WT15
231-67-015 50 40 43 22 1 5 SDMT09T307 C030A07S WT15
231-67-020 63 40 48 22 1 6 SDMT09T307 C030A07S WT15
231-67-030 40 40 38 16 2 ! SDMT120412 L60-M4x8.4 WT15
231-67-035 50 40 43 22 2 4 SDMT120412 L60-M4x8.4 WT15
231-67-040 63 40 48 22 2 0 SDMT120412 L60-M4x8.4 WT15
231-67-045 80 50 58 27 2 7 SDMT120412 L60-M4x8.4 WT15
Insert not included
d %
& 484 &
wden i
Bl SM NPM

230-67-101 SDMTO09T307-SM Stainless steel EP1215 9 9 3.5 16° 3.5 0.7
230-67-102 SDMTO09T307-SM Steel &Cast iron EP2202 9 ) 3.5 16° 35 0.7
230-67-103 SDMTO09T307-SM Universal EP1315 9 9 3.5 16° 35 0.7
230-67-104 SDMT120412-NPM Stainless steel EP1215 12.7 12.7 4.76 15° 4.4 i
230-67-105 SDMT120412-NPM Steel &Cast iron EP2202 12.7 12.7 4.76 15" 4.4 2
230-67-106 SDMT120412-NPM Universal EP1315 12.7 12.7 4.76 15° 4.4 2

114



INDEXABLE FACE MILLS & CARBIDE INSERTS

90° INDEXABLE FACE MILLS FORLDFT INSERTS

Features: [~ (" &
* 90° major cutting angle. j_r Ve @ £ /3
* Radial and Axial run-out less than 0.02mm. Kr=90 ° | L :
* Inserts to be hold by swiss SFS high strength screws.
+ Made of quality alloy steel and hardness HRC45-HRC48.
* High precision and high metal removal rate.
* Suitable for light to medium square shoulder milling.
dm
B
[ ]
ally
-~ LH_‘L_ —
T —
90° F |
! :
dc

Order No. Model No.of teeth Insert Screw | Torx wrench

231-52-001 FMAS0-40LD15 4 LDMT1504..  C035A08S WT15
231-562-002 FMAS0-50LD15 5(] 22 1 5 10.4 40 5 LDMT1504..  CO35A08S WT15
231-52-003 FMAS0-63LD15 63 22 15 10.4 40 6 LDMT1504..  C035A08S WT15
231-52-004 FMAS0-80LD15 80 27 15 12.4 50 i LDMT1504..  CO35A08S WT15
231-52-005 FMAS0-100LD15 100 32 15 14.4 50 8 LDMT1504..  CO35A08S WT15
231-52-006 FMAS0-125LD15 125 40 15 16.4 63 10 LDMT1504..  C035A08S WT15
231-52-007 FMAS0-160LD15 160 40 15 16.4 63 12 LDMT1504..  CO35A08S WT15
231-52-008 FMB90-100LD15 100 32 15 14.4 50 6 LDMT1504..  C035A08S WT15 19
231-52-009 FMB90-125LD15 125 40 15 16.4 63 i LDMT1504..  CO35A08S WT15 3.8
231-52-010 FMBS0-160LD15 160 40 15 16.4 63 8 LDMT1504..  CO35A08S WT15 4.9

Insert notincluded

Recommended cutting data:

Application Surface epeed Feed pert Ueth Cutt mg depth Surface speed Feed per eolh Cut t|ng depth Surface speed Feed per teo Cutting depth
| = R e e e
Steel 35(} 12{) 0. 05—0 10 0. 1 -2, 0 240 100 0. 10—0 25 15080 0. 2(}0 35 <14
Stainless Steel 250-100 0.05-0.10 0.1-2.0 200-100 0.10-0.25 2-4 140-80 0.20-0.35 <14
Cast iron 300-120 0.05-0.10 0.1-2.0 280-90 0.10-0.25 2-4 220-80 0.20-0.35 <14
Non ferrous metal <2000 0.05-0.10 0.1-2.0 <2000 0.10-0.25 2-4 <2000 0.20-0.35 <14
High temperature alloy - - - 75-25 0.10-0.25 2-4 - - -

SOLID CARBIDE INSERT LDMT

d1
|
o

4 & &

Flo]l-

Size (mm)

230-52-101 LDMT1504PDSR-EM Steel EP2220 9.525 15 4.76 15° 4.4 2
230-52-102 LDMT1504PDSR-EM Castiron EP3215 9.525 15 4.76 15° 4.4 3 0.8
230-52-103 LDKT150408FR-AL Non ferrous metal EW5220 9.525 15 4.76 15° 4.4 3 0.8
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INDEXABLE FACE MILLS & CARBIDE INSERTS

90° INDEXABLE FACE MILLS FORANKX INSERTS

Features: o
* 90° major cutting angle. l Ve
* Radial and Axial run-out less than 0.02mm. Kr=80 *

* Inserts to be hold by swiss SFS high strength screws.
+ Made of quality alloy steel and hardness HRC45-HRC48.
* Suitable for medium to heavy cutting.

—
9?— _ .
de
Order No. Model No.of teeth Insert Screw Torx wrench
EXEIENENNN
232-53-001 FM90-50AN16 50 22 15 104 40 4 ANKX1607 C050A12S WT20 0.5
232-53-002 FM90-63AN16 63 22 15 10.4 40 5 ANKX1607 C050A128 WT20 0.7
232-53-003 FM90-80AN16 80 27 15 124 50 6 ANKX1607 C050A128 WT20 1.2
232-53-004 FM30-100AN16 100 32 15 144 50 8 ANKX1607 CO050A12S WT20 21

Insert not included

SOLID CARBIDE INSERT ANKX

K

Grade

Model

Application

230-53-101 ANKX160708R-EM Steel Stainless steel EP1230 16 1n.21 5.5 10.7 0.8
230-53-102 ANKX160708R-EH Steel, Stainless steel EP1230 16 1.21 5.5 10.7 0.8
230-53-103 ANKX160716R-EM Steel Stainless steel EP1230 16 1.21 55 10.7 16
230-53-104 ANKX160716R-EH Steel, Stainless steel EP1230 16 11.21 5.5 10.7 16
230-53-105 ANKX160708R-EM Cast iron EC3125 16 1n.21 5.5 10.7 0.8
230-53-106 ANKX160716R-EM Cast iron EC3125 16 1.21 5.5 10.7 1.6
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INDEXABLE FACE MILLS & CARBIDE INSERTS

45° INDEXABLE FACE MILLS FOR SNEU INSERTS

Features: |
* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

* Cost efficient due to 2-side insert with 8 cutting edge.

+ Made of quality alloy steel and hardness HRC45-HRC48.
+ Suitable for medium to heavy cutting of steel and cast iron.

L Ik

dm
B
| Bl
—nm
) O S S
| -
| o
45 / @u -
dc
L ] e |
Order No. Model No.of teeth Insert Screw Torx wrench
-ﬂﬂ-

232-55-001 FM45-50SN12 104 4 SNEU1206... C050A12S WT20
232-55-002 FM45-635N12 63 22 5 10.4 40 9 SNEU1206... CO050A12S WT20
232-55-003 FM45-80SN12 80 27 5 124 50 7 SNEU1206.. CO50A12S WT20
232-55-004 FM45-100SN12 100 32 5 144 50 8 SNEU1206... C050A12S WT20
232-55-005 FM45-1255N12 125 40 5 16.4 63 10 SNEU1206... CO050A12S WT20
232-55-006 FM45-160SN12 160 40 5 16.4 63 12 SNEU1206.. (CO050A123 WT20
232-55-007 FM45-200SN12 200 60 5 257 63 14 SNEU1206... C050A12S WT20 i
232-55-008 FM45-250SN12 250 60 5 25.7 63 16 SNEU1206.. CO050A12S WT20 14.2
232-55-009 FM45-315S8N12 315 60 5 257 63 20 SNEU1206... C050A12S WT20 26

Insert not included

SOLID CARBIDE INSERT SNEU

.
Ll 8. 8

Size(mm)

230-55-101 SNEU1206ANEN-EM Steel EP2230 12.7 6.35 6

230-55-102 SNEU1206ANSN-EH Steel EP2230 12.7 6.35 6 2_2 0.3
230-55-103 SNEU1206ANEN-EM Castiron EC3215 12.7 6.35 6 22 0.8
230-55-104 SNEU1206ANSN-EH Castiron EC3215 12.7 6.35 6 2.2 0.8
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INDEXABLE FACE MILLS & CARBIDE INSERTS

45° INDEXABLE FACE MILLS FOR SEMT INSERTS
Features: B Wi
| | a|f /4 AV

* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws. L ji
* Made of quality alloy steel and hardness HRC45-HRC48.
* High precision and high metal removal rate.

* Suitable for light to medium cutting of steel and cast iron.

45° )

Size (mm)

Order No. Model _ No.of tee Insert Screw | Torx wrench
| o [om | a | B | L |

231-56-001 FM45-50SE12 50 22 6.5 10.4 45 4 SEMT..1204.. CO050A12S WT20
231-56-002 FM45-635E12 63 22 6.5 10.4 45 5 SEMT..1204.. CO050A12S WT20
231-56-003 FM45-80SE12 80 27 6.5 12.4 50 6 SEMT..1204.. CO050A128 WT20
231-56-004 FM45-100SE12 100 32 6.5 14.4 50 I SEMT..1204.. CO050A12S WT20
231-56-005 FM45-1255E12 125 40 6.5 16.4 63 8 SEMT.1204.. CO050A12S WT20
231-56-006 FM45-160SE12 160 40 6.5 16.4 63 10 SEMT.1204.. CO50A128 WT20

Insert not included

Recommended cutting data:

Application Surfare speed Feed per tooth Cuthng depth Surface speed Feed per tonth Cumng deplh Surface speerj Feed per tcrolh Cumng depth
Steel 350120 0.05-0. 10 01-20 240 100 0.10 025 150 80 020—0 35 < 12
Stainless Steel 250-100 0.05-0.15 0.1-2.0 200-100 0.10-0.25 1-4 180-90 0.15-0.40 <12
Castiron 280-150 0.05-0.15 0.1-2.0 280-90 0.10-0.25 14 250-80 0.15-0.40 <12
Non ferrous metal 5 5 = 75-25 0.10-0.25 1-4 2 - s

High temperature alloy e - - - = 5 3 B 3

SOLID CARBIDE INSERT SEMT

4

d
A

4@%

Q. D.

Size(mm)

I PRI

230-56-101 SEMT1204AFN-EM Stainless steel EP4215 127 127 4.76

230-56-102 SEMT1204AFN-EM Steel EP2220 12.7 12.7 4.76 20“ 5.4 2,1 0.2
230-56-103 SEMT1204AFN-EM Castiron EP3215 127 12.7 4.76 20° 54 2.1 0.2
230-56-105 SEGT1204AFN-AL Non ferrous metal EW5220 12.7 12.7 4.76 20° 54 2.1 0.2
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INDEXABLE FACE MILLS & CARBIDE INSERTS

INDEXABLE COPY AND FACE MILLING CUTTER

Features:
+ Radial and Axial run-out less than 0.02mm.
* Inserts to be hold by swiss SFS high strength screws. r L

* Made of quality alloy steel and hardness HRC45-HRC48.
* High precision and high metal removal rate.
* Suitable for light to medium milling.

231-57-001 FMR-50RD12-Z3 10.4 3 RDKW..1204.. CO040A09S WT15 0.4
231-57-002 FMR-50RD12-Z4 50 22 38 8 10.4 45 4 RDKW..1204.. C040A09S WT15 0.4
231-57-003 FMR-63RD12-Z3 63 22 51 6 10.4 45 3 RDKW..1204.. CO040A09S WT15 06
231-57-004 FMR-63RD12-Z4 63 22 51 6 10.4 45 4 RDKW..1204.. CO040A09S WT15 0.6
231-57-005 FMR-63RD12-Z5 63 22 5 6 104 45 5 RDKW..1204.. C040A09S WT15 0.6
231-57-006 FMR-80RD12-Z5 80 27 68 6 12.4 50 5 RDKW..1204.. CO040A09S WT15 1.1
231-57-007 FMR-100RD12-Z6 100 32 88 6 14.4 50 6 RDKW..1204.. CO40A09S WT15 18
231-57-008 FMR-125RD12-27 125 40 13 6 16.4 63 7 RDKW..1204.. C040A09S WT15 i
231-57-009 FMR-160RD12-Z8 160 40 148 6 16.4 63 8 RDKW..1204.. CO040A09S WT15 4.9
231-57-010 FMR-80RD16 80 27 64 8 12.4 45 5 RDKW..1606 C050A12S WT20 1.1
231-57-011 FMR-100RD16 100 32 84 8 14.4 50 ] RDKW..1606 CO050A12S WT20 18
231-57-012 FMR-125RD16 125 40 109 8 16.4 63 7 RDKW..1606  C050A12S WT20 37
231-57-013 FMR-160RD16 160 40 144 8 16.4 63 8 RDKW..1606 CO050A12S WT20 4.9
231-57-014 FMR-100RD20 100 32 80 10 14.4 50 5 RDKW..1606 L60M6x18 WT25 18
231-57-015 FMR-125RD20 125 40 105 10 16.4 63 5 RDKW..1606  L60M6x18 WT25 3if
231-57-016 FMR-160RD20 160 40 140 10 16.4 63 ] RDKW..1606 L60M6x18 WT25 4.9

Insert not included

SOLID CARBIDE INSERT RDKW

Size(mm)

230-57-103 RDKW1204MO-EM Steel EP2220 4.76 15°
230-57-104 RDKW1606MO-EM Steel EP2220 1 6 6.35 158 5.56
230-57-105 RDKW2006MO-EM Steel EP2220 20 6.35 15° 6.55
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INDEXABLE FACE MILLS & CARBIDE INSERTS

45° INDEXABLE FACE MILLS WITH ALUMINUM ALLOY BODY

Features:

+ Suitable for cutting both non-ferrous material and cast iron.
* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

+ 45° or 90° Lead angle can be exchanged by using different cartridges and inserts.

* Cutter made of ligh alu. alloy and hardened for high speed cutting meanwhile keeping good rigidity and deformation resistance.

« 7 W
| |
Kr=d5 * L )

45N

dc

Size (mm) Max.speed | Weight
Order No. Cartridge Insert il .
-ﬂﬂ- i || TS
232-56-007 FMM-80AL-45 124 SSSER16CA-12AL SE..1204.. 6000 0.9
232-56-008 FMM-100AL-45 100 32 6.5 144 63 SSSER16CA-12AL SE..1204.. 4800 1
232-56-009 FMM-125AL-45 125 40 65 164 63 SSSER16CA-12AL  SE..1204.. 3800 19
232-56-010 FMM-160AL-45 160 40 6.5 16.4 63 SSSER16CA-12AL SE..1204.. 3000 27
232-56-011 FMM-200AL-45 200 60 65 257 63 10 SSSER16CA-12AL  SE..1204.. 2400 46
232-56-012 FMM-250AL-45 250 60 6.5 257 63 12 SSSER16CA-12AL SE..1204.. 2000 T
232-56-013 FMM-315AL-45 315 60 6.5 257 63 14 SSSER16CA-12AL SE..1204.. 1500 10.2
Insert notincluded
Recommended cutting data:
Medium cuting
Application Surface speed | Feed per tooth Cutting depth Surface speed | Feed per tooth Cutting depth
Ve(m/min) fz(mm) ap(mm) Vec(m/min) fz(mm) ap(mm)
Steel 280-150 0.05-0.15 0.1-0.5 2 2 8
Stainless Steel <2000 0.05-0.15 0.1-0.5 <2000 0.15-0.25 0.1-2.0
Cast iron <1200 0.05-0.15 0.1-0.5 <1200 0.05-0.25 0.1-1.0
Non ferrous metal <2000 0.05-0.10 0.1-0.5 <2000 0.05-0.25 0.1-0.5
High temperature alloy - - - - - -
Spare part
Cartridge Screw Hex wrench Screw Screw Torx wrench
SSSER16CA-12AL MS06025 S5 AS06019 C050A128 WT20
'I"_‘b
-
-EM & -AL

»
s Ml S S B N B
230-56-104 SEMT1204AFN-EM Cast iron EP3215 127 12:7 476 0°
230-56-105 SEGT1204AFN-AL Non ferrous metal EW5220 1257 1P 476 20“ 5.4 2.1 0.2
230-56-106 SEGW1204AFN-PCD Non ferrous metal PCD 12:7 12.7 476 20° 54 2.1 0.2
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INDEXABLE FACE MILLS & CARBIDE INSERTS

90° INDEXABLE FACE MILLS WITH ALUMINUM ALLOY BODY

Features:

+ Suitable for cutting both non-ferrous material and cast iron.

* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

+ 45° or 90° Lead angle can be exchanged by using different cartridges and inserts.
* Cutter made of ligh alu. alloy and hardened for high speed cutting meanwhile keeping good rigidity and deformation resistance.

dm
B
|-_
i l_ -y
—
@ ©
dc
Size (mm) . Max.speed| Weight
Order No. Model J Cartridge Insert
RPM
232-58-001 FMM-80AL-90 124 4 STGER16CA-16AL TEHW16T3PER 4000 09
232-58-002 FMM-100AL-80 1 DU 32 1 2 14.4 63 5 STGER16CA-16AL TEHW16T3PER 3200 1.0
232-58-003 FMM-125AL-90 125 40 12 16.4 63 6 STGER16CA-16AL TEHW16T3PER 2500 19
232-58-004 FMM-160AL-90 160 40 12 16.4 63 8 STGER16CA-16AL TEHW16T3PER 2000 247
232-58-005 FMM-200AL-90 200 60 12 257 63 10 STGER16CA-16AL TEHW16T3PER 1600 46
232-58-006 FMM-250AL-90 250 60 12 25.7 63 12 STGER16CA-16AL TEHW16T3PER 1300 7.2
232-58-007 FMM-315AL-90 315 60 12 25.7 63 14 STGER16CA-16AL TEHW16T3PER 1000 10.2
Insert not included
Recommended cutting data:
Finish cutting Medium cutting
Application Surface speed | Feed pertooth | Cuttingdepth | Surface speed | Feed pertooth | Cutting depth
Ve(m/min) fz(mm) ap(mm) Ve(m/min) fz(mm) ap(mm)
Steel 280-150 0.05-0.15 0.1-05 - - -
Stainless Steel <2000 0.05-0.15 0.1-0.5 <2000 0.15-0.25 0.1-2.0
Castiron <1200 0.05-0.15 0.1-0.5 <1200 0.05-0.25 0.1-1.0
Non ferrous metal <2000 0.05-0.10 0.1-0.5 <2000 0.05-0.25 0.1-0.5
High temperature alloy b . g - . “
Spare part
Cartridge Screw Hex wrench Screw Screw Torx wrench
STGER16CA-16AL MS06025 S5 AS06019 C035A08S WT15

SOLID CARBIDE INSERT TEHW

wb’_i.\

Size (mm)

230-58-101 TEHW16T3PER Non ferrous metal and Cast iron EW5215 9.525 3.97
230-58-102 TEHW16T3PER-PCD Non ferrous metal PCD 9.525 3.97 20° 20° 4.4
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INDEXABLE END MILLS & CARBIDE INSERTS

90° INDEXABLE END MILLS FOR APMT1135 INSERT

Features: . ( 4
* Radial and Axial run-out less than 0.02mm. 1‘.
* Inserts to be hold by swiss SFS high strength screws. Kecb* L L
* Made of quality alloy steel and hardness HRC45-HRC48.
* For face milling to large depths,as well as slotting.
) o
] S o e e E e | RS e 3
el
| 2| a
L1 L
L L

with Cylinder Shank with Weldon Shank

Order No. Model Srze[mm‘p

_ No.of Torx
Insert Screw

241-59-001  241-59-002 EM90-12AP11  EM90-12AP11.C 1 APMT1135.. CO25A07S 0.1
241-59-003  241-59-004 EM30-14AP11  EM90-14AP11.C 14 16 11 25 80 1 APMT1135.. CO025A07S FT? 0.1
241-59-005  241-59-006 EM90-16AP11 ~ EM90-16AP11.C 16 16 1 30 80 2 APMT1135.. CO25A07S FT7 0.1
241-59-007  241-59-008 EM90-20AP11  EM90-20AP11.C 20 20 il 30 90 2 APMT1135.. CO25A07S FT7 0.4
241-59-009  241-59-010 EM90-25AP11  EM90-25AP11.C 25 25 " 30 100 3 APMT1135.. C025A07S FT7 0.5
241-59-011  241-59-012 EM90-30AP11  EM90-30AP11.C 30 25 " 30 100 3 APMT1135.. CO25A07S FT7 0.5
241-59-013  241-59-014 EM90-32AP11  EM90-32AP11.C 32 32 " 30 110 4 APMT1135.. CO25A07S FT7 0.7
241-59-015  241-59-016 EM90-40AP11  EM90-40AP11.C 40 32 " 30 110 5 APMT1135.. C025A07S FT7 08
241-59-017  241-59-018  EMO0-16AP11L150 EM90-16AP11L150.C 16 16 " 30 150 2 APMT1135.. CO25A07S FT7 0.2
241-59-019  241-59-020 EM90-20AP11L150 EM90-20AP11L150C 20 20 1 30 150 2 APMT1135.. C025A07S FT7 0.4
241-59-021  241-59-022 EM90-25AP11L165 EM90-25AP11L165.C 25 25 1" 30 165 3 APMT1135.. CO25A07S FT7 0.6
241-59-023  241-59-024  EM90-25AP11L200 EM90-25AP11L200C 25 25 " 30 200 3 APMT1135.. C025A07S FT7 0.8
241-59-025  241-59-026  EM90-30AP11L200 EM90-30AP11L200C 30 25 " 30 200 3 APMT1135.. CO25A07S FT7 0.9
241-59-027  241-59-028 EMO0-32AP11L200 EM90-32AP11L200C 32 32 " 30 200 4 APMT1135.. CO25A07S FT7 13
241-59-029  241-50-030 EM90-32AP11L250 EM90-32AP11L250.C 32 32 " 30 250 4 APMT1135.. C025A07S FT7 16
241-59-031  241-59-032 EM90-32AP11L300 EM90-32AP11L300.C 32 32 1" 30 300 4 APMT1135.. CO25A07S FT7 19
241-59-033  241-59-034  EM90-40AP11L200 EM90-40AP11L200.C 40 32 " 35 200 5 APMT1135.. CO25A07S FT7 14

Insert not included

Recommended cutting data:
Medium cutting Rough cutting

| Finshoufing | Medumang | Roughaing
Application Surface speed | Feed per tooth | Cutting depth | Surface speed | Feed per tooth | Cutting depth | Surface speed | Feed per tooth | Cutting depth
Ve(m/min) fz(mm) ap(mm) | Vc(m/min) fz(mm) ap[mmj Ve(m/min) fz(mm) ap(mm)

Steel 300-100 0.05-0.10 0.1-2.0 250-120 0.1-0.25 160-100 0.15-0.30 4-8
Stainless Steel 230-120 0.05-0.10 0.1-2.0 120-60 0.1-0.25 2-4 100-60 0.15-0.30 4-8
Cast iron 300-110 0.05-0.10 0.1-2.0 250-110 0.1-0.25 24 140-100 0.15-0.30 4-8

Non ferrous metal 2 2 = 2 = 3 2 = #

High temperature alloy 5 - 2 : & z 5 5 i

SOLID CARBIDE INSERT APMT1135 -
1 'di} s é
-EM

P R A

|
230-59-101 APMT1135PDER-EM Steel EP2220 6.16 11 112
230-59-102 APMT1135PDER-EM Cast iron EP3215 6.16 11 3.5 i B 2.8 1 .3 0,8
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INDEXABLE END MILLS & CARBIDE INSERTS

90° INDEXABLE END MILLS FOR APMT1604 INSERT

Features: . ( 4
* Radial and Axial run-out less than 0.02mm. ‘_\_
* Inserts to be hold by swiss SFS high strength screws. Kre00 L L
* Made of quality alloy steel and hardness HRC45-HRC48.
* Special strength design for rough cutting.
) )
) 5 il | P P PR e | E =) ekl | AT AR .{E:D. =
= @ T, g ) L\ .E
B2 a
L1 Bt
L E

with Cylinder Shank with Weldon Shank

Standard Size

Size(mm

Weight
(Kg)

I T
I ] I N 3 1 I

Order No. Model
241-59-035  241-59-036  EM90-16AP16M EM90-16AP16M.C
241-59-037  241-59-038  EM90-20AP16M  EM90-20AP16M.C 20
241-59-039  241-59-040 EM90-25AP16M EM90-25AP16M.C 25
241-59-041  241-59-042  EM90-32AP16M EM90-32AP16M.C 32
241-59-043  241-59-044  EM90-40AP16M EM90-40AP16M.C 40

20
25
32
32

APMT1604..
30 90 APMT1604..
30 100 APMT1604..
40 110 APMT1604..
40 110 APMT1604..

Torx
Insert Screw
wrench

C040A09S
C040A09S
C040A09S
C040A09S
C040A09S

T15
T15
TS
T15
T15

Long length size

Insert Screw
n-
241-59-045  241-59-046 EM90-25AP16ML165 EM90-25AP16ML165.C 165 APMT1604. CO40A09S8  T15
241-59-047  241-59-048 EM90-25AP16ML200 EM90-25AP16ML200.C 25 25 ‘14 40 200 2 APMT1604. CO40A09S T15
241-59-049  241-59-050 EM90-30AP16ML200 EM90-30AP16ML200.C 30 25 14 40 200 2 APMT1604. C040A09S T15
241-59-051  241-59-052 EM90-32AP16ML200 EM90-32AP16ML200.C 32 32 14 40 200 4] APMT1604. C040A095 T15
241-59-053  241-59-054 EMO90-32AP16ML250 EM90-32AP16ML250.C 32 32 14 40 250 3 APMT1604. CO40A09S T15
241-59-055  241-59-056 EMO90-32AP16ML300 EM90-32AP16ML300.C 32 32 14 40 300 il APMT1604. CO40A00S8  T15
241-59-057  241-59-058 EMO90-35AP16ML200 EM90-35AP16ML200.C 35 32 14 40 200 3 APMT1604. C040A09S T15
241-59-059  241-59-060 EM90-35AP16ML250 EM90-35AP16ML250.C 35 32 14 40 250 4] APMT1604. CO40A09S T15
241-59-061  241-59-062 EM90-35AP16ML300 EM90-35AP16ML300.C 35 32 14 40 300 3 APMT1604. CO40A09S8  T15
241-59-063  241-59-064 EMO90-40AP16ML200 EM90-40AP16ML200.C 40 32 14 40 200 4 APMT1604. CO40A09S T15
Insert notincluded
Recommended cutting data:
| Finishcuttng |
Application Surface speed Feed per looth Cutting depth Surface spped Feed per tooth Cullmg depth qurface qpeed Feed per taoth Cu{tmg depth
Steel 300-100 0. 05-0 10 01 2.0 250-120 0.1 025 160-100 015 0.30 8 15
Stainless Steel 230-120 0.05-0.10 0.1-2.0 120-60 0.1-0.25 2-8 100-60 0.15-0.30 412
Cast iron 300-110 0.05-0.10 0.1-2.0 250-110 0.1-0.25 2-8 140-100 0.15-0.30 4-15

Non ferrous metal " - . - - - g 7 Z
High temperature alloy - - - = T = 2 o z

SOLID CARBIDE INSERT APMT1604
Q] =

IR

@.

»
230-59-103 APMT1604 PDER-EM Steel EP2220 9,525 4,76 i o
230-59-104 APMT1604 PDER-EM Castiron EP3215 9.525 16 476 112 4.4 0.9 0.8
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INDEXABLE END MILLS & CARBIDE INSERTS

45° INDEXABLE END MILLS FOR SPMT0903 INSERT
Features: d 5 ¢ 3
* Radial and Axial run-out less than 0.02mm. Dﬂ ] Kr ( /4 M ]i(

* Inserts to be hold by swiss SFS high strength screws. DIN 18358 Kr=d5 L L

e v -
* Made of quality alloy steel and hardness HRC45-HRC48.
* Used for both of milling and countersinking.

T
1
|
|
i
|
;
dm

L
Order No. Model No.of teeth Insert Screw Torx wrench
oo T [ o [0 [
241-60-001 EM45-10SF09 10 16 5 40 92 1 SPMT0903..  CO30A07S
241-60-002 EM45-12SP09 12 20 2 40 104 1 SPMT0903..  CO030A07S
241-60-003 EM45-16SP09 16 20 5 40 121 1 SPMT0903..  CO030A07S
241-60-004 EM45-20SP09 20 25 5 40 133 2 SPMT0903..  CO030A07S
241-60-005 EM45-255P09 25 32 5 40 152 2 SPMT0903..  CO030A07S
241-60-006 EM45-32SF09 32 32 3 40 165 g SPMT0903.. CO30A07S

Insert not included

Recommended cutting data:

[ Finishcutting | Medium cutting Rough cutting
Application Surface speed | Feed per tooth | Cutting depth | Surface speed Fped per tooth | Cutting depth | Surface speed | Feed per footh | Cutting depth
Ve(m/min) fz(mm) ap(mm) | Vc(m/min) fz(mm) ap(mm) | Vc(m/min) fz(mm) ap(mm)

Steel 250-80 0.05-0.10 0.1-1.0 200-70 0.10-0.25 10-2.5 150-55 0.20-0.35 <4
Stainless Steel 190-70 0.05-0.10 0.1-1.0 150-40 0.10-0.25 1.0-25 = = 7
Castiron = = = = = = = = 3
Non ferrous metal 5 5 E 2 5 - = = 5

High temperature alloy z : - - - - - - ;

SOLID CARBIDE INSERT SPMTO0903

J
s
z

Size (mm)

230-60-101 SPMTO090308EN-EM Steel EP2220 9.525
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INDEXABLE END MILLS & CARBIDE INSERTS

INDEXABLE END MILLS FOR ROUND INSERT RDKW

' A
Features: J
« Radial and Axial run-out less than 0.02mm. \_ r
r
* Inserts to be hold by swiss SFS high strength screws. \_ J

* Made of quality alloy steel and hardness HRC45-HRC48.
* Especial suitable for cutting of Circular and Curved surface.

