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

2．Basic characteristics of ultra hard tool materials
2−1．Meaning and classifications of terms used in this leaflet

Ultra hard tool materials:   The collective name for materials used as cutting tools, including carbides, 
ceramics, CBN and diamond (PCD) sintered materials.

Carbide: Tool materials where the main component is WC (Tungsten Carbide)
Ultra hard materials:   The collective name for materials used as ultra hard tools. Also used as a 

convenient way of referring to carbides under a narrower definition.
Ultra hard tools: The collective name for tools using ultra hard tool materials.

2−2．Physical properties
Appearance: Varies depending on the material. Example: gray, black or gold
Odour: No odour
Hardness: Cemented carbide: HV500 up to 3,000 kg/mm2

Specific gravity: Carbide: 9 up to 19

2−3．Constituents
Carbide, nitride, carbo-nitride, or oxidized materials of W, Ti, Al, Ta, B or the like; some contain metallic 
components such as Co, Ni, Cr and/or Mo.

3．Precautions for handling ultra hard tool materials
＊  One of the properties specific to these materials is high hardness, another is brittleness. Therefore, shock 

loads or impacts, or excessive clamping of these materials may result in breakage or other damage.
＊  As the specific gravity (density) of these materials is very high, a large component made up of these materials 

or such products in large quantity should be handled with care.
＊  Ultra hard materials are different in their thermal expansion ratio from metals. These products are prone to 

thermal shock and subsequent breakage when subjected to sudden increase or decrease in temperature.
＊  As cutting oil, lubricant and general moisture may corrode ultra hard materials and affect their strength, pay 

extra attention to storing them in good conditions.

4．Precautions for processing ultra hard tools
＊  The strength of ultra hard tools may be significantly lowered depending on the surface condition. Always use 

diamond grinding wheels for finish machining.
＊  Dust is produced when ultra hard tools are ground. Install appropriate ventilation/disposal equipment and 

wear protective gear such as masks, as inhalation of such dust may be hazardous to health. If such dust 
contacts your skin or comes into contact with your eyes, flush well with flowing water.

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

＊After re-grinding ultra hard tools, check that they are free of cracks or damage before use.
＊  When ultra hard material or products made of ultra hard material is marked with lasers or an electric pen, 

cracking may occur to the marked area. Do not mark in areas where stress is applied during use.
＊  Processing ultra hard material by electric discharge may cause residual cracks on the surface, resulting in 

lower strength. Thus, remove any cracks completely by grinding as required.
＊  Be careful when brazing ultra hard material. If the temperature is lower or higher than the melting point of 

the brazing material, the insert may not be permanently fixed.

Safety instructions for using ultra hard cutting tools
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■ Precautions for Safe Use of Cutting Tools
Applicable Products Possible Risks Safety Measures

General Cutting 
Tools

◎ Contact with a sharp cutting edge with bare hands
may result in injury.

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

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

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

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

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

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

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

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

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

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

＊Use protective gear such as protective gloves.

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

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

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

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

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

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

◎ Touching burrs and flashes on machined work may
result in personal injury. ＊Use adequate hand protection.

Throw-Away 
Type Tools

 (With indexable 
insert)

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

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

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

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

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

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

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

Cutters and 
Rotational Tools

◎ As cutters have sharp cutting edges, contact with bare
hands may result in injury. ＊  Use protective equipment such as protective gloves.

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

＊  Use at a rotational speed within the recommended 
conditions.

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

Drills

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

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

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

＊  Always use precautions and secure safe handling 
methods.

＊Wear protective gloves and glasses.

Brazed Inserts / 
Tools

◎ Inserts may break or become, detached due to
incorrect brazing.

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

Others

◎ It is not advisable to use repeatedly brazed inserts as
the braze may progressively weaken.

＊ Do not use repeatedly brazed inserts as the strength 
of such inserts is lowered.

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

＊  Always use and operate as specified, observing the 
required safety rules and conditions.
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Guidelines for Catalog
◦This catalog lists products as of August 2019．
◦ Please note that specifications of the products listed in this catalog may be

changed without notice due to continuous research & development and
product improvements.

◦ This catalog contains the major features and relevant information on all of our
products. Please contact our sales representatives or dealers if more detailed
information is needed.

◦Stock Status Symbols
●：Standard stock available for Right-Hand, Left-Hand and neutral products
Ｒ：Stock available only in Right-Hand
Ｌ：Stock available only in Left-Hand
★：1 weeks delivery
◉：3 weeks delivery
■：While stock lasts
No symbol：Not stocked

■ Standard
1） Holder Type Package quantity Notes

Turning holder 1 pc/case
Milling cutter 1 pc/case

2） Spare parts Package quantity Notes

Screw 10 pcs/case Clamp screw, Clamp bolt, Double screw, 
Button screw

Seat 10 pcs/case Shim seat
Clamp 10 pcs/case Clamp
Wrench and cutter parts
(such as cartridges) 5 pcs/case Wrench, bit, cutter product

Blade 1 pc/case
Handle, Hose 1 pc/case Handle with magnet, handle and bit

3） Insert Type Package quantity Notes
BIDEMICS (Brazed) 1 pc/case JP2
Endmill 1 pc/case CERAMATIC (Ceramic), S-MILL (Carbide)
CBN 1 pc/case B16, B22, B23, B30, B36, B40, B52, B5K, B6K
PCD, Diamond coating 1 pc/case PD1, PD2, UC1
CTPW insert for cut-off 5 pcs/case CTPW series
STICK DUO
Solid carbide bar 1 pc/case SHFS, SHFB, SBFS, SBFB, SBB, SBG, SBT, SSP

All others 10 pcs/case
＊ Packaging may vary depending on the product size. 
　 For more information, please contact your nearest distributor or our sales office.
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/&8/&8/&8
/eX &ra in "erosQace .achining

BIDEMICS
/5,ʟs BI%&.I$S is the latest reWolutionarZ insert 
material to hit the )3S" material machining industrZ 
since the release of 8hisLer ceramics�
BI%&.I$S is a patented material Xith uniRue phZsical 
characteristics that are aCoWe and CeZond current 
XhisLer grades used on )3S" material applications�
5he Xord is spreading through the )3S" industrZ and 
around the Xorld aCout the results achieWed Xhen 
using BI%&.I$S�

+9��+9� +1�
 Up to ��� N�Nin speed capaCility
 .ucI longer tool life at 8Iisker ceraNicsʟspeed range
 #etter Xear resistance and notcIing
resistance tIan 8Iisker ceraNics

 Superior surface finisI Ws� 8Iisker ceraNics
 NeXly added +93 proWides tougIness to #I%&.ICS faNily

 1� to 1�Y speed capaCility Ws� carCide
 #etter Xear resistance and notcIing
resistance tIan C#Ns

 Superior surface finisI to CarCide or C#N
 Strong Cra[ing tecInology

SeNi�p nisIing � 'inisIing 
� 3ougI no scale 'inisIing/&8/&8/&8

(rade 8orLmaterial 5ooling "pplcations $utting speed
ʢm�minʣ

'eed
ʢmm�reWʣ

%�0�$
ʢmmʣ %3: 8&5

+9�
+9�

Heat resistant alloy Turning
Rough no scale 1�0ô��� 0.15Ȃ0.30 1.00Ȃ2.50 ˔

Semi-finish 1�0ô��� 0.10Ȃ0.25 0.50Ȃ2.00 ˔

+1� Heat resistant alloy Turning Finish 1�0ô��� 0.10Ȃ0.25 0.20Ȃ1.00 ˔

*ncrease 1roductiWity Ws� CarCides*ncrease 1roductiWity Ws� 8hisLer ceraNics

ᶃ   �� to �� tiNes higher sQeed caQaCility

+1�

C#/

CarCides

ᶃ   Significantly eYtended tool life at saNe sQeed
+9�
+9�

XhisLer 
ceraNics Cut %oXntiNe

˙ "QQlicationɿ+9� � +9� ˙ Grade
 HigIer speed Nore productiWity tIan ceraNics�
 SuitaCle for turning in IigI rigid situation	&Yternal� endface 
tuening
 Turning in useing Nore tougIness insert like 3N(N 
type

0ffering eYcellent notcI Xear resistance  

+9�

Turning at tIe corner part  (rooWing�
CIipping  occured  XIen use  +91 grade
Turning in loX rigidity situation  

+9�
Higher Lower
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+91�+93�s comCination of )igh )ardness 
Superior 5hermal $onductiWitZ and ImproWed 
Strength compared to 8hisLer ceramics results 
in signipcantlZ longer tool life Xhen applied at 
tZpical 8hisLer ceramic speeds feeds and depth 
of cut�

BI%&.I$S has success on
*nconel ���
*nconel ���

�1� Plus  3ene1��
3ene�1  8aspaloy
3ene��
  etc�

+91�+93�s superior phZsical properties compared 
to 8hisLer ceramic enaCle Zou to increase 
speeds� potentiallZ as much as 29 8hisLer 
ceramic speeds� increasing productiWitZ and 
potentiallZ o⒎setting the need for additional 
eRuipment to meet increasing demands�

$hips CreaL easilZ at higher cutting speeds Ws the 
tZpicallZ continuous chips of )3S" materials� 5he 
result is more e⒏cient chip remoWal�

+P2�s outstanding 8ear 3esistance and /otching 
3esistance results in XorL piece surface pnishes 
consistentlZ superior to either $B/ or $arCide

7(8 stZle (rooWing 
inserts are noX 
aWailaCle

Ⱟ -onger tool life

ⰱ   8orLs Xell on Xide range 
of )igh 5eNQerature "lloys

Ⱝ )igher SQeeds .ore 1roductiWity

ⰳ SuQerior surface pnish

⨖  SQeed uQ grooWing 
oQerations

+1� CBN Carbide

Machined
surface

Roughness

Ra 0.64 Жm 1.1� Жm 2.�5 Жm
Rz 3.36 Жm 5.56 Жm �.64 Жm

Cutting speed 240 m/min  35 m/min
Feed 0.15 mm/rev  

Cycle time 3.3 min  14.� min
Removed chip 4� cc  

��� N�Nin Competitor`s
Whisker +9�

1st pass after 0.50 min

2nd pass after 1.00 min Impossible

��� N�Nin Competitor`s
Whisker +9�

1st pass after 0.�5 min

2nd pass after 1.50 min

+9� 8hisLer CeraNic
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Solutions for the "erosQace � &nergy *ndustries
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nish
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Semi-Finish

Semi-Finish

Rough to Semi �nish

Rough to Semi �nish

BIDEMICS - Game Changer
˔ ���N�῾ Speed CapaCility
˔ %ouCle tool life at XIisker�s speed range

BIDEMICS - Game Changer
˔ ���N�῾ Speed CapaCility
˔ %ouCle tool life at XIisker�s speed range

SiAlON - Workhorse
˔ %uraCle for scale to seNi�pnisI NacIining

SiAlON - Workhorse
˔ %uraCle for scale to seNi�pnisI NacIining

Whisker - Versatile Player
˔ ProductiWity and reliaCility

Machining HRSA Materials with BIDEMICS and Ceramics

+9�
˙'eatures
ㅡ 6p to 4��m�  ̔  speed capaCilitZ
ㅡ .uch longer tool life at 8hisLer

ceramics� speed range
ㅡ Superior surface finish

Ws� 8hisLer ceramics

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus
ㅡPoXdered metal
ㅡInco �2�çㅡ3ene

S9�
˙'eatures
ㅡ $an run at same cutting condition

as XhisLer ceramics
ㅡ Best grade for high�speed milling

˙8orL .aterials
ㅡInco �1� ㅡ Inco �2�
ㅡ 8aspaloZɹɹㅡ 6dimet �2�

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus
ㅡPoXdered metalɹㅡInco �2�
ㅡ3ene

S9�
˙'eatures
ㅡ &Ycellent Xear resistance and toughness�

8ide range of )3S" machining applications�
3oughing Xith scale � semi finishing turning�

ㅡ "Cle to machine eWen the neXest generation
of )3S" XorL materials 	liLe 3ene

as Xell as most common )3S" materials� such as Inconel �1��

+1�
˙'eatures
ㅡ  1� to 1�Y speed capaCilitZ Ws� carCide
ㅡ Better Xear resistance and

notching resistance than $B/s
ㅡ Superior surface finish to $arCide or $B/

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus
ㅡPoXdered metalɹㅡInco �2�ɹㅡ3ene
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Rough with No Scale

Rough with No Scale

JP
2 

 

SX7

Rough with
Sca

le

Rough w
ith

 Sca
le

Tougher
Tougher

H
arder

SiAlON

W
hisker

W
hisker

S
BIDEMICS

JX1

SX3 SX9SX9

JX3JX3

W
A

W
A

W
5/W

A
W

A
W

1

W
A5/W

A1

SX
5

SX
5

To
ug

he
r

To
ug

he
r

H
ar

de
r

Fi
nish

Semi-Finish

Rough to Semi �nish

BIDEMICS - Game Changer
˔ ���N�῾ Speed CapaCility
˔ %ouCle tool life at XIisker�s speed range

SiAlON - Workhorse
˔ %uraCle for scale to seNi�pnisI NacIining

Whisker - Versatile Player
˔ ProductiWity and reliaCility

Whisker - Versatile Player
˔ ProductiWity and reliaCility

+9�
˙'eatures
ㅡ "dded toughness in BI%&.I$S
ㅡ Same speed capaCilitZ as +91

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus ㅡPoXdered metal
ㅡInco �2�ɹㅡ3ene

S9�
˙'eatures
ㅡ Best grade for scale and interruptions
ㅡ Best grade for machining high�coCalt alloZs

˙8orL .aterials
ㅡ8aspaloZɹɹㅡ6dimet �2�
ㅡ �1� Plusɹɹ ㅡ3ene 41
˞ Production CZ order�

8"��8"�
˙'eatures
ㅡ Better flanL Xear resistance compared to Si"l0/ ceramics
ㅡ Better notching resistance compared to competitor�s 

XhisLer ceramics

˙8orL .aterials
ㅡInco �1�ɹㅡInco �2�

Turning Guidance
Grooving Guidance

-�
"1�

Application Guidance
Milling Guidance

-�
N�

S9�
˙'eatures
ㅡ &Ytreme toughness maLes higher feed 

and heaWier %0$ machining possiCle
ㅡ Best grade for machining Inco �1� Xith 

scale

˙8orL .aterials
ㅡInco �1�ɹɹㅡ Inco ���
ㅡ Inco �13ɹɹㅡ3ene 

C1�

C1�

C2

"�
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˙ Grade .aQ

˙ *nsert Grade

Category Grade "ttriCutes

"QQlications
Scale /o scale 1rop ling 'inishing GrooWing GrooWing &ndNilling

#*%&.*CS

+9�
Special grade with
higher speed and
longer tool life potential

+1� Special grade for
p nish turning

+9� Added toughness in
BIDEMICS

8hisLer 8"� General versatile
grade for turning

Si"l0/

S9�
Best balance of
toughness and
hardness

S9� Best grade for
Waspaloy with scale

S9� 7ersatile grade for
turning and milling

S9� Best grade for scale
of Inco�1�

 1st Choice　　　　  2nd Choice

(rade 3ougI XitI
Scale 3ougI SeNi�'inisIing 'inisIing

#*
%&

.
*C

S +1�

+9�

+9�

8h
isL

er

8"�

Si
"

l0
/

S9�

S9�

S9�

S9�

Guidelines for Machining HRSA Materials

$ontinuous -ight�
interruption

interrupted

Cu
tti

ng
 S

pe
ed

 (m
/m

in
)

300

240

1�0

540

4�0

420

360

+91
+P2

+93

S9�
S9�

8"1
S93S9�

"�
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˙ "QQlications
"QQlication Grade 8orL

Naterial
Cutting sQeed 	N�Nin
 'eed 	NN�reW
 %eQth of cut 	NN


Coolant1�0 240 300 360 420 4�0 0.1 0.2 0.3 0.4 0.5 0.5 1.0 1.5 2.0 2.5

Rough
with Scale S9� Waspaloy

WET200(1�0-240) 0.3(0.2-0.35) 2.0(1.0-5.0)

S9� Inco�1�
200(1�0-240) 0.3(0.2-0.35) 2.0(1.0-5.0)

S9� Overall
240(1�0-2�0) 0.2(0.1-0.22) 2.0(1.0-5.0)

Rough
no Scale

+9�
+9� Overall

WET
210-3�0(1�0-4�0) 0.2(0.13-0.2�) 1.�(1.0-2.5)

S9�
S9�
S9�

Overall
210(1�0-2�0) 0.2(0.15-0.3) 2.0(1.0-2.5)

8"� Overall
240(1�0-300) 0.2(0.12-0.25) 1.�(1.0-2.5)

Prop ling �
Semi-Finish

+9�
+9� Overall

WET210-450(1�0-4�0) 0.2(0.1-0.25) 1.5(1.0-2.0)

S9�
S9� Overall

240(1�0-2�0) 0.2(0.12-0.25) 1.5(1.0-2.0)

8"� Overall
240(1�0-330) 0.2(0.1-0.25) 1.5(1.0-2.0)

Finishing

+1� Overall
WET

210-4�0(1�0-510) 0.1(0.05-0.1�) 0.25(0.13-0.�6)

Grooving
+9�
+9� Overall

WET

360(1�0-4�0) 0.0�(0.05-0.1)

S9� Waspaloy
210(1�0-240) 0.15(0.0�-0.1�)

S9�
S9� Overall

230(1�0-2�0) 1.1(0.0�-0.15)

8"� Overall
240(1�0-330) 0.0�(0.05-0.1)

"QQlication Grade 8orL
Naterial

Cutting sQeed 	N�Nin
 'eed 	NN�t
 %eQth of cut 	NN

Coolant450 600 �50 �00 1000 1200 0.05 0.0� 0.1 0.12 0.15 0.5 1.0 1.5 2.0 2.5

Milling S9�
S9� Overall DR:

ʷ�10(600-1200) 0.1(0.0�-0.12) 1.�(1.0-2.5)

S9� Overall
�50(450-1000) 0.12(0.1-0.15) 2.0(1.0-2.5)

Endmilling

S9� Overall

DR:

ʷ600(300-1000) 0.02-0.03

3ough Xith scale 3ough�seNi�p nish 1rop ling GrooWing .illing &ndNilling

˙ "QQlications

8hen using S9��S9��S9� 
increase feed rates ���� 
Ws� 8hisLer CeraNics
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Steel P
Stainless Steel .
Cast Iron ,    ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  

˔ɿ1st Choice　ɿ 2nd Choice

3CG9 P�N
%iNension	NN


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�

T

IC 12
0°

3CG9 ������ 5����� 6.35 4.�6 ˔ ˔
������ 5����� 6.35 4.�6 ˔ ˔
������ 5����� 6.35 �.�4 ˔
������ &��� �.525 �.�4 ˔ ˔
������ 5����� �.525 �.�4 ˔ ˔ ˔
������ 5����� �.525 �.�4 ˔
������ 5����� �.525 �.�4 ˔ ˔ ˔
����     5/# �.525 �.�6 ˔ ˔
������ &��� �.525 �.�4 ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔
������ ;����� 12.�0 �.�4 ˔
����     5/# 12.�0 �.�6 ˔

˔Toolholderɣ  L23

3/G/ P�N
%iNension	NN


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�

90°IC

T

3/G/ ������ 5����� 12.�0 4.�6 ˔ ˔
������ 5����� 12.�0 4.�6 ˔
������ 5����� 12.�0 4.�6 ˔ ˔
������ 5����� 12.�0 4.�6 ˔ ˔
������ 5����� 12.�0 4.�6 ˔
������ &��� 12.�0 �.�4 ˔
������ &��� 12.�0 �.�4 ˔ ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔
������ ;����� 12.�0 �.�4 ˔
������ 5����� 15.��5 �.�4 ˔
������ 5����� 15.��5 �.�4 ˔ ˔
������ 5����� 15.��5 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 25.4 �.�4 ˔ ˔
������ 5����� 25.4 �.�4 ˔

˔Toolholderɣ  L1�-21

˔Toolholderɣ  L1�-21

31G9 P�N
%iNension	NN


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�

T

IC 12
0°

11°

31G9 ������ 5����� 6.35 4.�6 ˔
������ &��� 6.35 �.�4 ˔ ˔
������ 5����� �.525 �.�4 ˔ ˔ ˔
������ 5����� �.525 �.�4 ˔ ˔ ˔ ˔
����     5/# �.525 �.�6 ˔
������ &��� �.525 �.�4 ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔ ˔
����     5/# 12.�0 �.�6 ˔

˔Toolholderɣ  L22

3CG: P�N
%iNension	NN


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�

T

IC 3CG: �����3 TN# 6.35 4.�6 ˔

12���3 TN# 6.35 �.�4 ˔

˙ *nsert *teN -ist
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7G8 P�N
%iNension	NN


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

+9� +9� +1� S9� S9� S9� 8"� 8"�

90°

フルR 11°

7G8 ������ &��� 3.1� 0.4 6.35 12.� ˔ ˔
������ &��� 3.1� 0.� 6.35 12.� ˔ ˔
������ &9���� 3.1� 0.� 6.35 12.� ˔ ˔
������ &��� 3.�6 0.4 6.35 12.� ˔ ˔
������ &��� 3.�6 0.� 6.35 12.� ˔ ˔
������ &9���� 3.�6 0.� 6.35 12.� ˔ ˔
������ &��� 4.�5 0.4 6.35 12.� ˔ ˔
������ &��� 4.�5 0.� 6.35 12.� ˔ ˔
������ &9���� 4.�5 0.� 6.35 12.� ˔ ˔
������ &��� 6.35 0.4 6.35 1�.05 ˔ ˔
������ &��� 6.35 0.� 6.35 1�.05 ˔ ˔
������ &9��� 6.35 0.� 6.35 1�.05 ˔ ˔
������ &��� 6.35 1.2 6.35 1�.05 ˔ ˔
������ &9���� �.525 0.� �.56 25.4 ˔ ˔

11°

90°

7G8 �����3 &��� 3.1� 1.5� 6.35 12.� ˔ ˔
�����3 &9���� 3.1� 1.5� 6.35 12.� ˔ ˔
�����3 &��� 3.�6 1.�� 6.35 12.� ˔ ˔
�����3 &9���� 3.�6 1.�� 6.35 12.� ˔ ˔
�����3 &��� 4.�5 2.3� 6.35 12.� ˔ ˔
�����3 &9���� 4.�5 2.3� 6.35 12.� ˔ ˔
�����3 &9���� 6.35 3.1� 6.35 1�.05 ˔ ˔
�����3 &9���� �.525 4.�6 �.56 25.4 ˔

Steel P
Stainless Steel .
Cast Iron ,    ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  

˔ɿ1st Choice　ɿ 2nd Choice

˔Toolholderɣ  A11-13

˔Toolholderɣ  N�

31G/ P�N
%iNension	NN


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� +1� S9� S9� S9� 8"� 8"�

11°

T

IC

31G/ ������ 5����� 6.35 2.3� ˔

������ 5����� �.525 3.1� ˔

������ &��� 12.�0 4.�6 ˔

������ &9���� 12.�0 4.�6 ˔

������ 5����� 12.�0 4.�6 ˔

������ 5����� 12.�0 4.�6 ˔

������ 5����� 12.�0 4.�6 ˔

������ 5����� 12.�0 4.�6 ˔ ˔

#*%&.*CSɿ+1� P�N
%iNension

	NN
 Corner
radius

&dge
prep�

Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� +1� S9� S9� S9� 8"� 8"�

100˃

�0˃

�0˃

̧

̧

̩

IC

C/G" ������ #2 12.�0 4.�6 0.4 T00520 ˔

������ #2 12.�0 4.�6 0.� T00520 ˔

������ #2 12.�0 4.�6 1.2 T00520 ˔

55˃

�0˃

̧
̩

IC

%/G" ������ #2 12.�0 4.�6 0.4 T00520 ˔

������ #2 12.�0 4.�6 0.� T00520 ˔

������ #2 12.�0 4.�6 1.2 T00520 ˔

�0˃

35˃

̧

̩

IC

7/G" ������ #2 �.525 4.�6 0.4 T00520 ˔

������ #2 �.525 4.�6 0.� T00520 ˔

������ #2 �.525 4.�6 1.2 T00520 ˔

˞ NOTEɿJP2ɿ1pc/Case
˔Toolholderɣ  F�-11ɾ12-15ɾ26-2�, G40-41, K34-35
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˙ 5ool rigidity coNQarision

Available in 3 diff erent styles 
˙/eX .odular 5ooling

.ost rigid Clade systeN

Clade

Load(N)

0.3

0.25

0.2

0.15

0.1

0.05

0
0 200 400 600 �00 1000 1200

D
ist

an
ce

 o
f c

ut
tin

g 
ed

ge
(m

m
)

NTK
Competitor�s A
Competitor�s B

Strong claNQing Cy 
directly fastening the 
Clades

8edge style design

1osition claNQ Colt to the 
front side 
Strong claNQing QreWents 
NoWeNent of insert

3CG9 Style
31G9 Style

for #*%&.*CS ceraNics insert

 "14ô1�

7G8 Style	GrooWing

for #*%&.*CS ceraNics insert

 "12ô13

GrooWing�'ace grooWing
for 17% coated carCide insert

 )4�

"��
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Straight style toolholder
G581�)

Edge height

Right-Hand style shown

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G581  �����) ˔ ˔ 20.0 20.0 20.0 10�.5 � � 2�.5 FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 25.0 25.0 25.0 132.5 14 � 24.5 FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 32.0 32.0 32.0 152.5 21 ʕ ʕ FSI2�-6.0ʷ1� LW-4

-�style toolholder
G,81�)

24.0

Edge height

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G,81  �����) ˔ ˔ 20.0 20.0 20.0 124 12 � FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 25.0 25.0 25.0 14� � � FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 32.0 32.0 32.0 16� ʕ ʕ FSI2�-6.0ʷ1� LW-4

Right-Hand style shown
＊Use oppsoite hand blade

˙.odular )older #ody
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G#73

˙7G8��Series � #lades 

'or G581�) 'or G,81�)

Note � All dimensions shown are obtained when blade is set in the holder.

˔ 3igIt Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


GTWPR2020-H 7GW4125 11�.� 11.2 3�.� 34.1 124.3 24.3 22.3 31.2 �.5

GKWPL2020-H 7GW4156 11�.� 11.2 3�.� 34.1 124.� 24.� 22.� 31.2 �.5

GTWPR2525-H 7GW4125 143.� 11.2 35.� 34.1 14�.3 24.3 2�.3 36.2 �.5

GKWPL2525-H 7GW4156 143.� 11.2 35.� 34.1 14�.� 24.� 2�.� 36.2 �.5

GTWPR3232-H 7GW4125 163.� 11.2 ʕ 34.1 16�.3 24.3 34.3 43.2 �.5

GKWPL3232-H 7GW4156 163.� 11.2 ʕ 34.1 16�.� 24.� 34.� 43.2 �.5

GTWPR2020-H 7GW4156 125.0 1�.5 46.0 40.5 124.4 24.4 22.4 3�.5 14.2

GKWPL2020-H 7GW41�� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GTWPR2525-H 7GW4156 150.0 1�.5 42.0 40.5 14�.4 24.4 2�.4 42.5 14.2

GKWPL2525-H 7GW41�� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GTWPR3232-H 7GW4156 1�0.0 1�.5 ʕ 40.5 16�.4 24.4 34.4 4�.5 14.2

GKWPL3232-H 7GW41�� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GTWPR2020-H 7GW621� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GKWPL2020-H 7GW6250 125.0 1�.5 46.0 40.5 125.2 25.2 23.2 3�.5 14.2

GTWPR2525-H 7GW621� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GKWPL2525-H 7GW6250 150.0 1�.5 42.0 40.5 150.2 25.2 2�.2 42.5 14.2

GTWPR3232-H 7GW621� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GKWPL3232-H 7GW6250 1�0.0 1�.5 ʕ 40.5 1�0.2 25.2 35.2 4�.5 14.2

GTWPR2020-H 7GW6250 130.1 22.6 51.1 45.6 124.� 24.� 22.� 42.6 1�.0

GKWPL2020-H 7GW62�1 130.1 22.6 51.1 45.6 125.1 25.1 23.1 42.6 1�.0

GTWPR2525-H 7GW6250 155.1 22.6 4�.1 45.6 14�.� 24.� 2�.� 4�.6 1�.0

GKWPL2525-H 7GW62�1 155.1 22.6 4�.1 45.6 150.1 25.1 2�.1 4�.6 1�.0

GTWPR3232-H 7GW6250 1�5.1 22.6 ʕ 45.6 16�.� 24.� 34.� 54.6 1�.0

GKWPL3232-H 7GW62�1 1�5.1 22.6 ʕ 45.6 1�0.1 25.1 35.1 54.6 1�.0

GTWPR2020-H 7GW�312 135.2 2�.� 56.2 50.� 125.5 25.5 23.5 4�.� 1�.0

GKWPL2020-H 7GW�344 135.2 2�.� 56.2 50.� 125.� 25.� 23.� 4�.� 1�.0

GTWPR2525-H 7GW�312 160.2 2�.� 52.2 50.� 150.5 25.5 2�.5 52.� 1�.0

GKWPL2525-H 7GW�344 160.2 2�.� 52.2 50.� 150.� 25.� 2�.� 52.� 1�.0

GTWPR3232-H 7GW�312 1�0.2 2�.� ʕ 50.� 1�0.5 25.5 35.5 5�.� 1�.0

GKWPL3232-H 7GW�344 1�0.2 2�.� ʕ 50.� 1�0.� 25.� 35.� 5�.� 1�.0

GTWPR2020-H 7GW�344 13�.� 30.2 5�.� 53.2 125.3 25.3 23.3 50.2 2�.5

GKWPL2020-H 7GW�3�5 13�.� 30.2 5�.� 53.2 125.� 25.� 23.� 50.2 2�.5

GTWPR2525-H 7GW�344 162.� 30.2 54.� 53.2 150.3 25.3 2�.3 55.2 2�.5

GKWPL2525-H 7GW�3�5 162.� 30.2 54.� 53.2 150.� 25.� 2�.� 55.2 2�.5

GTWPR3232-H 7GW�344 1�2.� 30.2 ʕ 53.2 1�0.3 25.3 35.3 62.2 2�.5

GKWPL3232-H 7GW�3�5 1�2.� 30.2 ʕ 53.2 1�0.� 25.� 35.� 62.2 2�.5

3ight

G#73�7G8���5�� ˔

G#73�7G8���5�� ˔

G#73�7G8���5�� ˔

G#73�7G8���5�� ˔

G#73�7G8���5��

G#73�7G8���5�� ˔
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G#7-

˙7G8��Series � #lades 

'or G581�) 'or G,81�)

Note � All dimensions shown are obtained when blade is set in the holder.

˔ -eft Iand

Hand #lade nuNCer Stock

-eft

G#7-�7G8���5�� ˔

G#7-�7G8���5�� ˔

G#7-�7G8���5�� ˔

G#7-�7G8���5�� ˔

G#7-�7G8���5��

G#7-�7G8���5�� ˔

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


GTWPL2020-H 7GW4125 11�.� 11.2 3�.� 34.1 124.3 24.3 22.3 31.2 �.5

GKWPR2020-H 7GW4156 11�.� 11.2 3�.� 34.1 124.� 24.� 22.� 31.2 �.5

GTWPL2525-H 7GW4125 143.� 11.2 35.� 34.1 14�.3 24.3 2�.3 36.2 �.5

GKWPR2525-H 7GW4156 143.� 11.2 35.� 34.1 14�.� 24.� 2�.� 36.2 �.5

GTWPL3232-H 7GW4125 163.� 11.2 ʕ 34.1 16�.3 24.3 34.3 43.2 �.5

GKWPR3232-H 7GW4156 163.� 11.2 ʕ 34.1 16�.� 24.� 34.� 43.2 �.5

GTWPL2020-H 7GW4156 125.0 1�.5 46.0 40.5 124.4 24.4 22.4 3�.5 14.2

GKWPR2020-H 7GW41�� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GTWPL2525-H 7GW4156 150.0 1�.5 42.0 40.5 14�.4 24.4 2�.4 42.5 14.2

GKWPR2525-H 7GW41�� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GTWPL3232-H 7GW4156 1�0.0 1�.5 ʕ 40.5 16�.4 24.4 34.4 4�.5 14.2

GKWPR3232-H 7GW41�� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GTWPL2020-H 7GW621� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GKWPR2020-H 7GW6250 125.0 1�.5 46.0 40.5 125.2 25.2 23.2 3�.5 14.2

GTWPL2525-H 7GW621� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GKWPR2525-H 7GW6250 150.0 1�.5 42.0 40.5 150.2 25.2 2�.2 42.5 14.2

GTWPL3232-H 7GW621� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GKWPR3232-H 7GW6250 1�0.0 1�.5 ʕ 40.5 1�0.2 25.2 35.2 4�.5 14.2

GTWPL2020-H 7GW6250 130.1 22.6 51.1 45.6 124.� 24.� 22.� 42.6 1�.0

GKWPR2020-H 7GW62�1 130.1 22.6 51.1 45.6 125.1 25.1 23.1 42.6 1�.0

GTWPL2525-H 7GW6250 155.1 22.6 4�.1 45.6 14�.� 24.� 2�.1 4�.6 1�.0

GKWPR2525-H 7GW62�1 155.1 22.6 4�.1 45.6 150.1 25.1 2�.1 4�.6 1�.0

GTWPL3232-H 7GW6250 1�5.1 22.6 ʕ 45.6 16�.� 24.� 34.� 54.6 1�.0

GKWPR3232-H 7GW62�1 1�5.1 22.6 ʕ 45.6 1�0.1 25.1 35.1 54.6 1�.0

GTWPL2020-H 7GW�312 135.2 2�.� 56.2 50.� 125.5 25.5 23.5 4�.� 1�.0

GKWPR2020-H 7GW�344 135.2 2�.� 56.2 50.� 125.� 25.� 23.� 4�.� 1�.0

GTWPL2525-H 7GW�312 160.2 2�.� 52.2 50.� 150.5 25.5 2�.5 52.� 1�.0

GKWPR2525-H 7GW�344 160.2 2�.� 52.2 50.� 150.� 25.� 2�.� 52.� 1�.0

GTWPL3232-H 7GW�312 1�0.2 2�.� ʕ 50.� 1�0.5 25.5 35.5 5�.� 1�.0

GKWPR3232-H 7GW�344 1�0.2 2�.� ʕ 50.� 1�0.� 25.� 35.� 5�.� 1�.0

GTWPL2020-H 7GW�344 13�.� 30.2 5�.� 53.2 125.3 25.3 23.3 50.2 2�.5

GKWPR2020-H 7GW�3�5 13�.� 30.2 5�.� 53.2 125.� 25.� 23.� 50.2 2�.5

GTWPL2525-H 7GW�344 162.� 30.2 54.� 53.2 150.3 25.3 23.3 55.2 2�.5

GKWPR2525-H 7GW�3�5 162.� 30.2 54.� 53.2 150.� 25.� 2�.� 55.2 2�.5

GTWPL3232-H 7GW�344 1�2.� 30.2 ʕ 53.2 1�0.3 25.3 35.3 62.2 2�.5

GKWPR3232-H 7GW�3�5 1�2.� 30.2 ʕ 53.2 1�0.� 25.� 35.� 62.2 2�.5
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Note � All dimensions shown are obtained when blade is set in the holder.

˔ 3igIt Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


3ight

G#33�3����� ˔

GTWPR2020-H RCG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GKWPL2020-H RPG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GTWPR2525-H RCG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GKWPL2525-H RPG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GTWPR3232-H RCG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

GKWPL3232-H RPG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

G#33�3����� ˔

GTWPR2020-H RCG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GKWPL2020-H RPG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GTWPR2525-H RCG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GKWPL2525-H RPG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GTWPR3232-H RCG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

GKWPL3232-H RPG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

G#33�3����� ˔

GTWPR2020-H RCG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GKWPL2020-H RPG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GTWPR2525-H RCG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GKWPL2525-H RPG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GTWPR3232-H RCG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

GKWPL3232-H RPG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

'or G,81�)'or G581�)
G#33

˙3CG9�31G9��Series � #lades 
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˔ -eft Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


-eft

G#3-�3����� ˔

GTWPL2020-H RCG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GKWPR2020-H RPG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GTWPL2525-H RCG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GKWPR2525-H RPG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GTWPL3232-H RCG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

GKWPR3232-H RPG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

G#3-�3����� ˔

GTWPL2020-H RCG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GKWPR2020-H RPG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GTWPL2525-H RCG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GKWPR2525-H RPG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GTWPL3232-H RCG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

GKWPR3232-H RPG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

G#3-�3����� ˔

GTWPL2020-H RCG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GKWPR2020-H RPG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GTWPL2525-H RCG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GKWPR2525-H RPG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GTWPL3232-H RCG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

GKWPR3232-H RPG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

Note � All dimensions shown are obtained when blade is set in the holder.

G#3-

˙3CG9�31G9��Series � #lades 

'or G581�) 'or G,81�)
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+9�
TurCine disc 	3ene1�� rougI�seNi�finisI


RNGN120�00T00�20,
�210m/min, �0.1�mm/rev, �1.00mm, Wet
Rene104 Competitor�s whisker ceramic +9�

Cutting speedʢm/minʣ 210 
Tool lifeʢpassʣ 1 4

ɾRene 104 is a di⒏  cult material to cut.
ɾJ91 cut 4 times longer tool life than whisker ceramics.

� tiNes longer tool life +9�
TurCine disc 	Inconel�1� rougI�seNi�finisI


RPG9120�00T00�20,
�210m/min, �0.16mm/rev, � ʙ 1.50mm, Wet

Competitor�s whisker ceramic +9�

П1���

П11��

2�

Cutting speedʢm/minʣ 210 350
Chip removal (cc/min) 50 �4
Cycle time (min) 15 �

ɾ  J91 cut 1.� times faster than Competitor�s Whisker and kept
good edge.

ɾReducing  cycle time dramatically.

0.15mm 0.15mm 0.15mm

1�� tiNes Iiger speed

+1�
TurCine disc 	Inconel�1� finisIing


CNGA12040�, 
�240m/min, �0.0�mm/rev, �0.25mm, Wet
Inco�1� Competitor`s coated carbide +1�

Cutting speedʢm/minʣ 20 240
Chip removal per minutes ʢcc/minʣ 0.4 4.�
Tool lifeʢpassʣ 1 1

ɾ JP2 cut 12 times faster than carbide insert, reducing cycle time
dramatically

TurCine disc 	Inconel�1� no scale seNi�finisIing

CNGA12040�, 

�1�0m/min, �0.10mm/rev, �0.4mm, Wet
Inco�1� Competitor`s coated carbide +1�

Cutting speedʢm/minʣ 45 1�0
Chip removal per minutes ʢcc/minʣ 1.� �.2
Tool lifeʢpassʣ 1 4

ɾ JP2 cut 4 times faster than carbide insert, reducing cycle time
dramatically

� tiNes IigIer productiWty12 tiNes IigIer productiWty

˔ #I%&.ICS
˙Case study

TurCine disc 	Inconel�1�）
Grade Competitor�s 

whisker ceramic +9�

Insert Shape RPG9120�00 

Cutting speedʢm/minʣ 210 350

Feedʢmm/revʣ 0.15 

D.O.Cʢmmʣ 1.5 

WET 

/5,ɿ+9� �2 cc�min +9�

Competitor�s 
whisker ceramic 4� cc/min

TurCine disc 	Inconel�1�）
Grade Competitor�s 

whisker ceramic +9�

Insert Shape RPG9120�00 

Cutting speedʢm/minʣ 210 360

Feedʢmm/revʣ 0.15 

D.O.Cʢmmʣ 1.� 

WET 

/5,ɿ+9� 1�� cc�min +9�

Competitor�s 
whisker ceramic 60 cc/min

+9� +9�

Turning	seNi�p nisIing
ɿTurCine disc     ˔Inconel�1�
current tool /5,

Grade Whisker ceramic S9�
Insert Shape RPG9120�00
Cutting speedʢm/minʣ 240
Feedʢmm/revʣ 0.15
D.O.Cʢmmʣ 1.50
Coolant WET
Tool life(min) �.0

Competitor�s whisker ceramic S9�

˔ Si"l0N ceraNics ˔ 8Iisker ceraNics
5urCine disc
Inconel�1�

&Yternal turning (rroWing 3amping
8"� 8"� 8"�

Cutting speedʢm/minʣ 300 300 300
Feedʢmm/revʣ 0.15 0.1 0.06
D.O.Cʢmmʣ 3 Ȃ 4  Ȃ 2 Ȃ 3
Coolant WET WET WET
Tool life(min) 20 20 20

Whisker ceramics WA1 achieved stable machining.
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Guideline for grooWing )3S" Naterials

8Ien applying +91�+93 increase speed to oWer ��� N�Nin
8Ien applying S93�S9��S9� increase feed rates ���� Ws� 8Iisker CeraNics

+9� +9� S9� S9� S9� 8"��8"�

Speed
'eed

7ersatilitZ
5oughness

$an run at up to 4�� m�min�
%ouCle the speed of XhisLer %ouCle the feed of XhisLer Best for Scale and interruption 7ersatile grade

When machining a grooved area with multiple 
passes, the insert radius engages a potentially work 
hardened area during the last remaining plunge. This 
programming procedure sets up the potential of 
corner radius chipping or notching.

BIDEMICS / Ceramic grooving inserts provide high speed capability to your process. Whisker 
ceramic is the most versatile option in this category. NTK also offers BIDEMICS and SiAlON grades 
for more productivity and stability.

45°

The grooving insert is plunged down both outside 
walls thus maintaining a good finish. The remaining 
material can be removed by using a stronger insert 
shape such as a RCG9 style.

≧45° Work Hardening
Layer

CIange to

˙ "QQlication *nforNation

ɿ1st choice　　　　 ɿ 2nd choice

"QQlication Grade 8orL
Naterial

Cutting sQeed 	N�Nin
 'eed 	NN�reW
 %eQth of cut 	NN
 Coolant1�0 240 300 360 420 4�0 0.1 0.2 0.3 0.4 0.5 0.5 1.0 1.5 2.0 2.5

Grooving
+9�
+9� Overall

WET
360(1�0-4�0) 0.0�(0.05-0.1)

S9� Waspaloy
210(1�0-240) 0.15(0.0�-0.1�)

S9�
S9� Overall

230(1�0-2�0) 1.1(0.0�-0.15)

8"� Overall
240(1�0-330) 0.0�(0.05-0.1)

8hen using S9��S9� 
increase feed rates ���� 
Ws� 8hisLer CeraNics
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NTK's versatile SX3 grade has been developed to achieve 
a SiAlON material composition with the ideal blend of excellent 
wear resistance and toughness to successfully machine 
a wide variety of HRSA materials

NEWNEWNEW

SX3New SiAlON Grade for
Machining HRSA materials

Machined surface · semi-finishing 
HRSA materials
(Wear resistance of SX7)

Forged surface HRSA materials
(Toughness of SX9 / SX5)
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 Consistent in eYcellent Xear resistance and toughness�
ɹ"Cle to Nachine )3S" Naterials Xidely� 3ough turning Xith scale ʙ seNi�p nish turning�
 "Cle to Nachine eWen the neXest generation of )3S" Naterials 	liLe 3ene Naterial
 as Xell as today�s 

Nost coNNon )3S" Naterials� such as *nconel ����
"Cle to Nachine Nilling Xith high e⒏  ciency�

'eatures

$oWer Shield etc�8aspaloZ 5urCine %isL 5urCine $ase

3ecoNNended Nachined Qarts

Case study

8orL materialɿ3ene13�   3ough turning 	eliminating scale


Conventional /5,
Grade SiAlON Ceramic S9�
Shape SNGN1�0�24
Cutting speed ʢm/  ̔ ʣ 115
Feed ʢᶱ/revʣ 0.15
Coolant WET
Tool life ʢ  ̔ ʣ 10.0

In turning rough surface, compared to competitor�s SiAlON, S93 had no 
fracture and good condition.

8orL materialɿ3ene13�   Semi finish turning 	machined surface


Conventional /5,
Grade SiAlON Ceramic S9�
Shape RCG9120�00
Cutting speed ʢm/  ̔ ʣ 100
Feed ʢᶱ/revʣ 0.25
Coolant WET
Tool life ʢ  ̔ ʣ 10.0

Competitor�s SiAlON fractured freRuently, however S93 and S9� had good 
edge damage.

3ecoNNended XorL�Naterials

Inconel �1� )astelloZ

8aspaloZ 3ene	3ene�� 3ene�� 3ene13� etc��


$ompetitor`s Si"l0/ $eramic S9� $ompetitor`s Si"l0/ $eramic S9�

SIape
Part nuNCer %iNensionsʢNN） Si"l0N ceraNic

IS0 IncI I�C� TIickness S9� Stock

3/G/������5����� 3/G��5���� 12.� 4.�6 �����2� ˔
3/G/������5����� 3/G��5���� 12.� �.�4 �����4� ˔
3/G/������&��� 3/G��&�� 12.� �.�4 ������2 ˔

3CG9������5����� 3CG9��5���� �.525 �.�4 �����42 ˔

3CG9������5����� 3CG9��5���� 12.� �.�4 ������� ˔

31G9������5����� 31G9��5���� �.525 �.�4 ������� ˔

31G9������5����� 31G9��5���� 12.� �.�4 ������3 ˔

StocL list

˞Please order 10 each.

Code ɹStd� &dge preparstion
T00520 Chamfer　　　　0.05mmʷ20˃

E004 Round horning　R0.04
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C&3"."5*C &YtreNely high sQeed Nachining
 for )3S" Naterials  and  cast iron�

Solid CeraNic &ndNill  

CERAMATIC Lineup Expansion

 &YtreNely IigI speed NacIining for H3S" 
Naterials XitI our duraCle Si"l0N grade �S9��

 .ore tIan 1� tiNes IigIer productiWity tIan a 
CarCide endNill

 � � and � q utes are aWailaCle 
 Unique patent pending design proWides 
tougIness to tIe edge

'eatures
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Slotting Pocketing Ramping

��flute

Face Milling Side Milling

Profiling Ramping

��flute ��flute

˔ CeraNic specialist�s design
HeliY angle
ㅡ  Designed for the purpose of� 

ㅡ4-flute� toughness 
ㅡ  6-flute� less tool pressure and  

better chip evacuation

#ottoN edge
ㅡ  UniRue shape 

provides toughness

'lute
ㅡ  Optimized for HRSA 

materials
ㅡ  Excellent toughness

S9�	Si"l0N

ㅡ  Well balanced for 

toughness and 
wear resistance

ʦ
cc

�m
in

ʧ

��
� 
cc

�N
in

��
��

cc
�N

in

�

�

1�
%ia 1�mm � � qute

�

4

2

Inco �1�

1�ʷ
ProductiWity

3C& for )3S" Naterials "22

S9� $arCide

$utting Speed 	m�min
 600 40
'eed 	mm�t
 0.03 
%0$ 	mm
 3.0 

HeliY angle
ㅡ  Designed for the purpose of� 

ㅡ4-flute� toughness 
ㅡ  6/�-flute� less tool pressure and  

better chip evacuation

&nd (asI
ㅡ  Bigger end gash 

brings toughness

&dge
ㅡ  Added chamfer provides 

toughness for cast iron machining

'lute
ㅡ  Three flute 

options up 
to � flute

ʦ
cc

�m
in

ʧ

23
� 
cc

�N
in

��
 c
c�
N
in

�

1��

1��

2��
%ia 12mm � � qute

��

Cast Iron

3ʷ
ProductiWity

3CS for Cast iron � )3S" Naterials "23

S9� $arCide

$utting Speed 	m�min
 �00 110
'eed 	mm�t
 0.05 
%0$ 	mm
 3.5 �.0
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Heat 3esistant "lloy S ˔

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3C&. ���)�3���S ˔

4

��� ʕ �.0 ʕ �.6 ʕ 1.0 ʕ 6.0 ʕ 60 ʕ 16 ʕ
���)�3���S ˔ ���� ʕ 10.0 ʕ �.6 ʕ 1.25 ʕ �.5 ʕ 65 ʕ 20 ʕ
���)�3���S ˔ ���� ʕ 12.0 ʕ 11.6 ʕ 1.5 ʕ �.0 ʕ �0 ʕ 24 ʕ

3C&*   ���)�3���S ˔ ����� 3/� �.525 3/� �.125 .35� 1.1� .04� �.14 �/32 63.5 2.5 1�.05 3/4
���)�3���S ˔ ���� 1/2 12.� 1/2 12.3 .4�4 1.�3 .06� �.525 3/� 6�.� 2.�5 25.4 1

Heat 3esistant "lloy S ˔

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3C&. ���+�3���S ˔

6

��� ʕ �.0 ʕ ʕ ʕ 1.0 ʕ 6 ʕ 60 ʕ ʕ ʕ
���+�3���S ˔ ���� ʕ 10.0 ʕ ʕ ʕ 1.25 ʕ �.5 ʕ 65 ʕ ʕ ʕ
���+�3���S ˔ ���� ʕ 12.0 ʕ ʕ ʕ 1.5 ʕ � ʕ �0 ʕ ʕ ʕ

3C&*   ���+�3���S ˔ ����� 3/� �.525 3/� ʕ ʕ 1.1� .04� �.14 �/32 63.5 2.5 ʕ ʕ
���+�3���S ˔ ���� 1/2 12.� 1/2 ʕ ʕ 1.�3 .06� �.525 3/� 6�.� 2.�5 ʕ ʕ

3C&�)� 	��q ute Xith /ecL

˓/o center cutting edge

3C&�+� 	��q ute

˓/o center cutting edge

max

П
ʢ

e�
ʣ

ПП

ʢ
h6

ʣ

Slotting Pocketing Ramping ;�4

3�˃ 1��˃

Face Milling Side Milling Profiling Ramping ;�6

��˃ 1��˃

П �П e� h6
�mm, 10mm, 3/�� -0.024/-0.04� �0/-0.00�

12mm, 1/2� -0.032/-0.05� �0/-0.011

Tolerances

П �П e� h6
�mm, 10mm, 3/�� -0.024/-0.04� �0/-0.00�

12mm, 1/2� -0.032/-0.05� �0/-0.011

Tolerances

max

П
ʢ

e�
ʣ

П
ʢ

h6
ʣ

˙3C& for H3S" .aterials

˔ɿ1st Choice　ɿ 2nd choice

˔ɿ1st Choice　ɿ 2nd choice

"��

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

02_総合ｶﾀﾛｸﾞ_2019_vol6_$_英語版.indd   22 2019/06/07   11:45:46



Cast Iron , ˔
Heat 3esistant "lloy S 

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3CS. ���)�3���S ˔

4

���� ʕ 12.0 ʕ 11.6 ʕ 1.5 ʕ �.0 ʕ �0 ʕ 24 ʕ
���)�3���S ˔ ���� ʕ 16.0 ʕ 15.5 ʕ 2.0 ʕ 12.0 ʕ �5 ʕ 32 ʕ

3CS*   ���)�3���S ˔ ���� 1/2 12.� 1/2 12.3 .4�4 1.�3 .06� �.525 3/� 6�.�5 2.�5 25.4 1
���)�3���S ˔ ������ 5/� 15.��5 5/� 15.3�5 .60� 1.�� .0�� 11.�1 .46� �6.2 3 31.�5 1.25

3CS�)�
˓/o center cutting edge

max

П
ʢ

e�
ʣ

ПП

ʢ
h6

ʣ

Slotting Pocketing Ramping ;�4

3�˃ 1��˃

3CS�+� � 3CS�+�
˓/o center cutting edge

max

П
ʢ

e�
ʣ

П
ʢ

h6
ʣ

max

П
ʢ

e�
ʣ

П
ʢ

h6
ʣ

П �П e� h6
12mm, 16mm, 1/2�, 5/�� -0.032/-0.05� �0/-0.011

20mm, 3/4� -0.040/-0.0�3 �0/-0.013

Tolerances

П �П e� h6
12mm, 16mm, 1/2�, 5/�� -0.032/-0.05� �0/-0.011

Tolerances

˙3CS for Cast Iron � H3S" .aterials

Face Milling Side Milling Profiling Ramping ;�6

��˃ 1��˃

;��

˔ɿ1st Choice　ɿ 2nd choice

Cast Iron , ˔
Heat 3esistant "lloy S 

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3CS. ���+�3���S ˔

6

���� ʕ 12.0 ʕ ʕ ʕ 1.5 ʕ �.0 ʕ �0 ʕ ʕ ʕ
���+�3���S ˔ ���� ʕ 16.0 ʕ ʕ ʕ 2.0 ʕ 12.0 ʕ �5 ʕ ʕ ʕ

3CS*   ���+�3���S ˔ ���� 1/2 12.� 1/2 ʕ ʕ 1.�3 .06� �.525 3/� 6�.�5 2.�5 ʕ ʕ
���+�3���S ˔ ������ 5/� 15.��5 5/� ʕ ʕ 1.�� .0�� 11.�1 .46� �6.2 3 ʕ ʕ

3CS. ���+�3���S ˔ � ���� ʕ 20.0 ʕ ʕ ʕ 2.5 ʕ 15.0 ʕ 110 ʕ ʕ ʕ
3CS*   ���+�3���S ˔ ����� 3/4 1�.05 3/4 ʕ ʕ 2.3� .0�4 14.2� .562 10�.�5 4.25 ʕ ʕ

˔ɿ1st Choice　ɿ 2nd choice
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For Stainless Steel

Extended tool life with 
new PVD coated carbide grade.
ST4 for stainless steels

like SUS304.

˔ 3ecoNNend Cutting Conditions for H3S" Naterial
"pplication (rade П 'lute Cutting Speed 	N�Nin） 'eed

	NN�t

%eptI of cut 

ʢNN）
8idtI of cut 

ʢNN） Coolant1�� ��� 1���
'ace .illing

S9�

3/��

4/6/� 0.03

1.4

ʕ

DR:

ʷ
1/2� 1.�
5/�� 2.4
3/4� 2.�
�ᶱ 1.2
10ᶱ 1.5
12ᶱ 1.�
16ᶱ 2.4
20ᶱ 3.0

Side .illing

S9�

3/��

4/6/� 0.03

4.� 0.�

DR:

ʷ
1/2� 6.4 1.3
5/�� �.0 1.6
3/4� �.5 1.�
�ᶱ 4.0 0.�
10ᶱ 5.0 1.0
12ᶱ 6.0 1.2
16ᶱ �.0 1.6
20ᶱ 10.0 2.0

Slotting

S9�

3/��

4 0.03

2.4

ʕ

DR:

ʷ
1/2� 3.2
5/�� 4.0
�ᶱ 2.0
10ᶱ 2.5
12ᶱ 3.0
16ᶱ 4.0
3/��

6 0.03

1.4

ʕ

DR:

ʷ
1/2� 1.�
5/�� 2.4
�ᶱ 1.2
10ᶱ 1.5
12ᶱ 1.�
16ᶱ 2.4
3/4� � 0.03 2.� ʕ16ᶱ 3.0

˔ 3ecoNNended cutting conditions for Cast Iron
"pplication (rade П 'lute Cutting Speed ʢN�Nin） 'eed

ʢNN�t）
%eptI of cut 

ʢNN）
8idtI of cut 

ʢNN） Coolant1�� ��� 1���
'ace .illing

S9�

1/2�

4/6/� 0.1

2.4

ʕ

DR:

ʷ
5/�� 5.0
3/4� 4.�
12ᶱ 3.0
16ᶱ 4.0
20ᶱ 5.0

Side .illing

S9�

1/2�

4/6/� 0.1

�.5 2.1
DR:

ʷ
5/�� 11.� 2.6
3/4� 14.3 3.2
12ᶱ �.0 2.0
16ᶱ 12.0 2.5
20ᶱ 15.0 3.3

Slotting

S9�

1/2�

4/6/� 0.1

2.4

ʕ

DR:

ʷ
5/�� 4.0
3/4� 4.�
12ᶱ 3.0
16ᶱ 4.0
20ᶱ 5.0

 " continuous cut is recoNNended� "n interrupted cut Nay cause cIipping or Creakage�
 8Ien using a Hydraulic or SIrink cIuck CloX air to tIe arCor Cody %0N�T CloX air to tIe endNill itself�
 " .iniNuN speed of 3��N�Nin is required� 	%on�t run at loXer speed�

 " 1�� degree raNping angle is recoNNended� 3un at ��� loXer feed rate XIen raNping cut�
8Ien cutting H3S" Naterials
 Continue to NacIine eWen if you see #U& reNoWing #U& Nay cause cIipping or Creakage to tIe edge�
 HigI speed NacIining Xork Iardens tIe Naterial� 'or tIis reason leaWe at least ��3NN of Naterial for a p nisIing process�

'or .aYiNuN 1roductiWity
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For Stainless Steel

Extended tool life with 
new PVD coated carbide grade.
ST4 for stainless steels

like SUS304.