9 A ____I»— ——————————— - E ) | ____|,_ _____ 'E:B L
% @\a i 22 (@ -\a o
L1 L1
L L
with Cylinder Shank with Weldon Shank

nsert crew
n-

241-57-001  241-57-002 EMR-12RD08 EMR-12RD08.C 1 RDKWO0803.. CO30A07S 0.1
241-57-003  241-57-004 EMR-14RD08 EMR-14RD08.C 14 16 8 30 100 1 RDKW0803.. C030A08S T10 0.1
241-57-005  241-57-006 EMR-16RD08 EMR-16RD08.C 16 16 8 30 100 2 RDKW0803.. CO30A09S TN 0.2
241-57-007  241-57-008 EMR-20RD08 EMR-20RD08.C 20 20 8 30 120 2 RDKWO0803.. CO30A10S  T12 0.2
241-57-009  241-57-010 EMR-25RD10 EMR-25RD10.C 25 25 10 40 120 2 RDKW10T3.. CO30A08S  T15 0.5
241-57-011  241-57-012 EMR-30RD10 EMR-30RD10.C 30 25 10 40 133 2 RDKW10T3.. CO30A09S  T16 0.7
241-57-013  241-57-014 EMR-32RD10 EMR-32RD10.C 32 32 10 40 133 2 RDKW10T3.. CO30A10S  T17 0.8
241-57-015  241-57-016 EMR-40RD10 EMR-40RD10.C 40 32 10 40 152 3 RDKW10T3.. CO30A11S  T18 1.0
241-57-017  241-57-018 EMR-50RD10 EMR-50RD10.C 50 32 10 40 165 3 RDKW10T3.. CO30A128  T19 1.1
241-57-019  241-57-020 EMR-32RD12 EMR-32RD12.C 32 32 12 40 133 2 RDKW1204.. CO40A09S  T15 0.9
241-57-021  241-57-022 EMR40RD12 EMR40RD12.C 40 32 12 40 152 3 RDKW1204.. CO40A09S  T15 1.0
241-57-023  241-57-024 EMR-16RD08L150 EMR-16RD08L150.C 16 16 8 30 150 2 RDKW0803.. CO30A07S ™ 0.3
241-57-025  241-57-026 EMR-20RDO8L160 EMR-20RDOBL160.C 20 20 8 30 160 2 RDKW0803.. CO30A07S T9 0.4
241-57-027  241-57-028 EMR-25RD10L200 EMR-25RD10L200.C 25 25 10 40 200 2 RDKW10T3.. CO35A088  T15 0.8
241-57-029  241-57-030 EMR-25RD10L250 EMR-25RD10L250.C 25 25 10 40 250 2 RDKW10T3.. CO35A08S  T15 1.0
241-57-031  241-57-032 EMR-30RD10L200 EMR-30RD10L200.C 30 25 10 40 200 2 RDKW10T3.. CO35A085  T15 09
241-57-033  241-57-034 EMR-30RD10L250 EMR-30RD10L250.C 30 25 10 40 250 2 RDKW10T3.. CO35A088  T15 14
241-57-035 241-57-036 EMR-32RD10L250 EMR-32RD10L250.C 32 32 10 40 250 2 RDKW10T3.. CO35A08S  T15 15
241-57-037  241-57-038 EMR-32RD10L300 EMR-32RD10L300.C 32 32 10 40 300 2 RDKW10T3.. C035A088  T15 1.9
241-57-039  241-57-040 EMR-35RD10L200 EMR-35RD10L200.C 35 32 10 40 200 3 RDKW10T3.. CO35A08S8  T15 13
241-57-041  241-57-042 EMR-35RD10L250 EMR-35RD10L250.C 35 32 10 40 250 3 RDKW10T3.. CO35A085  T15 1.6
241-57-043  241-57-044 EMR-40RD10L250 EMR-40RD10L250.C 40 32 10 40 250 3 RDKW10T3.. CO35A088  T15 1.7
241-57-045 241-57-046 EMR40RD10L300 EMR40RD10L300.C 40 32 10 40 300 3 RDKW10T3.. CO35A08S  T15 2.0

Insert not included

Recommended cutting data:

Application Surface speed | Feed per tooth | Cutting depth | Surface speed | Feed per tooth | Cutting depth | Surface speed | Feed per tooth | Cutting depth
i
Steel 150-80 0.05-0.10 1.5-2.0 120-80 0.15-0.35 2530 100-60 0.1-0.2 <d1/2
Stainless Steel 100-90 0.05-0.10 1520 80-70 0.15-0.35 25-3.0 80-60 0.1-0.2 <d1/2
Cast iron 150-100 0.05-0.10 1.5-2.0 120-90 0.15-0.35 2.53.0 90-60 0.1-0.2 <d1/2

Non ferrous metal i = - - - E 2 E E
High temperature alloy - - - - 3 g z E p

Solid carbide insert rdkw ;I: ,
“T/\,F_‘ e EM
. ) :
Order No. Model Application Grade
230-57-101 RDKW0B03MO-EM Steel EP2220 8 3.18 15° 3.4
230-57-102 RDKW10T3MO-EM Steel EP2220 10 397 16° 44
230-57-103 RDKW1204MO-EM Steel EP2220 12.0 4.76 15° 44
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INDEXABLE SIDE MILLING CUTTERS & CARBIDE INSERTS

INDEXABLE SIDE MILLING CUTTERS FOR SNCQ INSERT

Features:

* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

* Made of quality alloy steel and hardness HRC45-HRC48.

* High precision for quality surface.
T
Order No. No.of Insert Screw o
| do [ ot fan| P | B [b e R
80 38 22 12 6 6

251-61-001 4*2  SNCQ123503N ST4073-91F WT15
251-61-003 100 45 27 12 7 52  SNCQ123503N ST4073-91F WT15
251-61-005 125 55 40 12 10 6*2  SNCQ123503N ST4073-91F WT15
251-61-007 160 55 40 12 10 8*2  SNCQ123503N ST4073-91F WT15
251-61-009 200 69 50 12 12 9*2  SNCQ123503N ST4073-91F WT15
251-61-011 250 69 50 12 12 12*2 SNCQ123503N ST4073-91F WT15
251-61-013 80 38 22 12 6 4*2  SNCQ120403N ST409-91F WT15
251-61-015 100 45 | 27 12 7 52  SNCQ120403N ST409-91F WT15
251-61-017 125 55 40 12 10 62  SNCQ120403N ST409-91F WT15
251-61-019 160 &5 40 12 10 82 SNCQ120403N ST409-91F WT15
251-61-021 200 69 50 12 12 9*2  SNCQ120403N ST409-91F WT15
251-61-023 250 69 50 12 12 12*2  SNCQ120403N ST409-91F WT15
251-61-025 80 38 22 12 6 4*2  SNCQ124503N  ST409-91F WT15
251-61-027 008 A5 EOT 12 7 52  SNCQ124503N ST409-91F WT15
251-61-029 126 55 40 12 10 6'2  SNCQ124503N ST409-91F WT15
251-61-031 160 55 40 12 10 8*2 SNCQ124503N ST409-91F WT15
251-61-033 200 69 50 12 12 9*2  SNCQ124503N ST409-91F WT15
251-61-035 250 69 50 12 12 12'2  SNCQ124503N ST409-91F WT15
251-61-037 100 45 27 12 7 5*2  SNCQ120503N ST409-91F WT15
251-61-039 1250 B BS540 12 10 6*2  SNCQ120503N ST409-91F WT15
251-61-041 160 55 40 12 10 82  SNCQ120503N ST409-91F WT15
251-61-043 200 69 50 12 12 g9*2  SNCQ120503N ST409-91F WT15
251-61-045 250 69 50 12 12 12*2  SNCQ120503N ST409-91F WT15
Insert notincluded

B
el
3l
|
i

[T=TN {= < == T = I = - - - T = - - - T = - = - I I I B R = R - - T - T - Y = ]

Recommended cutting data:

Medium cutting Rough cutting
Application Surface speed | Feed per tooth Cutting depth Surface speed | Feed per tooth Cutting depth
Ve(m/min) fz(mm) ap(mm) Ve(m/min) fz{mm) ap(mm)
<o

Steel 200-100 0.05-0.12 < o 120-60 0.15-0.2
Stainless Steel " n = = 3 5
Cast iron 180-80 0.05-0.15 <a 150-80 0.15-0.2 <a
Non ferrous metal <2000 0.1-0.15 <o <2000 0.15-0.2 <

High temperature alloy E - - g 5 =

SOLID CARBIDE INSERT SNCQ

57 F e

a/ 7 gl

Order No. Model For cutting width Application Grade
I I
35

230-61-101 SNCQ123503N 6-7mm Steel EP2220 127 4.5
230-61-102 SNCQ120403N 7-8mm Steel EP2220 4 12.7 45
230-61-103 SNCQ124503N 8-9mm Steel EP2220 45 127 45
230-61-104 SNCQ120503N 9-10mm Steel EP2220 3 12.7 45
230-61-105 SNCQ123503N B6-7mm Cast iron EP3215 35 12.7 45
230-61-106 SNCQ120403N 7-8mm Cast iron EP3215 4 12.7 4.5
230-61-107 SNCQ124503N 8-9mm Castiron EP3215 45 127 45
230-61-108 SNCQ120503N 9-10mm Cast iron EF3215 1 12.7 4.5
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INDEXABLE SIDE MILLING CUTTERS & CARBIDE INSERTS

INDEXABLE SIDE MILLING CUTTERS FOR SNCQ INSERT

Features:

* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

* Made of quality alloy steel and hardness HRC45-HRC48.
* High precision for quality surface.

Size(mm)
Order No. Insert Screw

251-61-002 10.4 SNCQ123503N ST4073-91F WT15

251-61-004 80 42 22 50 6 104 4‘2 SNCQ123503N ST4073-91F WT15
251-61-006 100 60 27 50 6 124 52 SNCQ123503N ST4073-91F WT15
251-61-008 125 78 32 50 6 144 62 SNCQ123503N ST4073-91F WT15
251-61-010 160 89 40 50 6 164 8'2 SNCQ123503N ST4073-91F WT15
251-61-012 bl 42 |2 50 7 104 32 SNCQ120403N ST409-91F WT15
251-61-014 80 42 22 5 7 104 472 SNCQ120403N ST409-91F WT15
251-61-016 100 60 27 50 7 124 52 SNCQ120403N ST409-91F WT15
251-61-018 1256 78 32 50 7 144 6°2 SNCQ120403N ST409-91F WT15
B 251-61-020 160 89 40 50 7 164 82 SNCQ120403N ST409-91F WT15
5 251-61-022 63 42 22 50 8 104 32 SNCQ124503N ST409-91F WT15
5 251-61-024 80 42 22 50 8 104 42 SNCQ124503N ST409-91F WT15
% 251-61-026 100 60 27 50 8 124 52 SNCQ124503N ST409-91F WT15
,‘: - 251-61-028 1256 78 32 50 8 144 62 SNCQ124503N ST409-91F WT15
5 251-61-030 160 89 40 50 8 164 872 SNCQ124503N ST409-91F WT15
i 251-61-032 100 60 27 50 8 124 52 SNCQ120503N ST409-91F WT15
251-61-034 125 78 40 50 8 144 62 SNCQ120503N ST409-91F WT15
251-61-036 160 89 40 50 8 164 82 SNCQ120503N ST409-91F WT15
Insert not included
Recommended cutting data:
Application Surface speed | Feed per tooth Cumng depth Surface speed | Feed pertooth | Cuiting depth
Steel 200-100 0.05-0. 12 120-60 0.15-0.2 <a
Stainless Steel E = 3 = = =
Cast iron 180-80 0.05-0.15 <a 150-80 0.15-0.2 a
Non ferrous metal <2000 0.1-0.15 =l <2000 0.15-0.2 <a
High temperature alloy = = 2 = & =
SOLID CARBIDE INSERT SNCQ
R0.3 RO.3

W e

Order No. Model For cutting width Application Grade -n“

230-61-101 SNCQ123503N 6-7mm Steel EP2220 127

230-61-102 SNCQ120403N 7-8mm Steel EP2220 4 12.7 4.5
230-61-103 SNCQ124503N 8-9mm Steel EP2220 45 127 45
230-61-104 SNCQ120503N 9-10mm Steel EP2220 3 12.7 45
230-61-105 SNCQ123503N B6-7mm Cast iron EP3215 35 12.7 45
230-61-106 SNCQ120403N 7-8mm Cast iron EP3215 4 12.7 4.5
230-61-107 SNCQ124503N 8-9mm Cast iron EP3215 45 127 45
230-61-108 SNCQ120503N 9-10mm Cast iron EF3215 1 12.7 4.5
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INDEXABLE SIDE MILLING CUTTERS & CARBIDE INSERTS

INDEXABLE SIDE MILLING CUTTERS FOR LNCT INSERT

Features:
* Radial and Axial run-out less than 0.02mm. * Made of quality alloy steel and hardness HRC45-HRC48.
* Inserts to be hold by swiss SFS high strength screws. * High precision for quality surface.

SPe mm} Torx
Order No. ﬂﬂﬂ No.of teeth Insert Screw ek

251-62-001 100 46 LNCT070408N  CO30A07S

251-62-003 125 55 40 1 6 1 0 1 0 5*2 LNCT070408N  C030A08S WT9
251-62-005 160 55 40 16 10 10 62 LNCTO70408N  CO30A09S  WT9
251-62-007 200 69 50 16 10 12 T2 LNCT070408N  CO30A10S  WT9
251-62-009 100 46 32 18 12 8 472 LNCTO90408N  CO35A085 WT15
251-62-011 125 85 40 18 12 10 52 LNCT090408N ~ CO35A08S WT15
251-62-013 160 55 40 18 12 10 62 LNCT090408N  C035A08S WT15
251-62-015 200 =60 a8 S8 B2 N2 72 LNCTO90408N  CO35A085 WT15
2561-62-017 250 69 50 18 12 12 82 LNCT090408N  CO35A085 WT15
251-62-019 1257 50 R40N F24 8 B16 B0 572 LNCT120508N  C035A09S WT15
251-62-021 160 55 40 24 16 10 62 LNCT120508N  CO35A00S WT15
251-62-023 200 69 50 24 16 12 72 LNCT120508N  CO035A09S WT15
251-62-025 250 69 50 24 12 12 82 LNCT120508N  C035A09S WT15

Size(mm) Torx
Order No. No.of teeth Insert Screw
IHHII kel
251-62-002 104 4*2 LNCTO70408N  CO30A07S  WT9

251-62-004 100 60 27 50 1[) 124 5*2 LNCTO70408N  CO30A07S  WT9
251-62-006 126 78 32 50 10 144 62 LNCTO70408N  CO30A07S  WT9
251-62-008 160 89 40 50 10 164 i LNCTO70408N  CO30A07S  WT9
251-62-010 100 60 27 50 12 124 52 LNCT090408N  CO035A088 WT15
251-62-012 1200 i Ae BN BA0 120 BT 6*2 LNCT090408N  CO35A085 WT15
251-62-014 160 89 40 50 12 164 ™2 LNCT090408N  CO35A08S WT15
(f @\ . 251-62-016 200 89 40 50 12 164 82 LNCT090408N  CO35A08S WT15

251-62-018 125 78 32 50 16 144 5*2 LNCT120508N  CO040A09S WT15
251-62-020 160 89 40 50 16 164 6*2 LNCT120508N  C040A09S WT15
251-62-022 200 89 40 50 16 164 72 LNCT120508N  CO40A09S WT15
- - 251-62-024 2501128 B0 [ 50 18 257 82 LNCT120508N  CO40A09S WT15
Insert not included

N

Recommended cutting data:

Rough cutting
Application Surface speed | Feed per tooth Cutting depth Surface speed | Feed per tooth Cutting depth
Ve(m/min) ap(mm) (m/min) fz(mm) ap(mm)
Steel 200-100 0.05-0.12 <a 120-60 0.15-0.2 <a
Stainless Steel = = = = = =
Cast iron 180-80 0.05-0.15 <a 150-80 0.15-0.2 <a
Non ferrous metal <2000 0.1-0.15 <o <2000 0.15-0.2 <a

High temperature alloy e - - = N .

SOLID CARBIDE INSERT LNCT 1 5]

Order No. Model For cutting width Application Grade -
s -ll-

230-62-101 LNCTO070408N 9-13.5 Steel EP2220 4.76 9.525
230-62-102 LNCTO090408N 11-16 Steel EP2220 4.76 9.525 9.525 5.3
230-62-103 LNCT120508N 15-22 Steel EP2220 5.56 12.7 1.5 6
230-62-104 LNCTO070408N 9-13.5 Castiron EP3215 476 7.94 9.525 4.7
230-62-105 LNCT030408N 11-16 Cast iron EP3215 4.76 9.525 9.525 5.8
230-62-106 LNCT120508N 15-22 Castiron EP3215 5.56 12.7 11.5 6
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INDEXABLE SIDE MILLING CUTTERS & CARBIDE INSERTS

INDEXABLE SIDE MILLING CUTTERS FORCNCQ INSERT

Features:

* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

* Made of quality alloy steel and hardness HRC45-HRC48.
* High precision for quality surface.

S|ze mm)

N Tor,
Order No. et Insert Screw s
BEERDDC o

251-54-001 100 CNCQO905..L CNCQO0905..R  CO40A09S WT15
251-54-003 125 55 40 16 14 10 4'2 CNCQ0905..L CNCQ0905.R  CO40A09S WT15
251-54-005 160 55 40 16 14 10 6°2 CNCQ0905.L CNCQO905.R CO040A09S WT15
251-54-007 200 69 50 16 14 12  7'2 CNCQ0905.L CNCQO905.R CO040A09S WT15
251-54-009 250 69 50 16 14 12 972 CNCQO905.L CNCQO905.R C040A09S WT15
251-54-011 100 46 32 22 20 8 4*2 CNCQ1205..L CNCQ1205.R CO050A12S WT20
251-54-013 125 55 40 22 20 10 4'2 CNCQ1205.L CNCQ1205.R CO50A12S WT20
251-54-015 160 55 40 22 20 10 6°2 CNCQ1205.L CNCQ1205.R CO50A12S WT20
251-54-017 200 69 50 22 20 12 772 CNCQ1205.LCNCQ1205.R CO050A12S WT20
251-54-019 250 69 50 21 20 12 9'2 CNCQ1205.L CNCQ1205.R CO50A12S WT20
251-54-021 125 65 40 27 24 10 4'2 CNCQ1505.L CNCQ15056.R CO50A12S WT20
251-54-023 160 55 40 27 24 10 6'2 CNCQ1505.L CNCQ1505.R CO050A12S WT20
251-54-025 200 69 50 27 24 12 772 CNCQ1505.LCNCQ1505.R CO050A12S WT20
251-54-027 250 69 50 27 24 12 972 CNCQ1505.L CNCQ1505.R CO050A128 WT20

Insert not included

®)

FAEIIEN

d1

Recommended cutting data:

Application Surface speed | Feed per tooth Cuttmg depth | Surface speed | Feed pertooth | Cutting depth
Ve(m/min) Ve(m/min) ap(mm)
Steel 200-100 0. 05 0. 12 120-60 0.15-0.2
Stainless Steel = 3 2 = = 2
Cast iron 180-80 0.05-0.15 <a 150-80 0.15-0.2 <a
Non ferrous metal <2000 0.1-0.15 <o <2000 0.15-0.2 <a

High temperature alloy . - - - - -

SOLID CARBIDE INSERT CNCQ

Size(mm)

Order No. For cutting width Application Grade -“--
230-54-105 CNCQO90504L/R 13.5-18.5mm Steel EP2220 5.56 9.525 44

230-54-106 CNCQO090508L/R 13.5-18.5mm Steel EP2220 5.56 9.525 44 0.8
230-54-107 CNCQ120504L/R 18.5-24mm Steel EP2220 5.56 12.7 55 0.4
230-54-108 CNCQ120508L/R 18.5-24mm Steel EP2220 5.56 127 5.5 08
230-54-109 CNCQ150504L/R 24-30.5mm Steel EP2220 5.56 15.875 5.5 04
230-54-110 CNCQO90504L/R 13.5-18.5mm Castiron EP3215 5.56 9.525 44 04
230-54-111 CNCQO090508L/R 13.5-18.5mm Castiron EP3215 5.56 9.525 44 0.8
230-54-112 CNCQ120504L/R 18.5-24mm Castiron EP3215 5.56 12.7 5.5 0.4
230-54-113 CNCQ120508L/R 18.5-24mm Castiron EP3215 5.56 12.7 55 0.8
230-54-114 CNCQ150504L/R 24-30.5mm Cast iron EP3215 5.56 15.875 5.5 04
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INDEXABLE SIDE MILLING CUTTERS & CARBIDE INSERTS

INDEXABLE SIDE MILLING CUTTERS FORCNCQ INSERT

Features:

* Radial and Axial run-out less than 0.02mm.

* Inserts to be hold by swiss SFS high strength screws.

* Made of quality alloy steel and hardness HRC45-HRC48.

* High precision for quality surface.
Order No. Insert Screw
Elﬂﬂl!

251-54-002 104 CNCQO0905..L CNCQ0905..R C040A09S WT15
251-54-004 100 60 2? 50 14 124 4'2 CNCQO0905..L CNCQ0905..R CO040A09S WT15
251-54-006 125 78 32 50 14 144 4*2 CNCQO905.L CNCQO905.R CO040A09S WT15
251-54-008 160 89 40 50 14 164 6'2 CNCQO0905.L CNCQO905.R COD40A09S WT15
251-54-010 100 60 27 50 20 124 42 CNCQ1205.LCNCQ1205.R CO050A12S WT20
251-54-012 125 78 32 50 20 144 4*2 CNCQ1205.LCNCQ1205.R CO50A12S WT20
251-54-014 160 89 40 50 20 164 6'2 CNCQ1205.LCNCQ1205.R CO050A12S WT20
251-54-016 200 89 40 50 20 164 872 CNCQ1205.LCNCQ1205.R CO050A12S WT20
251-54-018 125 78 32 50 24 144 4*2 CNCQ1505.LCNCQ1505.R CO050A12S WT20
251-54-020 160 89 40 50 24 164 62 CNCQ1505.L CNCQ1505.R CO050A12S WT20
251-54-022 200 89 40 50 24 164 72 CNCQ1505.L CNCQ1505.R CO050A12S WT20
251-54-024 250 129 60 50 24 257 9'2 CNCQ1505.LCNCQ1505.R CO050A12S WT20
Insert not included

Recommended cutting data:

Application Surface speed | Feedpertooth | Cuttingdepth | Surface speed | Feed pertooth | Cutting depth
Ve(m/min) ap(mm) Ve(m/min) ap(mm)
Steel 200-100 0.05-0.12 120-60 0.15-0.2

Stainless Steel = 3 2 = = 2

Cast iron 180-80 0.05-0.15 < 150-80 0.15-0.2 <a

Non ferrous metal <2000 0.1-0.15 <o <2000 0.15-0.2 <a
High temperature alloy = z = - = &

SOLID CARBIDE INSERT CNCQ
s

80° o Q

;
-~
d
Size(mm)
For cutting width Application Grade -“--

230-54-105 CNCQO090504L/IR 13.5-18.5mm Steel EP2220 5.56 9.525 44
230-54-106 CNCQO090508L/IR 13.5-18.5mm Steel EP2220 5.56 9.525 4.4 0,8
230-54-107 CNCQ120504L/R 18.5-24mm Steel EP2220 5.56 12.7 5.5 0.4
230-54-108 CNCQ120508L/R 18.5-24mm Steel EP2220 5.56 12.7 5.5 0.8
230-54-109 CNCQ150504L/IR 24-30.5mm Steel EP2220 5.56 15.875 55 04
230-54-110 CNCQO90504L/R 13.5-18.5mm Cast iron EP3215 5.56 9.525 4.4 0.4
230-54-111 CNCQO090508L/R 13.5-18.5mm Castiron EP3215 5.56 9.525 4.4 08
230-54-112 CNCQ120504L/R 18.5-24mm Cast iron EP3215 5.56 12.7 5.5 04
230-54-113 CNCQ120508L/R 18.5-24mm Castiron EP3215 5.56 12.7 55 0.8
230-54-114 CNCQ150504LIR 24-30.5mm Cast iron EP3215 5.56 15.875 5.5 04
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INDEXABLE HELICAL MILLING CUTTER & CARBIDE INSERTS

INDEXABLE HELICAL MILLING CUTTERS FOR INSERT CNCQ

Features:

* Radial and Axial run-out less than 0.02mm.

* Cost efficient due to 2-side insert with 4 cutting edge.

* Insert to be hold by Swiss SFS high strength screws.

* Made of quality alloy steel and hardness HRC45-HRC48.
* Precison ground insert for better surface.

+ Suitable for roughing to finishing cutting.

Shank e Insert Screw  [Torx wrench
-n- Insert | teeth

231-54-010 BT40-A 100 CNCQO90508NF  C040A11S WT15

JISE339

231-54-011 BT40-A 63 58 100 28 4 CNCQO90508NF  C040A11S WT15
231-54-012 BTS50-A 50 51 125 18 3 CNCQO90508NF  CO40A11S WT15
231-54-013 BT50-A 50 58 140 28 4 CNCQO90508NF  C040A11S WT15
231-54-014  BT50-A 80 80 150 35 5 CNCQ120508NF  C050A12S WT20
Insert not included
Order No.

(7 ises, Insert Screw [Torx wrench
n- Insert | teeth

231-54-015  SK40-A 18 3 CNCQO90508NF  C040A11S WT15

231-54-016 SK40-A 63 58 110 28 4 CNCQO90508NF  C040A11S WT15
231-54-017 SK50-A 50 51 110 18 3 CNCQO90508NF  C040A11S WT15
231-54-018 SK50-A 50 58 125 28 4 CNCQO90508NF  C040A11S WT15
231-54-019 SK50-A 80 80 135 35 5 CNCQ120508NF  C050A12S WT20
Insert notincluded
No.of | No.of

Order No. Shank -n- Screw  |Torx wrenchf

231-54-020  HSK63-A 3 CNCQO90508NF  C040A11S WT15

231-54-021  HSKB3-A 63 58 110 28 4 CNCQO90508NF  C040A11S WT15

231-54-022  HSK100-A 50 51 110 18 3 CNCQO90508NF  CD40A11S WT15

231-54-023 HSK100-A 50 58 125 28 4 CNCQO090508NF  CO40A11S WT15

231-54-024 HSK100-A 80 80 135 35 5 CNCQ120508NF  C050A12S WT20 |

Insert not included f
Recommended cutting data:
Finish cuting
Application Surface speed | Feed per tooth | Cutting depth| Surface speed | Feed per footh | Cutting depth | Surface speed | Feed per loo Cutting depth
e e oo | Vi
Steel - - - 200-100 0.05-0.12 <o 12{)-60 0. 15-0 2
Stainless Steel - - - - - - - - -
Castiron - - - 180-80 0.05-0.15 <o 150-80 0.15-0.2 <a
Non ferrous metal - - - <2000 0.1-0.15 <a <2000 0.15-0.2 <«

High temperature alloy - - - - i i & - m

SOLID CARBIDE INSERT CNCQ
<>

Size(mm)

230-54-101 CNCQO90508NF Steel EP2220 5.56 9.525

230-54-102 CNCQ120508NF Steel EP2220 5.56 127 5,5 0.8
230-54-103 CNCQO90508NF Castiron EP3215 5.56 9.525 4.4 0.8
230-54-104 CNCQ120508NF Castiron EP3215 5.56 12.7 5.5 0.8
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SOLID CARBIDE END MILLS

HIGH PERFORMANCE DOUBLE CORE END MILLS

* Special Double-core design ensure both stable edge for high efficient @ Y[ 2T B
cutting and more space for chip quick moving smoothly. DIN e8 h6 || AF HRC

* Better surface quality due to variable pitch edge reducing vibration. 6527 ssgls'f-l A 45

* Made of micrograin solid carbide and with coating AICTN. = : “ 4 : : : i

* Primary application ISO material group P and K. B

+ Secondary application ISO material group M and S. “ 5 ® AICrN

* Four flute with center cutting and size similar to DIN6527L ¥ ) 45°) :J L 2

ap

8
Order No. e8 Size D1(mm) h6 Shank Dia.D2(mm) | Length of Flute L2(mm) | Overall Length L1(mm) Flute No.
423-03-001 4
423-03-002 4
423-03-003 4
423-03-004 4
423-03-005 4
423-03-006 4
423-03-007 4
423-03-008 20.0 20 38 104 4
Recommended cutting data for side milling:
Workpiece
material [speed [ feed [ speed feed speed feed speed feed
end mill dia. | (min) | (mmimin)| (r/min) (mm/min) | (r/min)
ae 4 mm 9800 1170 7850 5550 550 4750 280
. 5mm 7900 1100 6300 850 4450 530 3820 300
6 mm 6550 1050 5250 840 3700 520 3180 320
& mm 4900 980 3950 790 2780 500 2390 280
10 mm 3950 950 3150 750 2230 450 1910 270
12 mm 3300 850 2620 680 1850 400 1590 250
16 mm 2450 630 1950 500 1390 330 1190 210
20 mm 2000 560 1550 430 110 290 950 190
cutting width ~ ap=150 ap=15D ap=15D ap=1.5D ap=1.5D ap=1.5D ap=1.50  ap=1.5D
and deepth  ae=04D ae=04D ae=04D ae=04D ae=0.2D ae=0.2D ae=020  ae=0.2D
Recommended cutting data for slotting
Worgiece
EICHE] speed feed speed feed speed feed speed feed
4mm 9000 7160 710 4780 380 3980 230
5mm 7200 860 5730 690 3820 380 3180 250
6 mm 6000 840 4780 670 3180 380 2650 260
& mm 4500 810 3580 640 2340 380 1990 200
| / = 10 mm 3600 790 2860 630 1910 340 1590 190
12 mm 3000 720 2390 570 1590 320 1320 180
‘ ae 16 mm 2250 560 1790 450 1190 260 990 160
20 mm 1800 470 1430 370 960 230 790 140
cutting deepth ap=1.00 ap=1.0D ap=1.0D ap=1.(D ap=0.5D ap=0.5D ap=0.5D0  ap=0.5D
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SOLID CARBIDE END MILLS

HIGH PERFORMANCE END MILLS FOR STAINLESS STEEL

* Special geometry design for stainless steel. & )
« With mini corner radius (R=0.3-1.0mm) e8 h6 || 4F AITiN
: : . s A DIN
* Better surface quality due to variable pitch edge reducing vibration.
u6535HA4 . LS v

Made of micrograin solid carbide and with coating AITiN.