"��

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

02_総合ｶﾀﾛｸﾞ_2019_vol6_$_英語版.indd   25 2019/06/07   11:45:50



StaCle and consistent QerforNance 
Xhen Nachining stainless steel

-oX tool life  and unstaCle chiQ eWacuation are factors QreWenting staCle 
Nachining of stainless steel�
5he /eX 17% coated carCide grade S5� solWes the issues related to Nachining 
stainless steel�

)igher hardness and oYidation resistance
/5,�s uniRue coating technologZ creates a high�aluminum composition�
&Ytends tool life and alloXs high�speed machining of stainless steel�

StaCle  Nachining 
eYcellent surface finish ˰ &Ytended tool life
/5, neX P7% coated carCide grade S54 improWed Conding force and 
surface smoothness �
It preWents  B6& trouCle  from stainless  steel machining and  achiWed  
staCle  cutting� 

Measurement (Scratch test on coating layer)

NTK vs. competitor(cut off)
Workmaterial � SUS304(П11) 7c��0m/min f�0.03mm  after 200pcs cut-off 

 high 

  

 
 

 
 

0Yidation resistanceloX

5i$/

5i/
5i"l/

Super 5ough $oat
ST�

)a
rd

ne
ss

hi
gh

lo
X

çXorL load direction

çXorL load direction

work load

work load

Super TougI CoatʮST�ʯ

Super TougI CoatʮST�ʯ

$ompetitor

$onWentional grade

B6&� /o
8ear� ���2mm

B6&� :es	manZ

8ear� ����mm

SuQer 5ough Coat S5�

)igh 
Conding 

force

-ong 5ool 
-ife

)igh 
hardness

"��
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/5,�s S5� grade coNCined Xith uniRue chiQCreaLers Neet the deNands of your 
Nachining� 

SuQer 5ough Coat
S5�

ChiQCreaLer for 
stainless steel

5#1�5#1"�#. Series

C51�C51"�C9 Series

'G�'��'�� chiQCreaLer

:-�C-�".��6- chiQCreaLer
5'9�� Series

G5.)���G9 Series

C51�C51"�5) Series

'ront turning #ack turning

Cut off

I% turning

(rooWing

Cut off

"��
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Shape Item numCer $orner
3

StocL %imensionsʢᶱʣ

S5� I�$� 5hicLness

CCG5 ��5���. :- 0.0� ˔

�.525 3.��
��5���. :- 0.1� ˔
��5���. :- 0.3� ˔
��5���. :- 0.�� ˔

%CG5 ��5���. :- 0.0� ˔

�.525 3.��
��5���. :- 0.1� ˔
��5���. :- 0.3� ˔
��5���. :- 0.�� ˔

7CG5 ������. :- 0.0� ˔
6.35 3.1�������. :- 0.1� ˔

������. :- 0.3� ˔
7#G5 ������'/ :- 0.2 ˔

�.525 4.�6������'/ :- 0.4 ˔
������'/ :- 0.� ˔

CCG5 ������. C- 0.0� ˔
6.35 2.3�

������. C- 0.1� ˔
��5���. C- 0.0� ˔

�.525 3.����5���. C- 0.1� ˔
��5���. C- 0.3� ˔

%CG5 ������. C- 0.0� ˔
6.35 2.3�������. C- 0.1� ˔

������. C- 0.3� ˔
��5���. C- 0.0� ˔

�.525 3.����5���. C- 0.1� ˔
��5���. C- 0.3� ˔

7CG5 ������. C- 0.0� ˔
6.35 3.1�

������. C- 0.1� ˔
CCG5 ������. '/ ".� 0.0� ˔

6.35 2.3�������. '/ ".� 0.1� ˔
������. '/ ".� 0.3� ˔
��5���. '/ ".� 0.0� ˔

�.525 3.����5���. '/ ".� 0.1� ˔
��5���. '/ ".� 0.3� ˔

%CG5 ������. '/ ".� 0.0� ˔
6.35 2.3�������. '/ ".� 0.1� ˔

������. '/ ".� 0.3� ˔
ņ ��5���. '/ ".� 0.0� ˔

�.525 3.����5���. '/ ".� 0.1� ˔
��5���. '/ ".� 0.3� ˔

7CG5 ������. '/ ".� 0.0� ˔
6.35 3.1�������. '/ ".� 0.1� ˔

������. '/ ".� 0.3� ˔
71G5 ������. '/ ".� 0.0� ˔

6.35 3.1�
������. '/ ".� 0.1� ˔

5/GG ������. '/ 6- 0.0� ˔

�.525 4.�6
������. '/ 6- 0.1� ˔
������. '/ 6- 0.3� ˔
������. '/ 6- 0.�� ˔

'ront turningɹ:-ɾC-ɾ".�ɾ6- chiQCreaLer

/ame $hipCreLer (eometrZ 'eatures

:- 14˃

0.3

2.�
1.0

˞DCGT11T302M:L

ɾ Great combination 
of sharpness and 
toughness

ɾ Covers extremely 
wide range

ɾExcellent chip control

C-

4.8

※DCGT11T302M

17°

ɾ Sharpest molded 
chipbreaker

ɾExcellent chip control
ɾLess tool pressure

".�

1.2

6°

※DCGT11T302

ɾ All purpose 
chipbreaker

ɾ Sharp edge with 
toughness

6-

※TNGG160401MFN

20°

4.0
ɾ Negative insert with 

a positive insert�s 
chipbreaker

ɾReduced burrs
ɾImproves microp nish
ɾ Superb advantage in 

cost per corner over 
positive inserts

ChiQ Control 3ange

'eatures

5oolholder CCGT 
Series

DCGT 
Series

7CGT 
Series

7PGT 
Series

TNGG 
Series

(eneral catalogue G23ʙG24 G24ʙG2� G2�ʙG31 G32ʙG33 G3�ʙG3�

2�1� 
SS catalogue D22ʙD23 D24ʙD2� D2�ʙD31 D32ʙD33 D36ʙD3�

■ CIipCreker (eoNetry

0.05 0.1 0.15

0.5

1.0

1.5

2.0

2.5

3.0

D
ep

th
 o

f c
ut

(m
m

)

Feed(mm/rev)

C-

U- ".3:-
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.
aY

��
�N

N

'ront turningɹ5'9 Series

8orLmaterialɿS6S3�4ɹ$utting conditionɿ7c���m�minɹf����3mm�reW 8&5%0C ���NN

(ood chip control and eYcellent machined surface p nish 3ough surface

$ompetitor�s chipCreaLer designed for high %0$ turningNT,ɹTIe 'ront .aY

TFX type

5

4

3

2

1

0.040.02
0

0.06 0.08 0.1

D
O

C
 (

m
m

)

Feed (mm/rev)

'eatures

8iper Item numCer ʢᶱʣ

StocL .aY�
%0$
ʢᶱʣ

%imensionsʢᶱʣ 5oolholder

S5� (eneral catalogue

/o
5'9 ����.3 0.0� ˔

5.0 �.525 4.�6 G34����.3 0.1� ˔
����.3 0.3� ˔

:es
5'9 ����.38 0.0� ˔

5.0 �.525 4.�6 G34����.38 0.1� ˔
����.38 0.3� ˔

SQecially designed  sharQ chiQCreaLer 
QroWides � Qass turning uQ to ���NN�
3educe cutting force Xith high %0$ turning and  achieWed 
eYcellent chipcontrol Xith good surface finish� 

0.5

32°32°

dS

With wiper

Shape

No wiper

"��
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'eatures ChiQ control range

#acL turningɹ5#1�5#1"�#. Series

1.
4

16°

0.
3 1.
35

12°

0.
3

5#1�#. Series 5#1"�#. Series

Length of Blade

Max. Depth of Cut

Item numCer ʢᶱʣ
-ength of 

Blade

ʢᶱʣ

.aY� %epth 
of $ut

ʢᶱʣ

$utting edge 
angle

StocL 5oolholder

S5� (eneral catalogue 2�1� SS catalogue

5#1 ��'3���#. 0.05 3.5 5.3 �2˃ ˔
G52 ʙ G53 E12 ʙ E13��'3��.�#. 0.0� 3.5 5.3 �2˃ ˔

��'3��.�#. 0.1� 3.5 5.3 �2˃ ˔
5#1" ��'3���#. 0.05 5.5 6.5 �0˃ ˔

G54 ʙ G55 E14��'3��.�#. 0.0� 5.5 6.5 �0˃ ˔
��'3��.�#. 0.1� 5.5 6.5 �0˃ ˔

PreWents tIe rougI end 
face froN
Iitting tIe cIip

8iper flat on cutting 
edge creates 
eYcellent surface 
finisIes

SuQerior Surface 'inish

1 Pass BM chipbreaker Competitor�s tool

End face OD End face OD

&Ycellent surface
3aɿ���2ЖN

3ough surface
Raɿ1.65Жm

3[ɹɿ����ЖN Rz　ɿ6.01Жm

Cutting condition� 7c��0m/min    fʢxʣ�0.02mm/rev    fʢzʣ�0.0�mm/rev    ap�3.0mm WET
Material� SUS304 П16    Holder� TBPR12    Insert� TM4 TBP�2FR10M-BM

TBP-BM

TBPA-BM

0 0.04 0.06 0.080.02 0.1
0.0

1.0

3.0

2.0

4.0

5.0

6.0

D
O

C
(m

m
)

Feed rate(z) mm/rev

BM chipbreaker Competitor�s tool

Good chiQ control 6nstaCle chiQ control

Cutting condition� 7c��0m/min WET
Material� SUS304 П16  Holder� TBPR12
Insert� TM4 TBP�2FR10M-BM
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GrooWe Xidth� ʙ ��� GrooWe Xidth � ��� ʙ
GrooWingɹG5.)���G9 Series

side turning capaCilitZ
%etails
'ront raLe angle� 1�degree
Side raLe angle �14 degree

Item numCer
%imension	mm
 StocL

.aY %epth 
(rooWing 	mm


.aY %epth 
Side turning 	mm
 S5�

G5.)�� ���3G9 0.33 0.05 0.6 0.25 � ˔
���3G9 0.43 0.05 1.2 0.� � ˔
���3G9 0.50 0.05 1.2 0.� � ˔
���3G9 0.53 0.05 1.2 0.� � ˔
���3G9 0.�5 0.05 2.0 1.6 0.�5 ˔
���3G9 0.�5 0.05 2.0 1.6 1.5 ˔
���3G9 1.0 0.05 2.0 1.6 1.5 ˔
���3G9�� 1.0 0.1 2.0 1.6 1.5 ˔

G5.)�� ���3G9 1.5 0.05 3.0 2.� 2.0 ˔
���3G9�� 1.5 0.1 3.0 2.� 2.0 ˔
���3G9�� 1.5 0.2 3.0 2.� 2.0 ˔
���3G9 2.0 0.05 3.0 2.� 2.0 ˔
���3G9�� 2.0 0.1 3.0 2.� 2.0 ˔
���3G9�� 2.0 0.2 3.0 2.� 2.0 ˔
���3G9 3.0 0.05 3.0 2.� 2.0 ˔
���3G9�� 3.0 0.2 3.0 2.� 2.0 ˔

'eatures

5yQical GrooWing 1roCleNs
ɾChiQs reNain at the CottoN of grooWe
ɾ#ird�s nest of chiQs

Center CuNQ and dent design 
iNQroWe chiQ control
)elp chip curl � control�
&Ycellent surface finish Xhen grooWing�

*NQroWe chiQ control 
Xhen side turning�
$hip control performance at side 
turning improWed 	."9� ap� 2��mm


0uter QeriQhery Qolishing 
offers eYcellent surface finish

■ ToolIolder

5oolholder

(eneral catalogue 2�1� SS catalogue

H1� ʙ H21 H� ʙ H11

���2� 3�1�

�ʁ��2�

"��
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2���

2�
�

��
�

��
˃

3.
50C51�5) Series

	.aY� Cut�o⒎  %ia� ʙП��

C51"�5) Series
	.aY� Cut�o⒎  %ia� ʙП��


ᶃ

ᶄ
ᶅ

'old chiQs froN Coth 
ends strongly�

6Q sharQ edge liLe a ground 
inserts	3aLe angle ��� degree


7�shaQe has � steQ
action for LeeQing
nose 3 sharQ and fold
shiQs�

ᶆCenter grooWe guides 
the chiQs�

'eatures
'olds chiQ strongly froN Coth ends and achieWes 
suQerior Nachined surface p nish�

&Ycellent chiQ 
control

Cut offɹC51�C51"�C9 Series

5Zpe )and Shape Item numCer
.aY� $ut�o⒎  

%ia� 
ʢᶱʣП%

%imension	mm
 StocL

S5�

$5P
Series

R

0ʁ.
05

C51 ��'3�C9 12.0 1.0 0.32 16˃ 0.05 ˔
��'3�C9 12.0 1.3 0.40 16˃ 0.05 ˔
��'3�C9 12.0 1.5 0.46 16˃ 0.05 ˔

В́ �˃

rЏ

rЏ8
 ʁ

��
��

C51 ��'3/�C9 12.0 1.0 � 0˃ 0.05 ˔
��'3/�C9 12.0 1.3 � 0˃ 0.05 ˔
��'3/���C9 12.0 1.3 � 0˃ 0.2 ˔
��'3/�C9 12.0 1.5 � 0˃ 0.05 ˔
��'3/���C9 12.0 1.5 � 0˃ 0.2 ˔

L

0ʁ.
05

C51 ��'-,�C9 11.0 1.0 0.32 16˃ 0.05 ˔
��'-,�C9 11.0 1.3 0.40 16˃ 0.05 ˔
��'-,�C9 11.0 1.5 0.46 16˃ 0.05 ˔

В́ �˃
rЏ

rЏ8
 ʁ

��
��

C51 ��'-/�C9 12.0 1.0 � 0˃ 0.05 ˔
��'-/�C9 12.0 1.3 � 0˃ 0.05 ˔
��'-/���C9 12.0 1.3 � 0˃ 0.2 ˔
��'-/�C9 12.0 1.5 � 0˃ 0.05 ˔
��'-/���C9 12.0 1.5 � 0˃ 0.2 ˔

$5P"
Series

R

0ʁ.
05

C51" ��'3�C9 16.0 1.5 0.46 16˃ 0.05 ˔

0ʁ.
05

0́˃

C51" ��'3/�C9 16.0 1.5 � 0˃ 0.05 ˔

L

0ʁ.
05

C51" ��'-,�C9 14.5 1.5 0.46 16˃ 0.05 ˔

0ʁ.
05

0́˃

C51" ��'-/�C9 16.0 1.5 � 0˃ 0.05 ˔

$atalogue CTP Series CTPA Series

(eneral catalogue G�4 ʙ G�5 G�0 ʙ G�1

2�1� SS catalogue F10 ʙ F11 F16 ʙ F1�

■ ToolIolder

˞.aY� $ut�off %ia� is indicates the cutting diameter of the insert Xhen the top of the cutting edge is located on center
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Cut�offɹC51�C51"�5) Seriesʢ5ough edge tyQeʣ

5Zpe )and Shape Item numCer
.aY� $ut�o⒎  

%ia� 
ʢᶱʣП%

%imension	mm
 StocL

S5�

$5P
Series

R

0ʁ.
05

C51 ��'3�5) 12.0 1.0 0.32 16˃ 0.05 ˔

��'3�5) 12.0 1.5 0.46 16˃ 0.05 ˔

��'3�5) 12.0 2.0 0.61 16˃ 0.05 ˔

0ʁ.
05

0́˃

C51 ��'3/�5) 12.0 1.0 � 0˃ 0.05 ˔

��'3/�5) 12.0 1.5 � 0˃ 0.05 ˔

��'3/�5) 12.0 2.0 � 0˃ 0.05 ˔

L

0ʁ.
05

C51 ��'-,�5) 11.0 1.0 0.32 16˃ 0.05 ˔

��'-,�5) 11.0 1.5 0.46 16˃ 0.05 ˔

��'-,�5) 11.0 2.0 0.61 16˃ 0.05 ˔

0ʁ.
05

0́˃ C51 ��'-/�5) 12.0 1.0 � 0˃ 0.05 ˔

��'-/�5) 12.0 1.5 � 0˃ 0.05 ˔

��'-/�5) 12.0 2.0 � 0˃ 0.05 ˔

$5P"
Series

R

0ʁ.
05 C51" ��'3�5) 16.0 1.5 0.46 16˃ 0.05 ˔

��'3�5) 16.0 2.0 0.61 16˃ 0.05 ˔

0ʁ.
05

0́˃

C51" ��'3/�5) 16.0 1.5 � 0˃ 0.05 ˔

��'3/�5) 16.0 2.0 � 0˃ 0.05 ˔

L

0ʁ.
05 C51" ��'-,�5) 14.5 1.5 0.46 16˃ 0.05 ˔

��'-,�5) 14.5 2.0 0.61 16˃ 0.05 ˔

0ʁ.
05

0́˃

C51" ��'-/�5) 16.0 1.5 � 0˃ 0.05 ˔

��'-/�5) 16.0 2.0 � 0˃ 0.05 ˔

$atalogue CTP Series CTPA Series

(eneral catalogue G�4 ʙ G�5 G�0 ʙ G�1

2�1� SS catalogue F10 ʙ F11 F16 ʙ F1�

C51�5) Series
	.aY� Cut�o⒎  %ia� ʙП��


C51"�5) Series
	.aY� Cut�o⒎  %ia� ʙП��


'eatures

-5) achieWes suQerior fracture 
resistance
-ong tool life on stainless steel cut�o⒎  
oQeration

■ ToolIolder

˞.aY� $ut�off %ia� indicates the cutting diameter of the insert Xhen the top of the cutting edge is located on center

$ase sutdZ CTP�TH type $ompetitor�s tool

.aterial� S6S3�4 П11
$utting condition�
7c���m�min f����3mm�reW
5ools�
Insert� $5P�5) Series 2��mm 
Xidth
)older� $5P312

2��pcs� machined 1��pcs� machined

'racture

"��
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'eatures

*% turningɹ'��ɾ'�ɾ'G chiQCreaLer 'eatures

DOC
(mm)

Feed(mm/rev)
0.05 0.1

'G chiQCreaLer

 Best for finishing
 8orLs for small %0$

	ap����mm

 )igh raLe angle

0.1

0.3

'�ɾ'�� chiQCreaLer

  $oWers Xide range of
conditions

 (round chipCreaLer

0.5

Note�   Right-hand inserts with FG 
and F1 chipbreakers

           should be used with 
right-hand holders

MaterialɿSCM435　çHolderɿS10KȂSTUPR11D12ȂOH
InsertɿTPGH110304 Series　çCutting conditionɿ ʹ�0m/  ̔ 
Bore diameterɿП12 External coolant %eptI of cutɿ2�ᶱ

ɾ' tZpe chipCreaLer alloX chips to eWacuate CacLXard�
ɾ $omCination of the '�chipCreaLers and .ogul Bar deliWers the Cest 

performance�Shape /umCer $orner
3

StocL %imensionsʢᶱʣ

S5� I�$� 5hicLness

5CG) ������'3 '�� 0.1 ˔
3.�� 1.5�������'3 '�� 0.2 ˔

������'3 '�� 0.4 ˔
51G) ������'3 '� 0.1 ˔

5.5� 2.3�
������'3 '� 0.2 ˔
������'3 '� 0.4 ˔
������'3 '� 0.� ˔
������'3 '� 0.2 ˔

6.35 3.1�������'3 '� 0.4 ˔
������'3 '� 0.� ˔

51G) ������3 'G 0.2 ˔
5.56 2.3�

������3 'G 0.4 ˔
������3 'G 0.2 ˔

6.35 3.1�
������3 'G 0.4 ˔

Angle �5˃

.#- ���'3 '� 0.05 ˔
3.60 2.3�

���'3 '� 0.15 ˔

Angle �5˃

&3G)5 �����'3 '� 0.1 ˔

3.�� 1.5������'3 '� 0.2 ˔

�����'3 '� 0.4 ˔
C1G) ������'3 '� 0.1 ˔

4.�6 1.5�������'3 '� 0.2 ˔
������'3 '� 0.4 ˔
������'3 '� 0.2 ˔

6.35 2.3�
������'3 '� 0.4 ˔

CCG5 ������'3 '� 0.1 ˔
6.35 2.3�������'3 '� 0.2 ˔

������'3 '� 0.4 ˔
��5���'3 '� 0.2 ˔

�.525 3.��
��5���'3 '� 0.4 ˔

CoNCination of the '�chiQCreaLers  
deliWers  the Cest QerforNance

-arge clearance 
for iNQroWed chiQ 
eWacuation

"ll .ogul #ars are coolant 
through

%irect q oX chips forXard�
5hen pacLed chips damage and 
CreaL cutting edge�

%irect chips CacLXards and 
eliminate chipping on inserts�

$atalogue TCGH 
Series

TPGH 
Series

MBL
Series

ERGHT 
Series

CPGH 
Series

CCGT 
Series

(eneral catalogue K30
ʙ K31

K30
ʙ K31

K24
ʙ K25

K26
ʙ K2�

K2�
ʙ K2� K2�

2�1� 
SS catalogue

K36
ʙ K3�

K36
ʙ K3�

K30
ʙ K31

K32
ʙ K33

K34
ʙ D35 K34

ChiQ control range

5Zpical inserts '�� '� 'G chiQCreaLers 

■ ToolIolder

0.050 0.1 0.15

0.25

0.5

0.�5

1.0

Feed(mm/rev)

'1�'��
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˙ 3ecoNNended Cutting Condition 	GrooWing Cut�off


Width
(mm)

Feed (mm/rev) Cutting speed (mm/min)

Grooving Side turning
SUS303 SUS304 SUS440C

Range SUS304 Range SUS304

0.33ʙ0.53 0.01 ʙ 0.03 0.02 No capability No capability

��      1��    1�� ��      ��    1�� 3�      ��    ��
0.�5 ʙ 1.0 0.02 ʙ 0.05 0.03 0.015 ʙ 0.04 0.02

1.5 ʙ 2.0 0.02 ʙ 0.0� 0.04 0.015 ʙ 0.06 0.03

3.0 0.03 ʙ 0.10 0.05 0.025 ʙ 0.0� 0.04

G5.)���G9 Series

Width
(mm)

Feed (mm/rev) Cutting speed (mm/min)

Range SUS304 SUS303 SUS304 SUS440C

1.0 0.02 ʙ 0.04 0.02

��      1��    1�� ��      ��    1�� 3�      ��    ��1.3 0.02 ʙ 0.05 0.03

1.5 0.02 ʙ 0.06 0.03

C51�C51"�C9 Series

Width
(mm)

Feed (mm/rev) Cutting speed (mm/min)

Range SUS304 SUS303 SUS304 SUS440C

1.0 0.02 ʙ 0.05 0.03

��      1��    1�� ��      ��    1�� 3�      ��    ��1.5 0.02 ʙ 0.06 0.04

2.0 0.02 ʙ 0.0� 0.04

C51�C51"�5) Series
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S�.*-- 5he sharQ edge creates a reNarLaCle finish on
Nachined surface

ɾ&Ycellent surface finish
ɾ3educe cutting force
ɾ1roWide staCle Nachining

/&8/&8/&8
ɾ-ine uQ &YQansion
 П��� and П���� Xith П��� shanL %ia�

Solid CarCide &ndNill

S-MILL Line up Expansion

"��
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CoNQarision of Nachined surfaces

/5,ʢS�.*--ʣ Competitor A Competitor B

Side face

Magnip ed
(side face)

%amaged
surface

%amaged
surface

&Ycellent surface p nisI 3ougI surface p nisI

ToolɿП6.0 2 q utes　　Work materialɿSUS304ʢЇ16.0ʣ　　Cutting condition � �3.0ᶱç �1.2ᶱçSʹ3,000rpmçFʹ300ᶱ/  ̔ 

ᶃ

ᶄ

ᶃ
'eatures

5he sharQ edge creates a reNarLaCle p nish 
on Nachined surface�

%esigned for sXiss tyQe lathe

φ3.0 / φ4.0　=　����NN
φ5.0 / φ6.0　=　����NN
φ7.0 / φ8.0 / φ10.0　=　����NN � flutes � flutes � flutes

ᶅ� � � q utes coWer a Wariety of 
aQQlications�
	� q utes aWailaCle in П�NN


)igh raLe angle to 
reduce cutting force

'lute angles 
ensure good chiQ 

eWacuation

��� corner radius

"��
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38&. Series
SlottingSide Milling Profiling;�3;�2

П П П П

.aterial (roup
P� Steel .� Stainless steel ,� Cast iron N� Nonferrous Netal S� Heat resistant alloy H� Hardened Naterial

˕ ˕

Tolerance� NN
П̙c Tolerance

̎ɼ̏ ɼ̑ �0 /ʵ0.025
̐ɼ̒ ɼ̓ �0 /ʵ0.03
̔ɼ10 �0 /ʵ0.035

StocL list

SIape 'lute IteN NuNCer
(rade

Cutting dia�ç
П 	ᶱ


SIank dia�ç
П 	ᶱ


-engtIç
	ᶱ


Cutting edge lengtIç
	ᶱ


Corner radiusç
	ᶱ
"C�

Figure. 1 2

38&. ���)�3��S�� ˔ 2.0 4.0 40.0 2.0

0.0

 ���)�3��S�� ˔ 3.0 4.0 40.0 3.0
 ���)�3��S�� ˔ 4.0 4.0 40.0 4.0
 ���)�3��S�� ˔ 5.0 6.0 45.0 5.0
 ���)�3��S�� ˔ 6.0 6.0 45.0 6.0
 ���)�3��S�� ˔ �.0 �.0 50.0 6.0
 ���)�3��S�� ˔ �.0 �.0 50.0 6.0
 ���)�3��S�� ˔ 10.0 10.0 50.0 6.0

Figure. 2 2
38&. ���)�3��S�� ˔ �.0 �.0 50.0 6.0

0.0
 ���)�3��S�� ˔ 10.0 �.0 50.0 6.0

■ 2 q utes

SIape 'lute IteN NuNCer
(rade

Cutting dia�ç
П 	ᶱ


SIank dia�ç
П 	ᶱ


-engtIç
	ᶱ


Cutting edge lengtIç
	ᶱ


Corner radiusç
	ᶱ
"C�

Figure. 1 3

38&. ���)�3��S�� ˔ 3.0 4.0 40.0 3.0

0.0

 ���)�3��S�� ˔ 4.0 4.0 40.0 4.0
 ���)�3��S�� ˔ 5.0 6.0 45.0 5.0
 ���)�3��S�� ˔ 6.0 6.0 45.0 6.0

   ���)�3��S�� ˔ �.0 �.0 50.0 6.0
 ���)�3��S�� ˔ �.0 �.0 50.0 6.0
 ���)�3��S�� ˔ 10.0 10.0 50.0 6.0

Figure. 2 3
38&. ���)�3��S�� ˔ �.0 �.0 50.0 6.0

0.0
 ���)�3��S�� ˔ 10.0 �.0 50.0 6.0

■ 3 q utes

SIape 'lute IteN NuNCer
(rade

Cutting dia�ç
П 	ᶱ


SIank dia�ç
П 	ᶱ


-engtIç
	ᶱ


Cutting edge lengtIç
	ᶱ


Corner radiusç
	ᶱ
"C�

Figure. 1 4

38&. ���)�3��S�� ˔ 3.0 4.0 40.0 3.0

0.0

  ���)�3��S�� ˔ 4.0 4.0 40.0 4.0
  ���)�3��S�� ˔ 5.0 6.0 45.0 5.0
  ���)�3��S�� ˔ 6.0 6.0 45.0 6.0
  ���)�3��S�� ˔ �.0 �.0 50.0 6.0
   ���)�3��S�� ˔ �.0 �.0 50.0 6.0
 ���)�3��S�� ˔ 10.0 10.0 50.0 6.0

Figure. 2 4
38&. ���)�3��S�� ˔ �.0 �.0 50.0 6.0

0.0
  ���)�3��S�� ˔ 10.0 �.0 50.0 6.0

■ � q utes

3�˃

;�4

˕ɿ1st Choice

'igure� 1 'igure� 2
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'ield  result

3ecoNNended Cutting Condition

'lute

Cutting
diaNeter
П
	ᶱ


CarCon steel
S��C

"lloy steel
SC.�3�

Stainless steel
SUS3��

ʹП ʷ��2 ʹП ʷ��� ʹП ʷ���� ʹП ʷ��� ʹП

3P.
	  ̔ �1


'eed
ʢᶱ�  ̔ ）

3P.
	  ̔ �1


'eed
ʢᶱ�  ̔ ）

3P.
	  ̔ �1


'eed
ʢᶱ�  ̔ ） 	ᶱ） 	ᶱ 
 	ᶱ） 	ᶱ 
 	ᶱ） 	ᶱ 
 	ᶱ） 	ᶱ 
 	ᶱ）

2 flutes

2.0 6,000 100 6,000 100 6,000 �0 ʽ2.0 0.4 ʽ0.� 1.0 ʽ0.6 1.5 ʽ0.5 1.� ʽ0.4
3.0 6,000 210 6,000 240 6,000 1�0 ʽ3.0 0.6 ʽ1.2 1.5 ʽ0.� 2.3 ʽ0.� 2.� ʽ0.6
4.0 6,000 320 5,600 300 5,200 240 ʽ4.0 0.� ʽ1.6 2.0 ʽ1.2 3.0 ʽ1.0 3.6 ʽ0.�
5.0 5,000 3�0 4,500 330 4,100 260 ʽ5.0 1.0 ʽ2.0 2.5 ʽ1.5 3.� ʽ1.2 4.5 ʽ1.0
6.0 4,200 3�0 3,�00 340 3,400 2�0 ʽ6.0 1.2 ʽ2.4 3.0 ʽ1.� 4.5 ʽ1.5 5.4 ʽ1.2
�.0 3,600 3�0 3,200 330 3,000 2�0 ʽ6.0 1.4 ʽ2.� 3.5 ʽ2.1 5.3 ʽ1.� 6.3 ʽ1.4
�.0 3,200 360 2,�00 320 2,600 250 ʽ6.0 1.6 ʽ3.2 4.0 ʽ2.4 6.0 ʽ2.0 �.2 ʽ1.6
10.0 2,500 320 2,200 2�0 2,100 230 ʽ6.0 2.0 ʽ4.0 5.0 ʽ3.0 �.5 ʽ2.5 �.0 ʽ2.0

3 flutes

3.0 6,000 250 6,000 250 6,000 220 ʽ3.0 0.6 ʽ1.2 1.5 ʽ0.� 2.3 ʽ0.� 2.� ʽ0.6
4.0 6,000 3�0 5,600 360 5,200 2�0 ʽ4.0 0.� ʽ1.6 2.0 ʽ1.2 3.0 ʽ1.0 3.6 ʽ0.�
5.0 5,000 440 4,500 400 4,100 310 ʽ5.0 1.0 ʽ2.0 2.5 ʽ1.5 3.� ʽ1.2 4.5 ʽ1.0
6.0 4,200 460 3,�00 410 3,400 330 ʽ6.0 1.2 ʽ2.4 3.0 ʽ1.� 4.5 ʽ1.5 5.4 ʽ1.2
�.0 3,600 450 3,200 400 3,000 320 ʽ6.0 1.4 ʽ2.� 3.5 ʽ2.1 5.3 ʽ1.� 6.3 ʽ1.4
�.0 3,200 430 2,�00 3�0 2,600 310 ʽ6.0 1.6 ʽ3.2 4.0 ʽ2.4 6.0 ʽ2.0 �.2 ʽ1.6
10.0 2,500 3�0 2,200 330 2,100 2�0 ʽ6.0 2.0 ʽ4.0 5.0 ʽ3.0 �.5 ʽ2.5 �.0 ʽ2.0

4 flutes

3.0 6,000 2�0 6,000 2�0 6,000 250 ʽ3.0 0.6 ʽ1.2 1.5 ʽ0.� 2.3 ʽ0.� 2.� ʽ0.6
4.0 6,000 450 5,500 410 5,200 340 ʽ4.0 0.� ʽ1.6 2.0 ʽ1.2 3.0 ʽ1.0 3.6 ʽ0.�
5.0 5,000 520 4,500 460 4,100 3�0 ʽ5.0 1.0 ʽ2.0 2.5 ʽ1.5 3.� ʽ1.2 4.5 ʽ1.0
6.0 4,200 540 3,�00 4�0 3,400 3�0 ʽ6.0 1.2 ʽ2.4 3.0 ʽ1.� 4.5 ʽ1.5 5.4 ʽ1.2
�.0 3,600 520 3,200 460 3,000 3�0 ʽ6.0 1.4 ʽ2.� 3.5 ʽ2.1 5.3 ʽ1.� 6.3 ʽ1.4
�.0 3,200 500 2,�00 440 2,600 360 ʽ6.0 1.6 ʽ3.2 4.0 ʽ2.4 6.0 ʽ2.0 �.2 ʽ1.6
10.0 2,500 440 2,200 3�0 2,100 320 ʽ6.0 2.0 ʽ4.0 5.0 ʽ3.0 �.5 ʽ2.5 �.0 ʽ2.0

ɾCutting conditions (machine, work material...) aff ect surface p nish and burr generation.
If cutting performance is not good with above cutting conditions, please adKust speed and feed by same �.

SUS�1�'	%�cut
 П�NN�2 flutes 
Work materialɿSUS416F

0.6ᶱ

rev/  ̔ ɿ3,200

Feed(ᶱ /rev) ɿ140

DOCʢᶱʣ ɿ0.6

Coolant ɿWET

/5,ɿS�.*-- 12��� pcs�corner�Ћ

Competitor�s 
solid endmill 10,000 pcs/corner

"s the competitor�s endmill reached the end of its tool life Xith Cad surface 
p nish� 
/5,�s  S�.I-- maintained  RualitZ surface p nish through out  its longer 
tool life�

S��C	HeYagon NacIining П1�˰П�NN "'
 П�NN�2 flutes
Work materialɿS45C

rev/  ̔ ɿ2,600

Feed(ᶱ /rev) ɿ4�0

DOC(ᶱ) ɿ1.0

Coolant ɿWET

/5,ɿS�.*-- �� pcs�corner�Ћ

Competitor�s 
solid endmill 50 pcs/corner

5he S�.ill�s sharpness reduced the occurance of Currs and increased 
tool life� clear improWments oWer the competitor�s tool� 5he sharp 
cutting edge also produces noticeaClZ less sound than the current 
tooling�
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6niRue sXiss tooling � 'ront turning insert for large %0C

The Front Max

/&8 style front turning insert for sXiss tyQe lathe�
SQecially designed chiQCreaLer QroWides eYcellent 
chiQ control and sharQness�

."9 %0C

���NN aWailaCle

The Front Max

5'9 Series

"��
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6niRue sXiss tooling � 'ront turning insert for large %0C

.
aY

��
�N

N
'eatures

5ooling for -arge %0C

ᶃ6Q to ���NN %0C caQaCility
SpeciallZ designed chipCreaLer reduces 
cutting resistance achieWes eYcellent chip 
control and surface finish�
&Ycellent chip control and surface finish�

"re these coNNon issues in your Nachining oQeration 
ɾ*t is hard to Nachine a large deQth of cut on SXiss tyQe lathes�
ɾ*t is difficult to control chiQs and diNensions�

ᶄ3igid side claNQ systeN

StaCle cIip control Cy special 
cIipCreaker design�

Strong clamping preWents moWing insert �
5his proWides staCle turning process�

ConWentional tooling

 -onger cZcle time Xith roughing and finish turning�
Seam on surfece occurs Xith separate turning�
5ool Xear increase CZ 2 passes
$hip maZ go into guide�Cushing�
 /eed to run multi times due to guide�Cushing

limitation

3educe cZcle time
&Ytend insert tool life
ImproWe part RualitZ
SimplifZ machining program

5he 'ront .aY

1P"SS turning
$lamping part Xith 
guide Cushing

seam

chip
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■ Insert

shape .aY� %0$
ʢᶱʣ 8iper Item numCer

%imensionʢᶱʣ P7% coated carCide

S5� %.� ;.�

5.0

No

5'9 ����.3 0.0� �.525 4.�6 ˔ ˔

����.3 0.1� �.525 4.�6 ˔ ˔

����.3 0.3� �.525 4.�6 ˔ ˔

:es

5'9 ����.38 0.0� �.525 4.�6 ˔ ˔

����.38 0.1� �.525 4.�6 ˔ ˔

����.38 0.3� �.525 4.�6 ˔ ˔

shape .aY� %0$
ʢᶱʣ 8iper Item numCer

%imensionʢᶱʣ P7% coated carCide

S5� %.� ;.�

4.0 :es

5' ����3 0.0 �.525 4.�6 ˔

����3 0.05 �.525 4.�6 ˔

����3 0.15 �.525 4.�6 ˔

����3 0.2 �.525 4.�6 ˔

/&8/&8/&8 5'9 Series	�% Nolded chiQCreaLer


5' Series	Ground chiQCreaLer


0.5

32°32°

dS

dS

With wiper
All angles shown are obtained when insert is set in the holder

All angles showm are obtained when insert is set in the holder

Shape

Shape

No wiper

0.5

32°
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$oolant through
	ScreX accessiCle from Coth sides


■ ToolIolder diNensionɾ Spare partsç

Item /umCer StocL

%imensionsʢᶱʣ
ScreX parts "

$lamp screX 8rench ScreX parts " ScreX parts B

5'53 ����)�0)� ˔ 1� 14 1�� 1� 4 1� 1� -3�S�4�1�P8 $-3�1�S SS����S$
SS����S$

ʢ8renchɿ-8�
2��ʣ

 ����)�0)� ˔ 12 14 1�� 12 2 1� 1� -3�S�4�1�P8 $-3�1�S SP31��

 ����9�0)� ˔ 1� 1� 12� 1� ʵ ʵ 1��� -3�S�4�1�P8 $-3�1�S SP31��

Item /umCer
5aper cut capaCilitZ

% maY " maY 5 maY
5'53 ����)�0)� 2�

2�� 3� ʄ ����)�0)� 3�
 ����9�0)� 4�

	ScreX accessiCle 
from Coth sides


3°

6°
15

A A

Right-Hand style shown

Right-Hand style shown

When coolant is supplied from the tool post directly to the tools, please remove screw parts ʮBʯand set screw parts A at side and rear of toolholder.
Wrench for screw parts ʮAʯ(SS0605SC) is not attached.  
Please use Hex wrench3.0(LW-3) for SS0605SC, Hex wrench5.0(LW-5) for SPR1/�.

Item /umCer StocL

%imensionsʢᶱʣ
Parts

5aper cut capaCilitZ
$lamp screX 8rench

5'53 �� ˔ 1� 1� 12� ��� 1� 3

ēęôĚôûñø÷ėĞ ĊēęôøüĚ /o capaCilitZ for taper cut�
 �� ˔ 12 12 12� ��� 12 1

 �� ˔ 1� 1� 12� ��� 1� ʵ

 �� ˔ 2� 2� 12� ��� 2� ʵ

2�
�

3˃

2�

��

$oolant hole

$oolant hole ScreX parts B

TI	ScreX parts "

1014 sizeɿM6ʷ1.0
1214 sizeɿRc1/�(PT1/�)

■ ToolIolder

Taper cut capaCility

.aY� Car diameter Xhen
cutting at " maY	% maY


.aY� taper angle
5 maY

.
aY

� t
ap

er
 d

ep
th

" 
m

aY

/&8/&8/&8 5'5�0)� Series

5'5 Series
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D
O

C 
(m

m
)

5.
0

3.
0

2.
0

1.
0

0.
5

0.03 0.05 0.0� 0.1
Feed (mm/rev)

8orLmaterialɿS6S3�4ɹ$utting conditionɿ7c���m�min 8&5

"WailaCle in coolant through 
toolholder 
ɾCan taLe �� t˃aQer�
ɾ6se Xith 5'9 tyQe insert enaCles staCle turning�

&Ycellent chiQ control in Wariety 
of cutting conditions
CoWers a Xide range of %oc�s and feeds�

8orL materialɿS6S3�4ɹ$utting conditionɿ7c���m�minɹf����3mm�reW 8&5%0C ���NN

3educes cutting tool 
temperature and helps 
Leep the edge sharp

ImproWes part tolerance CZ steadZ coolant 
supplZ to the edge

ʪ$hip controlʫ

TFX type

5

4

3

2

1

0.040.02
0

0.06 0.08 0.1

Feed (mm/rev)

D
O

C
 (

m
m

)

Work materialɿSUS304
5he 'ront .aY Competitor

Cutting speed(m/min) �0 110

Feed(mm/rev) 0.03 0.01

DOC(mm/rev) 5.0 ˡ

Coolant Wet ˡ

.
aY
��
�N

N

Insert item number�
DM4 TF93302MR

5he 'ront .aY 1��pcs��corner

Competitor 50pcs./corner

ɾ NTK Front Max provided 5.0mm DOC with higher feed and got 3 times
longer tool life.

Cutting QerforNance

(ood chip control and eYcellent machined surface p nish 3ough surface p nish

$ompetitor�s chipCreaLer designed for high %0$ turningNT,ɹTIe 'ront .aY
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˙ &Wacuates chiQs aXay froN the cutting edge�
3educes chiQ QroCleNs and cycle tiNe�

˙ %irects coolant suQQly to the cutting edge
eYtends tool life Xhich reduces insert costs

˙)ose free caQaCility � 0)� � neX feature added
ɹ$oolant is supplied from the tool post directlZ to the tools

)older

$onnection
hole

ʮ�0)2 ʯtZpe 

5ool post

 &liminates chip entanglement
on hoses

 6se the  tool post space
effectiWelZ

ɹ   Can install Nore SP-"SH
toolIolders for IigIer productiWity

˞Sample image 

˞$onWentional tZpeʮ�0)ʯ tZpe 	hose is needed

˞ /o coolant hose is needed

/&8çʮ�0)� tyQeʯ
˞/o coolant hose is needed

*nternal coolant tyQe tool holders

SPLASH Series Lineup expansion/&8/&8/&8

"��
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˙ 'ront turning

Inserts C51 Series C51" Series  C5%1 Series

Holder

C51�0)��0) C51"�0)��0) C5%1�0)��0)

MA9 Bar Dia. ʙП12 ʙП16 ʙП25.4

˙ Cut o⒎ 

Inserts 5#1 Series ç5#1" Series

Holder

5#1�0)��0) :�5#1�0) 5#1"�0)

˙ #acL turning

Inserts G5.�� Series G51"�� Series

Holder

G55�0)��0) :�G55�0)  G51"�0) :�G51"�0)

Inserts ):�/#)�0) Series

Holder

˙ GrooWing� Side turning

˙ *% turning � S5*C, %60 S1-"S)�

-ineuQ 

Inserts CC�� Series %C�� Series 7C�� Series 5'9�����5'����Series

Holder

SC-C�0)��0) S%+C�0)��0) :�S%+C�0)��0) S7+C�0) :�S7+C�0) 5'53�0)�

・ When coolant is supplied from the tool post directly to the holder:
 please remove set screw [B] (SS0505SC) and install both set screws [A] (for
hoseconnections) on side and rear of toolholder.
・ Wrench for screw part [A] (SS0605SC) is not included.
Please use hex wrench3.0(LW-3) for SS0605SC, hex wrench5.0(LW-5) for SPR1/8.

NOTE for 「-OH2 」 type toolholder
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StocL list

'ront turning
SC-C�0)�

R-hand shown

SC-C�0)

R-hand shown

$oolant hole

$oolant hole 4�
�

��
˃

��

1���

4�
�

�˃

��˃
$oolant hole

1���

ScreX partsBɿSS����S$ʢ.�ʣ

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1 SC-C3 ����)��/�'��0)� ˔ 12 14 12 100 2.0 �0 12 CC 0�T3 LRIS-4＊10 LLR-25S
           ����9��/�'��0)� ˔ 16 16 16 120 2.0 �0 1�.� CC 0�T3 LRIS-4＊10 LLR-25S

2
SC-C3 ����'��/�'��0) ˔ 10 14 10 �0 2.0 55 12 CC 0�T3 LRIS-4＊10 LLR-25S
           ����)��/�'��0) ˔ 12 14 12 100 2.0 �5 12 CC 0�T3 LRIS-4＊10 LLR-25S
           ����)��/�'��0) ˔ 16 16 16 100 2.0 �5 1�.� CC 0�T3 LRIS-4＊10 LLR-25S

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1 S%+C3 ����)��/�'��0)� ˔ 12 14 12 100 2.0 �0 16 DC 11T3 LRIS-4＊10 LLR-25S
           ����9��/�'��0)� ˔ 16 16 16 120 2.0 �0 1�.4 DC 11T3 LRIS-4＊10 LLR-25S

2
S%+C3 ����'��/�'��0) ˔ 10 14 10 �0 2.0 55 16 DC 11T3 LRIS-4＊10 LLR-25S
           ����)��/�'��0) ˔ 12 14 12 100 2.0 �5 16 DC 11T3 LRIS-4＊10 LLR-25S
           ����)��/�'��0) ˔ 16 16 16 100 2.0 �5 1�.4 DC 11T3 LRIS-4＊10 LLR-25S

'ig�1

'ig�2

S%+C�0)

R-hand shown

S%+C�0)�

R-hand shown

$oolant hole

$oolant hole 1��� 4�
�

�3
˃

32�

4�
�

32˃

�3˃
$oolant hole

1���

ScreX partsBɿSS����S$ʢ.�ʣ

'ig�1

'ig�2

5h	screX parts ʮ"ʯ

1�14si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1�14si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1214�1�1�si[eɿSP31��	3c1��


5h	screX parts ʮ"ʯ

1214�1�1�si[eɿSP31��	3c1��
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■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1 :�S%+C3 ����)��S�0)� ˔ 12 12 100 ʵ 20 �0 DC 11T3 LRIS-4＊� LLR-25S

2 :�S%+C3 ����)��S�0) ˔ 12 12 100 ʵ 20 �5 DC 11T3 LRIS-4＊� LLR-25S
����)���0) ˔ 16 16 100 ʵ 25 �5 DC 11T3 LRIS-4＊� LLR-25S

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1
S7+C3    ����'��/�'��0) ˔ ø÷ 14 ÿ÷ ø÷ 2.0 üü ʵ ĝĊ øø÷ú ēęĐĚôù.ü＊þ ĊēęôøüĚ

����)��/�'��0) ˔ øù 14 ø÷÷ øù 2.0 þü ʵ ĝĊ øø÷ú ēęĐĚôù.ü＊þ ĊēęôøüĚ
����)��/�'��0) ˔ øý øý ø÷÷ øý 2.0 þü ʵ ĝĊ øø÷ú ēęĐĚôù.ü＊þ ĊēęôøüĚ

2 :�S7+C3 ����)��S�0) ˔ øù øù ø÷÷ ʵ ÷ ù÷ ʵ ĝĊ øø÷ú ēęĐĚôù.ü＊þ ĊēęôøüĚ
����)��S�0) ˔ øý øý ø÷÷ ʵ ÷ ù÷ ʵ ĝĊ øø÷ú ēęĐĚôù.ü＊þ ĊēęôøüĚ

:�S7+C�0)S7+C�/�0)

R-hand shown

Gang tooling 
post

Feed direction

�3
˃$oolant hole

$oolant hole

�4˃

21

1�

4�
�

""

��
�

�3˃

'ig�1 'ig�2

■5oolholder dimensionɾSpare parts

5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

5'53 ����)�0)� ˔ 1� 14 1�� 1� 4 1� 1� 5' � 5'9 -3�S�4＊1�P8 $-3�1�S
����)�0)� ˔ 12 14 1�� 12 2 1� 1� 5' � 5'9 -3�S�4＊1�P8 $-3�1�S
����9�0)� ˔ 1� 1� 12� 1� ʵ ʵ 1��� 5' � 5'9 -3�S�4＊1�P8 $-3�1�S

5'5�0)�
ScreX accessiCle
from Coth sides

R-hand shown

5oolholder 5aper cut capaCilitZ
% maY " maY 5 maY

5'53 ����)�0)� 2�
2�� 3� ʄ����)�0)� 3�

����9�0)� 4�

2�
�

3˃

2�

��

$oolant hole

$oolant hole ScreX partsBɿ
SS����S$ʢ.�ʣ

""

Taper cut capaCility

.aY� Car diameter Xhen
cutting at " maY	% maY


.aY� taper angle
5 maY

.
aY

� t
ap

er
 d

ep
th

" 
m

aY

5h	screX parts ʮ"ʯ

ɹ1�14si[eɿSS����S$ʢ.�̫ 1��ʣɹɹ1214�1�1�si[eɿSP31��ʢ3c1��ʣ

:�S%+C�0)

R-hand shown
Takes Right-hand or Neutral insert

:�S%+C�0)�

R-hand shown
Takes Right-hand or Neutral insert

Gang tooling 
post

Feed direction

Gang tooling 
post

Feed direction

�3˃

2�

��
�

��
�A A ScreX partsBɿSS����S$ʢ.�ʣ

2�

A A

11

��
�

��
�

�3˃

'ig�1 'ig�2

5h	screX parts ʮ"ʯ

1212si[eɿSP3 �̍�ʢ3c �̍ ʣ̔

5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1�14si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1�si[eɿSP31��ʢ3c1��ʣ
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#acL turning

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1 5#13 ��)�0)� ˔ 12 12 12 100 3.5 10 2.0 �0 TBP LRIS-4＊12PW CLR-15S
         ��9�0)� ˔ 16 16 16 120 3.5 0 0 �0 TBP LRIS-4＊12PW CLR-15S

2
5#13 ����)�0) ˔ 10 12 10 100 3.5 1� 4 �5 TBP LRIS-4＊10PW CLR-15S
         ��)�0) ˔ 12 12 12 100 3.5 10 2 �5 TBP LRIS-4＊12PW CLR-15S
         ��)�0) ˔ 16 16 16 100 3.5 0 0 �5 TBP LRIS-4＊12PW CLR-15S

5#1�0)

R-hand shown'ig�2

$oolant hole 1���
���$oolant hole

3˃

��
�

5#1�0)�

R-hand shown'ig�1

""

3˃

1���

��� ��
�$oolant hole

ScreX partsBɿSS����S$ʢ.�ʣ

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

.aY�
cut o⒎ 
%ia�

ʢᶱʣ
П

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1
5#1"3  ��)�0) ˔ 25 12 12 12 100 3.4 10 4 TBPA LRIS-4＊12PW CLR-15S
            ��)�0) ˔ 35 16 16 16 100 3.4 10 2 TBPA LRIS-4＊12PW CLR-15S
            ��)�0) ˔ 50 20 20 20 100 3.4 0 0 TBPA LRIS-4＊12PW CLR-15S

2 :�5#13 ��)S�0) ˔ ʵ 12 12 ʵ 100 3.5 20 ʵ TBP LRIS-4＊12PW CLR-15S
            ��)�0) ˔ ʵ 16 16 ʵ 100 3.5 25 ʵ TBP LRIS-4＊12PW CLR-15S

5#1"�0)

R-hand shown

1˃

��
� 5h

5h��

-2

П%
1���
���

$oolant hole

$oolant hole

""

2˃

'ig�1

:�5#1�0)
ScreX accessiCle
from Coth sides

R-hand shown
Takes Right-hand or Neutral insert

Gang tooling 
post

Feed direction

'ig�2

2�

A A

3˃

��
�

��

2˃

5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1�12si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1212�1�1��2�2�si[eɿSP31��	3c1��


5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ
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Cut off ˞Max Dia. would be changed by insert.

■5oolholder dimensionɾSpare parts

5oolholder StocL

.aY�
cut o⒎  

%ia�ʢᶱʣ
П

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

˞

C51"  ��)�0)� ˔ 16 12 12 12 100 2 10 �0 2.0 CTPA LRIS-4＊12PW CLR-15S
             ��9�0)� ˔ 16 16 16 16 120 0 0 �0 2.0 CTPA LRIS-4＊12PW CLR-15S

˞Dimension is set 2.0mm width insert

C51"�0)�

L-hand coolant through holders are designed for R-hand machines
(Location of coolant connection parts  is  same with R/L hand holders.) 

Right-Hand style shown

$oolant hole

1��� ��
� ""

П%

ScreX partsBɿ
SS����S$ʢ.�ʣ

$oolant hole

1���

П%

��
� "" ScreX partsBɿ

SS����S$ʢ.�ʣ

C51" ��9�0)�

C51�0)�

L-hand coolant through holders are designed for R-hand machines

$oolant hole

��
� ""

П%

1���

1˃

ScreX partsBɿSS����S$ʢ.�ʣ

'ig�1

C51�0)

L-hand coolant through holders are designed for R-hand machines

$oolant hole

��
� 1�1��� ""

П%

'ig�2

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

.aY�
cut o⒎  

%ia�ʢᶱʣ
П

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

˞

1 C51  ��)�0)� ˔ 12 12 12 12 100 2 10 �0 1.5 CTP LRIS-4＊12PW CLR-15S

2
C51  ����)�0) ˔ 12 10 12 12 100 4 1� �5 1.5 CTP LRIS-4＊12PW CLR-15S
          ��)�0) ˔ 12 12 12 12 100 2 10 �5 1.5 CTP LRIS-4＊12PW CLR-15S
          ��)�0) ˔ 12 16 16 16 100 0 0 �5 1.5 CTP LRIS-4＊12PW CLR-15S

˞Dimension is set 1.5mm width insert

C51" ��)�0)�

5h	screX parts ʮ"ʯ

1212si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1�12si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1�si[eɿSP31��	3c1��


5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

"��

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

02_総合ｶﾀﾛｸﾞ_2019_vol6_$_英語版.indd   50 2019/06/07   11:46:42



C5%1�0)�

R-hand shown

˘12 � 21   ˘2� � 2���

" "

ScreX partsBɿ
SS����S$ʢ.�ʣ 21

" "

ScreX partsBɿ
SS����S$ʢ.�ʣ

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

.aY�
cut o⒎ 

%ia�ʢᶱʣ
П

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

1
C5%1  �����%���0)� ˔ 25.4 2 12 12 20.5 100 �.5 22.0 �0 0.15 CTDP20 LRIS-4＊12 LLR-25S
             �����%���0)� ˔ 25.4 2 16 16 20.5 100 4.5 22.0 �0 0.15 CTDP20 LRIS-4＊12 LLR-25S
             �����%��"�0)� ˔ 34.0 2.5 20 20 24.0 120 4.0 2�.5 �5 0.15 CTDP25 CS0516LSH LW-3

2
C5%1  �����%���0) ˔ 25.4 2 12 12 20.5 100 �.5 22.0 �5 0.15 CTDP20 LRIS-4＊12 LLR-25S
             �����%���0) ˔ 25.4 2 16 16 20.5 100 4.5 22.0 �5 0.15 CTDP20 LRIS-4＊12 LLR-25S

C51"�0)

L-hand coolant through holders are designed for R-hand machines
(Location of coolant connection parts  is  same with R/L hand holders.) 

Right-Hand style shown

■5oolholder dimensionɾSpare parts

5oolholder StocL

.aY�
cut o⒎ 

%ia�ʢᶱʣ
П

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

˞

C51"  ��)�0) ˔ 16 12 12 12 100 2 10 �5 2.0 CTPA LRIS-4＊12PW CLR-15S
             ��)�0) ˔ 16 16 16 16 100 0 0 �5 2.0 CTPA LRIS-4＊12PW CLR-15S

˞Dimension is set 2.0mm width insert

C5%1 �����%���0)�C5%1 �����%���0)�
C5%1 �����%��"�0)�'ig�1

C5%1�0)

R-hand shown'ig�2

��
�

21��

1��ʢ9�3��ʣ
" "

" "

$oolant hole

$oolant hole

��
�

2˃ 1˃

1���

П

5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1212�1�1��2�2�si[eɿSP31��	3c1��
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GrooWing � #acL turning

■5oolholder dimensionɾSpare parts

'igure 5oolholder StocL

%imensionsʢᶱʣ (rooWe
Xidth˞

ʢᶱʣ

"pplicaCle insert Spare parts
$lamp screX 8rench

1
G553 ��)���0)� ˔ 12 12 12 100 0 �0 1.6 1 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S
        ç��9���0)� ˔ 16 16 16 120 0 �0 1.6 0 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S

2
G553 ����)���0) ˔ 10 12 10 100 0 �0 1.6 1 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S
        ç��)���0) ˔ 12 12 12 100 0 �0 1.6 1 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S
        ç��)���0) ˔ 16 16 16 100 0 �0 1.6 0 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S

■5oolholder dimensionɾSpare parts

5oolholder StocL

%imensionsʢᶱʣ (rooWe
Xidth˞

ʢᶱʣ

"pplicaCle insert Spare parts
$lamp screX 8rench

:�G553 ��)��S�0) ˔ 12 12 100 ʵ 0 20 1.6 ʵ 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S
��)���0) ˔ 16 16 100 ʵ 0 25 1.6 ʵ 0.3ʙ3.00 GTM 32 / TBMH32 LRIS-4＊10PW CLR-15S

:�G55�0)

Feed direction

Gang tooling 
postScreX accessiCle

from Coth sides

R-hand shown
Takes Right-hand Insert

.
aY

� 
gr

oo
Wi

ng
 d

ep
th

2˃

��

2˃

��
�

"

B

B

"

G55�0)�

Back
turning

Grooving

R-hand shown

2˃

""

2˃

1���$oolant hole �

ScreX partsBɿSS����S$ʢ.�ʣ

�˃
13

Max. 
grooving depth

G55�0)

Back
turning

Grooving

R-hand shown

'ig�1

'ig�2

Coolant hole A A

Max. 
grooving depth

�˃
13

1���

�
2˃2˃

˞Dimension (ar) shows max. grooving depth. Max. grooving depth would be changed by insert.

˞Dimension (ar) shows max. grooving depth. Max. grooving depth would be changed by insert.

5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1�12si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1�si[eɿSP31��	3c1��


5h	screX parts ʮ"ʯ

1212�1�1�si[eɿSP31��ʢ3c1��ʣ
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■5oolholder dimensionɾSpare parts

5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

G51"3 ����)�0) ˔ 12 14 100 12 0.1 ʵ GTPA LRIS-4＊12PW CLR-15S

GrooWing � Side turning
G51"�0)

R-hand shown

AA

75

7.5

19.5

2.
5

7

■5oolholder dimensionɾSpare parts

5oolholder StocL

%imensionsʢᶱʣ "pplicaCle insert Spare parts
$lamp screX 8rench

:�G51"3 ����'SS�0) ˔ 10 14 �0 ʵ 0.1 15 GTPA LRIS-4＊12PW CLR-15S
              ç����)S�0) ˔ 12 16 100 ʵ 0.1 20 GTPA LRIS-4＊12PW CLR-15S
              ç����)�0) ˔ 16 16 100 ʵ 0.1 25 GTPA LRIS-4＊12PW CLR-15S

:�G51"�0)

R-hand shown

��
� ��

�

""
B

B

5h	screX parts ʮ"ʯ

1214si[eɿSP31��ʢ3c1��ʣ

5h	screX parts ʮ"ʯ

1�14si[eɿSS����S$ʢ.�̫ 1��ʣ
121��1�1�si[eɿSP31��	3c1��
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$oolant hole

STICK DUO SPLASH

'eatures

 Good chiQ eWacuation for Clind 
hole Nachining

Coolant toXards CacLside of insert

Coolant toXards insert edge
 Good chiQ eWacuation for 

through�hole Nachining
 Coolant to insert edge iNQroWes 

Xear resistance

$oolant hole

Can choose froN � coolant directions

Coolant through sleeWes for *% #oring Xith "dKustaCle 0Werhang .echanisN
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.achined XorL Qiece coNQarison 1icture for Kointing coolant hose

Structure

Front connection example

Rear connection example

� coolant connection 
oQtions

&Yternal coolant STIC, %U0 SP-"SH

Work materialɿSCM435
InsertɿSHFS040R005S
Cutting speedɿ �50m/  ̔ 
DOCɿ �0.2
Feedɿ �0.02ᶱ /rev
Hole depthɿ15ᶱ
Pilot holeɿП5.1ʷ2�L
Coolant pressureɿ5MPa

çChip paked çNo chip inside hole

ᶅSealed end for closed unit

AdKustable overhang length
(Hyper system)

ᶄRear connection (Rc1/�)

ᶃ2 front connections (M6ʷ1.0)
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Shape $ode 
/o� )older numCer

%imensionsʢᶱʣ 0Werhang length of Carʢᶱʣ

П П П .in� .aY�

Fig.1

˔ ):�/#)ç�����G�0) 2 16 1� 15 �0 �0 15 1� �.5 2� 5 1�
˔ �����G�0) 2.5 16 1� 15 �0 �0 15 1� �.5 30 6.3 1�.5
˔ �����G�0) 3 16 1� 15 �0 �0 15 1� �.5 31 �.5 21
˔ �����G�0) 3.5 16 1� 15 �0 �0 15 1� �.5 23 �.� 24.5
˔ �����G�0) 4 16 1� 15 �0 �0 20 24 12 24 10 2�
˔ �����G�0) 5 16 1� 15 �0 �0 20 24 12 16 12.5 35

Fig.2

˔ ):�/#)ç�����+�0) 2 1�.05 1�.05 1� 110 100 15 ʕ �.5 4� 5 1�
˔ �����+�0) 2.5 1�.05 1�.05 1� 110 100 15 ʕ �.5 50 6.3 1�.5
˔ �����+�0) 3 1�.05 1�.05 1� 110 100 15 ʕ �.5 51 �.5 21
˔ �����+�0) 3.5 1�.05 1�.05 1� 110 100 15 ʕ �.5 43 �.� 24.5
˔ �����+�0) 4 1�.05 1�.05 1� 110 100 20 ʕ 12 44 10 2�
˔ �����+�0) 5 1�.05 1�.05 1� 110 100 20 ʕ 12 36 12.5 35
˔ �����+�0) 6 1�.05 1�.05 1� 110 100 20 ʕ 12 2�.5 15 42
˔ ):�/#)ç�����+�0) 2 20 20 1� 110 100 15 ʕ �.5 4� 5 1�
˔ �����+�0) 2.5 20 20 1� 110 100 15 ʕ �.5 50 6.3 1�.5
˔ �����+�0) 3 20 20 1� 110 100 15 ʕ �.5 51 �.5 21
˔ �����+�0) 3.5 20 20 1� 110 100 15 ʕ �.5 43 �.� 24.5
˔ �����+�0) 4 20 20 1� 110 100 20 ʕ 12 44 10 2�
˔ �����+�0) 5 20 20 1� 110 100 20 ʕ 12 36 12.5 35
˔ �����+�0) 6 20 20 1� 110 100 20 ʕ 12 2�.5 15 42
˔ ):�/#)ç�����9�0) 2 22 20 21 120 110 15 25 �.5 5� 5 1�
˔ �����9�0) 2.5 22 20 21 120 110 15 25 �.5 60 6.3 1�.5
˔ �����9�0) 3 22 20 21 120 110 15 25 �.5 61 �.5 21
˔ �����9�0) 3.5 22 20 21 120 110 15 25 �.5 53 �.� 24.5
˔ �����9�0) 4 22 20 21 120 110 20 25 12 54 10 2�
˔ �����9�0) 5 22 20 21 120 110 20 25 12 46 12.5 35
˔ �����9�0) 6 22 20 21 120 110 20 25 12 2�.5 15 42
˔ ):�/#)ç�������,�0) 2 25.0 20 24 125 115 15 25 �.5 64 5 1�
˔ �������,�0) 2.5 25.0 20 24 125 115 15 25 �.5 65 6.3 1�.5
˔ �������,�0) 3 25.0 20 24 125 115 15 25 �.5 66 �.5 21
˔ �������,�0) 3.5 25.0 20 24 125 115 15 25 �.5 5� �.� 24.5
˔ �������,�0) 4 25.0 20 24 125 115 20 25 12 5� 10 2�
˔ �������,�0) 5 25.0 20 24 125 115 20 25 12 51 12.5 35
˔ �������,�0) 6 25.0 20 24 125 115 20 25 12 2�.5 15 42
˔ ):�/#)ç�������,�0) 2 25.4 20 24 125 115 15 25 �.5 64 5 1�
˔ �������,�0) 2.5 25.4 20 24 125 115 15 25 �.5 65 6.3 1�.5
˔ �������,�0) 3 25.4 20 24 125 115 15 25 �.5 66 �.5 21
˔ �������,�0) 3.5 25.4 20 24 125 115 15 25 �.5 5� �.� 24.5
˔ �������,�0) 4 25.4 20 24 125 115 20 25 12 5� 10 2�
˔ �������,�0) 5 25.4 20 24 125 115 20 25 12 51 12.5 35
˔ �������,�0) 6 25.4 20 24 125 115 20 25 12 2�.5 15 42

Dimension �T� show overhang length of STICKDUO(hyper) bar when attached to sleeve with adKustment screw ᶅ,ᶆ.

S5*C, %60 S1-"S)	):�/#)�0) Series


П
��

2

M6̫ 1
Coolant hole

Rc1/�

1 2

3

4

4

1�

1 2

3

4

4

1�П
��

2

Coolant hole
Rc1/�

M6̫ 1

'ig�1 'ig�2
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■Parts

■)oX to set Car in the sleeWe Xhen internal coolant to insert tip or to insert CacLside 
By rotating sleeve upsidedown, you can select the coolant output position.
Coolant hole located in screw side for coolant leak prevention. See the following about the details.

)older numCer
$lamp screX 0Werhang adKustment .� screX 8rench

ᶃ ᶄ ᶅ ᶆ˞1 ᶇ˞2 ᶈ for ᶃᶄ for ᶅᶆᶇ for ᶈ
):�/#) ���˓˓�0) SS04045FS SS0406F SS0�11R-OH SS0�06F-OHʢThrough holeʣ SS0�06F SS0605SC LW-2 LW-4ñ104 LW-3

 ���˓˓�0) SS04045FS SS0406F SS0�11R-OH SS0�06F-OHʢThrough holeʣ SS0�06F SS0605SC LW-2 LW-4ñ104 LW-3
 ���˓˓�0) SS04045FS SS0406F SS0�11R-OH SS0�06F-OHʢThrough holeʣ SS0�06F SS0605SC LW-2 LW-4ñ104 LW-3
 ���˓˓�0) SS04045FS SS0406F SS0�11R-OH SS0�06F-OHʢThrough holeʣ SS0�06F SS0605SC LW-2 LW-4ñ104 LW-3
 ���˓˓�0) SS04045FS SS0406F SS0�11R-OH SS0�06F-OHʢThrough holeʣ SS0�06F SS0605SC LW-2 LW-4ñ104 LW-3
 ���˓˓�0) SS04045FS SS0406F SS0�11R-OH SS0�06F-OHʢThrough holeʣ SS0�06F SS0605SC LW-2 LW-4ñ104 LW-3

˞1　Select screw ᶆ to connect coolant hose backside
˞2　Select screw ᶇ to connect coolant hose frontside 

ᶃPositioning clamp screw

ᶃPositioning clamp screw

ᶄClamp screw

ᶈM6 screw

ᶈM6 screw

ᶄClamp screw
ᶅOverhang

adKustment screw

ᶆScrew pxture for coolant hose
connecting to backside

ᶇScrew pxture for coolant hose
connecting to frontside

ᶃCoolant to insert edge ᶄCoolant to insert backside

Coolant hole Coolant holeScrew for coolant leak 
prevention

Screw for coolant
leak prevention

Front view

Coolant hole

Screw for coolant leak 
prevention

Coolant hole

Front view
Screw for coolant leak 
prevention

"��

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

02_総合ｶﾀﾛｸﾞ_2019_vol6_$_英語版.indd   57 2019/06/07   11:46:51



Coolant CoNQonents

ᶃ $ase� 6se �)0S&�31���$/� for
connecting hose

ᶄ $ase� 6se �)0S&�$/�$/� for
connecting hose

&Y� of connecting ᶃ

■)ose

Shape P�/

%imensions
ʢᶱʣ 8orLing 

pressure
."9�

8orLing 
pressure

.I/�

ᶃ 31�� &Yternal thread � nut� (1�� intrenal thread

П
3�

2
П

��
�

-
3� 3�

3�˃

(1��31��

)0S&�3����C/���� 200 20.6 50
)0S&�3����C/���� 250 20.6 50
)0S&�3����C/���� 300 20.6 50
)0S&�3����C/���� 400 20.6 50
)0S&�3����C/���� 500 20.6 50
)0S&�3����C/���� �00 20.6 50

ᶄ Both side� nut (1�� intrenal thread

П
3�

2
П

��
�

-
3�3�

3�
˃ 3�˃

(1��(1��

)0S&�C/�C/���� 200 20.6 50
)0S&�C/�C/���� 250 20.6 50
)0S&�C/�C/���� 300 20.6 50
)0S&�C/�C/���� 400 20.6 50
)0S&�C/�C/���� 500 20.6 50
)0S&�C/�C/���� �00 20.6 50

&Y� of connecting ᶃ
Parts P�/

$onWersion Koint +0*/5�S5�3���
hose )0S&�3����C/����
Plug 1-6G�3C���

$oupling C061�3���
&Ytension Koint SC+�3����3C����-

Coolant hose for connecting Xith 3���
 -ine uQ a Xide range of coolant hose 

length
 "WailaCle for � tyQes of couQling 

and conWersion Koint
 8orLing Qressure ."9� ���� .1a
 )igh Ruality q eYiCle stainless steel 

Craided hose

$onWersion Koint nut 
	(1�� internal thread


.achine side
	3c 1�� eYternal thread


)older side
	3c 1�� eYternal thread


&Ytension KointPlug

$oupling31�� eYternal thread

31�� &Yternal 
tIread
'iY CZ rotating hose

nut (1�� internal 
tIread
'iY CZ rotating nut
	/o need to rotate hose


HoseCoupling

Connect to
Holder

or
.acIine

Connect to
Holder

or
.acIine

(1�� 
internal thread 	3��


(1�� internal thread 	3��


31�� eYternal 
thread

31��

(1�� eYternal 
thread
	3��


+0*/5�S5�3���
31��

(1�� eYternal 
thread
	3��


+0*/5�"/�3���
31��

nut tZpe (1�� 
internal thread

nut tZpe (1�� 
internal thread

nut tZpe (1�� 
internal thread

② HOSE-CN-CN

① HOSE-R1/8-CN

$oupling

C061�3���
31�� Plug

3c1�� internal 
thread

1-6G�3C���

+oint

$oupling

C061�3���
31�� Plug

3c1�� internal 
thread

1-6G�3C���

ɹ $hart for connecting coolant components
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■  $onWersion Koint 	nut (1�� internal thread


Parts Straight stZle - stZle

P�/ +0*/5�S5�3��� +0*/5�"/�3���

8orLing pressure 
."9� ���� ����

Shape

31��(1��
)&9�14

3�
˃

13 1�
31 31��

(1��

3�˃ 14 21

13
2�

˞ Screw standard will be different in both sides of straight and L style screw part.
Please use the same screw standard when connecting to hose or one touch coupler.