Primary application ISO material group M. i 1( )
Secondary application ISO material group S. = ®
4 *
L

Four flute with center cutting and shank according to DIN6535A %

i %_ =
Order No. e8 Size D1(mm) ia.D2( 2(mm) : (mm) ius R(mm) Flute No.
423-22-001 4
423-22-002 4
423-22-003 4
423-22-004 4
423-22-005 4
423-22-006 4
423-22-007 4
423-22-008 4
Recommended cutting data for side milling:
Workpiece
materiall speed feed speed ~ feed speed ~ feed speed feed
4 mm 9200 8?00 1390 5025 5400 400 ae
5 mm 7500 610 6960 1390 100 300 4400 400 =
6 mm 6250 620 5800 1400 3350 300 3680 400
8 mm 4680 630 4400 1300 2550 285 2760 360
10 mm 3715 650 3500 1200 2150 285 2200 320
12 mm 3150 570 3000 1100 1750 265 1850 280 al
16 mm 2350 430 2250 810 1300 190 1380 230 =
20 mm 1900 350 1750 630 1050 170 1050 190
cuttingwidth  ap=10D ap=10D ap=1.0D ap=1.0D ap=05D ap=05D ap=050 ap=0.D
and deepth  ae=045D0 ae=045D ae=0.2D ae=0.2D ae=0.2D ae=0.2D ae=0.2D  ae=0.2D
Recommended cutting data for slotting
Workpiece
material speed feed speed feed speed feed speed feed
end mill dia. | (r/min) (mm/min) (mm/min) (r/min) | (mm/min)
4 mm 9000 1000 6000 560 3900 400 4000 450
5mm 7200 1000 4800 620 3120 380 3250 420
6 mm 6000 1000 4000 640 2600 370 2700 400
8 mm 4600 1000 3000 580 1900 360 2030 330
10 mm 3600 1000 2400 550 1400 300 1600 300 ’ / 2
12 mm 2860 830 2000 450 1150 270 1300 280
16 mm 2100 530 1500 360 880 180 1000 210 ‘ ae
20 mm 1680 450 1200 310 715 160 800 160 e
cutting deepth ap=1.00 ap=1.0D ap=1.0D ap=1.LD ap=0.5D ap=0.5D ap=0.5D  ap=0.5D
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SOLID CARBIDE END MILLS

HIGH PERFORMANCE END MILLS FORALUMINIUM
Features: 4
* Special geometry design for aluminium or Alu. alloy. e Eﬂ .ifgi
pecial geometry desig i 8 3F 2. @/3 &

* Variable pitch edge and different helix flute prevent vibration GEa a1°
for long tool life time and better surface. h

* Made of micrograin solid carbide and without coating.

* Three flute with center cutting and shank according to DIN6535A

* Neck reduced. L:1

TS — (W
*~ Y,

D2

Order N 68 Size D1(mm) Flute Helix h6 Shank | Length of Flute | Overall Length|  Neck dia. Neck length Flute N
[RSURE: dh ute FelX 1 pia .D2(mm) D3(mm) L3(mm) LigNG:
) 39° i

422-00-001 140° 141° 3
422-00-002 39° /40° [41° 3
422-00-003 39° /40° [41° 3
422-00-004 | 39° /40° /41° 3
422-00-005 10.0 39° /40° [41° 3
422-00-006 120 39° /40° J41° 3
422-00-007 16.0 39° 140° /41° 3
422-00-008 20.0 39° /40° /41° 3
Recommended cutting data for side milling: Recommended cutting data for slotting

Workpiece material Aluminium alloy Workpiece material Aluminium alloy
end mill dia. speed (r/min) end mill dia. speed (r/min) feed (mm/min)

4 mm 21450 3200 4 mm 25000 5800
5mm 17160 3000 5mm 20000 5600
6 mm 14300 3000 6 mm 14300 5500
8mm 10700 3000 8mm 10700 4800
10 mm 8600 3000 10 mm 8600 4800
12 mm 7200 3000 12 mm 7200 5000
16 mm 5380 2500 16 mm 5380 4000
20 mm 4300 2200 20 mm 4300 3500
cutting width and deepth ap=1.5D ae=0.4D ap=1.5D ae=0.4D cutting deepth ap=0.6D ap=0.6D

_ji=n]_
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SOLID CARBIDE END MILLS

g ™~ o TR e T ™y
STANDARD SOLID CARBID SLOT DRILL on |53 )( | [Tvee
* Made of micrograin solid carbide and with coating TIAIN 6527 g sglslf-l = N
* Improved coating for general-purpose applications in steel and case iron. ‘ ks £ 2 i
* Two flute with center cutting and size similar to DIN6527 ) e 1( )
HRC .
- 45 TiAIN
i J 3004 o L (2, /
_$_ o L —
a — B ————
Standard Length
Order No. €8 Size D1(mm) h6 Shank Dia .D2(mm) | Length of Flute L2(mm) | Overall Length L1(mm) Flute No.

421-01-001 1.0 3 3 38 2
421-01-002 1.5 3 ] 38 2
421-01-003 2.0 3 6 38 2
421-01-004 25 & 7 38 2
421-01-005 3.0 3 T 38 2
421-01-006 35 4 10 50 2
421-01-007 4.0 4 10 50 2
421-01-008 4.5 5 " 50 2
421-01-009 5.0 5 1" 50 2
421-01-010 5.5 6 13 57 2
421-01-011 6.0 6 13 57 2
421-01-012 7.0 8 16 63 2
421-01-013 8.0 8 19 63 2
421-01-014 9.0 10 16 72 2
421-01-015 10.0 10 22 72 2
421-01-016 12.0 12 26 83 2
421-01-017 14.0 14 26 83 2
421-01-018 16.0 16 32 92 2
421-01-019 18.0 18 32 92 2
421-01-020 20.0 20 38 104 2
421-01-021 25.0 25 38 104 2

Long Length

Order No. Flute No.
421-01-022 3.0 3 15 57 2
421-01-023 4] 4 19 &7 2
421-01-024 40 4 19 57 2
421-01-025 45 il 25 63 2
421-01-026 50 5 25 63 2
421-01-027 5ib 6 25 75 7
421-01-028 6.0 6 25 75 2
421-01-029 8.0 8 30 75 2
421-01-030 10.0 10 35 90 2
421-01-031 12.0 12 45 100 2
421-01-032 14.0 14 45 100 Z
421-01-033 16.0 16 50 100 2
421-01-034 18.0 18 50 100 2
421-01-035 20.0 20 60 120 2
421-01-036 25.0 25 60 120 2

www.harlingentools.com REH]




SOLID CARBIDE END MILLS

STANDARD SOLID CARBID END MILL

* Made of micrograin solid carbide and with coating TiAIN
* Improved coating for general-purpose applications in steel and case iron.

* Four flute with center cutting and size similar to DIN6527

Standard Length

Order No.

423-01-001
423-01-002
423-01-003
423-01-004
423-01-005
423-01-006
423-01-007
423-01-008
423-01-009
423-01-010
423-01-01
423-01-012
423-01-013
423-01-014
423-01-015
423-01-016
423-01-017
423-01-018
423-01-019
423-01-020
423-01-021

L

8 Size D1(mm)

1.0
1143}
20
25
3.0
3.5
40
4.5
50
55
6.0
7.0
8.0
9.0
10.0
12.0
14.0
16.0
18.0
20.0
25.0

h6é Shank

Dia .D2(mm)

00 0O O O LN N B B LW W LW W W

Length of Flute L2(mm)

-~ Oy O W

10
10
"
N
13
13
16
19
16
22
26
26
32
32
38
38

- ~N ™ N
DIN h6 || Type
6527 DIN 4r pr
L ) \ 6535HA ) )l
™ . ™ \
“ HRG TiAIN
-

Overall Length L1(mm)

38
38
38
38
38
50
50
50
50
57
57
63
63
72
72
83
83
92
92
104
104

Flute No.

F N O N G N O T O G O O N O O O G O O O S

# o ISSs

Long Length

Order No.

423-01-022
423-01-023
423-01-024
423-01-025
423-01-026
423-01-027
423-01-028
423-01-029
423-01-030
423-01-031
423-01-032
423-01-033
423-01-034
423-01-035
423-01-036

€8 Size D1(mm)

3.0
35
4.0
4.5
5.0
5.5
6.0
8.0
10.0
12.0
14.0
16.0
18.0
20.0
25.0

h6é Shank

Dia .D2(mm)

L
N o oo AW

ro 58 — =
[0 =T = - T = - Y

Length of Flute L2(mm)

15
19
19
25
25
25
25
30
35
45
45
50
50
60
60

Overall Length L1(mm)

57
57
57
63
63
75
75
75
90
100
100
100
100
120
120

Flute No.

E- T - - R
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SOLID CARBIDE END MILLS

g ™~ o TR e T ™y
SOLID CARBID BALL NOSE SLOTDRILL [ 51| e |[Tvee
* Made of micrograin solid carbide and with coating TIAIN 6527 ssglsl}l_l 5 N
* Improved coating for general-purpose applications in steel and case iron. > - i 2N 7N 4
- Two flute with center cutting and size similar to DIN6527 “ ) - [ HRC B A
- 45 TiAIN

@ 5|

Order No. e8 Size D1(mm) Flute No.

421-11-001 1.0 3 3 38 2
421-11-002 1 g i 38 2
421-11-003 20 3 6 38 2
421-11-004 25 3 7 38 2
421-11-005 3.0 3 7 38 2
421-11-006 a0 4 10 50 2
421-11-007 4.0 4 10 50 2
421-11-008 5.0 5 1 50 2
421-11-009 6.0 6 13 57 2
421-11-010 7.0 8 13 63 2
421-11-011 8.0 8 16 63 2
421-11-012 9.0 10 16 72 2
421-11-013 10.0 10 19 72 2
421-11-014 12.0 12 22 83 2
421-11-015 14.0 14 22 83 2
421-11-016 16.0 16 26 92 2
421-11-017 18.0 18 26 92 2
421-11-018 20.0 20 32 104 2
SOLID CARBID BALL NOSE END MILL ( il & il 1( )
DIN h6 || Type
o , : e8 4F
* Made of micrograin solid carbide and with coating TIAIN 6527 DIN N
\ J x6535HA; \ PN J

* Improved coating for general-purpose applications in steel and case iron.
* Two flute with center cutting and size similar to DIN6527

L1

P

D1
D

Order No. €8 Size D1(mm) h6 Shank Dia .D2(mm) | Length of Flute L2(mm) | Overall Length L1(mm) Flute No.
423-11-001 3.0 3 7 38 4
423-11-002 35 4 10 50 4
423-11-003 4.0 4 10 50 4
423-11-004 5.0 5 " 50 4
423-11-005 6.0 6 13 57 4
423-11-006 7.0 8 13 63 4
423-11-007 8.0 8 16 63 4
423-11-008 9.0 10 16 72 4
423-11-009 10.0 10 19 72 4
423-11-010 12.0 12 22 83 4
423-11-01 14.0 14 22 83 4
423-11-012 16.0 16 26 92 4
423-11-013 18.0 18 26 92 4
423-11-014 20.0 20 32 104 4
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HARLINGEN

DRILLING TOOL

INDEXABLE DRILLING CUTTERS 142,146
-— -
SOLID CARBIDE INSERT FOR DRILL 139,147
SOLID CARBIDE TWIST DRILLS 148
S E—
| (T A —
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DRILLING CUTTER

SPEEDY DRILL WITH QUICK RELEASE CARBIDE CUTTING HEAD

High performance. High productivity. High precision
Features:

* Optimised geometries carbide cutting head for quality surface by drilling of mild steel,alloy steel and cast iron.

+ Self-lock setting system without screws make cutting head can be changed directly from toolholder and no need to take toolholder out from machine.
* Internal coolant for cooling and efficient chip evacuation,result in high speed and smooth cutting as well as extending insert lifetime.

* Right hand cutting
SOLID CARBIDE CUTTING HEAD

+ Made of solid carbide with modern coating and precision ground point for maximum performance and very high feed rates.
* Can be changed very easily even while mounted in the machine due to easy-to-handle quick change coupling.
* High efficient chip evacuation properly for various material due to optimised chip flute..Special surface treatment lead to very high

performance and long lifetime..Standard style with 140° point angle. N
STYLE HAGN
= Universal use for cutting steel and cast iron. 140° = |
* better for cutting depth not more than SD. r

Order N Size D Order N i . GrdorN Size D
e mm) e o | e m)
2 16

HAGN-120 12 7 HAGN-140 14 8.1 HAGN-160 9.3
HAGN-121 12.1 7 HAGN-141 14.1 8.1 HAGN-161 16.1 9.3
HAGN-122 122 7 HAGN-142 14.2 8.1 HAGN-162 16.2 9.3
HAGN-123 123 il HAGN-143 14.3 8.1 HAGN-163 16.3 9.3
HAGN-124 124 7 HAGN-144 14.4 8.1 HAGN-164 16.4 9.3
HAGN-125 125 7 HAGN-145 14.5 8.1 HAGN-165 16.5 9.3
HAGN-126 12.6 7 HAGN-146 14.6 8.1 HAGN-166 16.6 9.3
HAGN-127 12.7 7 HAGN-147 14.7 8.1 HAGN-167 16.7 9.3
HAGN-128 12.8 1 HAGN-148 14.8 8.1 HAGN-168 16.8 9.3
HAGN-129 129 7 HAGN-149 14.9 8.1 HAGN-169 16.9 8.3
HAGN-130 13 7.6 HAGN-150 15 8.7 HAGN-170 17 9.9
HAGN-131 13.1 76 HAGN-151 15.1 8.7 HAGN-171 17.1 89
HAGN-132 13.2 7.6 HAGN-152 15.2 8.7 HAGN-172 17.2 9.9
HAGN-133 133 7.6 HAGN-153 15.3 8.7 HAGN-173 17.3 2 112)
HAGN-134 134 76 HAGN-154 154 8.7 HAGN-174 17.4 9.9
HAGN-135 13.5 76 HAGN-155 15.5 8.7 HAGN-175 17.5 8.9
HAGN-136 13.6 7.6 HAGN-156 15.6 8.7 HAGN-176 17.6 9.9
HAGN-137 137 7.6 HAGN-157 16.7 8.7 HAGN-177 {715 9.9
HAGN-138 13.8 76 HAGN-158 15.8 8.7 HAGN-178 17.8 9.9
HAGN-139 13.9 7.6 HAGN-159 15.9 8.7 HAGN-179 179 9.9

|| Orer eIl =22 Order N Order N

raer NOo. (mm} raer No. (mm) raer No. raer NO.
HAGN-180 18 105 HAGN-200 20 1.6 HAGN-220 127 HAGN-240
HAGN-181 18.1 105 HAGN-201 20.1 1.6 HAGN-221 221 127 HAGN-241
HAGN-82 182 105 HAGN-202 202 116 HAGN-222 22 127 HAGN-242
HAGN-183 18.3 105 HAGN-203 203 1.6 HAGN-223 223 g HAGN-243
HAGN-184 18.4 105 HAGN-204 204 1.6 HAGN-224 224 127 HAGN-244
HAGN-185 18.5 10.5 HAGN-205 205 11.6 HAGN-225 205 127 HAGN-245 245 139
HAGN-186 18.6 105 HAGN-206 206 1.6 HAGN-226 226 12.7 HAGN-246 246 13.9
HAGN-187 18.7 10.5 HAGN-207 207 1.6 HAGN-227 o 127 HAGN-247 247 139
HAGN-188 18.8 105 HAGN-208 20.8 1.6 HAGN-228 228 127 HAGN-248 24.8 139
HAGN-89 189 105 HAGN208 209 116 HAGN-229 229 127 HAGN-249 249 139
HAGN-190 19 11 HAGN-210 21 12.1 HAGN-230 23 13.3 HAGN-250 25 14.5
HAGN-191 19.1 11 HAGN-211 211 12.1 HAGN-231 221 133 HAGN-251 251 145
HAGN-192 19.2 11 HAGN-212 21.2 12.1 HAGN-232 232 133 HAGN-252 252 14.5
HAGN-193 19.3 11 HAGN-213 213 121 HAGN-233 233 133 HAGN-253 253 14.5
HAGN-194 194 11 HAGN-214 214 12.1 HAGN-234 234 133 HAGN-254 254 145
HAGN-195 19.5 11 HAGN-215 2156 12.1 HAGN-235 235 133 HAGN-255 255 14.5
HAGN-9 196 11 HAGN-216 216 121 HAGN-236 236 133 HAGN-25 256 145
HAGN-197 19.7 11 HAGN-217 217 12.1 HAGN-237 237 133 HAGN-257 25.7 145
HAGN-198 19.8 11 HAGN-218 218 121 HAGN-238 238 13.3 HAGN-258 258 14.5
HAGN-199 19.9 11 HAGN-219 21.9 12.1 HAGN-239 23.9 13.3 HAGN-259 259 14.5
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DRILLING CUTTER

SOLID CARBIDE CUTTING HEAD

+ Made of solid carbide with modern coating and precision ground point for maximum performance and very high feed rates.

* Can be changed very easily even while mounted in the machine due to easy-to-handle quick change coupling.

* High efficient chip evacuation properly for various material due to optimised chip flute..Special surface treatment lead to very high
performance and long lifetime..Standard style with 140° point angle.

STYLE HAGC

* Special design for cutting cast iron.
* better for cutting depth not more than 5D

1400 = 3

Order N S0 Order N Order N
rder No. {-mm) rder NO. rder NO.

HAGC-120 12 T HAGC-140 14 8.1 HAGC-160 16 9.3
HAGC-121 121 i HAGC-141 141 8.1 HAGC-161 16.1 93
HAGC-122 12.2 7 HAGC-142 14.2 8.1 HAGC-162 16.2 9.3
HAGC-123 123 i HAGC-143 14.3 8.1 HAGC-163 16.3 93
HAGC-124 124 o HAGC-144 14.4 8.1 HAGC-164 16.4 9.3
HAGC-125 125 7 HAGC-145 145 81 HAGC-165 165 93
HAGC-126 126 T HAGC-146 146 8.1 HAGC-166 16.6 93
HAGC-127 N2 i HAGC-147 14.7 8.1 HAGC-167 16.7 93
HAGC-128 128 7 HAGC-148 148 8.1 HAGC-168 168 93
HAGC-129 12.9 7 HAGC-149 14.9 8.1 HAGC-169 16.9 9.3
HAGC-130 13 76 HAGC-150 15 8.7 HAGC-170 17 99
HAGC-131 131 76 HAGC-151 151 8.7 HAGC-171 17.1 99
HAGC-132 132 76 HAGC-152 152 87 HAGC-172 172 99
HAGC-133 133 76 HAGC-153 15.3 8.7 HAGC-173 13 99
HAGC-134 134 76 HAGC-154 154 8.7 HAGC-174 174 99
HAGC-135 135 7.6 HAGC-155 155 8.7 HAGC-175 bl 99
HAGC-136 136 7.6 HAGC-156 15.6 87 HAGC-176 17.6 99
HAGC-137 137 76 HAGC-157 1867 8.7 HAGC-177 T 99
HAGC-138 13.8 76 HAGC-158 15.8 8.7 HAGC-178 17.8 99
HAGG-139 139 78 HAGG-159 159 87 HAGG-179 179 99

| | |l Order N Order N
raer No. {mm} raer No. (mm} raer No. raer No.
HAGC-180 18 105 HAGC-200 20 116 HAGC-220 HAGC-240
HAGC-181 18.1 105 HAGC-201 201 11.6 HAGC-221 221 127 HAGC-241
HAGCA82 182 105 HAGC202 202 1186 HAGC222 22 127 HAGC-242
HAGC-183 18.3 105 HAGC-203 20.3 11.6 HAGC-223 223 127 HAGC-243
HAGC-184 18.4 105 HAGC-204 204 116 HAGC-224 224 127 HAGC-244
HAGC-185 18.5 10.5 HAGC-205 205 11.6 HAGC-225 225 127 HAGC-245
HAGO186 186 105 HAGO206 208 116 HAGG226 226 127 HAGC-246
HAGC-187 18.7 10.5 HAGC-207 20.7 116 HAGC-227 22 127 HAGC-247
HAGC-188 18.8 105 HAGC-208 208 1.6 HAGC-228 228 127 HAGC-248
HAGGA89 189 105 HAGC203 209 116 HAGC-229 229 127 HAGG-249
HAGC-190 19 11 HAGC-210 21 121 HAGC-230 23 13.3 HAGC-250
HAGC-191 19.1 11 HAGC-211 211 12.1 HAGC-231 231 133 HAGC-251
HAGC-192 19.2 11 HAGC-212 21.2 121 HAGC-232 232 133 HAGC-252 .
HAGC-193 19.3 11 HAGC-213 213 121 HAGC-233 233 133 HAGC-253 253 14.5
HAGC-194 194 11 HAGC-214 214 121 HAGC-234 234 133 HAGC-254 254 145
HAGC-195 19.5 11 HAGC-215 21.5 12.1 HAGC-235 2368 133 HAGC-255 255 145
HAGO9% 196 11 HAGG216 216 121 HAGC23% 236 133 HAGG.256 256 145
HAGC-197 19.7 11 HAGC-217 217 121 HAGC-237 237 133 HAGC-257 257 145
HAGC-198 19.8 11 HAGC-218 218 12.1 HAGC-238 238 13.3 HAGC-258 258 14.5
HAGC-199 19.9 11 HAGC-219 219 12.1 HAGC-239 23.9 1] HAGC-259 259 14.5
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DRILLING CUTTER

SOLID CARBIDE CUTTING HEAD

+ Made of solid carbide with modern coating and precision ground point for maximum performance and very high feed rates.

* Can be changed very easily even while mounted in the machine due to easy-to-handle quick change coupling.

* High efficient chip evacuation properly for various material due to optimised chip flute..Special surface treatment lead to very high
performance and long lifetime..Standard style with 140° point angle.

STYLE HAGP

* Special desing cutting milled steel and alloy steel.
+ Suitable for cutting depth more than 5D due to better Self-centering point.

Size D

Order No. Order No. Order No.

(mm)

HAGP-120 12 7 HAGP-140 14 8.1 HAGP-160 16 8.3
HAGP-121 1241 7 HAGP-141 14.1 8.1 HAGP-161 16.1 9.3
HAGP-122 12.2 7 HAGP-142 14.2 8.1 HAGP-162 16.2 9.3
HAGP-123 12.3 7 HAGP-143 14.3 8.1 HAGP-163 16.3 9.3
HAGP-124 12.4 7 HAGP-144 14.4 8.1 HAGP-164 16.4 9.3
HAGP-125 12.5 fi HAGP-145 14.5 8.1 HAGP-165 16.5 83
HAGP-126 12.6 7 HAGP-146 14.6 8.1 HAGP-166 16.6 9.3
HAGP-127 12.7 7 HAGP-147 14.7 8.1 HAGP-167 16.7 9.3
HAGP-128 12.8 7 HAGP-148 14.8 8.1 HAGP-168 16.8 9.3
HAGP-129 12.9 7 HAGP-149 14.9 8.1 HAGP-169 16.9 9.3
HAGP-130 13 7.6 HAGP-150 15 8.7 HAGP-170 17 9.9
HAGP-131 13.1 76 HAGP-151 15.1 8.7 HAGP-171 17.1 9.9
HAGP-132 13.2 7.6 HAGP-152 15.2 8.7 HAGP-172 17.2 9.9
HAGP-133 13.3 7.6 HAGP-153 15.3 8.7 HAGP-173 17.3 212
HAGP-134 134 76 HAGP-154 15.4 8.7 HAGP-174 174 9.9
HAGP-135 13.5 76 HAGP-155 15.5 8.7 HAGP-175 il 99
HAGP-136 13.6 7.6 HAGP-156 15.6 8.7 HAGP-176 17.6 9.9
HAGP-137 13.7 7.6 HAGP-157 16.7 8.7 HAGP-177 17.7 8o
HAGP-138 13.8 7.6 HAGP-158 15.8 8.7 HAGP-178 17.8 9.9
HAGP-139 139 7.6 HAGP-159 15.9 8.7 HAGP-179 g )

|| e e l|b 2k Order N Order N
raer No. (rﬂrﬂ} rder No. (rﬂn]) raer No. raer No.

HAGP-180 18 105 HAGP-200 20 11.6 HAGP-220 22 12iT HAGP-240 24 139
HAGP-181 18.1 10.5 HAGP-201 201 1.6 HAGP-221 221 12.7 HAGP-241 24.1 13.9
HAGP-182 182 105 HAGP202 202 M8 HAGP222 222 127 HAGP242 242 139
HAGP-183 183 105 HAGP-203 20.3 116 HAGP-223 223 12.7 HAGP-243 243 139
HAGP-184 18.4 105 HAGP-204 204 11.6 HAGP-224 224 12.7 HAGP-244 244 13.9
HAGP-185 185 105 HAGP-205 205 1.6 HAGP-225 225 12.7 HAGP-245 24.5 13.9
HAGP-186 18.6 105 HAGP-206 206 11.6 HAGP-226 226 12.7 HAGP-246 246 13.9
HAGP-187 18.7 10.5 HAGP-207 207 116 HAGP-227 227 12.7 HAGP-247 247 139
HAGP-188 18.8 105 HAGP-208 208 11.6 HAGP-228 228 12.7 HAGP-248 24.8 13.9
HAGP189 189 105 HAGP-200 209 116 HAGP229 229 127 HAGP249 249 139
HAGP-190 19 11 HAGP-210 21 12.1 HAGP-230 23 13.3 HAGP-250 25 145
HAGP-191 19.1 11 HAGP-211 2121 12.1 HAGP-231 23.1 13.3 HAGP-251 25.1 14.5
HAGP-192 19.2 11 HAGP-212 21.2 121 HAGP-232 23.2 13.3 HAGP-252 252 14.5
HAGP-193 19.3 11 HAGP-213 213 12: HAGP-233 233 13.3 HAGP-253 253 14.5
HAGP-194 194 11 HAGP-214 214 12.1 HAGP-234 234 13.3 HAGP-254 254 145
HAGP-195 19.5 11 HAGP-215 215 12.1 HAGP-235 23.5 133 HAGP-255 255 14.5
HAGP-1%6 196 11 HAGP-216 216 121 HAGP236 236 133 HAGP256 256 145
HAGP-197 19.7 11 HAGP-217 21.7 12.1 HAGP-237 237 13.3 HAGP-257 257 145
HAGP-198 19.8 11 HAGP-218 218 12.1 HAGP-238 23.8 13.3 HAGP-258 25.8 14.5
HAGP-199 19.9 11 HAGP-219 21.9 12.1 HAGP-239 23.9 13.3 HAGP-259 25.9 14.5
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DRILLING CUTTER

DRILLING TOOLHOLDER

+ Made of high quality alloy steel

* Round shank with flat according to ISO9766

* With coolant hole design for high speed and smooth cutting.

* Quality polished flute for chip moving quickly.

* Supplied with assembly key and without carbide cutting head.

Drilling depth : Dx3

L1

L2 LS

Size(mm)

[ % [ [ ] s [ o
16 20 37 54.5 48 12

103D-025 12.0-129 : #2
103D-030 13.0-13.9 16 20 4 58.1 48 13 #2
103D-035 14.0-14.9 16 20 44 63.6 48 14 #2
103D-040 15.0-15.9 20 25 45 68.7 50 15 #2
103D-045 16.0-16.9 20 25 48 73.3 50 16 #2
103D-050 17.0-17.9 20 25 51 77.9 50 17 #3
103D-055 18.0-18.9 25 32 54 82.5 56 18 #3
103D-060 19.0-19.9 25 32 57 87 56 19 #3
103D-065 20.0-20.9 25 32 60 91.6 56 20 #3
103D-070 21.0-219 25 32 63 96.2 56 21 #4
103D-075 22.0-22.9 25 32 66 100.8 56 22 i
103D-080 23.0-239 32 42 69 1054 60 23 #4
103D-085 24.0-24.9 32 42 72 109.9 60 24 #4
103D-090 25.0-26.0 32 42 75 114.5 60 25 4

Drilling depth : Dx5

= =

Size(mm)

16 20 62

105D-025 12.0-12.9 79.5 48 12 #2
105D-030 13.0-13.9 16 20 68 85.1 48 13 #2
105D-035 14.0-14.9 16 20 73 92.7 48 14 #2
105D-040 15.0-15.9 20 25 75 98.7 50 15 #2
105D-045 16.0-16.9 20 25 80 105.3 50 16 #2
105D-050 17.0-17.9 20 25 85 1119 50 17 #3
105D-055 18.0-18.9 25 32 90 118.5 56 18 #3
105D-060 19.0-19.9 25 32 95 125 56 19 #3
105D-065 20.0-20.9 25 32 100 131.6 56 20 #3
105D-070 21.0-21.9 25 32 106 138.2 56 21 #d
105D-075 22.0-229 25 32 110 144.8 56 22 #4
105D-080 23.0-23.9 32 42 115 151.4 60 23 L
105D-085 24.0-249 32 42 120 158 60 24 #4
105D-090 25.0-26.0 32 42 125 164.5 60 25 S
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DRILLING CUTTER

DRILLING TOOLHOLDER

+ Made of high quality alloy steel

* Round shank with flat according to ISO9766

* With coolant hole design for high speed and smooth cutting.

* Quality polished flute for chip moving quickly.

* Supplied with assembly key and without carbide cutting head.

Drilling depth : Dx8 DG N ‘ﬁl

L2 LS

Size(mm)

[ % [ o[ e ] [ o
16 20 8 12

108D-025 12.0-129 100 17 4 #2
108D-030 13.0-13.9 16 20 108 12565 48 13 #2
108D-035 14.0-14.9 16 20 116 136.2 48 14 #2
108D-040 15.0-15.9 20 25 120 143.7 50 15 #2
108D-045 16.0-16.9 20 25 128 153.3 50 16 #2
108D-050 17.0-17.9 20 25 136 162.9 50 17 #3
108D-055 18.0-18.9 25 32 144 1725 56 18 #3
108D-060 19.0-19.9 25 32 152 182 56 19 #3
108D-065 20.0-20.9 25 32 160 191.6 56 20 #3
108D-070 21.0-219 25 32 168 201.2 56 21 #4
108D-075 22.0-22.9 25 32 176 2108 56 22 i
108D-080 23.0-239 32 42 184 2204 60 23 #4
108D-085 24.0-24.9 32 42 192 230 60 24 #4
108D-090 25.0-26.0 32 42 200 2395 60 25 i

Drilling depth : Dx12

o e e
! L1 J ‘
L2 LS

e 5 ) Size(mm) X

Order No. or Cutting Dia.(mm ey
I N I N A

112D-025 12.0-12.9 16 20 150 167 48 12 #2
112D0-030 13.0-13.9 16 20 162 179 48 13 #2
112D-035 14.0-14.9 16 20 174 194 48 14 #2
112D-040 15.0-15.9 20 25 180 210 50 15 #2
112D-045 16.0-16.9 20 25 192 224 50 16 #2
112D-050 17.0-17.9 20 25 204 238 50 17 #3
112D-055 18.0-18.9 25 32 216 252 56 18 #3
112D-060 19.0-19.9 25 32 228 266 56 19 #3
112D-065 20.0-20.9 25 32 240 280 56 20 #3
112D0-070 21.0-21.9 25 32 252 294 56 21 #4
112D-075 22.0-23.0 25 32 264 308 56 22 =
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DRILLING CUTTER

INNOVATION SELF-LOCKED CLAMPING SYSTEM

* Centering by cylindrical fases
= The cutting head can be self-locked with toolholder due to its seat elastic deformation.
* Axial drill force is transferred to toolholder by end faces.
« Drill torque is transferred to toolholder by stop faces.

sylindrical face

self-lock face .

end face

stop face

HOW TO ATTACH CUTTING HEADS

=3

J

* Fix drill holder on adapter,for * Clean the top groove + Put insert into drill holer * Turn slightly in a
insert exchange, fix adapter of drill holer clockwise direction.
on Toaol tightening fixture.

Slot For
Wrench

/4
- )

98-
+ Set the wrench properly * Make sure the wrench * Turn the wrench in a * Complete
fits with insert's slot clockwise direction slowly

HOW TO DETACH CUTTING HEADS

e '

£

+ Remove the dust&chip * Set the wrench properly. * Make sure the wrench fits + Turn the wrench in a * Once Self-Lock is released, * Remove insert from
from insert. with insert's slot. counterclockwise the insert can be turned by toolholder.
direction slowly. finger easily.
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DRILLING CUTTER

Coolant
L/min
Strongly recommend §
to use inner coolant o
£
o
(&)
0 Drill dia.
7 15 20 25 3zmm
If only outer coolant,
just drill holes for less
than 3D £
®
c
o
=
3
S
: P Drill dia.
3:;I(§Lﬁlﬁ1rghlblt9d for ik s o T Yo el

Recommended cutting data:

Hardness |Cutting speed Feed rate fz(mm/rev.)

Workpiece material Alloy treatment and status i St
(HB) | Ve(m/min) 10<=D<11.9/12<=D<13.9|14<=D<15 9| 16<=D<19.9[2

annealed <0.25%C 125 80-140 012 0.15 0.18 0.20 0.25
Mid steel tempered  >=025%-0.55%C  190-250 80-120 017 021 0.24 027 0.35
tempered >=0.55% 220 70-110 0.22 0.28 0.30 0.35 045
iesiec i 120 0.14 0.16 0418 023 025
Lower alloy steel :::ﬁ::g ;gz :;001;{? 0.18 0.21 024 0.26 0.31 0.35
0.25 0.28 0.32 0.35 0.40 0.45
tempered 350 40-70
. annealed 200 50-90 0.12 0.12 0.15 0.18 020 0.22
bl e 325 40-80 0.16 0.17 0.20 0.23 0.25 0.27
annealed ferritic/martensitic 200 40-70 0.20 0.22 0.25 0.28 0.30 0.33
M Stainless steel quenching martensitic 240 40-70 0.10 0.12 0.14 0.16 0.16 0.18
1 quenching austenitic 180 30-70 012 0.15 017 0.20 0.21 0.24
G : ferritic 160 90-160
rey cast iron =
pearlitic 250 80-140 0.18 0.20 0.24 0.26 0.30
Nodular cast ion ferritlig 180 90-180 g;g 0.20 0.25 0.30 0.35 0.35
pearlitic 260 80-140 0.30 0.27 0.32 0.37 0.45 0.37
_ ferritic 130 90-160 0.35 0.40 0.45 0.55 0.60
Malleable cast iron peatliic 230 80-140

Lower cutting speed and feed rate should be used for tool holders of 8D or 12D
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DRILLING CUTTER

INDEXABLE DRILLING CUTTERS

+ Variable helix improve chip evacuation.

* Internal coolant and High feed rates.

* Made of quality alloy steel.

= Straight shank with flat for driving

* Insert pockets precisely positioned to keep cutting forces low and evenly distributed.

- ]
= . | [ ;
3 F— I j
3xD drill
0 Size( mm) : T
S o Cuting deoth La(mm| | Shank dia.Dm{mm| Lengh o Flange X1 ] | Shenk Length X2(mm) | Coolent freead hole A b o wrench
266-16-314  ISS14A-3D 14 47 20 28 64 50 1/8-27 NPT  SXMT040204 C020A043 T6
266-16-315  ISS15A-3D 145 50 20 28 66 50 1/8-27 NPT  SXMT040204 C020A04S T6
266-16-316  15S16A-3D 16 53 20 28 71 50 1/8-27 NPT SXMT040204 C020A04S T6
266-16-317  ISS17A-3D 17 56 20 28 73 50 1/8-27 NPT  SXMT050204 C020A055 T6
266-16-318  1SS18A-3D 18 59 25 35 80 56 1/4-18 NPT  SXMT050204 C020A05S T6
266-16-319  ISS19A-3D 19 62 25 a5 81 56 1/4-18 NPT SXMT060306 C022A063 T7
266-16-320  1SS20A-3D 20 65 25 35 84 56 1/4-18 NPT SXMT060306 C022A065 T7
266-16-321  1SS21A-3D 21 68 25 35 86 56 1/4-18 NPT  SXMTO070306 C025A06S  FT7
266-16-322  1SS22A-3D 22 7h | 25 35 89 56 1/4-18 NPT SXMT070306 C025A063 FT7
266-16-323  1SS23A-3D 23 74 25 35 91 56 1/4-18 NPT  SXMT070306 C025A06S FT7
266-16-324  15S24A-3D 24 78 32 42 100 60 1/4-18 NPT SXMTO070306 C025A06S  FT7
266-16-325  1SS25A-3D 25 80 32 42 101 60 1/4-18 NPT SXMT080408 CO030A073 T9
266-16-326  1SS26A-3D 26 83 32 42 105 60 1/4-18 NPT  SXMT080408 C030A07S T9
266-16-327  1SS27A-3D 27 86 32 42 106 60 1/4-18 NPT SXMT080408 C030A073 T9
266-16-328  1SS28A-3D 28 89 32 42 108 60 1/4-18 NPT SXMT080408 CO030A073 T9
266-16-320  1SS29A-3D 29 92 32 42 10 60 1/4-18 NPT SXMT100408 C035A08S  T15
266-16-330  ISS30A-3D 30 95 32 42 13 60 1/4-18 NPT SXMT100408 C035A088  T15
266-16-331  1SS31A-3D 4| 98 32 42 120 60 1/4-18 NPT  SXMT100408 C035A08S  Ti5
266-16-332  15S32A-3D 32 101 32 42 122 60 1/4-18 NPT SXMT100408 C035A08S  T15
266-16-333  ISS33A-3D 33 104 32 42 123 60 1/4-18 NPT SXMT100408 C035A08S  T15
266-16-334  1SS34A-3D 34 107 32 42 125 60 1/4-18 NPT SXMT100408 C035A08S  Ti15
266-16-335  ISS35A-3D 35 110 32 42 127 60 1/4-18 NPT SXMT120508 C045B12C  T20
266-16-336  1SS36A-3D 36 13 32 42 13 60 1/4-18 NPT SXMT120508 C045812C  T20
266-16-337  1SS37A-3D 37 116 40 50 141 70 1/4-18 NPT SXMT120508 C045812C  T20
266-16-338  1SS38A-3D 38 119 40 50 143 70 1/4-18 NPT SXMT120508 CO45B12C  T20
266-16-339  1SS39A-3D 39 122 40 50 144 70 1/4-18 NPT SXMT120508 C045B12C  T20
266-16-340  ISS40A-3D 40 125 40 50 146 70 1/4-18 NPT SXMT120508 C045812C  T20
4xD drill
Size( mm)
Order No. Model : L J_ = Insert Screw L
Cuting depéh La(mm) | Shank dia.Dmfmm] Lengthto Flange X1{mr) | Shank Length X2{mm] | Caolen theead holg A wrench
266-16-418 1SS 18A-4D 18 77 25 35 98 56 1/4-18 NPT  SXMT050204 C020A053 T6
266-16-419 1SS 19A-4D 19 81 25 35 100 56 1/4-18 NPT SXMT060306 C022A065 FT7
266-16-420 1SS 20A-4D 20 85 25 35 104 56 1/4-18 NPT  SXMT060306 C022A06S  FT7
266-16-421 1SS 21A-4D 21 88 25 35 107 56 1/4-18 NPT SXMT070306 C025A073 BIlEf
266-16-422 1SS 22A-4D 22 92 25 35 m 56 1/4-18 NPT  SXMT070306 C025A07S FT7
266-16-423 1SS 23A-4D 23 96 25 35 114 56 1/4-18 NPT SXMT070306 C025A07S FT7
266-16-424  ISS 24A-4D 24 100 32 42 124 60 1/4-18 NPT SXMT070306 C025A073 FT7
266-16-425 1SS 25A-4D 2k 104 32 42 126 60 1/4-18 NPT  SXMT080408 CO30A07S  FT9
266-16-426 1SS 26A-4D 26 108 32 42 13 60 1/4-18 NPT  SXMT080408 C030A073 FT9
266-16-427  ISS 27A-4D 27 12 32 42 133 60 1/4-18 NPT SXMT080408 CO30A07S FT9
266-16-428  ISS 28A-4D 28 116 32 42 136 60 1/4-18 NPT  SXMT080408 CO30A07S  FT9
266-16-429 1SS 29A-4D 29 120 32 42 139 60 1/4-18 NPT SXMT100408 CO35A08S  T15
266-16-430 1SS 30A-4D 30 124 32 42 143 60 1/4-18 NPT SXMT100408 C035A08S  Ti15
266-16-431 1SS 31A-4D 3 128 32 42 151 60 1/4-18 NPT SXMT100408 C035A08S T15
266-16-432 1SS 32A-4D 32 132 32 42 154 60 1/4-18 NPT SXMT100408 CO35A08S  T15
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DRILLING CUTTER

SOLID CARBIDE INSERT SXMT

Order No.

260-16-101
260-16-102
260-16-103
260-16-104
260-16-105
260-16-106
260-16-107

Model

SXMT040204-EM
SXMT050204-EM
SXMT060306-EM
SXMT070306-EM
SXMT080408-EM
SXMT100408-EM
SXMT120508-EM

d s = -
I
TN
Grade Application
EC2640 Steel,cast iron
EC2640 Steel cast iron
EC2640 Steel,cast iron
EC2640 Steel,cast iron
EC2640 Steel,cast iron
EC2640 Steel,cast iron
EC2640 Steel,cast iron

Recommended cutting data

Speed Feed f(mm/rev)
ISO material Hardness/Strength -
Ve(m/min) o 14-20.5 ¢ 21-28 & 29-34 o 35-40
P Mild steel <180HB 230(150-260) 0.05(0.03-0.1) 0.05(0.03-0.1) 0.05(0.03-0.1) 0.05(0.03-0.1)
P Low alloy steel <280HB 140(100-220) 0.09(0.06-0.13) 0.12(0.1-0.18) 0.15(0.13-0.21) 0.22(0.2-0.27)
P high alloy steel =280HB 140(80-180) 0.08(0.05-0.12) 0.12(0.06-0.15) 0.14{0.09-0.18) 0.15(0.1-0.2)
M stainless steel =250HB 150(100-180) 0.08(0.05-0.12) 0.1(0.06-0.12) 0.15(0.1-0.17) 0.18(0.15-0.2)
K castiron = 350N/mm2 120(100-180) 0.09(0.06-0.13) 0.13(0.1-0.18) 0.18(0.13-0.21) 0.25(0.2-0.27)
K nodular cast iron <B80ON/mm2 100(80-150) 0.09(0.06-0.13) 0.12(0.08-0.16) 0.16(0.1-0.2) 0.2(0.15-0.25)
N Alu.alloy <13%Si 220(100-800) 0.09(0.06-0.20) 0.13(0.1-0.25) 0.18(0.13-0.3) 0.25(0.2-0.35)
S heat resistant alloy = 30(15-50) 0.04(0.02-0.06) 0.06(0.03-0.1) 0.08(0.04-0.12) 0.1(0.06-0.14)
S Titanium alloy - 60(30-100) 0.06(0.04-0.08) 0.08(0.06-0.12) 0.1(0.08-0.15) 0.12(0.1-0.15)
= With this bushing indexable drill can be micro adjusted by +/-0.2mm
Order No. Model
-““

260-16-001 C25-XP20 5

260-16-002 C32-XP25 32 25 5(} 8

260-16-003 C40-XP32 40 32 60 8

260-16-004 C50-XP40 50 40 66 8 L

) _g ._q} ________________________ 9]

Operate guide:

increase cutting diameter : rotate bushing till marking line on drill point to areo "+"

decrease cutting diameter : rotate bushing till marking line on drill point to areo "-

A S
B
Y
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DRILLING CUTTER

s N ™~ N ™\
SOLID CARBIDE TWIST DRILLS Ao o || e | [T
6537 N 140°
* Right hand cutting. \ /N /N J J
* Made of micrograin solid carbide and with HELICA coating. [i [ Y ( ) R
* General purpose used for steel,stainless steel and cast iron. m7 hé | HRC HEL'_CA
DIN 45 coating
§ ) (6535HA ) | JAR J
= x Ds
external coolant ‘x_.
L
140°( Dc = I iDs _ »
internal coolant S -
L3 LS
L
-
: Ldmax :
external internal iy external internal
411-37-005 412-37-005  3.00 4 14.00 20 62 411-37-125  412-37-125  10.20 12 31.00 55 102
411-37-010  412-37-010 317 4 14.00 20 62 411-37-130  412-37-130 10.50 12 31.00 17] 102
411-37-015  412-37-015  3.30 4 14.00 20 62 411-37-135  412-37-135  10.70 12 33.00 55 102
411-37-020 412-37-020  3.50 4 15.00 20 62 411-37-140  412-37-140  11.00 12 33.00 o) 102
411-37-026 412-37-0256  4.00 4 17.00 24 66 411-37-145  412-37-145  11.50 12 33.00 55 102
411-37-030  412-37-030 4.20 4 17.00 24 66 411-37-150 412-37-150  12.00 12 36.00 55 102
411-37-035 412-37-035  4.50 6 18.00 24 66 411-37-155  412-37-155 1250 14 36.00 60 107
411-37-040 412-37-040  5.00 6 20.00 28 66 411-37-160 412-37-160 1270 14 36.00 60 107
411-37-045 412-37-045  5.16 6 20.00 28 66 411-37-165 412-37-165  13.00 14 36.00 60 107
411-37-050 412-37-050  5.50 6 21.00 28 66 411-37-170  412-37-170 13.50 14 37.00 60 107
411-37-055 412-37-055  6.00 6 21.00 28 66 411-37-175  412-37-175  14.00 14 37.00 60 107
411-37-060 412-37-060 6.50 8 23.00 34 79 411-37-180 412-37-180 14.50 16 38.00 65 115
411-37-065 412-37-065  6.80 8 25.00 34 79 411-37-185 412-37-185  15.00 16 38.00 65 115
411-37-070 412-37-070  7.00 8 25.00 34 79 411-37-190 412-37-190  15.50 16 39.00 65 115
411-37-075  412-37-075 710 8 25.00 34 79 411-37-195  412-37-195  16.00 16 39.00 65 115
411-37-080 412-37-080  7.50 8 25.00 34 79 411-37-200 412-37-200 16.50 18 40.00 73 123
411-37-085 412-37-085  7.80 8 27.00 34 79 411-37-205  412-37-205  17.00 18 40.00 73 123
411-37-090 412-37-090  8.00 8 27.00 4 79 411-37-210  412-37-210  17.50 18 41.00 73 123
411-37-095 412-37-095  8.50 10 27.00 47 89 411-37-215  412-37-215  18.00 18 41.00 73 123
411-37-100 412-37-100  8.80 10 29.00 47 89 411-37-220 412-37-220 1850 20 49.00 79 131
411-37-106  412-37-105  9.00 10 29.00 47 89 411-37-226 412-37-225 19.00 20 49.00 79 131
411-37-110  412-37-110  9.13 10 29.00 47 89 411-37-230 412-37-230  19.50 20 49,00 79 131
411-37-115  412-37-115  9.50 10 29.00 47 89 411-37-235 412-37-235  20.00 20 49.00 79 131
411-37-120 412-37-120  10.00 10 31.00 47 89

Recommended cutting data for solid carbide twist drill

Feed rate fz(mm/r)
Tensile strength(N/mm2)/ Hardness (HB) Speed Vc¢(m/min)

Material
Structural steels <500 N/mm2 0.08-0.15 0.15-0.3 0.3-0.35 80-130
Structural steels 500-700 N/mm2 0.06-0.12 0.12-0.25 0.25-0.35 65-100
Structural steels >700 N/mm2 0.06-0.12 0.12-0.25 0.25-0.3 60-90
Tool steels <1400 N/mm2 0.06-0.12 0.12-0.25 0.25-0.3 50-70
Tool steels >1400 Nfmm2 0.05-01 0.1-0.18 0.17-0.25 45-60
Stainless steel <850 N/mm2 0.06-0.1 0.1-0.2 0.2-0.25 45-65
Cast iron <200HB 0.1-0.15 0.14-0.18 0.18-0.22 95-100
Cast iron >200HB 0.08-0.12 0.12-0.15 0.16-0.2 80-100
Al-alloys 0.12-0.2 0.2-0.35 0.35-0.4 80-180
Co-alloys 0.12-0.2 0.2-0.35 0.35-0.4 70-140
Ti-alloys 0.06-0.1 0.1-0.2 0.2-0.25 35-50
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DRILLING CUTTER

s N ™~ N ™\
SOLID CARBIDE TWIST DRILLS o o || e |[ <)
6537 N 140°
* Right hand cutting. \ /N /N /N J
* Made of micrograin solid carbide and with HELICA coating. [ [ 1] i)
* General purpose used for steel,stainless steel and cast iron. m7 hé | HRC HEL'_CA
DIN 45 coating
§ ) (6535HA ) | JAR J
= x Ds
external coolant {Jg —
L
o = IDS internal coolant ﬁ:__ p— i.,“_ i
L3 LS
L
e
: Ldmax :
external internal iy external internal
411-57-005 412-57-005  3.00 4 21 28 66 411-57-125  412-57-125  10.20 12 48 71 118
411-57-010  412-57-010  3.17 4 21 28 66 411-57-130  412-57-130  10.50 12 48 71 118
411-57-015  412-57-015  3.30 4 21 28 66 411-57-135 412-57-135  10.70 12 56 71 118
411-57-020 412-57-020 350 4 21 28 66 411-57-140 412-57-140  11.00 72 56 71 118
411-57-026 412-57-025  4.00 4 27 36 74 411-57-145 412-57-145  11.50 12 56 71 118
411-57-030 412-57-030 4.20 6 27 36 74 411-57-150 412-57-150  12.00 12 56 7 18
411-57-035 412-57-035 450 6 27 36 74 411-57-155  412-57-155 1250 14 56 7 124
411-57-040 412-57-040  5.00 6 32 36 74 411-57-160 412-57-160 1270 14 56 77 124
411-57-045 412-57-045 5.16 6 32 36 74 411-57-165 412-57-165  13.00 14 56 77 124
411-57-050 412-57-050  5.50 6 32 44 82 411-57-170  412-57-170  13.50 14 59 77 124
411-57-055 412-57-055  6.00 6 32 44 82 411-57-175  412-57-175  14.00 14 59 77 124
411-57-060 412-57-060 6.50 8 35 53 91 411-57-180 412-57-180  14.50 16 60 83 133
411-57-065 412-57-065  6.80 8 40 53 91 411-57-185 412-57-185  15.00 16 60 83 133
411-57-070 412-57-070  7.00 8 40 53 9 411-57-190  412-57-190 1550 16 62 83 133
411-57-075 412-57-075 710 8 40 53 91 411-57-195  412-57-195  16.00 16 62 83 133
411-57-080 412-57-080  7.50 8 40 53 91 411-57-200 412-57-200 16.50 18 64 93 143
411-57-085 412-57-085  7.80 8 42 53 91 411-57-205 412-57-205  17.00 18 64 93 143
411-57-090 412-57-090  8.00 8 42 53 91 411-57-210  412-57-210  17.50 18 66 93 143
411-57-095 412-57-095  8.50 10 42 61 103 411-57-215  412-57-215  18.00 18 66 93 143
411-57-100 412-57-100  8.80 10 45 61 103 411-57-220 412-57-220 18.50 20 71 101 153
411-57-106 412-57-105  9.00 10 45 61 103 411-57-226 412-57-225 19.00 20 71 101 153
411-57-110  412-57-110 913 10 45 61 103 411-57-230  412-57-230  19.50 20 71 101 153
411-57-115  412-57-115  9.50 10 45 61 103 411-57-235 412-57-235  20.00 20 71 101 153
411-57-120 412-57-120  10.00 10 48 61 103

Recommended cutting data for solid carbide twist drill
Feed rate fz(mm/r)

Material Tensile strength(N/mm2)/ Hardness (HB) Speed Vc¢(m/min)
820 & 20-25mm

Structural steels <500 N/mm2 0.08-0.15 0.15-0.3 0.3-0.35 80-130
Structural steels 500-700 N/mm2 0.06-0.12 0.12-0.25 0.25-0.35 65-100
Structural steels >700 N/mm2 0.06-0.12 0.12-0.25 0.25-0.3 60-90
Tool steels <1400 N/mm2 0.06-0.12 0.12-0.25 0.25-0.3 50-70
Tool steels >1400 Nfmm2 0.05-01 0.1-0.18 0.17-0.25 45-60
Stainless steel <850 N/mm2 0.06-0.1 0.1-0.2 0.2-0.25 45-65
Cast iron <200HB 0.1-0.15 0.14-0.18 0.18-0.22 95-100
Cast iron >200HB 0.08-0.12 0.12-0.15 0.16-0.2 80-100
Al-alloys 0.12-0.2 0.2-0.35 0.35-0.4 80-180
Co-alloys 0.12-0.2 0.2-0.35 0.35-0.4 70-140
Ti-alloys 0.06-0.1 0.1-0.2 0.2-0.25 35-50
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DRILLING CUTTER

s N ™~ N ™\
SOLID CARBIDE TWIST DRILLS o o || e | (<)
6537 N 140°
* Right hand cutting. \ /N /N /N J
* Made of micrograin solid carbide and with HELICA coating. [ [ Y[ A ( i)
* General purpose used for steel,stainless steel and cast iron. m7 hé | HRC HEL'_CA
DIN 45 coating
§ ) (6535HA ) | JAR J
= x Ds
external coolant g-_:__—:-g—‘:
L
O ik 1DS internal coolant ih:-“:ﬁ\; :—__
L3 LS
L
e
: Ldmax :
external internal iy external internal
411-37-005 412-37-005 450 6 45 56 94 411-37-125  412-37-125
411-37-010  412-37-010 5.00 6 45 56 94 411-37-130  412-37-130
411-37-015  412-37-015 5.16 6 45 56 94 411-37-135  412-37-135
411-37-020 412-37-020 550 6 45 56 94 411-37-140  412-37-140
411-37-0256 412-37-025 6.00 6 45 56 94 411-37-145  412-37-145
411-37-030  412-37-030 6.50 8 57 67 110 411-37-150  412-37-150
411-37-035 412-37-035 6.80 8 57 67 110 411-37-155  412-37-155
411-37-040  412-37-040 7.00 8 57 67 110 411-37-160  412-37-160
411-37-045  412-37-045  7.10 8 57 67 110 411-37-165  412-37-165
411-37-050  412-37-050 7.50 8 57 67 110 411-37-170  412-37-170  16.50 18 103 135 185
411-37-055 412-37-055 7.80 8 57 67 110 411-37-175  412-37-175  17.00 18 103 135 185
411-37-060 412-37-060  8.00 8 57 67 110 411-37-180 412-37-180  17.50 18 103 135 185
411-37-065 412-37-065 8.50 10 62 80 122 411-37-185 412-37-185  18.00 18 103 135 185
411-37-070 412-37-070  8.80 10 62 80 122 411-37-190  412-37-190  18.50 20 112 148 200
411-37-075  412-37-075 9.00 10 62 80 122 411-37-195  412-37-195  19.00 20 12 148 200
411-37-080  412-37-080 9.13 10 62 80 122 411-37-200 412-37-200  19.50 20 12 148 200
411-37-085 412-37-085  9.50 10 62 80 122 411-37-205 412-37-205  20.00 20 112 148 200
411-37-090 412-37-090  10.00 10 62 80 122
411-37-095 412-37-095  10.20 12 72 94 141
411-37-100 412-37-100 1050 12 72 94 141
411-37-105  412-37-105  10.70 12 72 94 141
411-37-110  412-37-110  11.00 12 72 94 141
411-37-115  412-37-115  11.50 12 72 94 141
411-37-120 412-37-120  12.00 12 72 94 141

Recommended cutting data for solid carbide twist drill
Feed rate fz(mm/r)

Material Tensile strength(N/mm2)/ Hardness (HB) _ Speed Ve(m/min)
9820 & 20-25mm

Structural steels <500 N/mm2 0.08-0.15 0.15-0.3 0.3-0.35 80-130
Structural steels 500-700 N/mm2 0.06-0.12 0.12-0.25 0.25-0.35 65-100
Structural steels >700 N/mm2 0.06-0.12 0.12-0.25 0.25-0.3 60-90
Tool steels <1400 Nfimm2 0.06-0.12 0.12-0.25 0.25-0.3 50-70
Tool steels >1400 N/mm2 0.05-01 0.1-0.18 0.17-0.25 45-60
Stainless steel <850 N/mm2 0.06-0.1 0.1-0.2 0.2-0.25 45-65
Cast iron <200HB 0.1-0.15 0.14-0.18 0.18-0.22 95-100
Cast iron >200HB 0.08-0.12 0.12-0.15 0.16-0.2 80-100
Al-alloys 0.12-0.2 0.2-0.35 0.35-04 80-180
Co-alloys 0.12-0.2 0.2-0.35 0.35-04 70-140
Ti-alloys 0.06-0.1 0.1-0.2 0.2-0.25 35-50
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HREADING CUTTER