■$oupling

Parts Plug Coupling

P�/ 1-6G�3C��� C061�3���

8orLing pressure 
."9� ��� ���

Shape

)&9�14

3$1��

П
4�

�

2�
1���

31��)&9�14

П
1�

��

3� П
4�

�

+oint Coupling

Connect to
Holder

or
.acIine

Connect to
Holder

or
.acIine

+0*/5�S5�3���
31��

(1�� eYternal 
thread
	3��


(1�� eYternal 
thread
	3��


+0*/5�"/�3���
31��

+0*/5�S5�3���
31��

(1�� eYternal 
thread
	3��


(1�� eYternal 
thread
	3��


+0*/5�"/�3���
31��

$oupling

C061�3���
31��Plug

3c1�� internal 
thread

1-6G�3C���

SuitaCle use of Coupling and +oint
Detach Hose freRuently

　　　˰ç$oupling is suitaCle
Less detach Hose

　　　˰ç+oint is suitaCle
Plug

3c1�� internal 
thread

1-6G�3C���

$oupling

C061�3���
31��

ConWersion � &Ytension +oint

ПП
�

� StocL Spare parts
%imensionsʢᶱʣ

˞1

˔ SC+�.��3C����- M6 Rc1/�ʢPT1/�ʣ 16 15 13 2.5

П

˔ SC+�3����.���- Rc1/�ʢPT1/�ʣ M10ʷ1 16 12 13 4.5

˔ SC+�3����3C����- Rc1/�ʢPT1/�ʣ Rc1/�ʢPT1/�ʣ 16 15 13 4.5

˔ SC+�3����/15����- Rc1/�ʢPT1/�ʣ NPT1/� 16 15 13 4.5

˔ SC+�.��.�� M6ʷ1 M10ʷ1 6 15 12 2.5
˔ SC+�.��3C��� M6ʷ1 Rc1/�ʢPT1/�ʣ 6 15 13 2.5
˔ SC+�.��/15��� M6ʷ1 NPT1/� 6 15 13 2.5
˔ SC+�.��3C��� M�ʷ1 Rc1/�ʢPT1/�ʣ 6 15 13 3.5
˔ SC+�3����.�� Rc1/�ʢPT1/�ʣ M10ʷ1 10 15 12 4.5
˔ SC+�3����/15��� Rc1/�ʢPT1/�ʣ NPT1/� 10 15 13 4.5

˞1　To prevent hitting the coolant connecting part of holder from the gang tool post, �L1� dimension length is set longer.
NPT� ANSI/ASME B.1.20ʜ1-1��3(National Taper Pipe)

C655*/G 500-S SPLASH Series Selection Support Sheet
Able to search the material you need by choosing the combination you wish to the support sheet.
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5ool .aterials � Selection Guide

"pplication 3ange of NT, Insert (rades ʝ #2
  3ecoNNended Types of .aterials and "pplications ʝ #�
CIipCreakers for PositiWe Inserts  ʝʝʝ #�
CIipCreakers for NegatiWe Inserts ʝʝʝ#12

#�
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Toughness / Strength
(Feed rate)
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CBN

Ceramic

PCD

Diamond coating

CVD coated carbide

Micro-grain carbide

BIDEMICS

PVD coated micro-grain
carbide
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NTK Cutting Tools offer a wide range of tool materials, including PCD, CBN, ceramics and coated 
carbides, to accommodate various cutting applications.
In the SS Tool series, PCD and micro-grain ultra-hard carbides are set as the standard materials to 
meet the reRuirements of automatic and sliding head machines.
They are especially suited to micro-machining, offering excellent cutting performance and high Ruality surface finish.

.aterial map

P$% )igh�speed cutting of 
non ferrous metals

PolZcrZstalline diamond
P$% 
1%� 1%�

)ighlZ efficient machinig for 
)eat resistance alloZ

BI%&.I$S
+9� +9� +1�

$B/ )igh�speed cutting of high 
hardness materials and cast irons

$B/
#�� #�� #�� #�� #�� #��
P7% coated
#�, #�,

Solid $B/
#��

$eramic )ighlZ efficient cutting of high 
hardness materials and cast irons

8hisLer grade
8"� 8"�
"lumina grade
)C� )8�

"lumina�5itanium carCide grade
)C� )C� ;C� )C�
Silicon nitride grade
S9� S9� S9� S9� S1�

$7% coated carCide (eneral and multi�purpose 
machining of steels and cast irons

$7% coated carCide
C1�ʜCast iron　C1�ʜSteel

.icro�grain carCide $utting of nonferrous metals 
and non�metal materials

.icro�grain carCide
,.�

P7% coated 
micro�grain carCide

BI%&.I$S

Precision cutting $utting 
of stainless steel and 
hard�to�cut materials 

P7% coated micro�grain carCide
S5� 5.� ;.� 2.� 7.�
%5� %.�

#�
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1
$arCon steel
"lloZ steel

.
Stainless steel
$ast steel

,
$ast iron
%uctile cast iron

/
"luminum alloZ
/onferrous metal

S
Inconel
)astelloZ
8aspalloZ
3ene

)
7erZ hard material
3oll  turning

*S0 $eramic � $B/ P$%
$arCide

P7% coated micro�grain carCide
$7% coated carCide

��

��

��

��

��

��

��

��

��

��

��

��

��

��

,.
�

2
.

�

;.
�

8
"�

 8
"�

)C
�

 )
C�

)C
�

 )
8

�

S9
�

8
"�

 8
"�

̠
̢

�

1%
�

1%
�

5i/ coating

5iC/ coating

Cr"-/ coating

5i"*/ coating

$arCide X�o coating

8hisLer�Cased ceramic

BI%&.I$S

Silicon nitride�Cased ceramic

"lumina�Cased ceramic

C # /

1 C %

7
.

�

C1
� %5

� 
%.

�
%

5�
 %

.
�

2
.

� 5.
�

;.
�

2
.

�S5
�

C1
�

̫
̢

�
̢̩

�

S1
�

S9
�

;C
�

)C
�

#�
� 

  #
��

 #
��

 #
��

#�
�

#�
�

#�
�

)C
�

#�
�

S9
�S9

�S9
�

#�
,

#�
,

W
ea

r r
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ea
r r
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ist
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8
ea
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8
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To
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+9
�

 +
9�

 +
1�
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■Insert grade recommendation CZ XorL material tZpe

#�
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Toughness / Strength
(Feed rate)
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CVD coated carbide

Micro-grain carbide
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PVD coated micro-grain
carbide
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/5, cutting tools offer a Xide range of tool 
materials including P$% $B/ ceramics and 
coated carCides to accommodate Warious 
cutting conditions�
'or the SS tool series P$% micro�grain carCides 
are set as the standard materials to meet the 
reRuirements of automatic lathes specificallZ 
micro�machining  Xith eYcellent  cutt ing 
performance and high RualitZ surface pnish�

C#N 'or IigI�speed cutting of Iardened Naterials and cast irons

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

'or more information please go to ʜ $�

NTKʟs BIDEMICS is the latest revolutionary insert grade to 
hit the HRSA material machining industry since the release of 
Whisker ceramics.
BIDEMICS is a patented material with uniRue physical 
characteristics that are above and beyond current whisker 
grades used on HRSA material applications.
The word is spreading through the HRSA industry and around 
the world about the results achieved when using BIDEMICS.

#I%&.ICS

'or more information please go to ʜ  $2

HigIly e⒏cient NacIinig for Heat resistance alloy

CeraNic 'or IigI�e⒏ciency cutting of Iardened Naterials and cast irons

Ceramic tools offer high cutting speed and highly efficient 
machining thanks to their outstanding heat resistance and 
chemical stability.
A wide range of tools in various shapes, made of different 
types of ceramic including silicon nitride, alumina and whisker 
series, enables you to achieve high cutting speeds and higher 
productivity than carbide tools in many applications.

'or more information please go to ʜ $�

#�
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'or IigI�speed cutting of non-ferrous Netals
As diamond is the hardest and lowest in a⒏nity with nonferrous metals 
cutting material , its deposition resistance as well as wear resistance 
is excellent. However, as a tool material, its low toughness and 
characteristically low chipping resistance posed problems.
PCD is the material that solved these problems by sintering micro-
grain diamond to make a polycrystalline structure without affecting the 
diamond-specipc  characteristics.
This material allows you to cut non ferrous metals at a higher speed 
than carbide cutting tools. 

PC%

'or more information please go to ʜ $�

P7% coated Nicro�grain carCide 'or precision cutting and general NacIining of 
Iard�to�cut Naterials including stainless steel
The carbides in this grade has been developed by reducing the size of the WC hard 
grains, which are the main component of cemented carbide, to approximately 1Ж.
By coating such carbide by the P7D method with TiN, TiCN, or TiAlN, 
these materials are the most suitable for precision cutting and cutting of 
di⒏cult-to-cut materials.
P7D coating on such micro grain carbide offers much improved wear 
resistance and thermal shock resistance.
These carbides are tougher and harder than  conventional carbides, with 
much sharper cutting edges.

'or more information please go to ʜ %2

.icro�grain carCide 'or cutting of non-ferrous Netals and non-Netal Naterials
Using non-coated micro-grain ultra-hard carbide, which 
provides ultra sharp cutting edges, this type of carbide usually, 
has a mirror-like polished surface.
This type is the most appropriate tool material for machining of 
non-ferrous metals and resins, where especially sharp cutting 
edges are reRuired.

'or more information please go to ʜ %2

C7% coated carCide 'or general cutting of steels and cast irons

This type of carbides, suitable for cutting steel and cast iron, 
use carbide as the base material with coating applied by the 
C7D method for extra wear and heat resistance.

'or more information please go to ʜ %�

NeX diaNond coating 'or CarCon and CeraNic
High purity and high hardness diamond coating are filmed 
minutely, so it has better wear resistance comparing to 
the past PCD tools.

'or more information please go to ʜ $4

#�
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8orL Naterial 5ool Naterial
1rocess

Continuous *nterruQtion-ight interruQtion

Cutting oil Cutting sQeed	N�῾
 'eed rate	ᶱ�reW
 %eQth of cut	ᶱ 

3ough�ing SeNi�finishing 'inishing %ry 8et

/orNal cast iron

$e
ra

m
ic

S9� ˔ ˔

S9� ˔ ˔

S1� ˔ ˓

)C��)8� ˔

)C��)C� ˔ ˔

8"� ˔ ˔

Ｃ
Ｂ
Ｎ

#�� ˓ ˔

#�� ˓ ˔

#�� ˓ ˔
SQecial cast iron 

$e
ra

mi
c )8� ˔

)C� ˔ ˓
%uctile cast iron

$e
ra

m
ic S9� ˔ ˓

S1� ˔ ˓

)C� ˓ ˔
Ｃ
Ｂ
Ｎ #�� ˓ ˔

)eat�resistant alloy

BI%
&.

I$S +9��+9� ˔

+1� ˔

$e
ram

ic S9��S9��S9� ˓ ˔

8"��8"� ˓ ˔
)ardened Naterial

Ce
raN

ic

)C��;C� ˔

Ｃ
Ｂ
Ｎ

#�� ˓ ˔

#�� ˔ ˔

#�� ˔ ˓
3olls

)igh�peed 
steel

Ce
raN

ic

8"��8"� ˔ ˓
Ｃ
Ｂ
Ｎ #���#���#�� ˔ ˓

$ast iron Ce
raN

ic

)C��)C� ˔ ˓
Ｃ
Ｂ
Ｎ #���#�� ˔ ˓

%uctile iron Ce
raN

ic

S9� ˔ ˓
Ｃ
Ｂ
Ｎ #���#�� ˔ ˓

■ 3ecommended 5Zpes of .aterials and "pplications � BI%&.I$S $eramic and $B/ ˔'irst $hoiceç˓Second $hoice

#�
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8orL Naterial 5ool Naterial
1rocess

Continuous *nterruQtion-ight interruQtion

Cutting oil Cutting sQeed	N�  ̔ 
 'eed rate	ᶱ�reW
 %eQth of cut	ᶱ 

3ough�ing SeNi�finishing 'inishing %ry 8et

/orNal cast iron

$e
ra

m
ic

S9� ˔ ˔

S9� ˔ ˔

S1� ˔ ˓

)C��)8� ˔

)C��)C� ˔ ˔

8"� ˔ ˔

Ｃ
Ｂ
Ｎ

#�� ˓ ˔

#�� ˓ ˔

#�� ˓ ˔
SQecial cast iron

$e
ra

mi
c )8� ˔

)C� ˔ ˓
%uctile cast iron

$e
ra

m
ic S9� ˔ ˓

S1� ˔ ˓

)C� ˓ ˔
Ｃ
Ｂ
Ｎ #�� ˓ ˔

)eat�resistant alloy

BI%
&.

I$S +9��+9� ˔

+1� ˔

$e
ram

ic S9��S9��S9� ˓ ˔

8"��8"� ˓ ˔
)ardened Naterial

Ce
raN

ic

)C��;C� ˔

Ｃ
Ｂ
Ｎ

#�� ˓ ˔

#�� ˔ ˔

#�� ˔ ˓
3olls

)igh�peed 
steel

Ce
raN

ic

8"��8"� ˔ ˓
Ｃ
Ｂ
Ｎ #���#���#�� ˔ ˓

$ast iron Ce
raN

ic

)C��)C� ˔ ˓
Ｃ
Ｂ
Ｎ #���#�� ˔ ˓

%uctile iron Ce
raN

ic

S9� ˔ ˓
Ｃ
Ｂ
Ｎ #���#�� ˔ ˓

��� 1�� 2�� 3�� 4�� ��� �����1 ��2 ��3 ��4 ��� ���
12��

.illing

.illing

.illing

.illing

Turning

Turning

Turning

Turning

Turning

Turning

1�� 2�� 3�� 4�� ��� ��� ��� ��� ��� 1�����

#�
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■.olded CIipCreakers for PositiWe Inserts

/ame $hipCreaLer (eometrZ 'eatures $hip $ontrol 3ange

:- 14˃

0.3

2.�
1.0

˞DCGT11T302 type

˔ Great combination of
sharpness and toughness

˔ Covers extremely wide
range

˔Excellent chip control
0.1
0.3
0.5
1.0
3.0
5.0

(ᶱ
)

D
ep

th
 o

f c
ut

0.40.20.10.05
Feed rate (ᶱ/rev)

̖.9

0.3

※DCGT11T302 type

10°
˔ Designed for very light

depth of cut
˔ Good sharpness

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

";�

0.4

˞DCGT11T302 type

˔  Excellent chip control at
light feed and light depth
of cut

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

".�

1.2

6°

※DCGT11T302 type

˔All purpose chipbreaker
˔ Sharp edge with

toughness
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

C-

4.8

※DCGT11T302 type

17°

˔ Sharpest molded
Chipbreaker

˔ Excellent chip control
˔ Less tool pressure 0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

#�
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1art /o� %esignation Codes for *nserts and #reaLers

■.olded CIipCreakers for PositiWe Inserts

/ame $hipCreaLer (eometrZ 'eatures $hip $ontrol 3ange

";�

˞DCMT11T302 type

��

2.2

˔  C7D-coated versatile
chipbreaker with its high
cutting performance

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

'G

1.5

※TPGH110304 type

17°

˔ Exclusively designed for
ID boring

˔  Evacuates chips
BACKWARD at light depth
of cut

˔  Sharp cutting edge with
high rake angle

Chip backward

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

".�

0.9

※CPGH060202 type

6°
˔  Chipbreaker for boring
˔  Provides both good

cutting performance and
chip control 0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

2.00

1.00

0.50

3.00

0.05 0.10 0.300.20

Feed rate    （㎜ /rev）f

D
ep

th
 o

f c
ut

  　
 （
㎜
）

 a
 p

CL
:-

";�
AMX

";�

".3

.olded cIipCreaker

#�
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■(round CIipCreakers for PositiWe Inserts

/ame $hipCreaLer (eometrZ 'eatures $hip $ontrol 3ange

,)G

˞DCET11T302 type

1.0

14�

˔ Excellent chip control on
pnishing cuts

˔ For super high-precision
machining

ñ  Precision tolerance in
corner radius� ʶ���1

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

,

˞TPGH0�0202 type

1.0

15�
˔ Superb chip control on

pnishing applications
˔ Sharp cutting edge with

high rake angle 0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

6)G

1.1

R

※DCET11T3008 type

˔ Sharp cutting edge
˔ Covers wide cutting

condition range
ñ  Precision tolerance in

corner radius� ʶ���1
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

6ɾ6�
※DCGT11T302 type

R ˔ Sharp cutting edge
prevents materials from
work hardening

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

S

˞DCGT11T302 type

15�

1.0 ˔ Standard ground
chipbreaker with wide
cutting condition coverage

˔ Sharp cutting edge with
excellent chip control

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

"5 15°

1.0

R

※DCGT11T302 type

˔ Excellent adhesion
resistance with
dimensional stability

˔ Best for small diameter
parts and for machining
low carbon steels

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

'��

※TPGH060102 type

3°

1.3
˔ Exclusively designed for

ID boring
˔ Evacuates chips

BACKWARD
˔ Excellent choice for blind

hole machining

Chip backward

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

'�

※TPGH110302 type

1.8

3°

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

#��
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■(round CIipCreakers for PositiWe Inserts

/ame $hipCreaLer (eometrZ 'eatures $hip $ontrol 3ange

#�

˞TCGH060102 type

0.15 0.6

10˃

˔ Stable cutting when
boring thanks to sharp
and tough cutting edge

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (ᶱ/rev)

(ᶱ
)

D
ep

th
 o

f c
ut

#�

※TPGH090202 type

0.15 1.0

10°

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

#�

˞TPGH0�0202 type

1.3

10˃

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

"

※CPGH080202 type

0.15 1.0

14°

˔ Tough cutting edge and
good chip control

˔ General-purpose ID
chipbreaker 0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

A1

A

"�

˞CPGH040102 type

0.15 0.�

14˃

"�

※ERGHT30102 type

0.8

20°

˔ Control chips at light feed
and light depth of cut

˔ Sharp cutting edge due to
large rake angle 0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

2.00

1.00

0.50

3.00

0.05 0.10 0.300.20

Feed rate    （㎜ /rev）f    f    

D
ep

th
 o

f c
ut

  
（
㎜
）

a
p

"T�S�UH(�U�U1

'��ɾ'1
,H(�,,H(�,,H(�,,H(�,

(round cIipCreaker

#��
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■.olded CIipCreakers for NegatiWe Inserts

/ame $hipCreaLer (eometrZ 'eatures $hip $ontrol 3ange

6-

※TNGG160401 type

20°

4.0
˔ Negative insert with a

positive insert�s chipbreaker
˔ Reduced burr
˔ Improved microp nish
˔ Superb advantage in cost per

corner over positive inserts
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

;1

※CNMG120408 type

˔ Double-positive rake and
sharp cutting edge

˔ Low tool pressure even at
heavy depth of cut 0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

;�

˞CNMG12040� type

0.2
˔ 7ery tough insert
˔ Designed for machining

with heavy interruption
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

G

˞CNMG12040� type

0.2

˔ Tough chipbreaker for
roughing with exceptional
stability

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

".�

˞7NMG16040� type

0.2

˔ Tough chipbreaker for
roughing with exceptional
stability

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

2.00

1.00

0.50

3.00

0.05 0.10 0.300.20

Feed rate    （㎜ /rev）f    f    

D
ep

th
 o

f c
ut

  
（
㎜
）

a
p U-

;P

.olded cIipCreaker

#��
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Part No. Designation Codes for Inserts and Chipbreakers
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■ (round CIipCreakers for NegatiWe Inserts

/ame $hipCreaLer (eometrZ 'eatures $hip $ontrol 3ange

%"

※TNGG160401 type

2.5

15°

˔ Excellent chip control and
sharp cutting edge

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

%�

˞TNEG160402 type

2.5

0.
05 15˃

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (ᶱ/rev)

(ᶱ
)

D
ep

th
 o

f c
ut

6�

※TNGG160402 type

2.3

R

˔ Reduced burr and work
hardening due to high
rake design

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

C

※TNGG160402 type

0.2 2.2

14°
˔ General-purpose

chipbreaker with
excellent toughness and
chip control 0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
ep
th
 o
f c
ut

2.00

1.00

0.50

3.00

0.05 0.10 0.300.20

Feed rate    （㎜ /rev）f    f    

D
ep

th
 o

f c
ut

  
（
㎜
）

a
p

%1 U2

%"

(round cIipCreaker

#��
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#*%&.*CS 1C% 
C#/ and CeraNics 

#I%&.ICSʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ C2
%iaNond Coating ʝʝʝʝʝʝʝʝʝʝʝ C�
PC%  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ C�
C#N  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ C�
CeraNics ʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ C�

"luNina�Cased CeraNics ʜʜʜʜʜʜʜʜʜʜʜʜʜʜ C1�
"luNina TiC�Cased CeraNics ʜʜʜʜʜʜʜʜʜʜʜʜ C12
Silicon Nitride�Cased CeraNics ʜʜʜʜʜʜʜʜʜʜʜ C1�
8Iisker�reinforced CeraNics ʜʜʜʜʜʜʜʜʜʜʜ C1�

C�
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/5,ʟs BI%&.I$S is the latest reWolutionarZ insert 
material to hit the )3S" material machining industrZ 
since the release of 8hisLer ceramics�
BI%&.I$S is a patented material Xith uniRue phZsical 
characteristics that are aCoWe and CeZond current 
XhisLer grades used on )3S" material applications�
5he Xord is spreading through the )3S" industrZ and 
around the Xorld aCout the results achieWed Xhen 
using BI%&.I$S�

+9��+9� +1�
 Up to ��� N�Nin speed capaCility
 .ucI longer tool life at 8Iisker ceraNicsʟspeed range
 #etter Xear resistance and notcIing
resistance tIan 8Iisker ceraNics

 Superior surface finisI Ws� 8Iisker ceraNics
 NeXly added +93 proWides tougIness to #I%&.ICS faNily

 1� to 1�Y speed capaCility Ws� carCide
 #etter Xear resistance and notcIing
resistance tIan C#N

 Superior surface finisI to CarCide or C#N
 Strong Cra[ing tecInology

SeNi�p nisIing � 'inisIing 
� 3ougI no scale 'inisIing/&8/&8/&8

(rade 8orLmaterial 5ooling "pplications $utting speed
ʢm�minʣ

'eed
ʢmm�reWʣ

%�0�$
ʢmmʣ %3: 8&5

+9�
+9�

Heat resistant alloy Turning
Rough no scale 1�0ô��� 0.15Ȃ0.30 1.00Ȃ2.50 ˔

Semi-finish 1�0ô��� 0.10Ȃ0.25 0.50Ȃ2.00 ˔

+1� Heat resistant alloy Turning Finish 1�0ô��� 0.10Ȃ0.25 0.20Ȃ1.00 ˔

*ncrease 1roductiWity Ws� CarCide*ncrease 1roductiWity Ws� 8hisLer ceraNics

ᶃ   �� to �� tiNes higher sQeed caQaCility

+1�

C#/

CarCide

ᶃ   Significantly eYtended tool life at saNe sQeed
+9�
+9�

XhisLer 
ceraNics Cut %oXntiNe

˙ "QQlicationɿ+9� � +9� ˙ Grade
 HigIer speed Nore productiWity tIan ceraNics�
 SuitaCle for turning in IigI rigid situation	&Yternal� endface 
tuening
 Turning in useing Nore tougIness insert like 3N(N 
type

0ffering eYcellent notcI Xear resistance  

+9�

Turning at tIe corner part  (rooWing�
CIipping  occured  XIen use  +91 grade
Turning in loX rigidity situation  

+9�
Higher Lower

Rigidity of workmaterial

Cu
tti

ng
 s

pe
ed

(m
/m

in
)

300

240

1�0

540

4�0

420

360

+91
+P2

+93

ᶄ %ouCle sQeed caQaCility
+9�
+9�

XhisLer 
ceraNics

.ore QroductiWity

■#I%&.ICS

C�
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JX1/JX3's combination of High Hardness, 
Superior Thermal Conductivity and Improved 
Strength compared to Whisker ceramics results 
in significantly longer tool life when applied at 
typical Whisker ceramic speeds, feeds, and depth 
of cut.

BIDEMICS has success on
Inconel 718
Inconel 625

◦718 Plus ◦Rene104
◦Rene41 ◦Waspaloy
◦Rene88

 etc.

JX1/JX3's superior physical properties compared 
to Whisker ceramic enable you to increase 
speeds; potentially as much as 2X Whisker 
ceramic speeds; increasing productivity and 
potentially offsetting the need for additional 
equipment to meet increasing demands.

Chips break easily at higher cutting speeds vs the 
typically continuous chips of HRSA materials. The 
result is more efficient chip removal.

JP2's outstanding Wear Resistance and Notching 
Resistance results in work piece surface finishes 
consistently superior to either CBN or Carbide

VGW style Grooving 
inserts are now 
available

2 Longer tool life

3   Works well on wide range 
of High Temperature Alloys

1 Higher Speeds, More Productivity

4 Superior surface finish

5  Speed up grooving 
operations

JP2 CBN Carbide

Machined
surface

Roughness

Ra 0.64 μm 1.18 μm 2.75 μm
Rz 3.36 μm 5.56 μm 9.64 μm

Cutting speed 240 m/min ➡ 35 m/min
Feed 0.15 mm/rev ➡ ➡

Cycle time 3.3 min ➡ 14.7 min
Removed chip 48 cc ➡ ➡

480 m/min Competitor’s
Whisker JX1

1st pass after 0.50 min

2nd pass after 1.00 min Impossible

330 m/min Competitor’s
Whisker JX1

1st pass after 0.75 min

2nd pass after 1.50 min

JX1 Whisker Ceramic

C3
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6C� 'or $arCon and $eramic

■NeX diaNond coating
)igh puritZ and high hardness diamond coating 
are filmed minutelZ so it has Cetter Xear 
resistance comparing to the past P$% tools�

'eaturesCoNQaring to the Qast diaNond coating 
Qarticle diaNeter is less than ����

)igh cost QerforNance
  Increasing the numCer of corners it contriCutes to
the improWement of machining cost�

*NQroWe Xear resistance
)igh puritZ and high hardness diamond coating are 
filmed minutelZ so it has Cetter Xear resistance 
comparing to the past P$% tools�

)igh adherence effi  ciency
/5,�s original carCide Case material and technical 
surface treatment deWelopment acRuires high 
adherence efficiencZ and can reduce the  cause of 
unusual damage CZ coating eYfoliate and aCle to cut 
more staCle and long term�

 *NQroWe chiQ control ɾ .ore shaQe Wariations 
&Ycellent chip�control of molded chipCreaLers Xill Ce 
aCle to reduce the manufacuturing lines stopping time� 
ɾI  t is aCle to deal Xith /5, standard chip�CreaLer 

coated CZ 6$1 as special manufactures�

Past diaNond coating �UC2�

/eX diaNond coating �6C��

"pplication of carCon NacIining CarCon
Work material ɿCarbon П1���

Cutting speedçʢm/  ̔ ʣɿ300

Feedçʢᶱ/revʣ ɿ0.1 ʙ 0.4

Depth of cutçʢᶱʣ ɿ1.0

Coolant ɿDR:

/5,ɿ6C� 4 pcs�corner

Competitor�s diamond 
coating 3 pcs/corner

 *NQroWe Xear resistance due to the adoQtion of 
sharQ standard chiQCreaLerand long eYQectancy

 .aYiNuN � corner negatiWe inserts are lined�uQ 
as Xell�
ContriCuted to cost reduction�

ʲ$ase studZ ʳ ʲ$arCon $eramic ʳ

C�
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1%�� 1%� 'or high speed machining of nonferrous metals�

&leWated cutting speed XIen coNpared to carCide 
  3ecoNNended for cutting of aluNinuN  and copper 
alloys XitI eYcellent deposition resistance

Incorporates a Wery sIarp cutting edge condition
  Pre�grinding and cutting�off types added in addition 

to tIe current Nilling cutter types

.ain applications for cutting� aluminum alloZs Crass copper alloZs graphite ceramic compact plastics

ʲ3ecommended cutting conditionsʳ

  6ses strictlZ selected diamond grains  the
hardest of all material tZpes

 'urther improWed strength CZ polZ�
crZstalli[ing dense diamond micro grains

  &Ycellent deposition resistance thanLs to a
loXer a⒏nitZ to nonferrous materials

ʲ"ctual machining eYamplesʳ
.acIining of spoolɹɹWork material � A6063 

Conventional cutting tool /5,

Material grade Competitorʟs brazed carbide 
grade cutting tool

P%1

Cutting speedçʢm/῾ʣ 100 200
Feed rateçʢᶱ/revʣ 0.02 0.06
Cutting oil WET 

Machining method Grooving (5) followed by 
profiling of the grooves Single stroke

Life (pcs./corner) 1,000 �����

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

1%�

8orL material $utting speedʢm�῾ʣ 'eed rateʢᶱ /revʣ $utting oil
aluminum alloy Turningɿʙ 350　Millingɿʙ 4000 Turningɿʙ 0.12ᶱ /rev

Millingɿʙ 0.20ᶱ /t WETCopper alloy Turningɿʙ 200　Millingɿʙ 1000

■%iaNond sintered Cody PC%
%iamond eYcels in deposition resistance Xith its loX 
affinitZ and has eYcellent Xear resistance Xith high 
hardness� But it also has a proClem Xith fracture 
resistance due to lacL of toughness� P$% is the material 
solWing that proClem Xithout losing original characteristics 
of diamond CZ sintering pne grain diamond and generating 
polZcrZstalli[ation� It enaCles much higher speed machining 
of nonferrous metals compared to carCide�

 Sharp cutting edge attained
 &naCles high precision and staCle machining CZ

control of potential Cuilt�up edge

.acIining of spool 
Material grade ɿA6061 1%�

�0

П�

Cutting speedçʢm/῾ʣɿ1�0

Feed rateʢᶱ/revʣ ɿ0.06

Depth of cutʢᶱʣ ɿ0.15

Cutting oil ɿWET

/5,ɿ1%� 1���� pcs��corner

Competitorʟs PCD product 5,000 pcs./corner

PD2, excellent in wear resistance, achieved twice the life of 
competitor�s product.

'eatures

C�
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■HigI�pressure sintered coNpact
$B/ grade inserts are composed mainlZ of $B/ 	$uCic 
Boron /itride
 particles Xith a special ceramic Cinder� 5he 
material has eYcellent cutting material properties including 
high hardness at normal and highlZ eleWated temperatures 
little chemical reactions Xith XorL materials maLing it a 
material suitaCle for cutting tools

$B/ inserts can Ce used for machining of cemented 
materials and high speed machining of cast iron

#�� Best for high e⒏ciencZ machining of cast iron �

#�� Best for machining of rolls of high hardness �

˔ Solid C#/ Xith NultiQle corners aWailaCle
˔ 5he coating alloXs easy checLing of used cutting

edges 

˔ 5oQ layer of C#/ Xith a carCide Case o⒎ereing NultiQle cutting edges
˔ )igh hardness due to the use of the sQecial Cinder

3ougI cutting of disc Crake
Work materialɿFC250

Cutting speedʢm/῾ʣ́
1,000

Feed rateʢᶱ/revʣ́ 0.�

Depth of cutʢᶱʣ́ 1.0

Cutting oilɿWET

/5,ɿ#�� ��� pcs��corner

Competitorʟs CBN product 650 pcs./corner

B16 produced tool life of 1. 2 times the competitorʟs product.

.acIining of roll
Work material � High chrome cast iron

Cutting speedʢm/῾ʣ́ 60

Feed rateʢᶱ /revʣ́ 0.2

Depth of cutʢᶱʣ́ 2.0

Cutting oilɿWET

2500㎜

φ
57
0

/5,ɿ#�� 2 passes

Competitorʟs CBN product ̍ pass

B22 produces twice the life of the competitor product.

ʲ"ctual machining eYamplesʳ

#��

#��

.aterial grade .ain Cinder $B/ content .aKor application

ĉøý 5i/ coating  
� special ceramic �2ˋ

3oughing and finishing 
of normal cast iron at 
high speed�rolling rolls

.aterial grade .ain Cinder $B/ content .aKor application

ĉùù 5i/�Case ��ˋ 5urning of WerZ hard rolls

'eatures

'eatures

C�
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C#/

Interrupted Coring of continuous�Welocity uniWersal Koint
Work materialɿS55CʢHRC62ʣ

Cutting speedʢm/῾ʣ́ 110

Feed rateʢᶱ /revʣ́ 0.14

Depth of cutʢᶱʣ́ 0.15

Cutting oilɿDR:

/5,ɿ#�� 23�� pcs��corner

Competitorʟs CBN product 1,500 pcs./corner

B40 grade inserts showed a prolonged life without chipping in the interrupted boring operation.

"rial NarroX #olg
Work materialɿFCD600

Cutting speedʢm/῾ʣ́ 350ʙ400

Feed rateʢᶱ /revʣ́ 0.0�

Depth of cutʢᶱʣ́ 0.2

Cutting oil � WET

/5,ɿ#�� �� pcs��corner

Competitorʟs CBN product 30 pcs./corner

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

Cutting of outer side of oil puNp Iousing
Work materialɿFC250

Cutting speedʢm/῾ʣ́ 250

Feed rateʢᶱ /revʣ́ 0.2

Depth of cutʢᶱʣ́ 2.0

Cutting oilɿWET

/5,ɿ#�� 21� pcs��corner

Competitorʟs CBN product �0 pcs./corner

The life of B23 grade inserts was 3 times as long as the competitorʟs product.

Continuous Coring on cylinder Clock
Work material � FC material

Cutting speedʢm/῾ʣ́ �00

Feed rateʢᶱ /revʣ́ 0.3

Depth of cutʢᶱʣ́ 0.1

Cutting oil � WET

/5,ɿ#�� ��� pcs��corner

Competitorʟs CBN product 500 pcs./corner

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

&;  C6#& $B/ inserts o⒎er high performance loX price and WersatilitZ �

˞P7% coating $B/
ʲ"ctual machining eYamplesʳ

#�� #��

#�� #��

/&8 $B/ 	$uCic Boron /itride

 ç� &; C6#&

.aterial grade .ain Cinder $B/ content .aKor application

ĉüĒ˞ 5i$�Case ��ˋ $ontinuous to semi�interrupted machining of hardened steels
'inishing of ductile cast iron

ĉýĒ˞ 5i$/�Case ��ˋ Semi�interrupted to interrupted machining of hadened steels
ĉùú 5i�Case ��ˋ )igh�speed semi roughing of cast iron�sintered alloZs
ĉú÷ 5i�Case ��ˋ )igh�speed finishing of cast iron 
ĉúý 5i$/�Case ��ˋ semi�interrupted to interrupted machining of hardened materials
ĉû÷ 5i/�Case ��ˋ Interrupted machining of highlZ hardened materials
ĉüù 5i$�Case ��ˋ 'inishing of ductile cast iron and continuous machining of highlZ hardened materials

&asy to distinguisI corners used� &Ycellent Cra[aCility�

0riginal Iard coating Cy NT,� &conoNical due to Nultiple corners�

SeWen grades aWailaCle for di⒎erent coNponent Naterials
-arge range for Warious applications
.ultiple corners on CotI insert sides contriCutes to cost reduction

'eatures

C�
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"luNina�Cased CeraNics
	8hite ceraNics

$an Ce used for high�
speed pnishing of normal
cast iron thanLs to its
eYcellent Xear resistance

Silicon nitride�Cased ceraNics
Best for high�speed roughing
of normal cast iron
.achῶῶ g up to � 1���m�  ̔
is possiCle

■ "dWantages of ceraNic cutting toolsᶃ ■ "dWantages of ceraNic cutting toolsᶄ

"luNina 5iC�Cased ceraNics
	#lacL ceraNics

5he toughness of this tZpe is
improWed CZ adding 5i$
$an Ce used for semi�pnishing
to finishing for normal cast
iron and hardened materials

8hisLer�Cased ceraNics
8ear resistance and fracture
resistance are strengthened
CZ adding Si$ XhisLer
'irst choice for machining of
heat�resistant alloZs and rolls
made of cemented materials

/5, $eramic 5ools ensure highlZ e⒏cient machining 
Xith their superior high temperature hardness heat 
resistance and chemical staCilitZ
/5, offers Warious tZpes of ceramic tool material 
	silicon�nitride�Case alumina�Case and XhisLer�Case
 
in manZ different shapes to meet the respectiWe 
reRuirements of applications for higher e⒏ciencZ and 
at higher cutting speed.

22

20

1�

16

14

12

10

�

6

4
0 200 400 600 �00 1000 1200

Temperatureʢˆʣ

7i
ck

er
s 

Ha
rd

ne
ss

ʢ
G

Pa
ʣ

ʲ)ardness at high temperature CZ tool materialʳ

Carbide P10
Cermet
Black ceramic HC2
White ceramic HC1
Silicon nitride-based S96

5he Naterial retains 
high hardness eWen at

eleWated teNQeratures ��

&Ycellent Xear resistance at IigI cutting speed �

1600

1400

1200

1000

�00

600

400

200

0
0 200 400 600 �00 1000 1200 1400

Temperatureʢˆʣ

Tr
an
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 ru
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re
ng

th
.ʢ

M
Pa

ʣ

ʲBreaLing strength at high temperature CZ tool material ʳ

Carbide P10
Cermet
Black ceramic HC2
White ceramic HC1
Silicon nitride-based S96

.aterial CreaLing strength 
is not greatly affected Cy high

teNQerature conditions ��

StaCle NacIining is possiCle in tIe IigI speed range

C�

04_総合ｶﾀﾛｸﾞ_2019_vol6_&_英語版.indd   8 2019/05/10   14:16:42



CeraNics

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

.aterial code name � $oating "pplications � 
'eatures

PhZsical properties˞

"pplications and  
ceramic propertZ map%ensitZ

�ὔ
)ardness
)3"

5ransWerse 
intensitZ
.Pa

:oungʟs 
modulus
(Pa

5hermal 
eYpansion 
coe⒏  cient
91�ʵ��,

5herma
conductiWitZ
8�mɾ,

8
hi

te
 c

er
am

ics
"l

um
in

a 
� C

as
ed

 c
er

am
ics )C�

"l203

 Semi-finishing to finishing
and grooving  of cast iron

 Tube Scarp ng
4.0 �4.0 �00 400 �.� 1�

HC1

HW2

【Normal cast iron, Finishing, DRY, White ceramics】
High

High

W
ea
r 
re
si
st
an
ce

Toughness / strength

)8�

"l203

 Semi-p nishing to p nishing of
cast iron

Cylinder Liner machining
Excellent fracture resistance

4.1 �4.0 �50 3�0 �.� 1�

Bl
ac

L 
ce

ra
m

ic
s

"l
um

in
a 

� 
5i

$�
Ca

se
d 

ce
ra

m
ic

s

)C�

"l203�5i$

 Semi-p nishing to p nishing of
cast iron 4.3 �4.5 �00 420 �.� 21

HC6HC2

HC7/ ZC7

【Normal cast iron, Finishing, WET, Black ceramics】
High

High
Toughness / strength

W
ea
r 
re
si
st
an
ce

HC2

HC7/ ZC7

【Cutting of hardened materials】
High

High
Toughness / strength

W
ea
r 
re
si
st
an
ce

)C�

5i$�"l203

 Semi-finishing to finishing of
ductile cast iron

 Semi-p nishing to p nishing of 
cast iron with coolant

4.� �4.0 �00 450 �.6 2�

)C�

"l203�5i$

 Cutting of hardened materials
(removal of carburized layer)

˞Substitute for HC5
4.6 �5.0 1,100 420 �.� 23

;C�

"l203�5i$
5i/ coat

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

4.6 �5.0 1,100 420 �.� 23

Si
lic

on
 n

itr
id

e 
� C

as
ed

 c
er

am
ic

s

S9� /&8

Si"l0/

Rough / Semi-finish
Best balance of toughness and hardness 3.3 �3.0 1,100 2�0 3.4 12

SX6

SP9

SX9

High

High
Toughness / strength

W
ea
r 
re
si
st
an
ce

【Cutting of normal cast iron / Roughing】

ʲ)eat�resistant alloZ � 3oughingʳ
HigI

HigI
5oughness � strength

8
ea

r r
es

ist
an

ce

8"�

8"1 S93
S9�

S9�

S9�

Si3/4

 Normal cast iron turning
 Normal cast iron milling
 Resistance to insert q ank wear
˞Substitute for S91 

3.2 �3.5 1,200 320 3.0 50

S9�

Si"l0/

Heat resistant alloy turning
Heat resistant alloy milling
High wear resistance

3.3 �3.0 �00 2�0 3.4 11

S9�

Si"l0/

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

3.3 �3.5 1,200 330 3.0 15

S1�  Heat resistant alloy turning
Rough turning of normal cast iron
˞Substitute for SP2
 Special edge treatment  for lower cutting forces 

� high precision cutting with coated inserts

3.3 �3.5 1,200 330 3.0 15

8
his

Le
r � 

Ca
sed

 ce
ram

ics 8"�

"l203�Si$

 Heat resistant alloy turning
High e⒏  ciency cutting of normal cast iron 3.� �4.5 1,200 400 �.0 35

8"�

"l203�Si$

 Heat resistant alloy turning
High e⒏  ciency cutting of normal cast iron
High fracture resistance

3.� �4.5 1,200 400 �.1 35

˞ For coated products, the values of the base material are indicated.

C�
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˙ "luNina�Cased ceraNics 	8hite ceraNics

 $haracteri[ed CZ high oYidation resistance as Xell as

deposition resistance these ceramics utilise alumina
that is thermallZ and chemicallZ staCle� 5heZ are
Cest suited for high�speed cutting applications Xhere
the temperature at the edges maZ Cecome high.

)C�  Ideal material for high�speed pnishing of cast iron �

 0utstanding Xear resistance for high�sQeed cutting of cast 
iron esQecially seNi�pnishing or pnishing Xithout coolant

 .ost suitaCle for high�sQeed and high�teNQerature 
cutting thanLs to the high heat resistance using 
high�Qurity aluNina as the Nain coNQonent

6saCle eWen for pnishing of sQecial cast iron and for tuCe scarpng

Pulley NacIining

Work materialɿFC250

Cutting speedʢm/῾ʣ́ 500

Feed rateʢᶱ /revʣ
ʹ0.15ˠ0.10ˠ0.05

Cutting oil � DR:

/5,ɿ)C� ��� pcs��corner

Competitorʟs black ceramic 300 pcs./corner

HC1 achieved double the tool life of the competitor product.

TuCe Scarfing
Work materialɿSPHT4

Cutting speedʢm/῾ʣ́ �0

Depth of cutʢᶱʣ́ 3.0

Cutting widthʢᶱʣ́ 5.0

Cutting oilɿDR:

/5,ɿ)C� �� min��corner

Competitorʟs black ceramic 30 min./corner

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

ʲ/ormal cast iron 'inishing %rZ cutting 8hite ceramicʳ

)C� )C�

HC1

HW2

Toughness/strength  

High

High

W
ea
r 
re
si
st
an
ce

'eatures

C��
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)8� )ighlZ tough alumina�Cased ceramic tool �

 &YhiCits high strength and high toughness through 
the addition of [irconiuN to high Qurity aluNina

 SuitaCle for seNi�interruQted pnishing aQQlications 
for norNal cast iron and roughing and pnishing of 
sQecial cast iron 	such as lining Naterials


#rake %isc NacIining
Work materialɿFC250

Cutting speedʢm/῾ʣ́ 35�

Feed rateʢᶱ/revʣ́ 0.3

Depth of cutʢᶱʣ́ 0.5

Cutting oilɿDR:

φ127
L＝42

/5,ɿ)8� 13� pcs��corner

Competitorʟs black ceramic 65 pcs./corner

HW2 achieved twice the tool life of the competitorʟs product, due to its superior  strength.

Cylinder liner NacIining
Work material � special cast iron

Cutting speedʢm/῾ʣ́ 600

Feed rateʢᶱ/revʣ́ 0.32

Depth of cutʢᶱʣ́ 3.0

Cutting oilɿDR:

L＝132.5

φ92

/5,ɿ)8� �� pcs��corner

Competitorʟs black ceramic 30 pcs./corner

HW2 produced finished surfaces of excellent Ruality in addition to the life being double that of the competitorʟs product.

)8� )8�

'eatures

C��
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5his material group are alumina 5i$�Cased ceramics 
strengthened CZ adding hard carCide to high�puritZ alumina. 
5hese tool materials eYhiCit eYcellent performance in 
high�speed pnishing of cast iron applications under either 
8&5 or %3: cutting or eWen in partiallZ interrupted 
machining haWing improWed hardness and strength. 
&Ycellent at pnishing of hardened materials due 
to the high hardness and loX plasticitZ in high 
temperature ranges.

)C� 5he standard tool material for machining cast iron and hardened materials �

 &Ycellent QerforNance in Nachining of 
cast iron and hardened Naterials thanLs 
to its high hardness and loX Qlasticity in 
high teNQerature ranges

˙ "luNina 5iC�Cased ceraNics 	#lacL ceraNics


HC2

HC7/ ZC7

High

High
Toughness / strength

W
ea
r 
re
si
st
an
ce

ʲ/ormal cast iron 'inishing 8&5 BlacL ceramicʳ ʲ.achining of hardened materialsʳ

.acIining of lining Naterial  Work material � FC material
Conventional cutting tool /5,

Material grade Competitorʟs carbide )$2
Cutting speedçʢm/῾ʣ 400 600
Feed rateçʢᶱ /revʣ 0.50 
Depth of cutçʢ῾ʣ 0.�0 
Cutting oil DR: 
Life (pcs./corner) 40 ���

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

.acIining of roller Cearingɹ Work material � SNCM (HRC5�)
Conventional cutting tool /5,

Material grade Competitorʟs carbide )$2
Cutting speedçʢm/῾ʣ 23 112
Feed rateçʢᶱ /revʣ 0.06 0.06
Cutting oil DR: 
Life (No. of grooves) 4 �

φ1200

7

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

)C�
)C�

High

High
Toughness / strength

HC6HC2

HC7/ ZC7

W
ea
r 
re
si
st
an
ce

'eatures

C��
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■ $utting performance � 7�5 curWe

C
ut
tin
g 
sp
ee
d（
m
/min
）

Tool life（min）

Cermet

Ceramic

Cutting conditions
Work materialɿ FCD550(HB240 ʙ 260ʣ
InsertɿSNGN12040�
Depth of cutɿ0.5ᶱ
Feed rateɿ0.2ᶱ /rev
Reference life � Amount of 7B weaŕ 0.4ᶱ

;C� 'or machining of hardened parts Xith WarZing leWels of hardness�

  CoWers a Xide range of hardened Naterials 
	)3Cûü r ý÷


  ;C� coated Xith 5i/ QroWided as standard 
stocLed Qroduct

 *nserts are aWailaCle Xith Coth XiQer 
facets and chiQCreaLers to further 
iNQroWe Nachining e⒏ciency

)C� 'or machining of ductile cast iron�

 8orldʟs prst 5iC�Cased ceraNic Qut into Qractical use
 *deal for seNi�finishing and finishing of ductile 

cast iron at loX to high�sQeed leWels
 "lso Qroduces eYcellent diNension staCility 

in Nachining of cast iron under 8&5 cutting 
conditions (ear cuttingɹɹWork material � ERuivalent to FCD450 � copper alloy

Conventional cutting tool /5,

Material grade Competitorʟs 
cermet )$�

Cutting speedçʢm/῾ʣ 300 
Feed rateçʢᶱ/revʣ 0.05 
Depth of cutçʢ῾ʣ 0.5 
Cutting oil WET 
Life (pcs/corner) 20 ��

70

φ90 Copper alloyφ70

130

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

)C�

(ear cutting
Work material � Case carburizing steel

Cutting speedʹ200m/῾

Feed rateʹ0.20ᶱ /rev

Depth of cutʹ0.�0ᶱ

Cutting oilɿDR:
/5,ɿ;C�
	X� � corners
 �� pcs��corner

Competitorʟs CBN 
(w/ 2 corners) 50 pcs./corner

;C� realized significant cost reduction, through longer tool life as 
compared with the competitorʟs CBN product.

;C�

'eatures

'eatures

C��
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˙ Silicon nitride�Cased ceraNics

ʲ/ormal cast iron 3oughingʳ

5he silicon nitride�Cased ceramics haWe approYimatelZ 
tXice the fracture toughness of alumina�Cased haWing 
high fracture resistance eRual to some carCide tools. 
5hese grades alloX efficient machining in high 
speed ranges Xhere traditional ceramic tools Xere not 
aCle to perform Xell including milling of cast iron and 
interrupted cutting in poor surface conditions.

ʲ)igh 5emperature "lloZ 3oughingʳ
High

High
Toughness / strength 

SX6

SP9

SX9

W
ea
r 
re
si
st
an
ce

HigI

HigI
5oughness � strength 

8
ea

r r
es

ist
an

ce

8"�

8"1 S93
S9�

S9�

S9�  Best Calance of toughness and Xear resistance

(rade 8orL material "pplication Purpose $utting speed 
ʢm�minʣ

'eed 
ʢmm�reWʣ

%epth of cut
ʢmmʣ %3: 8&5

S9� Heat resistant alloy
Turning

Rough scale 1�0Ȃ2�0 0.15Ȃ0.3 1.0Ȃ5.0 ˔

Rough no scale 1�0Ȃ2�0 0.15Ȃ0.35 1.0Ȃ2.5 ˔

Semi finish ö profiling 1�0Ȃ2�0 0.15Ȃ0.3 1.0Ȃ2.0 ˔

Milling  Ȃ 600Ȃ1200 0.0�Ȃ0.15 1.0Ȃ2.5 ˔

 &Ycellent Xear resistance and tougIness�
8ide range of H3S" NacIining applications� 3ougI turning XitI scale ʙ seNi�finisI turning�

 "Cle to NacIine eWen tIe neXest generation of H3S" Xork Naterials 	like 3ene
 as Xell as today�s 
Nost coNNon H3S" Naterials� sucI as Inconel �1��

 "Cle to Nill XitI IigI efficiency�

3ougI turningʢ3ene13�）XitI Scale
ShapeɿSNGN1�0�24

Cutting speedʢm/minʣɿ115

Feedʢmm/revʣɿ0.15

7arious depth of cut

WET

/5,ɿS9� 1� ̔   
Competitor`s 

SiAlON 10 ̔     ñ 8as chipping a lot

Competitorʟs 
SiAlON Ceramic S93

/&8/&8/&8

'eatures

C��
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S9� 8ear resistant Si"l0/ ceramic

S9� Best grade for roughing Inco �1� Xith scale

S9� Premium Silicon /itride

S1� )igh Speed machining Xith loX cutting forces

'eatures

'eatures

'eatures

'eatures

TurCine caseʢ8aspaloy seNi finisI）
ShapeɿRPG9120�00

П3�

Cutting speed(m/min)ɿ240
Feed(mm/rev)ɿ0.3
7arious depth of cut
WET

/5,ɿS9� ��2 ̔
Competitor`s  

Whisker ceramic 5.3 ̔   ñ BroLen

  #etter notcIing resistance coNpared 
to 8Iisker ceraNics

ɹɹNo need to prograN raNping
 #etter flank Xear resistance coNpared to 
otIer Si"l0N ceraNics

ɹɹ  Superior perforNance Ws� XIisker 
ceraNics under saNe conditions�eWen 
IigIer productiWity at IigIer feed rates

&Ycellent tIerNal sIock resistance
ɹɹ HigI speed Nilling can Ce perforNed 

at 3���S'. or IigIer

  &Ycellent notcI Xear resistance
 #etter flank Xear resistance 
coNpared to coNpetitor�s silicon 
nitride ceraNics

  Superior tougIness coNpared to 
8Iisker�reinforced ceraNics

  #est tIerNal sIock resistance
  #est grade for rougIing Inco �1� 
XitI scale

HousingʢInco �1� XitI scale）
Comp. Whisker S9�

14�

1�1

7"/&S

Shape RCG9120�00 
Cutting speed ʢm/minʣ 1�0 
Feed (mm/rev) 0.13 0.2
Depth of cut ʢmmʣ 2.5 

WET 

/5,ɿS9� ñ )igh productiWitZ

Competitor`s 
Whisker ceramic

  &Ycellent Xear resistance in 
applications XIere notcI Xear 
appears

 StaCle tool life in tIe applications 
XIere tIerNal sIock resistance is 
required � sucI as 8&T NacIining 
or Nilling

  -ong tool life and IigI productiWity 
at IigI cutting speed

#rake rotor
Gray cast iron

Cutting speed(m/min)ɿ1,100

Feed(mm/rev)ɿ0.5

Depth of cut (mm)ɿ2.0 ʙ 3.0

WET

/5,ɿS9� �� pcs
Competitor`s

silicon nitride ceramic 50a pcs

  &Ycellent Xear�resistance and cIipping 
resistance XitI C7% coated IigI�
strengtI silicon nitride�Cased ceraNic

 "cIieWes loXer tool pressure XitI 
NiniNal edge preparation

  "lso usaCle for finisIing

#rake rotor
Gray cast iron

Cutting speedʢm/minʣɿ550

Feedʢmm/revʣɿ0.4

DR:

/5,ɿS1� 12� pcs
Competitor`s 
silicon nitride �0 pcs

C��
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5his material grade reali[e a higher leWel of Xear 
resistance toughness and flaLing resistance 
CZ adding Si$ XhisLers to alumina the maKor 
component.
5his grade enaCles high speed and high feed in 
cutting normal cast iron heat�resistant alloZs and 
hardened rolls Xith its eYcellent thermal shocL 
resistance.

˙ 8hisLer�Cased ceraNics

8"� " neX generation for machining of heat�resistant alloZs �

 /eX Naterial grade for Nachining of heat�
resistant alloys including inconel and XasQaloy

 *NQroWed Xear resistance and flaLing 
resistance Cy oQtiNi[ing the aNount of 
XhisLer content

ʲ)eat�resistant alloZʳ ʲPhoto of 8"� structureʳʲPhoto of 8"1 structureʳ

ʲ&Yternal propling of heat�resistant alloZ Xith 8"�ʳ
.acIining of Ket engine coNponentɹɹWork material � Inconel �1�

Conventional cutting tool /5,
Material Competitorʟs whisker-based ceramic 8"�
Cutting speedçʢm/῾ʣ 200 
Feed rateçʢᶱ/revʣ 0.10 
Depth of cutçʢᶱʣ 0.30 
Cutting oil WET 
Life (mm/corner) �0 

Criterion for end of life Wear marks on the processed surface 3eQlaceNent  Cy sQecified 
Rty of XorL Qieces

500㎜

50
㎜

WA5 achieved stable machining compared with the competitorʟs product.

.acIining of Ket engine turCine discɹ Work material � Inconel �1�
Conventional cutting tool /5,

Material Competitorʟs whisker-based ceramic 8"�
Cutting speedçʢm/῾ʣ 400 
Feed rateçʢᶱ/revʣ 0.15 
Depth of cutçʢᶱʣ 0.25 ʙ 0.�5 
Cutting oil WET 
Life (mm/corner) 2 �

①

②

④

③

WA5 produced twice the tool life of the competitorʟs product.

8"�
8"�

Toughness 

High

High

WA5

WA1

W
ea
r 
re
si
st
an
ce

'eatures
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8"� 6ltra high�speed machining of heat�resistant alloZs and cast iron �

  &Ycellent therNal shocL resistance 
enaCles to Nachine high teNQerature 
alloy Xith high sQeed � ʙü÷÷N�῾

  SuQerior Xear resistance alloXs high 
sQeed cutting � ʙ ø÷÷÷N�῾ on cast iron�

  8et Nachining is feasiCle Cy high 
therNal shocL resistance

ʲ"ctual machining eYample � (as turCine materialʳ
Case NacIiningɹɹWork material � Inconel �1�

Conventional cutting tool /5,
Material grade Competitorʟs carbide end mill cutter 8"1
Holder Solid 3PI812�&12�3�3
Cutting speed ʢm/῾ʣ 50 �00
Feed rate (ᶱ /edge) 0.14 0.10
Depth of cut ʢᶱʣ 2 
Cutting oil WET DR:
Life (ᶱ /corner) 1 pass � 60 min. � Qass � � Nin�

WA1 gave 1.6 times better machining efficiency than  the competitorʟs product.

ʲSemi�pnishing of planetarZ gearʳ
.acIining of planetary gearɹɹWork material � FCD�00

Conventional cutting tool /5,
Material grade Competitorʟs carbide 8"1
Cutting speed ʢm/῾ʣ 100 300
Feed rate ʢᶱ /revʣ 0.4 
Depth of cut ʢᶱʣ 1.5 
Cutting oil DR: 
Life (ᶱ /corner) 45 ���

WA1 produced better machining efficiency when compared to the competitorʟs product.

8"�
8"�

'eatures

'or tecInical data of NacIining Ieat�resistant alloys XitI ceraNic cutting tools please go to page -�

C��
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.icro�grain CarCide
17% � C7%�coated CarCide

0WerWieX ʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ %2
P7%�coated CarCide  ʝʝʝʝʝʝʝʝʝ %�
.icro�grain CarCide  ʝʝʝʝʝʝʝʝʝ %�
C7%�coated CarCide ʝʝʝʝʝʝʝʝʝ %�
P7% Coatings  ʝʝʝʝʝʝʝʝʝʝʝʝ %�

%�
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.icro�grain CarCide and 17%�C7%�coated CarCide
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Build�up edge

'lanL Xear

$hipping � fracture

8ear on raLe

■.icro�grain CarCide and P7%�C7%�coated CarCide
&Ycellence in Qrecision Nachining and 
Nachining of hard�to�cut Naterials

(eneral carCide structure

˔CarCide grade

.icro�grain carCide structure Super micro�grain carCide structure

5hese material grades use 8$ micro�grain 
carCide the hard laZer of Xhich is granulated to a 
micro si[e 1Жm as the suCstrate� 'urthermore the 
suCstrate is coated CZ the P7% method Xith 5i/ 
5i$/ and�or 5i"l/� 5he end results are materials 
that are suitaCle for precision machining and 
machining of di⒏  cult�to�cut materials� Inserts in 
these grades are tougher and harder than carCide 
and come Xith precision sharp cutting edges� 5heZ 
eWen haWe superior toughness and sharper cutting 
edges than ultra micro�grain carCide grades Xith 
eYcellent Xear resistance and thermal cracL 
resistance�

TIe result of intensiWe researcI and 
deWelopNent for iNproWing carCide grades
The NTK carbide grade series shows very stable 
performance under a wide range of conditions. NTK 
uses micro-grain carbide substrate with a balance of 
wear resistance and toughness.

Continuous researcI on insert tool life
Damage to insert cutting edges varies depending 
on the machining process and the work material. 
There are various types of coatings that reduce such 
damage to prolong the tool life. NTK carbide series 
offer various coatings developed to improve their 
resistance characteristics including wear, fracture, 
adhesion and oxidation, by utilizing state of the art 
technology.

/o Currs Burrs

3elentless pursuit of Cetter cutting 
perforNance
NTK takes pride in its carbide grade series.
Their outstanding cutting performance is due to the 
grinding of ultra sharp cutting edges. Sharper cutting 
edges provide for better burr control, lower tool 
pressure, holding tighter tolerances and reducing 
work hardening.

.achined Xith /5, insert Xith 
a sharp cutting edge

.achined Xith a competitor�s 
product Xith a honed cutting edge

'eatures SuQerior cutting QerforNance

'eatures 1recise analysis on insert Xear Qatterns

%�
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(rade � $oating "pplications � 'eatures

PhZsical propertiesˎ

"pplications map%ensitZ

�ὔ

)ardness

)3"

Bending 
strength

.Pa

:oung�s
modulus

(Pa

5hermal
eYpansion
coe⒏cient
91�ʵ��,

5hermal
conductiWitZ

8�mɾ,

P7
%

 c
oa

te
d

S5�

.icro�grain 
carCide

� 5hicL $r"I/ coat

P . S H

Best grade for Stainless Steel 14.4 �1.0 3000 5�0 5.� 63

%.�

.icro�grain 
carCide

� 5hicL 5i/�5i$/�5i"I/ coat

P . S H

 Best oxidation resistance 
enable high temperature 
machining

14.4 �1.0 3000 5�0 5.� 63

%5�

.icro�grain 
carCide 

� 5hin 5i/�5i$/�5i"I/ coat

P . S H

 Excellent oxidation resistance
for Swiss-type lathes 14.4 �1.0 3000 5�0 5.� 63

5.�

.icro�grain 
carCide 

�5hin 5i/�5i$/�5i/ coat

P . N S

 Best combination of wear 
resistance and toughness 
and adhesion resistance for 
Swiss-type lathes

14.4 �1.0 3000 5�0 5.� 63

;.�

.icro�grain 
carCide 

� 5hicL 5i/ coat

P . N

 Best Adhesion resistance 
enables high accuracy 
machining

14.4 �1.0 3000 5�0 5.� 63

2.�

.icro�grain 
carCide 

� 5hicL 5i$/ coat

P . S H

 Best wear resistance enable
stable machining 14.4 �1.0 3000 5�0 5.� 63

7.�

.icro�grain 
carCide 

� 5hin 5i$/ coat

P . N

 Best edge sharpness and
good wear resistance 14.� �2.0 2500 640 5.� �4

"C�

.icro�grain 
carCide

� 5hin 5i"$r/�5i"I/ coat

P . N S

 Developed for solid carbide 
endmill 14.2 �1.0 3000 560 6.1 4�

6C�

.icro�grain 
carCide 

� %iamond coat

N

 Pure and hard diamond 
coating. 14.� �2.0 2500 640 5.� �4

6
nc

oa
te

d ,.�

.icro�grain carCide

P . N

 Best for non-ferrous material
with mirror finish 14.� �2.0 2500 640 5.� �4

$7
%

 c
oa

te
d

C1�

$arCide 
� 5hicL plm "l203�5i$/ coat

,

 Good balance of wear 
resistance and toughness for 
cast iron machining

14.� �2.0 2400 640 ʕ ʕ

C1�

$arCide 
� 5hicL plm "l203�5i$/ coat

P

 Roughing and semi-finishing
of steel 13.� �0.1 2200 5�0 ʕ ʕ

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

/&8

/&8

%�
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%.�  &Ycellent oYidation resistance

   Best oxidation resistance for high temperature machining
  Optimized for Conventional / Swiss-type lathes

'eatures

#est for 0QtiNi[ed for &Ycellent in
˔ Titanium alloys
˔ Stainless steels
˔ Alloy steels
˔ Carbon steels
˔ Heat resistant alloys

Conventional lathes
Swiss-type lathes

Oxidation 
Heat resistance

%5�  &Ycellent Ieat resistance for SXiss�type latIes

  Excellent oxidation resistance for Swiss-type lathes

'eatures

#est for 0QtiNi[ed for &Ycellent in
˔ Titanium alloys
˔ Stainless steels
˔ Alloy steels
˔ Carbon steels
˔ Heat resistant alloys

Swiss-type lathes Oxidation 
Heat resistance

2.�  SuperC Xear resistance and fracture resistance in interrupted cutting

 Excellent toughness and wear resistance for wide
speed range

 Stable interrupted machining of steel

'eatures

#est for 0QtiNi[ed for &Ycellent in
˔ Carbon steels
˔ Stainless steels
˔ Alloy steels
˔ Heat resistant alloys

Swiss-type lathes
Conventional lathes Wear resistance

S5� #est grade for stainless steel

  Best grade for SUS304 thanks to New ST coating
Excellent adhesion and wear resistance

'eatures

#est for 0QtiNi[ed for &Ycellent in

˔ Stainless steels Conventional lathes
Swiss-type lathes

Adhesion
resistance

/&8/&8/&8

%�
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5.�  NeYt generation standard insert grade for SXiss�type latIes

  Excellent dimensional stability and tool life thanks 
to triple titanium layers with excellent adherence to 
insert substrate

'eatures

#est for 0QtiNi[ed for &Ycellent in
˔ Carbon steels

˔ Stainless steels

˔ Alloy steels

Swiss-type lathes Balance

;.�  TIe Cest selling grade for SXiss�type latIes

 Stabilizes machining dimensions thanks to the 
coating  being fi rmly adhered to the substrate

 A wide range of cutting tools in various sizes available 
for Swiss-type lathes

'eatures

#est for 0QtiNi[ed for &Ycellent in
˔ Carbon steels
˔ Stainless steels
˔ Alloy steels
˔ Non-ferrous materials

Swiss-type lathes
Conventional lathes Adhesion resistance

7.�  HigI precision NacIining of sNall diaNeter parts

 Especially for machining free cutting steels (SUM materials)
 For high-precision machining with longer tool life 

even in the high-speed machining range

'eatures

#est for 0QtiNi[ed for &Ycellent in
˔ Carbon steels

˔ Stainless steels

˔ Alloy steels

Swiss-type lathes Edge sharpness

"C�  %eWeloped for soilid carCide endNill

 Newly developed for Carbide endmill
 Excellent sharpness and great wear resistance

'eatures

/&8/&8/&8
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 Very sharp cutting edges with uncoated Micro-grain
carbide

 Excellent adhesion resistance because of mirror-finish
 A wide range of cutting tools in various types

available for Swiss-type lathes

'eatures

,.�  (ood for non�ferrous Naterials like P&&, #rass "luNinuN and Copper

#est for 0QtiNi[ed for &Ycellent in
˔ Aluminium

˔ PlasticʢPEEKʣ

˔ Non-ferrous materials

Swiss-type lathes Edge sharpness

C1�  'or rougIing cast iron and ductile cast iron

 High wear resistance achieved by laminating thick
film TiCN layer and Al2O3 layer as the coating; Great 
for cast iron cutting even in high-speed range

 &xcellent deposition resistance due to our original
surface treatment

 Can also be used for machining ductile cast iron

'eatures

#est for 0QtiNi[ed for &Ycellent in

˔ Ductile cast iron

˔ Gray cast iron
Conventional lathes Wear resistance

Sharp edge
.irror�finish

C1� 'or roughing at high speed in steel machining �

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

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

  Best for machining of automotive components on
automatic lathes

#est for 0QtiNi[ed for &Ycellent in

˔  High-speed 
machining of alloy 
steels

Conventional lathes Wear resistance

'eatures

%�
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Coating SQecifications

S5�Coat 2�Coat %.�Coat %5�Coat 5.�Coat 7�Coat ;�Coat
Thickness Thick Thick Thick Thin Thin Thin Thick

Wear Resistance ˓ ˕ ˓ ˓ ˓ ˓
Heat Resistance ˓ ˕ ˕ ˓

Adhesion Resistance ˓ ˓ ˕
Edge Sharpness ˓ ˓ ˕

Composition CrAlN TiCN Multilayer Multilayer Multilayer TiCN TiN
˕1st choice 　˓2nd choice

̢̦� 2�Coat
 #est 
Xear resistance
Stainless steel
$arCon steel
"lloZ steel

%.� %.�Coat
#est 
heat resistance
 )eat resistant alloZ
 Stainless steel
 )ardened material

S5� S5�Coat
#est 
grade for Stainless 
Steel
 Stainless steel

7.� 7�Coat
 #est 
edge sharQness
5itanium alloZ
/on�ferrous material
Stainless steel
Plastic

5.� 5.�Coat
 #est Calance of 
Xear resistance 
and adhesion 
resistance
  'or small part 

machining in general

%5� %5�Coat
 #est Calance of 
heat resistance 
and sharQ edges
5itanium alloZ
)eat resistant alloZ
Stainless steel
)ardened material

;̢� ;�Coat
#est 
adhesion resistance
  (eneral purpose machining

˙ 17% Coatings for 5urning
/&8/&8/&8

%�
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*nsert *teN -ist

  IS0 � INCH Insert NoNenclature ʝʝʝʝ &2
  Part No� for #I%&.ICS CeraNics and C#N insert � 
Specifications of cutting edge treatNent  ʝ &�

#I%&.ICSɾCeraNics ʝʝʝʝʝʝʝʝʝ &�
#I%&.ICS ʢ#ra[ed）ɾC#NɾPC%  ʝʝʝ&2�
CarCide ʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ&3�

&�
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ᶃ$ode for shape
Classipcation Code Shape Apex angle (degree) Symbol

Regular 
polygons

H Regular hexagon 120
O Regular octagon 135
P Regular pentagon 10�
S SRuare �0
T ERuilateral triangle 60

Rhomboids 
and

eRuilateral
uneRual-
angles

C

Rhomboids

�0
D 55
E �5
F 50
M �6
7 35
W Hexagon �0

Rectangles L Rectangle �0

Parallelograms
A

Parallelograms
�5

B �2
K 55

Circles R Circle ʵ
Note � The smaller of the apex angles is used.