INDEXABLE THREADING TOOL & SOLID CARBIDE INSERT 152,159

INDEXABLE THREADING MILL & SOLID CARBIDE INSERT 160,163

HSS-COBALT MACHINE TAPS 164-165
— l )
et —~ 1
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THREADING CUTTER

INDEXABLE THREAD TURNING TOOL

* Made of hardened alloy steel and HRC43-46.

k< L]

nsert im
Right hand| Left hand | Right hand | Left hand .nn.. wrench SCenw wrench

211-17-001 211-17-002 SER1616H16T SEL1616H16T 100 16ER..  L60 M3.5x14.0 T15  LT16/05 LT16/1.75 SS04008 §25
211-17-001 211-17-002 SER1616H16T SEL1616H16T 16 16 16 100 20 16EL..  L60 M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008 52.5
211-17-003 211-17-004 SER2020K16T SEL2020K16T 20 20 20 125 25 16ER.  L60M3.5x14.0 T15  LT16/05 LT16/1.75 SS04008 525
211-17-003 211-17-004 SER2020K16T SEL2020K16T 20 20 20 125 25  1BEL.  L60M3.5x14.0 T15  LT16/0.5 LT16M.75 SS04008 $2.5
211-17-005 211-17-006 SER2525M16T SEL2525M16T 25 25 26 150 32  16ER.  L60 M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008 52.5
211-17-005 211-17-006 SER2525M16T SEL2525M16T 25 26 256 150 32  16EL.  L60 M3.5x14.0 T15  LT16/05 LT16/1.75 SS04008 S25
211-17-007 211-17-008 SER3225P16T SEL3225P16T 32 32 25 170 32  16ER.  L60M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008 $2.5
211-17-007 211-17-008 SER3225P16T SEL3225P16T 32 32 25 170 32  16EL.  L60 M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008 525
211-17-009 211-17-010 SER3232P16T SEL3232P16T 32 32 32 170 40 16ER.  L60M3.5x14.0 T15  LT6/05 LT16/1.75 SS04008 §25
211-17-009 211-17-010 SER3232P16T SEL3232P16T 32 32 32 170 40  16EL.  L60 M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008 52.5

211-17-011 211-17-012 SER2525M22T SEL2525M22T 25 25 25 150 32 22ER.. L60 Mdx15.0 T15 LT22 5504008 525
211-17-011 211-17-012 SER2525M22T SEL2525M22T 25 25 25 150 32 22EL.. L60 M4x15.0 T15 LT22 SS04008 525
211-17-013 211-17-014 SER3225P22T SEL3225P22T 32 32 25 170 32 22ER.. L60 M4x15.0 T15 LT22 S304008 525
211-17-013 211-17-014 SER3225P22T SEL3225P22T 32 32 25 170 32 22EL.. L60 Mdx15.0 T15 LT22 5504008 525
211-17-015 211-17-016 SER3232P22T SEL3232P22T 32 32 32 170 40 22ER.. L60 M4x15.0 T15 LT22 S3804008 525
211-17-015 211-17-016 SER3232P22T SEL3232P22T 32 32 32 170 40 22E] . L60 M4x15.0 T15 LT22 S5S04008 525
INDEXABLE THREAD BORING BAR erNotneluded
* Made of hardened alloy steel and HRC43-46.
=218 KIS
PETYTere | A
Tl TR = =/ =S
- i L Dmin

nlllﬂ

221-17-001  221-17-002 SNROO10H11 SNLOO10H11 72 100 9 1INR..  L60M2.5x5.2
221-17-001  221-17-002 SNROO10H11 SNLOO10H11 10 e LU 9.5 25 12 MNL..  L60M2.5x5.2 T8 G g :
221-17-003  221-17-004 SNRO0O12K11 SNLOO12K11 12 9 125 11 1.5 32 16 11INR. L60M2.5x5.2 T8 = = =
221-17-003  221-17-004 SNRO0O12K11 SNLOO12K11 12 9 125 11 115 32 16 1INL. L60M2.5x5.2 T8 = z =
221-17-005 221-17-006 SNR0O016M16 SNLOO16M16 16 12 150 15 155 32 20 16NR.. L60M3.5x8.8 T15 = 2 =
221-17-005 221-17-006 SNROO16M16 SNLOO16M16 16 12 150 15 155 32 20 16NL. L60M3.5x8.8 T15 i E 5
221-17-007 221-17-008 SNR0020Q16 SNL0020Q16 20 14 180 18 19 40 25 16NR. L60M3.5x8.8 T15 = = 7
221-17-007 221-17-008 SNR0020Q16 SNL0020Q16 20 14 180 18 19 40 25 16NL. L6OM3.5x8.8 T15 =z = 5
221-17-009  221-17-010 SNRO0O25R16 SNLO025R16 25 17 200 23 24 45 30 16NR. L60M3.5x14.0 T15  LT16/0.5 LT161.75 SS04008  S2.5
221-17-009  221-17-010 SNROO25R16 SNLOO25R16 25 17 200 23 24 45 30 16NL. L60M3.5x14.0 T15  LT16/0.5 LT16M1.75 SS04008  S2.5
22117011 221-17-012 SNRO032516 SNLO032S16 32 22 250 30 31 60 38 16NR.. L60M3.5x14.0 T15  LT16/0.5 LT161.75 SS04008  S2.5
22117011 221-17-012 SNRO032S16 SNL0032S16 32 22 250 30 31 60 38 16NL. L60M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008  S2.5
221-17-013  221-17-014 SNRO040T16 SNLO040T16 40 27 300 37 385 75 50 16NR.. L60M3.5x14.0 T15  LT16/0.5 LT16/1.75 SS04008  S2.5
22117013 221-17-014 SNRO040T16 SNL0040T16 40 27 300 37 385 75 50 16NL. L60M3.5x14.0 T15  LT16/0.5 LT161.75 SS04008  S2.5
221-17-015  221-17-016 SNRO0O50U16 SNLOOS0U16 50 35 350 47 485 90 63 16NR. L60M3.5x14.0 T15  LT16/0.5 LT16M1.75 SS04008  S2.5

50

25

221-17-015  221-17-016 SNR0O050U16 SNLO050U16 35 350 47 485 90 63 16NL. L60M3.5x14.0 T15  LT16/0.5 LT161.75 SS04008  S2.5

2147-017  221-17-018 SNR0025R22 SNLO025R22 17 200 23 24 45 30 22NR.. L60M4x15.0 T15 LT22 5504008 525
221-17-017  221-17-018 SNR0025R22 SNLO025R22 25 17 200 23 24 45 30 22NL. L60 M4x15.0 T15 LT22 5504008 S25
221-17-019  221-17-020 SNRO032S22 SNL0032S22 32 22 250 30 31 60 38 22NR. L60M4x15.0 T15 LT22 5504008  S25
221-17-019  221-17-020 SNR0032S22 SNL0032522 32 22 250 30 31 60 38 22NL. L60M4x15.0 T15 LT22 $504008 525
221-17-021  221-17-022 SNR0O040T22 SNLO040T22 40 27 300 37 385 75 50 22NR.. L60M4x15.0 T15 LT22 $S04008 $2.5
221-17-021  221-17-022 SNRO040T22 SNL0040T22 40 27 300 37 385 75 50 22NL. L60 M4x15.0 T15 LT22 5504008 S25
221-17-023  221-17-024 SNR0O050UZ22 SNLOD50U22 50 35 350 47 485 75 63 22NR. L60 M4x15.0 115 LT22 5504008 525
221-17-023  221-17-024 SNRO050U22 SNLO050U22 50 35 350 47 485 75 63 22NL. L60M4x15.0 T15 LT22 SS04008 S2.5
Shim LT16/0.5 fit to insert of pitch 0.5~1.5mm,Shim LT16/1.75 fit to insert of pich 1.75~3.0mm. Insert Not included.
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THREADING CUTTER

SOLID CARBIDE THREADING INSERT

* Made of micrograin solid carbide and with TiAIN coating.
* General purpose used for steel,stainless steel and cast iron.

PRTIAL PROFILE 60°

Internal 60° -

Extenal \ﬂ

Order No. Model Lead&Pitch | Dimensions(mm)
Righthand | Lefthand | Righthand | Left hand TPI

302-01-001  302-01-002 MMER A60 MELAG0 14" 05-15 48~16 08 09 M0
302-01-003  302-01-004 16ER A 60 16EL A 60 3/8" 05~15 48~16 08 09 16.0
302-01-005  302-01-006 16ER AG60 16EL AG60 3/8" 05~3.0 488 12 1.7 160
302-01-007  302-01-008 16ER G 60 16EL G 60 3/8" 175~30 14~8 12 17 160
302-01-009  302-01-010 22ER N 60 22EL N60 1/2" 35~50 7-6 17 25 220
302-01-011  302-01-012 27ER Q 60 27EL Q 60 58" 55~60 454 23 31 270

"<

External

H

Internal

Right hand | Lefthand | Righthand | Left hand X
08 06 8

301-01-001  301-01-002 08IR A 60 08IL A 60 316" 0.5~1.5 48~16

A 301-01-003 301-01-004 1MIRAG60 MILAG0 14" 05~15 48~16 08 09 "

2 ' » 301-01-005 301-01-006 16IR A 60 16IL AGO  3/8" 05-15 48~16 08 09 16
’ £ 301-01-007  301-01-008 16IR AG60 16lL AGGO 38" 05-30 488 12 17 16
. 301-01-009  301-01-010 16IR G 60 16IL G 60 38" 1.75~3.0 14~8 12 17 16

301-01-011  301-01-012 22IR N 60 22L NGO 172" 3550 7~5 16 24 22
301-01-013  301-01-014 27IR Q60 27ILQ 60 58" 5560 454 23 31 27

PRTIAL PROFILE 55°

VIYM
Order No. Model Lead&Pitch

0.8 0.9 1"

302-02-001  302-02-002 1MERA S5 MELASS 14" 05~1.5 48~16

302-02-003  302-02-004 16ERA 55 16ELA 55  3/8" 05~15 48~16 08 09 16
302-02-005 302-02-006 16ERAGS55 16ELAGS5 3/8" 05~30 488 12 17 16
302-02-007 302-02-008 16ERG 55 16ELG 55 3/8" 1.75~30 14~8 12 17 16
302-02-009  302-02-010 22ERN 55 22ELN 55  1/2* 3550 7~6 17 25 22
302-02-011  302-02-012 27ERQ 55 27ELQ 55 58" 5560 454 2 ]

External

Internal

Order No. Model m Lead&Pitch | Dimensions(mm)
Right hand | Lefthand | Righthand | Left hand “ TPI

301-02-001  301-02-002 O8IRA 55  O8ILA S5 316" 05~1.5 4816 06 07
301-02-003  301-02-004 11IRA 55 1ILA 55 114" 05~15 48~16 08 09
301-02-005  301-02-006  16IRA 55 16ILA 55 3/8" 05~1.5 48~16 0.8 09 16
301-02-007  301-02-008 16IRAG55 16ILAGS5  3/8" 05-3.0 488 12 17 16
301-02-009  301-02-010 16IRG 55 16ILG 55  3/8" 1.75~30 14~8 12 17 16
301-02-011 301-02-012 22IRN 65 22ILN 55 1/2* 35«60 7= 1.7 25 22
301-02-013  301-02-014 27IRQ 55 27ILQ 55 58" 5560 454 2.0 29 27

_<
X

--|d
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THREADING CUTTER

ISO METRIC FULL PROFILE
* According to standard ISO965-1,DIN13

External
Order No.

| oderNo | mewe [
Right hand | Left hand Right hand Left hand

302-03-001  302-03-002 11ER 0.501SO  11EL 0.501SO  1/4"
302-03-003  302-03-004 11ER 0.751SO  11EL 0.751SO  1/4"
302-03-005  302-03-006 1MER 0.801SO  11EL 0.801SO  1/4"

Y 302-03-007 30203008  1ER 1.00SO  11EL 1001SO 14"
TR 302-03-009 30203010  11ER 1.25IS0  MEL 125150 14"
= 302-03-011 30203-012  11ER 150180  11EL 150180 14"
( 302-03-013 30203014  16ER 0.501SO  16EL 050180  3/g"
N O 302-03-015 302-03-016  16ER 0.75IS0  16EL 0.751S0  3/g"
) sz 302-03-017 30203018  16ER 1.00ISO  16EL 1.001S0  3/g" .
L . 302-03-019 30203020  16ER1.251SO  16EL1.25S0 358" 125 08 09 16

B 302-03-021  302-03-022 16ER 1.501SO 16EL 1.501SO 3/8" 150 08 1.0 16
302-03-023  302-03-024 16ER 1.751SO 16EL 1.751SO 38" di7 ol 0G| 152 16
302-03-025  302-03-026 16ER 2.001SO  1BEL 2.001SO  3/8" 2.0 1.0 13 16
302-03-027  302-03-028 16ER 2.501SO  16EL 2.501SO0  3/8" 2.5 1.1 1.5 16
302-03-029  302-03-030 16ER 3.001SO  16EL 3.001SO  3/8" 3.0 12 16 16
302-03-031  302-03-032 22ER 3.501SO  22EL 3.501s0  1/2° 35 G| =2 22
302-03-033  302-03-034 22ER 4.001SO  22EL 4.001SO  1/2" 4.0 16 23 22
302-03-035  302-03-036 22ER 4.501SO  22EL 4.501s0  1/2" 45 15 2 22
302-03-037  302-03-038 22ER 5.001SO  22EL 5.00180  1/2° 5.0 17 25 22
302-03-039  302-03-040 27ER 5.501SO  27EL 5.501SO  5/8" 5.5 el ST 2
302-03-041  302-03-042 27ER 6.001SO  27EL 6.001SO  5/8" 6.0 20 29 2

Internal
Order No. Dimensions(mm)

]

D{(IC)
Right hand | Left hand Right hand Left hand

301-03-001  301-03-002 1IR 0.501S0 11IL 0.50180 114" 050 06 06 "
301-03-003  301-03-004 11IR 0.751S0 11IL 0.751SO 114" o5 B0iEA IO "
301-03-005  301-03-006 1IR 1.001S0 11IL 1.001SO 114" 100 06 06 "
301-03-007  301-03-008 1IR 1.251S0 11IL 1.25180 114" e WSO MO "
301-03-003  301-03-010 11IR 1.50180 1IL 1.501S0 114" 150 08 09 1
301-03-011  301-03-012 1IR 1.751S0 11IL 1.75180 114" (176 R0 IO "
301-03-013  301-03-014 11IR 2.00 1ISO 11IL 2.00 ISO 114" 200 08 12 "
301-03-015  301-03-016 16IR 0.501S0 16IL 0.501SO  3/8" DERON IR M T
301-03-017  301-03-018 16IR 0.751S0 16IL 0.751SO  3/8" 075 06 06 16
301-03-019  301-03-020 16IR 1.001SO 16IL 1.001SO  3/8" O W DT B
301-03-021  301-03-022 16IR 1.251S0 16IL 1.251S0  3/8" 125 08 09 16
301-03-023  301-03-024 16IR 1.501S0 16IL 1.501ISO  3/8" fIESI0E SESE IO B
301-03-025  301-03-026 16IR 1.751S0 16IL 1.751SO  3/8" 179 09 12 186
301-03-027  301-03-028 16IR 2.001SO 16IL 2.001ISO  3/8" 2005 R0 IS 6
301-03-029  301-03-030 16IR 2.501S0 16IL 2.501S0  3/8" 25 11 15 16
301-03-031  301-03-032 16IR 3.001SO 16IL 3.001S0  3/8" SO0 T S
301-03-033  301-03-034 22IR 3.501S0 22IL 3.501S0 12" 350 16 23 22
301-03-035  301-03-036 22IR 4.001SO 22IL 4.001SO 12" SO0 INGEN 25 22
301-03-037  301-03-038 22IR 4.501S0 22IL 4.501S0 12" 450 16 24 22
301-03-039  301-03-040 22IR 5.001S0 22IL 5.001SO 12" [0 e e ]
301-03-041  301-03-042 27IR 5.501SO 27IL 5.501SO 5/8" 550 16 23 27
301-03-043  301-03-044 27IR 6.001SO 27IL 6.001SO 5/8" G003 BNIEEN RE G 2T
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THREADING CUTTER

AMERICAN UN FULL PROFILE

* According to standard ANSI B1.1-1983 External

Order No. Model Pitch
Right hand | Lefthand | Right hand Left hand Pmm)|  x
06 06 1

302-04-001  302-04-002 11ER 32UN MEL 32UN 114" 32 {

302-04-003  302-04-004 11ER 28UN 1EL 28UN 1/4" 28 08 07 "
302-04-005  302-04-006 11ER 24UN TEL 24UN 114" 24 07 08 "
302-04-007  302-04-008 11ER 20UN 11EL 20UN 114" 20 0.8 09 "
302-04-009  302-04-010 11ER 18UN 1EL 18UN 114" 18 08 1.0 "
302-04-011  302-04-012 11ER 16UN TEL 16UN 114" 16 0.9 1.1 "
302-04-013  302-04-014 16ER 32UN 16EL 32UN 38" 32 06 06 16
302-04-015  302-04-016 16ER 28UN 16EL 28UN 3/8" 28 0565 E 16
302-04-017  302-04-018 16ER 24UN 16EL 24UN 318" 24 07 08 16
302-04-019  302-04-020 16ER 20UN 16EL 20UN 3/8" 20 0.3 09 16
302-04-021  302-04-022 16ER 18UN 16EL 18UN 3/8" 18 08 1.0 16
302-04-023  302-04-024 16ER 16UN 16EL 16UN 318" 16 09 1.1 16
302-04-025  302-04-026 16ER 14UN 16EL 14UN 3/8" 14 1.0 12 16
302-04-027  302-04-028 16ER 12UN 16EL 12UN 3/8" 12 1.1 14 16
302-04-029  302-04-030 16ER 11UN 16EL 11UN 38" 1" 1.1 1.5 16
302-04-031  302-04-032 16ER 10UN 16EL 10UN 3/8" 10 128 G 16

302-04-033  302-04-034 16ER 9UN 16EL 9UN 38" 9 122 1.7 16
302-04-035  302-04-036 16ER 8UN 16EL 8UN 3/8" 8 1.2 2.0 16
302-04-037  302-04-038 22ER TUN 22EL 7UN 12" 7 1.6 23 22
302-04-039  302-04-040 22ER BUN 22EL 6UN 12" 6 16 23 22
302-04-041  302-04-042 22ER 5UN 22EL 5UN 12" 5 157 25 22
302-04-043  302-04-044 27ER 4.5UN 27EL 4.5UN 5/8" 4.5 1.9 27 27
302-04-045  302-04-046 27ER 4UN 27EL 4UN 5/8" 4 2 30 27
Internal

Order No. Model
Right hand | Left hand Right hand Left hand
301-04-001  301-04-002 08IR 32UN 08IL 32UN 316" 32 086 0.5

301-04-003  301-04-004 08IR 28UN 08IL 28UN 316" 28 06 06
301-04-005  301-04-006 08IR 24UN 08IL 24UN 316" 24 06 06

301-04-007  301-04-008 08IR 20UN 08IL 20UN 316" 20 Ui NS0T

301-04-003  301-04-010 08IR 18UN 08IL 18UN 316" 18 06 07

301-04-011  301-04-012 08IR 16UN 08IL 16UN 3/e" 16 06 07

301-04-013  301-04-014 1R 32UN 1IL 32UN 114" 32 06 06 1
301-04-015  301-04-016 1IR 28UN 1IL 28UN 1/4" 28 W | "
301-04-017  301-04-018 IR 24UN 1IL 24UN 114" 24 07 08 "
301-04-019  301-04-020 11IR 20UN 1IL 20UN 114" 20 085 0 "
301-04-021  301-04-022 IR 18UN 11IL 18UN 1/4" 18 08 10 "
301-04-023  301-04-024 1R 16UN 1IL 16UN 114" 16 0.9 1.1 "
301-04-025  301-04-026 16IR 32UN 16IL 32UN 38" 32 06 06 16
301-04-027  301-04-028 16IR 28UN 16IL 28UN 3/8" 28 06 07 16
301-04-029  301-04-030 16IR 24UN 16IL 24UN 3/8" 24 07 08 16
301-04-031  301-04-032 16IR 20UN 16IL 20UN 38" 20 08 09 16
301-04-033  301-04-034 16IR 18UN 16IL 18UN 3/8" 18 08 1.0 16
301-04-035  301-04-036 16IR 16UN 16IL 16UN 318" 16 09 1.1 16
301-04-037  301-04-038 16IR 14UN 16IL 14UN 3/8" 14 1.0 12 16
301-04-039  301-04-040 16IR 12UN 16IL 12UN 3/8" 12 i 14 16
301-04-041  301-04-042 16IR 11UN 16IL 11UN 38" 1" 1.1 1.5 16
301-04-043  301-04-044 16IR 10UN 16IL 10UN 3/8" 10 1.1 1.5 16
301-04-045  301-04-046 16IR 9UN 16IL SUN 318" 9 12 17 16
301-04-047  301-04-048 16IR 8UN 16IL 8UN 38" 8 12 S 16
301-04-049  301-04-050 22IR TUN 22I1L TUN 12" 7 16 23 22
301-04-051  301-04-052 22IR 6UN 22IL 6UN 12" 6 8o || e ||
301-04-053  301-04-054 22IR 5UN 22IL 5UN 12" 5 17 23 22
301-04-055  301-04-056 27IR 4.5UN 27IL 4.5UN 5/8" 4.5 ik Jedel| |27
301-04-057  301-04-058 27IR 4UN 27IL 4UN 5/8" 4 29, &7 2
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THREADING CUTTER

AMERICAN TAPER PIPE FULL PROFILE
* According to standard ANSI/ASME B 1.20.1-1983

External
Order No. Model D (C) Dimensions(mm)
Y : : (%) |
< [ _ Righthand | Lefthand | Right hand Left hand )
'y = 302-05-001  302-05-002 1ER 27NPT 1EL 27NPT 114" 0.7 0.8 "
Py 302-05-003  302-05-004 11ER 18NPT 1EL 18NPT 1/4" 08 10 "
5 302-05-005  302-05-006 11ER 14NPT 11EL 14NPT 1/4" 0.8 1.0 1
302-05-007  302-05-008 16ER 2VNPT 16EL 27NPT 38" 0.7 08 16
302-05-009  302-05-010 16ER 18NPT 16EL 18NPT 38" 08 10 16
302-05-011  302-05-012 16ER 14NPT 16EL 14NPT 38" 09 1.2 16

302-05-013  302-05-014  1B6ER 11.5NPT  16EL 11.5NPT  3/8" "ns 11 15 16
302-05-015  302-05-016 16ER 8NPT 16EL 8NPT 3/8" 8 1250 WG I

Internal

Order No. Pitch | Dimensions(mm)

Right hand | Left hand Right hand Left hand P(mm)

301-05-001  301-05-002 08IR 27NPT 08IL 27NPT 316" 2 06 06 8
301-05-003  301-05-004 08IR 18NPT 08IL 18NPT 316" 18 06 06 8
301-05-005  301-05-006 IR 27NPT 1IL 27NPT 114" 27 07 08 "
301-05-007  301-05-008 1IR 18NPT 11IL 18NPT 114" 18 08 10 1
301-05-009  301-05-010 1R 14NPT 11IL 14NPT 114" 14 08 1.0 "
301-05-011  301-05-012 16IR 27NPT 16IL 27NPT 318" 27 07 08 16
301-05-013  301-05-014 16IR 18NPT 16IL 18NPT 38" 18 08 10 16
301-05-015  301-05-016 16IR 14NPT 16IL 14NPT 3/8" 14 Q98 2 16
301-05-017  301-05-018 16IR 11.5NPT 16IL 11.5NPT  3/8" 15 11 15 16
301-05-019  301-05-020 16IR 8NPT 16IL 8NPT 3/8" 8 1l L 16
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THREADING CUTTER

AMERICAN DRYSEAL TAPER PIPE FULL PROFILE
* According to standard ANSI B1.20.3-1976

External \

!
(IC :
Righthand | Lefthand | Righthand | Left hand s

302-06-001  302-06-002 MER 27NPTF  11EL 27NPTF  1/4" 27 07 07 "
302-06-003  302-06-004 11ER 18NPTF  11EL 18NPTF  1/4" 18 OIS 1 "
302-06-005  302-06-006 TER 14NPTF  11EL 14NPTF  1/4" 14 08 10 "
302-06-007  302-06-008 16ER 27NPTF  16EL 27NPTF  3/8" 27 07 07 16
302-06-003  302-06-010 16ER 18NPTF  16EL 18NPTF  3/8" 18 08 10 16
302-06-011  302-06-012 16ER 14NPTF  16EL 14NPTF  3/8" 14 098 N2 16
302-06-013  302-06-014  16ER 11.5NPTF 16EL 11.5NPTF  3/8" ns 14 15 16
302-06-015  302-06-016 16ER 8NPTF 16EL 8NPTF 38" 8 a0 MGG 16

Internal

Order No.