ᶅ$odes for accuracZ
Code Diameter of inscribed circle

dʢᶱʣ
Thickness
sʢᶱʣ

Corner height
mʢᶱʣ

A� ʶ 0.025

ʶ0.025

ʶ 0.005
F� ʶ 0.013

C� ʶ 0.025
ʶ 0.013

H ʶ 0.013

E
ʶ 0.025 ʶ 0.025

G ʶ 0.13

J�
ʶ 0.05 ʙ
ʶ 0

ㅢㅢ
.13

ʶ0.025

ʶ 0.005

K� ʶ 0.013

L� ʶ 0.025

M ʶ 0.05 ʙ
ʶ 0

ㅢㅢ
.13

ʶ 0.13 ʶ 0.0� ʙ
ʶ 0

ㅢㅢ
.1�N ʶ0.025

U
ʶ 0.0� ʙ
ʶ 0

ㅢㅢ
.25

ʶ 0.13
ʶ 0.13 ʙ
ʶ 0

ㅢㅢ
.3�

Notes � The asterisk (�) indicates that the accuracy range is, 
basically, applied to inserts eRuipped with a qat drag.
The double asterisk (��) indicates that the accuracy range is 
determined by the size of the insert. 

Tolerances for each insert size Except for inserts with 55, 50 or 35 degrees in apex angle

Diameter. of inscribed 
circle

dʢᶱʣ

Inscribed circle diameter tolerance
d

Corner height tolerance
m

Class J, L, 
K, M, N Class U Class 

M or N Class U

6.35
�.525 ʶ 0.05 ʶ 0.0� ʶ 0.0� ʶ 0.13

12.�0 ʶ 0.0� ʶ 0.13 ʶ 0.13 ʶ 0.20
15.��5
1�.05 ʶ 0.10 ʶ 0.1� ʶ 0.15 ʶ 0.2�

25.40 ʶ 0.13 ʶ 0.25 ʶ 0.1� ʶ 0.3�

The tolerances for class M inserts with 55 degrees in apex angle are as follows

Diameter. of inscribed circle
dʢᶱʣ

Inscribed circle diameter toleranceʢᶱʣ
d

Corner height toleranceʢᶱʣ
m

6.35
�.525 ʶ 0.05 ʶ 0.11

12.�0 ʶ 0.0� ʶ 0.15
15.��5
1�.05 ʶ 0.10 ʶ 0.1�

Note � The accuracy range of ʠmʡ can be spread for inserts with apex angles smaller than 55 degrees.

ᶄ$odes for relief angles
Relief angle

(degree) Code

3 A

5 B

� C

15 D

20 E

25 F

30 G

0 N

11 P

Other relief 
angles O

Note � The relief angle 
must be that of the 
maKor cutting edge.

ᶉ$odes for corner radii
For corner R

Corner-R nominal 
valueʢᶱʣ

Inch 
system

Metric 
system

Sharp 
corner
rЏɿ0.2 : 02

0.4 1 04
0.� 2 0�
1.2 3 12
1.6 4 16
2.0 5 20
2.4 6 24
3.2 � 32

Other radii 9
For circular 

inserts 0 00�
M0�

Notes � ʠ00ʡ (double zero) 
is used for insert circle 
diameter indicated in inches.

ʠM0ʡ is used for insert 
circle diameter indicated in 
millimeters.

ᶆ$odes for grooWed holes
For normal series

Code Provision of holes Shape of hole Chipbreaker Pattern
N

No ʕʕ
None

R Single-sided
F Double-sided
A

:es

Cylindrical
None

M Single-sided
G Double-sided
W Partially cylindrical

Single-sided� 40 r 60 deg
None

T Single-sided
2 Partially cylindrical

Double-sided� 40 r 60 deg.
None

U Double-sided
B Partially cylindrical

Single-sided� �0 r �0 deg.
None

H Single-sided
C Partially cylindrical

Double-sided� �0 r �0 deg.
None

J Double-sided
9 ʕʕ ʕʕ ʕʕ

Note � Only the normal series is to be used for the metric system. 
Always use code 9 for scalene inserts. However, 9 must not be used 
for inserts of shapes not depned in the table (1) above.

For small-size series
Code Provision of holes Chipbreaker

E
No

None
S Single-sided
L Double-sided
D

:es
None

P Single-sided
K Double-sided
9 ʕʕ ʕʕ

Note � Use the smaller size series for the inch system 
when inscribed circle diameter is �.�4 mm or less. 
However, use normal series only when the diameter 
is 6.35 mm giving priority to the small-size series.

Type of insert material ᶃ ᶄ ᶅ ᶆ ᶇ ᶈ ᶉ ᶊ ᶋ

.etric 2.� % / . Gøù÷û÷û 5 /
Inch 2.� % / . G � � � 5 /

&�
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ᶇ$odes for cutting edge lengths or for inscriCed circle diameters
Diameter of 

inscribed circle
dʢᶱʣ

Inch system Metric system
Normal 
series 

Small-size 
series

Shapes
H O P S T C D E F M 7 W R

3.�� ʕ 5 06 T3

4.�6 ʕ 6 0� 04

5.56 ʕ � 05 0� 05 06 05 0� 05 0� 03

6.35 2 ʢ�ʣ 03 02 04 06 11 06 0� 06 0� 06 11 04 06

�.�4 ʕ 0 04 03 05 0� 13 0� 0� 0� 10 0� 13 05 0�

�.525 3 ʕ 05 04 0� 0� 16 0� 11 0� 12 0� 16 06 0�

12.�0 4 ʕ 0� 05 0� 12 22 12 15 13 16 12 22 0� 12

15.��5 5 ʕ 0� 06 11 15 2� 16 1� 16 20 15 2� 10 15

1�.05 6 ʕ 11 0� 13 1� 33 1� 23 1� 24 1� 33 13 1�

25.40 � ʕ 14 10 1� 25 44 25 31 26 33 25 44 1� 25

31.�5 0 ʕ 1� 13 23 31 54 32 3� 32 41 31 54 21 31

Thickness S
ʢᶱʣ

Inch system
Metric 
system

Inscribed circle series
Normal 
series

Small-size 
series

1.5� ʕ 2 01

2.3� ʕ 3 02

3.1� 2 4 03

3.�� ʕ 5 T3

4.�6 3 6 04

5.56 ʕ ʕ 05

6.35 4 ʕ 06

�.�4 5 ʕ 0�

�.52 6 ʕ 0�

12.�0 � ʕ 12

ᶈ$odes for thicLness

ᶊ$odes for maKor cutting edges
Without honing (Tool nose 

processing) F

Angular honing T

Round honing E

Angular honing � round honing S

Special honing K

Special honing � round honing P

ᶋ$odes for left�right handed inserts
Type Code

Right-handed R

Left-handed L

Not speciped N

ᶍ$odes for chipCreaLer shapes

Code W В˃
A 1.0 14
B 1.5 14
C 2.2 14
D 2.� 10
E 3.5 10

Parallel-honing type ʢᶱʣ

Code W

N1 1.5

N2 2.2

Type N (Double-positive type) ʢᶱʣ

Code W

P1 0.�

P2 1.25

Type P (Angle type) ʢᶱʣ

Code W

F 1.5

G 2.2

H 2.�

Full-arc embossed type ʢᶱʣ

ᶌ ᶍ

ɾG
ɾG

&�
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1art /o� for #*%&.*CS CeraNics and C#/ insert � SQecifications of cutting edge treatNent

Ｃ Ｎ Ｇ Ａ 12 04 12 Ｔ 010 20

ᶃçCodes for NaKor cutting edges
$utting edge treatment � $hamfering or honing of the cutting edge in order to strengthen the edge or to adKust the cutting performance

$ode Shape

Sharp edge F

3ound honing E R R

"ngular grinding T

"ngular grinding � round honing

;
R0.02

S
R0.04
＊（R0.03）

2�step chamfering � round honing P
R

Part No� %esignation Code for Inserts ˠ 3efer to page &2�

$u
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Ｃ Ｎ Ｇ Ａ 12 04 12 Ｔ 010 20

ᶄç&dge condition � XidtI and Ione� ᶅç"ngle of treatNent

$ode Shape of the cutting edge
E002 Round honing with R � 0.02
E004 Round honing with R � 0.04
E00� Round honing with R � 0.0�

E90004 Round honing with R � 0.02
S01015 Chamfering 0.10 mm x 15 deg. � round honing with R � 0.04ʢ＊R0.03ʣ
S01020 Chamfering 0.10 mm x 20 deg. � round honing with R � 0.04ʢ＊R0.03ʣ
S01325 Chamfering 0.13 mm x 25 deg. � round honing with R � 0.04ʢ＊R0.03ʣ
S01535 Chamfering 0.15 mm x 35 deg. � round honing with R � 0.04ʢ＊R0.03ʣ
S02025 Chamfering 0.20 mm x 25 deg. � round honing with R � 0.04ʢ＊R0.03ʣ
T00320 Chamfering 0.03 mm x 20 deg.
T00520 Chamfering 0.05 mm x 20 deg.
T00525 Chamfering 0.05 mm x 25 deg.
T00�20 Chamfering 0.0� mm x 20 deg.
T01015 Chamfering 0.10 mm x 15 deg.
T01020 Chamfering 0.10 mm x 20 deg.
T01025 Chamfering 0.10 mm x 25 deg.
T01515 Chamfering 0.15 mm x 15 deg.
T01520 Chamfering 0.15 mm x 20 deg.
T01525 Chamfering 0.15 mm x 25 deg.
T02020 Chamfering 0.20 mm x 20 deg.
T02025 Chamfering 0.20 mm x 25 deg.
;01015 Chamfering 0.10 mm x 15 deg. � round honing with R � 0.02
;01025 Chamfering 0.10 mm x 25 deg. � round honing with R � 0.02
;01030 Chamfering 0.10 mm x 30 deg. � round honing with R � 0.02
;01520 Chamfering 0.15 mm x 20 deg. � round honing with R � 0.02
;02025 Chamfering 0.20 mm x 25 deg. � round honing with R � 0.02

˔ $odes for cutting edges and the shapes

0.1
R 20°

ᶃ ᶄ ᶅ

＊CBN�R0.03

&�
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#*%&.*CSɾCeraNics

ʪ�� degree 3homCic /egatiWe tZpeʫ
R T

R

ＩＣ 90°

80°

100°
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

C/G"ç������çS����� C/G"����S/' 0.4 ˔

'�
'��
G��
,��

 ������ç5�����  ����5/ 0.4 ˔

 ������ç;�����  ����;/' 0.4 ˔

 ������çS�����  ����S/' 0.� ˔

 ������ç5����� � 0.� ˔ ˔

 ������ç5����� � 0.� ˔ ˔

 ������ç5�����  ����5/ 0.� ˔ ˔ ˔

 ������ç5����� � 0.� ˔

 ������ç5�����  ����5/' 0.� ˔

 ������ç;�����  ����;/' 0.� ˔

 ������çS�����  ����S/' 1.2 ˔

 ������ç5����� � 1.2 ˔ ˔

 ������ç5����� � 1.2 ˔ ˔

 ������ç5�����  ����5/ 1.2 ˔ ˔ ˔ ˔

 ������ç5����� � 1.2 ˔

 ������ç5�����  ����5/' 1.2 ˔

 ������ç5����� � 1.6 ˔ ˔

 ������ç5����� � 1.6 ˔

 ������ç5����� � 1.6 ˔

 ������ç5�����  ����5/' 1.6 ˔

Wiper

C/G" ������ç8-ç5����� C/G"���8-�5/ 0.� ˔
'�

,��
 ������ç8-ç5�����  ���8-�5/ 1.2 ˔

with
chipbreaker

C/GG ������ç;�����ç"G C/GG����;/CG"G 0.� ˔ '�
'��
G��
,�� ������ç;�����ç"G  ����;/CG"G 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
C/@����@ 12.� 4.�6

&�
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ʪ�� degree 3homCic /egatiWe tZpeʫ

80°

90°

100° R

R

T

IC

CN(9CN(N

ＴR

R

ＩＣ 90°

80°

100°
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

C/G/ ������ç5����� C/G/����5/ 0.4 ˔ ˔

'�
'��
,��

 ������çS�����  ����S/' 0.� ˔

 ������ç5����� � 0.� ˔ ˔

 ������ç5����� � 0.� ˔

 ������ç5����� � 0.� ˔ ˔

 ������ç5�����  ����5/ 0.� ˔ ˔ ˔

 ������ç5����� � 0.� ˔

 ������ç5�����  ����5/' 0.� ˔ ˔ ˔

 ������ç;�����  ����;/' 0.� ˔

 ������çS�����  ����S/' 1.2 ˔

 ������ç5����� � 1.2 ˔ ˔

 ������ç5����� � 1.2 ˔

 ������ç5����� � 1.2 ˔ ˔

 ������ç5�����  ����5/ 1.2 ˔ ˔ ˔ ˔ ˔

 ������ç5����� � 1.2 ˔

 ������ç5�����  ����5/' 1.2 ˔ ˔ ˔

 ������ç;�����  ����;/' 1.2 ˔

 ������ç5����� � 1.6 ˔

 ������ç5����� � 1.6 ˔

 ������ç5����� � 1.6 ˔

 ������ç5�����  ����5/' 1.6 ˔

 ������ç5�����  ����5/ 2.0 ˔

C/G/ ������ç5����� � 0.� ˔

 ������ç5����� C/G/����5/ 0.� ˔

 ������ç5�����  ����5/ 1.2 ˔

C/G/ ������ç5����� � 1.6 ˔

C/G9 ������ç5����� � 1.2 ˔ '�
,�� ������ç5����� � 1.6 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
C/@����@ 12.� 4.�6 
C/@����@ 12.� �.�4
C/@����@ 15.��5 �.�4

&�
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#*%&.*CSɾCeraNics

ʪ�� degree 3homCic /egatiWe tZpeʫ

55°

IC

R
T

90°

%N(9

55°

90°

T
R

IC

55°

90°

T
R

IC

%N(" %N(

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .

Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔

Non�'errous .aterial N

Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔

Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

%/G" ������çS����� %/G"����S/' 0.4 ˔

'��
'��
G��
,��

 ������ç5�����  ����5/ 0.4 ˔ ˔ ˔
 ������ç;�����  ����;/' 0.4 ˔
 ������çS�����  ����S/' 0.� ˔ ˔
 ������ç5����� � 0.� ˔ ˔
 ������ç5����� � 0.� ˔
 ������ç5�����  ����5/ 0.� ˔ ˔ ˔
 ������ç5����� � 0.� ˔
 ������ç5�����  ����5/' 0.� ˔
 ������ç;�����  ����;/' 0.� ˔
 ������çS�����  ����S/' 1.2 ˔
 ������ç5����� � 1.2 ˔ ˔
 ������ç5�����  ����5/ 1.2 ˔ ˔
 ������ç5����� � 1.2 ˔
 ������ç5�����  ����5/' 1.2 ˔
%/G/ ������ç5����� %/G/����5/ 0.4 ˔

'��
'��

 ������çS�����  ����S/' 0.� ˔
 ������ç5�����  ����5/ 0.� ˔ ˔
 ������ç;�����  ����;/' 0.� ˔
 ������ç5����� � 1.2 ˔
 ������ç5�����  ����5/' 1.2 ˔
%/G/ ������ç5����� %/G/����5/ 1.2 ˔

with
chipbreaker

%/GG ������ç;�����ç"G %/GG����;/CG"G 0.� ˔ '��
'��
G��
,�� ������ç;�����ç"G  ����;/CG"G 1.2 ˔

%/G9 ������ç5����� � 1.6 ˔
'��
'��
,��

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
%/@����@ 12.� 4.�6 
%/@����@ 12.� �.�4

ʪ�� degree 3homCic /egatiWe tZpeʫ
TＩＣ

75° 90°

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔   ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

&/G/ ������ç5����� &/G/����5/ 0.� ˔
� ������ç5�����  ����5/ 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
&/@����@ 12.� �.�4

&�

̚

#*
%
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ʪ3ound /egatiWe tZpeʫ

90°IC

T
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

3/G/ ������çS����� 3/G/����S/' ʵ ˔

'��
/�
-��
-��

 ������ç5����� � ʵ ˔ ˔

 ������ç5����� � ʵ ˔

 ������ç5�����  ����5/# ʵ ˔ ˔

 ������ç5����� � ʵ ˔ ˔

 ������ç5�����  ����5/ ʵ ˔ ˔

 ������ç5����� � ʵ ˔

 ������ç5�����  ����5/' ʵ ˔

 ������ç;�����  ����;/' ʵ ˔

3/G/ ������ç&��� � ʵ ˔

 ������ç&��� � ʵ ˔ ˔ ˔ ˔

 ������ç&��� 3/G/����&/C ʵ ˔

 ������çS�����  ����S/' ʵ ˔

 ������ç5����� � ʵ ˔ ˔ ˔

 ������ç5�����  ����5/# ʵ ˔ ˔

 ������ç5����� � ʵ ˔ ˔ ˔ ˔

 ������ç5����� � ʵ ˔

 ������ç5�����  ����5/ ʵ ˔ ˔

 ������ç;����� � ʵ ˔

 ������ç;�����  ����;/' ʵ ˔

 ������ç,����� � ˒ ˒

3/G/ ������ç5����� � ʵ ˔

�

 ������ç5����� 3/G/����5/# ʵ ˔ ˔

 ������ç5����� � ʵ ˔

3/G/ ������ç5����� � ʵ ˔

 ������ç5����� 3/G/����5/# ʵ ˔

 ������ç5����� � ʵ ˔

 ������ç5����� � ʵ ˔

 ������ç,����� � ˔

3/G/ ������ç5����� � ʵ ˔ ˔

 ������ç5����� � ʵ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
3/@����@ 12.� 4.�6 
3/@����@ 12.� �.�4 
3/@����@ 15.��5 �.�4 
3/@����@ 1�.05 �.�4 
3/@����@ 25.4 �.�4 

&�

06_総合ｶﾀﾛｸﾞ_2019_vol6_(_英語版.indd   9 2019/05/14   13:22:59



#*%&.*CSɾCeraNics

ʪ�� degree SRuare /egatiWe tZpeʫ

90° 90°IC
T

R

90°
90°IC

T
R

SN(" SN(N

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

S/G" ������çS����� S/G"����S/' 0.� ˔

'��
'��
,��

������ç5����� ����5/ 0.� ˔

������ç5����� � 0.� ˔

������çS����� ����S/' 1.2 ˔

������ç5����� ����5/ 1.2 ˔

������ç5����� � 1.2 ˔

������ç5����� � 1.6 ˔

S/G/ ������ç5����� S/G/����5/ 0.� ˔

�������ç5����� ����5/ 1.6 ˔ ˔

S/G/ ������ç5����� S/G/����5/ 0.� ˔

S/G/ ������ç5����� S/G/����5/ 0.4 ˔

'��
'��
'��
,��
/��
/��
/��

������çS����� ����S/' 0.� ˔

������ç5����� � 0.� ˔

������ç5����� � 0.� ˔

������ç5����� � 0.� ˔

������ç5����� ����5/ 0.� ˔ ˔ ˔ ˔ ˔

������ç5����� � 0.� ˔

������ç5����� ����5/' 0.� ˔

������ç;����� ����;/' 0.� ˔

������çS����� ����S/' 1.2 ˔

������ç5����� � 1.2 ˔

������ç5����� � ʵ ˔

������ç5����� � 1.2 ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
S/@����@ �.525 3.1�
S/@����@ �.525 4.�6
S/@����@ 12.� 4.�6
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ʪ�� degree SRuare /egatiWe tZpeʫ

90° 90°IC

T
R

SN(N

90° 90°IC

T
R

SN(9

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

S/G/ ������ç5����� S/G/����5/ 1.2 ˔ ˔ ˔ ˔ ˔

'��
'��
'��
,��
/��
/��
/��

 ������ç5����� � 1.2 ˔ ˔

 ������ç5�����  ����5/' 1.2 ˔

 ������ç;�����  ����;/' 1.2 ˔

 ������çS�����  ����S/' 1.6 ˔

 ������ç5����� � 1.6 ˔

 ������ç5����� � 1.6 ˔ ˔

 ������ç5�����  ����5/ 1.6 ˔ ˔ ˔ ˔ ˔

 ������ç5����� � 1.6 ˔

 ������ç5�����  ����5/' 1.6 ˔

 ������ç;�����  ����;/' 1.6 ˔

 ������ç5�����  ����5/ 2 ˔ ˔

 ������ç5����� � 2 ˔

 ������ç5����� � 2 ˔

 ������ç5�����  ����5/' 2 ˔ ˔

 ������ç5�����  ����5/ 2.4 ˔

 ������ç5����� � 2.4 ˔

S/G/ ������ç5����� S/G/����5/ 0.� ˔ ˔

 ������çS�����  ����S/' 1.2 ˔

 ������ç5�����  ����5/ 1.2 ˔

 ������ç5�����  ����5/ 1.6 ˔

S/G/ ������ç5����� S/G/����5/ 1.6 ˔

�S/G/ ������ç5����� S/G/����5/# 1.6 ˔

S/G/ ������ç5����� S/G/����5/# 2.4 ˔

S/G9 ������ç5����� � 1.2 ˔ '��
,�� ������ç5����� � 1.6 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
S/@����@ 12.� 4.�6 
S/@����@ 12.� �.�4 
S/@����@ 15.��5 �.�4 
S/@����@ 1�.05 6.35
S/@����@ 1�.05 �.�4 

&��
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#*%&.*CSɾCeraNics

ʪ�� degree 5riangle /egatiWe tZpeʫ
60°

90°IC

T

R

60°

90°IC

T

R
TN(" TN(N

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

5/G" ������çS����� 5/G"����S/' 0.4 ˔

'��
'��
G��

������ç5����� ����5/ 0.4 ˔

������ç;����� ����;/' 0.4 ˔

������çS����� ����S/' 0.� ˔

������ç5����� ����5/ 0.� ˔ ˔ ˔

������ç5����� � 0.� ˔

������ç5����� ����5/' 0.� ˔

������ç;����� ����;/' 0.� ˔

������çS����� ����S/' 1.2 ˔

������ç5����� ����5/ 1.2 ˔ ˔ ˔

������ç5����� � 1.2 ˔

������ç5����� ����5/' 1.2 ˔

������ç5����� ����5/' 1.6 ˔

5/G/ ������ç5����� 5/G/����5/ 0.� ˔
�

5/G/ ������ç5����� 5/G/����5/ 0.4 ˔

5/G/ ������ç5����� 5/G/����5/ 0.4 ˔

'��
'��

������ç;����� ����;/' 0.4 ˔

������çS����� ����S/' 0.� ˔

������ç5����� � 0.� ˔

������ç5����� � 0.� ˔ ˔

������ç5����� ����5/ 0.� ˔ ˔ ˔ ˔ ˔

������ç5����� � 0.� ˔

������ç5����� ����5/' 0.� ˔

������ç;����� ����;/' 0.� ˔

������çS����� ����S/' 0.� ˔

������ç5����� � 1.2 ˔

������ç5����� � 1.2 ˔

������ç5����� ����5/ 1.2 ˔ ˔ ˔ ˔ ˔

������ç5����� � 1.2 ˔

������ç5����� ����5/' 1.2 ˔

������ç;����� ����;/' 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　 ˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
5/@����@ 6.35 3.1�
5/@����@ �.525 3.1�
5/@����@ �.525 4.�6
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ʪ�� degree 5riangle /egatiWe tZpeʫ
60°

90°IC

T

R

60°

90°IC

T

R
TN(( TN(N

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

5/G/ ������ç5����� � 1.6 ˔

'��
'��

 ������ç5����� 5/G/����5/ 1.6 ˔ ˔ ˔

 ������ç5����� � 1.6 ˔

 ������ç5�����  ����5/' 1.6 ˔

 ������ç5�����  ����5/ 1.6 ˔ ˔

 ������ç5����� � 2 ˔

5/G/ ������ç5����� 5/G/����5/ 0.� ˔

 ������ç5�����  ����5/ 1.2 ˔

5/G/ ������ç5����� � 1.6 ˔

5/G/ ������ç5����� � 1.6 ˔

with chipbreaker

5/GG ������ç;�����ç"G 5/GG����;/CG"G 0.� ˔ '��
'��
G�� ������ç;�����ç"G  ����;/CG"G 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
5/@����@ �.525 4.�6
5/@����@ �.525 �.�4
5/@����@ 12.� 4.�6 
5/@����@ 12.� �.�4

&��
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#*%&.*CSɾCeraNics

ʪ3� degree 3homCic /egatiWe tZpeʫ

35°

90°

IC

T
R

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

7/G" ������çS����� 7/G"����S/' 0.4 ˔

'��

 ������ç5����� � 0.4 ˔

 ������ç5�����  ����5/ 0.4 ˔ ˔ ˔

 ������ç;�����  ����;/' 0.4 ˔

 ������çS�����  ����S/' 0.� ˔

 ������ç5����� � 0.� ˔

 ������ç5����� � 0.� ˔ ˔

 ������ç5�����  ����5/ 0.� ˔ ˔ ˔

 ������ç;�����  ����;/' 0.� ˔

 ������çS�����  ����S/' 1.2 ˔

 ������ç5����� � 1.2 ˔ ˔

 ������ç5�����  ����5/ 1.2 ˔

 ������ç;�����  ����;/' 1.2 ˔

7/G" ������ç5����� � 2.4 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

ʪ�� degree )eYagon /egatiWe tZpeʫ
80°

I.C.

T

R

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

8/G" ������ç5����� � 0.� ˔

'��
,��

 ������ç5����� � 0.� ˔

 ������ç5����� � 0.� ˔

 ������ç5����� � 1.2 ˔

 ������ç5����� � 1.2 ˔

 ������ç5����� � 1.2 ˔

 ������ç5����� � 1.6 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
7/@����@ �.525 4.�6 
7/@����@ 12.� 4.�6

Item /umCer I$ 5
8/@����@ 12.� 4.�6
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ʪ3ound PositiWe tZpeʫ

11°

T

IC

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

31G/ ������ç5����� � ʵ ˔

/�

31G/ ������ç5����� � ʵ ˔

31G/ ������ç&��� � ʵ ˔

 ������ç&9���� � ʵ ˔

 ������ç5����� � ʵ ˔

 ������ç5����� 31G/����5/# ʵ ˔

 ������ç5����� � ʵ ˔

 ������ç5����� � ʵ ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
31@����@ 6.35 2.3� 11˃
31@����@ �.525 3.1� 11˃
31@����@ 12.�0 4.�6 11˃

ʪ�� degree SRuare PositiWe tZpeʫ

90°
11°

IC

T
R

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

S1G/ ������ç5����� S1G/����5/ 0.� ˔

�
S1G/ ������ç5����� S1G/����5/ 0.� ˔

S1G/ ������ç5����� S1G/����5/ 0.� ˔

 ������ç5�����  ����5/ 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
S1@����@ �.525 3.1� 11˃
S1@����@ 12.� 3.1� 11˃
S1@����@ 12.� 4.�6 11˃

&��

06_総合ｶﾀﾛｸﾞ_2019_vol6_(_英語版.indd   15 2019/05/14   13:23:02



#*%&.*CSɾCeraNics

ʪ�� degree 5riangle PositiWe tZpeʫ

T#@ @ TP@ @

Ｔ

5°

Ｔ

11°

60°

IC

R

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer Inch Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

5#G/ ������ç5����� 5#G&����5/ 0.4 ˔

�

������ç5����� ����5/ 0.� ˔

51G/ ������ç5����� 51G&����5/ 0.4 ˔

������ç5����� ����5/ 0.� ˔

51G/ ������ç5����� 51G/����5/ 0.4 ˔

������ç5����� ����5/C 0.4 ˔

������ç5����� ����5/ 0.� ˔

������ç5����� ����5/C 0.� ˔

51G/ ������ç5����� 51G/����5/ 0.4 ˔ ˔

������ç;����� ����;/C 0.4 ˔

������ç5����� ����5/ 0.� ˔ ˔ ˔

������ç;����� ����;/C 0.� ˔

������ç5����� ����5/ 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　 ˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
5#@����@ 3.�� 1.5� 5˃
51@����@ 5.56 2.3� 11˃
51@����@ 6.35 3.1� 11˃
51@����@ �.525 3.1� 11˃
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ʪ'or .achining .ill 3olls and )eat�3esistant "lloZsʫ ˞For details of insert mesurement, please go to page -�� -�� -�� -�� -��.
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

C%)  �� 1/ ʵ ˔ '��
-��C%)  �� 1/ ʵ ˔

3CG9  ������ 5����� ʵ ˔ ˔

'��
-��ʙ��
-��ʙ��

  ������ 5����� ˔ ˔

  ������ 5����� ʵ ˒ ˒

3CG9  ������ 1����� ʵ ˒

3CG9  ������ 5����� ʵ ˔

3CG9  ������ &��� ʵ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔

  ������ 5����� ʵ ˔

  ������ ,����� ʵ ˒ ˒

3CG9  ���� 1/ ʵ ˔

  ���� 5/# ʵ ˔ ˔

3CG9  ������ &��� ʵ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔

  ������ 5����� ʵ ˔

  ������ ;����� ʵ ˔

  ������ ,����� ʵ ˒ ˒

3CG9  ���� 1/ ʵ ˔

  ���� 5/# ʵ ˔

31G9  ������ 5����� ʵ ˔

31G9  ������ &��� ʵ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔ ˔

31G9  ���� 5/# ʵ ˔

31G9  ������ &��� ʵ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔

  ������ 5����� ʵ ˔ ˔ ˔ ˔

  ������ 5����� ʵ ˔

31G9  ���� 5/# ʵ ˔

3CG:  ������ 5/# ʵ ˔
-��

3CG:  ������ 5/# ʵ ˔

3#G9  ��S 1/ ʵ ˔

�
  ��S S/� ʵ ˔

3#G9  ��S 1/ ʵ ˔

3#G9  ��S 1/ ʵ ˔

  �� SS/� ʵ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

&��
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#*%&.*CSɾCeraNics

ʪ'or .achining .ill 3olls and )eat�3esistant "lloZsʫ ˞For details of insert mesurement, please go to page -�� -���
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔  ˔  ˔    ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  ˔ ˔  

Shape IS0 Item /umCer 3
BI%&.I$S

$eramics
'or applicaCle 

holder 
see pages�

"lumina�Cased Silicon nitride�Cased 8hisLer�Cased

+9
�

+9
�

)C
ø

)8
�

)C
�

)C
�

)C
�

)C
�

;C
�

S9
�

S9
�

S9
�

S9
�

S1
�

8
"�

8
"�

-/. ���� 1/9� 3.2 ˔

����� S/� 3.2 ˔

���� S/9� 3.2 ˔

7G8 ������ &��� 0.4 ˔ ˔

-��ʙ��

������ &��� 0.� ˔ ˔

������ &9���� 0.� ˔ ˔

7G8 ������ &��� 0.4 ˔ ˔

������ &��� 0.� ˔ ˔

������ &9���� 0.� ˔ ˔

7G8 ������ &��� 0.4 ˔ ˔

������ &��� 0.� ˔ ˔

������ &9���� 0.� ˔ ˔

7G8 ������ &��� 0.4 ˔ ˔

������ &��� 0.� ˔ ˔

������ &��� 1.2 ˔ ˔

������ &9���� 0.� ˔ ˔

7G8 ������ &9���� 0.� ˔ ˔

Full radius 
style

7G8 �����3 &��� 1.5� ˔ ˔

�����3 &9���� 1.5� ˔ ˔

7G8 �����3 &��� 1.�� ˔ ˔

�����3 &9���� 1.�� ˔ ˔

7G8 �����3 &��� 2.3� ˔ ˔

�����3 &9���� 2.3� ˔ ˔

7G8 �����3 &9���� 3.1� ˔ ˔

7G8ç�����3 &9���� 4.�6 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
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#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%

ʪ�� degree 3homCic /egatiWe tZpeʫ
R T

R

ＩＣ 90°

80°

100°
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

4 corners available

C/G" ������ç#2 C/G"���#2 T00520 0.4 ˔

'�
'��
G��
,��

������ç#2 ���#2 T00520 0.� ˔

������ç#2 ���#2 T00520 1.2 ˔

4 corners available

C/G" ������ç12çSC% C/G"����12S���� S01015 0.2 ˔ ˔ ˔

������ç12çS9' ����12S���� S01325 0.2 ˔ ˔ ˔

������ç12çS&) ����12S���� S01535 0.2 ˔ ˔ ˔

������ç12ç5C& ����125���� T01020 0.2 ˔

������ç12ç' ���12'/9 None 0.4 ˔ ˔

������ç12çSC% ���12S���� S01015 0.4 ˔ ˔ ˔ ˔ ˔

������ç12çSC& ���12S���� S01020 0.4 ˔

������ç12çS9' ���12S���� S01325 0.4 ˔ ˔ ˔ ˔ ˔

������ç12çS&) ���12S���� S01535 0.4 ˔ ˔ ˔ ˔ ˔

������ç12ç5C& ���125���� T01020 0.4 ˔

������ç12ç' ���12'/9 None 0.� ˔ ˔

������ç12çSC% ���12S���� S01015 0.� ˔ ˔ ˔ ˔ ˔

������ç12çSC& ���12S���� S01020 0.� ˔

������ç12çS9' ���12S���� S01325 0.� ˔ ˔ ˔ ˔ ˔

������ç12çS&) ���12S���� S01535 0.� ˔ ˔ ˔ ˔ ˔

������ç12ç5#% ���125���� T00515 0.� ˔

������ç12ç5C& ���125���� T01020 0.� ˔

������ç12ç' ���12'/9 None 1.2 ˔ ˔

������ç12çSC% ���12S���� S01015 1.2 ˔ ˔ ˔ ˔ ˔

������ç12çSC& ���12S���� S01020 1.2 ˔

������ç12çS9' ���12S���� S01325 1.2 ˔ ˔ ˔ ˔ ˔

Item /umCer I$ 5
C/@����@ 12.� 4.�6

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
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Item /umCer I$ 5
C/@����@ 12.� 4.�6

ʪ�� degree 3homCic /egatiWe tZpeʫ
R T

R

ＩＣ 90°

80°

100°
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

4 corners available

C/G" ������ç12çS&) C/G"���12S���� S01535 1.2 ˔ ˔ ˔ ˔ ˔

'�
'��
G��
,��

 ������ç12ç5#%  ���125���� T00515 1.2 ˔

 ������ç12ç5C&  ���125���� T01020 1.2 ˔

 ������ç12çSC%  ���12S���� S01015 1.6 ˔ ˔ ˔

 ������ç12çSC&  ���12S���� S01020 1.6 ˔

 ������ç12çS9'  ���12S���� S01325 1.6 ˔ ˔ ˔ ˔

 ������ç12çS&)  ���12S���� S01535 1.6 ˔ ˔ ˔

 ������ç12ç5C&  ���125���� T01020 1.6 ˔

 ������ç12çSC%  ���12S���� S01015 2 ˔ ˔ ˔

 ������ç12çSC&  ���12S���� S01020 2 ˔

 ������ç12çS9'  ���12S���� S01325 2 ˔ ˔ ˔ ˔

 ������ç12çS&)  ���12S���� S01535 2 ˔ ˔ ˔

 ������ç12ç5C&  ���125���� T01020 2 ˔

one side 2 corners available

C/G" ������ç1%ç' C/G"���1%'/9 None 0.4 ˔ ˔

 ������ç1%ç'  ���1%'/9 None 0.� ˔

 ������ç1%ç'  ���1%'/9 None 1.2 ˔

4 corners available
with  wiper

C/G" ������ç12ç8çSC% C/G"���128S���� S01015 0.4 ˔ ˔ ˔

 ������ç12ç8çS&)  ���128S���� S01535 0.4 ˔ ˔ ˔

 ������ç12ç8çSC%  ���128S���� S01015 0.� ˔ ˔ ˔

 ������ç12ç8çS&)  ���128S���� S01535 0.� ˔ ˔ ˔

 ������ç12ç8çSC%  ���128S���� S01015 1.2 ˔ ˔ ˔

 ������ç12ç8çS&)  ���128S���� S01535 1.2 ˔ ˔ ˔

4 corners available

C/.G ������ç'/ç;1 C/.G����'/��;1 None 0.4 ˔

 ������ç'/ç;1  ����'/��;1 None 0.� ˔

1 corner available with 
chipbreaker ʢrake angle 10 ʣ˃

C/.9 ������ç1 ' None 0.4 ˔

 ������ç1 ' None 0.� ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

&��
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#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%
Item /umCer I$ 5
%/@����@ 12.� 4.�6
%/@����@ 12.� 6.35

ʪ�� degree 3homCic /egatiWe tZpeʫ

55°

90°

T
R

IC
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

%/G" ������ç#2 %/G"���#2 T00520 0.4 ˔

'��
'��
G��
,��

������ç#2 ���#2 T00520 0.� ˔

������ç#2 ���#2 T00520 1.2 ˔

4 corners available

%/G" ������ç12çSC% %/G"����12S���� S01015 0.2 ˔ ˔

������ç12çS9' ����12S���� S01325 0.2 ● ˔

������ç12çS&) ����12S���� S01535 0.2 ● ˔

������ç12ç5C& ����125���� T01020 0.2 ˔

������ç12ç' ���12'/9 None 0.4 ˔ ˔

������ç12çSC% ���12S���� S01015 0.4 ● ˔ ● ● ˔

������ç12çSC& ���12S���� S01020 0.4 ˔

������ç12çS9' ���12S���� S01325 0.4 ● ˔ ● ● ˔

������ç12çS&) ���12S���� S01535 0.4 ● ˔ ● ● ˔

������ç12ç5C& ���125���� T01020 0.4 ˔

������ç12ç' ���12'/9 None 0.� ˔ ˔

������ç12çSC% ���12S���� S01015 0.� ● ˔ ● ● ˔

������ç12çSC& ���12S���� S01020 0.� ˔

������ç12çS9' ���12S���� S01325 0.� ● ˔ ● ● ˔

������ç12çS&) ���12S���� S01535 0.� ● ˔ ● ● ˔

������ç12ç5C& ���125���� T01020 0.� ˔

������ç12ç' ���12'/9 None 1.2 ˔

������ç12çSC% ���12S���� S01015 1.2 ● ˔ ● ● ˔

������ç12çSC& ���12S���� S01020 1.2 ˔

������ç12çS9' ���12S���� S01325 1.2 ● ˔ ● ● ˔

������ç12çS&) ���12S���� S01535 1.2 ● ˔ ● ● ˔

������ç12ç5C& ���125���� T01020 1.2 ˔

������ç12çSC% ���12S���� S01015 1.6 ● ˔ ˔ ˔ ˔

������ç12çSC& ���12S���� S01020 1.6 ˔

������ç12çS9' ���12S���� S01325 1.6 ● ˔ ˔ ˔ ˔

������ç12çS&) ���12S���� S01535 1.6 ● ˔ ˔ ˔ ˔

������ç12ç5C& ���125���� T01020 1.6 ˔

������ç12çSC% ���12S���� S01015 2 ˔

������ç12çS9' ���12S���� S01325 2 ˔ ˔

������ç12çS&) ���12S���� S01535 2 ˔

%/G" ������ç12çSC% ����12S���� S01015 0.2 ˔

������ç12çSC% ���12S���� S01015 0.4 ˔

������ç12çS9' ���12S���� S01325 0.4 ˔

˔ɿStandard stock　　˔ɿNew standard stock　 ˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

4 corners available
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ʪ�� degree 3homCic /egatiWe tZpeʫ

55°

90°

T
R

IC
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

4 corners available

%/G"ç������ç12ç5C& %/G"���125���� T01020 0.4 ˔

'��
'��
G��
,��

 ������ç12çSC%  ���12S���� S01015 0.� ˔

 ������ç12çS9'  ���12S���� S01325 0.� ˔

 ������ç12ç5C&  ���125���� T01020 0.� ˔

 ������ç12çSC%  ���12S���� S01015 1.2 ˔

 ������ç12çS9'  ���12S���� S01325 1.2 ˔

 ������ç12ç5C&  ���125���� T01020 1.2 ˔

 ������ç12çSC%  ���12S���� S01015 1.6 ˔

 ������ç12çS9'  ���12S���� S01325 1.6 ˔

 ������ç12ç5C&  ���125���� T01020 1.6 ˔

one side 2 corners available

%/G"ç������ç1%ç' %/G"���1%'/9 None 0.4 ˔

 ������ç1%ç'  ���1%'/9 None 0.� ˔

 ������ç1%ç'  ���1%'/9 None 1.2 ˔

1 corner available with 
chipbreaker ʢrake angle 10 ʣ˃

%/.9 ������ç1 ' None 0.4 ˔

 ������ç1 ' None 0.� ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
%/@����@ 12.� 4.�6
%/@����@ 12.� 6.35

Item /umCer I$ 5
3/@����@ 12.� 3.1�
3/@����@ 12.� 4.�6

ʪ3ound /egatiWe tZpeʫ

90°IC

T
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

(top full-face CBN)

3/G/ç������çS 3/G/���S ;01015 ʵ ˔

'��
/�
-��
-��

(Solid CBN)

3/./ç������çSç5/ 3/./���S5/ T01025 ʵ ˔ ʕ

3/./ç������çSç5/ 3/./���S5/ T01025 ʵ ˔

'��
/��
-��
-��

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
&��
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#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%

ʪ�� degree SRuare /egatiWe tZpeʫ

90° 90°IC

T
R

90°
90°IC

T
R

 SN.NSN("

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

� corners available

S/G" ������ç1&çS9' S/G"����1&S���� S01325 0.2 ˔ ˔ ˔

'��
'��
,��

������ç1&çSC% ���1&S���� S01015 0.4 ˔ ˔

������ç1&çSC& ���1&S���� S01020 0.4 ˔

������ç1&çS9' ���1&S���� S01325 0.4 ˔

������ç1&çS&) ���1&S���� S01535 0.4 ˔ ˔

������ç1&ç5C& ���1&5���� T01020 0.4 ˔

������ç1&çSC% ���1&S���� S01015 0.� ˔ ˔

������ç1&çSC& ���1&S���� S01020 0.� ˔

������ç1&çS9' ���1&S���� S01325 0.� ˔

������ç1&çS&) ���1&S���� S01535 0.� ˔ ˔

������ç1&ç5C& ���1&5���� T01020 0.� ˔

������ç1&çSC% ���1&S���� S01015 1.2 ˔ ˔ ˔

������ç1&çSC& ���1&S���� S01020 1.2 ˔

������ç1&çS9' ���1&S���� S01325 1.2 ˔

������ç1&çS&) ���1&S���� S01535 1.2 ˔ ˔

������ç1&ç5C& ���1&5���� T01020 1.2 ˔

������ç1&çSC% ���1&S���� S01015 1.6 ˔

������ç1&çS9' ���1&S���� S01325 1.6 ˔

������ç1&ç5C& ���1&5���� T01020 1.6 ˔

(Solid CBN)

S/./ ������çS 5/# S/./���S5/# T00525 0.� ˔

ʕ
������çS 5/ ���S5/ T01025 1.2 ˔

S/./ ������çS 5/ S/./���S5/ T01025 0.� ˔

������çS 5/ ���S5/ T01025 1.2 ˔

S/./ ������çS 5/ S/./���S5/ T01025 0.� ˔ '��
'��
'��
,��
/��
/��
/��

������çS 5/' ���S5/' T02025 1.2 ˔

������çS 5/' ���S5/' T02025 1.6 ˔

Item /umCer I$ 5
S/@����@ �.525 3.1�
S/@����@ 12.� 3.1�
S/@����@ 12.� 4.�6

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
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Item /umCer I$ 5
5/@����@ �.525 4.�6
5/@����@ 12.� 4.�6

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

ʪ�� degree 5riangle /egatiWe tZpeʫ
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

6 corners available

5/G" ������ç1)ç' 5/G"����1)'/9 None 0.1 ˔

'��
'��
G��

 ������ç1)çSC%  ����1)S���� S01015 0.1 ˔ ˔ ˔ ˔

 ������ç1)çS9'  ����1)���� S01325 0.1 ˔ ˔ ˔ ˔

 ������ç1)çS&)  ����1)S���� S01535 0.1 ˔ ˔

 ������ç1)ç'  ����1)'/9 None 0.2 ˔ ˔

 ������ç1)çSC%  ����1)S���� S01015 0.2 ˔ ˔ ˔ ˔ ˔

 ������ç1)çS9'  ����1)S���� S01325 0.2 ˔ ˔ ˔ ˔ ˔

 ������ç1)çS&)  ����1)S���� S01535 0.2 ˔ ˔ ˔ ˔

 ������ç1)ç'  ���1)'/9 None 0.4 ˔

 ������ç1)çSC%  ���1)S���� S01015 0.4 ˔ ˔ ˔ ˔ ˔

 ������ç1)çSC&  ���1)S���� S01020 0.4 ˔

 ������ç1)çS9'  ���1)S���� S01325 0.4 ˔ ˔ ˔ ˔ ˔

 ������ç1)çS&)  ���1)S���� S01535 0.4 ˔ ˔ ˔ ˔ ˔ ˔

 ������ç1)ç5C&  ���1)5���� T01020 0.4 ˔

 ������ç1)ç'  ���1)'/9 None 0.� ˔

 ������ç1)çSC%  ���1)S���� S01015 0.� ˔ ˔ ˔ ˔ ˔

 ������ç1)çSC&  ���1)S���� S01020 0.� ●

 ������ç1)çS9'  ���1)S���� S01325 0.� ˔ ˔ ˔ ˔ ˔

 ������ç1)çS&)  ���1)S���� S01535 0.� ˔ ˔ ˔ ˔ ˔ ˔

 ������ç1)ç5C&  ���1)5���� T01020 0.� ˔

 ������ç1)ç'  ���1)'/9 None 1.2 ˔ ˔

 ������ç1)çSC%  ���1)S���� S01015 1.2 ˔ ˔ ˔ ˔ ˔

 ������ç1)çSC&  ���1)S���� S01020 1.2 ●

 ������ç1)çS9'  ���1)S���� S01325 1.2 ˔ ˔ ˔ ˔ ˔

 ������ç1)çS&)  ���1)S���� S01535 1.2 ˔ ˔ ˔ ˔ ˔ ˔

 ������ç1)ç5C&  ���1)5���� T01020 1.2 ˔

 ������ç1)çSC%  ���1)S���� S01015 1.6 ˔ ˔ ˔

 ������ç1)çS9'  ���1)S���� S01325 1.6 ˔ ˔ ˔

 ������ç1)çS&)  ���1)S���� S01535 1.6 ˔ ˔ ˔

 ������ç1)ç5C&  ���1)5���� T01020 1.6 ˔

 ������ç1)çSC%  ���1)S���� S01015 1.2 ˔

 ������ç1)çS&)  ���1)S���� S01535 1.2 ˔

60°

90°IC
T

R TN("

&��
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#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%
Item /umCer I$ 5
5/@����@ 6.35 3.1�
5/@����@ �.525 4.�6

ʪ�� degree 5riangle /egatiWe tZpeʫ
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

one side 3 corners available

5/G" ������ç15ç' 5/G"����15'/9 None 0.2 ˔

'��
'��
G��

������ç15ç' ���15'/9 None 0.4 ˔

������ç15ç' ���15'/9 None 0.� ˔

������ç15ç' ���15'/9 None 1.2 ˔

6 corners available

5/.G ������ç'/ ;1 5/.G��:�'/��;1 None 0.2 ˔

������ç'/ ;1 ����'/��;1 None 0.4 ˔

������ç'/ ;1 ����'/��;1 None 0.� ˔

1 corner available with 
chipbreaker ʢrake angle 10 ʣ˃

5/.9 ������ç1 ' 5/.9���1' None 0.4 ˔

������ç1 ' ���1' None 0.� ˔

(Solid CBN)

5/./ ������çS 5/C 5/./���S5/C

T01025

1.2 ˔

'��
'��

������çS 5/ ���S5/ 0.� ˔

������çS 5/C ���S5/ 1.2 ˔

������çS 5/' ���S5/' T02025 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　 ˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

60°

90°IC

T

R

60°

90°IC

T

R TN.N
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Item /umCer I$ 5
7/@����@ �.525 4.�6

ʪ3� degree 3homCic /egatiWe tZpeʫ

35°

90°

IC
T

R

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

7/G" ������ç#2 7/G"���#2 T00520 0.4 ˔

'��

 ������ç#2  ���#2 T00520 0.� ˔

 ������ç#2  ���#2 T00520 1.2 ˔

4 corners available

7/G" ������ç12çSC% 7/G"����12S���� S01015 0.1 ˔

 ������ç12çS&)  ����12S���� S01535 0.1 ˔

 ������ç12ç'  ����12'/9 None 0.2 ˔

 ������ç12çSC%  ����12S���� S01015 0.2 ˔ ˔ ˔ ˔

 ������ç12çS9'  ����12S���� S01325 0.2 ˔ ˔ ˔ ˔

 ������ç12çS&)  ����12S���� S01535 0.2 ˔ ˔ ˔ ˔

 ������ç12ç5C&  ����125���� T01020 0.2 ˔

 ������ç12ç'  ���12'/9 None 0.4 ˔ ˔

 ������ç12çSC%  ���12S���� S01015 0.4 ˔ ˔ ˔ ˔ ˔

 ������ç12çS9'  ���12S���� S01325 0.4 ˔ ˔ ˔ ˔ ˔

 ������ç12çS&)  ���12S���� S01535 0.4 ˔ ˔ ˔ ˔ ˔

 ������ç12ç5C&  ���125���� T01020 0.4 ˔

 ������ç12ç'  ���12'/9 None 0.� ˔ ˔

 ������ç12çSC%  ���12S���� S01015 0.� ˔ ˔ ˔ ˔ ˔

 ������ç12çS9'  ���12S���� S01325 0.� ˔ ˔ ˔ ˔ ˔

 ������ç12çS&)  ���12S���� S01535 0.� ˔ ˔ ˔ ˔ ˔

 ������ç12ç5C&  ���125���� T01020 0.� ˔

 ������ç12çSC%  ���12S���� S01015 1.2 ˔ ˔ ˔ ˔ ˔

 ������ç12çS9'  ���12S���� S01325 1.2 ˔ ˔ ˔ ˔ ˔

 ������ç12çS&)  ���12S���� S01535 1.2 ˔ ˔ ˔ ˔ ˔

 ������ç12ç5C&  ���125���� T01020 1.2 ˔

one side 2 corners available

7/G" ������ç1%ç' 7/G"����1%'/9 None 0.2 ˔

 ������ç1%ç'  ���1%'/9 None 0.4 ˔

 ������ç1%ç'  ���1%'/9 None 0.� ˔

 ������ç1%ç'  ���1%'/9 None 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

&��

06_総合ｶﾀﾛｸﾞ_2019_vol6_(_英語版.indd   27 2019/05/14   13:23:07



#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%
Item /umCer I$ 5 3elief angle
CC@����@ 6.35 2.3� �˃
CC@��5�@ �.525 3.�� �˃

ʪ�� degree 3homCic PositiWe tZpeʫ
Ｔ

R

R

ＩＣ

7°80°

100°
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

2 corners available

CCG8 ������ç1%ç' CCG8������1%'/9 None 0.2 ˔ ˔

G��
,��

 ������ç1%çSC%  ������1%S���� S01015 0.2 ˔ ˔ ˔

 ������ç1%çS9'  ������1%S���� S01325 0.2 ˔ ˔

 ������ç1%çS&)  ������1%S���� S01535 0.2 ˔ ˔

 ������ç1%ç'  �����1%'/9 None 0.4 ˔

 ������ç1%çSC%  �����1%S���� S01015 0.4 ˔ ˔ ˔

 ������ç1%çS9'  �����1%S���� S01325 0.4 ˔ ˔

 ������ç1%çS&)  �����1%S���� S01535 0.4 ˔ ˔

 ������ç1%ç'  �����1%'/9 None 0.� ˔

 ������ç1%çSC%  �����1%S���� S01015 0.� ˔ ˔ ˔

 ������ç1%çS9'  �����1%S���� S01325 0.� ˔ ˔ ˔

 ������ç1%çS&)  �����1%S���� S01535 0.� ˔ ˔ ˔

 ������ç1%ç5&&  �����1%5���� T01520 0.� ˔

CCG8 ��5���ç1%ç' CCG8������1%'/9 None 0.2 ˔ ˔

 ��5���ç1%çSC%  ������1%S���� S01015 0.2 ˔ ˔ ˔

 ��5���ç1%çS9'  ������1%S���� S01325 0.2 ˔ ˔ ˔

 ��5���ç1%çS&)  ������1%S���� S01535 0.2 ˔ ˔ ˔

 ��5���ç1%ç'  �����1%'/9 None 0.4 ˔ ˔

 ��5���ç1%çSC%  �����1%S���� S01015 0.4 ˔ ˔ ˔

 ��5���ç1%çS9'  �����1%S���� S01325 0.4 ˔ ˔ ˔

 ��5���ç1%çS&)  �����1%S���� S01535 0.4 ˔ ˔ ˔

 ��5���ç1%ç'  �����1%'/9 None 0.� ˔

 ��5���ç1%çSC%  �����1%S���� S01015 0.� ˔ ˔

 ��5���ç1%çS9'  �����1%S���� S01325 0.� ˔ ˔ ˔

 ��5���ç1%çS&)  �����1%S���� S01535 0.� ˔ ˔ ˔

 ��5���ç1%ç'  �����1%'/9 None 1.2 ˔

 ��5���ç1%çSC%  �����1%S���� S01015 1.2 ˔

 ��5���ç1%çS9'  �����1%S���� S01325 1.2 ˔

1 corner available

CC.8 ��5��� � None 0.1 ˔

 ��5��� � None 0.2 ˔

 ��5��� � None 0.4 ˔

 ��5��� � None 0.� ˔

1 corner available 
with 3D chipbreaker 

ʢrake angle 10 ʣ˃

CC.5 ������ç1# ' None 0.1 ˔

G��
,��

 ������ç1# ' None 0.2 ˔

 ������ç1# ' None 0.4 ˔

 ��5���ç1# ' None 0.1 ˔

 ��5���ç1# ' None 0.2 ˔

 ��5���ç1# ' None 0.4 ˔

1 corner available with 
chipbreaker ʢrake angle 10 ʣ˃

 ��5���ç1 ' None 0.2 ˔

 ��5���ç1 ' None 0.4 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
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Item /umCer I$ 5 3elief angle
%C@����@ 6.35 2.3� �˃
%C@��5�@ �.525 3.�� �˃

ʪ�� degree 3homCic PositiWe tZpeʫ

55˃ �˃

̧

̩
IC

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

2 corners available

%CG8 ������ç1%ç' %CG8������1%'/9 None 0.2 ˔

G��
G��

 ������ç1%çSC%  ������1%S���� S01015 0.2 ˔

 ������ç1%çS&)  ������1%S���� S01535 0.2 ˔

 ������ç1%ç'  �����1%'/9 None 0.4 ˔ ˔

 ������ç1%çSC%  �����1%S���� S01015 0.4 ˔

 ������ç1%çS&)  �����1%S���� S01535 0.4 ˔

 ������ç1%ç'  �����1%'/9 None 0.� ˔

 ������ç1%çSC%  �����1%S���� S01015 0.� ˔ ˔

 ������ç1%çS9'  �����1%S���� S01325 0.� ˔

 ������ç1%çS&)  �����1%S���� S01535 0.� ˔

%CG8 ��5���ç1%çSC% %CG8������1%S���� S01015 0.1 ˔

 ��5���ç1%ç'  ������1%'/9 None 0.2 ˔ ˔

 ��5���ç1%çSC%  ������1%S���� S01015 0.2 ˔ ˔ ˔ ˔

 ��5���ç1%çS9'  ������1%S���� S01325 0.2 ˔ ˔ ˔

 ��5���ç1%çS&)  ������1%S���� S01535 0.2 ˔ ˔ ˔

 ��5���ç1%ç'  �����1%'/9 None 0.4 ˔ ˔

 ��5���ç1%çSC%  �����1%S���� S01015 0.4 ˔ ˔ ˔ ˔

 ��5���ç1%çS9'  �����1%S���� S01325 0.4 ˔ ˔ ˔

 ��5���ç1%çS&)  �����1%S���� S01535 0.4 ˔ ˔ ˔

 ��5���ç1%ç5C%  �����1%5���� T01015 0.4 ˔

 ��5���ç1%ç'  �����1%'/9 None 0.� ˔

 ��5���ç1%çSC%  �����1%S���� S01015 0.� ˔ ˔

 ��5���ç1%çS9'  �����1%S���� S01325 0.� ˔ ˔

 ��5���ç1%çS&)  �����1%S���� S01535 0.� ˔ ˔

 ��5���ç1%çSC%  �����1%S���� S01015 1.2 ˔

2 corners available

%C.5 ��5���ç'/ç".� � None 0.1 ˔

 ��5���ç'/ç".� � None 0.2 ˔

 ��5���ç'/ç".� � None 0.4 ˔

1 corner available

%C.8 ��5��� � None 0.1 ˔

 ��5��� � None 0.2 ˔

 ��5��� � None 0.4 ˔

 ��5��� � None 0.� ˔

1 corner available 
with 3D chipbreaker 

ʢrake angle 10 ʣ˃

%C.5 ������ç1# ' None 0.1 ˔

 ������ç1# ' None 0.2 ˔

 ��5���ç1# ' None 0.1 ˔

 ��5���ç1# ' None 0.2 ˔

 ��5���ç1# ' None 0.4 ˔

1 corner available with 
chipbreaker ʢrake angle 10 ʣ˃

%C.5 ������ç1 ' None 0.1 ˔

 ������ç1 ' None 0.2 ˔

 ��5���ç1 ' None 0.2 ˔

 ��5���ç1 ' None 0.4 ˔
˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
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#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%
Item /umCer I$ 5 3elief angle
S1@����@ �.525 3.1� 11˃
SC@��5�@ �.525 3.�� �˃

ʪ�� degree SRuare PositiWe tZpeʫ
T

�˃

IC

R
�0˃�0˃

11˃

̧
̩

IC

SP(N SC(8

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�
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#�
�
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�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

4 corners available

S1G/ ������ç12çSC% S1G/���12S���� S01015 0.4 ˔ ˔

�

������ç12çSC& ���12S���� S01020 0.4 ●

������ç12çS&) ���12S���� S01535 0.4 ˔ ˔

������ç12ç5C& ���125���� T01020 0.4 ˔

S1G/ ������ç12çSC% S1G/���12S���� S01015 0.� ˔ ˔

������ç12çSC& ���12S���� S01020 0.� ●

������ç12çS&) ���12S���� S01535 0.� ˔ ˔

������ç12ç5C& ���125���� T01020 0.� ˔

S1G/ ������ç12çSC% S1G/���12S���� S01015 1.2 ˔ ˔

������ç12çSC& ���12S���� S01020 1.2 ˔

������ç12çS&) ���12S���� S01535 1.2 ˔ ˔

������ç12ç5C& ���125���� T01020 1.2 ˔

SCG8 ��5���ç12ç;C% SCG8�����12;���� ;01015 0.4 ˔

��5���ç12ç;C% �����12;���� ;01015 0.� ˔

˔ɿStandard stock　　˔ɿNew standard stock　 ˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)
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Item /umCer I$ 5 3elief angle
51@����@ 6.35 3.1� 11˃
51@����@ �.525 3.1� 11˃

ʪ�� degree 5riangle PositiWe tZpeʫ
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
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�
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�
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�
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�
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�
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�

3 corners available

51G/ ������ç15çSC% 51G/����15S���� S01015 0.2 ˔

�

 ������ç15çSC&  ����15S���� S01020 0.2 ˔

 ������ç15çS9'  ����15S���� S01325 0.2 ˔ ˔

 ������ç15çS&)  ����15S���� S01535 0.2 ˔ ˔

 ������ç15çSC%  ���15S���� S01015 0.4 ˔ ˔

 ������ç15çSC&  ���15S���� S01020 0.4 ˔

 ������ç15çS9'  ���15S���� S01325 0.4 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.4 ˔ ˔

 ������ç15ç5C&  ���155���� T01020 0.4 ˔

 ������ç15çSC%  ���15S���� S01015 0.� ˔ ˔

 ������ç15çSC&  ���15S���� S01020 0.� ˔

 ������ç15çS9'  ���15S���� S01325 0.� ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.� ˔ ˔

 ������ç15ç5C&  ���155���� T01020 0.� ˔

 ������ç15çSC%  ���15S���� S01015 1.2 ˔ ˔

 ������ç15çSC&  ���15S���� S01020 1.2 ˔

 ������ç15çS9'  ���15S���� S01325 1.2 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 1.2 ˔ ˔

 ������ç15ç5C&  ���155���� T01020 1.2 ˔

51G/ ������ç15çSC% 51G/����15S���� S01015 0.2 ˔ ˔

 ������ç15çS9'  ����15S���� S01325 0.2 ˔ ˔

 ������ç15çS&)  ����15S���� S01535 0.2 ˔ ˔

 ������ç15çSC%  ���15S���� S01015 0.4 ˔ ˔

 ������ç15çSC&  ���15S���� S01020 0.4 ˔

 ������ç15çS9'  ���15S���� S01325 0.4 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.4 ˔ ˔

 ������ç15ç5C&  ���155���� T01020 0.4 ˔

 ������ç15çSC%  ���15S���� S01015 0.� ˔ ˔

 ������ç15çSC&  ���15S���� S01020 0.� ˔

 ������ç15çS9'  ���15S���� S01325 0.� ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.� ˔ ˔

 ������ç15ç5C&  ���155���� T01020 0.� ˔

 ������ç15çSC%  ���15S���� S01015 1.2 ˔ ˔

 ������ç15çSC&  ���15S���� S01020 1.2 ˔

 ������ç15çS9'  ���15S���� S01325 1.2 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 1.2 ˔ ˔

 ������ç15ç5C&  ���155���� T01020 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Ｔ

11°

60°
IC

R

&��
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#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%
Item /umCer I$ 5 3elief angle
51@����@ 5.56 2.3� 11˃
51@����@ 6.35 3.1� 11˃

ʪ�� degree 5riangle PositiWe tZpeʫ
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

3 corners available

51G8 ������ç15çSC% 51G%����15S���� S01015 0.2 ˔ ˔

,��
,��
,��

 ������ç15çS9'  ����15S���� S01325 0.2 ˔ ˔

 ������ç15çS&)  ����15S���� S01535 0.2 ˔ ˔

 ������ç15çSC%  ���15S���� S01015 0.4 ˔ ˔

 ������ç15çS9'  ���15S���� S01325 0.4 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.4 ˔ ˔

 ������ç15çSC%  ���15S���� S01015 0.� ˔ ˔

 ������ç15çS9'  ���15S���� S01325 0.� ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.� ˔ ˔

 ������ç15çSC%  ���15S���� S01015 1.2 ˔ ˔

 ������ç15çS9'  ���15S���� S01325 1.2 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 1.2 ˔ ˔

51G8 ������ç15çSC% 51G8����15S���� S01015 0.2 ˔ ˔ ˔

 ������ç15çS9'  ����15S���� S01325 0.2 ˔ ˔

 ������ç15çS&)  ����15S���� S01535 0.2 ˔ ˔ ˔

 ������ç15ç5C&  ����155���� T01020 0.2 ˔

 ������ç15çSC%  ���15S���� S01015 0.4 ˔ ˔ ˔

 ������ç15çS9'  ���15S���� S01325 0.4 ˔ ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.4 ˔ ˔ ˔

 ������ç15ç5C&  ���155���� T01020 0.4 ˔

 ������ç15ç5&%  ���155���� T01515 0.4 ˔ ˔

 ������ç15çSC%  ���15S���� S01015 0.� ˔ ˔ ˔

 ������ç15çS9'  ���15S���� S01325 0.� ˔ ˔ ˔

 ������ç15çS&)  ���15S���� S01535 0.� ˔ ˔ ˔

 ������ç15ç5C&  ���155���� T01020 0.� ˔

 ������ç15ç5&%  ���155���� T01515 0.� ˔

 ������ç15çSC%  ���15S���� S01015 1.2 ˔ ˔

 ������ç15çS9'  ���15S���� S01325 1.2 ˔ ˔

 ������ç15çS&)  ���15S���� S01535 1.2 ˔ ˔

 ������ç15ç5C&  ���155���� T01020 1.2 ˔

 ������ç15ç5&%  ���155���� T01515 1.2 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

60˃

11˃
̧

̩
IC

&��

̚

#*
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Item /umCer I$ 5 3elief angle
51@����@ 5.56 2.3� 11˃
51@����@ 6.35 3.1� 11˃
5#@����@ 3.�� 1.5� 5˃ʪ�� degree 5riangle PositiWe tZpeʫ

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

3 corners available

51.) ������ç'3ç'� 51.)��:�'3��'� None 0.2 ˔

,��
,��
,��

 ������ç'3ç'�  ����'3��'� None 0.4 ˔

1 corner available 
with 3D chipbreaker 

ʢrake angle 10 ʣ˃

51.5 ������ç1#ç' � None 0.1 ˔

 ������ç1#ç' � None 0.2 ˔

 ������ç1#ç' � None 0.4 ˔

 ������ç1#ç' � None 0.1 ˔

 ������ç1#ç' � None 0.2 ˔

 ������ç1#ç' � None 0.4 ˔

1 corner available with 
chipbreaker ʢrake angle 10 ʣ˃

51.5 ������ç1 ' � None 0.2 ˔

 ������ç1 ' � None 0.4 ˔

 ������ç1 ' � None 0.2 ˔

 ������ç1 ' � None 0.4 ˔

3 corners available

5#G/ ������çS S/C% 5#G/��:SS/���� S01015 0.2 ˔

� ������çS S/C%  ���SS/���� S01015 0.4 ˔

 ������çS S/C%  ���SS/���� S01015 0.� ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

R

T

ＩＣ

60°

5°
0.6以上

T#(

60˃

11˃
̧

̩

IC

 TP@ @

&��

06_総合ｶﾀﾛｸﾞ_2019_vol6_(_英語版.indd   33 2019/05/14   13:23:10



#*%&.*CSʢ#ra[edʣɾC#/ɾ1C%
Item /umCer I$ 5 3elief angle
7#@����@ 6.35 3.1� 5˃
7#@����@ �.525 4.�6 5˃
7C@����@ 4.�6 2.3� �˃ʪ3� degree 3homCic PositiWe tZpeʫ

Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3
BI%&.I$S

ʢ$oatedʣ
$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

2 corners available

7#G8 ������ç1%ç' 7#G8����1%'/9 None 0.2 ˔

�

������ç1%çSC% ����1%S���� S01015 0.2 ˔ ˔

������ç1%çS9' ����1%S���� S01325 0.2 ˔ ˔

������ç1%çS&) ����1%S���� S01535 0.2 ˔ ˔

������ç1%ç' ���1%'/9 None 0.4 ˔

������ç1%çSC% ���1%S���� S01015 0.4 ˔ ˔

������ç1%çS9' ���1%S���� S01325 0.4 ˔ ˔

������ç1%çS&) ���1%S���� S01535 0.4 ˔ ˔

������ç1%ç5C& ���1%5���� T01020 0.4 ˔

������ç1%çSC% ���1%S���� S01015 0.� ˔

������ç1%çS9' ���1%S���� S01325 0.� ˔

������ç1%çS&) ���1%S���� S01535 0.� ˔

������ç1%ç5C& ���1%5���� T01020 0.� ˔

������ç1%çSC% ���1%S���� S01015 1.2 ˔

������ç1%çS9' ���1%S���� S01325 1.2 ˔

������ç1%çS&) ���1%S���� S01535 1.2 ˔

������ç1%ç5C& ���1%5���� T01020 1.2 ˔

7#G8 ������ç1%çSC% 7#G8����1%S���� S01015 0.2 ˔

������ç1%çS9' ����1%S���� S01325 0.2 ˔

������ç1%çS&) ����1%S���� S01535 0.2 ˔

������ç1%çSC% ���1%S���� S01015 0.4 ˔

������ç1%çS9' ���1%S���� S01325 0.4 ˔

������ç1%çS&) ���1%S���� S01535 0.4 ˔

������ç1%çSC% ���1%S���� S01015 0.� ˔ ˔

������ç1%çS9' ���1%S���� S01325 0.� ˔ ˔

������ç1%çS&) ���1%S���� S01535 0.� ˔ ˔

������ç1%çSC% ���1%S���� S01015 1.2 ˔

������ç1%çS9' ���1%S���� S01325 1.2 ˔

������ç1%çS&) ���1%S���� S01535 1.2 ˔

7CG8 ������ç1%çSC% 7CG8��������1%S���� S01015 0.2 ˔

������ç1%çS9' ��������1%S���� S01325 0.2 ˔

������ç1%çSC% �������1%S���� S01015 0.4 ˔

������ç1%çS9' �������1%S���� S01325 0.4 ˔

������ç1%çSC% �������1%S���� S01015 0.� ˔

������ç1%çS9' �������1%S���� S01325 0.� ˔

˔ɿStandard stock　　˔ɿNew standard stock　 ˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

35˃
5˃

̧
̩

IC

35˃
�˃

̧
̩

IC
7#@ @ 7C@ @
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Item /umCer I$ 5 3elief angle
7C@����@ 6.35 3.1� �˃
7C@����@ �.525 4.�6 �˃

ʪ'or .achining .ill 3ollsʫ
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3

BI%&.I$S
ʢ$oatedʣ

$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

(Top full-face  CBN)

3#G9ç��çS � S01015 ʵ ˔

�

3#G9ç��çS � S01015 ʵ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

ʪ3� degree 3homCic PositiWe tZpeʫ
Steel P

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel .
Cast Iron , ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N ˔ ˔ ˔
Heat 3esistant "lloy S ˔
Hardened .aterial H ˔ ˔ ˔ ˔ ˔ ˔

Shape IS0 Item /umCer Inch Item /umCer &dge Prep� 3
BI%&.I$S

ʢ$oatedʣ
$B/ʢBra[edʣ
ʢ$oatedʣ $B/ʢBra[edʣ

%i
am

on
d

$o
at

in
g

P$% 'or applicaCle 
holder 

see pages�+1
�

#�
�

#�
,

#�
,

#�
�

#�
�

#�
�

#�
�

#�
�

#�
�

6C
�

1%
�

1%
�

2 corners available

7CG8 ������ç1%çSC% 7CG8����1%S���� S01015 0.2 ˔ ˔

G��
G��
G��

 ������ç1%çS&)  ����1%S���� S01535 0.2 ˔ ˔

 ������ç1%çSC%  ���1%S���� S01015 0.4 ˔ ˔

 ������ç1%çS&)  ���1%S���� S01535 0.4 ˔ ˔

 ������ç1%çSC%  ���1%S���� S01015 0.� ˔ ˔

 ������ç1%çS&)  ���1%S���� S01535 0.� ˔ ˔

 ������ç1%çSC%  ���1%S���� S01015 1.2 ˔ ˔

 ������ç1%çS&)  ���1%S���� S01535 1.2 ˔ ˔

7CG8ç������ç1%çSC% 7CG8����1%S���� S01015 0.2 ˔

 ������ç1%çS&)  ����1%S���� S01535 0.2 ˔

 ������ç1%çSC%  ���1%S���� S01015 0.4 ˔ ˔

 ������ç1%çS&)  ���1%S���� S01535 0.4 ˔ ˔

 ������ç1%ç5C&  ���1%5���� T01020 0.4 ˔

 ������ç1%çSC%  ���1%S���� S01015 0.� ˔ ˔

 ������ç1%çS&)  ���1%S���� S01535 0.� ˔ ˔

 ������ç1%ç5C&  ���1%5���� T01020 0.� ˔

 ������ç1%çSC%  ���1%S���� S01015 1.2 ˔ ˔

 ������ç1%çS&)  ���1%S���� S01535 1.2 ˔ ˔

 ������ç1%ç5C&  ���1%5���� T01020 1.2 ˔

1 corner available

7C.8 ������ � None 0.1 ˔

 ������ � None 0.2 ˔

 ������ � None 0.4 ˔
˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

35˃
�˃

̧
̩

IC

&��
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CarCide

ʪ�� degree 3homCic /egatiWe tZpeʫ
R

T

R

ＩＣ 90°

80°

100°
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

6-

C/GG ������ç'/ 6- C/GG���'/6- 0.4 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

'�
'��
G��
,��

 ������ç'/ 6-  ���'/6- 0.� ˔ ˔ ˔

(

C/.G ������çG C/.G����G 0.� ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������çG  ����G 1.2 ˔

 ������çG  ����G 1.6 ˔

;�

C/.G ������ç5/# ;�  ����5/#�;� 0.� ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

;P

C/GG ������ç'/ ;1 C/GG����'/��;1 0.4 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç'/ ;1  ����'/��;1 0.� ˔ ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
C/@���� 12.� 4.�6

ʪ�� degree 3homCic /egatiWe tZpeʫ
R
T

ＩＣ 90°

55°

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

(

%/.G ������çG %/.G����G 0.4 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

'��
'��
G��
,��

 ������çG  ����G 0.� ˔

 ������çG  ����G 1.2 ˔

(

%/.G ������ç5/ G %/.G����5/��G 0.4 ˔

;�

%/.G ������ç5/# ;� %/.G����5/#�;� 0.� ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

;P

%/GG ������ç'/ ;1 %/GG����'/��;1 0.4 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç'/ ;1  ����'/��;1 0.� ˔ ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
%/@���� 12.� 4.�6

&��

̚

Ca
rC

id
e

/
eg

at
iW

e 
ty

Qe
1o

sit
iW
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ʪ�� degree SRuare /egatiWe tZpeʫ
R T

ＩＣ 90° 90°

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

(

S/.Gç������çG S/.G����G 0.� ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

'��
'��
,��

S/.Gç������çG S/.G����G 1.2 ˔

S/.Gç������çG S/.G����G 1.6 ˔

;�

S/.Gç������ç5/#ç;� S/.G����5/#�;� 0.� ˔ ˔
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
S/@���� 12.� 4.�6

ʪ�� degree 5riangle /egatiWe tZpeʫ
60°

90°

ＩＣ

Ｒ

Ｔ
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

(

5/.G ������ G 5/.G����G 0.� ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

'��
'��
G��

 ������ G  ����G 1.2 ˔

;�

5/.G ������ 5/# ;�  ����5/#�;� 0.4 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ 5/# ;�  ����5/#�;� 0.� ˔ ˔

;P

5/GG ������ '/ ;1 5/GG��:�'/��;1 0.2 ˔ ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ '/ ;1  ����'/��;1 0.4 ˔ ˔ ˔ ˔ ˔

 ������ '/ ;1  ����'/��;1 0.� ˔ ˔ ˔ ˔

C
R-hand shown

5/GG ������ '  C 5/GG��:�' ��C 0.2 R
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

D1
R-hand shown

5/&G ������ '  %� 0.2 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (ᶱ/rev)

D
ep

th
 o

f c
ut

 (ᶱ
)

 ������ '  %� 0.4 ˔

 ������ '  %� 0.� ˔

DA
R-hand shown

5/GG ������ '  %" 5/GG���C' ��%" 0.1 R R
0.40.20.1

0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

U2
R-hand shown

5/GG ������ '  6� 5/GG���C' ��6� 0.1 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ '  6�  ��:�' ��6� 0.2 ˔ ˔
 ������ '  6�  ����' ��6� 0.4 ˔ ˔
 ������ '  6�  ����' ��6� 0.� ˔

UL

5/GG ������. '/ 6- 5/GG����.'/6- �0.0� ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������. '/ 6-  ����.'/6- �0.1� ˔ ˔ ˔ ˔
 ������. '/ 6-  ���.'/6- �0.3� ˔ ˔ ˔ ˔
 ������. '/ 6-  ���.'/6- �0.�� ˔ ˔ ˔ ˔

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
5/@���� �.525 4.�6

＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specipes that the radius is less than R�0.1, R�0.2 or R�0.4 respectively. &��
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CarCide

ʪ3� degree 3homCic /egatiWe tZpeʫ

7N@ @

90°

35°

ＩＣ

Ｒ

Ｔ
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

AM1

7/.Gç������ç5/#ç".� ����5/#�".� 0.4 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

'��

������ç5/#ç".� ����5/#�".� 0.� ˔ ˔

G

7/.Gç������çG 7/.G����G 0.4 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������çG ����G 0.� ˔

������çG ����G 1.2 ˔

;P

7/GGç������ç'/ ;1 7/GG��:�'/��;1 0.2 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������ç'/ ;1 ����'/��;1 0.4 ˔ ˔

������ç'/ ;1 ����'/��;1 0.� ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5
7/@���� �.525 4.�6

ʪ�� degree )eYagon /egatiWe tZpeʫ

8N@ @

80°

ＩＣ

Ｒ

Ｔ
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

G

8/.G ������çG 8/.G����G 0.� ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

'��
,��

������çG ����G 1.2 ˔

;5

8/.G ������ç5/# ;� 8/.G����5/#�;� 0.� ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������ç5/# ;� ����5/#�;� 1.2 ˔ ˔

;P

8/GG ������ç'/ ;1 8/GG����'/��;1 0.4 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������ç'/ ;1 ����'/��;1 0.� ˔ ˔ ˔

UL

8/GG ������ç'/ 6- 8/GG���'/6- 0.4 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������ç'/ 6- ���'/6- 0.� ˔ ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　 ˒ɿStandard stock (Speciped)

Item /umCer I$ 5
8/@���� 12.� 4.�6

&��

̚

Ca
rC

id
e

/
eg

at
iW

e 
ty

Qe
1o

sit
iW
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ty
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In

de
x

Item /umCer I$ 5 3elief angle
CC@���� 6.35 2.3� �˃
CC@��5� �.525 3.�� �˃ʪ�� degree 3homCic PositiWe tZpeʫ

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

AM3

CCG5 ������ '/ ".� 0.03 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
,��

 ������ '/ ".� 0.2 ˔ ˔

 ������ '/ ".� 0.4 ˔

 ������. '/ ".� �0.0� ˔ ˔ ˔ ˔

 ������. '/ ".� �0.1� ˔ ˔ ˔ ˔

 ������. '/ ".� �0.3� ˔ ˔ ˔ ˔

CCG5 ��5��� '/ ".� 0.03 ˔ ˔ ˔

 ��5��� '/ ".� 0.2 ˔ ˔

 ��5��� '/ ".� 0.4 ˔ ˔

 ��5���. '/ ".� �0.0� ˔ ˔ ˔ ˔ ˔ ˔

 ��5���. '/ ".� �0.1� ˔ ˔ ˔ ˔ ˔ ˔

 ��5���. '/ ".� �0.3� ˔ ˔ ˔ ˔ ˔ ˔

CC.5 ������ '/ ".� 0.2 ˔

 ������ '/ ".� 0.4 ˔

CC.5 ��5��� '/ ".� 0.2 ˔

 ��5��� '/ ".� 0.4 ˔

 ��5��� '/ ".� 0.� ˔

A;� 

CCG5 ������ ";� 0.03 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
) ������. ";� �0.0� ˔

 ������. ";� �0.1� ˔
CCG5 ��5��� ";� 0.03 ˔ ˔ ˔ ˔
 ��5���. ";� �0.0� ˔ ˔ ˔ ˔
 ��5���. ";� �0.1� ˔ ˔ ˔ ˔
 ��5���. ";� �0.3� ˔ ˔ ˔ ˔

A;�

CC.5 ������ &/" ";� 0.2 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
) ������ &/# ";� 0.4 ˔

 ������ &/# ";� 0.� ˔
CC.5 ��5��� &/" ";� 0.2 ˔
 ��5��� &/# ";� 0.4 ˔
 ��5��� &/# ";� 0.� ˔

F1
R-hand shown

CCG5 ������ '  '� 0.1 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ '  '� 0.2 R R R

 ������ '  '� 0.4 R R R

CCG5 ��5��� '  '� 0.2 R R R

 ��5��� '  '� 0.4 R R R

KHG

CC&5 �������  ,)G 0.05 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 �������  ,)G 0.0� ˔

 �������  ,)G 0.1� ˔
 ������  ,)G 0.2 ˔

CC&5 ��5����  ,)G 0.05 ˔ R

 ��5����  ,)G 0.0� ˔ R

 ��5����  ,)G 0.1� ˔ R
 ��5���  ,)G 0.2 ˔ R

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

Ｔ
R

R

ＩＣ

7°80°

100°

＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specipes that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.

&��
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CarCide
Item /umCer I$ 5 3elief angle
CC@���� 6.35 2.3� �˃
CC@��5� �.525 3.�� �˃ʪ�� degree 3homCic PositiWe tZpeʫ

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

S
L-hand shown

CCG5 ������  S 0.03 ˔ ˔ R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
,��

 ������  S 0.1 ˔ ˔

 ������  S 0.2 ˔ ˔

 ������.  S �0.0� R R

 ������.  S �0.1� R R

CCG5 ��5���  S 0.03 R ˔ R R

 ��5���  S 0.1 ˔ R ˔

 ��5���  S 0.2 R R ˔

 ��5���  S 0.4 R

 ��5���.  S �0.0� R R R

 ��5���.  S �0.1� R R R

 ��5���.  S �0.3� R R R

UɾU1
R-hand shown

CCG5 ������  6 0.03 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
) ������  6 0.1 ˔ R

 ������  6 0.2 ˔ R

CCG5 ��5���  6� 0.03 ˔ R R

 ��5���  6� 0.1 ˔ R R

 ��5���  6� 0.2 ˔ R R

 ��5���  6� 0.4 ˔ R R

CL  ˞ 2

CCG5 ������. C- �0.0� ˔ ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
) ������. C- �0.1� ˔ ˔ ˔ ˔ ˔

 ��5��� C- 0.03 ˔ ˔

 ��5���. C- �0.0� ˔ ˔ ˔ ˔ ˔

 ��5���. C- �0.1� ˔ ˔ ˔ ˔ ˔

 ��5���. C- �0.3� ˔ ˔ ˔ ˔ ˔

:L

CCG5 ��5��� :- 0.03 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ��5���. :- 0.0� ˔ ˔ ˔ ˔ ˔

 ��5���. :- 0.1� ˔ ˔ ˔ ˔ ˔

 ��5���. :- 0.3� ˔ ˔ ˔ ˔ ˔

 ��5���. :- 0.�� ˔ ˔ ˔ ˔ ˔

without
chipbreaker

CCG8 ������ '/ 0.03 ˔

�

 ������ '/ 0.1 ˔

 ������ ) . 0.03 ˔

 ������ ) . 0.1 ˔

 ������ ) . 0.2 ˔

CCG8 ��5��� '/ 0.03 ˔

 ��5��� '/ 0.1 ˔

 ��5��� ) . 0.03 ˔

 ��5��� ) . 0.1 ˔

 ��5��� ) . 0.2 ˔

 ��5���. 1 . �0.1� ˔

 ��5�� 7 . 0.0 ˔

 ��5��� 1 . 0.1 ˔

 ��5��� 1 . 0.2 ˔

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Specip ed)

Ｔ
R

R

ＩＣ

7°80°

100°

＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specip es that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.

˞2 The specifications of CL chipbreaker are slightly different from the above dimensions, but it 
has no problem for machining.
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Item /umCer I$ 5 3elief angle
C1@���� 4.�6 1.5� 11˃
C1@���� 6.35 2.3� 11˃

Item /umCer I$ 5 3elief angle
C1@���� �.�4 2.3� 11˃
C1@���� �.525 3.1� 11˃ʪ�� degree 3homCic PositiWe tZpeʫ

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

AM5

C1G) ������ç'/ ".� C1G1��:�'/��".� 0.2 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

,��
,��

C1G) ������ç'/ ".� C1G1��:�'/��".� 0.2 ˔ ˔

C1G) ������ç'/ ".� C1G.��:�'/��".� 0.2 ˔ ˔

 ������ç'/ ".�  ����'/��".� 0.4 ˔ ˔

 ������ç'/ ".�  ����'/��".� 0.� ˔ ˔

AɾA1
L-hand shown

C1G) ������ç'  "� C1G1��:�' ��"� 0.2 L L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

A1

A

 ������ç'  "�  ����' ��"� 0.4 L L

C1G) ������ç'  " C1G1��:�' ��" 0.2 L L

 ������ç'  "  ����' ��" 0.4 L L

C1G) ������ç'  " C1G1��:�' ��" 0.2 L L

 ������ç'  "  ����' ��" 0.4 L L

F1
R-hand shown

C1G) ������ç'  '� 0.1 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç'  '� 0.2 R R R

 ������ç'  '� 0.4 R R R

C1G) ������ç'  '� 0.2 R R R

 ������ç'  '� 0.4 R R R

S
L-hand shown

C1G) ������ç  S 0.1 L L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç  S 0.2 L L

 ������ç  S 0.4 L L

C1G) ������ç  S 0.2 L L

 ������ç  S 0.4 L L

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

R
T

R

ＩＣ

11°80°

100°

&��
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CarCide

ʪ�� degree 3homCic PositiWe tZpeʫ

55˃ �˃

̧

̩

IC
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

AM3

%CG5 ������ '/ ".� 0.03 ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��

������ '/ ".� 0.1 ˔ ˔
������ '/ ".� 0.2 ˔ ˔
������ '/ ".� 0.4 ˔ ˔
������. '/ ".� �0.0� ˔ ˔ ˔ ˔
������. '/ ".� �0.1� ˔ ˔ ˔ ˔
������. '/ ".� �0.3� ˔ ˔ ˔ ˔

%CG5 ��5��� '/ ".� 0.03 ˔ ˔ ˔ ˔
��5��� '/ ".� 0.2 ˔ ˔ ˔
��5��� '/ ".� 0.4 ˔ ˔ ˔
��5���. '/ ".� �0.0� ˔ ˔ ˔ ˔ ˔ ˔
��5���. '/ ".� �0.1� ˔ ˔ ˔ ˔ ˔ ˔
��5���. '/ ".� �0.3� ˔ ˔ ˔ ˔ ˔ ˔

%C.5 ������ '/ ".� 0.2 ˔
������ '/ ".� 0.4 ˔

%C.5 ��5��� '/ ".� 0.2 ˔
��5��� '/ ".� 0.4 ˔
��5��� '/ ".� 0.� ˔

AM9

%CG5 ������. ".9 �0.0� ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������. ".9 �0.1� ˔ ˔ ˔
������. ".9 �0.3� ˔ ˔ ˔

%CG5 ��5���. ".9 �0.0� ˔ ˔ ˔
��5���. ".9 �0.1� ˔ ˔ ˔
��5���. ".9 �0.3� ˔ ˔ ˔

A;� 

%CG5 ������ ";� 0.03 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)������. ";� �0.0� ˔

������. ";� �0.1� ˔
%CG5 ��5��� ";� 0.03 ˔ ˔ ˔ ˔

��5���. ";� �0.0� ˔ ˔ ˔ ˔
��5���. ";� �0.1� ˔ ˔ ˔ ˔
��5���. ";� �0.3� ˔ ˔ ˔ ˔
��5��� ";� 0.� ˔ ˔ ˔

A;�

%C.5 ������ &/" ";� 0.2 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������ &/# ";� 0.4 ˔
������ &/# ";� 0.� ˔

%C.5 ��5��� &/" ";� 0.2 ˔
��5��� &/# ";� 0.4 ˔
��5��� &/# ";� 0.� ˔

AT

%C&5 ��5���. "5 �0.0� R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

��5���. "5 �0.1� R

KHG

%C&5 ������� ,)G 0.05 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)������� ,)G 0.0� ˔

������� ,)G 0.1� ˔
������ ,)G 0.2 ˔

%C&5 ��5���� ,)G 0.05 ˔ R
��5���� ,)G 0.0� ˔ R
��5���� ,)G 0.1� ˔ R
��5��� ,)G 0.2 ˔ R

UHG
R-hand shown

%C&5 ������� 6)G 0.0� R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
送　り (㎜/rev)

(㎜
)

切
込
み

%C&5 ��5���� 6)G 0.0� R

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
%C@���� 6.35 2.3� �˃
%C@��5� �.525 3.�� �˃

＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specipes that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.
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ʪ�� degree 3homCic PositiWe tZpeʫ

55˃ �˃

̧

̩

IC
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

S
R-hand shown

%CG5 ������  S 0.03 ˔ ˔ R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��

 ������  S 0.1 ˔ ˔
 ������  S 0.2 ˔ ˔
 ������  S 0.4- R
 ������.  S �0.0� R R
 ������.  S �0.1� R R
%CG5 ��5���  S 0.03 R ˔ R R
 ��5���  S 0.1 R R ˔
 ��5���  S 0.2 R R ˔
 ��5���  S 0.4 R
 ��5���.  S �0.0� R R R
 ��5���.  S �0.1� R R R
 ��5���.  S �0.3� R R R

UɾU1
R-hand shown

%CG5 ������  6 0.03 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
) ������  6 0.1 R R

 ������  6 0.2 ˔ R
%CG5 ��5���  6� 0.03 ˔ R R R
 ��5���  6� 0.1 ˔ R R R
 ��5���  6� 0.2 ˔ R R R
 ��5���  6� 0.4 ˔ R R R

without
chipbreaker

%CG8 ������ '/ 0.03 ˔

�

 ������ '/ 0.1 ˔
 ������ ) . 0.03 ˔
 ������ ) . 0.1 ˔
 ������ ) . 0.2 ˔
 ����� 7 . 0.0 ˔
%CG8 ��5��� '/ 0.03 ˔
 ��5��� '/ 0.1 ˔
 ��5��� ) . 0.03 ˔
 ��5��� ) . 0.1 ˔
 ��5��� ) . 0.2 ˔
 ��5�� 7 . 0.0 ˔

CL  ˞ 2

%CG5 ������. C- �0.0� ˔ ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
) ������. C- �0.1� ˔ ˔ ˔ ˔ ˔

 ������. C- �0.3� ˔ ˔ ˔ ˔ ˔
%CG5 ��5���. C- �0.0� ˔ ˔ ˔ ˔ ˔
 ��5���. C- �0.1� ˔ ˔ ˔ ˔ ˔
 ��5���. C- �0.3� ˔ ˔ ˔ ˔ ˔

:L

%CG5 ������. :- 0.0� ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������. :- 0.1� ˔ ˔
 ������. :- 0.3� ˔ ˔
%CG5 ��5��� :- 0.03 ˔ ˔
 ��5���. :- 0.0� ˔ ˔ ˔ ˔ ˔
 ��5���. :- 0.1� ˔ ˔ ˔ ˔ ˔
 ��5���. :- 0.3� ˔ ˔ ˔ ˔ ˔
 ��5���. :- 0.�� ˔ ˔ ˔ ˔ ˔

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Specip ed)

Item /umCer I$ 5 3elief angle
%C@���� 6.35 2.3� �˃
%C@��5� �.525 3.�� �˃

＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specip es that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.

˞2 The specifications of CL chipbreaker are slightly different from the above dimensions, but it 
has no problem for machining.

&��
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CarCide

ʪ5'% Xith 8iper edgeʫ

55˃ �˃

̧

̩

IC
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

AM3

5'%ç��ç'3 ��ç".� %CG5������".��81 0.05 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��

��ç'3 ��ç".� ������".��81 0.15 R R R

S ˞
R-hand shown

5'%ç��ç' �� %CG5������ S�81 0.05 ˔ R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

��ç' �� ������ S�81 0.15 ˔ R

5'%ç��ç'3 �� %CG5������3S�81 0.05 R R R

��ç'3 �� ������3S�81 0.15 R R

UɾU1 ˞
R-hand shown

5'%ç��ç'3 ��ç6 %CG5������36�81 0.05 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

��ç'3 ��ç6 ������36�81 0.15 R R

5'%ç��ç'3 ��ç6� %CG5������36��81 0.05 R R R

��ç'3 ��ç6� ������36��81 0.15 R R

without
chipbreaker

5'%ç��ç'3 ��ç) . %CG8������3)�81 0.05 R

�

5'%ç��ç'3 ��ç) . %CG8������3)�81 0.05 R

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Specip ed)

Item /umCer I$ 5 3elief angle
5'%@�� 6.35 2.3� �˃
5'%@�� �.525 3.�� �˃

＊Note� NTK WP style inserts have a wiper facet design.
The insert has a 0.3mm flat on the cutting edge when the insert is set into the toolholder.
The flat on the cutting edge ensures a superior surface when feed rates are increased.
WP style inserts can be used in toolholders� SDJC, :-SDJC, CH-SDUCL and DS-SDUL.
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ʪ�� degree 3homCic PositiWe tZpeʫ

9°

R
T

ＩＣ

75°

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

A2
R-hand shown

&3G)ç5�����ç' ç"� &3G1��:�' ��"� 0.2 ˔ ˙ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

,��

 5�����ç' ç"�  ����' ��"� 0.4 L ˔

F1 ˞
R-hand shown

&3G)ç5�����ç' ç'� ʕ 0.1 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 5�����ç' ç'� ʕ 0.2 R R R

 5�����ç' ç'� ʕ 0.4 R R R

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
&3@5��� 3.�� 1.5� �˃

˞ For F05, F1 and FG chipbreaker, right-hand inserts 
fit to right-hand toolholder.

ʪ�� degree SRuare PositiWe tZpeʫ
T

15˃

IC

R
�0˃

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

without
chipbreaker

S%&8ç������ç'/ 0.2 ˔ � �

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
S%@���� 6.35 2.3� 15˃

&��
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CarCide
Item /umCer I$ 5 3elief angle
5C@���� 3.�� 1.5� �˃
5C@��5� 3.�� 1.�� �˃

Item /umCer I$ 5 3elief angle
5C@���� 5.56 2.3� �˃
5C@���� 6.35 2.3� �˃ʪ�� degree 5riangle PositiWe tZpeʫ

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

K
L-hand shown

5CG) ������ç'  , 0.2 L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

,��
,��
,��

 ������ç'  , 0.4 L

B1
L-hand shown

5CG) ������ç'  #� 5CG1��:�' ��#� 0.2 L L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (ᶱ/rev)

D
ep

th
 o

f c
ut

 (ᶱ
)

 ������ç'  #�  ����' ��#� 0.4 L L

F05 ˞
R-hand shown

5CG) ������ç'  '�� 5CG1���C' ��'�� 0.1 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

chip backward

 ������ç'  '��  ��:�' ��'�� 0.2 R ˔ R ˙ ˔

 ������ç'  '��  ����' ��'�� 0.4 R R R ˙ R

S
R-hand shown

5CG5 ������ç  S 0.1 R ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��

 ������ç  S 0.2 R

5CG5 ������ç  S 0.1 R ˔

U
R-hand shown

5CG5 ������ç  6 0.1 R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç  6 0.2 R

without
chipbreaker

5CG8 ��5���ç'/ 0.� ˔

�

5CG8 ������ç'/ 0.03 ˔

 ������ç'/ 0.1 ˔

5CG8 ������ç'/ 0.03 ˔

 ������ç'/ 0.1 ˔

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

60°
ＩＣ

Ｒ

Ｔ

7°

˞ For F05 chipbreaker, right-hand inserts fit to right-
hand toolholder.
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Item /umCer I$ 5 3elief angle
51@���� 4.�6 2.3� 11˃
51@���� 5.56 2.3� 11˃
51@���� 6.35 3.1� 11˃

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

B2ɾB3
L-hand shown

51G)ç������ç'  #� 51G1��:�' ��#� 0.2 L L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

,��
,��
,��

 ������ç'  #�  ����' ��#� 0.4 L L

 ������ç'  #�  ����' ��#� 0.� L L

51G)ç������ç'  #� 51G1��:�' ��#� 0.2 L L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç'  #�  ����' ��#� 0.4 L L

K
L-hand shown

51G)ç������ç'  , 0.2 L

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ç'  , 0.4 L

 ������ç'  , 0.� L

F1 ˞
R-hand shown

51G)ç������ç'  '� 51G1��:�' ��'� 0.2 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

chip backward

 ������ç'  '�  ����' ��'� 0.4 R R R

51G)ç������ç'  '� 51G1���C' ��'� 0.1 R R R

 ������ç'  '�  ��:�' ��'� 0.2 R R R R R

 ������ç'  '�  ����' ��'� 0.4 R R R R R

 ������ç'  '�  ����' ��'� 0.� R R R R

51G)ç������ç'  '� 51G)��:�' ��'� 0.2 R R R R R

 ������ç'  '�  ����' ��'� 0.4 R R R R R

 ������ç'  '�  ����' ��'� 0.� R R R R

FG ˞
R-hand shown

51G)ç������ç  'G 0.2 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

chip backward

 ������ç  'G 0.4 R R R

51G)ç������ç  'G 0.2 R R R

 ������ç  'G 0.4 R R R

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)

60˃

11˃̞̘

̧

̩

̝

ʪ�� degree 5riangle PositiWe tZpeʫ

˞ For F1 and FG chipbreaker, right-hand inserts fit to 
right-hand toolholder.

&��
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CarCide

ʪ5'5 Xith 8iper edgeʫ
60°

ＩＣ

Ｒ

Ｔ

7°

T'TʢTC@ @） 

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

̨ ˞
R-hand shown

5'5ç��ç'3ç�� 5CG5����3S�81 0.05 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��

��ç'3ç�� ����3S�81 0.15 ˔

5'5ç��ç'3ç�� 5CG5������3S�81 0.05 ˔

��ç'3ç�� ������3S�81 0.15 ˔

5'5ç��ç'-ç�� 5CG5����-S�81 0.05 ˔

��ç'-ç�� ����-S�81 0.15 ˔

UɾU1 ˞
R-hand shown

5'5ç��ç'3ç��ç6 5CG5����36�81 0.05 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

��ç'3ç��ç6 ����36�81 0.15 ˔

5'5ç��ç'3ç��ç6� 5CG5������36��81 0.05 ˔

��ç'3ç��ç6� ������36��81 0.15 ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
5'5@�� 5.56 2.3� �˃
5'5@�� 6.35 2.3� �˃

＊Note� NTK WP style inserts have a wiper facet design.
The insert has a 0.3mm flat on the cutting edge when the insert is set into the toolholder.
The flat on the cutting edge ensures a superior surface when feed rates are increased.
WP style inserts can be used in toolholders� STAC0.

3

30°

Corner
radius

&��

̚
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ʪ3� degree 3homCic PositiWe tZpeʫ
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

:L

7#G5 ������ '/ :- 0.2 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

� ������ '/ :- 0.4 ˔ ˔ ˔

 ������ '/ :- 0.� ˔ ˔ ˔

UHG
R-hand shown

7C&5 �������  6)G 0.0� R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��
G��A;�

7CG5 ������ ";� 0.03 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������. ";� �0.0� ˔ ˔

 ������. ";� �0.1� ˔ ˔

 ������. ";� �0.3� ˔ ˔

AM3

7CG5 ������ '/ ".� 0.03 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ������ '/ ".� 0.1 ˔ ˔
 ������ '/ ".� 0.2 ˔ ˔
 ������. '/ ".� �0.0� ˔ ˔ ˔ ˔ ˔
 ������. '/ ".� �0.1� ˔ ˔ ˔ ˔ ˔
 ������. '/ ".� �0.3� ˔ ˔ ˔ ˔ ˔
7C.5 ������ '/ ".� 0.2 ˔
 ������ '/ ".� 0.4 ˔

2M
R-hand shown

7CG5 ������ '  �. 0.03 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��

 ������ '  �. 0.1 ˔

U
R-hand shown

7CG5 ������  6 0.03 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��
G��

 ������  6 0.1 R R

 ������  6 0.2 R R

 ������.  6 �0.0� R

 ������.  6 �0.1� R

without
chipbreaker

7CG8 ������ ) . 0.03 ˔

� ������ ) . 0.1 ˔

 ������ ) . 0.2 ˔

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Specip ed)

Item /umCer I$ 5 3elief angle
7#@���� �.525 4.�6 5˃

Item /umCer I$ 5 3elief angle
7C@���� 6.35 3.1� �˃
7C@���� �.�4 3.1� �˃

5°
35°

ＩＣ

Ｒ

Ｔ

7°
35°

ＩＣ

Ｒ

Ｔ

7#@ @ 7C@ @

＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specip es that the radius is less than R�0.1, R�0.2 or R�0.4 respectively. &��
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CarCide
Item /umCer I$ 5 3elief angle
7C@���� 6.35 2.3� �˃
7C@���� 6.35 3.1� �˃

Item /umCer I$ 5 3elief angle
71@���� 4.�6 2.3� 11˃
71@���� 6.35 3.1� 11˃

11°
35°

ＩＣ

Ｒ

Ｔ

7°
35°

ＩＣ

Ｒ

Ｔ

7P@ @7C@ @

ʪ3� degree 3homCic PositiWe tZpeʫ
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

CL  ˞ 2

7CG5 ������. C- �0.1� ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��7CG5 ������. C- �0.0� ˔ ˔ ˔ ˔ ˔

������. C- �0.1� ˔ ˔ ˔ ˔ ˔

:L

7CG5 ������. :- 0.0� ˔ ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��
G��

������. :- 0.1� ˔ ˔ ˔ ˔ ˔

������. :- 0.3� ˔ ˔ ˔ ˔ ˔

KHG
R-hand shown

71&5 �������  ,)G 0.05 ˔ R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��

�������  ,)G 0.0� ˔ R R

�������  ,)G 0.1� ˔ R

������  ,)G 0.2 ˔ R

71&5 �������  ,)G 0.05 ˔ R

�������  ,)G 0.0� ˔ R

�������  ,)G 0.1� ˔ R

������  ,)G 0.2 ˔ R

UHG
R-hand shown

71&5 �������  6)G 0.0� ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

AM3

71G5 ������ '/ ".� 0.03 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

������. '/ ".� �0.0� ˔ ˔ ˔ ˔

������. '/ ".� �0.1� ˔ ˔ ˔ ˔

˔ɿStandard stock　˔ɿNew standard stock　˙ɿScheduled to be produced by order　˒ɿStandard stock (Speciped)＊ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specipes that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.

˞2 The specifications of CL chipbreaker are slightly different from the above dimensions, but it 
has no problem for machining.
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ʪ5'7 Xith 8iper edgeʫ

7°
35°

ＩＣ
Ｒ

Ｔ

T'7ʢ7C@ @）

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ 

˔ɿ1st Choice
ɿ2nd choice

Stainless Steel . ˔ ˔ ˔ ˔ ˔ ˔ ˔ 
Cast Iron , ˔
Non�'errous .aterial N    ˔
Heat 3esistant "lloy S  ˔  ˔ ˔
Hardened .aterial H  ˔  ˔

Shape IS0 Item /umCer Inch Item /umCer 3

$arCide

$hip $ontrol 3ange
'or 

applicaCle 
holder 

see pages�

P7% $oated $7% $oated

S5
�

;.
�

2
.

�
7

.
�

5.
�

%
5�

%
.

�
C1

�
C1

�
,.

�

U

5'7ç��ç'3ç��ç6 7CG5����36�81 0.05 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

G��
G��

 ��ç'3ç��ç6  ����36�81 0.10 ˔ ˔

Small qat
on edge

5'7ç��ç'3ç��çS9 7CG5����3S9�81 0.05 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

 ��ç'3ç��çS9  ����3S9�81 0.10 ˔ ˔

˔ɿStandard stock　　˔ɿNew standard stock　　˙ɿScheduled to be produced by order　　˒ɿStandard stock (Speciped)

Item /umCer I$ 5 3elief angle
5'7@�� 6.35 3.1� �˃

Nose Radius

0.
2

＊Note� NTK WP style inserts have a wiper facet design.
The insert has a 0.2mm flat on the cutting edge when the insert is set into the tool-
holder.
The flat on the cutting edge ensures a superior surface when feed rates are increased.
WP style inserts can be used in toolholders� S7JC

&��
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General 5urning 5oolholders

Selection (uide  ʝʝʝʝʝʝʝʝʝʝʝ '2
Holder Identification SysteN  ʝʝʝʝʝ '�
'or CN�� Inserts ʝʝʝʝʝʝʝʝʝʝʝʝ '�
'or %N�� Inserts ʝʝʝʝʝʝʝʝʝʝʝʝ'12
'or SN�� Inserts ʝʝʝʝʝʝʝʝʝʝʝʝ'1�
'or TN�� Inserts ʝʝʝʝʝʝʝʝʝʝʝʝ'22
'or 7N�� Inserts ʝʝʝʝʝʝʝʝʝʝʝʝ'2�
'or 8N�� Inserts ʝʝʝʝʝʝʝʝʝʝʝʝ'2�
'or 3N�� Inserts  ʝʝʝʝʝʝʝʝʝʝʝʝ'3�
'or C%H�� Inserts  ʝʝʝʝʝʝʝʝʝʝʝ'31
'or 3C(9�3P(9�� Inserts  ʝʝʝʝʝʝʝ'32
'or 3C(:�� Inserts ʝʝʝʝʝʝʝʝʝʝʝ'33

'�
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Selection Guide
-ead "ngle�
Insert shape þü� � $/˘˘ Āü� � $/˘˘ Āü� � 8/˘˘ þü� � $/˘˘ þü� � 5/˘˘ þü� � S/˘˘ �� �˃ S/˘˘ �� �˃ 5/˘˘ �� �˃ S/˘˘ �1 �˃ 5/˘˘ �3 �˃ %/˘˘ �3 �˃ 7/˘˘

5ooling

７５°
95°

95° 95° 75° 75° 75°
60° 60°

85°

91°
93° 93°

Pe
rfe

ct
 fo

r $
er

am
ic

 o
r $

B/
 in

se
rt

%
ou

Cl
e 

cl
am

p
8

 S
er

ie
s

WCLN type
ʜ'�

WWLM type
ʜ'��

WWLN-2 type
ʜ'��

WCBN type
ʜ'��

WTGN type
ʜ'��

WDJN type
ʜ'��

W7JN type
ʜ'��

$l
am

p�
on

5 
Se

rie
s

TCLN type
ʜ'�

TCBN type
ʜ'��

TTGN type
ʜ'��

%
im

pl
e 

cl
am

p
) 

Se
rie

s

HCLN type
ʜ'�

HDJN type
ʜ'��

H7JN type
ʜ'��

$l
am

p�
on

$ 
Se

rie
s

CCKN type
ʜ'��

C31 type
/CCLN type

ʜ'�

CCBN type
ʜ'��

C23 type
ʜ'��

C11 type
ʜ'��

C16 type
ʜ'��

C13 type
ʜ'��

C24 type
ʜ'��

CSHN type
ʜ'��

C21 type
ʜ'��

C22 type
ʜ'��

CDJN type
ʜ'��

'o
r i

ns
er

t 
in

 (
en

er
al

-e
We

r l
oc

L
P 

Se
rie

s

PCLN type
ʜ'�

PSBN type
ʜ'��

PDJN type
ʜ'��

-ead "ngle�
Insert shape 1�� 3˃�� � %/ 11� 3˃�� � 7/˘˘ 3ound   3 ˘˘˘ 4�  ˃� S/˘˘ ��  ˃� S/˘˘ �� �˃ S/˘˘ 4� �˃ S/˘˘ �1 �˃ 5/˘˘ �2 3˃�� � 7/˘˘ �2 3˃�� � %/˘˘

5ooling 107°30′ 117°30′

45°
75° 85°

45°
91°

72°30′
62°30′

Pe
rfe

ct
 fo

r $
er

am
ic

 o
r $

B/
 in

se
rt

%
ou

Cl
e 

cl
am

p
8

 S
er

ie
s

WDHN type
ʜ'��

W7PN type
ʜ'��

WSDN type
ʜ'��

WSSN type
ʜ'��

WTFN type
ʜ'��

W77N type
ʜ'��

WDNN type
ʜ'��

$l
am

p�
on

5 
Se

rie
s

TSDN type
ʜ'��

TSSN type
ʜ'��

TTFN type
ʜ'��

%
im

pl
e 

cl
am

p
) 

Se
rie

s

HDHN type
ʜ'��

H7PN type
ʜ'��

HSDN type
ʜ'��

HSSN type
ʜ'��

H77N type
ʜ'��

HDNN type
ʜ'��

$l
am

p�
on

$ 
Se

rie
s C54 type

/CRDN type
ʜ'��

C55 type
/CRGN type

ʜ'��

C14 type
/CSDN type

ʜ'��

̘15 type
ʜ'��

C1� type
ʜ'��

C12 type
/CSSN type

ʜ'��

C25 type
ʜ'��

'o
r i

ns
er

t 
in

 (
en

er
al

-e
We

r l
oc

L
P 

Se
rie

s

PSDN type
ʜ'��

'�
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-ead "ngle�
Insert shape þü� � $/˘˘ Āü� � $/˘˘ Āü� � 8/˘˘ þü� � $/˘˘ þü� � 5/˘˘ þü� � S/˘˘ ��  ˃� S/˘˘ ��  ˃� 5/˘˘ ��  ˃� S/˘˘ �1  ˃� 5/˘˘ �3  ˃� %/˘˘ �3  ˃� 7/˘˘

5ooling

７５°
95°
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WWLM type
ʜ'��

WWLN-2 type
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-ead "ngle�
Insert shape 1�� 3˃�� � %/ 11� 3˃�� � 7/˘˘ 3ound   3 ˘˘˘ 4�  ˃� S/˘˘ ��  ˃� S/˘˘ ��  ˃� S/˘˘ 4�  ˃� S/˘˘ �1  ˃� 5/˘˘ �2 3˃�� � 7/˘˘ �2 3˃�� � %/˘˘

5ooling 107°30′ 117°30′
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)older *dentification SysteN

C C - / 3 ùü ùü . øù

̘ɿ  Clamp-on type  
(C type)

̥ɿ  Lever-lock type 
(P type)

̨ɿ  Screw-on type 
(S type)

Wɿ  Double-clamp type 
(Multi Clamp Toolholders)

̩ɿ  Clamp-on type 
(Multi Clamp Toolholders)

̝ɿ  Dimple-clamp type 
(Multi Clamp Toolholders)

Clamping System

TɿTriangle

SɿSRuare

Cɿÿ÷�çĹįĶĴĩiĪ

Dɿüü�çĹįĶĴĩiĪ

7ɿúü�çĹįĶĴĩiĪ

RɿRound

Insert shape

̧ɿRight hand

̡ɿLeft hand

̣ɿNeutral
(Common for R and L)

Hand of tool

Shank height 
indicated in ʠᶱʡ

Shank Size 
(Height)

Shank width 
indicated in ʠᶱʡ

Shank Size 
(Width)

Any ID symbol 
or number

Other ID data

Insert size
(cutting edge length)

R

L

S

L

T

L

C

L

D

L

V

L

Length of 
toolholder

ʢᶱʣ

čāçÿ÷
ďāø÷÷
Ēāøùü
ēāøû÷
Ĕāøü÷
ĕāøý÷
ėāøþ÷
Ęāøÿ÷
ęāù÷÷
Ěāùü÷

Insert Relief Angle

̣ɿ̌ 　˃Negative
̗ɿ̑ 　˃Positive
̘ɿ̓ 　˃Positive
̥ɿøø 　˃Positive
̙ɿøü 　˃Positive
̚ɿù÷ 　˃Positive

Approach Angle

62.5˃

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

Special 
cutting 
edge

'�
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Structures and 'eatures of /5, 5oolholders for General 5urning

Series Structure Features

C 
ty

pe
 � 

Cl
am

p-
on Insert  

Shim Screw

Shim

Clamp Screw

Clamp

Snap ring
Shank

  Secures  the  inser t  w i th  h igh 
clamping force

Excellent in indexing accuracy
  Suitable for heavy-duty applications 

including interrupted cut machining
  Clamping system for  ceramic 

cutting tools

W
 ty

pe
 � D

ou
ble

-cl
am

p

Double-clamp

Dimple-clamp

Clamp Screw

Clamp

Spring

Dimple-
clamp

Clamp-on

Double-
clamp

Clamp-on

Insert  

Shim Screw

Shim

  Shim screw clamping methods can 
be utilized by a simple clamp shim

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

  P revents  i nse r t  b reakage  by 
optimizing the clamping  force

  A l l o w s  f o r  h i g h l y  a c c u r a t e 
machining with  highly repeatable 
accuracy 

  Inserts can be easily changed as 
clamping is possible from the front 
and back of the tool

T 
ty

pe
 � 

Cl
am

p-
on

H 
ty

pe
 � 

D
im

pl
e-

cl
am

p
P 

ty
pe

 � 
Le

ve
r l

oc
k

4IJN

4QSJOH

$MBNQ�1JO

*OTFSU

$MBNQJOH�TDSFX

General-purpose toolholder
  Allows for smooth chip control 

without foul ing any clamping 
mechanism

  For inserts of all material grades 
however not recommended for 
ceramics

'�
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.ulti-ClaNQ 5oolholders 

  TIree claNping configurations aWailaCle XitI
one toolIolder Kust Cy cIanging a claNp

 ClaNp screX also accessiCle froN CottoN 
of tIe toolIolder %raNatically iNproWed 
accessiCility XIen using toolIolder up�side 
doXn

'eatures

■ %ouCle�claNp type ■ %iNple�claNp type ■ ClaNp�on type

TIree types of inserts can Ce set Cy only cIanging tIe claNp�

ClaNQ for Warious style of inserts aWailaCle

ʢTightening TorRue �.5Nm. Red part is clamped well.ʣ

&Wen and rigid claNping��

/5,�s douCle claNQ $ompetitor�s 
douCle clamp

0pposite side
of cutting edge

$utting edge side

Side

Bottom

Side

Bottom

.easureNent result of claNQing force Cy sheet�

'�

07_総合ｶﾀﾛｸﾞ_2019_vol6_)_英語版.indd   6 2019/05/10   14:20:59



N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

⾣Recommended tightening torque for setting insert is �.5Nm when using
Wrench LLR-T20 and 5.0Nm when using LLR-T15.
Excessive or insufficient tightening may result in inadequate clamping.

⾣Change the clamp and remove one shim when using dimple insert as
the thickness of compatible dimple insert is �.9�mm.

˝Follow the instructions below to put on a clamp.

．̍Put the clinched end ᾇ of spring to the grooWe Ceside the screX hole ᾈ�

．̎5o put the clamp on the toolholder Put the pin ᾉ of the clamp into the 
grooWe ᾊ proWided on the toolholder� .aLe sure that the screX hole 
ᾇ of the clamp and spring hole ᾈ on the toolholder are matched�
Caution : Conprm the clinching end of spring is in the groove 5 provided on underside of the clamp.

．̏'inish up CZ tightening the screX�

Toolholder

ᾈ Groove beside the screw hole ᾇ Clinched end of spring

Spring

ᾈ Spring hole

ᾊ Groove for clamp pin

ᾇ Screw hole

ᾉ Pin of the clamp

*nstructions

'�
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C/�� *nserts
C���CC-/
$lamp�on

'igure�1 Right-hand shown.
f

f

L1

h
1 h

b

L2

L1

95°

95°

1C-/
-eWer locL
"Cle to tighten Coth sides

'igure�3 Right-hand shown.

95°

95°

5C-/
$lamp�on

'igure�4

˙.ulti�claNp Iolder

8C-/
%ouCle�$lamp

)C-/
%imple�$lamp

Right-hand shown.

6°

6°

95
°

95°

95°

1C-/�/
-eWer locL
"Cle to tighten Coth sides

'igure�2 Right-hand shown.

A A6° 95
°

'�
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1

üüúÿùĀú C�� ��� ˔ 1� 1� 140 1� 25 32

CC0�M˞

ʢCC0�WʣACN422

BS0�2�W

M3＊12 LW-4 SR0�
��� 25 1� 160 25 25 32

BS0�35W
üüúÿú÷ø üüúÿúøĀ ��� ˔ ˔ 25 25 160 25 32 32
üý÷øûùù üý÷øûú÷ ��� ˔ ˔ 32 25 160 32 32 32
üþ÷÷úøü üþ÷÷ùĀĀ CC-/ ����1�� ˔ ˔ 32 25 1�0 32 32 32

2 üùüĀ÷üý 1C-/ ����9��/ ˔ 16 20 120 16 0.0 25 ʕ LSC42

$lamp Pin $lamp ScreX

LW-3

Spring

LCL4 LCS4CA LSP4

3
üúùøĀĀþ üúùù÷÷ú 1C-/ ����,�� ˔ ˔ 20 20 125 20 25 2�

ʕ LSC42

$lamp Pin $lamp ScreX

LW-3

Spring

LCL4 LCS4 LSP4
üúùù÷øø üúùù÷ùĀ ����.�� ˔ ˔ 25 25 150 25 32 2�

˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Spring

̧ ̡ ̧ ̡

4

üþ÷øýø÷ üþ÷øýùÿ 5C-/ ����.�� ˔ ˔ 25 25 150 25 32 32
TC6CN
Clamp-on

ACN423
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

üþ÷øøúø üþ÷øýúý ����1�� ˔ ˔ 32 25 1�0 32 32 32
����1�� 32 32 1�0 32 3� 32

üýÿùüþ÷ üýÿùüÿÿ 8C-/ ����.�� ˔ ˔ 25 25 150 25 32 32
DC6CN

Double-
Clamp

üýÿùý÷û üýÿùýøù ����1�� ˔ ˔ 32 25 1�0 32 32 32
����1�� 32 32 1�0 32 3� 32

üþ÷øøûĀ üþ÷øøüý )C-/ ����.�� ˔ ˔ 25 25 150 25 32 32
HC6CN

Dimple-
Clamp

üþ÷øÿþü üþ÷øÿÿú ����1�� ˔ ˔ 32 25 1�0 32 32 32
����1�� 32 32 1�0 32 3� 32

˞AOS-6�30WH is an option for hexagonal hole type screw.

■ "pplicaCle inserts

Just changing the clamps 
enables the holder to clamp pin 
type, qat or dimple style inserts.

.ulti�claNp Iolder

'igure Item /umCer Insert -isted on pages

1 C�� ʜ˞

CC-/ ��˞ CN˘N1204ʢ120�ʣ &�

2 1C-/ ʜ��/ CN˘A1204
CN˘G1204 &�ɾ��ɾ��ɾ��

3 1C-/ ʜ�� CN˘A1204
CN˘G1204 &�ɾ��ɾ��ɾ��

4

5C,-/ ʜ��˞ CN˘N1204ʢ120�ʣ &�

8C-/ ʜ��˞ CN˘A1204ʢ120�ʣ
CN˘G1204ʢ120�ʣ &�ɾ��ɾ��ɾ��

)C-/ ʜ�� CN˘9120� &�

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'�
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C/�� *nserts
CC#/
$lamp�on 

'igure�1 Right-hand shown.

R0.8

75°

７５°

CC,/
$lamp�on 

'igure�2 Right-hand shown.

R0.8

７５°

5C#/
$lamp�on 

'igure�3 Right-hand shown.

6°

6°

75
°

75°

8C#/
%ouCle�$lamp

˙.ulti�claNp Iolder

'��
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1 üÿú÷ýøþ CC#/ ����.�� ˔ 25 25 150 25 22 32 CC0�M˞

ʢCC0�WʣACN422 BS0�35W M3＊12 LW-4 SR0�
2 üýøúýĀ÷ CC,/ ����.�� ˔ 25 25 150 25 32 30

˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Spring

̧ ̡ ̧ ̡

3

üþ÷øýûû üþ÷øýüø 5C#/ ����.�� ˔ ˔ 25 25 150 25 22 32
TC6CN
Clamp-on

ACN423
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

����1�� 32 25 1�0 32 22 32
����1�� 32 32 1�0 32 2� 32

üýÿùýù÷ üýÿùýúÿ 8C#/ ����.�� ˔ ˔ 25 25 150 25 22 32
DC6CN

Double-
Clamp

����1�� 32 25 1�0 32 22 32
����1�� 32 32 1�0 32 2� 32

˞AOS-6�30WH is an option for hexagonal hole type screw.

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 CC#/ ����.��
CN˘N1204ʢ120�ʣ &�

2 CC,/ ����.��

3
5C#/ ʜ�� CN˘N1204ʢ120�ʣ &�

8C#/ ʜ�� CN˘A1204ʢ120�ʣ
CN˘G1204ʢ120�ʣ &�ɾ��ɾ��ɾ��

Just changing the clamps 
enables the holder to clamp pin 
type, qat or dimple style inserts.

.ulti�claNp Iolder

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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%/�� *nserts
C%+/
$lamp�on 

'igure�1 Right-hand shown.

93°

1%+/
-eWer locL
"Cle to tighten Coth sides

'igure�3 Right-hand shown.

93°

8%+/
%ouCle�$lamp

'igure�4 Right-hand shown.

6°

6°

93
°

93°)%+/
%imple�$lamp

˙.ulti�claNp Iolder

1%+/�/
-eWer locL
"Cle to tighten Coth sides

'igure�2 Right-hand shown.

AA6°

6° 93
°

'��

07_総合ｶﾀﾛｸﾞ_2019_vol6_)_英語版.indd   12 2019/05/10   14:21:05



N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

'igure

$ode /o�

Item /umCer

StocL %imensions ʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1 C%+/ ����.�� 25 25 150 25 32 32 CC0�M˞

ʢCC0�WʣADN422 BS0�35W M3＊12 LW-4 SR0�
����1�� 32 25 1�0 32 32 32

2 üùüĀ÷þù 1%+/ ����9��/ ˔ 16 25 120 16 0.0 25 ʕ LSD42

$lamp Pin $lamp ScreX

LW-3

Spring

LCL4 LCS4CA LSP4

3
üúùù÷úþ üúùù÷ûü 1%+/  ����,�� ˔ ˔ 20 20 125 20 25 32 ʕ LSD42

$lamp Pin $lamp ScreX

LW-3

Spring

LCL4 LCS4 LSP4üýÿùûýú ����.�� ˔ 25 25 150 25 32 32 ʕ LSD42

˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Spring

̧ ̡ ̧ ̡

4

üýÿùþùĀ üýÿùþúþ 8%+/ ����.�� ˔ ˔ 25 25 150 25 32 3�
DC6DN

Double-
Clamp

ADN423
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

üýÿùþûü üýÿùþüù ����1�� ˔ ˔ 32 25 1�0 32 32 3�
����1�� 32 32 1�0 32 32 3�

üþ÷øùýú üþ÷øùþø )%+/ ����.�� ˔ ˔ 25 25 150 25 32 3�
HC6DN

Dimple-
Clamp

üþ÷øùÿĀ üþ÷øùĀþ ����1�� ˔ ˔ 32 25 1�0 32 32 3�
����1�� 32 32 1�0 32 3� 3�

˞AOS-6�30WH is an option for hexagonal hole type screw.

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 C%+/ ʜ���˞ DN˘N1504ʢ150�ʣ &�

2 1%+/ ʜ��/ DN˘A1504
DN˘G1504 &�ɾ��ɾ��ɾ��

3 1%+/ ʜ�� DN˘A1504
DN˘G1504 &�ɾ��ɾ��ɾ��

4
8%+/ ʜ��˞ DN˘A1504ʢ150�ʣ

DN˘G1504ʢ150�ʣ &�ɾ��ɾ��ɾ��

)%+/ ʜ�� DN˘9150� &�

Just changing the clamps enables 
the holder to clamp pin type, qat 

or dimple style inserts.

.ulti�claNp Iolder

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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%/�� *nserts

8%)/
%ouCle�$lamp

'igure�1 Right-hand shown.

8°

8°

10
7°
30
'

107°30′
)%)/
%imple�$lamp

8%//
%ouCle�$lamp

'igure�2

10
° 62°

30'

62°30′)%//
%imple�$lamp

˙.ulti�claNp Iolder

'��
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■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensions ʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Snap ring

̧ ̡ 3 -
/ /

1

üýÿùþþÿ üýÿùþÿý 8%)/ ����.�� ˔ ˔ 25 25 150 25 32 35
DC6DN
Double-
Clamp

ADN423 AOS-6
＊30W˞

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

����1�� 32 25 1�0 32 32 35
����1�� 32 32 1�0 32 3� 35

üþ÷øúøú üþ÷øúùø )%)/ ����.�� ˔ ˔ 25 25 150 25 32 35
HC6DN

Dimple-
Clamp

����1�� 32 25 1�0 32 32 35
����1�� 32 32 1�0 32 3� 35

2

üýÿùþý÷ 8%///����.�� ˔ 25 25 150 2512.5 42.5 
DC6DN
Double-
Clamp

ADN423
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

����1�� 32 25 1�0 3212.5 42.5 
����1�� 32 32 1�0 3216.0 42.5 

üþ÷øú÷ü )%///����.�� ˔ 25 25 150 2512.542.5
HC6DN

Dimple-
Clamp

����1�� 32 25 1�0 3212.542.5
����1�� 32 32 1�0 32 1642.5

˞AOS-6�30WH is an option for hexagonal hole type screw.