Right hand | Left hand Right hand Left hand

301-06-001  301-06-002 08IR 27NPTF 08IL 27NPTF  3/16" 27 07 07 8
301-06-003  301-06-004 08IR 18NPTF 08IL 18NPTF  3/16" 18 08 1.0 8
301-06-005  301-06-006 11IR 27NPTF 1L 27NPTF 1/4" 27 07 07 gl
301-06-007  301-06-008 1R 18NPTF 11IL 18NPTF 114" 18 (85N IO "
301-06-009  301-06-010 IR 14NPTF 11IL 14NPTF 114" 14 08 10 "
301-06-011  301-06-012 16IR 27NPTF 16IL 27NPTF 3/8" 27 O3 T 16
301-06-013  301-06-014 16IR 18NPTF 16IL 18NPTF 3/8" 18 08 1.0 16
301-06-015  301-06-016 16IR 14NPTF 16IL 14NPTF 318" 14 08 12 16
301-06-017  301-06-018  16IR 11.5NPTF  16IL 11.5NPTF  3/8" ns 14 1.5 16
301-06-019  301-06-020 16IR 8NPTF 16IL 8NPTF 3/8" 8 1501 18 16

BRITISH STANDARD TAPER PIPE FULL PROFILE

+ According to standard B.S.21:1985 55

Internal

90° | eema 1°47' 24"

External \ ]

Coww | ww |
D(

Right hand | Left hand Right hand Left hand

302-07-001  302-07-002 1ER 28BSPT  11EL 28BSPT  1/4" 28 06 06 "
302-07-003  302-07-004 11ER 19BSPT  1MEL 19BSPT  1/4" 19 08 09 1
302-07-005  302-07-006 1ER 14BSPT  11EL 14BSPT  1/4" 14 09 1.0 "
302-07-007  302-07-008 16ER 28BSPT  16EL 28BSPT  3/8" 28 06 06 16
302-07-008  302-07-010 16ER 19BSPT  16EL 19BSPT  3/8" 19 08 09 16
302-07-011  302-07-012 16ER 14BSPT  16EL 14BSPT  3/8" 14 il | Ll 16
302-07-013  302-07-014 16ER 11BSPT  16EL 11BSPT  3/8" i 1.1 1.5 16

Internal

Order No. Model Dimensions(mm)

e A

301-07-001  301-07-002 11IR 28BSPT 1L 28BSPT 114" 28 06 06 "
301-07-003  301-07-004 11IR 19BSPT MIL 19BSPT 114" 19 08 | 09 "
301-07-005  301-07-006 11IR 14BSPT 1L 14BSPT 114" 14 09 1.0 "
301-07-007  301-07-008 16IR 28BSPT 16IL 28BSPT 3/8" 28 06 06 16
301-07-003  301-07-010 16IR 19BSPT 16IL 19BSPT 38" 19 08 09 16
301-07-011  301-07-012 16IR 14BSPT 16IL 14BSPT 3/8" 14 10 52 16
301-07-013  301-07-014 16IR 11BSPT 16IL 11BSPT 3/8" 1 1.1 1.5 16
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THREADING CUTTER

55° WHITWORTH FULL PROFILE
* According to standard B.S.84:1956,1S0228-1982

Internal

RO.137P
55°

External

A Order No. Dimensions(mm)

T BN EAN
302-08-001  302-08-002 11ER 28W 11EL 2 1/4" 28 086 0.6 "
302-08-003  302-08-004 11ER 26W 11EL 26W 1/4" 28 06 0.7 1
302-08-005  302-08-006 1ER 20W 11EL 20W 1/4" 24 07 0.8 1"
302-08-007  302-08-008 TER 19W 11EL 19W 1/4" 20 08 0.9 1
302-08-009  302-08-010 11ER 16W 11EL 16W 1/4" 16 09 1 1
302-08-011  302-08-012 1ER 14W 11EL 14W 1/4" 32 06 0.6 1
302-08-013  302-08-014 16ER 28W 16EL 28W 38" 28 086 0.7 16
302-08-015  302-08-016 16ER 26W 16EL 26W 38" 26 07 0.8 16
302-08-017  302-08-018 16ER 20W 16EL 20W 3/8" 20 08 0.9 16
302-08-019  302-08-020 16ER 19W 16EL 19W 38" 19 08 1.0 16
302-08-021  302-08-022 16ER 14W 16EL 14W 3/8" 14 1.0 1.2 16
302-08-023  302-08-024 16ER 12W 16EL 12W 3/8" 12 q 14 16
302-08-025  302-08-026 16ER 11W 16EL 1MW 38" 1 13 15 16
302-08-027  302-08-028 16ER 10W 16EL 10W 3/8" 10 122 15 16
302-08-029  302-08-030 16ER 9W 16EL 9w 38" 9 1.2 {7 16
302-08-031  302-08-032 16ER 8W 16EL 8W 3/8" 8 1.2 2.0 16
302-08-033  302-08-034 22ER. TW 22EL TW 12" 7 1.6 23 22
302-08-035  302-08-036 22ER 6W 22EL oW 12" 6 16 23 22
302-08-037  302-08-038 22ER 5W 22EL 5W 12" 5 1.7 25 22
302-08-039  302-08-040 27ER 4.5W 27EL 4.5W 5/8" 4.5 1.9 2T 27
302-08-041  302-08-042 27ER 4W 27EL 4W 5/8" 4 2: 30 27
Internal

Order No. -

301-08-001  301-08-002 08IR 28W 08IL 28W 316" 28 06 0.6 8
301-08-003  301-08-004 08IR 26W 08IL 26W 3/16" 26 06 0.6 8
301-08-005  301-08-006 D8IR 24W 08IL 24w 316" 24 06 0.7 8
301-08-007  301-08-008 08IR 20W 08IL 20w 316" 20 06 0.7 8
301-08-009  301-08-010 08IR 19W 08IL 19W 316" 19 06 07 8
301-08-011  301-08-012 D8IR 16W 08IL 16W 316" 16 086 0.7 8
301-08-013  301-08-014 11IR 28W 11IL 28W 114" 28 086 0.6 "
301-08-015  301-08-016 11IR 26W 1L 26W 1/4" 28 06 0.7 1
301-08-017  301-08-018 11IR 20W 11IL 20w 1/4" 24 0.7 0.8 1
301-08-019  301-08-020 11IR 19W 1IL 19W 1/4" 20 08 09 1
301-08-021  301-08-022 11IR 16W 11IL 16W 1/4" 16 09 1:1 1"
301-08-023  301-08-024 11IR 14W 1L 14W 1/4" 32 06 0.6 1"
301-08-025  301-08-026 16IR 28W 16IL 28W 38" 28 06 07 16
301-08-027  301-08-028 16IR 26W 16IL 26W 3/8" 26 0.7 0.8 16
301-08-029  301-08-030 16IR 20W 16IL 20W 38" 20 08 0.9 16
301-08-031  301-08-032 16IR 19W 16IL  19W 3/8" 19 08 1.0 16
301-08-033  301-08-034 16IR 14W 16IL 14W 3/8" 14 1.0 1.2 16
301-08-035  301-08-036 16IR 12w 16IL 12w 38" 12 141 1.4 16
301-08-037  301-08-038 16IR 1MW 16IL 11W 3/8" 1 141 15 16
301-08-039  301-08-040 16IR 10W 16IL 10W 3/8" 10 17 5 16
301-08-041  301-08-042 16IR 9w 16IL 9w 38" 9 1.2 1.7 16
301-08-043  301-08-044 16IR 8W 16IL 8W 3/8" 8 1.2 20 16
301-08-045  301-08-046 22IR TW 22IL TW 12" 7 16 23 22
301-08-047  301-08-048 22IR 6W 22IL 6W bk 6 16 233 22
301-08-049  301-08-050 22IR 5W 22IL 5W 12" 5 17 25 22
301-08-051  301-08-052 27IR 4.5W 27IL 4.5W 5/8" 45 19 27 27
301-08-053  301-08-054 27IR 4w 27IL 4w 5/8" 4 2.1 3.0 27
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THREADING CUTTER

INCH SIZE TRAPEZE ACME w
* According to standard ANSI/ASME 1.5-1988

External

Order No. Model

D (IC)
Righthand | Lefthand | Right hand

>
302-09-001 302-09-002  16ER 16ACME  16EL 16ACME  3/8" 1 1.1 16
302-09-003  302-09-004  16ER 14ACME  16EL 14ACME  3/8" 11205 B2 16
- 302-09-005 302-09-006  16ER 12ACME  16EL 12ACME  3/8" 1.1 12 16
302-09-007  302-09-008  16ER 10ACME  16EL 10ACME  3/8" 1300 4 16
302-09-009  302-09-010 16ER 8ACME 16EL BACME  3/8" 14 15 16
302-09-011  302-09-012 22ER 6ACME 22EL 6ACME 12" e | B
302-09-013  302-09-014 22ER SACME  22EL 5ACME 12" 18 21 22
302-09-015  302-09-016 27ER 4ACME 27EL 4ACME 5/8" Al | ] T

Internal

Order No. Model DC)
did
Right hand | Left hand Right hand Left hand

301-09-001  301-09-002 16IR 16ACME 16IL 16ACME 3/8" 16 1 1.1 16
301-09-003  301-09-004 16IR 14ACME 16IL 14ACME 318" 14 k| ks 16
301-09-005  301-09-006 16IR 12ACME 16IL 12ACME 3/8" 12 i[5 122 16
301-09-007  301-09-008 16IR 10ACME 16IL 10ACME 3/8" 10 123 | 14 16
301-09-003  301-09-010 16IR 8ACME 16IL BACME 38" 8
301-09-011  301-09-012 22IR 6ACME 22IL 6ACME 12" 6
301-09-013  301-09-014 22IR 5ACME 22IL 5SACME 112" 5 18 21 22
301-09-015  301-09-016 27IR 4ACME 27IL 4ACME 5/8" 4

METRIC SIZE TRAPEZE TR

* According to standard DIN103-1977
External

Order No. Pitch | Dimensions(mm)

Right hand | Left hand Right hand Left hand P(mm)

302-10-001  302-10-002 1ER 1.50TR 11EL 1.50TR 114" 15 08 09 "
302-10-003  302-10-004 16ER 1.50TR 16EL 1.50TR 3/8" 1.5 1.0 1.1 16
302-10-005  302-10-006 16ER 2.00TR 16EL 2.00TR 3/8" 2.0 11 13 16
302-10-007  302-10-008 16ER 2.50TR 16EL 2.50TR 38" 25 1220 4 16
302-10-009  302-10-010 16ER 3.00TR 16EL 3.00TR 3/8" 3.0 13 15 16
302-10-011  302-10-012 22ER 4.00TR 22EL 4.00TR 12" 4.0 7 IS e
302-10-013  302-10-014 22ER 5.00TR 22EL 5.00TR 172" 5.0 21 25 22
302-10-015  302-10-016 22ER 6.00TR 22EL 6.00TR 12" 6.0 2| a2 ey D
302-10-017  302-10-018 27ER 6.00TR 27EL6.00TR 5/8" 6.0 23 21 21
302-10-019  302-10-020 27ER 7.00TR 27EL 7.00TR 5/8" 7.0 Pl P ]

Internal

Order No. Model

Right hand | Left hand Right hand Left hand

301-10-001  301-10-002 11IR 1.50TR 1IL1.50TR i

301-10-003  301-10-004 16IR 1.50TR 16IL 1.50TR 3/8" 1.0 1.1 16
301-10-005  301-10-006 16IR 2.00TR 16IL 2.00TR 318" 1.1 1.3 16
301-10-007  301-10-008 16IR 2.50TR 16IL 2.50TR 38" 120114 16
301-10-009  301-10-010 16IR 3.00TR 16IL 3.00TR 318" 13 15 16
301-10-011  301-10-012 22IR 4.00TR 22IL4.00TR 12" e ST
301-10-013  301-10-014 22IR 5.00TR 22IL 5.00TR 12" 21 25 22
301-10-015  301-10-016 22IR 6.00TR 22IL6.00TR 12" vt | el || Rl
301-10-017  301-10-018 27IR 6.00TR 27IL6.00TR 5/8" 23 27 o
301-10-019  301-10-020 27IR 7.00TR 27IL7.00TR 5/8" 2228|027
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THREADING CUTTER

INDEXABLE THREADING MILLS E

* Used for cutting both internal and external thread.
* Shank according to DIN1835B.
-DJ__‘ — - - - 7T

L1

S|zef mm)
Order No. Model nsert Screw Weight
T o .-..

241-17-001 SMT-14.5-14 145 1 CO30A07S
241-17-002 SMT-17-14 17 20 14 30 85 1 14... CO30A07S T9 (}.3
241-17-003 SMT-20-14 20 20 17 35 90 1 14..  CO30A07S 9 0.3
241-17-004 SMT-25-14 25 25 22 40 100 1 14..  CO30A07S T9 0.4
241-17-005 SMT-18-21 18 20 14 30 85 1 21..  CO040A09S T15 0.3

1

1

1

1

kI'JIN 18358

dm

241-17-006 SMT-21-21 21 20 17 40 95 21 C040A09S T15 0.3

241-17-007 SMT-25-21 25 25 21 50 115 215 C040A09S T15 04

241-17-008 SMT-29-30 29 k) 24 50 115 0. C050A12S T20 0.6

241-17-009 SMT-48-40 48 40 40 80 160 40... C050A128 T20 23
Inert not included

Recommend cutting data
e Finshoutng
Application Surface speed Feed per ooth Cuttmg depth Surface speed Feed pertooth Cutting depth Sur!ace speed Feed permoth Cutllng depth
| | e e e e P
Steel 14{)-80 0. 05-{) 12
Stainless Steel 5 5 5 100-60 0.04-0.10 = 5 7
Cast iron = = : 100-60 0.05-0.15 = 2 E =

Non ferrous metal z = = - - - 5 = =
High temperature alloy - - - - & E 5 5 s

INDEXABLE THREADING CHASER T
B
) o=t
« used for cutting both internal and external thread. i I
] ] ]
beseesd
r‘J‘*‘L‘wc/ =
I ]
@ | I 1@
L---.!._--.{
Slc.ef mm
Order No. Model At Insert Screw Torx Weight
B ENENLS
231-17-001 SMF-50-14 104 CO030A07S
231-17-002 SMF-63-21 63 22 104 50 5 21_.. C040A09S WT15 0,6
231-17-003 SMF-80-21 80 27 124 50 6 21z C040A09S WT15 14
231-17-004 SMF-80-30 80 27 124 55 4 30 C050A128 WT20 ikl
231-17-005  SMF-100-30 100 32 144 60 4 30... C050A128 WT20 19
231-17-006 SMF-80-40 80 27 124 65 4 40... C050A12S WT20 1.1
23117-007  SMF-100-40 100 32 144 70 4 40... C050A12S WT20 1.9

Inert not included

Recommend cutting data
[ Finshauing |
Application Surface speed| Feed per tooth [ Cutting depth|Surface speed| Feed per tooth | Cutting depth|Surface speed| Feed per tooth | Cutting depth
e ol o o
Steel 140-80 0.05-0.12
Stainless Steel 5 5 2 100-60 0.04-0.10 7 5 z =
Castiron g = 5 100-60 0.08-0.15 E z 2 >

Non ferrous metal 2 = - - - - g 5 g
High temperature alloy - - - = = B s z &
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THREADING CUTTER

CARBIDE ISO METRIC THREAD MILLING INSERTS FOR STEEL

-

External Internal

Prh | = _
Order No. Model P(mm) Grade |Application Order No. Model A Grade |Application
304-17-001 14E0.75180 075 14 75 31 EP2220 Steel 303-17-001 141050150 050 14 75 31 EP2220 Steel
304-17-002 14E1.001SO 1.00 14 75 3.1 EP2220 Steel 303-17-002 1410.751SO 075 14 7.5 3.1 EF2220 Steel
304-17-003 14E1.251SO 125 14 75 3.1 EP2220 Steel 303-17-003 1411.001SO 100 14 75 3.1 EP2220 Steel
304-17-004 14E1501SO 150 14 75 31 EP2220 Steel 303-17-004 1411.251S0 125 14 75 31 EP2220 Steel
304-17-005 14E1.751SO0 175 14 75 3.1 EP2220 Steel 303-17-005 1411.501SO 150 14 75 3.1 EP2220 Steel
304-17-006 14E2.001S0 200 14 75 31 EP2220 Steel 303-17-006 1411.751S0 175 14 75 31 EP2220 Steel
304-17-007 14E2501S0 250 14 75 31 EP2220 Steel 303-17-007 141200180 200 14 75 31 EP2220 Steel

30317008 1412501SO 250 14 7.5 3.1 EP2220 Steel
304-17-008 21E1.001SO 100 21 12 47 EP2220 Steel

304-17-008 21E1501S0 150 21 12 47 EP2220 Steel 303-17-008 2111.001S0 1.00 21 12 47 EP2220 Steel
304-17-010  21E2.001SO 2.00 21 12 47 EP2220 Steel 303-17-010 211150180 150 21 12 47 EP2220 Steel
304-17-011  21E2501SO 250 21 12 47 EP2220 Steel 303-17-011  2111.751SO0 175 21 12 47 EP2220 Steel
30417012 21E3.001S0 3.00 21 12 4.7 EP2220 Steel 30317012 211200180 200 21 12 4.7 EP2220 Steel
303-17-013 2112501SO 250 21 12 47 EP2220 Steel
304-17-013 30E150180 150 30 16 55 EP2220 Steel 303-17-014 211300180 3.00 21 12 47 EP2220 Steel
304-17-014  30E2.001SO 2.00 30 16 5.5 EP2220 Steel 30317015 211350180 350 21 12 47 EP2220 Steel
304-17-015 30E3.001SO 300 30 16 55 EP2220 Steel
304-17-016 30E3501S0 350 30 16 55 EP2220 Steel 303-17-016 3011.501SO 150 30 16 55 EP2220 Steel
304-17-017 30E4.001SO 400 30 16 55 EP2220 Steel 303-17-017 3012.001SO 200 30 16 55 EP2220 Steel
303-17-018 3013.001SO 3.00 30 16 55 EP2220 Steel
304-17-018 40E1.501S0 150 40 20 6.3 EP2220 Steel 30317019 3013501SO 350 30 16 55 EP2220 Steel
304-17-019 40E2.001SO 200 40 20 63 EP2220 Steel 303-17-020 3014.001SO 400 30 16 55 EP2220 Steel
304-17-020 40E3.001SO 3.00 40 20 63 EP2220 Steel 303-17-021 3014.501S0 450 30 16 5.5 EP2220 Steel
30417021 40E4.001SO 400 40 20 6.3 EP2220 Steel
304-17-022 40E5.001SO 500 40 20 63 EP2220 Steel 303-17-022 40M.501SO 150 40 20 6.3 EP2220 Steel
304-17-023 40E6.001SO 6.00 40 20 6.3 EP2220 Steel 303-17-023 4012001SO 200 40 20 6.3 EP2220 Steel

303-17-024  4013.001SO 300 40 20 63 EP2220 Steel
303-17-025 4013501SO 350 40 20 63 EP2220 Steel
303-17-026  4014.001SO 400 40 20 6.3 EP2220 Steel
303-17-027 404.501SO 450 40 20 63 EP2220 Steel
303-17-028  4015.001SO 500 40 20 63 EP2220 Steel
303-17-029 401550150 550 40 20 6.3 EP2220 Steel
303-17-030  4016.001SO 600 40 20 6.3 EP2220 Steel
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THREADING CUTTER

CARBIDE ISO METRIC THREAD MILLING INSERTS FOR STAINLESS STEEL

-

External Internal
Prh » - »
Order No. Model P(mm) Grade |Application Order No. Model A Grade |Application
(mm) P(mm)
306-17-001 14E0.75180 075 14 75 31 EP3220 INOX 305-17-001 141050150 050 14 75 31 EP3220 INOX
306-17-002 14E1.001SO 1.00 14 75 3.1 EP3220 INOX 305-17-002 1410.751SO 075 14 7.5 3.1 EP3220 INOX
306-17-003 14E1.251SO 125 14 75 3.1 EP3220 INOX 305-17-003 1411.001SO 100 14 75 3.1 EP3220 INOX
306-17-004 14E1501SO 150 14 75 31 EP3220 INOX 305-17-004 1411.251S0 125 14 75 31 EP3220 INOX
306-17-005 14E1.751SO 175 14 75 3.1 EP3220 INOX 305-17-005 1411.501SO 150 14 75 3.1 EP3220 INOX
306-17-006 14E2.001S0 200 14 75 31 EP3220 INOX 305-17-006 1411.751S0 175 14 75 31 EP3220 INOX
306-17-007 14E2501S0 250 14 75 31 EP3220 INOX 305-17-007 141200180 200 14 75 31 EP3220 INOX

305-17-008 1412501SO 250 14 7.5 3.1 EP3220  INOX
306-17-008 21E1.001SO 100 21 12 47 EP3220  INOX

306-17-008 21E150180 150 21 12 47 EP3220 INOX 305-17-008 2111.001SO0 1.00 21 12 47 EP3220 INOX
306-17-010  21E2.001SO 2.00 21 12 47 EP3220 INOX 305-17-010  2111.501S0 150 21 12 47 EP3220 INOX
306-17-011  21E2501SO 250 21 12 47 EP3220 INOX 305-17-011  2111.751SO 175 21 12 47 EP3220 INOX
306-17-012 21E3.001S0 3.00 21 12 4.7 EP3220 INOX 305-17-012 211200180 200 21 12 4.7 EP3220 INOX
305-17-013 2112501SO 250 21 12 47 EP3220 INOX
306-17-013 30E1501S0 150 30 16 55 EP3220 INOX 305-17-014  2113.001SO0  3.00 21 12 47 EP3220 INOX
306-17-014 30E2.001SO 200 30 16 5.5 EP3220 INOX 30517015 211350180 350 21 12 47 EP3220 INOX
306-17-015 30E3.001SO 300 30 16 55 EP3220 INOX
306-17-016 30E3.501S0 350 30 16 55 EP3220 INOX 305-17-016 3011.501SO 150 30 16 55 EP3220 INOX
306-17-017 30E4.001SO 400 30 16 55 EP3220 INOX 305-17-017  3012.001SO 200 30 16 55 EP3220 INOX
305-17-018 3013.001SO 3.00 30 16 55 EP3220 INOX
306-17-018 40E1.501S0 150 40 20 6.3 EP3220 INOX 305-17-019  3013501SO 350 30 16 55 EP3220 INOX
306-17-019 40E2.001SO 200 40 20 63 EP3220 INOX 305-17-020 3014.001SO 400 30 16 55 EP3220 INOX
306-17-020 40E3.001SO 3.00 40 20 63 EP3220 INOX 305-17-021 3014.501S0 450 30 16 5.5 EP3220 INOX
306-17-021 40E4.001SO 400 40 20 6.3 EP3220 INOX
306-17-022 40E5.001SO 500 40 20 63 EP3220 INOX 306-17-022 40M.501SO 150 40 20 6.3 EP3220 INOX
306-17-023 40E6.001SO 6.00 40 20 6.3 EP3220 INOX 305-17-023 4012001SO 200 40 20 6.3 EP3220 INOX

305-17-024  4013.001SO 300 40 20 63 EP3220  INOX
305-17-025 4013501SO 350 40 20 63 EP3220  INOX
305-17-026  4014.001SO 400 40 20 6.3 EP3220  INOX
305-17-027  404.501SO 450 40 20 63 EP3220  INOX
305-17-028  4015.001SO 500 40 20 63 EP3220  INOX
305-17-029  4015.501SO0 550 40 20 6.3 EP3220  INOX
305-17-030  4016.001SO  6.00 40 20 63 EP3220  INOX
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THREADING CUTTER

CARBIDE ISO METRIC THREAD MILLING INSERTS FOR CAST IRON

-

External Internal

Order No. Model S Grade |Application Order No. Model oo Grade |Application
raer No ode P{_mm_] rade pp raer No jJode P{_mm_] rade pp
14 75 34 14 75 34

308-17-001 14E0.751S0 0.75 EP3220 CastIron 307-17-001 1410.501SC  0.50 EP3220 CastlIron
308-17-002 14E1.001SO 1.00 14 75 3.1 EP3220 Castlron 307-17-002 1410.751SO 075 14 7.5 3.1 EP3220 Castlron
308-17-003 14E1.25180 125 14 7.5 3.1 EP3220 Castlron 30717003  1411.001SO0 100 14 75 3.1 EP3220 Castlron
308-17-004 14E1501SO 150 14 75 31 EP3220 Castlron 307-17-004 141125180 125 14 75 31 EP3220 Castlron
308-17-005 14E1.75180 175 14 7.5 3.1 EP3220 Castlron 30717005 141150180 150 14 7.5 3.1 EP3220 Castlron
308-17-006 14E200I1SO 200 14 75 31 EP3220 Castlron 307-17-006 1411.751SO0 175 14 75 31 EP3220 Castlron
308-17-007 14E2501S0 250 14 75 31 EP3220 Castlron 307-17-007 1412001SO 200 14 75 31 EP3220 Castlron

30717008 1412501SC 250 14 7.5 3.1 EP3220 Castlron
308-17-008 21E1.001SO 100 21 12 47 EP3220 Castlron

308-17-009 21E150180 150 21 12 4.7 EP3220 Castlron 30717009 2111.001SO0 100 21 12 4.7 EP3220 Castlron
308-17-010 21E2.00I1SO 200 21 12 47 EP3220 Castlron 307-17-010 211150180 150 21 12 47 EP3220 Castlron
308-17-011 21E2501S0 250 21 12 47 EP3220 Castlron 307-17-011 211175180 175 21 12 47 EP3220 Castlron
308-17-012 21E3.001S0 300 21 12 47 EP3220 Castlron 30717012 211200180 200 21 12 47 EP3220 Castlron
307-17-013 2112501SO 250 21 12 47 EP3220 Castlron
308-17-013 30E1.501SO 150 30 16 55 EP3220 Castlron 307-17-014  2113.001SO 3.00 21 12 47 EP3220 Castlron
308-17-014 30E2.001SO 200 30 16 55 EP3220 Castlron 30717015 211350180 350 21 12 47 EP3220 Castlron
308-17-015 30E3.001SO 300 30 16 55 EP3220 Castlron
308-17-016 30E3501S0 350 30 16 55 EP3220 Castlron 30717016 3011.501S0 150 30 16 55 EP3220 Castlron
308-17-017 30E4.001SO 400 30 16 55 EP3220 Castlron 307-17-017  3012.001SO 200 30 16 55 EP3220 Castlron
307-17-018 3013.001SO 300 30 16 55 EP3220 Castlron
308-17-018 40E1.501S0 150 40 20 6.3 EP3220 Castlron 30717019 3013.501SO 350 30 16 55 EP3220 Castlron
308-17-019 40E2.001SO 200 40 20 63 EP3220 Castlron 307-17-020 3014.001SO 400 30 16 55 EP3220 Castlron
308-17-020 40E3.001SO 300 40 20 63 EP3220 Castlron 307-17-021 3014.501SO0 450 30 16 5.5 EP3220 Castlron
308-17-021 40E4.001SO 400 40 20 6.3 EP3220 Castlron
308-17-022 40E5.001SO 500 40 20 6.3 EP3220 Castlron 307-17-022  4011.501SO 150 40 20 63 EP3220 Castlron
308-17-023 40E6.001SO 600 40 20 6.3 EP3220 Castlron 30717023 4012001SO 200 40 20 63 EP3220 Castlron

307-17-024  4013.001SO 300 40 20 63 EP3220 Castlron
307-17-025 4013501SO 350 40 20 63 EP3220 Castlron
30717026  4014.001SO 400 40 20 63 EP3220 Castlron
307-17-027  404.501SO 450 40 20 63 EP3220 Castlron
307-17-028  4015.001SO 500 40 20 63 EP3220 Castlron
307-17-029  4015.501SO 550 40 20 6.3 EP3220 Castlron
307-17-030  4016.001SO  6.00 40 20 63 EP3220 Castlron
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THREADING CUTTER

HSS-E ISO METRIC COARSE THREAD SPIRAL POINT MACHINE TAP

« Spiral point. * Right hand cutting. 60° .
+ Ground teeth and Chamfer :4-5 threads M DIN371 1ISO2 ISO !
* Hole of application: through hole and thread depth <3d1. DINST8 6H DIN13

L2
s T S - DIN371 ! 1

1
=
t L2 B

d1
i
o
=
3

d1
d2

Order No. Order No.

BiER! DIN371
442-12-001  Stainless steel  M3x0.5 1 56 Gin 2l 442-13-001 Cast Iron M3x0.5 1 56 i 2l
442-12-002  Stainless steel  M4x0.7 13 63 45 34 442-13-002 Cast Iron M4x0.7 13 63 45 34
442-12-003  Stainless steel M5x0.8 16 70 6 49 442-13-003 Cast Iron M5x0.8 16 70 6 49
442-12-004  Stainless steel ~ M6x1 19 80 6 49 442-13-004 Cast Iron M6x1 19 80 6 49
442-12-005  Stainless steel M8x1.25 22 90 8 6.2 442-13-005 Cast Iron M8x1.25 22 90 8 6.2
442-12-006  Stainless steel M10x15 24 100 10 8 442-13-006 Cast Iron M10x15 24 100 10 8

SAMAKRMNRANRANR, PR

L ———— S
442-22-007  Stainless steel M12x1.75 29 110 9 7 442-23-007 Cast Iron M12x1.75 29 110 9 7
442-22-008  Stainless steel  M14x2 30 110 11 9 442-23-008 Cast Iron M14x2 30 110 1 9
442-22-009  Stainless steel  M16x2 32 110 12 9 442-23-009 Cast Iron M16x2 32 110 12 9
442-22-010  Stainless steel M18x2.5 34 125 14 1 442-23-010 Cast Iron M18x2.5 34 125 14 1
442-22-011  Stainless steel M20x2.5 34 140 16 12 442-23-011 Cast Iron M20x2.5 34 140 16 12
442-22-012  Stainless steel M22x2.5 34 140 18 145 442-23-012 Cast Iron M22x2.5 34 140 18 14.5
442-22-013  Stainless steel  M24x3 38 160 18 14.5 442-23-013 Cast Iron M24x3 38 160 18 14.5

thread <
Order No. length i |, Order No.
442-14-001 Alloy Steel M3x0.5 11 56 i 27 442-11-001 Universal M3x0.5 11 56 3ib 20
442-14-002 Alloy Steel M4x0.7 13 63 45 3.4 442-11-002 Universal M4x0.7 13 63 45 3.4
442-14-003 Alloy Steel M5x0.8 16 70 6 49 442-11-003 Universal M5x0.8 16 70 6 49
442-14-004 Alloy Steel Méx1 19 80 6 49 442-11-004 Universal Méx1 19 80 6 49
442-14-005 Alloy Steel ~ M8x1.25 22 90 8 6.2 442-11-005 Universal ~ M8x1.25 22 a0 8 6.2
442-14-006 Alloy Steel M10x1.5 24 100 10 8 442-11-006 Universal M10x1.5 24 100 10 8
- R

DIN376 'ﬁ‘-_"_}i —— DN T S —————
442-24-007 Alloy Steel  M12x1.75 29 110 9 7 442-21-007 Universal M12x1.75 29 110 9 7
442-24-008 Alloy Steel M14x2 30 110 1 9 442-21-008 Universal M14x2 30 110 1 9
442-24-009 Alloy Steel M16x2 32 110 12 9 442-21-009 Universal M16x2 32 110 12 9
442-24-010 Alloy Steel ~ M18x25 34 125 14 1 442-21-010 Universal ~ M18x25 34 125 14 1
442-24-011 Alloy Steel M20x2.5 34 140 16 12 442-21-011 Universal M20x2.5 34 140 16 12
442-24-012 Alloy Steel M22x2.5 34 140 18 14.5 442-21-012 Universal M22x2.5 34 140 18 14.5
442-24-013 Alloy Steel M24x3 38 160 18 14.5 442-21-013 Universal M24x3 38 160 18 14.5
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THREADING CUTTER

HSS-E ISO METRIC COARSE THREAD SPIRAL FLUTE MACHINE TAP

* Fast spiral Flute 35° . ‘
+ Ground teeth and Chamfer :2-3 threads M DIN371 1S0O2 ISO TR I
+ Right hand cutting. DIN376 6H DIN13 35 =

* Hole of application: Blind hole and thread depth<2.5d1.

LI,
] e e e s s o DIN371 | |

P2 ‘ El; ey ) e - DIN376

d1
d2

thread | Total

thread

T Size : Square i e

Order No.| Application (d1) length | Length| Dia. q['a] Order No. | Application| Size (d1) | length | Length

) (L2 : @) ki e
DINGT1 Gy — DIN371 e — —
443-12-001 Stainless steel ~ M3x0.5 1 56 35 i 443-13-001  Cast Iron M3x0.5 " 56 2 A
443-12-002 Stainless steel ~ M4x0.7 13 63 45 34 443-13-002  Cast Iron M4x0.7 13 63 45 34
443-12-003 Stainless steel ~ M5x0.8 16 70 6 49 443-13-003  Cast Iron M5x0.8 16 70 6 49
443-12-004 Stainless steel ~ M6x1 19 80 6 49 443-13-004  Cast Iron Méx1 19 80 6 49
443-12-005 Stainless steel M8x1.25 22 90 8 6.2 443-13-005 Castlron  M8x1.25 22 90 8 6.2
443-12-006 Stainless steel  M10x1.5 24 100 10 8 443-13-006 Castlron ~ M10x1.5 100 10 8

] = - =

DIN376 SN ) - DIN376 WL
443-22-007 Stainless steel M12x1.75 29 110 9 7 443-23-007 Castlron  M12x1.75 110 9 7
443-22-008 Stainless steel ~ M14x2 30 110 1 9 443-23-008  Cast Iron M14x2 30 110 1 9
443-22-009 Stainless steel ~ M16x2 32 10 12 9 443-23-009  Cast Iron M16x2 32 10 12 9
443-22-010 Stainless steel M18x2.5 34 125 14 1 443-23-010  Cast Iron M18x2.5 34 125 14 1
443-22-011 Stainless steel  M20x2.5 34 140 16 12 443-23-011  Castlron  M20x2.5 34 140 16 12
443-22-012 Stainless steel M22x2.5 34 140 18 145 443-23-012 Castlron  M22x2.5 34 140 18 145
443-22-013 Stainless steel ~ M24x3 38 160 18 14.5 443-23-013  Cast Iron M24x3 38 160 18 14.5

Order No. | Application iﬁ? Order No. | Application

DIN371 =) _ DIN371 BT —=— -
443-14-001 Alloy Steel M3x0.5 1 56 36 27 443-11-001 Universal M3x0.5 1 56 3.5 29
443-14-002 Alloy Steel M4x0.7 13 63 45 34 443-11-002 Universal M4x0.7 13 63 45 34
443-14-003 Alloy Steel M5x0.8 16 70 6 49 443-11-003 Universal M5x0.8 16 70 6 49
443-14-004 Alloy Steel M6x1 19 80 6 49 443-11-004 Universal M6x1 19 80 6 49
443-14-005 Alloy Steel ~ M8x1.25 22 90 8 6.2 443-11-005 Universal M8x1.25 22 90 8 6.2
443-14-006 Alloy Steel M10x1.5 24 100 10 8 443-11-006 Universal M10x1.5 24 100 10 8

3 N - - 3 . N—

DIN376 \g N ’—‘— = DIN376 N r
443-24-007 Alloy Steel ~ M12x1.75 29 110 9 443-21-007  Universal  M12x1.75 29 110 9
443-24-008 Alloy Steel M14x2 30 110 1 9 443-21-008 Universal M14x2 30 110 1
443-24-009 Alloy Steel M16x2 32 10 12 9 443-21-009  Universal M16x2 32 10 12 9
443-24-010 Alloy Steel M18x2.5 34 125 14 1 443-21-010 Universal M18x2.5 34 125 14 1
443-24-011 Alloy Steel M20x2.5 34 140 16 12 443-21-011 Universal M20x2.5 34 140 16 12
443-24-012 Alloy Steel ~ M22x25 34 140 18 14.5 443-21-012  Universal  M22x2.5 34 140 18 14.5
443-24-013 Alloy Steel M24x3 38 160 18 14.5 443-21-013 Universal M24x3 38 160 18 145
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PARTING & GROOVING CUTTER

EXTERNAL PARTING AND GROOVING TOOLHOLDERS FOR INSERT QE

Insert Screw [ Torx wrench
-mn--
211-18-001 211-18-002 QE1616R02H08 QE1616L02H08 16.25 100 QE2.00 MS05016
211-18-003 211-18-004 QE2020R02K08 QE2020L02K08 2 8 2(} 20 2025 125 QE2.00 MS05016
211-18-005 211-18-006 QE2525R02M08 QE2525L02M08 2 8 25 25 2525 150 QE2.00 MS05016
211-18-007 211-18-008 QE1616R03H16 QE1616L03H16 3 16 16 16  16.25 100 QE3.00 MS05016
211-18-009 211-18-010 QE2020R03K16 QE2020L03K16 3 16 20 20 2025 125 QE3.00 MS05016
211-18-011 211-18-012 QE2525R03M16 QE2525L03M16 3 16 25 2300 25751 B 50 QE3.00 MS05016
211-18-013 211-18-014 QE3225R03P16 QE3225L03P16 3 16 32 25 2525 170 QE3.00 MS05016
211-18-015 211-18-016 QE3232R03P16 QE3232L03P16 3 16 32 32 3225 | 10 QE3.00 MS05016
211-18-017 211-18-018 QE2020R04K 16 QE2020L04K16 4 16 20 20 205 125 QE4.00 MS05016
211-18-019 211-18-020 QE2525R04M16 QE2525L04M16 4 16 25 25 265 150 QE4.00 MS05016
211-18-021 211-18-022 QE3225R04P16 QE3225L04P16 4 16 32 25 255 170 QE4.00 MS05016
211-18-023 211-18-024 QE3232R04P16 QE3232L04P16 4 16 32 B2 Ea2 e ST QE4.00 MS05016
211-18-025 211-18-026 QE4040R04R16 QE4040L04R16 4 16 40 40 405 200 QE4.00 MS05016
211-18-027 211-18-028 QE2525R05M20 QE2525L05M20 i 20 25 2o 25054 A0 QE4.00 MS05016
211-18-029 211-18-030 QE3225R05P20 QE3225L05P20 5 20 32 25 255 170 QES5.00 MS06020
211-18-031 211-18-032 QE3232R05P20 QE3232L05P20 5 20 32 421 B35 HiT0 QES5.00 MS06020
211-18-033 211-18-034 QE4040R05R20 QE4040L05R20 5 20 40 40 405 200 QE5.00 MS06020

KRR LRLRLRRRRLERE

Insert not included

INTERNAL GROOVING TOOLHOLDERS FOR INSERT QE

Dmin

|

=

Tmax

| W

Insert Screw |Torx wrench
-n---
221-18-001 221-18-002 S20Q-QER02-05  S20Q-QEL02-05 180 QE2.00 MS04012
221-18-003 221-18-004 S25R-QER02-07 S25R-QEL02-07 2 ? 25 23 1 9.5 33 200 QE2.00 MS05016 S4
221-18-005 221-18-006 S20Q-QER03-06 S20Q-QEL03-06 3 6 20 18 16 27 180 QE3.00 MS05016 S4
221-18-007 221-18-008 S25R-QER03-07 S25R-QEL03-07 3 7 25 2o 1050 BEGA S BP0 QE3.00 MS05016 S4
221-18-009 221-18-010 $325-QER03-09 $325-QEL03-09 3 9 32 30 25 42 250 QE3.00 MS05016 5S4
221-18-011 221-18-012 S25R-QER04-10 S25R-QEL04-10 4 10 25 i |t | At |l QE4.00 MS05016 S4
221-18-013 221-18-014 S325-QER04-11 S325-QEL04-11 4 " 32 30 27 44 250 QE4.00 MS05016 S4
221-18-015 221-18-016 S40T-QER04-13 S40T-QEL04-13 4 13 40 37 33 54 300 QE4.00 MS05016 S4
221-18-017 221-18-018 $328-QER05-11 S$32S-QEL05-11 5 1 323 27 4 250 QE5.00 MS06020 S5
221-18-019 221-18-020 S40T-QER05-13 S40T-QEL05-13 5 13 40 By a3 54 300 QE5.00 MS06020 35
Insert not included
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PARTING & GROOVING CUTTER

FACE GROOVING TOOLHOLDERS FOR INSERT QE

o’

*owwe | s
T N T I I =) R

211-18-035
211-18-037
211-18-039
211-18-041
211-18-043
211-18-045
211-18-047
211-18-049
211-18-051
211-18-053
211-18-055
211-18-057
211-18-059
211-18-061
211-18-063
211-18-065
211-18-067
211-18-069
211-18-071
211-18-073
211-18-075
211-18-077
211-18-079
211-18-081
211-18-083
211-18-085
211-18-087
211-18-089
211-18-091
211-18-093
211-18-095
211-18-097
211-18-009
211-18-101
211-18-103
211-18-105
211-18-107
211-18-109
211-18-11
211-18-113

211-18-036
211-18-038
211-18-040
211-18-042
211-18-044
211-18-046
211-18-048
211-18-050
211-18-052
211-18-054
211-18-056
211-18-058
211-18-060
211-18-062
211-18-064
211-18-066
211-18-068
211-18-070
211-18-072
211-18-074
211-18-076
211-18-078
211-18-080
211-18-082
211-18-084
211-18-086
211-18-088
211-18-090
211-18-092
211-18-094
211-18-096
211-18-098
211-18-100
211-18-102
211-18-104
211-18-106
211-18-108
211-18-110
211-18-112
211-18-114

QE2020R02K08-M048060
QE2020R02K08-H060075
QE2020R02K08-H075100
QE2525R02M08-M048060
QE2525R02M08-H060075
QE2525R02M08-H075100
QE2020R03K16-H075100
QE2525R03M16-H075100
QE3232R03P16-H075100
QE2020R04K16-M038048
QE2020R04K16-M048060
QE2020R04K16-H060075
QE2020R04K16-H075100
QE2020R04K16-H100140
QE2020R04K16-H140240
QE2020R04K16-M240480
QE2525R04M16-H038048
QE2525R04M16-H048060
QE2525R04M16-H060075
QE2525R04M16-H075100
QE2525R04M16-H100140

QE2020L02K08-M048060
QE2020L02K08-H060075
QE2020L02K08-H075100
QE2525L02M08-M048060
QE2525L02M08-H060075
QE2525L02M08-HO75100
QE2020L03K16-H075100
QE2525L03M16-H075100
QE3232L03P16-H075100
QE2020L04K16-M038048
QE2020L04K16-H048060
QE2020L04K16-H060075
QE2020L04K16-H075100
QE2020L04K16-H100140
QE2020L04K16-H140240
QE2020L04K16-H240480
QE2525L04M16-H038048
QE2525L04M16-H048060
QE2525L04M16-H060075
QE2525L04M16-H075100
QE2525L04M16-H100140

QE2525R04M16-H 140240 QE2525L04M16-H140240

QE2525R04M16-H240480
QE3232R04P16-H038048
QE3232R04P16-H048060
QE3232R04P16-H060075
QE3232R04P16-H075100
QE3232R04P16-H100140
QE3232R04P16-H 140240
QE3232R04P16-H240480
QE2525R05M20-H054070
QE2525R05M20-H070095
QE2525R05M20-H095130
QE2525R05M20-H130180
QE2525R05M20-H180000
QE3232R05P20-H054070
QE3232R05P20-H070095
QE3232R05P20-H095130
QE3232R05P20-H130180
QE3232R05P20-H180000

QE2525L04M16-H240480
QE3232L04P16-H038048
QE3232L04P16-H048060
QE3232L04P16-H060075
QE3232L04P16-H075100
QE3232L04P16-H100140
QE3232L04P16-H140240
QE3232L04P16-H240480
QE2525L05M20-H054070
QE2525L05M20-H070095
QE2525L05M20-H095130
QE2525L05M20-H130180
QE2525L05M20-H180000
QE3232L05P20-H054070
QE3232L05P20-H070095
QE3232L05P20-H095130
QE3232L05P20-H130180
QE3232L05P20-H180000

[ S T RS BT TS S T BT T S S - S G S G N S U N N O O O G S N O XA RO SR RN SR R XY

_i

o] |

Size(mm)

4860
60-75
75-100
48-60
60-75
75-100
75-100
75-100
75-100
38-48
4860
60-75
75-100
100-14¢
140-240
240-48(
38-48
48-60
60-75
75-100
100-140
140-24¢
240-480
38-48
48-60
60-75
75-100
100-14¢
140-240
240-48(
5470
70-95
95-130
130-18¢
180-
5470
70-95
95-130
130-180
180-

e

Tma

@

20.25
20.25
20.25
i)
25.25
2525
20.25
26.25
3225
205
20.5
205
20.5
205
20.5
20.5
25.5
255
25.5
255
255
25.5
255
32.5
325
32.5
32.5
325
32.5
325
255
25.5
25.5
25.5
25.5
325
32.5
325
325
32.5

125
125
125
150
150
150
125
150
170
125
125
125
125
125
125
125
150
150
150
150
150
150
150
170
170
170
170
170
170
170
150
150
150
150
150
170
170
170
170
170

Insert Screw

QE2.00
QE2.00
QE2.00
QE2.00
QE2.00
QE2.00
QE3.00
QE3.00
QE3.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QE4.00
QES.00
QE5.00
QES5.00
QE5.00
QE5.00
QES.00
QE5.00
QES.00
QES.00
QE5.00

MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS05016
MS06020
MS06020
MS06020
MS06020
MS06020
MS06020
MS06020
MS06020
MS06020
MS06020

Torx

wrench

R LRLLRLRLLYLLRLRLRRRERERRERR2RR2RRE

[ B I R ]
o oh Onon ChoQn

Insert not included
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PARTING & GROOVING CUTTER

SOLID CARBIDE PARTING & GROOVING INSERTS QE

=

s Insert size (mm)
i o - S “-
-

311-20-001 QE2.00-EMF EC2120 steel and cast iron 16 2 0.2
311-20-002 QE3.00-EMF EC2120 steel and cast iron 20 B 0.3
311-20-003 QE4.00-EMF EC2120 steel and cast iron 20 4 0.4
311-20-004 QE5.00-EMF EC2120 steel and cast iron 26 5 04
321-20-001 QE2.00-EMF EC4130 stainless steel 16 2 0.2
321-20-002 QE3.00-EMF EC2120 stainless steel 20 3 0.3
321-20-003 QE4.00-EMF EC2120 stainless steel 20 4 0.4
321-20-004 QE5.00-EMF EC2120 stainless steel 26 5 0.4

www.harlingentools.com K]




PARTING & GROOVING CUTTER

GRE EXTERNAL GROOVING TOOLHOLDS FOR INSERT TN1635

18.5

@ x
£ [+]

1o :

1

h2

e s I N I
nsert Crew
Rt | Lot | R Mdu-m-- o

211-19-001 211-18-002 GRE.R 1616K TN16 GRE.L 1616K TN16 125 TN1635--+ L60 M3.5x8.8 T15
211-19-003 211-19-004 GRE.R 2020K TN16 GRE.L 2020K TN16 20 20 ; 125  TN1635--- L60 M3.5x8.8 T15

Insert not included.

GRI INTERNAL GROOVING TOOLHOLDS FOR INSERT TN1635

dg7 h
\ I

q_'p E] 'L_'_'d _______ —7A/ ----------
| &

[ o | ot [ semm ||
nsert crew
T A B B R W .

211-19-005 211-19-006 GRIR S20M TN16 GRI.L S20M TN16 20 18 13 25 150  TN1635--- L60M3.5x8.8 T15
211-19-007 211-18-008 GRILR §25Q TN16 GRI.L 525Q TN16 25 23 180  TN1635--- L60 M3.5x8.8 T15

Insert not included.

GRV INTERNAL GROOVING TOOLHOLDS FOR INSERT TN1635

dg7 h
e 77—
WoE ==
. WL1
L

| ovate | ol I R B D
nsert crew
T I e I B s

211-19-009 211-19-010 GRV.R §20Q.20 TN16 GRV.LS20Q.20TN16 20 16 18 115 20 40 180 TN1635---V L60M35x88  T15

d1
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PARTING & GROOVING CUTTER

SHANK STYLE INDEXABLE GROOVING MILLS FOR INSERT TN1635

* Suitable for cutting both internal and external groove. (
* Shank according to DIN1835B. Dﬂ I 7 @
* Right hand cutting.

DIN 1835B
5

L1
I
Size mm
Order No. Model No.of teeth Insert Screw Torx wrench Weight
--

241-19-001 CMT-20TN16 1 TN1635R L60-M3.5x8.8A T15

241-19-002 CMT-25TN16 25 105 1 TN1635R L60-M3.5x8.8A T15

241-19-003 CMT-32TN16 32 32 55 125 3 TN1635R L60-M3.5x8.8A T15 0.5
241-19-004 CMT-40TN16 40 32 70 135 3 TN1635R L60-M3.5x8.8A T15 08

Insert not included

INDEXABLE GROOVING MILLS FOR INSERT TN1635

+ Suitable for cutting both internal and external groove. -
* Right hand cutting. A
Bk 2

Sue mm)
Order No. -“- No.of teeth Insert Screw Torx wrench Weight
m

231-19-001 FMT-51TN16 10.4 40 TN1635R.. L60-M3.5x8.8A WT15
231-19-002 FMT-63TN16 22 104 TN1635R.. L60-M3.5x8.8A WT15
231-19-003 FMT-80TN16 80 27 124 50 G TN1635R.. L60-M3.5x8.8A WT15 0.9

Insert not included

www.harlingentools.com



PARTING & GROOVING CUTTER

SOLID CARBIDE GROOVING INSERT TN1635

Note:

* For GRI internal groove cutting,left hand toolholder must

Note:
* For GRE External groove cutting,left hand toolholder must choose right

choose left hand insert and right hand toolholder must

choose right hand insert.

GRI

internal groove cutting

Right hand

311-21-001 TN1635R110 1.1 0.9
311-21-003 TN1635R130 1.3 1.3
311-21-005 TN1635R160 1.6 1.4
311-21-007 TN1635R185 1.85 1.7
311-21-009 TN1635R2152.15 2
311-21-011 TN1635R265 2.65 2.2

331-21-001 TN1635R110 1.1 0.9
331-21-003 TN1635R130 1.3 1.3
331-21-005 TN1635R160 1.6 1.4
331-21-007 TN1635R185 1.85 1.7
331-21-009 TN1635R2152.15 2
331-21-011 TN1635R265 2.65 2.2

341-21-001 TN1635R110 1.1 0.9
341-21-003 TN1635R130 1.3 1.3
341-21-005 TN1635R160 1.6 1.4
341-21-007 TN1635R1851.85 1.7
341-21-009 TN1635R2152.15 2
341-21-011 TN1635R265 2.65 2.2

ize(mm)

Order No.| Model m Grade | Application
w

9.525 3
9.525
9.525
9.525
9.525
9.525

9525
9.525
9.525
9.525
9.525
9.525

9.525
9.525
9.525
9.525
9.525
9.525

3.3
3.8
3.8
38
3.8

3.8
3.8
38
3.8
3.8
38

38
3.8
3.8
38
3.8
3.8

3.5
35
3.5
35
3.5

35
3.5
35
35
35
35

35
35
35
3.5
3.5
3.5

° EP2125 steel and INOX

0" EP2125 steel and INOX
0° EP2125 steel and INOX
0° EP2125 steel and INOX
0° EP2125 steel and INOX
0° EP2125 steel and INOX
0° EP3125  castiron
0° EP3125 cast iron
0° EP3125  castiron
0° EP3125 cast iron
0° EP3125  castiron
0° EP3125  castiron
0° EW3125  Al-alloy
0° EP3125 Al-alloy
0° EP3125 Al-alloy
0° EP3125 Al-alloy
0° EP3125 Al-alloy
0° EP3125 Al-alloy

hand insert and right hand toolholder must choose left hand insert.

external groov cutting

@ 9
L3
o L

(s Tol -]

Left hand

311-21-002 TN1635L110 1.1 0.9
311-21-004 TN1635L130 1.3 1.3
311-21-006 TN1635L160 1.6 1.4
311-21-008 TN1635L185 1.85 1.7
311-21-010 TN1635L2152.15 2
311-21-012 TN1635L265 2.65 2.2

331-21-002 TN1635L110 1.1 0.9
331-21-004 TN1635L130 1.3 1.3
331-21-006 TN1635L160 16 1.4
331-21-008 TN1635L185 1.85 1.7
331-21-010 TN1635L2152.15 2
331-21-012 TN1635L265 2.65 2.2

341-21-002 TN1635L110 1.1 0.9
341-21-004 TN1635L130 1.3 1.3
341-21-006 TN1635L160 1.6 1.4
341-21-008 TN1635L185 1.85 1.7
341-21-010 TN1635L215 215 2
341-21-012 TN1635L.265 2.65 2.2

9.525 3
9.525
9.525
9.525
9.525
9.525

9.525
9.525
9.525
9.525
9.525
9.525

9.525
9.525
9.525
9.525
9.525
9.525

Size(mm)

3.8
3.8
3.8
38
3.8

3.8
3.8
38
3.8
3.8
38

38
3.8
3.8
38
3.8
3.8

3.5
3.5
3.5
35
3.5

3.5
3.5
35
3.5
3.5
35

35
35
3.5
35
3.5
3.5

Oo
0
0
0
0

El

El

a

o

0
0
0
0
0
0

°

o

El

o

El

0°
0
0
0
0

El

o

o

El

+0.10
W.oos

® EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX

EP3125 cast iron
EP3125 cast iron
EP3125  castiron
EP3125 cast iron
EP3125  castiron
EP3125  castiron
EW3125  Al-alloy
EP3125 Al-alloy
EP3125  Al-alloy
EP3125 Al-alloy
EP3125 Al-alloy
EP3125 Al-alloy
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PARTING & GROOVING CUTTER

SOLID CARBIDE GROOVING INSERT TN1635...V

+0.10
Wioos

I\% 3

Right hand

Model .“-

311-21-013 TN1635R110-V 1.1 1.3 9.525 3.8 3.50°
311-21-015 TN1635R130-V 1.3 1.6 9.525 3.8350°
311-21-017 TN1635R160-V 1.6 1.859.525 3.83.50°
311-21-019 TN1635R185-V 1.85 1.859.525 3.83.50°
311-21-021 TN1635R215-V 2.15 1.85 9.525 3.83.50°

331-21-013 TN1635R110-V 1.1 09
331-21-015 TN1635R130-V 1.3 13
331-21-017 TN1635R160-V 1.6 1.4
331-21-019 TN1635R185-V 1.85 1.7
331-21-021 TN1635R215-V 215 2

9.525 3.83.50°
9525 38350°
9.525 38350°
9525 38350°
9.52538350°

341-21-013 TN1635R110-V 1.1 09
341-21-015 TN1635R130-V 1.3 13
341-21-017 TN1635R160-V 1.6 1.4 9.52538350°
341-21-019 TN1635R185-V 1.85 1.7 9.525 3.83.50°
341-21-021 TN1635R215-V 215 2 9.525 3.8 3.50°

9.525 38350°
9.525 3.83.50°

Internal groove cutting

d1

Grade

EP2125
EP2125
EP2125
EP2125
EP2125

EP3125
EP3125
EP3125
EP3125
EP3125

EW3125
EP3125
EP3125
EP3125
EP3125

Application

steel and INOX
steel and INOX
steel and INOX
steel and INOX
steel and INOX

cast iron
cast iron
cast iron
cast iron
cast iron

Al-alloy
Al-alloy
Al-alloy
Al-alloy
Al-alloy

Left hand

Model
N EE T

311-21-014 TN1635L110-V 1.1
311-21-016 TN1635L130-V 1.3
311-21-018 TN1635L160-V 1.6
311-21-020 TN1635L185-V 1.85
311-21-022 TN1635L215-V 2.15

331-21-014 TN1635L110-V 1.1
331-21-016 TN1635L130-V 1.3
331-21-018 TN1635L160-V 1.6
331-21-020 TN1635L185-V 1.85
331-21-022 TN1635L215-V 2.15

341-21-014 TN1635L110-V 1.1
341-21-016 TN1635L130-V 1.3
341-21-018 TN1635L160-V 1.6
341-21-020 TN1635L185-V 1.85
341-21-022 TN1635L215-V 2.15

Size(mm)

1.3
14
1.7
2

0.9
il
14
157
2

0.9
13
14
1.7
2

9 9525 38350°
9.525 3.83.50°
952538350°
9.525 3.83.50°
9.52538350°

9.525 3.83.50°
952538350°
9.525 3.8350°
9.525 3.83.50°
9.52538350°

9.52538350°
9.52538350°
9.525 3.83.50°
952538350°
9.525 3.83.50°

S
d a %._
-
©
. .
o =
[ Wioos

Application

EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX
EP2125 steel and INOX

EP3125 cast iron
EP3125  castiron
EP3125 cast iron
EP3125 cast iron
EP3125  castiron
EW3125  Al-alloy
EP3125 Al-alloy
EP3125  Al-alloy
EP3125 Al-alloy
EP3125 Al-alloy

www.harlingentools.com
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HARLINGEN

BORING CUTTER & ABS TOOLING SYSTEM

ADJUSTABLE DOUBLE-EDGE BORING CUTTERS WITH ABS SHANK 175

SMALL DIAM. BORING CUTTERS WITH FINE ADJ. &BORING BAR 176 ﬂ

MICRO-ADJUSTABLE BORING CUTTERS & CARTRIDGES 178

PRECISION MICRO-ADJUSTABLE CARTRIDGES 179

ABS TOOLING SYSTEM 180
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BORING CUTTER & ABS TOOLING SYSTEM

ADJUSTABLE DOUBLE-EDGE BORING CUTTERS WITH ABS SHANK

Order No. Shank A Insert Screw Torx wrench
25 45 35 T7

275-64-001 ABS25-TS9025-45 ABS25 25-32 CCMT060204 C025A07S
275-64-002 ABS32-TS9025-70 ABS32 25-32 32 70 58 CCMTO060204 C025A07S T
275-64-003 ABS25-TS9030-50 ABS25 30-38 25 50 5 CCMT060204 C025A07S 17
275-64-004 ABS32-TS9030-85 ABS32 30-38 32 85 i CCMT060204 C025A07S T7
275-64-005 ABS32-TS9037-60 ABS32 3747 32 60 e CCMT060204 C025A07S T7
275-64-006 ABS40-TS9046-60 ABS40 46-56 40 60 - CCMTO09T308 C035A08S T15
275-64-007 ABS50-TS9046-120 ABS50 46-56 50 120 104 CCMT09T308 C035A08S T15
275-64-008 ABS40-TS9055-60 ABS40 55-70 40 60 - CCMTO09T308 C035A085 T15
275-64-009 ABS50-TS9055-135 ABS50 55-70 50 135 - CCMTO09T308 C035A08S T15
275-64-010 ABS50-TS9069-70 ABS50 69-84 50 70 - CCMT120408 CO050A128 T20
275-64-011 ABS63-TS9083-80 ABS6E3 83-101 63 80 - CCMT120408 CO050A128 T20
275-64-012 ABS63-TS90993-80 ABSE3 99-125 63 80 - CCMT120408 C050A12S T20
275-64-013 ABS80-TS90123-90 ABS80 123-150 80 90 - CCMT120408 C050A128 T20
Spare Parts
ABS25-T59025-45 TS8025.CC06 MS04016 DT04 RS03010 $1.5 0.15
ABS32-TS9025-70 TS9025.CC06 MS04016 D104 RS03010 515 0.25
ABS25-T59030-50 TS8030.CC06 MS04016 DT04 RS03010 S1.5 0.20
ABS32-TS9030-85 TS8030.CC06 MS04016 DT04 RS03010 51.8 0.35
ABS32-TS9037-60 TS9037.CC06 MS04016 DT04 RS03010 515 0.75
ABS40-TS9046-60 TS9046.CC09 MS05016 DTO05 RS04012 S2.0 0.55
ABS50-TS9046-120 TS9046.CC09 MS05016 DT05 RS04012 §2.0 1.35
ABS40-TS9055-60 TS9055.CC09 MS06025 DT06 RS04012 S2.0 1.00
ABS50-TS9055-135 TS8055.CC09 MS06025 DT06 RS04012 S2.0 2.50
ABS50-TS9069-70 TS9069.CC12 MS08030 DT08 RS05016 §2.5 1.20
ABS63-TS9083-80 TS9083.CC12 MS01030 DT10 RS05020 525 1.90
ABS63-TS9099-80 TS8099.CC12 MS01030 DT10 RS05020 S3.0 220
ABS80-TS90123-90 TS90123.CC12 MS01030 DT10 RS05020 53.0 3.60

www.harlingentools.com R




BORING CUTTER & ABS TOOLING SYSTEM

MICRO-ADJUSTABLE BORING HEADS FOR SMALL DIAMETER

) /

5| oy —teE=

E 8
Order No. Model Shank CapaCIty dC mm} Slide travel --“ WE"ghl {Kg}
276-63-001 ABS40-SBZ-8 ABS40 31 0.35
276-63-002 ABS50-SBZ-12 ABS50 3-28 0.66
276-63-003 ABS63-SBZ-16 ABSE3 3-50 5 53 50 16 1.53

Boring bar not included.