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1
8%)/ ʜ��˞ DN˘A1504ʢ150�ʣ &�ɾ��ɾ��ɾ��

)%)/ ʜ��� DN˘9150� &�

2
8%///ʜ��˞ DN˘A1504ʢ150�ʣ &�ɾ��ɾ��ɾ��

)%///ʜ�� DN˘9150� &�

Just changing the clamps enables 
the holder to clamp pin type, qat 

or dimple style inserts.

.ulti�claNp Iolder

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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S/�� *nserts
C���CS%/
$lamp�on

'igure�1

45°

C���CSS/
$lamp�on

'igure�2 Right-hand shown.

45°

1S%/
-eWer locL

'igure�3

45°

5S%/
$lamp�on

'igure�4

45°

8°

45°

8S%/
%ouCle�$lamp

)S%/
%imple�$lamp

5SS/
$lamp�on

'igure�� Right-hand shown.

45°

45°

8°

8SS/
%ouCle�$lamp

)SS/
%imple�$lamp

˙.ulti�claNp Iolder

'��
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ 3 -
/ /

1

üüúÿúùþ C��.��� ˔ 1� 1� 140 1� �.5 35

CC0�M˞

ʢCC0�WʣASN423

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿúúü  ��� ˔ 25 1� 160 25 �.5 35

BS0�35Wüüúÿúûú  ��� ˔ 25 25 160 2512.535
üýúÿ÷úý  ��� ˔ 32 25 160 3212.535
üþ÷÷úûĀ CS%//����.�� ˔ 25 25 150 2512.535

2

üüúÿøþÿ üüúÿøÿý C�� ��� ˔ ˔ 1� 1� 140 1� 2� 2� CC0�MS˞

ʢCC0�WSʣ

ASN423

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿøĀû üüúÿù÷ù  ��� ˔ ˔ 25 25 160 25 35 31

CC0�M˞

ʢCC0�Wʣ BS0�35Wüýù÷ÿýĀ üýúþùþþ  ��� ˔ ˔ 32 25 160 32 35 31
üþ÷÷ûûÿ CSS/ ����.�� ˔ 25 25 150 25 32 31
üÿüþøþù  ����1�� ˔ 32 25 1�0 32 32 31

3
üüùúûüø 1S%//����,�� ˔ 20 20 125 20 10 30

ʕ LSS42

$lamp Pin $lamp ScreX

LW-3

Spring

LCL4 LCS4 LSP4
üþýû÷÷ý  ����.�� ˔ 25 25 150 2512.530

˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Spring

̧ ̡ 3 -
/ /

4

üþ÷øþÿû 5S%//����.�� ˔ 25 25 150 2512.535
TC6CN
Clamp-on

ASN423
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

üþ÷øþĀù  ����1�� ˔ 32 25 1�0 3212.535
 ����1�� 32 32 1�0 32 16 35

üýÿùĀúü 8S%//����.�� ˔ 25 25 150 2512.5 35 DC6CN
Double-
Clamp

üýÿùĀûú  ����1�� ˔ 32 25 1�0 3212.5 35
 ����1�� 32 32 1�0 3216.0 35

üþ÷øü÷ú )S%//����.�� ˔ 25 25 150 2512.535 HC6SN
Dimple-
Clamp

üþ÷øüøø  ����1�� ˔ 32 25 1�0 3212.535
 ����1�� 32 32 1�0 32 16 35

�

üþ÷øþýÿ üþ÷øþþý 5SS/ ����.�� ˔ ˔ 25 25 150 25 32 35
TC6CN
Clamp-on

ASN423
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

 ����1�� 32 25 1�0 32 32 35
 ����1�� 32 32 1�0 32 3� 35

üýÿùĀ÷ø üýÿùĀøĀ 8SS/ ����.�� ˔ ˔ 25 25 150 25 32 35 DC6CN
Double-
Clamp

 ����1�� 32 25 1�0 32 32 35
 ����1�� 32 32 1�0 32 3� 35

üþ÷øûÿþ üþ÷øûĀü )SS/ ����.�� ˔ ˔ 25 25 150 25 32 35 HC6SN
Dimple-
Clamp

 ����1�� 32 25 1�0 32 32 35
 ����1�� 32 32 1�0 32 3� 35

˞AOS-6�30WH is an option for hexagonal hole type screw.

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 C��.�ʜ˞

CS%//ʜ��˞ SN˘N1204
ʢ120�ʣ &��ʙ��ɾ��ɾ��

2 C�� �ʜ˞

CSS/ ʜ���˞

3 1S%//ʜ�� SN˘A1204
SN˘G1204 &��ʙ��ɾ��ɾ��

'igure Item /umCer Insert -isted on pages

4

5S%//ʜ��˞ SN˘N1204ʢ120�ʣ &��ʙ��ɾ��ɾ��

8S%//ʜ��˞ SN˘A1204ʢ120�ʣ
SN˘G1204ʢ120�ʣ &��ʙ��ɾ��ɾ��

)S%//ʜ�� SN˘9120� &��

�

5S%//ʜ��˞ SN˘N1204ʢ120�ʣ &��ʙ��ɾ��ɾ��

8S%//ʜ��˞ SN˘A1204ʢ120�ʣ
SN˘G1204ʢ120�ʣ &��ʙ��ɾ��ɾ��

)S%//ʜ�� SN˘9120� &��

Just changing the clamps 
enables the holder to clamp pin 
type, qat or dimple style inserts.

.ulti�ClaNp Iolder

˞A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats. '��
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S/�� *nserts
C��
$lamp�on

'igure�1 Right-hand shown.

60°

C��
$lamp�on

'igure�2 Right-hand shown.

75°

C��
$lamp�on

'igure�3 Right-hand shown.

75°

CS)/
$lamp�on

'igure�4 Right-hand shown.

85°

R0.8

1S#/
-eWer locL

'igure�� Right-hand shown.

75°

'��

07_総合ｶﾀﾛｸﾞ_2019_vol6_)_英語版.indd   18 2019/05/10   14:21:09



N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1

üüúÿùûû üüúÿùüø C�� ��� ˔ ˔ 1� 1� 140 1�12.535
CC0�M˞

ʢCC0�WʣASN423

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿùýĀ  ��� ˔ 25 1� 160 2512.535

BS0�35Wüüúÿùþþ üüúÿùÿü  ��� ˔ ˔ 25 25 160 251�.535
üýÿûÿøý üÿ÷ùÿýú  ��� ˔ ˔ 32 25 160 321�.535

2

üüúÿý÷ÿ üüúÿýøý C�� ��� ˔ ˔ 1� 1� 140 1�15.5 34
CC0�M˞

ʢCC0�WʣASN423

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿýùû  ��� ˔ 25 1� 160 2515.5 34

BS0�35Wüüúÿýúù üüúÿýû÷  ��� ˔ ˔ 25 25 160 2521.5 34
üþþÿøþ÷ üþø÷ÿþý  ��� ˔ ˔ 32 25 160 3221.5 34

3
üüúÿúü÷ üüúÿúýÿ C�� ��� ˔ ˔ 1� 1� 140 1� 22 32

CC0�MS˞

ʢCC0�WSʣ ASN423
BS0�2�W

M3＊12 LW-4 SR0�üüúÿúþý üüúÿúÿû  ��� ˔ ˔ 25 25 160 25 25 25
BS0�35W

üýÿûÿùû üþûýÿýù  ��� ˔ ˔ 32 25 160 32 25 25

4 üýĀùûÿÿ üýĀùûþ÷ CS)/ ����.�� ˔ ˔ 25 25 150 25 2� 30 CC0�M˞

ʢCC0�WʣASN423 BS0�35W M3＊12 LW-4 SR0�

� üĀúûüøÿ üĀúûûĀù 1S#/ ����,�� ˔ ˔ 20 20 125 20 1� 2� ʕ LSS42

$lamp Pin $lamp ScreX

LW-3

Spring

LCL4 LCS4 LSP4
˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 C��ʜ˞

SN˘N1204ʢ120�ʣ &�� ʙ ��ɾ��ɾ��
2 C��ʜ˞

3 C��ʜ˞

4 CS)/ʜ��˞

� 1S#/ʜ�� SN˘A1204
SN˘G1204 &�� ʙ ��ɾ��ɾ��

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert 
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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S/�� *nserts
C��
$lamp�on

'igure�1 Right-hand shown.

75°

C��
$lamp�on

'igure�2 Right-hand shown.

85°

'��
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1

üüýý÷þ÷ üüúÿùø÷ C�� ��� ˔ ˔ 1� 1� 140 1� 25 2�
CC0�M˞

ʢCC0�WʣASN423

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿùùÿ  ��� ˔ 25 1� 160 25 25 2�

BS0�35Wüüúÿùúý üüþýÿýú  ��� ˔ ˔ 25 25 160 25 31 2�
üÿ÷ùÿûÿ üþüĀÿýü  ��� ˔ ˔ 32 25 160 32 31 2�

2
üüúÿøûü C�� ��� ˔ 1� 1� 140 1� 24 30

CC0�M˞

ʢCC0�WʣASN423
BS0�2�W

M3＊12 LW-4 SR0�üüúÿøüù üüúÿøý÷  ��� ˔ ˔ 25 25 160 25 30 30
BS0�35W

üþüüû÷÷ üþûúùÿø  ��� ˔ ˔ 32 25 160 32 30 30
 ˞  CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 C��ʜ˞

SN˘N1204ʢ120�ʣ &�� ʙ ��ɾ��ɾ��
2 C��ʜ˞

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert 
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.
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07_総合ｶﾀﾛｸﾞ_2019_vol6_)_英語版.indd   21 2019/05/10   14:21:10



General 5urning 5oolholders
N

ew
 

Pr
od

uc
ts

To
ol 

Ma
ter

ial
s /

Se
lec

tio
n G

uid
e

BID
EM

ICS
, P

CD
, 

CB
N a

nd 
Ce

ram
ics

 
Mic

ro-g
rain

 Ca
rbid

e,
PVD

 / CV
D-co

ated
 Car

bide
In

se
rt

Ite
m

 L
is

t
Ge

ne
ral

 Tu
rni

ng
To

olh
old

ers
Un

iqu
e

Sw
iss

 To
oli

ng
Gr

oo
vin

g 
/ 

Si
de

 T
ur

ni
ng

Th
re

ad
in

g
Sh

ap
er

ID
 T

oo
lin

g
Ap

pl
ica

tio
n 

In
tro

du
ct

io
n

En
dm

ill
s

R
ot

at
in

g 
To

ol
s

In
fo

rm
at

io
n

In
de

x

5/�� *nserts
C��
$lamp�on

'igure�1 Right-hand shown.

91°

C��
$lamp�on

'igure�2 Right-hand shown.

91°

15-/
-eWer locL

'igure�3 Right-hand shown.

25

6° 95
°

6°

55G/
$lamp�on

'igure�4 Right-hand shown.

91°

6°

6°

91
°

85G/
%ouCle�$lamp

˙.ulti�claNp Iolder
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1

üüúÿûùý C�� ��� ˔ 1� 1� 140 1� 1� 2�
CC0�MS˞

(CC0�WS) ATN323

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿûúû ��� ˔ 25 1� 160 25 1� 2�

BS0�35Wüüúÿûûù üüúÿûüĀ ��� ˔ ˔ 25 25 160 25 25 2�
üþý÷üüÿ üýü÷ûøø ��� ˔ ˔ 32 25 160 32 25 2�

2

üüúÿûýþ üüúÿûþü C�� ��� ˔ ˔ 1� 1� 140 1� 25 25
CC0�MS˞

(CC0�WS) ATN323

BS0�2�W

M3＊12 LW-4 SR0�
üüúÿûÿú ��� ˔ 25 1� 160 25 25 25

BS0�35WüüúÿûĀø üüúÿü÷Ā ��� ˔ ˔ 25 25 160 25 30 25
üýĀüýú÷ üýĀùùúø ��� ˔ ˔ 32 25 160 32 30 25

3 üüüùúúý üüüùúûû 15-/ ����-�� ˔ ˔ 20 20 140 20 25 25 ʕ LST31�

$lamp Pin $lamp ScreX

LW-2.5

Spring

LCL3 LCS3 LSP3
˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip qow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ %iNensions of toolIolder and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Snap ring

̧ ̡ ̧ ̡

4

üþ÷øÿùý üþ÷øÿúû 55G/ ����.�� ˔ ˔ 25 25 150 25 32 25
TC5TN
Clamp-on

ATN
323

AOS-5
＊26W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T15 LLR-T10 ASGL5-D

����1�� 32 25 1�0 32 32 25
����1�� 32 32 1�0 32 3� 25

üýÿùĀþý üýÿùĀÿû 85G/ ����.�� ˔ ˔ 25 25 150 25 32 25
DC5TN

Double-
Clamp

����1�� 32 25 1�0 32 32 25
����1�� 32 32 1�0 32 3� 25

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

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 C��ʜ˞

TN˘N1604ʢ160�ʣ &��ʙ��ɾ��ʙ��ɾ��
2 C��ʜ˞

3 15-/ʜ�� TN˘A1604
TN˘G1604 &��ʙ��ɾ��ʙ��ɾ��

4
55G/ ʜ��˞ TN˘N1604ʢ160�ʣ &��ʙ��ɾ��ʙ��ɾ��

̬5G/ ʜ��˞ TN˘A1604ʢ160�ʣ &��ʙ��ɾ��ʙ��ɾ��

Just changing the clamps enables 
the holder to clamp pin type, qat 

or dimple style inserts.

.ulti�claNp Iolder

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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5/�� *nserts
C��
$lamp�on

'igure�1 Right-hand shown.

75°

C��
$lamp�on

'igure�2 Right-hand shown.

60°

C��
$lamp�on

'igure�3 Right-hand shown.

91°

55'/
$lamp�on

'igure�4 Right-hand shown.

91°

6°

6°

91
°85'/

%ouCle�$lamp

˙.ulti�claNp Iolder
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ ̧ ̡

1 üüúÿüûø C�� ��� ˔ 1� 1� 140 1�14.530 CC0�MS˞

ʢCC0�WSʣATN323
BS0�2�W

M3＊12 LW-4 SR0�
üüþýĀúĀ üüúÿüüÿ ��� ˔ ˔ 25 25 160 2520.530 BS0�35W

2 üüúÿüøþ C�� ��� ˔ 25 1� 160 2510.532 CC0�MS˞

ʢCC0�WSʣATN323
BS0�2�W

M3＊12 LW-4 SR0�
üüúÿüùü üüúÿüúú ��� ˔ ˔ 25 25 160 2516.532 BS0�35W

3

üüúÿüýý üüúÿüþû C�� ��� ˔ ˔ 1� 1� 140 1� 25 25
CC0�MS˞

ʢCC0�WSʣATN323

BS0�2�W

M3＊12 LW-4 SR0�
üüþýĀüû ��� ˔ 25 1� 160 25 25 25

BS0�35Wüüúÿüÿù üüúÿüĀ÷ ��� ˔ ˔ 25 25 160 25 30 2�
üþù÷ÿþü ��� ˔ 32 25 160 32 30 2�

˞CC0�W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
˞For other shank sizes, please contact us for more information.

■ %iNensions of toolIolders and spare parts

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 C��ʜ
TN˘N1604ʢ160�ʣ &��ʙ��ɾ��ʙ��ɾ��

2 C��ʜ

3 C��ʜ TN˘N1604(160�) &��ʙ��ɾ��ʙ��ɾ��

4
55'/ ʜ��� TN˘N1604(160�) &��ʙ��ɾ��ʙ��ɾ��

85'/ ʜ��� TN˘A1604(160�) &��ʙ��ɾ��ʙ��ɾ��

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Snap ring

̧ ̡ ̧ ̡

4

üþ÷øÿüĀ üþ÷øÿýþ 55'/ ����.�� ˔ ˔ 25 25 150 25 32 2�
TC5TN
Clamp-on

ATN 323
AOS-5

＊26W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T15 LLR-T10 ASGL5-D

����1�� 32 25 1�0 32 32 2�
����1�� 32 32 1�0 32 3� 2�

üýÿùĀĀù üýÿú÷÷ÿ 85'/ ����.�� ˔ ˔ 25 25 150 25 32 2�
DC5TN

Double-
Clamp

����1�� 32 25 1�0 32 32 2�
����1�� 32 32 1�0 32 3� 2�

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

Just changing the clamps enables 
the holder to clamp pin type, qat 

or dimple style inserts.

.ulti�claNp Iolder

'��
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7/�� *nserts

87+/
%ouCle�$lamp

'igure�1 Right-hand shown.

6°

13°

93
°

93°)7+/
%imple�$lamp

871/
%ouCle�$lamp

'igure�2 Right-hand shown.

10°

10
°

11
7°
30
'

2

117°30′)71/
%imple�$lamp

877/
%ouCle�$lamp

'igure�3

15
°

72
°30
'

72°30′)77/
%imple�$lamp

˙.ulti�claNp Iolder
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■ %iNensions of toolIolders and spare parts � .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Snap ring

̧ ̡ 3 -
/ /

1

üýÿùÿùÿ üýÿùÿúý 87+/ ����.�� ˔ ˔ 25 25 150 25 32 41
DC67N

Double-
Clamp

A7N 323
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

üýÿùÿûû üýÿùÿüø ����1�� ˔ ˔ 32 25 1�0 32 32 41
����1�� 32 32 1�0 32 3� 41

üþ÷øúĀý üþ÷øûøù )7+/ ����.�� ˔ ˔ 25 25 150 25 32 41
HC67N

Dimple-
Clamp

üþ÷øûù÷ üþ÷øûúÿ ����1�� ˔ ˔ 32 25 1�0 32 32 41
����1�� 32 32 1�0 32 3� 41

2

üýÿùÿÿü üýÿùÿĀú 871/ ����.�� ˔ ˔ 25 25 150 25 32 35
DC67N

Double-
Clamp

A7N 323
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

����1�� 32 25 1�0 32 32 35
����1�� 32 32 1�0 32 32 35

üþ÷øûýø üþ÷øûþĀ )71/ ����.�� ˔ ˔ 25 25 150 25 32 35
HC67N

Dimple-
Clamp

����1�� 32 25 1�0 32 32 35
����1�� 32 32 1�0 32 3� 35

3

üýÿùÿþþ 877//����.�� ˔ 25 25 150 2512.544
DC67N

Double-
Clamp

A7N 323
AOS-6

＊30W˞

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D

����1�� 32 25 1�0 3212.544
����1�� 32 32 1�0 32 16 44

üþ÷øûüú )77//����.�� ˔ 25 25 150 2512.544
HC67N

Dimple-
Clamp

����1�� 32 25 1�0 3212.544
����1�� 32 32 1�0 32 16 44

˞AOS-6�30WH is an option for hexagonal hole type screw.

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1
87+/ ʜ˞ 7N˘A1604(160�)

7N˘G1604 &��ɾ��ɾ��

̝7+/ ʜ 7NG9160� ʕ

2
871/ ʜ˞ 7N˘A1604(160�)

7N˘G1604 &��ɾ��ɾ��

̝71/ ʜ 7NG9160� ʕ

3
871/ ʜ˞ 7N˘A1604(160�)

7N˘G1604 &��ɾ��ɾ��

̝71/ ʜ 7NG9160� ʕ

Just changing the clamps enables 
the holder to clamp pin type, qat 

or dimple style inserts.

.ulti�claNp Iolder

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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8/�� *nserts

88-/
%ouCle�$lamp

'igure�1 Right-hand shown.

6°
6°

95
°

95°

88-/��
%ouCle�$lamp

'igure�2 Right-hand shown.

6°

6°

95
°

95°

˙ .ulti�claNp Iolder
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■ %iNensions of toolIolders and spare parts � N&8 .ulti�claNp Iolder

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX


8rench
	for Shim ScreX
 Spring

̧ ̡ ̧ ̡

1
üýÿú÷øý üýÿú÷ùû 88-/ ����.�� ˔ ˔ 25 25 150 25 32 33

DC6CN
Double-
Clamp

AWN423-W
AOS-6
＊30W

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D ����1�� 32 25 1�0 32 32 33

 ����1�� 32 32 1�0 32 40 33

2
üþ÷øüþÿ üþ÷øüÿý 88-/ ����.���� ˔ ˔ 25 25 150 25 32 30

DC6CN
Double-
Clamp

AWN423-W
AOS-6
＊30W

screw-able 
from both ends

FSS15-
3.0＊12 LLR-T20 LLR-T10 ASGL6-D ����1���� 32 25 1�0 32 32 30

 ����1���� 32 32 1�0 32 40 30

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1 88-/ ʜ
WN˘A0�04
WN˘G0�04 &��ɾ��

2 88-/ ʜ��

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. 
An insert ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.

'��
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3/�� *nserts
C���C3%/
$lamp�on

'igure�1

C���C3G/
$lamp�on

'igure�2 Right-hand shown.

■ %iNensions of toolIolders and spare parts

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ $lamp Shim $lamp ScreX Shim ScreX 8rench
	for $lamp ScreX
 Snap ring

̧ ̡ 3 -
/ /

1
üüúÿúĀù C��.��� ˔ 25 25 160 2512.5 33

CC0�M ARN42 BS0�35W M3＊12 LW-4 SR0�üþ÷÷úùú C3%//����.�� ˔ 25 25 150 2512.534
üþ÷÷úúø ����1�� ˔ 32 25 1�0 3212.534

2

üüúÿû÷÷ C�� ��� ˔ 1� 1� 140 1� 2� 30

CC0�M ARN42

BS0�2�W

M3＊12 LW-4 SR0�
üüþú÷ùþ üüúÿûøÿ ��� ˔ ˔ 25 25 160 25 30 30

BS0�35Wüþýÿùùø ��� ˔ 32 25 160 32 30 30
üÿùĀúĀü C3G/ ����1�� ˔ 32 25 1�0 32 32 30

■ "pplicaCle inserts
'igure Item /umCer Insert -isted on pages

1
C��.�ʜ

RN˘N1204ʢ120�ʣ &�ɾ��
C3%//ʜ��

2
C�� �ʜ

C3G/ ʜ���

˞  A holder having the dimension ʠ ʡ of 25 or greater comes with two shim seats. An insert
ʠ�.�4-mm thickʡ can be also mounted by removing one of the shim seats.
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C%)�� *nserts
)3C%

6°

Right-hand shown.

$ode /o�
Item /umCer

StocL %imensionsʢᶱʣ
insert

3 - 3 -/ /

üûüûĀùø )3C%��� ˔

50 50 300 50

30 CDH22

üøûûùþû  ��� ˔ 50 CDH33

üûüûĀûþ  ��� �0 CDH42

üÿûûøøú  ��� �0 CDH43

 ��� 100 CDH53

■ %iNensions of toolIolders 

■ Spare parts
 Parts

5oolholder

$lamp ScreX 8asher Shim 8rench
	for $lamp ScreX


)3C%��� CS0316 W120 HACDH22 LW-2.5

)3C%��� CS0625 W110 HACDH33 LW-5

)3C%��� 1/4-20UNC＊11/4
W106

HACDH42
LWU-4

)3C%��� 1/4-20UNC＊11/2 HACDH43

)3C%��� 3/�-16UNC＊11/2 W10� HACDH53 LWU-5

Inserts ç &��ɾ-��

'��
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3CG9�31G9�� *nserts
C3%C

Right-hand shown.

$ode /o�
Item /umCer

StocL %imensionsʢᶱʣ
insert

3 - 3 -/ /

üþù÷þü÷ C3%C/����.��
25

25

150 25

20

˞RCG9/RPG9060�ʢ0�ʣ

üûþÿþ÷ý ����.�� ˞RCG9/RPG90�0�ʢ0�ʣ

üýĀøýøú ����.�� ˞RCG9/RPG9120�ʢ0�ʣ

üĀøøüüþ ����1�� ˔

32 1�0 32

˞RCG9/RPG9060�ʢ0�ʣ

üÿùĀüùÿ ����1�� ˔ ˞RCG9/RPG90�0�ʢ0�ʣ

üÿùĀüø÷ ����1�� ˔ 25 ˞RCG9/RPG9120�ʢ0�ʣ

üýúûùûø ����1�� 32 30 　RCG9/RPG91510
˞Both of thickness 0��0� can be used.

Inserts ç &��ɾ-��ɾ-��

■ %iNensions of toolIolders 

■ Spare parts
Parts

5oolholder

$lamp ScreX 8asher Shim $lamp Spring pin 8rench
	for $lamp ScreX


C3%C/����1�� BS0520 WS-5 HARCG906 ✔ HC35KR-40�� ʕ LW-3

C3%C/����1��
BS0625 WS-6

HARCG90�0�7 ✕ HC35KR-60�5 2＊�AW
LW-4

C3%C/����1�� HARCG9120�7 ✕ HC35KR-60�6 2.5＊�AW

✔ ✕

'��
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3CG:�� *nserts
C39C

Right-hand shown.

$ode /o�
Item /umCer

StocL %imensionsʢᶱʣ
insert

3 - 3 -/ /

üĀÿøûýĀ C39C ����1��: ˔

32 32 1�0 32 32.�

2� RCG:0�0603

üĀÿøøÿÿ  ����1��: ˔ 3� RCG:120603

■ %iNensions of toolIolders 

■ Spare parts
 Parts

5oolholder

$lamp ScreX 8asher Shim Shim ScreX Spring $lamp 8rench
	for $lamp ScreX


   

C39C3����1��: CS0425 WS-4 HAR0�: M2＊� ASGL4 CRN4 LW-3

C39C3����1��: CS0525 WS-5 HAR12: M3＊� ASGL5 CRN5 LW-4

Inserts ç &��ɾ-��

'��
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G
5ooling for SXiss�tyQe -athes G�

6niRue SXiss 5ooling

'ront 5urning G�

#acL 5urning G��

Cut�o⒎  G��

0riginal Series  G��

Spare Parts � 8rencIes ʜʜʜʜʜʜʜ(�
ClaNp ScreXs and 8rencIes ʜʜʜʜ(�
Holder and inserts CoNCination ʜʜʜ(�
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Cut-off 

Guide bushing

 Back 
Turning

 Grooving Front
Turning

Threading

 Tool post  Tool

Guide bushingWork material 

Th
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ad
in
g

Fr
on
t T
ur
ni
ng

 B
ac
k 
Tu
rn
in
g

C
ut
-o
ff

 G
ro
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g

Cut-off Back Turning

Back Turning

 Front Turning

Grooving 

C
ut-off

C
ut-off

Guide bushing

Work
material

Ba
ck
 T
ur
ni
ng
 

Fr
on
t T
ur
ni
ng

Back
 Turn

ing

Back
 Turn

ing

Grooving

Grooving

Tooling for gang type tool post

Tooling for turret type tool post

5ooling for SXiss�tyQe -athes

5ooling eYaNQle for a sNall C/C autoNatic lathe 	gang tyQe


5ooling eYaNQle for a sNall C/C autoNatic lathe 	turret tyQe

G��ʙ

G��ʙ G�ʙ

)�ʙ

G��ʙ

G��ʙ G��ʙ )�ʙ G�ʙ ᶗ�ʙ
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Tooling for horizontal gang style tool post

˙Front Turning

˙Back Turning

˙Grooving

˙ID Tooling

5ooling eYaNQle for a sNall C/C autoNatic lathe 	hori[ontal gang style


G��C)ôS56C-

G��C)ôS%6C-

G��
G��

C)ôS76C-
C)ôS761-

G��C)ôG55-

)��C)�G55-

,�C)ô-#.-
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5ooling for SXiss�tyQe -athes

Standard Items

Item /umCer "ppearance

C-3���S
(Formerly
RLR-13S)

C-3���S
(Formerly
RLR-15S)

3-3���S

--3���S

--3���S���ˎ��

--3���S

0ptional Items
ʪLLR Typeʫ

Item /umCer "ppearance

--3���S

--3���S

--3���S

ʪDriver type wrench kitsʫ
Item /umCer $ontents

99����������S 992�15-04 with HLR-13S

99����������S 992�15-04 with HLR-15S

99����������S 992�15-04 with HLR-20S

99����������S 992�15-04 with HLR-25S

ʪDriver type wrench for increased adaptabilityʫ
Item /umCer .agnetic %riWer )andle

99�������

Item /umCer 3eplaceaCle Bits

)-3���S

)-3���S

)-3���S

)-3���S

˙ SQare 1arts � 8renches
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Make sure the wrench tip and wrench hole are 
neither deformed nor stripped

Engage the wrench straight to screw hole 

Do not apply more torRue than the
recommended amount (as shown to the right)

Note�  Wrenches and bits come in a pack of five 
 Clamp screws come in a pack of ten

Recommended Tightening TorRueAttention� When tightening screws

Item /umCer 3ecommended 5ightening 5orRueʢ/ɾmʣ
C-3
--3 ��S
)-3

0.�
C-3
--3 ��S
)-3

1.4
3-3
--3 ��S
)-3

3.0

--3 ��S)-3 5.0

--3 ��S)-3 �.0

-8�� 12

-8�� 15

$lamp ScreX %imensionʢᶱʣ Standard 8rench "daptaCle standard 
Xrench

"ppearance 0rder $ode Item /umCer a C c Вʢ ʣ˃ 0rder $ode Item /umCer -3 )eYaloCular
ʢ̒ʵ -0B&ʣ

θ

a

b

c
5�04�3� -3�S��ʷ��� M2ʷP0.4 3.1 3.5 �2

56�1��4 C-3���S LR-1 T-6
5�0��04 -3�S��ʷ��� M2ʷP0.4 3.1 3.� �2

5�0��12 -3�S��ʷ��� M2ʷP0.4 3.1 4.4 �2

5�0��20 -3�S��ʷ��� M2ʷP0.4 3.0 5.5 �0

5�0��3� -3�S����ʷ��� M2.5ʷP0.45 3.6 4.� �2

56�1��� C-3���S LR-2 T-�
5�04�4� -3�S����ʷ��� M2.5ʷP0.45 3.6 5.5 �2

5�0��46 -3�S����ʷ� M2.5ʷP0.45 3.5 6.0 �0

θ

a

b

Accessible from front and back

c

5�0��53 -3�S����ʷ��� M2.5ʷP0.45 3.5 6.� �0

5��361� -3�S��ʷ��� M3ʷP0.5 4.1 5.� �0

54�5164 3-3���S LR-3 T-10

5�0��61 -3�S��ʷ��� M3ʷP0.5 5.2 6.2 �2

5�0���� -3�S��ʷ��� M3ʷP0.5 4.0 �.� �0

5�0���� -3�S��ʷ��� M4ʷP0.� 5.� 6.0 �2

5�0���5 -3�S��ʷ� M4ʷP0.� 5.� �.0 �2

5116��1 -3�S��ʷ��18 M4ʷP0.� 5.� 10.0 �0 56�1��� C-3���S LR-2 T-�

θ

a

b

c

553402� -3*S��ʷ� M2ʷP0.4 2.6 6.0 60
56�1��4 C-3���S LR-1 T-6

5�0��03 -3*S����ʷ� M2.2ʷP0.45 3.15 6.0 60

5���1�1 -3*S����ʷ� M2.5ʷP0.45 3.6 5.0 60
56�1��� C-3���S LR-2 T-�

5�0��11 -3*S����ʷ� M2.5ʷP0.45 3.6 �.0 60

5�0��2� -3*S��ʷ� M3ʷP0.5 4.0 6.0 60
54�5164 3-3���S LR-3 T-10

542�156 -3*S��ʷ� M3ʷP0.5 4.2 �.0 60

54��32� -3*S��ʷ� M4ʷP0.� 5.�5 5.0 60

5364�30

5��46��

--3���S
--3���S���ˎ��

LR-4 T-15
θ

a

b

c

Accessible from front and back

5�0��3� -3*S��ʷ� M4ʷP0.� 5.�5 6.0 60

5���566 -3*S��ʷ� M4ʷP0.� 5.�5 �.0 60

5�0��45 -3*S��ʷ�� M4ʷP0.� 5.�5 10.0 60

56�4105 -3*S��ʷ�� M4ʷP0.� 5.�5 12.0 60

5�0��52 -3*S��ʷ�� M5ʷP0.� �.0 �.5 60 5364�4� --3���S ʵ T-20

5116��3 -3*S��ʷ��18 M4ʷP0.� 5.� 10.0 60
56�1��� C-3���S LR-2 T-�

50�05�6 -3*S��ʷ��18 M4ʷP0.� 5.� 12.0 60

˙ ClaNQ ScreXs and 8renches
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3°

15

AA

5.5

22

15φD

1°

7

)older and inserts CoNCination
Inserts can use tIe saNe toolIolder��

˞No coNpatiCility in CTPʢCut�o⒎）ɾT#Pʢ#ack Turning）ɾTTPʢTIreading）
Any insert can be attached in each holder, but it will interfere the machining process due to the difference of set angle.

Cut�o⒎
C51

#ack Turning
5#1

TIreading
551

Set angleɿ1� Set angleɿʵ3� Set angleɿ��

Insert can be attached, 
but it will interfere the 
machining process due to 
the difference of set angle.

CS7 seriesɹ G��

(TT typeɹ )��

CTPS seriesɹ G��

CTP" typeɹ G��

"Cle to use in CaN�style NacIine latIe #est for
#ack Turning

CS7#

Cut�o⒎

CS7C

(rooWing

CS7(

'ront Turning

CS7'

TIreading

CS7T

(rooWing

(TPS

Cut�o⒎

CTPS

#ack Turning

T#PS

TIreading

TTPS

Cut�o⒎

CTP"

#ack Turning

T#P"

(rooWing

(TP"

(rooWing

(T.32 (T.H32 (T.H32�(9 (T.932

#ack Turning

T#.H32

G�� G�� ᶗ��
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General 5urning � 
'ront 5urning

'ront Turning Tools ʝʝʝʝʝʝʝʝʝʝ (�
3ecoNNended Cutting Conditions  ʝ (1�
(eneral InforNation  ʝʝʝʝʝʝʝʝ (11
Tool -ist  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝ (2�

CS7 Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (2�
CC�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (22
%C�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (2�
7C�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (2�
7P�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (32
T'T Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (3�
TC�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (3�
TN�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (3�
CN�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
%N�� Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (�1
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'ront 5urning

Āü� Āü�Āø�
Āü�

ø÷þ�ú÷⒌Āú� Āú� Āý�

Āú� Āú� Āú�Āú�

ýù�ú÷⒌ ýù�ú÷⒌

Āú�

Āý�

Āú�

Āü�Āü�

Insert CC���������5��� &3�ʙ

Holder

SC"C SC-C SC-C�0)��0) SC-C�' %S�SC-- %S�SC--�"C)

(22 (22 (22 (22 (22 (22
Coolant through Shifted DS Holder DS-ACH

Āø�

Insert CS7' (21

Holder

CS7

(2�

Insert %C���������5���ɹɹɹ%C���������5���81 &�2ʙ

Holder

S%+C S%+C�0)��0) S%+C�' :�S%+C :�S%+C�0)��0) C)�S%6C

(2� (2� (2� (2� (2� (2�
Coolant through Shifted :-axis :-axis/Coolant through

Insert %C���������5��� &�2ʙ%C���������5����81 &��

Holder

%S�S%6- %S�S%6-�"C) S%9C %S�S%9 S%2C S%/C :�S%/C

(2� (2� (2� (2� (2� (2� (2�
DS Holder DS-ACH DS Holder :-axis

/5, General � 'ront 5urning 5ools � 1roduct -ines

6
ni

Ru
e 

SX
is

s 
5o

ol
in

g
Fr

on
t T

ur
ni

ng
Ba

ck
 T

ur
ni

ng
Cu

t-o
ff

Or
ig

in
al

 S
er

ie
s

G�

08_総合ｶﾀﾛｸﾞ_2019_vol6_*_英語版.indE   8 2019/05/10   18:32:55



Āú�Āú� Āü� Āú�

øøþ�ú÷⒌

ĀĀ�

ĀĀ�

Āø�ø÷÷� ø÷÷�ø÷÷� ø÷÷� Āü�

þù�ú÷⒌ Āø�

þù�ú÷⒌ þù�ú÷⒌

Āø� Āú� Āú� Āú�

ĀĀ�

ĀĀ�Āú�øøþ�ú÷⒌

Āø�
Āú�

Insert 71�������� &�� 71�������� &��

Holder

S721 C)�S761 %S�S791 S791 %S�S771/ %S�S771/�"C)

(32 (32 (32 (32 (32 (32
DS Holder DS Holder DS-ACH

Insert 7C�������� &�� 7C�������� &��

Holder

S79C %S�S79 S72C S77C/ S7"C��-

(3� (3� (3� (3� (2�
DS Holder

Insert 5/�������� &3�

Holder

159/ S59/ %S�159 %S�159�"C) 15"/ 15-/

(3� (3� (3� (3� (3� (3�
DS Holder DS-ACH

Insert 5'9����ɹɹ5'���� (3� 5C�������� &�� C/�������� &3� %/�������� &3�5C��������������81

Holder

5'9�0) 5'5 S5"C C)�S56C 1C-/ 1%+/

(3� (3� (3� (3� (�� (�1

Āü�

Insert 7Cɽɽ������ &��ʙ7C���������81

Holder

S7"C S7+C S7+C�0) :�S79C- :�S7+C�0)

(2� (2� (2� (3� (2�
Coolant through :-axis :-axis/Coolant through
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'ront 5urning

8ork .aterial
(rade

3ecoNNended
CIipCreaker Cutting 

Speed
ʢN�Nin）%eptI of cut ʢNN）

CoNNon NaNe +IS (# "ISI�"ST. ʙ ��3 ��� ʙ 2�� 2�� ʙ

Low Carbon Steel
S10C

ʙ

S30C

10

ʙ
30

1010

ʙ

1030

;.�
%5� AM9 AM3,:L,UL

S,AT,U1
CL,;P

S,AT,U1 ��      ��    13�

Carbon Steel
S45C

ʙ

S55C

45
ʙ

55

1045

ʙ

1055

2.�
%.� AM9 AM3,:L,UL

S,AT,U1
CL,;P

S,AT,U1 ��      ��    12�

Alloy Steel
SCr415

ʙ

SCr440

15Cr

ʙ

40Cr
5140 2.�

%.� AM9 AM3,:L,UL
S,AT,U1

CL,;P
S,AT,U1 ��      ��    12�

Stainless Steel
(Austenitic) SUS303 :1Cr1�Ni� 303 S5�

%5� AM9 AM3,:L,UL
S,AT,U1

CL,UL
S,AT,U1 ��      ��    13�

Stainless Steel
(Austenitic)

SUS304
SUS316
SUS316L

0Cr1�Ni�
0Cr1�Ni12Mo2
00Cr1�Ni14Mo2

304
316
316L

S5�
%5� AM9 CL,:L,UL

S,AT,U1
CL,UL

S,AT,U1 ��      ��    1��

Stainless Steel
(Ferritic)

SUS430
SUS430F

1Cr1�
:1Cr1�

430
430F

S5�
%5� AM9 CL,:L,UL

S,AT,U1
CL,UL

S,AT,U1 ��     1��   1��

Stainless Steel
(Martensitic)

(Precipitation hardenic)

SUS440C
SUS630

�Cr1�
11Cr1�

�Cr1�Mo
440C S5�

%.� AM9 AM3,:L,UL
S,AT

CL,UL
S,AT ��      ��      ��

Sulfur free cutting steel
Sulfur complex

free cutting steel

SUM22
SUM23
SUM24L

:15
1213
1215
12L14

7.�
5.� AM9 CL,:L,UL

S,AT,U1
CL,UL

S,AT,U1 ��     12�   2��

Electromagnetic
soft iron

SU:-0
SU:-1
SU:-2

%5�
2.� AM9 CL,S,;P CL,S,;P 2��    3��   3��

Electromagnetic 
stainless

%5�
2.� AM9 AM3,CL,S

UL,;P
AM3,CL,S

UL,;P ��      ��    12�

High-carbon chromium 
bearing steel SUJ2 GCr5 52100 %.�

2.� AM9 AM3,:L,UL
S,AT,U2

CL,UL
S,AT,U2 ��      ��    12�

Titanium alloy 6AL-47
6AL-47ELI 

%5�
5.� AM9 CL,:L,UL

S,AT,U1
CL,UL

S,AT,U1 ��      ��    12�

Aluminum alloy
A5052
A6061
A�025

5A02
�A0�

5052
�1�5

,.�
1%�

No
(Mirror pnish)

No
(Mirror pnish)

No
(Mirror pnish)

��     1��   2��
1��   2��   3��

3ecoNNended *nsert Grade and Cutting Conditions
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˔"dWantage for each geometrZ

CC�� Style 	�� 
˃ %C�� Style 	�� 
˃ 7# � 7C � 7P Style 	3� 
˃

  Increased toughness.  Cutting 
edge is close to insert pocket.

Not applicable to undercut

  7ersatile geometry.  Toughness 
of CC.. with qexibility of 7C..

Up to 30 deg. undercuts

  Wide coverage in work 
geometry.

Up to 45 deg. undercuts

30°
45°

˔$hip $ontrol and 'inish

SC-C3çç(22 S%+C3çç(2� S%NCNçç(2�

Rigid clamping
High dimensional repeatability

Increased room for chip evacuation
creates better surface pnish

Chips qow away from the work

■ (eneral Turning Inserts &Yplained
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'ront 5urning

˔Shifted )olders

˔$omCination of (rooWing 5ool and %S )olders

■ Surface 'inisI in (eneral Turning Using Inserts XitI 8iper 'lat

Guide-bushing

Inserts XitI Xiper

Slower feed rates create better 
finishes but sacrifices cycle 
time, chip control, and tool life.

Fast feed rates improve chip 
control but produce a bad 
surface p nish.

Inserts with a wiper f lat 
create good chip control and 
surface p nish when feed rates 
are increased.

%C(T�� �8P 	T'%
çç(2�

for SDJC toolholders

TC(T�� �8P 	T'T
çç(3�

for STAC toolholders

7C(T�� �8P 	T'7
çç(2�

for S7JC toolholders

8iper 'lat Insert � 8P series

Guide-bushing

Single pass machining is 
common in Swiss front 
turning operations.

Rough with grooving tool 
for good chip control

Shifted Holders make a p nishing process possible without worrying about  
the bar stock coming out of the guide-bushing.
Coolant flows effectively which improves chip control thanks to the 
increased room between the tools and guide-bushing.

Conventional toolholders 
a re  not  su i tab le  fo r 
roughing or finishing of 
long parts. The guide- 
bushing cannot hold 
machined bar stock.

Finish by using general 
turning inserts with DS 
Holders

Guide-bushing

(T8P HoldersççH2�

%S Holders

■3ougIing and 'inisIing -ong 8ork on SXiss -atIes

SC-C�N�'çç(22
S%+C�N�'çç(2�çç
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:�aYis 5oolholders CIip control Cy graWity

CIip drops doXn to tIe Ced of tIe NacIine due
to graWity and cIip control proCleN is solWed

"WailaCle in coolant tIrougI style
'ront turning grooWing and Cack turning
operations can Ce perforNed Cy utili[ing :�aYis
control

Perfect solution for chip proClems
-ess Xear more staCle dimensions

/ote� /eed :�offset for holder shanL si[e�

Regular Toolholder Y-axis Toolholder

ᶃ53�� Select tool ᶃ53��

ᶄ(� 911.0 ;0 T3 Position tool ᶄ(� :11.0 ;0 T3

ᶅ ᶅ 90

ᶆ(1 9�.0 F0.0� .oWe to 0% to cut ᶆ(1 :�.0 F0.0�

ᶇ ;5.0 F0.05 $ut �mm length ᶇ ;5.0 F0.05

ᶈ 911.0 $ut face ᶈ :11.0

ᶉ(� 911.0 ᶉ(� 911.0

Cut Cy 9�aYis Cut Cy :�aYis

'eatures

1rograNNing guidance

(2�ɾ(2�ɾ(31
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'ront 5urning

5'%�".� CreaLer -ined up 'ront turning

Unstable chip control at low feed 
rate to keep surface p nish

Bad surface finish at high feed 
rate to improve chip control

TFD wiper insert off ers good chip 
control and surface p nish

Cutting condition
Work material SUS304

Cutting speed  �30 ʙ �0m/  ̔ 

Feed speed  �0.015ᶱ /rev

Depth of cut  �0.15ᶱ

%5� T'%11'3��".3 1���pcs /corner

Conventional tool 　

Surface p nish of conventional tool after 500pcs machined was Ry10.2Жm, and dimensional change 0.1mm occurred 
at start of machining.
TFD-AM3 chipbreaker(DT4 grade) achieved stable machining with no dimensional change after 1,000pcs machined. 
Surface roughness was Ry2.3Жm.

�00pcs/corner

Surface finish in front turning

Good surface�

Good chiQ control�

Good inside corner 3�

��3

�3˃

3

&dge design

&��
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Coolant tIrougI
Iolder aWailaCle
Coolant tIrougI
Iolder aWailaCle

Finishin
g

Tougher

Sh
arp

er

G
en

er
al P

urpose

Finishin
g

Tougher

Sh
arp

er

G
en

er
al P

urpose

:- ChiQCreaLer

".� ChiQCreaLer

C- ChiQCreaLer

".9 ChiQCreaLer

(reat coNCination of 
sIarpness and tougIness

CoWers eYtreNely Xide range
&Ycellent cIip control

"ll purpose cIipCreaker
SIarp edge XitI tougIness

  %esigned for Wery ligIt 
deptI of cut

&Yceptional sIarpness

SIarpest Nolded CIipCreaker
&Ycellent cIip control
-ess tool pressure

3.0

2.0

1.0
0.5

0.05
Feed ʢᶱ /revʣ

D
ep

th
 o

f c
ut

 ʢ
ᶱ

ʣ

0.20.1 0.15
AMX

CL
:-

".3

Front Turning Chipbreaker Quartet

&3�ɾ&�2ɾ&��ɾ&��ɾ&��

&��ɾ&�3ɾ&��ɾ&��

&�2

&��ɾ&�3ɾ&��
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'ront 5urning

'irst negatiWe style insert designed for SXiss
NacIines

-ess tool pressure and good cIip control

UL

ZP

˒˒

˒˒

ZF1

0.10.05 0.15

3.0

2.0

1.0

0

D
ep

th
 o

f c
ut

 （
㎜

）

Feed rate （㎜ /rev）

Positive insert with sharp 
cutting edge is reRuired 
for Swiss machining.

With UL chipbreaker, negative 
insert provides sharp cutting 
edge AND more corners.

ʬSUS3��ʭ  2�� S'.ɹ8&5

˒ 0.03ᶱ /rev　0.5ᶱ DOC ˒ 0.1ᶱ /rev　2.0ᶱ DOC

"WailaCle in "$)ʢ"dKustaCle centerline heightʣtoolholder

UL

500

400

300

200

100

0
ZP

Negative insert
(TNG331)

Positive insert
(DCGT32.51)

CL AM3

C
ut

tin
g 

fo
rc

e（
N
）

)oldersçç(3�
Insertsçç&3�

'eatures

3educe Cost in SXiss .achining Cuts -iLe 1ositiWe *nserts

CoWers a 8ide 3ange of Cutting Conditions Xith Good ChiQ Control

5oolholders for SXiss .achines

6- ChiQCreaLer � corner insert for SXiss NacIines
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"5 CreaLer 

0.1

0.3

0.5

1.0

3.0

5.0

0.05 0.1 0.2 0.4
Feed （㎜ /rev）f

D
.O

.C
（
㎜
）

 a
 p

AT

mirror p nished face

 "lNighty CreaLer Xhich coNCines sharQ edge and cutting edge strength�
 #y Nirror p nish CreaLer it is aCle to suQQress Cuilt uQ edge in sloX sQeed 

region and sticLy XorL Naterial 	such as S��C e�t�c�

"Cle to Nachine high precision due to & class precision inserts� 

SIaft NacIining

Work material ɿS15C

Cutting speedʢm/  ̔ ʣɿ20 ʙ 150

Feedʢᶱ/revʣ ɿ0.02

Depth of cutʢᶱʣ ɿ0.10

Coolant ɿWET

5.� "5 CreaLer 1��� pcs�corner

Competitor�s polished breaker
(P7D coated carbide) 500 pcs/corner

%ue to the strict dimensional tolerance tool life Xas not staCle using 
conWentional product�
5hanLs to "5 CreaLer deposition has Ceen restrain and tool life 
Cecame longer�

SIaft NacIining

Work material ɿS45CL

Cutting speedʢm/  ̔ ʣɿ200

Feedʢᶱ/revʣ ɿ0.0�

Depth of cutʢᶱʣ ɿ0.5

Coolant ɿWET

5.� "5 CreaLer 1��� pcs�corner

Competitor�s polished breaker
(P7D coated carbide) �00 pcs/corner

StaCle machining and longer tool life can reali[e due to the sharp edge 
and cutting edge toughness of "5 CreaLer�

ʪ$utting edge shapeʫ

'eatures

Case study
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'ront 5urning

%S�"C) 5oolholders 

3ange of
centerline IeigIt

adKustNent

� � ��2ᶱ� � ��2ᶱ

3ange of

Adjustment wedge Insert edge NoWes up

"dKustNent Xedge 
goes doXn

Turn screX clockXise

3

2

1

Insert moWes in an upXard direction onlZ� 	-oosen Xedge screX Cefore maLing anZ adKustment


ᶃ  Install the holder slightlZ CeloX 
centerline� 5hen taLe a facing 
test cut�

ᶄ .easure the diameter of the
centerCoss�

ᶆ3e�machine the end face�ᶅ  3aise the center height CZ one 
half of the diameter of the Coss�
  "dKustment references are
aWailaCle in the tool case��AdKustment instructions are supplied in the tool case

"dKust centerline IeigIt siNply XitI a XrencI

ᶃ

ᶄ

"dKust centerline height easily
&liNinate center Coss on end faces
1roWide constant 0% diNension
"dKust easily in Nachine

0QtiNi[ed design reduces WiCration

INproWed cIatter resistance�

%S�"CH type Conventional type

&Ycellent surface Chattered

Tested cutting conditions 	SUS3��

Work materialɿSUS304
HolderɿDS-SDUL1�-11-ACH
InsertɿDCGT11T302MCL TM4
Cutting conditionɿ ʹ�5 m/  ̔ ɺ ʹ0.05 ɵ /revɺ ʹ2.0çWET

�0ᶱ Overhang

'eatures

)oX to use

(23ɾ(2�ɾ(33ɾ(3�
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%S 5oolholders 

.ore turning tools Xithout anZ 
hassle

"WailaCle for 'ront turning 
BacL turning (rooWing 
5hreading .icro�Coring and 
interchangeaCle tooling

"WailaCle shanL si[e range� 
from 14 ᶱ to 32 ᶱ 

"re Zou satisfied Xith the numCer 
of tool positions in Zour machine  
/5, %S tZpe toolholders are useful 
Xhen additional tool positions are 
reRuired
'ront turning BacL turning 
(rooWing 5hreading and Small 
Coring Xhich fit into the machines� 
Wacant drill sleeWes
%S Series toolholders can Ce used 
Xith Coth SXiss or non�SXiss tZpe 
$/$ lathes

*ndustry 1roWen ConceQt

.aLe the Nost of Wacant drill sleeWes

DS / DS-ACH Toolholders

'eatures

(23ɾ(2�ɾ(31ɾ(33ɾ(3�
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'ront 5urning

CS7
'or $am�stZle machine

'igure�1

CS7�/C
'or (ang�stZle machine

'igure�2

CS7�/C�'
'or (ang�stZle machine

'igure�3

Right-Hand style shown

Right-Hand style shown

Right-Hand style shown

"" 2� ̍˃

"" 2� ̍˃

"" 2� ̍˃

ˑAll the inserts can use the same toolholderçççCS7 seriesçç G��

■CS7 Series
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üûĀùĀýù CS7  ��G9 ˔
þ þ

ÿü
þ

÷.ø

÷.ü

ĊĚĝč ēęĐĚôù.üñþ ĊēęôøüĚ

üú÷úøýĀ üú÷úøĀú  �� ˔ ˔ øû÷
üûĀùĀüû  ��G9 ˔

ÿ ÿ
ÿü

ÿ

÷.÷

üú÷úøüø üú÷úù÷ø  �� ˔ ˔ øû÷
üú÷úøúý  ��� ˔ Ā.ü Ā.ü

øû÷
Ā.ü

üú÷úøûû üú÷úøþþ  �� ˔ ˔ ø÷ ø÷ ø÷
üûþûþþ÷  ��G9 ˔

øù øù
ÿü

øù
üúùþĀùĀ  �� ˔ øû÷

ù

üüøû÷ýù üüøû÷þ÷ CS7  ��/C ˔ ˔ ÿ ÿ øù÷ ÿ ÷.ø

ʵ ĊĚĝč ēęĐĚôù.üñþ ĊēęôøüĚ
üüýú÷ø÷  ��G9/C ˔

ø÷ ø÷
ÿü

ø÷
÷.øüûþþûĀù üûþþüûù  ��/C ˔ ˔

øù÷
üûþþüúû üûþþü÷÷  ��/C ˔ ˔ øù øù øù

ú üþÿĀýøüç CS7 ��/C�' ˔ ÿ ÿ øù÷ ÿ
÷.÷
Ỗ
÷.ø

ʵ ĊĚĝč ēęĐĚôù.üñþ ĊēęôøüĚ

Shape Item /umCer $hip�
CreaLer

%imensionsʢᶱʣ P7% $oated $arCide
.aY� %epth 

of $ut
&dge (eometrZ
ʢЋʷЌ�ʣ

;.� 7.� %5�
3 StocL - StocL 3 StocL - StocL 3 StocL

Right-Hand style shown

CS7' ��' 7 .

ĕĶ ʵ

ç÷.úʷü� üú÷úüøý ˔ üú÷úüüþ ˔

 ��' 7�" . ç÷.úʷù� üúüÿÿüÿ ˔

 ��' 7�. . ÷.øüʷù� üûúý÷øĀ ˔ üúÿýùûÿ ˔ üúÿýùüü ˔ üÿü÷ùúü ˔

 ��' 7�C . ÷.øüʷü� üúüÿüþþ ˔

Right-Hand style shown

CS7' ��' 7# .

ĠĬĺ ú.÷÷

ç÷.úʷü� üúøúøýÿ ˔ üúøúøü÷ ˔

 ��' 7#�" . ç÷.úʷù� üúüÿýĀù ˔

 ��' 7#�. . ÷.øüʷù� üûúý÷÷ø ˔ üúÿýùýú ˔ üúÿýùþø ˔ üÿü÷ùûú ˔

 ��' 7#�C . ÷.øüʷü� üúüÿþ÷÷ ˔
'or Prop ling

Left-Hand style shown

CS7' ��' 79 . ĕĶ ʵ üúüÿÿýý ˔

Note� All angles shown are obtained when insert is set in the holder.

■ CS7 Series � Inserts

■ CS7 Series � ToolIolders

30°

β°

β°
30°

α

α0.0 0.0

6.3
5

6.3
5

Thickness:2.38 Thickness:2.38

30°

β°

β°
30°

α

α0.0 0.0

6.3
5

6.3
5

Thickness:2.38 Thickness:2.38

30°

β°

β°
30°

α

α0.0 0.0

6.3
5

6.3
5

Thickness:2.38 Thickness:2.38

30°

β°

β°
30°

α

α0.0 0.0

6.3
5

6.3
5

Thickness:2.38 Thickness:2.38

80
°

45°

0.
7

0.06.35

Thickness:2.38 80
°

45°

0.
7

0.06.35

Thickness:2.38

.irror p nisI
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'ront 5urning

SC"C�/

'igure�1 Right-Hand style shown

9°

Ａ Ａ

９１
°

SC-C�/

'igure�2 Right-Hand style shown

5°

Ａ Ａ

９5
°

SC-C�/�'
	Shifted


'igure�3 Right-Hand style shown

ガ
イ
ド
ブ
ッ
シ
ュ

95
°

5°

１２

SC-C

'igure�4 Right-Hand style shown

５°

9５
°

%S�SC-
	%S )older


'igure�� Left-Hand style shown
ˑTakes Right-hand or Neutral insert

0.
0

A A

95°

5°

20

SC-C�0)
	$oolant through


'igure��

SC-C�0)�
	$oolant
çthrough


'igure��

Right-Hand style shown

Right-Hand style shown

%S�SC--�"C)
	%S�holder Xith "dKustaCle centerline height


'igure�� Left-Hand style shown
ˑTakes Right-hand or Neutral insert

ʪPartsʫ
Shank Wedge Screw for Wedge
П16

ACH-W1�
ʢ5�05601ʣ

WS060415-003
ʢ5��553�ʣП1�.05

П20
WS06041�-004
ʢ5���226ʣ

П22
П25 ACH-W24

П25.4 ACH-W24
ʢ5�0561�ʣ

4�
�

�˃ ��

��˃

1���

$oolant hole
ScreX parts BɿSS����S$ʢ.�ʣ

5h 	ScreX parts "

1214�1�1� si[eɿSP31��	3c1��


$oolant hole

$oolant hole 4�
�

��
˃

��

1���

1�14 si[e ɿ��
1214�1�1� si[e ɿ��

5h 	ScreX parts "

1�14 si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1� si[eɿSP31��ʢ3c1��ʣ

��˃

�˃

3�

■ToolIolders for CC�� Inserts
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

✕

✔

3 - 3 -

ø

üøúþ÷øúçüøúþĀùùçSC"C  ����9��/ ˔ ˔

ʵ

ÿ ÿ øù÷ ÿ

÷.÷ ʵ

ĊĊ ÷ý÷ù
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔üøøĀ÷ý÷çüøúþĀøûç ����9��/ ˔ ˔ ø÷ ø÷ øù÷ ø÷
üûüĀÿûþç ����G9��/ ˔ øù øù ÿü øù ĊĊ ÷Āěú

&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ
✕üøúþ÷ÿÿçüøúþĀ÷ýç ����9��/ ˔ ˔ øù øù øù÷ øù

ù

üøúþ÷ùøçüøúþÿĀÿçSC-C  ����9��/ ˔ ˔

ʵ

ÿ ÿ øù÷ ÿ

÷.÷ ʵ

ĊĊ ÷ý÷ù
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔üøùùøþøçüøúþÿÿ÷ç ����9��/ ˔ ˔ ø÷ ø÷ øù÷ ø÷
üÿþúÿþù ����)��/ ˔ ø÷ ø÷ ø÷÷ ø÷

ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕

üøüùÿÿĀçüøüùÿĀþç ����9��/ ˔ ˔ ø÷ ø÷ øù÷ ø÷
üûüĀÿúĀçüûüĀÿùøç ����G9��/ ˔ ˔ øù øù ÿü øù
üøúþ÷úĀçüøúþÿþùç ����9��/ ˔ ˔ øù øù øù÷ øù
üøĀøù÷÷çüøĀøùøÿç ����9��/ ˔ ˔ øý øý øù÷ øý

ú

üþ÷÷ùû÷çüþ÷÷ùüþçSC-C  ����9��/�'�� ˔

ʵ

ø÷ øü øù÷ ø÷ ü ù
ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕
üþ÷÷ùýüçüþ÷÷ùþúç ����9��/�'�� ˔ ø÷ ù÷ øù÷ ø÷ ø÷ ù
üþ÷÷úýûçüþ÷÷úþùç ����9��/�'�� ˔ øù øÿ øù÷ øù ý ÷
üþ÷÷úÿ÷çüþ÷÷úĀÿç ����9��/�'�� ˔ øù ùû øù÷ øù øù ÷

û üþûûþøĀçüÿÿûĀøø SC-C ���9�� ˔ ˔ ʵ ù÷ ù÷ øù÷ ù÷ ùû.÷ Ȃ ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕

ü ü÷úþĀüþ SC-C ����)��/�'��0)� ˔ ʵ øù øû ø÷÷ øù ù øù ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕ü÷ûû÷øø              ����9��/�'��0)� ˔ øý øý øù÷ øý ù øþõþ

ý
üĀ÷üþû÷ç SC-C  ����'��/�'��0) ˔

ʵ
ø÷ øû ÿ÷ ø÷ ù øù

ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕üĀ÷üþúùç SC-C  ����)��/�'��0) ˔ øù øû ø÷÷ øù ù øù
üĀ÷üýüÿç SC-C ����)��/�'��0) ˔ øý øý ø÷÷ øý ù øþõþ

þ

üý÷ùýúý %S�SC-  ��'��� ˔ øû.÷÷÷ øú øú ÿ÷

ʵ ý.÷ ʵ

ĊĊ ÷ý÷ù
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔

üûÿýĀùú ��)��� ˔ øü.ÿþü øü øü ø÷÷
üý÷øþ÷ú ��'���˞ ˔ øý.÷÷÷ ÿ÷
üúúÿÿþý ����� ˔ øĀ.÷ü÷ øÿ øÿ øù÷
üüù÷ýú÷ ��9��� ˔ ù÷.÷÷÷ øĀ øĀ Āü
üúÿÿý÷ÿ ����� ˔

øù÷üûÿûĀúý �����˞ ˔ ùù.÷÷÷ ùø ùø
üüù÷ýÿĀ �����.&5 ˔ ùü.÷÷÷ ùû ùûüûÿýýĀø ����� ˔ ùü.û÷÷ øü÷
üý÷øþùĀ ��'��� ˔ øû.÷÷÷ øú øú ÿ÷

ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñÿ

ēēęôùüĚ
ôù÷ñýü

✕

üûÿýĀúø ��)��� ˔ øü.ÿþü øü øü ø÷÷
üý÷øþøø ��'���˞ ˔ øý.÷÷÷ ÿ÷
üüýúøýÿ ��G9��� ˔ øĀ.÷ü÷ øÿ øÿ ÿü
üúúÿÿÿû ����� ˔ øĀ.÷ü÷ øù÷
üüù÷ýüü ��9��� ˔ ù÷.÷÷÷ øĀ øĀ Āü
üúþûýĀĀ ����� ˔

øù÷üû÷ø÷Āý �����˞ ˔ ùù.÷÷÷ ùø ùø
üüù÷ýþø �����.&5 ˔ ùü.÷÷÷ ùû ùûüûÿýþ÷Āç ����� ˔ ùü.û÷÷ øü÷
üĀúĀúùþ ����� ˔ úù.÷÷÷ ú÷ ú÷ øü÷

ÿ

üÿúúýĀû %S�SC-  ��'����"C)˞ ˔ øý.÷÷ øü.üçøü.üçÿ÷

ʵ ý.÷ç ʵ ĊĊ ÷Āěú
&��ɾ��ʙ�� ēęĐĚôûñÿ

ēēęôùüĚ
ôù÷ñýü

✕

üÿúúþ÷ù ������"C) ˔ øĀ.÷ü øÿ.÷çøÿ.÷ç
øù÷üÿúúþø÷ ������"C) ˔ ù÷.÷÷ øĀ.÷çøĀ.÷ç

üÿúúþùÿ ������"C)˞ ˔ ùù.÷÷ ùø.÷çùø.÷ç
üĀúû÷øú �����.&5�"C) ˔ ùü.÷÷ ùû.÷çùû.÷çøü÷
üÿúúþúý ������"C) ˔ ùü.û÷ ùû.÷çùû.÷çøü÷

˞Compatible with 16mm / 22mm round shank DS Series holders.çççDS-Sleeveçç G104 

■CC�� Series � ToolIolders
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'ront 5urning

S%9C�/

'igure�� Right-Hand style shown

S%+C�/�'
	Shifted


'igure�4 Right-Hand style shown

S%+C�0)�
	$oolant
çthrough


'igure�2 Right-Hand style shown

S%+C�/�S%+C

'igure�1 Right-Hand style shown

SDJCR/L20-911

G
ui
de
 b
us
h

S%/C

'igure��

62°
30′

C)�S%6C

'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

32
°93°

4�
�

32˃

�3˃

1���

$oolant hole
ScreX parts BɿSS����S$ʢ.�ʣ

5h 	ScreX parts "

1214�1�1� si[eɿSP31��	3c1��


S%+C�0)
	$oolant
çthrough


'igure�3

$oolant hole

$oolant hole 1��� 4�
�

�3
˃

32�

5h 	ScreX parts "

1�14 si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1� si[eɿSP31��ʢ3c1��ʣ

Right-Hand style shown

A A93
°

32°

96
°

A A

29°

32°

93
°

32°

93
°

S%2C

'igure�� Right-Hand style shown

10
7°
30
′

17°30′

■ToolIolders for %C�� Inserts
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

✕

✔

3 - 3 -
/ /

ø

üøúþ÷ûþ üøúþÿýû S%+C  ����9��/ ˔ ˔ ÿ ÿ øù÷ ÿ

÷

ʵ ÷

ʵ

ċĊ ÷þ÷ù
&��ɾ��ʙ��

ěčċ÷þç&��
ēęĐĚôù.üñþ ĊēęôøüĚ

✔üü÷ùøùü ����G9��/ ˔
ø÷ ø÷

ÿü
ø÷

üøù÷ûýû üøúþÿüý ����9��/ ˔ ˔ øù÷

üûýú÷þ÷ ����9��/ ˔ øù øù øù÷ øù
ċĊ ÷þ÷ù
&��ɾ��ʙ��

ěčċ÷þç&��
ēęĐĚôù.üñþ ĊēęôøüĚ

üÿþúÿÿ÷ ����)��/ ˔

ø÷
ø÷

ø÷÷

ø÷
øĀ ù

ċĊ øøěú
&��ɾ��ʙ��

ěčċøø
&��

ēęĐĚôûñø÷ ēēęôùüĚ
✕

üøüùÿýú üøüúùúû ����9��/ ˔ ˔
øù÷

üøùùøüü ����9��/ ˔
øù

ʵ
÷

üûüĀÿøú üûþúýÿø ����G9��/ ˔ ˔

øù
ÿü

øùüüĀúùøü ����G9��/ ˔ øý

üøùùøýú üøúþÿûĀ ����9��/ ˔ ˔ øù

øù÷üøÿ÷üÿú üøÿ÷ý÷Ā ����9��/ ˔ ˔ øý øý øý

üþûûþûú üÿüùþĀú ���9�� ˔ ˔ ù÷ ù÷ ù÷ ùü.÷ ʵ

ù
ü÷úûÿþø S%+C ����)��/�'��0)� ˔ øù øû ø÷÷ øù

ù þ÷
øý

ʵ
ċĊ øøěú
&��ɾ��ʙ��
ěčċøøç&��

ēęĐĚôûñø÷ ēēęôùüĚ
✕ü÷ûû÷ùĀ S%+C ����9��/�'��0)� ˔ øý øý øù÷ øý øÿ.û

ú

üĀ÷úù÷ÿ S%+C ����'��/�'��0) ˔ ø÷
øû

ÿ÷ ø÷

ù

üü
øý

ʵ
ċĊ øøěú
&��ɾ��ʙ��
ěčċøøç&��

ēęĐĚôûñø÷ ēēęôùüĚ
✕üÿÿýùüû ����)��/�'��0) ˔ øù

ø÷÷
øù

þü
üĀ÷úùøý ����)��/�'��0) ˔ øý øý øý øÿ.û

û

üþ÷÷üÿÿ üþ÷÷üþ÷ S%+C  ����9��/�'�� ˔

ø÷

øü

øù÷

ø÷

ü
ʵ ÷

øù

ċĊ ÷þ÷ù
&��ɾ��ʙ��

ěčċ÷þç&��
ēęĐĚôù.üñþ ĊēęôøüĚ

✔üþ÷÷üýù üþ÷÷üüû ����9��/�'�� ˔ ù÷ ø÷

üþ÷÷üûþ üþ÷÷üúĀ ����9��/�'�� ˔ øü ü
øĀ ù ċĊ øøěú

&��ɾ��ʙ��
ěčċøø
&�� ēęĐĚôûñø÷ ēēęôùüĚ

✕

üþ÷÷üùø üþ÷÷üøú ����9��/�'�� ˔ ù÷ ø÷

üþ÷÷ü÷ü üþ÷÷ûĀþ ����9��/�'�� ˔
øù

øÿ
øù

ý

ʵ ÷
üþ÷÷ûþø üþ÷÷ûýú ����9��/�'�� ˔ ùû øù

üĀþûûüý ����9��/�'�� ˔
øý

ù÷
øý

ÿ
øÿ.ü

ċĊ øøěú
&��ɾ��ʙ��
ěčċøøç&��üĀþûûýû ����9��/�'�� ˔ ùÿ øý

ü

üüùüûûĀ S%9C  ����9��/ ˔
ø÷

ø÷

øù÷

ø÷

÷

ù÷ ú

ʵ ċĊ øøěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕

üüüúøýĀ ����9��/ ˔ øý ʵ ÷

üüùüûüý ����9��/ ˔
øù

øù
øù

ù÷ ø

üüüúøþþ ����9��/ ˔
øý ʵ ÷

üüùüûýû ����9��/ ˔ øý øý

ý

üþûúþøø üþûúþüù S%2C  ���9�� ˔ ˔ ø÷ ø÷

øù÷

ø÷ øù

ʵ ʵ ʵ

ċĊ ÷þ÷ù
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔
üþûúþùĀ üþûúþý÷ ���9�� ˔ ˔ øù øù øù øý

ċĊ øøěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕üþûúþúþ üþûþúúù ���9�� ˔ ˔ øý øý øý ù÷

üþûúþûü ���9�� ˔ ù÷ ù÷ ù÷ ùü

þ

üþûùøÿû S%/C /���9�� ˔ ÿ ÿ

øù÷

ÿ û

ʵ ʵ ʵ

ċĊ ÷þ÷ù
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔üþûùøĀù /���9�� ˔ ø÷ ø÷ ø÷ ü

üþûùù÷÷ /���9�� ˔ øù øù øù ý
ċĊ øøěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕üþûùùøÿ /���9�� ˔ øý øý øý ÿ

üþûùùùý /���9�� ˔ ù÷ ù÷ ù÷ ø÷

ÿ

üýüĀùùù C)�S%6C  ����)�� ˔ ø÷ ø÷
ø÷÷

ø÷ øü
øü

ý
ʵ

ċĊ øøěú
&��ɾ��ʙ��
ěčċøøç&��

ēęĐĚôûñø÷ėĞ ĊēęôøüĚ
✔

üýüĀùú÷ ����)�� ˔ øù øù øù øþ û

ü÷÷ûøûÿ ����)�� ˔ øý øý ø÷÷ øý ùø øü ÷

üĀúĀýøý ����)�� ˔ ù÷ ù÷ ø÷÷ ù÷ ùü øü ÷

■%C�� Series � ToolIolders
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'ront 5urning

%S�S%6
	%S )older


'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

" "

��
�

2�

3˃

122˃

%S�S%9
	%S )older


'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

" "

��
�

�˃

11�˃

2�

:�S%+C
	:�aYis


'igure�1
Right-Hand style shown
ˑ Takes Right-hand or

neutral insert

20

93°

A

A

Gang tooling
post

Feed direction

%S�S%6�"C)
	%S�holder Xith "dKustaCle centerline height


'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

ʪPartsʫ
Shank Wedge Screw for Wedge
П16

ACH-W1�
ʢ5�05601ʣ

WS060415-003
ʢ5��553�ʣП1�.05

П20
WS06041�-004
ʢ5���226ʣ

П22
П25 ACH-W24

ʢ5�0561�ʣП25.4

"d
Ku

st
aC

le
ra

ng
e 

 �
�ʴ

��
2

"d
Ku

st
aC

le
ra

ng
e 

 �
�ʴ

��
2

3�

3˃

122˃

2�

:�S%+C�0)
	:�aYis�
ç$oolant through


'igure�4
Right-Hand style shown
ˑ Takes Right-hand or

neutral insert

Gang tooling
post

Feed
direction

:�S%+C�0)�
	:�aYis�
ç$oolant through


'igure�3
Right-Hand style shown
ˑ Takes Right-hand or

neutral insert

Gang tooling
post

Feed
direction

:�S%/C
	:�aYis


'igure�2

Gang tooling
post

Feed direction

A A

90°62°30′

0.
0

21

�3˃

2�

��
�

��

A A

��
� ScreX parts BɿSS����S$ʢ.�ʣ

5h 	ScreX parts "

1212 si[eɿSP3 �̍�ʢ3c �̍ ʣ̔

2�

A A

11

��
�

��
�

��

�3˃

5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

■ToolIolders for %C�� Inserts
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■%C�� Series � ToolIolders

'igure
$ode /o�

Item /umCer
StocL %imensionsʢᶱʣ (age insert Spare Parts

$lamp ScreX 8rench

✕

✔
3 - 3 -

/ /

ø

üúþøýûý :�S%+C  �����S ˔

ʵ

ø÷.÷ ø÷

øù÷ ÷.÷

ù÷

ċĊ ÷þ÷ù
&��ɾ��ʙ��
ěčċ÷þç&��

ēęĐĚôù.üñþ ĊēęôøüĚ
✔üúþøýýø �����S ˔ øù.÷ øù

üĀùý÷÷ø �����S ˔ ø÷.÷

øý
ċĊ øøěú
&��ɾ��ʙ��
ěčċøøç&��

ēęĐĚôûñø÷
ēēęôùüĚ
ôù÷ñýü

✕

üĀü÷ûúø �����.S ˔ ø÷.÷ ùù

üý÷÷ýþø �����S ˔ øù.÷ ù÷

üĀü÷ûùú �����.S ˔ øù.÷ ùù

üÿĀ÷÷ùü �����S ˔ øý.÷ ù÷

ù
üûþĀøĀø :�S%/C /�����S ˔

ʵ
øù.÷ øù

øù÷
ý.÷

ù÷ ċĊ øøěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚôù÷ñýü

✕üûÿüÿþü /�����S ˔ øý.÷ øý ÿ.÷

ú ü÷úüù÷Ā :�S%+C ����)��S�0)� ˔ ʵ øù øù ø÷÷ ʵ ù÷
ċĊ øøěú
&��ɾ��ʙ��
ěčċøøç&��

ēęĐĚôûñø÷ ēēęôùüĚôù÷ñýü
✕

û
üĀø÷üþü :�S%+C  ����)��S�0) ˔ ʵ øù øù

ø÷÷ ʵ
ù÷ ċĊ øøěú

&��ɾ��ʙ��
ěčċøøç&��

ēęĐĚôûñø÷ ēēęôùüĚôù÷ñýü
✕üĀø÷üÿú ����)���0) ˔ ʵ øý øý ùü

ü

üúûÿüûü %S�S%6  ��'��� ˔ øû.÷÷÷ øú.÷ øú ÿ÷

ý.÷

ʵ

ċĊ ÷þ÷ù
&��ɾ��ʙ��

ěčċ÷þ
&��

ēęĐĚôù.üñþ ĊēęôøüĚ
✔

üúûÿø÷þ ��)��� ˔ øü.ÿþü

øü.÷ øü

ø÷÷

üüù÷üĀÿ ��'���˞ ˔
øý.÷÷÷

ÿ÷

üúûøüøý ��9���˞ ˔ Āü

üùþÿùûþ ����� ˔ øĀ.÷ü÷ øÿ.÷ øÿ øù÷

üüù÷ý÷ý ��9��� ˔
ù÷.÷÷÷ øĀ.÷ øĀ

Āü

üùþÿùúĀ ����� ˔
øù÷

üúú÷þüÿ �����˞ ˔ ùù.÷÷÷ ùø.÷ ùø

üý÷øþûü ��'��� ˔ øû.÷÷÷ øú.÷ øú
ÿ÷

ø÷.÷

ċĊ øøěú
&��ɾ��ʙ��

ěčċøø
&��

ēęĐĚôûñø÷
ēēęôùüĚ
ôù÷ñýü

✕

üý÷øþúþ ��'���˞ ˔ øý.÷÷÷ øü.÷ øü

üùþÿùýù ����� ˔
øĀ.÷ü÷ øÿ.÷ øÿ

øù÷

üüþùþú÷ �����S1- ˔ øý÷ øø.÷

üüù÷ýøû ��9��� ˔
ù÷.÷÷÷ øĀ.÷ øĀ

Āü

ø÷.÷

üùþÿùüû ����� ˔
øù÷

üúùû÷ùü �����˞ ˔ ùù.÷÷÷ ùø.÷ ùø

üýúÿý÷ý ��������� ˔ ùú.÷÷÷ ùù.÷ ùù þ÷

üûÿúûøþ �����.&5 ˔ ùü.÷÷÷

ùû.÷ ùû

øù÷

üúøþøúý ����� ˔ ùü.û÷÷
øü÷

üþøúüÿø �����S1- ˔ ùü.û÷÷ øùõü

ý

üÿ÷üýúü %S�S%6  ��'����"C)˞ ˔ øý.÷÷÷ øü.ü øü ÿ÷

ø÷.÷ ʵ
ċĊ øøěú
&��ɾ��ʙ��

ěčċøø
&��

ēęĐĚôûñø÷
ēēęôùüĚ
ôù÷ñýü

✕

üÿ÷üýùþ ������"C) ˔ øĀ.÷ü÷ øÿ.÷ øÿ

øù÷üþĀĀýøû ������"C) ˔ ù÷.÷÷÷ øĀ.÷ øĀ

üþĀĀýùù ������"C)˞ ˔ ùù.÷÷÷ ùø.÷ ùø

üĀúû÷ùø �����.&5�"C) ˔ ùü.÷÷÷ ùû.÷ ùû
øü÷

üþĀĀýûÿ ������"C) ˔ ùü.û÷÷ ùû.÷ ùû

þ

üûýùûùĀ %S�S%9  ����� ˔ øĀ.÷ü÷ øÿ.÷ øÿ øù÷

ø÷.÷ ʵ ċĊ øøěú
&��ɾ��ʙ�� ēęĐĚôûñø÷ ēēęôùüĚ

✕

üüù÷ýùù ��9��� ˔
ù÷.÷÷÷ øĀ.÷ øĀ

Āü

üûýùûúþ ����� ˔
øù÷

üüù÷ýĀþ �����.&5 ˔ ùü.÷÷÷ ùû.÷ ùû

üĀúĀúúü ����� ˔ úù.÷÷÷ ú÷.÷ ú÷ øü÷

˞Compatible with 16mm / 22mm round shank DS Series holders.çççDS-Sleeveçç G104 
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'ront 5urning

S7"C�/

'igure�1 Right-Hand style shown

S7"C

'igure�4 Right-Hand style shown

S7"C�/��-
	'or 7$(511�2


'igure�2 Right-Hand style shown

S7"C�/8
	'or 7$(513�3


'igure�3 Right-Hand style shown

S7"C�8
	'or 7$(513�3


'igure�� Right-Hand style shown

54
°

54
°

h1 h

S7ACR1010911N is also available 
for cam-style machine

S7+C�/

'igure�� Right-Hand style shown

A A91
°

54°

54°

91
°

54°

91
°

A A

3°

91
°

1°

54°

91
°

1°

３°

54°

A A

52°

93
°

■ToolIolders for 7C�� Inserts
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S7+C�/�0)
	$oolant through


'igure�� Right-Hand style shown

■ 7C�� Series � ToolIolders

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ

(age insert

Spare Parts
$lamp ScreX 8rench

✕

✔

3 - 3 -

ø

üú÷û÷ûú üú÷û÷Āù S7"C  ����9��/ ˔ ˔ ø÷ ø÷

øù÷

ø÷

÷.÷ ʵ ʵ ĝĊ øø÷ú
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔üú÷û÷ü÷ üú÷û÷þý  ����9��/ ˔ ˔ øù øù øù

üú÷û÷ýÿ  ����9��/ ˔ øý øý øý

ù
üûþú÷üú üûþú÷úÿ S7"C  ����9��/��- ˔ ˔ ø÷ ø÷

øù÷
ø÷

÷.÷ ʵ ʵ ĝĊĎěøø÷ù
&�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔üûþú÷ýø üûþú÷ûý  ����9��/��- ˔ ˔ øù øù øù

ú

üû÷øþùû üû÷øþ÷ÿ S7"C  ����-��/8 ˔ ˔ ø÷ ø÷

øû÷

ø÷

÷.÷ ùü ʵ ĝĊĎěøú÷ú
&�� ēęĐĚôúñÿ ęēęôù÷Ě

✕üû÷øþúù üû÷øþøý  ����-��/8 ˔ ˔ øù øù øù

üû÷øþû÷ üûúø÷þþ  ����.��/8 ˔ ˔ øý øý øý

û üþûûþýÿ S7"C ���9�� ˔ ù÷ ù÷ øù÷ ù÷ ùü.÷ ú÷ ʵ ĝĊ øø÷ú
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔

ü üûþûüûĀ S7"C ����.��8 ˔ ù÷ ù÷ øü÷ ù÷ ùü.÷ ú÷ ʵ ĝĊĎěøú÷ú
&�� ēęĐĚôúñÿ ęēęôù÷Ě

✕

ý

üÿþÿ÷øù S7+C3 ����)��/ ˔ ÿ ÿ ø÷÷ ÿ ÷ øĀ 2
ĝĊ øø÷ú
&��ɾ��ʙ��

ěčĝ
&��

ēęĐĚôù.üñþ ĊēęôøüĚ
✔

üúúĀĀû÷ üüøþþü÷ S7+C  ����9��/ ˔ ˔ ø÷ ø÷

øù÷

ø÷

÷.÷ ʵ ʵüúúĀĀúù üüøþþýÿ  ����9��/ ˔ ˔ øù øù øù

üúúĀĀùû üüøþþûú  ����9��/ ˔ ˔ øý øý øý

þ

ü÷ù÷ûÿù S7+C  ����'��/�'��0) ˔ ø÷
øû

ÿ÷ ø÷

ù.÷

üü

ʵ ĝĊ øø÷ú
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

✔ü÷÷÷ûøĀ  ����)��/�'��0) ˔ øù
ø÷÷

øù
þü

ü÷ù÷ü÷ÿ  ����)��/�'��0) ˔ øý øý øý

ÿ
ü÷ùøù÷Ā :�S7+C ����)��S�0) ˔ øù øù

ø÷÷ ʵ ÷ ù÷ ʵ
ĝĊ øø÷ú
&��ɾ��ʙ��

ěčĝ
&��

ēęĐĚôù.üñþ ĊēęôøüĚ
✔

ü÷ùøøĀø  ����)��S�0) ˔ øý øý

:�S7+C�0)
	:�aYis�
ç$oolant through


'igure��

Gang tooling
post

Feed direction

�3
˃$oolant hole

$oolant hole

�4˃

21 4�
�

1�

5h 	ScreX parts "

1�14 si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1� si[eɿSP31��ʢ3c1��ʣ

""

��
�

�3˃

5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

Right-Hand style shown
ˑTakes Right-hand or neutral insert
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'ront 5urning

S72C

'igure�3 Right-Hand style shown

:�S79C-
	:�aYis


'igure�2 Left-Hand style shown
ˑTakes Left-hand or neutral insert

S77C�/

'igure��

S77C�/

'igure�4 Right-Hand style shown

%S�S79
	%S )older


'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

Gang tooling
post

Feed direction

S79C�/

'igure�1 Right-Hand style shown

27°30′

25

11
7°
30
′

72
°30
′

72°30′

72
°30
′

72°30′

" "

��˃

��
�

4�˃

2�

A

A

95
°

0.0

20

A A

46°

99
°

■ToolIolders for 7C�� Inserts
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■7C�� Series � ToolIolders

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ

(age insert

Spare Parts
$lamp ScreX 8rench

3 - 3 -
/ /

ø
üúĀúþúø üûøüÿøü S79C  ����9��/ ˔ ˔

ʵ
ø÷

øù øù÷
ø÷

÷.÷ ʵ ʵ ĝĊ øø÷ú
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

üúĀúþûĀ ����9��/ ˔ øù øù

ù üĀøþøÿù :�S79C-�����S ˔ ʵ øù øù øù÷ ʵ ʵ ù÷ ʵ ĝĊ øø÷ú
&��ɾ��ʙ�� ēęĐĚôù.üñþ ĊēęôøüĚ

ú üþûûþþý S72C ���9�� ˔ ʵ ù÷ ù÷ øù÷ ù÷ ʵ ʵ

ĝĊ øø÷ú
&��ɾ��ʙ��

ēęĐĚôù.üñþ ĊēęôøüĚ

û
üüùúùúÿ S77C  ����9��/ ˔

ʵ
øù øù

øù÷
øù

ü ʵ ʵ ēęĐĚôù.üñþ ĊēęôøüĚ
üüùúùøù ����9��/ ˔ øý øý øý

ü

üÿþþĀĀÿ S77C/����)��/ ˔

ʵ

ÿ ÿ ø÷÷ ÿ û

ʵ ʵ ēęĐĚôù.üñþ ĊēęôøüĚüûýøÿúü S77C /����9��/ ˔ ø÷ ø÷
øù÷

ø÷ ü

üþûûþĀù /���9�� ˔ ù÷ ù÷ ù÷ ø÷

ý

üý÷øþþÿ %S�S79  ��'��� ˔ øû.÷÷÷ øú øú ÿ÷

ʵ

ø÷.÷

ʵ ʵ ēęĐĚôù.üñþ ĊēęôøüĚ

üûøÿûøú ��)��� ˔ øü.ÿþü
øü øü

ø÷÷

üý÷øþüù ��'���˞ ˔ øý.÷÷÷ ÿ÷

üúĀúþüý ����� ˔
øĀ.÷ü÷ øÿ øÿ

øù÷

üüþùþùù �����S1- ˔ øý÷ øø.÷

üüù÷ýýú ��9��� ˔
ù÷.÷÷÷ øĀ øĀ

Āü

ø÷.÷

üúĀúþýû ����� ˔
øù÷

üûÿýýþü �����˞ ˔ ùù.÷÷÷ ùø ùø

üĀüúùüù �����.&5 ˔ ùü.÷÷÷
ùû ùû øü÷

üûÿýýÿú ����� ˔ ùü.û÷÷

þ

üĀĀþ÷þþ C)�S76C ����)�� ˔ ʵ ø÷ ø÷ ø÷÷ ø÷ øÿ

ʵ

ù
ĝĊ øø÷ú
&��ɾ��ʙ��

ěčĝ
&��

ēęĐĚôù.üñþ ĊēęôøüĚ
üĀĀüýúû ����)�� ˔ ʵ øù øù ø÷÷ øù ù÷ ÷

üĀĀþ÷ÿü ����)�� ˔ ʵ øý øý ø÷÷ øý ùû ÷

üĀĀþ÷Āú ����)�� ˔ ʵ ù÷ ù÷ ø÷÷ ù÷ ùÿ ÷

˞Compatible with 16mm / 22mm round shank DS Series holders.çççDS-Sleeveçç G104 

C)�S76C

'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

52
°

15
3°
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'ront 5urning

S791�/

'igure�1 Right-Hand style shown

S721�/

'igure�2 Right-Hand style shown

%S�S771
	%S )older


'igure�4

C)�S761

'igure�3 Left-Hand style shown
ˑTakes Right-hand or neutral insert

%S�S771�"C)
	%S�holder Xith "dKustaCle centerline height


'igure��

ʪPartsʫ
Shank Wedge Screw for Wedge
П16

ACH-W1�
ʢ5�05601ʣ

WS060415-003
ʢ5��553�ʣП1�.05

П20
WS06041�-004
ʢ5���226ʣ

П22

П25.4 ACH-W24
ʢ5�0561�ʣ

ʪDimension of recessed grooveʫ
R ap ЇDïMinð

0.05 0.2 2.5
0.5 4.5

0.0� 0.2 2.5
0.5 4.5

0.1� 0.2 3.5
0.5 5.5

0.2 0.2 3.5
0.5 5.5

φ
Ｄ

ap

ap

Ｒ

（
ＭＩ
Ｎ
.）

A A

46°

99
°

11
7°
30
′12

16.0
27°30′

A A

35
°

0.
0

A A
72
°30
’

27

52
°

13
3°

"d
Ku

st
aC

le
ra

ng
e 

 �
�ʴ

��
2

"d
Ku

st
aC

le
ra

ng
e 

 �
�ʴ

��
2

�2 3˃��

3���

■ToolIolders for 7P�� Inserts
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%S�S791
	%S )older


'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - 3 -
/ /

ø
üüøøü÷ý üüøøüøû S791  ����9��/ ˔ç˔ç

ʵ
ø÷.÷

øù øù÷
ø÷

÷.÷ ʵ ĝė øø÷ú
&�� ēęĐĚôù.üñþ ĊēęôøüĚ

üüøøüùù üüøøüûÿ ����9��/ ˔ç˔ç øù.÷ øù

ù

üý÷÷ýùù üý÷÷ýøû S721  ����9��/ ˔ ˔

ʵ

ø÷.÷ ø÷

øù÷ ø÷ ÷.÷

ú.ü

ĝė ÷ÿ÷ù
&�� ēęĐĚôùñý ĊēęôøúĚüý÷÷üĀÿ üý÷÷ý÷ý ����9��/ ˔ ˔ øù.÷ øù ø.ü

üý÷÷üÿ÷ üý÷÷üýû ����9��/ ˔ ˔ øý.÷ øý ʵ

ú
üýüĀù÷ý C)�S761  ����)�� ˔

ʵ
ø÷.÷ ø÷

ø÷÷
ø÷ øü ù

ĝė ÷ÿ÷ù
&�� ēęĐĚôùñý ĊēęôøúĚ

üýüĀùøû ����)�� ˔ øù.÷ øù øù øþ ÷

û
üüøøüüü %S�S771 /����� ˔ øĀ.÷ü÷ øÿ.÷ øÿ

øù÷ ʵ ʵ ʵ ĝė øø÷ú
&�� ēęĐĚôù.üñþ ĊēęôøüĚ

üüøøüýú /����� ˔ ùù.÷÷ ùø.÷ ùø

ü

üÿ÷üýûú %S�S771 /������"C)˞ ˔ øý.÷÷÷ øü.ü øü

øù÷
ʵ ʵ ʵ ĝė øø÷ú

&�� ēęĐĚôù.üñþ ĊēęôøüĚ

üþĀĀýüü /������"C) ˔ øĀ.÷ü÷ øÿ.÷ øÿ

üþĀĀýýú /������"C) ˔ ù÷.÷÷÷ øĀ.÷ øĀ

üþĀĀýþø /������"C)˞ ˔ ùù.÷÷÷ ùø.÷ ùø

üÿ÷þüùû /������"C) ˔ ùü.û÷÷ ùû.÷ ùû øü÷

ý

üüúû÷÷ú %S�S791  ����� ˔ øĀ.÷ü÷ øÿ.÷ øÿ

øù÷
ʵ ø÷ ʵ ĝė ÷ÿ÷ù

&�� ēęĐĚôùñý ĊēęôøúĚ
üüúû÷øø ����� ˔ ù÷.÷÷÷ øĀ.÷ øĀ

üý÷÷üûĀ �����˞ ˔ ùù.÷÷÷ ùø.÷ ùø

üüúúĀĀþ ����� ˔ ùü.û÷÷ ùû.÷ ùû øü÷

■7P�� Series � ToolIolders

˞Compatible with 16mm / 22mm round shank DS Series holders.çççDS-Sleeveçç G104 

A A

99°

0.
0
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'ront 5urning

5'5�0)�
	$oolant through

ScreX accessiCle 
from Coth sides

Item /umCer StocL

%imensionsʢᶱʣ
Spare Parts

$lamp screX 8rench

5'53 ����)�0)� ˔ 1� 14 1�� 1� 4 1� 1� -3�S�4�1�P8 $-3�1�S

����)�0)� ˔ 12 14 1�� 12 2 1� 1� -3�S�4�1�P8 $-3�1�S

����9�0)� ˔ 1� 1� 12� 1� ʵ ʵ 1��� -3�S�4�1�P8 $-3�1�S

Item /umCer
5aper cut capaCilitZ

% maY " maY 5 maY
5'53 ����)�0)� 2�

2�� 3� ʄ����)�0)� 3�
����9�0)� 4�

5'5
ScreX accessiCle 
from Coth sides

3°

6°
15

A A

Right-Hand style shown
˞No capability for taper cut

Right-Hand style shown

When coolant is supplied from the tool post directly to the tools, please remove screw parts ʮBʯand set screw parts A at side and rear of toolholder.
Wrench for screw parts ʮAʯ(SS0605SC) is not attached.  
Please use hex wrench3.0(LW-3) for SS0605SC, hex wrench5.0(LW-5) for SPR1/�.

Item /umCer StocL

%imensionsʢᶱʣ
Spare Parts

$lamp screX 8rench

5'53 �� ˔ 1� 1� 12� ��� 1� 3

ēęôĚôûñø÷ėĞ ĊēęôøüĚ
�� ˔ 12 12 12� ��� 12 1

�� ˔ 1� 1� 12� ��� 1� ʵ

�� ˔ 2� 2� 12� ��� 2� ʵ

2�
�

3˃

2�

��

$oolant hole

$oolant hole
ScreX parts BɿSS����S$ʢ.�ʣ

5h 	ScreX parts "

1�14 si[eɿSS����S$ʢ.�̫ 1��ʣ
1214�1�1� si[eɿSP31��ʢ3c1��ʣ

Taper cut capaCility

.aY� Car diameter Xhen
cutting at " maY	% maY


.aY� taper angle
5 maY

.
aY

� t
ap

er
 d

ep
th

" 
m

aY

■5oolholders for 5'9 � 5' �� inserts
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shape .aY� %0$
ʢᶱʣ 8iper Item numCer

%imensionʢᶱʣ P7% coated carCide

S5� %.� ;.�

5.0

No

5'9 ����.3 0.0� �.525 4.�6 ˔ ˔

����.3 0.1� �.525 4.�6 ˔ ˔

����.3 0.3� �.525 4.�6 ˔ ˔

:es

5'9 ����.38 0.0� �.525 4.�6 ˔ ˔

����.38 0.1� �.525 4.�6 ˔ ˔

����.38 0.3� �.525 4.�6 ˔ ˔

shape .aY� %0$
ʢᶱʣ 8iper Item numCer

%imensionʢᶱʣ P7% coated carCide

S5� %.� ;.�

4.0 :es

5' ����3 0.0 �.525 4.�6 ˔

����3 0.05 �.525 4.�6 ˔

����3 0.15 �.525 4.�6 ˔

����3 0.2 �.525 4.�6 ˔

/&8/&8/&8 5'9 Series � inserts 	�% Nold chiQCreaLer


■5' Series � inserts 	Ground chiQCreaLer


0.5

32°32°

dS

dS

With wiper
All angles shown are obtained when insert is set in the holder

All angles showm are obtained when insert is set in the holder

Shape

Shape

No wiper

0.5

32°
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'ront 5urning

S5"C�/

'igure�1

C)�S56C

'igure�2

Right-Hand style shown

Left-Hand style shown
ˑTakes Right-hand or neutral insert

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üøúþ÷÷ü üøúþÿúø S5"C  ����9��/ ˔ ÿ ÿ

øù÷

ÿ

÷.÷

ěĊ ÷Ā÷ù
&��

ěčě÷Āç&��
ēęĐĚôù.ùñý ĊēęôøúĚ

üøúþ÷Āý üøúþĀûÿ  ����9��/ ˔ ˔ ø÷ ø÷ ø÷

üøøĀ÷þÿ üøúþĀú÷  ����9��/ ˔ ˔ øù øù øù
ěĊ øø÷ù

&��
ěčěøøç&��

ēęĐĚôù.üñþ ĊēęôøüĚ

ù
üýüĀøÿ÷ C)�S56C  ����)�� ˔ ø÷ ø÷

ø÷÷
ø÷ øú ěĊ ÷Ā÷ù

&�� ēęĐĚôù.ùñý ĊēęôøúĚ
üýüĀøĀÿ  ����)�� ˔ øù øù øù øü

■ TC�� Series � ToolIolders

91
°

A A

93°

５
°

13

■ ToolIolders for TC�� Inserts

6
ni

Ru
e 

SX
is

s 
5o

ol
in

g
Fr

on
t T

ur
ni

ng
Ba

ck
 T

ur
ni

ng
Cu

t-o
ff

Or
ig

in
al

 S
er

ie
s

G��

08_総合ｶﾀﾛｸﾞ_2019_vol6_*_英語版.indE   36 2019/05/10   18:33:50



N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

G��

08_総合ｶﾀﾛｸﾞ_2019_vol6_*_英語版.indE   37 2019/05/10   18:33:50



'ront 5urning

15"/�/
	-eWer � locL

ScreX accesssiCle
from Coth sides

'igure�1 Right-Hand style shown

159/�/
	-eWer � locL


'igure�3 Right-Hand style shown

15-/
	-eWer � locL

ScreX accesssiCle
from Coth sides

'igure�2 Right-Hand style shown

%S�159
	-eWer � locL

%S )older

'igure�4 Left-Hand style shown
ˑTakes Right-hand or neutral insert

100°

%S�159�"C)
	%S�holder Xith "dKustaCle centerline height


'igure�� Left-Hand style shown
ˑTakes Right-hand or neutral insert

ʪPartsʫ
Shank Wedge Screw for Wedge
П16

ACH-W1�
ʢ5�05601ʣ

WS060415-003
ʢ5��553�ʣП1�.05

П20
WS06041�-004
ʢ5���226ʣ

П22
П25 ACH-W24

ʢ5�0561�ʣП25.4

3���

�˃

3��1

1�˃

"d
Kus

taC
le 

ran
ge

 
��

ʴ
��

2
"d

Kus
taC

le 
ran

ge
 

��
ʴ

��
2

"

22

"�˃

�˃

�1
˃

17.5

20

18

AA
6°

6° 10
0°

25

6° 95
°

6°

" "�˃

1�˃

�˃
��

�

■ToolIolders for TN�� Inserts
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S59/3�/
ScreX�on

'igure�� Right-Hand style shown

100°

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age 
insert

Spare Parts
Shim $lamp Pin $lamp ScreX Spring 8rench

3 - 3 -

ø üùüùúùü 15"/ ����9��/ ˔ ʵ øý øý øù÷ øý ÷.÷ ʵ
ěĕ øý÷û
&��ʙ��ɾ

��
ēĚěúøþ ēĊēú ēĊĚú ēĚėú ēĞôù.ü

ù üüüùúúý üüüùúûû 15-/ ����-�� ˔ ˔ ʵ ù÷ ù÷ øû÷ ù÷ ùü ʵ
ěĕ øý÷û
&��ʙ��ɾ

��
ēĚěúøþ ēĊēú ēĊĚú ēĚėú ēĞôù.ü

ú

üûþĀÿý÷ 159/  ����9��/ ˔

ʵ

ø÷

øý

øù÷ ø÷

÷.÷

ù

ěĕ øý÷û
&��ʙ��ɾ

��
ēĊēúúĕ ēĊĚúú ēĞôù

ü÷øýøÿú ����9��/G9 ˔
øù

ÿü
øù

÷
üûþĀÿüù ����9��/ ˔ øù÷
üûÿĀĀ÷ø ����9��/ ˔ øý

øù÷
øý

üüøúĀýü ����9��/ ˔ ù÷ ù÷ ù÷

û

üÿøüþýý %S�159  ����� ˒ øý.÷÷ øü øÿ

øù÷
ʵ

øø.÷
ʵ

ěĕ øý÷û
&��ʙ��ɾ

��
ēĊēúúĕ ēĊĚúú ēĞôù

üüøĀþ÷þ ����� ˔ øĀ.÷ü øÿ øÿ
üüøĀþøü ����� ˔ ù÷.÷÷ øĀ øĀ
üüĀø÷ùĀ �����˞ ˔ ùù.÷÷ ùø ùø øù.÷
üüøĀýĀĀ ��.��� ˔ ùü.û÷ ùû ùû øü÷ øú.÷

ü

üÿ÷üýü÷ %S�159  ������"C)˞ ˔ øý.÷÷ øü.ü øü

øù÷
ʵ

øø.÷

ʵ
ěĕ øý÷û
&��ʙ��ɾ

��
ēĊēúúĕ ēĊĚúú ēĞôù

üþĀĀýÿĀ ������"C) ˔ øĀ.÷ü øÿ øÿ
üþĀĀýĀþ ������"C) ˔ ù÷.÷÷ øĀ øĀ
üþĀĀþ÷ü ������"C)˞ ˔ ùù.÷÷ ùø ùø øù.÷
üĀúû÷úĀ �����.&5�"C) ˔ ùü.÷÷

ùû ùû øü÷ øú.÷
üþĀĀþøú ������"C) ˔ ùü.û÷

■TN�� Series � ToolIolders

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - 3 -

ý

üÿúþÿĀú S59/3����9��/ ˔

ʵ

ø÷

øý

øù÷ ø÷

÷
ěĕĎĎøý÷û˘˘

ĔčĕĜē
&��

ēęôĚôúõüĿø÷ ēēęôù÷Ě
ü÷øýøĀø ����9��/G9 ˔

øù
ÿü

øù
üÿúþĀ÷ø ����9��/ ˔

øù÷
üÿúþĀøĀ ����9��/ ˔ øý øý

˞Compatible with 16mm / 22mm round shank DS Series holders.çççDS-Sleeveçç G104 

1�

"�˃

�˃ 1�
�˃

"

˞Only for UL Chipbreaker
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'ront 5urning

1C-/�/
	-eWer � locL


'igure�1

1C-/
	-eWer � locL

ScreX accesssiCle
from Coth sides

'igure�2

Right-Hand style shown

Right-Hand style shown

■CN�� Series � ToolIolders

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
Shim $lamp Pin $lamp ScreX Spring 8rench

3 - 3 -

ø üùüĀ÷üý 1C-/ ����9��/ ˔ øý ù÷ øù÷ øý ÷.÷ ùü
Ċĕ øù÷û
&��ʙ��ɾ

��
ēĚĊûù ēĊēû ēĊĚûĊĈ ēĚėû ēĞôú

ù
üúùøĀĀþ üúùù÷÷ú 1C-/  ����,�� ˔ ˔ ù÷ ù÷ øùü ù÷ ùü ùÿ Ċĕ øù÷û

&��ʙ��ɾ
��

ēĚċûù ēĊēû ēĊĚû ēĚėû ēĞôú
üúùù÷øø üúùù÷ùĀ ����.�� ˔ ˔ ùü ùü øü÷ ùü úù ùÿ

˞For other shank sizes, please contact us for more information.

A A6° 95
°

ScreX accesssiCle

Right-Hand style shown

��
˃

��
˃

̒˃

̒˃

95°

■ToolIolders for CN�� Inserts
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1%+/�/
	-eWer � locL


'igure�1

1%+/
	-eWer � locL

ScreX accesssiCle
from Coth sides

'igure�2

Right-Hand style shown

Right-Hand style shown

93°

■ %N�� Series � ToolIolders

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
Shim $lamp Pin $lamp ScreX Spring 8rench

3 - 3 -

ø üùüĀ÷þù 1%+/ ����9��/ ˔ øý ùü øù÷ øý ÷.÷ ùü
ċĕ øü÷û
&��ʙ��ɾ

��
ēĚċûù ēĊēû ēĊĚûĊĈ ēĚėû ēĞôú

ù
üúùù÷úþ üúùù÷ûü 1%+/  ����,�� ˔ ˔ ù÷ ù÷ øùü ù÷ ùü

úù
ċĕ øü÷û
&��ʙ��ɾ

��
ēĚċûù ēĊēû ēĊĚû ēĚėû ēĞôú

üýÿùûýú  ����.�� ˔ ùü ùü øü÷ ùü úù

˞For other shank sizes, please contact us for more information.

AA6°
6° 93

°

ScreX accesssiCle

�3
˃

�˃

�˃

■ ToolIolders for %N�� Inserts
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#acL 5urning

#ack Turning Tools ʝʝʝʝʝʝʝʝʝ (��
3ecoNNended Cutting Conditions  ʝ (��
(eneral InforNation  ʝʝʝʝʝʝʝʝ (��
Tool -ist  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝ (��

CS7 Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
CTPS Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (�1
T#P Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (�2
T#P" Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
T#7C Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
T#%P Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
T# Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
T#.H Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ (��
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#acL 5urning

Insert 5#1S (�1 5#1 (�3

Holder

C51S 5#1 5#1�0)��0) :�5#1 :�5#1�0) %S�5#1

(�1 (�2
(�2 (�2 (�2 (�2

Coolant through :-axis :-axis/Coolant through %S holder
a ɷ4.�ᶱ ɷ4.�ᶱ
b ɷ4.�ᶱ ɷ5.3ᶱ

Shift amount 2.4ᶱ 3.5ᶱ

Insert 5#1" (��

Holder

C51" 5#1"�0) C)�5#1"

(��
(��

(��Coolant through
a ɷ6.3ᶱ
b ɷ6.�ᶱ

Shift amount 3.4ᶱ

Insert 5#.) (�1

Holder

G55 G55�0)��0) :�G55 :ʵG55���0) %S�G55 C)�G55

(��
(�� (�� (��

(�� (��Coolant through :-axis :-axis/Coolant through
a ɷ1.3ᶱ
b ɷ2.�ᶱ

Shift amount 1.0/1.5ᶱ

Insert 5#%1 (�� 5# (��
7C�������� &��ʙ ��

7C�������� &��
5#7C (��

Holder

5#%1 :�5#%1 5# 5#7C C)�S79C- S7"C���ʢ/ʣX

(��
(��

(�� (�� (�� (�2:-axis
a 3.5ᶱ ɷ4.0ᶱ �.0ᶱ ╭ ╭
b ɷ5.0ᶱ ɷ�.�ᶱ �.0ᶱ ╭ ╭

Shift amount 2.05ᶱ 4.0ᶱ �.5/10ᶱ 10ᶱ ╭

Insert CS7# (��

Holder

CS7�/C

(��
a ɷ1.0ᶱ
b ɷ2.0ᶱ

Shift amount 1.1ɷ1.5ᶱa� -ength of Blade
C� .aY %epth of $ut

ｂａ

Shift amount

/5, #acL 5urning 5ools � 1roduct -ines
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8ork .aterial
Cutting 
Speed

ʢN�Nin）

CS7 T#P�T#P"�#. T#P�T#P"�T#PS�
T#7C�T#.H T#32�T#�3

CoNNon NaNe +IS (rade 'eed 3ate
ʢNN�reW） (rade 'eed 3ate

ʢNN�reW） (rade 'eed 3ate
ʢNN�reW） (rade 'eed 3ate

ʢNN�reW）

Low Carbon 
Steel

S10C

ʙ

S30C
��      ��    12�

%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

5.�
%.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Carbon Steel
S45C

ʙ

S55C
��      ��    1��

%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.02
ʢ0.005-0.04ʣ

%.�
5.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Alloy Steel
SCr415

ʙ

SCr440
��      ��    1��

%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

%.�
5.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Stainless Steel
(Austenitic) SUS303 ��      ��    13�

;.�
%5�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

S5�
%5�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.0�ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Stainless Steel
(Austenitic)

SUS304
SUS316
SUS316L

��      ��    1��
%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

S5�
%5�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Stainless Steel
(Ferritic)

SUS430
SUS430F

��      ��    13�
7.�
;.�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

S5�
%5�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

7.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Stainless Steel
(Martensitic)

(Precipitation hardenic)

SUS440C
SUS630

��      ��      ��
%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.02
ʢ0.005-0.04ʣ

S5�
%5�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�
5.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.05
ʢ0.03-0.1ʣ

Sulfur free cutting steel
Sulfur complex

free cutting steel

SUM22
SUM23
SUM24L

��     12�   1��
7.�
%5�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

5.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

7.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Electromagnetic
soft iron

SU:-0
SU:-1
SU:-2

2��    3��   3��
7.�
%5�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

%5�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

7.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Electromagnetic 
stainless

��      ��    12�
%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.02
ʢ0.005-0.04ʣ

%5�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

High-carbon chromium 
bearing steel SUJ2 ��      ��    12�

%5�
7.�

90.02
ʢ0.005-0.03ʣ

;0.02
ʢ0.005-0.04ʣ

%.�
5.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

2.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Titanium alloy
6AL-47

6AL-
47ELI

��      ��    11�
%5�
;.�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

5.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

5.�
;.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.06ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.1ʣ

Aluminum alloy
A5052
A6061
A�025

��     1��   2�� ;.�

90.02
ʢ0.005-0.03ʣ

;0.03
ʢ0.005-0.04ʣ

5.�

90.02
ʢ0.01-0.03ʣ

;0.06
ʢ0.05-0.1ʣ

1%�
,.�

90.02
ʢ0.01-0.03ʣ

;0.04
ʢ0.02-0.0�ʣ

;.�

90.02
ʢ0.01-0.04ʣ

;0.06
ʢ0.03-0.15ʣ

3ecoNNended Cutting conditions
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#acL 5urning

aɿ  -ength of Blade Cɿ.aY� %epth of $ut
ｂａ

(rade
8orL material

P7% $oated $arCide
S54ŋ2.3ŋ%54ŋ%.4ŋ5.4ŋ7.1ŋ;.3

Steel a x 0.7
Stainless Steel a x 0.6

/on�ferrous material a x 0.9
Plastic a x 0.9

˙3ecoNNended NaY� deQth of cut for each Qass
	.ultiplZ this ratio CZ the length of Clade 	a
 to oCtain the maY� depth of cut for each pass


˙8hen the length of Clade 	a
 is not long enough

Back turning can be performed multiple 
times until the total depth of cut 
reaches (b).

˙8hen eYQeriencing rough p nish on shoulder

Turning the shoulder twice can improve 
the p nish.
This problem can be solved by using 
TBP-BM, TBPA-BM, TBDP inserts without 
increasing the number of passes

TBP-BM, TBPA-BM, TBDP come with NTK�s   
uniRuely designed molded chipbreaker providing 
single pass machining. These inserts can provide 
excellent surface p nish.
TBP-BM (�3
TBPA-BM (��
TBDP (��

End face

NTK BM-chipbreaker Competitor

&Ycellent surface 3ough surface
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В

TBDP-L

Вʹ22 t˃ype
Вʹ45 t˃ype

˙'inishing cut

TBP TBVCR･･F10

TBP

TBVCR･･F10

TBP

TBVCR･･F10

Roughed section goes into the guide
bushing when performing pnish cuts.
(Deburring may be needed upon roughing)

Cutting edge is located away from the guide- 
bushing.  Roughing can be performed without 
retracting roughed part from guide-bushing.

TBDP Left-hand toolholder will eliminate 
the risky process of pulling back the turned 
bar stock into the guide-bushing for pnishing 
process, because its cutting point is away 
from the guide-bushing.

(�2

(��

(��

˙6ndercut

TBMH style inserts should be used to cut the 
undercut

Assume undercut exists on back turning section

Inserts (�1
Holders (��

TBP TBVCR･･F10
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#acL 5urning

�Single Pass #ack Turning� offers eYcellent surface finisIes
Up�rigIt style insert and screX claNping proWides IigI rigidity
8iper flat on cutting edge offers eYcellent surface finisIes
eWen under IigI feed cutting conditions

  PreWents tIe rougI end face froN Iitting
tIe cIip

  8iper flat on cutting edge creates
eYcellent surface finisIes

˙ /eX #. chiQCreaLer

T#P�#.

T#P"�#.

conventinonal 
tool 

0 0.03 0.0�
0.0

1.0

3.0

2.0

4.0

5.0

D
.O

.C
　

 （
㎜
）

 a
 p

Feed rate    （z）（㎜ /rev）f

1Pass BM chipbreaker Competitor�s tool

End face OD End face OD

&Ycellent surface 3aɿ���2ЖN 3ough surface Raɿ1.65Жm
3[ɹɿ����ЖN Rz　ɿ6.01Жm

MaterialɿSUS304ʢП16ʣ , Cutting conditionɿ ��0m/  ̔ ɹ (x)�0.02ᶱ/rev　 (z)�0.0�ᶱ/rev　　 �3.0ᶱ　WET

BM chipbreaker Competitor
Feed rate ʢzʣʢᶱ /revʣ

D.O.C  ʢᶱʣ
0.05 0.0� 0.05 0.0�

0.5

3.0

MaterialɿSUS304ʢП16ʣ , Cutting conditionɿ ��0m/  ̔ 　WET

Good chiQ control 6nstaCle chiQ control

Coolant tIrougI toolIolders 
noX aWailaCle

5#1�0)� � 0)
5#1"�0) :�5#1�0)

5#1�#. � 5#1"�#. for #acL 5urning 
'eatures

#est Solution for ChiQ Control

SuQerior Surface 'inish

&Ycellent ChiQ Control

(�3ɾ(��
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NeX cIipCreaker coWers a Xide range of cutting conditions
No�coNproNise quality Cack turning tools
HigI quality finisI in a single pass
No finisIing cut requiredçç3educed cycle tiNe
.ulti point claNping systeN ensures rigidity

2.0

1.0

3.0

0.03 0.08

BACK DUO

D
.O

.C
　

 （
㎜
）

 a
 p

Feed rate    （z）（㎜ /rev）f

SUS304
BACK DUO Competitor

ʢzʣʢᶱ /revʣ
0.05 0.08 0.05 0.08

Depth of cut
 ʢᶱʣ 3.0

Work materialɿSUS304　　HolderɿTBDPR12　　InsertɿTBDP2201MR TM4
Cutting conditionɿ ��0m/  ̔ ɹ (x)�0.02ᶱ/rev　 (z)�0.0�ᶱ/rev　　 �3.0ᶱ　WET

IncrediCle chip control 6nstaCle chip control

1Pass BACK DUO $ompetitor

Diameter

End face

&nd face %iameter &nd face %iameter

&Ycellent surface
3aɿ����ЖN

3ough surface
Raɿ2.16Жm

3[ɹɿ��11ЖN Rz　ɿ10.2�Жm

Work materialɿSUS304　　HolderɿTBDPR12　　InsertɿTBDP2201MR TM4
Cutting conditionɿ ��0m/  ̔ ɹ (x)�0.02ᶱ/rev　 (z)�0.0�ᶱ/rev　　 �3.0ᶱ　WET

Insertsçç(��)oldersçç(��

&Ycellent surface XitI good cIipcontrol  

INproWed surface finisI tIanks to Xiper flat and 
precision grinding on cutting edge

&Wacuates cIips aXay 
froN tIe sIoulder

#"C, %60 
'eatures

/eX �% chiQCreaLer ChiQ control range

Surface finish coNQarison for S6S���

ChiQ control coNQarison
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#acL 5urning

'igure
$ode /o�

Item /umCer
StocL %imensionsʢᶱʣ (age insert Spare Parts

$lamp ScreX 8rench

3 - 3 -

ø

üûĀùĀýù CS7  ��G9 ˔ þ þ ÿü þ

÷.ø

÷.ü

ĊĚĝĉ ēęĐĚôù.üñþ ĊēęôøüĚ

üú÷úøýĀ üú÷úøĀú �� ˔ ˔ øû÷
üûĀùĀüû ��G9 ˔ ÿ ÿ ÿü ÿ

÷.÷
üú÷úøüø üú÷úù÷ø �� ˔ ˔

øû÷üú÷úøúý ��� ˔ Ā.ü Ā.ü Ā.ü
üú÷úøûû üú÷úøþþ �� ˔ ˔ ø÷ ø÷ ø÷
üûþûþþ÷ ��G9 ˔ øù øù ÿü øùüúùþĀùĀ �� ˔ øû÷

ù
üüøû÷ýù üüøû÷þ÷ CS7  ��/C ˔ ˔ ÿ ÿ øù÷ ÿ ÷.ø

ʵ ĊĚĝĉ ēęĐĚôù.üñþ ĊēęôøüĚüüýú÷ø÷ ��G9/C ˔ ø÷ ø÷ ÿü ø÷ ÷õøüûþþûĀù üûþþüûù ��/C ˔ ˔ øù÷üûþþüúû üûþþü÷÷ ��/C ˔ ˔ øù øù øù

ú üþÿĀýøü CS7  ��/C�' ˔ ÿ ÿ øù÷ ÿ ÷.÷ʙ÷.ø ʵ ĊĚĝĉ ēęĐĚôù.üñþ ĊēęôøüĚ

■CS7 Series � ToolIolders

CS7
'or $am�stZle machine

'igure�1

CS7�/C
'or (ang�stZle machine

'igure�2

CS7�/C�'
'or (ang�stZle machine

'igure�3

Right-Hand style shown Right-Hand style shown

Right-Hand style shown

Shape Item /umCer

$h
ip�

Cr
ea

Le
r

-ength of 
Blade

.aY %epth 
of cut

%imensionsʢᶱʣ P7% $oated $arCide

8 &dge (eometrZ
ʢЋ Ќ̫ ʣ˃

;.� 7.� %5�
3 StocL 3 StocL - StocL 3 StocL

CS7# ��' 7 .

ĕĶ
÷�þ

ù�÷
ø.÷÷

÷.úʷü� üú÷úüþú ˔ üú÷úüúù ˔
��' 7�" . ÷.úʷù� üúüÿþĀø ˔
��' 7�. . ÷.øüʷù� üûúüĀĀü ˔ üúÿýùÿĀ ˔ üúÿýùĀþ ˔ üÿùþûÿ÷ ˔
��' 7�C . ÷.øüʷü� üúüÿÿ÷Ā ˔
��' 7�� . ÷�ÿ ø.ù÷ ÷.úʷü� üúûûÿĀ÷ ˔
��' 7�� . ø�÷ ø.û÷ üúûûĀ÷ÿ ˔

CS7# ��' 7# .

ĠĬĺ
÷�þ

ù�÷
ø.÷÷

÷.úʷü� üúüÿÿùü ˔
��' 7#�" . ÷.úʷù� üúüÿÿúú ˔
��' 7#�. . ÷.øüʷù� üûúüĀÿþ ˔ üúÿýú÷ü ˔ üúÿýúøú ˔ üÿùþûþù ˔
��' 7#�C . ÷.øüʷü� üúüÿÿûø ˔
��' 7#�� . ÷�ÿ ø.ù÷ ÷.úʷü� üúüÿþøÿ ˔
��' 7#�� . ø�÷ ø.û÷ üúüÿþùý ˔

CS7# ��' 79 . ĕĶ ʵ ʵ ʵ ʵ üúüÿÿøþ ˔

■CS7 Series � Inserts
ˑAll the inserts can use the same toolholderçççCS7 seriesçç G��

α α

β°45°β°45°

0.00.0

W
±
0.
05

W
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38

Right-Hand style shown

α α

β°45°β°45°

0.00.0

W
±
0.
05

W
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38

Right-Hand style shown

0.
7

拡大

45° 5° 0.
03
5

0.0
6.35

Thickness:2.38

Left-Hand style shown

For Prop ling

α α

β°45°β°45°

0.00.0

W
±
0.
05

W
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38

α α

β°45°β°45°

0.00.0

W
±
0.
05

W
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38

0.
7

拡大

45° 5° 0.
03
5

0.0
6.35

Thickness:2.38

"" 2� ̍˃ "" 2� ̍˃

"" 2� ̍˃

.irror p nisI

■CS7 Seriesɹ#est for up to �ᶱ diaNeter Naterial

6
ni

Ru
e 

SX
is

s 
5o

ol
in

g
Fr

on
t T

ur
ni

ng
Ba

ck
 T

ur
ni

ng
Cu

t-o
ff

Or
ig

in
al

 S
er

ie
s

G��

08_総合ｶﾀﾛｸﾞ_2019_vol6_*_英語版.indE   50 2019/05/10   18:34:10



$ode /o� Item /umCer StocL

%imensionsʢᶱʣ (age insert
Spare Parts

$lamp ScreX 8rench

üúûýüþù C51S 3�� ˔ ø÷ ø÷
øù÷

ø÷
÷.÷ ěĉėĚ ēęĐĚôù.üñþ ĊēęôøüĚ

üúĀþøÿþ  3�� ˔ øù øù øù

Shape Item /umCer

$hi
p�C

rea
Ler -ength of 

Blade
.aY %epth 

of cut
%imensionsʢᶱʣ P7% $oated $arCide

;.� StocL 7.� StocL
ʪwith Chipbreakerʫ

20

2.
50

6.
0

45
°

0.
5

12°

3°

20

2.
50

6.
0

45
°

0.
5

12°

3°

5#1S ��'3��

ĠĬĺ ú�ø ú�ü ý÷�

÷.÷ üúûýøü÷ ˔ üúýùüüú ˔

 ��'3�� ÷.ø üúûýøýÿ ˔ üúýùüýø ˔

ʪwithout Chipbreakerʫ

20

6.
0

45
°

2.
50

0.
2

0.
7

15°

3°

20

6.
0

45
°

2.
50

0.
2

0.
7

15°

3°

5#1S ��'37 . ĕĶ û�ÿ û�ÿ ý÷� ÷.÷ üúüþ÷üÿ ˔ üúýùüþĀ ˔

Note� All angles shown are obtained when insert is set in the holder.

■ T#PS Series � Inserts

■ CTPS Series � ToolIolders

C51S

Right-Hand style shown

Right-Hand style shown

Right-Hand style shown

20

2.
50

6.
0

45
°

0.
5

12°

3°

20

6.
0

45
°

2.
50

0.
2

0.
7

15°

3°

ˑAll the inserts can use the same toolholderçççCTPS seriesçç G��

A A

5.0

1°

■ CTPS Series

.irror p nisI

N
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#acL 5urning

:�5#1�0)
	$oolant through

ScreX accesssiCle
from Coth sides

'igure��

5#1
ScreX accesssiCle
from Coth sides

'igure�1 Right-Hand style shown

%S�5#1
	%S )older


'igure�� Left-Hand style shown
ˑTakes Right-hand insert

:�5#1
ScreX accesssiCle
from Coth sides

'igure�4 Right-Hand style shown
ˑTakes Right-hand insert

Right-Hand style shown
ˑTakes Right-hand insert

5#1�0)�
	$oolant
çthrough

ScreX accesssiCle
from Coth sides

'igure�2 Right-Hand style shown

3°

15

3°

0.
0

15

Gang tooling
post

Feed direction

3°

0.
0 20

Gang tooling
post

Feed direction

5#1�0)
	$oolant
çthrough

ScreX accesssiCle
from Coth sides

'igure�3 Right-Hand style shown

""

3˃

1���

��� ��
�$oolant

hole

ScreX parts BɿSS����S$ʢ.�ʣ

5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

$oolant
hole 1���

���$oolant
hole

3˃

��
�

5h 	ScreX parts "

1�12 si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1� si[eɿSP31��ʢ3c1��ʣ

2�

A A

3˃

��
�

2˃

5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

■T#P Series

6
ni

Ru
e 
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s 
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■ T#P Series � Inserts

Item /umCer

$h
ip�

Cr
ea

Le
r

-ength 
of 

Blade

.aY 
%epth 
of cut

%imensionsʢᶱʣ P7% $oated $arCide $arCide P$%
S5� ;.� 2.� 7.� 5.� %5� %.� ,.� 1%�
3 StocL 3 StocL - StocL 3 StocL 3 StocL - StocL 3 StocL 3 StocL 3 StocL 3 StocL 3 StocL

5#1 ��'3���#.
ĠĬĺ ú�ü

ü�ú

þù�
÷.÷ü ü÷úĀüùû ˔ üÿýÿúø÷ ˔ üÿýÿû÷ø ˔

 ��'3��.�#. ÷.÷ÿ ü÷úĀüúù ˔ üÿýÿúüø ˔ üÿýÿûøĀ ˔
 ��'3��.�#. ÷.øÿ ü÷úĀüû÷ ˔ üÿýÿúúý ˔ üÿýÿúĀú ˔
5#1 ��' ��

ĠĬĺ

ú�÷ üü� ÷.÷÷ ü÷Ā÷úþÿ ˔ ü÷Ā÷úý÷ ˔ üùþ÷ÿüü ˔
 ��' �� ÷.ø÷ ü÷Ā÷úüù ˔ ü÷Ā÷úÿý ˔ üùĀûú÷ø ˔
5#1 ��' ��

ú�þ

ý÷�

÷.÷÷ ü÷Ā÷ûø÷ ˔ ü÷Ā÷ûùÿ ˔ üûĀûþøø ˔ üùþüü÷ÿ ˔ üþø÷ø÷ÿ ˔ üÿü÷ÿ÷ü ˔
 ��' �� ÷.÷ü
 ��' �� ÷.ø÷ ü÷Ā÷û÷ù ˔ ü÷Ā÷úĀû ˔ üúýùûÿÿ ˔ üùýĀĀûĀ ˔ üþ÷ýøøû ˔
 ��' ��. ˞÷.÷ÿ üûÿýĀýû ˔ üûþýû÷ú ˔ üÿü÷ÿøú ˔
 ��' �� ÷.ù üþúÿÿûû ˔
 ��' 7 .

ĕĶ

û�ÿ ÷.÷÷ üúûüþøü ˔ üùýûĀû÷ ˔ üùýûĀüþ ˔ üùĀĀùþý ˔
 ��'37���1 û�÷ ÷.÷÷ üþÿøþûü

ʢ1 cornerʣ˔
 ��' 7�� .

û�ÿ ÷.÷ü üûû÷ýÿ÷ ˔ üüþüýþü ˔
 ��' 7�� . ÷.ø÷ üûÿùýĀ÷ ˔ üûû÷ýĀÿ ˔ üüþüýÿú ˔
 ��'37���1 û�÷ ÷.ø÷ üþÿüøøÿ

ʢ1 cornerʣ˔

˞Inserts having Ƿ10Mé the R code can be used for machining when the component drawing specip es that the radius is less than R�0.1
Note� All angles shown are obtained when insert is set in the holder.

ʪwith Chipbreakerʫ

ʪwithout Chipbreakerʫ

ʪwith BM-Chipbreakerʫ

ʪPD1ʫçPCD tipped

Right-Hand style shown

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
$lamp ScreX 8rench
✔ ✕ ✔

✕
3 - 3 -

ø

üøúúùÿü üøúúùĀú 5#1  �� ˔ ˔

ʵ

ÿ
ø÷

øù÷ ÿ û

ú.ü ʵ ü.ü ěĉė

ēęĐĚôûñø÷ėĞ
✔

ĊēęôøüĚ
✔

üÿþúÿüý  ��) ˔ ø÷ ø÷÷ ø÷ ùü÷Ā÷ûúý ü÷Ā÷ûûû  �� ˔ ˔ øù÷
üûüĀþþø  ��G9 ˔ øù øù ÿü øù

÷ ēęĐĚôûñøùėĞ
✔

ü÷Ā÷ûüø ü÷Ā÷ûýĀ  �� ˔ ˔ øù÷ü÷Ā÷ûþþ ü÷Ā÷ûÿü  �� ˔ øú øú øú
üûüĀþÿĀ  ��) ˔ øý øý ø÷÷ øýüùþ÷ÿùù üùþ÷ÿú÷  �� ˔ ˔ øù÷

ù ü÷úþĀýü 5#13 ��)�0)� ˔ ʵ øù øù ø÷÷ øù ù ú.ü ø÷ þ÷ ěĉė ēęĐĚôûñøùėĞ
✔

ĊēęôøüĚ
✔ü÷ûúĀþø             ��9�0)� ˔ øý øý øù÷ øý ÷ ÷

ú
üĀùüþùù 5#1  ����)�0) ˔

ʵ
ø÷ øù

ø÷÷
ø÷ û

ú.ü
øĀ

þü ěĉė
ēęĐĚôûñø÷ėĞ ĊēęôøüĚ

✔üĀùüþú÷  ��)�0) ˔ øù øù øù ù ø÷ ēęĐĚôûñøùėĞüĀùüþûÿ  ��)�0) ˔ øý øý øý ÷ ÷

û
üúþøüüû :�5#1  ��S ˔

ʵ
ø÷ ø÷

øù÷ ʵ ʵ ú.ü
ù÷

ʵ ěĉė
ēęĐĚôûñø÷ėĞ✔

ĊēęôøüĚ
✔

üĀü÷úĀĀ  ��.S ˔ ø÷ ø÷ ùù ēęĐĚôûñø÷ėĞ✔
üúþøüÿÿ  ��S ˔ øù øù ù÷ ēęĐĚôûñøùėĞ✔
üĀü÷û÷þ  ��.S ˔ øù øù ùù ēęĐĚôûñø÷ėĞ✔

ü üĀøøü÷ÿ :�5#1  ��)S�0) ˔ ʵ øù øù ø÷÷ ʵ ʵ ú.ü ù÷ ʵ ěĉė ēęĐĚôûñøùėĞ
✔

ĊēęôøüĚ
✔üĀøøüøý  ��)�0) ˔ øý øý ùü

ý
üüû÷ûøû %S�5#1  �� ˔ øĀ.÷ü÷ øÿ øÿ øù÷ ʵ ʵ ø÷.÷ ʵ ü.ü ěĉė ēęĐĚôûñø÷

✕
ēēęôùüĚ
ôù÷ñýü

✕
üüû÷ûùù  �� ˔ ù÷.÷÷÷ øĀ øĀ
üüû÷ûú÷  �� ˔ ùü.û÷÷ ùû ùû øü÷

■ T#P Series � ToolIolders

有効切刃長

15°

有効切刃長

15°

ʪwith Chipbreakerʫ

15°

0.
7
0.
2

Length of
Blade

15°

Length of
Blade

0.
2
0.
7

15°

1.
4

16°

0.
3

.irror p nisI
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#acL 5urning

C51"
ScreX accessiCle
from Coth sides

'igure�1 Right-Hand style shown

C)�5#1"

'igure�3

5#1"�0)
	$oolant through

ScreX accesssiCle
from Coth sides

'igure�2

Left-Hand style shown
ˑTakes Right-hand insert

Right-Hand style shown
5h   ˘12 ˘16 ˘20ɿRc1/�ʢPT1/�ʣ

A A25

１
°

7.5

19.5

2°

1°

9 7.
5

1˃

��
� 5h

5h
��

П%
1���
���

2˃

$oolant hole
""

■T#P" Series

-eft�Hand coolant tIrougI Iolders are designed for 3igIt�Hand NacIines�

6
ni

Ru
e 

SX
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Item /umCer

$h
ip�

Cr
ea

Le
r

-ength of 
Blade

.aY %epth 
of cut

%imensionsʢᶱʣ P7% $oated $arCide
S5� ;.� 2.� 7.� 5.� %5� %.�
3 StocL 3 StocL - StocL 3 StocL 3 StocL 3 StocL 3 StocL 3 StocL

5#1" ��'3���#.