REDUCING SLEEVS

$25

dc
3
d
dm

11
L L
Type Type II
280-63-001 SBJ-12C8 0.05
280-63-002 SBJ-16C8 8 16 6 0.06

SOLID CARBIDE BORING BAR

i1 —| ===t

dc

1
471-63-001 YBJ-0803-9 8
471-63-002 YBJ-0805-15 5 7 8 15 43
471-63-003 YBJ-0807-21 79 8 21 49
471-63-004 YBJ-0809-27 9-11 8 r 54
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BORING CUTTER & ABS TOOLING SYSTEM

INDEXABLE CARBIDE BORING BAR
< o] it

Capacity

de(mm) Weight(Kg)

224-63-001 YSBJ-160840 8-1 16 40 82 TBGT060102L C020S05J 0.06
224-63-002 YSBJ-1610-50 10-13 16 50 92 TBGT060102L C020S05J 0.07
224-63-003 YSBJ-1612-60 12-17 16 60 102 TPGH090204L C025A07S 0.08
224-63-004 YSBJ-1616-80 16-21 16 80 122 TPGHO90204L C025A07S 0.12
224-63-005 YSBJ-1620-100 20-26 16 100 142 TPGH110304L CO030A07S 0.16

Insert not included

INDEXABLE STEEL BORING BAR

T ——<¥+

I

L

Capacity Size( mm)

221-63-001 SBJ-1208-30 8-10 12 32 60 TBGT060102L C020S05J T6 =
221-63-002 SBJ-1210-40 10-12 12 40 68 TBGT060102L 0208054 T6 E
221-63-003 SBJ-1212-48 12-14 12 48 76 TPGH090204L C025A07S FT7 2
221-63-004 SBJ-1214-56 14-16 12 56 84 TPGH090204L C025A07S FT7 =
221-63-005 SBJ-1216-60 16-18 12 60 88 TPGHO090204L C025A07S F17 =
221-63-006 SBJ-1218-60 18-20 12 60 88 TPGH110304L CO30A07S T9 "
221-63-007 SBJ-1220-60 20-24 12 60 88 TPGH110304L CO30A07S T9 5
221-63-008 SBJ-1224-60 24-28 12 60 88 TPGH110304L C030A07S T9 5
221-63-009 SBJ-1608-32 8-11 16 32 74 TBGT060102L C020S05J T6 0.06
221-63-010 SBJ-1610-40 1013 16 40 82 TBGTO60102L 0208054 T6 0.07
221-63-011 SBJ-1612-53 12-17 16 53 95 TPGH090204L C025A07S FT7 0.08
221-63-012 SBJ-1616-68 16-21 16 68 110 TPGH090204L C025A07S F17 0.12
221-63-013 SBJ-1620-83 20-26 16 83 125 TPGH110304L CO30A07S T9 0.16
221-63-014 SBJ-1625-90 25-32 16 90 132 TPGH110304L CO30A07S T9 0.25
221-63-015 SBJ-1630-90 30-42 16 90 132 TPGH110304L C030A07S T9 0.3
221-63-016 SBJ-1640-90 40-50 16 90 132 TPGH110304L CO30A07S T9 04

Insert not included

INDEXABLE STEEL STUB BORING BAR

T 9

L
Order N Model Capacity sl Insert s T h | Weightkg)
rder No. ode - nse crew orx Wrenc eight(Kg)
i [T T -
22163017 SBJ-1608-16 811 16 16 58 TBGT060102L 020805 T6 0.06
22163018 SBJ-1610-20 1013 16 2 62 TBGT060102L 0208050 T6 007
22163019 SBJ-1612-24 1247 16 2 66 TPGH090204L C025A07S FT7 008
22163020 SBJ-1616-32 16.21 16 32 74 TPGH090204L C025A07S F17 012
22163021 SBJ-1620-32 20-26 16 2 74 TPGH110304L CO30A07S To 0.16
22163022 SBJ-1625-32 2532 16 32 74 TPGH10304L C030A07S To 025

Insert not included
www.harlingentools.com R¥&4




BORING CUTTER & ABS TOOLING SYSTEM

PRECESION MICRO-ADJUSTABLE BORING HEADS

Adjusting accurity:0.01mm

ﬂ |
m
L]
; L
: Forward boring back boring

dc

Capacity de(mm) ‘ )
Order No. Model Cartridge Screw | Weight (Kg)
n--

276-65-001 ABS25-FBZ026008-45 ABS25 26-47 36-47 12.5 BZ02... SS03005A 0.2
276-65-002 ABS32-FBZ033010-50 ABS32 33-60 44-60 50 48 22 26 16 BZ03... SS04010A 0.3
276-65-003 ABS40-FBZ042013-60 ABS40 42-74 57-74 60 58 24 34 20 BZ04... SS05010A 0.6
276-65-004 ABS50-FBZ053017-60 ABS50 53-95 68-95 GO aE T RO (SR 2o BZ05... S506012A 09
276-65-005 ABS63-FBZ068032-80 ABS63 68-152 84-152 80 78 30 48 325 BZ06... SS808012A
276-65-006 ABS80-FBZ098053-90 ABS80 98-203 98-203 90 8 40 48 45 BZ06... SS08015A i

Cartridge and insert not included

CARTRIDGE FOR MICRO-ADJUSTABLE BORING HEAD

Capacity dc(mm) .
Order No. Model - For boring cutter Insert Screw Torx wrench
Forward boring | Back boring

280-65-001 BZ021.TP08 26-34 g ABS25-FBZ026008-45 TP..0802..L 0205054 T6
280-65-002 BZ022.TP08 33-41 36-41 ABS25-FBZ026008-45 TP..0802..L C020S05J T6
280-65-003 BZ023.TP08 39-47 42-47 ABS25-FBZ026008-45 TP..0802..L C020S05J T6

TP.0802..L C020S05J T6
280-65-004 BZ031.TP08 33-43 2 ABS32-FBZ033010-50 TP..0802.L C020805J T6
280-65-005 BZ032.TP08 42-52 44-52 ABS32-FBZ033010-50 TP.0802..L C020S05J T6
280-65-006 BZ033.TP08 50-60 52-60 ABS32-FBZ033010-50 TP.0802.L C020S05J T6
280-65-007 BZ041.TP11 42-55 - ABS40-FBZ042013-60 TP.1103..L CO30A07S T9
280-65-008 BZ042.TP11 52-65 57-65 ABS40-FBZ042013-60 TP.1103..L CO030A07S T9
280-65-009 BZ043.TP11 61-74 66-74 ABS40-FBZ042013-60 TP.1103..L CO030A07S T9

TP.103..L CO030A07S 19
280-65-010 BZ051.TP11 53-70 68-70 ABS50-FBZ053017-60 TP.1103..L CO30A07S T9
280-65-011 BZ052.TP11 64-81 70-81 ABS50-FBZ053017-60 TP.1103.L CO30A07S T9
280-65-012 BZ053.TP11 78-95 84-95 ABS50-FBZ053017-60 TP.1103.L CO030A07S T9

TP.1103..L CO030A07S T9
280-65-013 82061 TP11 68-100 84-100 ABS63-FBZ068032-80 TP.103..L CO30A07S T9
280-65-014 98-151 98-151 ABSB0-FBZ098053-90 TP.1103..L CO030A07S T9
280-65-015 B7062. TP11 95-127 107127 ABS63-FBZ068032-80 TP.1103.L CO30A07S T9
280-65-016 125-178 125-178 ABSB80-FBZ098053-90 TP.1103..L CO030A07S 19
280-65-017 B7063.TP11 120-152 132-152 ABS63-FBZ068032-80 TP.1103..L CO30A07S T9
280-65-018 150-203 150-203 ABS80-FBZ098053-90 TP.1103..L CO30A07S T9
280-65-019 BZ021.CC06 26-34 5 ABS25-FBZ026008-45 CC..0602 C025A07S FT7
280-65-020 BZ031.CC06 33-43 2 ABS32-FBZ033010-50 CC..0602 CO25A07S FT7
280-65-021 BZ041.7C11 42-55 3 ABS40-FBZ042013-60 TC..1102 C025A07S FT7
280-65-022 BZ051.TC11 53-70 68-70 ABS50-FBZ053017-60 TC..1102 CO025A07S FT7
280-65-023 B2061TC11 68-100 84-100 ABS63-FBZ068032-80 TC..1102 C025A07S FT7
280-65-024 ) 98-151 98-151 ABS80-FBZ098053-90 TC..1102 CO025A07S F:F7

Insert not included
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BORING CUTTER & ABS TOOLING SYSTEM

PRECISION MICRO-ADJUSTABLE CARTRIDGES

* Adjusting accurity:0.01mm
* Used on non-standard precision boring cutter for combination holes.

Right hand Left hand Righthand |  Lefthand “n

280-66-001

280-66-003

280-66-005

280-66-007

280-66-009

280-66-011

280-66-013

280-66-015

280-66-017

280-66-019

280-66-021

280-66-023

280-66-025

280-66-027

280-66-002

280-66-004

280-66-006

280-66-008

280-66-010

280-66-012

280-66-014

280-66-016

280-66-018

280-66-020

280-66-022

280-66-024

280-66-026

280-66-028

SWFCR08CM-03

SCFCR08CM-06

SCFPRO8CM-06

STFCRO8CM-09

STFPROBCM-09

STFCROBCM-11

STFPROSCM-11

SCLCRO8CM-06

SCLPRO8CM-06

STLCROBCM-09

STLPROSCM-09

STLCRO8CM-11

STLPROBCM-11

SDQCRO8CM-07

SWFCL08CM-03

SCFCL08CM-06

SCFPLO8CM-06

STFCLOSCM-09

STFPLOBCM-09

STFCLOSCM-11

STFPLOBCM-11

SCLCLO8CM-06

SCLPLOBCM-06

STLCLOBCM-09

STLPLOBCM-09

STLCLOBCM-11

STLPLOSCM-11

SDQCLOsCM-07

135
1)
P

56.5

55.5

55.5

56.5

555

55.5

55.5

56.5

555

55.5

55.5

56.5

56.5

58.5

120°

Diagram

Insert

36 WC..030204

36 CC..060204

36  CP.060204

36  TC..090204

36  TP.090204

44 TC..110204

44 TP.110204

36 CC..060204

36  CP.060204

36  TC..090204

36  TP.090204

44 TC..110204

44 TP.110204

36 DC..070204

* Can be customized according to requirement.

www.harlingentools.com
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BORING CUTTER & ABS TOOLING SYSTEM

DIN69893 HSK TAPER SHANK ABS TOOLHOLDER

* Used for holding boring cutter with ABS quick shank.

Size (mm)

Order No. Model SHANK _ Thrust screw Receiving screw
63 25 50

111-11-401 HSKB3A-ABS25-50 HSK-AB3 21A.25-E1 21A.25-E2
111-11-402 HSK63A-ABS32-55 HSK-AB3 63 32 55 21A.32-E1 21A32-E2
111-11-403 HSK63A-ABS40-60 HSK-A63 63 40 60 21A.40-E1 21A.40-E2
111-11-404 HSKB3A-ABS50-70 HSK-A53 63 50 70 21A.50-E1 21A.50-E2
111-11-405 HSK63A-ABS63-80 HSK-AB3 63 63 80 21A.63-E1 21A.63-E2
111-11-406 HSK63A-ABS80-100 HSK-A63 63 100 100 21A.100-E1 21A.100-E2
111-11-601 HSK100A-ABS25-60 HSK-A100 100 25 60 21A.25-E1 21A.25-E2
111-11-602 HSK100A-ABS32-60 HSK-A100 100 32 60 21A.32-E1 21A32-E2
111-11-603 HSK100A-ABS40-80 HSK-A100 100 40 80 21A.40-E1 21A.40-E2
111-11-604 HSK100A-ABS50-80 HSK-A100 100 50 80 21A.50-E1 21A.50-E2
111-11-605 HSK100A-ABS63-80 HSK-A100 100 63 80 21AB3-E1 21AB3-E2
111-11-606 HSK100A-ABS80-90 HSK-A100 100 80 90 21A.80-E1 21A.80-E2
111-11-607 HSK100A-ABS100-100 HSK-A100 100 100 100 21 A.100-E1 21A100-E2

DIN69871 SK TAPER SHANK ABS TOOLHOLDER

* Used for holding boring cutter with ABS quick shank.

Size(mm)
: Receiving screw

Order No SHANK Thrust screw g

132-11-401 JT40-ABS25-20 SK40-AD 25 20 21 A.25-E1 21A.25-E2
132-11-402 JT40-ABS32-225 SK40-AD 32 225 21A.32-E1 21A.32-E2
132-11-403 JT40-AB340-22.5 SK40-AD 40 22.5 21A.40-E1 21A.40-E2
132-11-404 JT40-ABS50-45 SK40-AD 50 45 21A.50-E1 21A.50-E2
132-11-405 JT40-ABS63-65 SK40-AD 63 65 21A63-E1 21A63-E2
132-11-501 JT50-ABS25-20 SK50-AD 25 20 21 A.25-E1 21A.25-E2
132-11-502 JT50-ABS32-22.5 SK50-AD 32 22.5 21 A.32-E1 21A.32-E2
132-11-503 JT50-ABS40-22.5 SK50-AD 40 225 21A.40-E1 21A.40-E2
132-11-504 JT50-ABS50-45 SK50-AD 50 45 21A.50-E1 21A.50-E2
132-11-505 JT50-ABS63-50 SK50-AD 63 50 21A.63-E1 21A.63-E2
132-11-506 JT50-ABS80-60 SK50-AD 80 60 21A.80-E1 21A.80-E2
132-11-507 JT50-ABS100-80 SK50-AD 100 80 21A.100-E1 21A.100-E2
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BORING CUTTER & ABS TOOLING SYSTEM

DIN69871 SK TAPER SHANK ABS TOOLHOLDER

* Used for holding boring cutter with ABS quick shank.

Size(mm) »
Order No. SHANK Thrust screw | Receiving screw
132-11-406 JT40-ABS25-50 SK40-AD 25 50  21A.25-E1 21A.25-E2
132-11-407 JT40-ABS25-75 SK40-AD 25 75  21A.25-E1 21A.25-E2
132-11-408 JT40-ABS25-95 SK40-AD 25 95  21A.25-E1 21A.25-E2
132-11-409 JT40-ABS32-50 SK40-AD 32 50 21A.32-E1 21A.32-E2
132-11-410 JT40-ABS32-75 SK40-AD 32 75  21A32-E1 21A.32-E2

132-11-411 JT40-ABS32-100  SK40-AD 32 100 21A.32-E1 21A32-E2
132-11-412 JT40-ABS32-135 ~ SK40-AD 32 135 21A.32-E1 21A.32-E2
132-11-413 JT40-ABS40-50 SK40-AD 40 50  21A40-E1 21A.40-E2
132-11-414 JT40-ABS40-80 SK40-AD 40 80  21A40-E1 21A.40-E2
132-11-415 JT40-ABS40-110  SK40-AD 40 110 21A40-E1 21A.40-E2
132-11-416 JT40-ABS40-150  SK40-AD 40 150  21A.40-E1 21A.40-E2
132-11-417 JT40-ABS50-50 SK40-AD 50 50  21A50-E1 21A.50-E2
132-11-418 JT40-ABS50-80 SK40-AD 50 80  21A50-E1 21A.50-E2
132-11-419 JT40-ABS50-115  SK40-AD 50 115 21A.50-E1 21A.50-E2
132-11-420 JT40-ABS50-150  SK40-AD 50 150  21A.50-E1 21A.50-E2
132-11-421 JT40-ABS63-90 SK40-AD 63 80  21A.63-E1 21A.63-E2
132-11-422 JT40-ABS63-135  SK40-AD 63 135 21A.63-E1 21AB3-E2
132-11-423 JT40-ABS63-175  SK40-AD 63 175  21A.63-E1 21A.63-E2

132-11-508 JT50-ABS25-60 SK50-AD 256 60  21A.25-E1 21A.25-E2

132-11-509 JT50-ABS25-90 SK50-AD 25 80  21A.25-E1 21A.25-E2
132-11-510 JT50-ABS25-105  SK50-AD 25 105 21A.25-E1 21A.25-E2
132-11-511 JT50-ABS32-60 SK50-AD 32 60 21A32-E1 21A.32-E2
132-11-612 JT50-ABS32-90 SK50-AD 32 80  21A.32-E1 21A32-E2

132-11-513 JT50-ABS32-110  SK50-AD 32 110 21A.32-E1 21A.32-E2
132-11-514 JT50-ABS32-135  SK5B0-AD 32 135 21A.32-E1 21A.32-E2
132-11-515 JT50-ABS40-60 SK50-AD 40 60  21A.40-E1 21A.40-E2
132-11-516 JT50-ABS40-90 SK50-AD 40 90  21A.40-E1 21A40-E2
132-11-617 JT50-ABS40-120  SK50-AD 40 120  21A.40-E1 21A.40-E2
132-11-5618 JT50-ABS40-150  SK50-AD 40 150  21A.40-E1 21A.40-E2
132-11-519 JT50-ABS50-60 SK50-AD 50 60  21A.50-E1 21A.50-E2
132-11-620 JT50-ABS50-90 SK50-AD 50 80  21A.50-E1 21A.50-E2
132-11-521 JT50-ABS50-125 ~ SK50-AD 50 125  21A.50-E1 21A.50-E2
132-11-522 JT50-ABS50-165 ~ SK50-AD 50 165  21A.50-E1 21A.50-E2
132-11-623 JT50-ABS63-60 SK50-AD 63 60  21A.63-E1 21A.63-E2
132-11-524 JT50-ABS63-105 ~ SK50-AD 63 105  21A.63-E1 21AB3-E2
132-11-525 JT50-ABS63-145  SK50-AD 63 145  21A.63-E1 21A.63-E2
132-11-526 JT50-ABS63-175  SK50-AD 63 175  21A.63-E1 21A.63-E2
132-11-627 JT50-ABS63-225  SK50-AD 63 225  21A.63-E1 21A.63-E2
132-11-528 JT50-ABS80-70 SK50-AD 80 70  21A.80-E1 21A.80-E2
132-11-529 JT50-ABS80-125 ~ SK50-AD 80 125  21A.80-E1 21A.80-E2
132-11-530 JT50-ABS80-155 ~ SK50-AD 80 155  21A.80-E1 21A.80-E2
132-11-531 JT50-ABS80-200  SK50-AD 80 200  21A.80-E1 21A.80-E2
132-11-532 JT50-ABS80-250  SK50-AD 80 250 21A.80-E1 21A.80-E2
132-11-633 JT50-ABS100-115  SK50-AD 100 115  21A.100-E1 21A.100-E2
132-11-534 JT50-ABS100-155 ~ SK50-AD 100 155 21A.100-E1 21A.100-E2
132-11-535 JT50-ABS100-200  SK50-AD 100 200 21A.100-E1 21A.100-E2
132-11-536 JT50-ABS100-250  SK50-AD 100 250 21A.100-E1 21A.100-E2
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BORING CUTTER & ABS TOOLING SYSTEM

JIS B6339 BT TAPER SHANK ABS TOOLHOLDER

* Used for holding boring cutter with ABS quick shank.

Size(mm)
Order No. SHANK Thrust screw Receiving screw
122-11-401 BT40-ABS25-27 BT40-AD 25 27 21A.25-E1 21A.25-E2
122-11-402 BT40-ABS32-27.5 BT40-AD 32 21.5 21A.32-E1 21A.32-E2
122-11-403 BT40-ABS40-27.5 BT40-AD 40 215 21A40-E1 21A40-E2
122-11-404 BT40-ABS50-50-ABS5 BT40-AD 50 50.5 21A.50-E1 21A.50-E2
122-11-405 BT40-ABS63-55 BT40-AD 63 55 21A63-E1 21A.63-E2
122-11-501 BT50-ABS32-38.5 BT50-AD 32 38.5 21A.32-E1 21A.32-E2
122-11-502 BT50-ABS40-38.5 BT50-AD 40 385 21A.40-E1 21A.40-E2
122-11-503 BT50-ABS50-38.5 BT50-AD 50 38.5 21A.50-E1 21A.50-E2
122-11-504 BT50-ABS63-38.5 BT50-AD 63 38.5 21A.63-E1 21A.63-E2
122-11-505 BT50-ABS80-75 BT50-AD 80 75 21A.80-E1 21A.80-E2
122-11-506 BT50-ABS100-90 BT50-AD 100 90 21A.100-E1 21A.100-E2
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BORING CUTTER & ABS TOOLING SYSTEM

JIS B6339 BT TAPER SHANK ABS TOOLHOLDER

* Used for holding boring cutter with ABS quick shank.

e 55 y

Order No. A Thrust screw | Receiving screw
T

25 40

122-11-301 BT30-ABS25-40 BT30-AD

21A.25-E1 21A.25-E2

122-11-302 BT30-ABS32-50 BT30-AD 32 50 21A32-E1 21A.32-E2
122-11-303 BT30-ABS40-50 BT30-AD 40 50  21A40-E1 21A.40-E2
122-11-406 BT40-ABS25-58 BT40-AD 25 58  21A.25-E1 21A.25-E2
122-11-407 BT40-ABS25-75 BT40-AD 25 75  21A.25-E1 21A.25-E2
122-11-408 BT40-ABS25-100  BT40-AD 25 100 21A.25-E1 21A.25-E2
122-11-409 BT40-ABS32-58 BT40-AD 32 58 21A32-E1 21A.32-E2

122-11-410 BT40-ABS32-85 BT40-AD 32 85  21A.32-E1 21A.32-E2
122-11-411 BT40-ABS32-110  BT40-AD 32 110  21A.32-E1 21A32-E2
122-11-412 BT40-ABS32-145  BT40-AD 32 145 21A.32-E1 21A.32-E2
122-11-413 BT40-ABS40-58 BT40-AD 40 58  21A40-E1 21A.40-E2
122-11-414 BT40-ABS40-90 BT40-AD 40 90  21A40-E1 21A.40-E2
122-11-415 BT40-ABS40-120  BT40-AD 40 120 21A40-E1 21A40-E2
122-11-416 BT40-ABS40-150  BT40-AD 40 150  21A40-E1 21A.40-E2
122-11-417 BT40-ABS50-58 BT40-AD 50 58  21A.50-E1 21A.50-E2
122-11-418 BT40-ABS50-95 BT40-AD 50 95  21A.50-E1 21A.50-E2
122-11-419 BT40-ABS50-125 ~ BT40-AD 50 125 21A.50-E1 21A.50-E2
122-11-420 BT40-ABS50-165  BT40-AD 50 165  21A.50-E1 21A.50-E2
122-11-421 BT40-ABS63-70 BT40-AD 63 70  21A63-E1 21A.63-E2
122-11-422 BT40-ABS63-98 BT40-AD 63 98  21A63-E1 21A.63-E2
122-11-423 BT40-ABS63-135  BT40-AD 63 135 21A63-E1 21AB3-E2
122-11-424 BT40-ABS63-180  BT40-AD 63 180 21A.63-E1 21A.63-E2

122-11-507 BT50-ABS25-79 BT50-AD 25 79  21A.25-E1 21A.25-E2
122-11-508 BT50-ABS25-100  BT50-AD 25 100 21A.25-E1 21A.25-E2
122-11-509 BT50-ABS25-125  BTS0-AD 25 125  21A.25-E1 21A.25-E2
122-11-510 BT50-ABS32-79 BTS0-AD 32 79 21A32-E1 21A32-E2
122-11-511 BT50-ABS32-105  BT50-AD 32 105 21A.32-E1 21A.32-E2
122-11-512 BT50-ABS32-130  BT50-AD 32 130 21A.32-E1 21A.32-E2
122-11-513 BT50-ABS32-165  BT50-AD 32 165 21A.32-E1 21A.32-E2
122-11-514 BT50-ABS40-79 BT50-AD 40 79  21A40-E1 21A.40-E2
122-11-515 BT50-ABS40-105  BT50-AD 40 105  21A40-E1 21A40-E2
122-11-516 BT50-ABS40-140  BT50-AD 40 140 21A40-E1 21A.40-E2
122-11-517 BT50-ABS40-175  BT50-AD 40 175  21A.40-E1 21A.40-E2
122-11-518 BT50-ABS50-79 BT50-AD 50 79  21A50-E1 21A.50-E2
122-11-519 BT50-ABS50-110  BTS0-AD 50 110 21A.50-E1 21A.50-E2
122-11-520 BT50-ABS50-145  BT50-AD 50 145  21A.50-E1 21A.50-E2
122-11-521 BT50-ABS50-180  BT50-AD 50 180  21A.50-E1 21A.50-E2
122-11-622 BT50-ABS63-79 BT50-AD 63 79  21A63-E1 21A.63-E2
122-11-523 BT50-ABS63-125  BT50-AD 63 125 21A63-E1 21AB3-E2
122-11-524 BT50-ABS63-165  BTS50-AD 63 165 21A.63-E1 21A.63-E2
122-11-525 BT50-ABS63-200  BT50-AD 63 200 21A.63-E1 21A.63-E2
122-11-526 BT50-ABS63-250  BT50-AD 63 250 21A.63-E1 21A.63-E2
122-11-627 BT50-ABS80-89 BT50-AD 80 89  21A.80-E1 21A.80-E2
122-11-528 BT50-ABS80-135  BT50-AD 80 135 21A.80-E1 21A.80-E2
122-11-529 BT50-ABS80-150  BT50-AD 80 150 21A.80-E1 21A.80-E2
122-11-530 BT50-ABS80-175  BTS0-AD 80 175  21A.80-E1 21A.80-E2
122-11-531 BT50-ABS80-210  BT50-AD 80 210  21A.80-E1 21A.80-E2
122-11-632 BT50-ABS80-265  BTS50-AD 80 265 21A.80-E1 21A.80-E2
122-11-5633 BT50-ABS100-134 ~ BT50-AD 100 134 21A.100-E1 21A.100-E2
122-11-534 BT50-ABS100-165  BTS0-AD 100 165 21 A.100-E1 21A.100-E2
122-11-535 BT50-ABS100-200  BTS0-AD 100 200 21A.100-E1 21A.100-E2
122-11-536 BT50-ABS100-250  BT50-AD 100 250 21A.100-E1 21A.100-E2
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BORING CUTTER & ABS TOOLING SYSTEM

ABS EXTENSION ADAPTER

Size (mm) .
Order No. Model Db B Floating pin | Orientation pin
screw | screw
25 45

141-11-001  ABS25/25-45 21A25-E1 21A25-E2  21A.25-E3 21A.25-E4
141-11-002  ABS25/25-60 25 60 21A25-E1 21A25-E2 21A.25-E3 21A.25-E4
141-11-003  ABS32/32-50 32 50 21A32-E1 21A32E2  21A32-E3 21A.32-E4
141-11-004  ABS32/32-70 32 70 21A32-E1 21A32-E2  21A32-E3 21A32-E4
141-11-005  ABS40/40-60 40 60 21A40-E1 21A40-E2  21A40-E3 21A.40-E4
141-11-006  ABS40/40-90 40 90 21A40-E1 21A40-E2  21A40-E3 21A40-E4
141-11-007  ABS50/50-65 50 65 21A50-E1 21A50-E2  21A.50-E3 21A.50-E4
141-11-008  ABS50/50-100 50 100 21A.50-E1 21A50-E2  21A50-E3 21A.50-E4
141-11-009  ABS63/63-85 63 85 21AB63-E1 21A63-E2  21A63-E3 21AB3-E4
141-11-010 ABS63/63-125 63 125 21A63-E1 21A63-E2 21A63-E3 21A.63-E4
141-11-011  ABSB80/80-85 80 85 21A80-E1 21AB80-E2  21A.80-E3 21A.80-E4
141-11-012  ABSB0/80-125 80 125 21A80-E1 21A80-E2  21A.80-E3 21A.80-E4
141-11-013  ABS100/100-85 100 85 21A.100-E1 21A.80-E2  21A.100-E3 21A.100-E4
141-11-014 ABS100/100-125 100 125 21A.100-E1 21A.80-E2 21A.100-E3 21A.100-E4
141-11-015 ABS100/100-160 100 160 21A.100-E1 21A.80-E2  21A.100-E3 21A.100-E4

ABS REDUCING ADAPTER

({ \ 2oa

Order No. Model Z::g;t Reszn:;\:;ng Floating pin | Orientation pin
m

142-11-001 ABS32/25-40 32 25 40 28 21A25-E1 21A25-E2  21A32-E3 21A.32-E4
142-11-002 ABS40/25-40 40 25 40 26 21A.25-E1 21A25-E2  21A40-E3 21A.40-E4
142-11-003 ABS40/32-40 40 32 40 26 21A32-E1 21A32-E2  21A40-E3 21A.40-E4
142-11-004 ABS50/25-50 50 25 50 34 21A.25-E1 21A25-E2  21A50-E3 21A.50-E4
142-11-005 ABS50/32-50 50 32 50 34 21A32-E1 21A32-E2  21A50-E3 21A.50-E4
142-11-006 ABS50/40-50 50 40 50 34 21A40-E1 21A40-E2  21A50-E3 21A.50-E4
142-11-007 ABS63/25-60 63 25 60 40 21A.25-E1 21A25-E2  21A63-E3 21A.63-E4
142-11-008 ABS63/32-60 63 32 60 40 21A32-E1 21A32-E2 21A63-E3 21A63-E4
142-11-009 ABS63/40-60 63 40 60 40 21A40-E1 21A40-E2  21A63-E3 21A63-E4
142-11-010 ABS63/50-60 63 50 60 40 21A50-E1 21A50-E2  21A63-E3 21A.63-E4
142-11-011  ABS80/32-60 80 32 60 36 21A32-E1 21A32-E2  21A.B0-E3 21A.80-E4
142-11-012 ABS80/40-60 80 40 60 36 21A40-E1 21A40-E2  21A.80-E3 21A.80-E4
142-11-013 ABS80/50-60 80 50 60 36 21A50-E1 21A50-E2  21A.80-E3 21A.80-E4
142-11-014 ABS80/63-60 80 63 60 36 21A63-E1 21A63-E2 21A.80-E3 21A.80-E4
142-11-015 ABS100/40-80 100 40 80 52 21A40-E1 21A40-E2  21A.100-E3 21A.100-E4
142-11-016 ABS100/50-80 100 50 80 52 21A.50-E1 21A50-E2  21A.100-E3 21A.100-E4
142-11-017 ABS100/63-80 100 63 80 52 21A63-E1 21A63-E2 21A.100-E3 21A.100-E4
142-11-018 ABS100/80-80 100 80 80 52 21A.80-E1 21A80-E2 21A.100-E3 21A.100-E4

SEAL RING
for ABS dm=40 dm=50 dm=80 dm=100
Model 21A.25-E9 21A.32-E9 21A.40-E9 21A.50-E9 21A.63-E9 21A.80-E9 21A.100-E9 21A.125-E9
Order No. 140-00-001 140-00-002 140-00-003 140-00-004 140-00-005 140-00-006 140-00-007 140-00-008
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