ĠĬĺ

ü�ü ý�ü ÷.ú
÷.÷ü ü÷úĀüüþ ˔ üÿĀùüÿú ˔ üÿĀùüĀø ˔

 ��'3��.�#. ÷.÷ÿ ü÷úĀüýü ˔ üÿĀùüýþ ˔ üÿĀùüþü ˔
 ��'3��.�#. ÷.øÿ ü÷úĀüþú ˔ üÿĀùüûù ˔ üÿĀùüüĀ ˔
5#1" ��' 7# .

û�ü ü�ú

÷.ù ÷.÷ üúûûÿúú ˔ üúýùüúÿ ˔ üûúĀúûû ˔ üÿü÷ÿûþ ˔
 ��' 1#�� .

÷.ú

÷.ø üúûûÿüÿ ˔ üúýùüù÷ ˔ üúþĀøüø ˔
 ��' ��.

ñ÷.÷ÿ
üûÿýĀüý ˔

 ��' 1#��. . üûþýúĀü ˔ üÿü÷ÿùø ˔
 ��' 1#��. . ñ÷.øÿ üÿü÷ÿúĀ ˔
 ��' 7 . ĕĶ ý�ú ý�ÿ ÷.ù ÷.÷ üúûûÿøþ ˔ üúýùüûý ˔ üûúĀúúý ˔

˞Inserts having Ƿ10Mé, Ƿ20Mé as the R code can be used for machining when the component drawing specip es that the radius is less than R�0.1, R�0.2
Note� All angles shown are obtained when insert is set in the holder.

■ T#P" Series � Inserts

1.
35

12°
70°

Length of
Blade

α

1.
35

12°
70°

Length of
Blade

α

ʪwith BM-Chipbreakerʫ

'igure
$ode /o�

Item /umCer
StocL %imensionsʢᶱʣ (age insert Spare Parts

$lamp ScreX 8rench

3 - 3 -

ú üÿÿûĀûü C)�5#1"  �� ˔ øý øý øù÷ øý ùÿ ěĉėĈ
ïĉĨĪĲçěļĹĵİĵĮð ēęĐĚôûñø÷ ēēęôùüĚüÿÿûĀüù  �� ˔ ù÷ ù÷ ù÷ úù

'igure

$ode /o�
Item

/umCer

StocL %imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

✔ ✕

✕

✔

3 - 3 -

ø
üøĀĀøÿþ üøĀĀøüú C51"  �� ˔ ˔ ø÷ ø÷

øù÷
ø÷

ú.û
ù

øý
ěĉėĈ

ïĉĨĪĲçěļĹĵİĵĮð
ĊěėĈ

ïĊļĻôĶĭĭð

ēęĐĚôûñø÷ėĞ✔ ĊēęôøüĚ
✔üøĀĀøĀü üøĀĀøýø  �� ˔ ˔ øù øù øù

÷ ēęĐĚôûñøùėĞ✔üøĀĀù÷ú üøĀĀøþĀ  �� ˔ ˔ øý øý øý
üûüĀüû÷ üûüĀüüþ  ��' ˔ ˔ ù÷ ù÷ ÿ÷ ù÷ ēęĐĚôûñø÷✕ ēēęôùüĚ✕

■ T#P" Series � ToolIolders

'igure $ode /o� Item /umCer StocL
.aY

Bar %ia

П
ʢᶱʣ

%imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

ù
üĀúùĀÿú 5#1"3��)�0) ˔ ùü øù øù

ø÷÷
øù

ú.û ø÷ û ěĉėĈ
ïĉĨĪĲçěļĹĵİĵĮð ēęĐĚôûñøùėĞ ĊēęôøüĚüĀúùĀĀø ��)�0) ˔ úü øý øý øý ù

üĀûüÿøø ��)�0) ˔ ü÷ ù÷ ù÷ ù÷ ÷ ÷

0.
7 α

15°

60°

0.
7

15°

α

60°

3.
5

〔25〕

9.
40

45
°

ʪwith Chipbreakerʫ ʪwithout Chipbreakerʫ

Right-Hand style shown
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#acL 5urning

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ

(age insert

Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø
üù÷ûĀüú 5#7C  �� ˔ ø÷ ø÷

øù÷
ø÷

þ.ü
ù.ü TB7C

7CGT1103
&��ʙ��

ēęĐĚôù.ü＊þ ĊēęôøüĚüù÷ûĀûý  �� ˔ øù øù øù û.ü
üù÷ûĀù÷  �� ˔ øý øý øý ÿ.ü

ù

üúûûùüû 5#7C  ���'�� ˔ ø÷ ø÷ øù÷ ø÷

ø÷

÷
TB7C

7CGT1103
&��ʙ��

ēęĐĚôù.ü＊þ ĊēęôøüĚ
üûüĀþĀþ  ��G9�'�� ˔ øù øù ÿü øù ùüúûûùýù  ���'�� ˔ øù÷
üûüĀÿ÷ü  ��)�'�� ˔ øý øý ø÷÷ øý ýüúûûùþ÷  ���'�� ˔ øù÷
üûüĀüýü  ��'�'�� ˔ ù÷ ù÷ ÿ÷ ù÷ ø÷

ú üÿĀ÷ýúþ C)�S79C  ����9�� ˔ øý øý øù÷ øý ùþ ʵ 7C 1103
&��ʙ�� ēęĐĚôù.ü＊þ ĊēęôøüĚüÿĀ÷ýûü  ����9�� ˔ ù÷ ù÷ ù÷ úø ʵ

Shape Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

;.� StocL 7.� StocL

Right-Hand style shown

5#7C ��'3��6 ý.úü ú.øÿ ÷.÷ü üù÷ûÿþ÷ ˔
 ��'3��6 ÷.ø÷ üù÷ûÿÿÿ ˔ üúûøþýú ˔
 ��'3��S ý.úü ú.øÿ ÷.ø÷ üûúúø÷þ ˔

■ T#7C Series � Inserts

■ T#7C Series � ToolIolders

5#7C

'igure�1 Right-Hand style shown
˞For non-ferrous materials

5#7C�'��

'igure�2 Right-Hand style shown
˞For steel materials

0.5

U型ブレーカ

S型ブレーカ

C)�S79C-

'igure�3

7.
0

16

10 87°

52°

2°

53°

8.5

53°
2°

8.5

■ T#7C Series

Left-Hand style shown
ˑTakes Right-hand or Neutral insert
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Shape
Item /umCer

-ength of 
Blade

%imensionsʢᶱʣ P7% $oated $arCide

1�
4

13˃

��
3

2�
2

В 2.� StocL 5.� StocL %.� StocL

5#%1 �����3

3.5 �0

0.05 üÿúúøøý ˔ üÿø÷ûý÷ ˔ üÿþþÿýü ˔

 ����.3 0.0� üÿúúøúù ˔ üÿø÷ûÿý ˔ üĀ÷úøùü ˔

 ����.3 0.1� üÿúúøû÷ ˔ üÿø÷üþþ ˔ üĀ÷ùû÷ÿ ˔

■ T#%P Series � ToolIolders

5#%1

'igure�1

:�5#%1

'igure�2

Right-Hand style shown

Right-Hand style shown

Feed direction

Gang
tooling post

■ T#%P Series � Inserts

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üÿþúÿýû 5#%1  ����) ˔ ø÷ øù ø÷÷ ø÷

ù.÷ü

øü ú ù

TBDP ēęĐĚôû＊øù ēēęôùüĚ

üÿøûýþÿ üÿúþùýü  ���� ˔ ˔

øù÷üÿø÷ûûü üÿúþùþú  �� ˔ ˔ øù øù øù øÿ
ü ÷üÿø÷ûüù üÿúþùÿø  �� ˔ ˔ øý øý øý øĀ.ü

üÿûùûøû  �� ˔ ù÷ ù÷ ù÷ øĀ.ü
ù üÿúĀøúĀ :�5#%1 ��S ˔ øù øù øù÷ ʵ ù.÷ü ù÷ ü.÷ ʵ

˞Do not tighten clamp screw without installing insert as it may damage the insert pocket.

.aY %epth of $ut

Shift amount

14

�

2���
�

"

■ T#%P 	#ack %uo
 Series

N
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#acL 5urning

5#5
ScreX accessiCle
from Coth sides

'igure�1 Right-Hand style shown

5#�/

'igure�2 Right-Hand style shown

5#�'

'igure�3 Right-Hand style shown

'igure

$ode /o�
Item

/umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
$lamp ScreX $lamp $lamp Bolt Spring 8rench

✔

✕
3 - 3 -

ø

üø÷þüøø üø÷þü÷ú 5#5  ��' ˔ ˔ ÿ ÿ ÿ÷ ÿ ü

û ü.÷ ěĉúù ēęôĚôûñ
ø÷ėĞ ʵ ʵ ʵ ĊēęôøüĚ

✔

üø÷þüþÿ üø÷þüý÷ ��, ˔ ˔ øù÷
üø÷þûĀü üø÷þûÿþ ��' ˔ ˔ ø÷ ø÷ ÿ÷ ø÷ úüø÷þüüù üø÷þüûü ��, ˔ ˔ øù÷
üø÷þûþĀ üø÷þûýø ��' ˔ ˔ øù øù ÿ÷ øù øüø÷þüúþ üø÷þüùĀ ��, ˔ ˔ øù÷

ù

üÿúþøûø 5#  ��/��� ˔

øý øý
þÿ

øý Ā

øø.ü Ā.÷ ěĉûù

ʵ ĊėęöēüĚ ĈĖĚôüñùü ĈĚĎôü ēĞôù.ü
✕

üü÷ûüûú ��/S ˔

ø÷

ü.÷

ěĉûú

üü÷ûüü÷ üüùûøûü ��/ ˔ ˔

Ā.÷
üÿù÷ýøÿ ��/�) ˔ ø÷÷
üÿûÿùÿÿ ��/�, ˔ øùü
üüüúüû÷ üüùûøüù ��/ ˔ ˔ ù÷ ù÷ ø÷÷ ù÷ ü øû

üüùûøý÷ ��/ ˔ ùü ùü øü÷ ùü ÷ øĀ

ú

üü÷ü÷ùĀ 5#  ��'S ˔ øý øý
ø÷÷

øý Ā øü ü.÷

ěĉûú ʵ Ċėęöēü ĈĖĚôüñùü ĈĚĎôü ēĞôù.ü
✕

üü÷ü÷úþ ��' ˔ Ā.÷
üüùýùĀÿ ��'S ˔ ù÷ ù÷ ù÷ ü ù÷ ü.÷
üü÷ü÷üù ��' ˔ Ā.÷üüøĀþùú ��' ˔ ùü ùü øü÷ ùü ÷ ùü

■T# Series � ToolIolders

2°

6°
15

25

2°
6°

25

2°
6°

■T# Series
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Item 
/umCer

$h
ip�

Cr
ea

Le
r

-ength of 
Blade

.aY %epth 
of cut

%imensionsʢᶱʣ P7% $oated $arCide
;.�

3 StocL - StocL

5#����

ĠĬĺ

ù�þ û�ÿ ûü�

÷.÷÷

÷.ü Ā.üùü ú.øÿ

üÿø÷üûû ˔

5#���� ÷.÷ü üÿø÷üúý ˔ üĀÿùúúü ˔

5#���� ÷.øü üÿø÷üùÿ ˔ ü÷úúüü÷ ˔

5#���� ÷.ù÷ üøý÷üûû ˔

5#���� ù�ú ÿ�ÿ ûü� ÷.øü ø.÷ øù.þ÷ ú.øÿ üĀøûùþ÷ ˔

5#����
û�÷

û�ÿ˞ø

ÿ�ÿ ûü�

÷.÷ü

ø.÷ øù.þ÷ û.þý

üÿø÷ü÷ù ˔

5#���� ÷.øü üþüýýøû ˔

5#���� ú�Ā ÷.û÷ üþĀýûøù ˔

Note� All angles shown are obtained when insert is set in the holder.

Right-Hand style shown

d sd sd s w

45°

Le
ng
th

of
 B
la
de

■ T# Series � Inserts
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#acL 5urning

G55
ScreX accessiCle
from Coth sides

'igure�1 Right-Hand style shown

C)�G55

'igure�4

G55�0)�
	$oolant through

ScreX accesssiCle
from Coth sides

'igure�2

G55�0)
	$oolant through

ScreX accesssiCle
from Coth sides

'igure�3

Left-Hand style shown

Right-Hand style shown

Right-Hand style shown

%S�G55

'igure�� Left-Hand style shown
ˑTakes Right-hand insert

:�G55
ScreX accessiCle
from Coth sides

'igure��

:�G55�0)
	$oolant through

ScreX accesssiCle
from Coth sides

'igure��

Right-Hand style shown
ˑTakes Right-hand insert

Right-Hand style shown
ˑTakes Right-hand insert

BacL
5urning

(rooWing

BacL
5urning

(rooWing

Coolant hole A A

�˃
13

1���

�
2˃2˃

2˃

""

2˃

1���$oolant hole �

ScreX parts BɿSS����S$ʢ.�ʣ

�˃
13

5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

5h 	ScreX parts "

1�12 si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1� si[eɿSP31��	3c1��


5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

A A

6°

2°

2°

2°

1.
5

A A

2°

2°

0.
0

A

B B

A

2°

6°

200.
0

Back
Turning

Grooving

Back
Turning

Grooving

Back
Turning

Grooving

Feed direction

Gang tooling
post

���

2˃

2�

"

"

B B

Gang tooling
post

Feed
direction

■ (TT Series
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
$lamp ScreX 8rench
✔ ✕ ✔

✕
3 - 3 -

ø

üø÷þú÷ü üø÷þúøú G55  ��'�� ˔ ˔

ʵ

ÿ

ÿ ÿ÷
ÿ

÷ç øü

ø.ý

üç

5B.)32

(5.32
(5.)32
(5.932

)��
Ỗ

)��

q
a
a
a
a
a
a
a
z

q
a
a
a
a
a
a
a
z

ęāēęôĚôûñø÷ėĞ ✔
ēāēęôĚôûñü.ÿ ✕

ĊēęôøüĚ
✔

üý÷ÿýÿù  ����'�� ˔ ø÷ ēęôĚôûñø÷ėĞ ✔
üø÷þù÷ý üø÷þùøû  ��,�� ˔ ˔ ÿ øù÷

ęāēęôĚôûñø÷ėĞ ✔
ēāēęôĚôûñü.ÿ ✕

üý÷ÿýĀ÷  ����,�� ˔ ø÷

ēęôĚôûñø÷ėĞ
✔

üø÷þúùø üø÷þúúĀ  ��'�� ˔ ˔ ø÷ ø÷ ÿ÷ ø÷ úçüø÷þùùù üø÷þùú÷  ��,�� ˔ ˔ øù÷
üø÷þúûþ üø÷þúüû  ��'�� ˔ ˔ øù øù ÿ÷ øù øüø÷þùûÿ üø÷þùüü  ��,�� ˔ ˔ øù÷
üûüĀÿĀý üüüøúÿþ  ��)�� ˔ ˔ øý øý ø÷÷ øý

÷üøþúýÿþ üøþúýþĀ  ��,�� ˔ ˔ øù÷
üüú÷ÿüù üþÿ÷úøþ  ��,�� ˔ ˔ ù÷ ù÷ øùü ù÷

ù.þ

üþÿ÷ú÷Ā üþÿ÷ùĀø  ��.�� ˔ ˔ ùü ùü øü÷ ùü
üø÷þúýù üø÷þúþ÷  ��'�� ˔ ˔ ø÷ ø÷ ÿ÷ ø÷ úçüø÷þùýú üø÷þùþø  ��,�� ˔ ˔ øù÷
üüúþùù÷ üüúþøûþ  ��'�� ˔ ˔ øù øù ÿ÷ øù øüüúþùûý üüúþøýù  ��,�� ˔ ˔ øù÷
üüúþùýø üüúþøÿÿ  ��)�� ˔ ˔ øý øý ø÷÷ øý ÷üüúþùÿþ üüúþù÷û  ��,�� ˔ ˔ øù÷
üø÷þúÿÿ üø÷þúĀý  ��'�� ˔ ˔ ø÷ ø÷ ÿ÷ ø÷ úçüø÷þùÿĀ üø÷þùĀþ  ��,�� ˔ ˔ øù÷
üüúþùúÿ üüúþøüû  ��'�� ˔ ˔ øù øù ÿ÷ øù øüüúþùüú üüúþøþ÷  ��,�� ˔ ˔ øù÷
üüúþùþĀ üüúþøĀý  ��)�� ˔ ˔ øý øý ø÷÷ øý ÷üüúþùĀü üüúþùøù  ��,�� ˔ ˔ øù÷

ù ü÷úüúÿø G55 ��)���0)� ˔ ʵ øù øù ø÷÷ øù ÷ç þ÷ ø.ý ø ēęôĚôûñø÷ėĞ
✔ ĊēęôøüĚü÷ûúĀĀþ            ��9���0)� ˔ øý øý øù÷ øý ÷

ú
üĀùøþ÷ü G55 ����)���0) ˔

ʵ
ø÷ øù ø÷÷

ø÷
÷ç þ÷ ø.ý

ø ēęôĚôûñø÷ėĞ
✔

ĊēęôøüĚ
✔üÿĀ÷øüþ  ��)���0) ˔ øù øù ø

üĀùøþøú  ��)���0) ˔ øý øý øý ÷

û
üýüĀùûÿ C)�G55  ��)�� ˔

ʵ
ø÷ ø÷

ø÷÷
ø÷ øü

øù ø.ü
ú ēęôĚôûñĀ

✕
ęēęôù÷Ě

✕üýüĀùüü  ��)�� ˔ øù øù øù øþ ø
üĀý÷ÿúý  ��)�� ˔ øý øý øý ùø ÷

ü

üúûÿüý÷ %S�G55  ��' ˔ øû.÷÷÷ç øú øú ÿ÷

ʵ
ý

ù÷ ø.ý ʵ ēęôĚôûñĀ
✕

ęēęôù÷Ě
✕

üúûÿ÷ÿø  ��) ˔ øü.ÿþüç øü øü ø÷÷
üúûøüúù  ��9˞ ˔ øý.÷÷÷ç Āü
üùþÿùÿÿ  �� ˔ øĀ.÷ü÷ç øÿ øÿ

øù÷üùþÿú÷û  �� ˔ ù÷.÷÷÷ç øĀ øĀ
üúùû÷ûø  ��˞ ˔ ùù.÷÷÷ç ùø ùø
üûÿúûúú  ��.&5 ˔ ùü.÷÷÷ç ùû ùû øü÷

ø÷üúøþøûû  �� ˔ ùü.û÷÷ç ùû ùû øù÷
üĀúþýĀú  �� ˔ úù.÷÷÷ç ú÷ ú÷ øü÷

ý üúþøý÷û :�G55  ��S ˔ ʵ ø÷ ø÷ øù÷ ʵ ÷ ù÷ ø.ý ʵ ēęôĚôûñø÷ėĞ
✔

ĊēęôøüĚ
✔

üúþøýù÷  ��S ˔ øù øù ù÷

þ üĀøøûýý :�G55 ��)��S�0) ˔ ʵ øù øù ø÷÷ ʵ ÷ ù÷ ø.ý ʵüĀøøûþû  ��)���0) ˔ øý øý ùü

■ (TT Series � Inserts

■ (TT Series � ToolIolders

Shape Item /umCer $h
ip

�
Cr

ea
Le

r -ength of 
Blade

.aY %epth 
of cut %imensionsʢᶱʣ P7% $oated $arCide

;.� StocL

Right-Hand style shown

5#.)�� ���3�����
ĠĬĺ

÷�ú ø�ÿ ø.÷ ùù�
÷.÷ü

üúĀüøĀĀ ˔
 ���3����� ÷�Ā ûü� üúĀüùøü ˔
5#.)�� ���3����� ÷�ü ù�þ ø.ü ùù� üúĀüù÷þ ˔
 ���3����� ø�ú ù�ý ûü� üúĀüùùú ˔

Note� All angles shown are obtained when insert is set in the holder.

3.189.525

3.18

˞Compatible with 16mm / 22mm round shank DS Series holders.çççDS-Sleeveçç G���
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#acL 5urning

Shape Item /umCer
%imensionsʢᶱʣ

P7% $oated $arCide
̢̙�

3 StocL - StocL

7CG5������' �. þ.Āû ú.øÿ ÷.÷ üĀýĀøùý ˔ üĀýĀøúû ˔

7CG5������' �. þ.Āû ú.øÿ ÷.ø üĀýĀø÷÷ ˔ üĀýĀøøÿ ˔

■ S7"C�8 Series � Inserts

 Right-Hand 
style shown

 Left-Hand style shown

S7"C�/8

'igure�1 Right-Hand style shown

S7"C�8

'igure�2 Right-Hand style shown

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age
insert

Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üû÷øþùû üû÷øþ÷ÿ S7"C  ����-��/8 ˔ ˔ ø÷ ø÷
øû÷

÷.÷

ø÷

ùü
ĝĊĎěøú÷ú ēęĐĚôúñÿ ęēęôù÷Ě

üû÷øþúù üû÷øþøý  ����-��/8 ˔ ˔ øù øù øù

üû÷øþû÷ üûúø÷þþ  ����.��/8 ˔ ˔ øý øý øü÷ øý

ù üûþûüûĀ S7"C ����.��8 ˔ ù÷ ù÷ øü÷ ùü.÷ ù÷ ú÷

■ S7"C�8 Series � ToolIolders

3°

91
°

1°

54°

A A

91
°

1°

３°

54°

φd
7°

1.5

94°35°

R

φd
7°

1.5

94°

35°

■ S7"C�8 Seriesɹ	'or 'ront and #ack Turning
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Cut�off � 1arting

Cut�off Tools ʝʝʝʝʝʝʝʝʝʝʝʝ (��
Cut�off Tool Selection (uide ʝʝʝʝ (��
3ecoNNended Cutting Conditions  ʝ (��
Tool -ist  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝ (�2

CS7 Series ʢUp to dia� �ᶱ） ʜʜʜʜʜʜʜʜʜʜʜʜ (�2
CTPS Series ʢUp to dia� ��1�ᶱ） ʜʜʜʜʜʜʜʜʜʜ (�3
CTP Series ʢUp to dia� 12ᶱ） ʜʜʜʜʜʜʜʜʜʜʜʜ (��
CTP" Series ʢUp to dia� 1�ᶱ） ʜʜʜʜʜʜʜʜʜʜʜ (��
CTP8 Series ʢUp to dia� 2�ᶱ） ʜʜʜʜʜʜʜʜʜʜʜ (��
CT7�S Series ʢUp to dia� 2�ᶱ） ʜʜʜʜʜʜʜʜʜʜʜ (��
CT%P Series ʢUp to dia� 3�ᶱ） ʜʜʜʜʜʜʜʜʜʜʜ (��
CT8P Series ʢUp to dia� �2ᶱ） ʜʜʜʜʜʜʜʜʜʜʜ (��
CT7 Series ʢUp to dia� ��ᶱ） ʜʜʜʜʜʜʜʜʜʜʜʜ (��
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SS 5ools for Cutting off

/5, Cut�o⒎ 5ools � 1roduct -ines

ù÷
�÷ᶱü�÷
ᶱ

øù
�÷ᶱ

øý
�÷ᶱ úû
�÷ᶱ

NTK offers a variety of cut-off tools with as narrow a width as 0.5mm
NTK cut-off tools are specialized for small part applications

Insert CS7 (�2 C51S (�3 C51S���� (�3

Holder

CS7�/C C51S C51S3�S6#

(�2 (�3 (�3
.aY Cut�o⒎
%iaNeter ɷ���ᶱ ɷ����ᶱ ɷ���ᶱ

#lade Xidth ��� � ���ᶱ ��� � ���ᶱ ���ᶱ

C51�3�S6# C51�-�S6#

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

Insert C51 (��ʙ

Holder

C51 C51�0)��0) C513�S6# C51-�S6#

(��
(��

(�� (��Coolant through
.aY Cut�o⒎
%iaNeter ɷ����ᶱ

#lade Xidth ��� � ���ᶱ

Insert C51" (�2ʙ

Holder

C51" C51"�0)��0) C51"3�S6# C51"-�S6#

(��
(��

(�� (��Coolant through
.aY Cut�o⒎
%iaNeter ɷ����ᶱ

#lade Xidth ��� � ���ᶱ
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Insert C57�S (�� C57 (�1

Holder

C57�,� C57/�,� C57�S C57�. 	#
 C57�9

(�� (�� (�� (�� (��
.aY Cut�o⒎
%iaNeter ɷ����ᶱ ɷ����ᶱ ɷ����ᶱ ɷ����ᶱ

#lade Xidth ��� � ���ᶱ ���ɾ���ᶱ ���ɾ���ᶱ ���ᶱ

■ CTP�CTP"�CTPS�CTP8 selection guide � 3igIt Iand  0r -eft Iand 

R-hand Toolholder using a R-hand 
insert with lead angle

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

3igIt�Iand recoNNended

L-hand Toolholder with a non-lead 
angle insert when the bar stock is 
held by sub-spindle

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

-eft�Iand recoNNended

■ CTP�CTP"�SU# selection guide  3igIt Iand  0r -eft Iand 

R-hand Toolholder with R-hand 
insert with lead angle for longer 
parts or small diameter part. 
When part length is too short for 
sub-spindle to hold, use L-hand 
with slower speed.Su

b-
sp
in
dl
e

Su
b-
sp
in
dl
e

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

3igIt�Iand recoNNended

L-hand with L-hand insert with lead 
angle for short part

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

-eft�Iand recoNNended

Insert C518 (�� C5%1 (�� C5%1 (�� G81'. (��

Holder

C518 C5%1 C5%1�0)��0) C581

(�� (�� (�� (��
.aY Cut�o⒎
%iaNeter ɷ����ᶱ ɷ����ᶱ ɷ����ᶱ ɷП����ᶱ

#lade Xidth ���ᶱ ���ɾ���ᶱ ���ɾ���ᶱ ���ᶱ
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SS 5ools for Cutting off

Cut�o⒎ 5ool Selection Guide
3ight�hand coNCination -eft�hand coNCination

'3 '3'T '37 Style '-, '-,'T '-,7 Style
G

ui
de

-b
us

hi
ng

FRFT� Flat top
FR7 �   Flat top with mirror pnish

   Common geometry in cut-off
   Lead angle minimizes center-

boss
   End face is likely to get

scratched from chip control
because of lead angle and
chip-breaker configuration

   Good for small diameter
machining as it cuts near
guide-bushing

G
ui

de
-b

us
hi

ng

FLKFT� Flat top
FLK7 �   Flat top with mirror pnish

   Can cut-off closer to the
sub-spindle

   Less burrs with hollow work
   Sub-spindle should hold the

work

'3N '3S'3N7 Style '-N '-S Style

G
ui

de
-b

us
hi

ng

FRS   � Flat top
FRN7�   Flat top with mirror pnish

   Good for small diameter
machining as it cuts near
guide-bushing

   1st recommendation when
sub-spindle holds the part

   No lead angle helps to
prevent scratches on both
faces

G
ui

de
-b

us
hi

ng

FLS� Flat top

   Recommended when
reRuired to cut-off close to
the sub-spindle due to short
part length

   Good for big diameter part
   No lead angle helps to

prevent scratches on both
faces

   Sub-spindle should hold the
work

'3, Style '- '-7 Style

G
ui

de
-b

us
hi

ng

   Used with inverse spindle
rotation

   Short part length and using
sub-spindle

   Less burrs with hollow work G
ui

de
-b

us
hi

ng

FL7� Flat top with mirror pnish

   Used with inverse spindle
rotation

   Without sub-spindle
   Less burrs with hollow work

CTP� 3�SU# CTP� -�SU#

G
ui

de
-b

us
hi

ng

   Recommended when cut-off
point is close to guide-bushing
for small and thin parts

   When the part length is
short, extended sub-spindle
guide-bushing is generally
used

G
ui

de
-b

us
hi

ng

   Recommended when
reRuired to cut-off close to
the sub-spindle especially
with small diameters

   Can cut much closer to the
sub-spindle than the other
left-handed tool holders

   Sub-spindle should hold the
work
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Dimension A
※Mention on the catalog

■ Notipcation aCout NaY cut�o⒎ diaNeter
　　 ˞Max cut-off diameter in the catalog shows when 9 end point is 0.0.

ᶃ8Ien cut�o⒎

ᶄ8Ien cut�o⒎ XIile graCCing 	8Ien using neutral type


ᶅ8Ien cut�o⒎ XIile graCCing 	8Ien using lead angle type


When 9 end point became over 90.0, 
the work material will fall off so that 
interference will not occur. (Fig 1)

Max cut-off diameter will depend on 9 end point, so please 
check the max cut-off  diameter based on 9 end point.
˞Please used the formula below.

ʬExampleʭ
When machining until 9-1.0 using CTP15FRN
12.0 - 1.0 � 11.0 (Max workable diameter)

Max cut-off diameter will depend on 9 end point, so please 
check the max cut-off  diameter based on �dimension A� 
below (Fig.2) and 9 end point.
˞Please used the formula below.

ʬExampleʭ
When using CTP15FR
9 end point � 0.460 ʷ 2 � 0.�20
　　　　　(dimension A)
12.0 - 0.�20 � 11.0� (Max workable diameter)

ʲCalculation formulaʳ
Possible machining diameter � Max cut-off diameter - 9 end point
　　　　　　　　　　　　　　　(7alue notice on the catalog)　ç(Optional)

ʲCalculation formulaʳ
Possible machining diameter � Max cut-off diameter - 9 end point
　　　　　　　　　　　　　　　(7alue notice on the catalog)

ʲHow to decide 9 end pointʳ
9 end point ʾ dimension A ʷ 2
　　　　　　　　　(Fig.2)

Main spindle Main spindle

Fig 1

Fig 2
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SS 5ools for Cutting off

8ork .aterial
Cutting 
Speed

ʢN�Nin）

CS7�CTPS CTP�CTP"�CTP8 CT%P�CT7�CT8P

CoNNon NaNe +IS (rade 'eed 3ate
ʢNN�reW） (rade 'eed 3ate

ʢNN�reW） (rade 'eed 3ate
ʢNN�reW）

Low Carbon Steel
S10C

ʙ

S30C
��      ��    13�

7.�
;.�

0.03
ʢ0.01-0.05ʣ

%5�
2.�

0.04
ʢ0.02-0.06ʣ

%.�
2.�

0.0�
ʢ0.04-0.2ʣ

Carbon Steel
S45C

ʙ

S55C
��      ��    12�

7.�
;.�

0.03
ʢ0.01-0.05ʣ

2.�
%5�

0.04
ʢ0.02-0.06ʣ

%.�
2.�

0.0�
ʢ0.04-0.2ʣ

Alloy Steel
SCr415

ʙ

SCr440
��      ��    12�

7.�
;.�

0.03
ʢ0.01-0.05ʣ

2.�
%5�

0.04
ʢ0.02-0.06ʣ

%.�
2.�

0.0�
ʢ0.04-0.2ʣ

Stainless Steel
(Austenitic) SUS303 ��      ��    13�

7.�
;.�

0.03
ʢ0.01-0.05ʣ

S5�
%5�

0.04
ʢ0.02-0.06ʣ

5.�
;.�

0.0�
ʢ0.05-0.2ʣ

Stainless Steel
(Austenitic)

SUS304
SUS316
SUS316L

��      ��    1��
7.�
;.�

0.02
ʢ0.01-0.03ʣ

S5�
2.�

0.03
ʢ0.02-0.05ʣ

%.�
2.�

0.06
ʢ0.04-0.15ʣ

Stainless Steel
(Ferritic)

SUS430
SUS430F

��      1��    13�
7.�
;.�

0.03
ʢ0.01-0.05ʣ

S5�
%5�

0.04
ʢ0.02-0.06ʣ

5.�
;.�

0.0�
ʢ0.05-0.2ʣ

Stainless Steel
(Martensitic)

(Precipitation hardenic)

SUS440C
SUS630

��      ��      ��
7.�
;.�

0.02
ʢ0.01-0.03ʣ

S5�
%5�

0.03
ʢ0.02-0.05ʣ

%.�
2.�

0.05
ʢ0.03-0.15ʣ

Sulfur free cutting steel
Sulfur complex

free cutting steel

SUM22
SUM23
SUM24L

��     12�   2��
7.�
;.�

0.03
ʢ0.01-0.05ʣ

%5�
7.�

0.04
ʢ0.02-0.06ʣ

5.�
;.�

0.0�
ʢ0.05-0.2ʣ

Electromagnetic
soft iron

SU:-0
SU:-1
SU:-2

2��    3��   3��
7.�
;.�

0.03
ʢ0.01-0.05ʣ %5� 0.04

ʢ0.02-0.06ʣ
5.�
;.�

0.0�
ʢ0.05-0.2ʣ

Electromagnetic 
stainless

��      ��    12�
7.�
;.�

0.03
ʢ0.01-0.05ʣ %5� 0.04

ʢ0.02-0.06ʣ
%.�
2.�

0.0�
ʢ0.04-0.2ʣ

High-carbon chromium 
bearing steel SUJ2 ��      ��    12�

7.�
;.�

0.03
ʢ0.01-0.05ʣ

2.�
%5�

0.04
ʢ0.02-0.06ʣ

%.�
2.�

0.0�
ʢ0.04-0.2ʣ

Titanium alloy 6AL-47
6AL-47ELI

��      ��    12�
7.�
;.�

0.02
ʢ0.01-0.03ʣ

5.�
%5�

0.03
ʢ0.02-0.05ʣ

5.�
;.�

0.06
ʢ0.03-0.15ʣ

Aluminum alloy
A5052
A6061
A�025

��     1��   2�� ;.� 0.03
ʢ0.01-0.05ʣ

,.�
;.�

0.05
ʢ0.03-0.0�ʣ

;.�
5.�

0.1
ʢ0.05-0.2ʣ

3ecoNNended Cutting conditions

6
ni

Ru
e 

SX
is

s 
5o

ol
in

g
Fr

on
t T

ur
ni

ng
Ba

ck
 T

ur
ni

ng
Cu

t-o
ff

Or
ig

in
al

 S
er

ie
s

G��

08_総合ｶﾀﾛｸﾞ_2019_vol6_*_英語版.indE   68 2019/05/10   18:34:37



NeX 3% Nolded cIipCreaker on CTP style inserts
 &Ycellent cIip control and straigIt�line staCility 
XitI proprietary designed C9 cIipCreaker�

 'old cIips strongly froN CotI ends result 
superior NacIined surface finisI

8ith lead angle /eutral

Feed 
ʢᶱ /revʣ

CX chipbreaker Conventional (ground chipbreaker) Competitor (3D chipbreaker)

Chip Surface p nish Chip Surface p nish Chip Surface p nish

0.02

0.05

&Ycellent machined surface p nish 3ough surface p nish 7iCration occurs CZ loX rigiditZ
MaterialɿSUS304ʢП�ʣ , Cutting conditionɿ ��0m/  ̔ 　WET　　HolderɿCTPR12　　InsertɿCTP15FRN-C9çDM4

ᶃ
ᶄ
ᶅ

'old chiQs froN Coth ends strongly�

6Q�sharQ edge liLe ground inserts 	�� 
˃

� steQ 7 shaQe to LeeQ nose�3 shaQe and 
fold chiQs�

SuQerior Surface 'inish and &Ycellent ChiQ control

C51�0)� � 0) C51"�0)� � 0)

C51�C9 � C51"�C9 for Cut�o⒎  
'eatures

Coolant tIrougI toolIolders 
noX aWailaCle 

#est Solution for ChiQ Control

çç(�3ɾ(�3
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SS 5ools for Cutting off

0ffers eYcellent chip control and
superior surface finishes due to a special molded
chipCreaLer and precision grinding

"chieWes rigid clamping Cecause of a 3�7 point
clamping design

8ide toolholder selection for Warious diameters

&dge WieX $hip control

$5%P-12�2�%2�
$5%P2�/�2 %.4

StaCle chip control

Beginnig of machining End of machining

$ompetitor�s
$arCide

Beginnig of machining End of machining

Work materialɿSUS304
Cutting conditionɿ �110m/  ̔ ɹ �0.05ᶱ/rev　WET

���Qcs

chipped

��Qcs

0.05mm/rev 0.0�mm/rev 0.12mm/rev

SCM435

SUS304

CUT DUO Competitor's 3D chipberaker

Special molded chipbreaker makes chip 
curl, and achive excellent chip control

Highly accurate grinding on each edge relief angle 
offers good sharpness and reduces cutting forces

chipping

C65 %60 
'eatures

ChiQ control coNQarison

Chip controlʢ7c���m�minʣ

Surface finish
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NeX douCle�edge cut�off tools XitI 3NN XidtI 
for NaY� cut�off diaNeter of �2NN

0riginal ʞSʟ sIape cIipCreaker proWides controlled 
cIip eWacuation

Feed 
ʢᶱ /revʣ

CUT DUO EXTRA Competitor A 
ʢ3D molded low cutting force type chipbreakerʣ

Competitor B
ʢ3D molded rigid type chipbreakerʣ

Chip Surface p nish Chip Surface p nish Chip Surface p nish

0.03

0.05

0.1

&Ycellent Nachined surface p nish *n high feed rate area rough surface p nish *n loX feed rate area rough surface p nish

Cutting conditionɿ �100m/  ̔ 　WET　　̢aterialɿSUS304çʢП�ʣ
HolderɿCTWPR2020K-3D42　　InsertɿGWPFM300N02-GTçDM4

 Straight design iNQroWes toughness of 
cutting edge

  'olds chiQs 
froN Coth ends 
strongly

)igh raLe angle for uQ�sharQ edge   *NQroWed reliaCility and QroductiWity on 
high�load cut�off aQQlication

0.�

0.�

0.6

0.5

0.4

0.3

0.2

0.1

0
0 200

Di
st

an
ce

 o
f c

ut
tin

g 
ed

ge
 ʢ

m
m

ʣ

LoadʢNʣ
400 600 �00 1000

NTK
competitor A
competitor B

ᶃ ᶄChiQ control )igh rigidity

C65 %60 &953" 
'eatures

Case study
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SS 5ools for Cutting off

CS7

'igure�1

CS7�/C

'igure�2

CS7�/C�'
'or (ang�stZle machine

'igure�3

Right-Hand style shown Right-Hand style shown

Right-Hand style shown

■ CS7 Seriesɹ#est for up to �ᶱ diaNeter Naterial

'igure
$ode /o�

Item /umCer
StocL .aY� 

$ut�o⒎ 
%ia

ʢᶱʣ
П%

%imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üûĀùĀýù CS7  ��G9 ˔

���
˞

þ þ ÿü þ

÷.ø

÷.ü

ĊĚĝĊ ēęĐĚôù.üñþ ĊēęôøüĚ

üú÷úøýĀ üú÷úøĀú  �� ˔ ˔ øû÷
üûĀùĀüû  ��G9 ˔ ÿ ÿ ÿü ÿ

÷.÷
üú÷úøüø üú÷úù÷ø  �� ˔ ˔

øû÷üú÷úøúý  ��� ˔ Ā.ü Ā.ü Ā.ü
üú÷úøûû üú÷úøþþ  �� ˔ ˔ ø÷ ø÷ ø÷
üûþûþþ÷  ��G9 ˔ øù øù ÿü øùüúùþĀùĀ  �� ˔ øû÷

ù
üüøû÷ýù üüøû÷þ÷ CS7  ��/C ˔ ˔ ÿ ÿ øù÷ ÿ ÷.ø

ʵ ĊĚĝĊ ēęĐĚôù.üñþ ĊēęôøüĚüüýú÷ø÷  ��G9/C ˔ ø÷ ø÷ ÿü ø÷ ÷.øüûþþûĀù üûþþüûù  ��/C ˔ ˔ øù÷üûþþüúû üûþþü÷÷  ��/C ˔ ˔ øù øù øù
ú üþÿĀýøü CS7  ��/C�' ˔ ���

˞ ÿ ÿ øù÷ ÿ ÷.÷ʙ÷.ø ʵ ĊĚĝĊ ēęĐĚôù.üñþ ĊēęôøüĚ

˞The Max. cut-off  diameter varies depending on the insert used. Please refer to the below.

■ CS7 Series � ToolIolders

ˑAll the inserts can use the same toolholderçççCS7 seriesçç G��

Shape Item /umCer $hip�
CreaLer

˞̍ .aY� 
$ut�o⒎  
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide

" X 7.�
3 StocL - StocL

CS7C ��' 7�� .

ĕĶ

��� ÷.úø

÷.÷

÷.ý üúüùüûþ ˔
 ��' 7�� .

���
÷.úý ÷.þ üúùûùþù ˔ üúú÷ÿû÷ ˔

 ��' 7�� . ÷.ûø ÷.ÿ üúùûùüý ˔ üúú÷ÿúù ˔
 ��' 7�� . ÷.ûý ÷.Ā üúüùüüû ˔
 ��' 7�� .

���
÷.üø ø.÷ üú÷úûĀ÷ ˔ üú÷úüĀĀ ˔

 ��' 7�� . ÷.ýü ø.ú üúøøÿùû ˔ üúøøÿøý ˔
 ��' 7�� . ÷.þû ø.ü üú÷úýøü ˔ üú÷úýúø ˔
CS7C ��' 7#�� .

ĠĬĺ

��� ÷.úø ÷.ý üúüÿþúû ˔
 ��' 7#�� .

���
÷.úý ÷.þ üúüÿþûù ˔

 ��' 7#�� . ÷.ûø ÷.ÿ üúüÿþýþ ˔
 ��' 7#�� . ÷.ûý ÷.Ā üúüÿþþü ˔
 ��' 7#�� .

���
÷.üø ø.÷ üúüÿþÿú ˔

 ��' 7#�� . ÷.ýü ø.ú üúüÿýþý ˔
 ��' 7#�� . ÷.þû ø.ü üúüÿýýÿ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

25° 25° 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

厚さ:2.38 
6.3
5

厚さ:2.38

A A

25° 25° 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

厚さ:2.38 
6.3
5

厚さ:2.38

A A

Right-Hand style shown

Right-Hand style shown

25° 25° 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

6.3
5

Thickness:2.38 Thickness:2.38

25° 25° 

rε rε 
L 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

6.3
5

Thickness:2.38 Thickness:2.38

25° 25° 

rε rε 
L 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

6.3
5

Thickness:2.38 Thickness:2.38

˞⚒

˞⚒

'or $am�stZle machine 'or (ang�stZle machine

■ CS7 Series � Inserts .irror p nisI

"" 2� ̍˃

"" 2� ̍˃

"" 2� ̍˃
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Shape Item /umCer $h
ip

�
Cr

ea
Le

r ˞̍ .aY� 
$ut�o⒎  
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated $arCide
˞2 ;.� StocL

4.5 30°

θ

±
0.
05

C51S��'3/����
ĠĬĺ

��� ÷.þ

� ÷� ÷.÷ü üûý÷ýþ÷ ˔

4.5 30°

θ

θ

4.5 30°

±
0.
05

±
0.
05

C51S��'3���� ÷.ùú øý� ÷.÷ü üûûøÿüù ˔

4.5 30°

θ

θ

4.5 30°

±
0.
05

±
0.
05

C51S��'37���� . ĕĶ ÷.ùÿ ù÷� ÷.÷ üûûøÿý÷ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

C51S3�S6#
Best for up to 4ᶱ 
diameter material

'igure�2 Right-Hand style shown

Right-Hand style shown

C51S
Best for up to 1�ᶱ 
diameter material

'igure�1 Right-Hand style shown

20

6
45
°

2.
5

20

6
45
°

2.
5

20

6
45
°

2.
5

'igure $ode 
/o� Item /umCer StocL

.aY� 
$ut�o⒎ 
%iaʢᶱʣ

П%

%imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

ø üúûýüþù C51S 3�� ˔ ���� ø÷ ø÷ øù÷ ø÷ ÷.÷ ĊěėĚŊĊěėĚô÷÷ø ēęĐĚôù.üñþ ĊēęôøüĚüúĀþøÿþ  3�� ˔ øù øù øù
ù üûÿýþøþ C51S3���S6#�� ˔ ��� ÿ ÿ øù÷ ÿ ʵ ĊěėĚô÷÷ø ēęĐĚôù.üñûõü ĊēęôøüĚ

 CTPS

Shape Item /umCer $h
ip

�
Cr

ea
Le

r ˞̍ .aY� 
$ut�o⒎  
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated $arCide
˞2 ;.� StocL 7.� StocL

C51S ��'3

ĠĬĺ

��� ø.ù ÷.úþ

øý� ÷.÷ü

üúûýùþü ˔ üúýùüÿþ ˔
 ��'3 ��� ø.ü ÷.ûý üúûýùýþ ˔ üúýùüĀü ˔
 ��'3 ��� ø.ÿ ÷.üü üúûýùÿú ˔ üúýùý÷ú ˔
 ��'3 ���� ù.÷ ÷.ýø üúþûùø÷ ˔ üúþûøĀû ˔
C51S ��'37 .

ĕĶ

��� ø.ù ÷.ûþ

ù÷� ÷.÷

üúûýĀúþ ˔ üúýùýøø ˔
 ��'37 . ��� ø.ü ÷.üÿ üúûýĀùĀ ˔ üúýùýùĀ ˔
 ��'37 . ��� ø.ÿ ÷.þ÷ üúûýĀûü ˔ üúýùýúþ ˔
 ��'37 . ���� ù.÷ ÷.þþ üúþûù÷ù ˔ üúþûùùÿ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

20

2.
50

6.
0

45
°

±
0.
05

θ

20

6.
0

45
°

2.
50

±
0.
05

θ

Right-Hand style shown

Right-Hand style shown

20

2.
50

6.
0

45
°

±
0.
05

θ

20

2.
50

6.
0

45
°

±
0.
05

θ

ʪXith $hipCreaLerʫ

ʪXithout $hipCreaLerʫ

20

6.
0

45
°

2.
50

±
0.
05

θ

20

6.
0

45
°

2.
50

±
0.
05

θ

ˑAll the inserts can use the same toolholderçççCTPS seriesçç G��

■ CTPS Series

■ CTPS Series � ToolIolders

■ CTPS Series � Inserts

 CTPS���1

.irror p nisI

.irror p nisI

5

1.0

φ
22 1°

5.0

4.
5

11 45°

A A

Sub-spindle with 
extended guide-
bushing

Sub-spindle with 
extended guide-
bushing

5.0

AA

1°
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SS 5ools for Cutting off

C513�S6#

'igure�4

C51-�S6#

'igure��

C51
ScreX accesssiCle
from Coth sides

'igure�1 Right-Hand style shown

Right-Hand style shown

Left-Hand style shown

C51�0)�
	$oolant through

ScreX accesssiCle
from Coth sides

'igure�2 Right-Hand style shown

C51�0)
	$oolant through

ScreX accesssiCle
from Coth sides

'igure�3 Right-Hand style shown

5h 	ScreX parts "

1212 si[eɿSP31��ʢ3c1��ʣ

■CTP Seriesɹ.aY� Cut�o⒎ %ia� ʙ 12��ᶱ

-eft�Hand Iolders are designed for 3igIt�Hand NacIines

-eft�Hand Iolders are designed for 3igIt�Hand NacIines

5h 	ScreX parts "

1�12 si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1� si[eɿSP31��	3c1��


П%s
$5P3�S6BɿП3�ᶱ

П%s
$5P-�S6BɿП3�ᶱ

AA

5.5

22

15φD

1°

AA

16

5.5

1°

45°

φD 15

1�

П%

���

1�

1˃

3�˃

φφ

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

φφ

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

$oolant hole

��
� ""

П%

1���

��

1˃

ScreX parts BɿSS����S$ʢ.�ʣ

$oolant hole

��
� 1�1���

��

""

П%
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'igure

$ode /o�

Item /umCer

StocL
.aY� 

$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ (age insert
Spare Parts

$lamp ScreX 8rench

✔ ✕

✕

✔

3 - ̧ ̡

ø

üøúøúýù üøúøúüû C51  �� ˔ ˔

����˞

ÿ

ø÷

øù÷ ÿ û ÷

÷.÷

ĊěėôĊğ
Ċěė

Ċěėôğ
Ċěėğ

G��ʙ��

ēęĐĚôûñø÷ėĞ
✔

ĊēęôøüĚ
✔

üÿþúÿûĀ üÿĀúûüÿ  ��) ˔ ˔
ø÷

ø÷÷
ø÷ ù ÷

ü÷ÿĀýûû ü÷ÿĀýúý  �� ˔ ˔ øù÷

üûüĀþú÷ üûüĀþûÿ  ��G9 ˔ ˔
øù øù

ÿü
øù

÷ ÷ ēęĐĚôûñøùėĞ
✔

ü÷ÿĀýüø ü÷ÿĀýýĀ  �� ˔ ˔
øù÷

ü÷ÿĀýþþ ü÷ÿĀýÿü  �� ˔ ˔ øú øú øú

üûüĀþüü  ��) ˔
øý øý

ø÷÷
øý

üøÿúûĀý üøÿúü÷û  �� ˔ ˔ øù÷

ù ü÷úþÿþû ü÷úþÿýý C51 ��)�0)� ˔ ˔ ����˞ øù øù ø÷÷ øù ù ø÷ ø.ü˞

ĊěėôĊğ
Ċěė

Ċěėôğ
Ċěėğ

G��ʙ��

ēęĐĚôûñøùėĞ
✔

ĊēęôøüĚ
✔

ú

üĀùøÿüú üĀùøÿýø C51 ����)�0) ˔ ˔

����˞

ø÷ øù

ø÷÷
øù

û øĀ

ø.ü˞

ĊěėôĊğ
Ċěė

Ċěėôğ
Ċěėğ

G��ʙ��

ēęĐĚôûñøùėĞ
✔

ĊēęôøüĚ
✔üĀøÿýüø üĀøÿ÷û÷  ��)�0) ˔ ˔ øù øù ù ø÷

üĀùøÿþĀ üĀùøÿÿþ  ��)�0) ˔ ˔ øý øý øý ÷ ÷

û

üüþøÿúø C513 ���S6# ˔

����˞

ÿ ÿ
øù÷

ÿ û ÷

ü.ü

ĊěėôĊğ
Ċěėôčęïĕð
ïĝðïĕĝð
Ċěėôčęğ
ïčęĕğð

Ċěėğôčęïĕð
G��ʙ��

ēęĐĚôûñü
✕

ēēęôùüĚ
✕

üý÷þĀĀĀ  ��+�S6# ˔ øø÷

üúĀøýø÷  ��'�S6# ˔
ø÷ ø÷

ÿ÷
ø÷ ù ÷

üý÷üùÿù  ��,9�S6# ˔ øù÷

üûþûüÿ÷  ��G9�S6# ˔
øù øù

ÿü
øù ÷ ÷

üúĀøýùÿ  ���S6# ˔ øù÷

ü

üüþ÷þĀø C51- ���S6# ˔

����˞

ÿ ÿ
øù÷

ÿ û ÷

ü.ü

ĊěėôĊğ
ĊěėôčēĒ
ĊěėôčēĒĝ
Ċěėôčēĕ
Ċěėôčēĕĝ
Ċěėğôčēĕ
Ċěėôčēĕğ
G��ʙ��

ēęĐĚôûñü
✕

ēēęôùüĚ
✕

üý÷ÿ÷÷ü  ��+�S6# ˔ øø÷

üûĀĀúÿĀ  ��G9�S6# ˔ ø÷ ø÷
ÿü

ø÷ ù ÷

üûÿùüúû  ��G9�S6# ˔ øù øù øù ÷ ÷

˞ Would be changed by insert. 

■ CTP Series � ToolIolders
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SS 5ools for Cutting off

Shape Item /umCer
˞̍ .aY� 
$ut�o⒎ 
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide
˞2 ;.� StocL 7.� StocL %5� StocL

 Right-Hand style 
shown

0ʁ.
05

C51 ��'3�S) ��� ÷.ü ÷.øþ

øý� ÷.÷ü

üþÿÿþúù ˔

 ��'3 ��� ÷.þ ÷.ùú üøùýùüü ˔

 ��'3 ���� ø.÷ ÷.úù ü÷ÿĀüĀû ˔ üÿûþÿýÿ ˔

 ��'3�S) ��� ø.÷ ÷.úù üþÿÿþùû ˔ üÿûþÿþý ˔

 ��'3 ���� ø.ú ÷.û÷ üĀÿÿþ÷û ˔ üĀÿÿþúÿ ˔

 ��'3
����

ø.ü ÷.ûý ü÷ÿĀý÷ù ˔ üùÿûýĀ÷ ˔

 ��'3 ù.÷ ÷.ýø üøùüüùø ˔ üûúùúþù ˔

0ʁ.
05

0́˃

C51 ��'3/�S) ��� ÷.ü ʵ

÷� ÷.÷ü

üþÿÿþĀĀ ˔

 ��'3/ ���� ø.÷ ʵ üøúúúùþ ˔ üÿûþÿÿû ˔

 ��'3/�S) ��� ø.÷ ʵ üþÿÿþüþ ˔ üÿûþÿĀù ˔

 ��'3/ ���� ø.ú ʵ üĀÿÿþøù ˔ üĀÿÿþûý ˔

 ��'3/
����

ø.ü ʵ üøúúú÷ø ˔ üú÷ýüûú ˔

 ��'3/ ù.÷ ʵ üøúúúúü ˔ üùþùùùû ˔

0ʁ.
05

C51 ��'3, ���� ø.÷ ÷.úù

øý� ÷.÷ü

üøúøûøù ˔

 ��'3, ���� ø.ú ÷.û÷ üĀÿÿþù÷ ˔ üĀÿÿþýø ˔

 ��'3,
����

ø.ü ÷.ûý üøúøû÷û ˔

 ��'3, ù.÷ ÷.ýø üøúøúÿÿ ˔

0ʁ.
05

C51 ��'- ��� ÷.þ ÷.ùú

øý� ÷.÷ü

üøùýùýú ˔

 ��'-

����

ø.÷ ÷.úù ü÷ÿĀüÿý ˔

 ��'- ø.ú ÷.û÷ üĀÿÿþþĀ ˔ üĀÿÿþĀü ˔

 ��'- ø.ü ÷.ûý ü÷ÿĀýø÷ ˔

 ��'- ù.÷ ÷.ýø üøùüüøú ˔

0ʁ.
05

0́˃

C51 ��'-/�S) ��� ÷.ü ʵ

÷� ÷.÷ü

üþÿÿþþú ˔

 ��'-/ ���� ø.÷ ʵ üøúúúü÷ ˔ üÿûþĀ÷÷ ˔

 ��'-/�S) ��� ø.÷ ʵ üþÿÿþýü ˔ üÿûþĀøÿ ˔

 ��'-/ ���� ø.ú ʵ üĀÿÿþÿþ ˔ üĀÿÿÿøø ˔

 ��'-/
����

ø.ü ʵ üøúúúøĀ ˔ üúþÿüùý ˔

 ��'-/ ù.÷ ʵ üøúúúûú ˔ üùþú÷÷ÿ ˔

0ʁ.
05

C51 ��'-,�S) ��� ÷.ü ÷.øþ

øý� ÷.÷ü

üþÿÿþÿø ˔

 ��'-, ���� ø.÷ ÷.úù üøúøûù÷ ˔ üÿûþĀùý ˔

 ��'-,�S) ��� ø.÷ ÷.úù üþÿÿÿ÷þ ˔ üÿûþĀúû ˔

 ��'-,

����

ø.ú ÷.û÷ üĀùýúĀĀ ˔ üĀÿÿÿúþ ˔

 ��'-, ø.ü ÷.ûý üøúøúĀý ˔ üúùÿùû÷ ˔

 ��'-, ù.÷ ÷.ýø üøúøúþ÷ ˔ üùÿ÷þùù ˔

 ��'-,# ø.ü ÷.ûý üýûüùüû ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

■ CTP Series � Inserts 	(round CIipCreaker
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■ CTP Series � Inserts 	3% .olded CIipCreaker


Item /umCer
˞̍ .aY� 
$ut�o⒎ 
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide

˞2 S5� StocL %.� StocL

2���

2�
�

��
�

��
˃

 Right-Hand style 
shown

0ʁ.
05

C51��'3�C9

����

1.0 0.32

16 ƅ 0.05

ü÷ûûþùù ˔ ü÷ûûþøû ˔

C51��'3�C9 1.3 0.40 ü÷úĀúøÿ ˔ ü÷÷ûþùý ˔

C51��'3�C9 1.5 0.46 ü÷úĀúÿú ˔ ü÷÷ûþúû ˔

В́ �˃

rЏ

rЏ8
 ʁ

��
��

C51��'3/�C9 1.0 ʵ

0 ƅ

0.05

ü÷úĀú÷÷ ˔ üĀĀĀýýĀ ˔

C51��'3/�C9

1.3

ʵ ü÷úĀùùý ˔ üĀýüþø÷ ˔

C51��'3/���C9 ʵ 0.2 ü÷úĀúûù ˔ üĀýüýÿý ˔

C51��'3/�C9

1.5

ʵ 0.05 ü÷úĀúĀø ˔ üĀüþþùü ˔

C51��'3/���C9 ʵ 0.2 ü÷úĀû÷Ā ˔ üĀüþþøþ ˔

0ʁ.
05

C51��'-,�C9

����

1.0 0.32

16 ƅ 0.05

ü÷ûûþûÿ ˔ ü÷ûûþú÷ ˔

C51��'-,�C9 1.3 0.40 ü÷úĀúüĀ ˔ ü÷÷ûþûù ˔

C51��'-,�C9 1.5 0.46 ü÷úĀûøþ ˔ ü÷÷ûþüĀ ˔

В́ �˃
rЏ

rЏ8
 ʁ

��
��

C51��'-/�C9

����

1.0 ʵ

0 ƅ

0.05

ü÷úĀùĀù ˔ üĀĀĀýþþ ˔

C51��'-/�C9

1.3

ʵ ü÷úĀúýþ ˔ üĀýüþ÷ù ˔

C51��'-/���C9 ʵ 0.2 ü÷úĀúþü ˔ üĀýüýĀû ˔

C51��'-/�C9

1.5

ʵ 0.05 ü÷úĀûúú ˔ üĀüþþúú ˔

C51��'-/���C9 ʵ 0.2 ü÷úĀûûø ˔ üĀüþþûø ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.
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SS 5ools for Cutting off

Shape Item /umCer
˞̍ .aY�
$ut�o⒎
%iaʢᶱʣ
П%

%imensionsʢᶱʣ $arCide P7% $oated $arCide
˞2 ,.� StocL ;.� StocL 7.� StocL %5� StocL

 Right-Hand style
shown

0ʁ.
05

3.5 C51 ��'37 .

����

ø.÷ ÷.û÷

ù÷�

÷.÷

üüþý÷þĀ ˔ üùüüþ÷ÿ ˔ üùýûÿûø ˔ üÿûþĀûù ˔

��'37 . ø.ü ÷.üÿ üüþý÷ÿþ ˔ üùüüýÿù ˔ üùýûÿüÿ ˔

��'37 . ù.÷ ÷.þþ üüþý÷Āü ˔ üùüüýýý ˔ üùýûÿýý ˔

0ʁ.
05

0́˃

C51 ��'3/7 . ø.ü ʵ

÷�

üüþýøøø ˔

��'3/7 . ù.÷ ʵ üüþý÷ù÷ ˔

0ʁ.
05

C51 ��'-7 .

����

ø.÷ ÷.û÷

ù÷�

÷.÷

üùüüýûø ˔ üùýûÿÿù ˔

��'-7 . ø.ü ÷.üÿ üùüüýùü ˔ üùýûÿĀ÷ ˔

��'-7 . ù.÷ ÷.þþ üùüüý÷Ā ˔ üùýûĀ÷ÿ ˔

0ʁ.
05

0́˃ C51 ��'-/7 . ø.ü ʵ

÷�

üüþý÷øù ˔

��'-/7 . ù.÷ ʵ üüþý÷÷û ˔

0ʁ.
05

3.5

C51 ��'-,7 .
����

ø.ü ÷.üÿ

ù÷�

üüþýø÷ú ˔ üùýûÿþû ˔

��'-,7 . ù.÷ ÷.þþ üúĀùýĀø ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

Shape Item /umCer
˞̍ .aY�
$ut�o⒎
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide

˞2 ;.� StocL 2.� StocL %5� StocL

2.
5

50
ﾟ

20

8.
0

2.
5

50
ﾟ

20

8.
0

2.
5

50
ﾟ

20

8.
0

 Right-Hand style
shown

0ʁ.
05 C519 ��'3

����

ø.ü ÷.ûý
øý�

÷.÷ü

üúúûĀ÷Ā ˔ üüúüþùĀ ˔ üÿùþüøû ˔

��'3 ù.÷ ÷.ýø üúúûÿúû ˔ üüúüþûü ˔ üÿü÷øýĀ ˔

0ʁ.
05

0́˃

C519 ��'3/ ø.ü ʵ
÷�

üüúüþøø ˔ üÿü÷øĀú ˔

��'3/ ù.÷ ʵ üüúüþúþ ˔ üÿü÷øûû ˔

0ʁ.
05

C519 ��'- ø.ü ÷.ûý
øý�

üÿü÷ùùþ ˔

��'- ù.÷ ÷.ýø üÿü÷øÿü ˔

0ʁ.
05

0́˃ C519 ��'-/ ø.ü ʵ
÷�

üüúüýüú ˔ üÿü÷ù÷ø ˔

��'-/ ù.÷ ʵ üüúüýúÿ ˔ üÿú÷ûýÿ ˔

0ʁ.
05 C519 ��'-,

����
ø.ü ÷.ûý

øý�
üüúüýûý ˔ üÿü÷ùøĀ ˔

��'-, ù.÷ ÷.ýø üüúüýù÷ ˔ üÿü÷øþþ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

■CTP Series � Inserts 	(round CIipCreaker � cost adWantage style


■CTP Series � Inserts 	8itIout CIipCreaker
 .irror p nisI
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Shape Item /umCer

˞1 .aY� 
$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated 
$arCide

˞2 S5� StocL

20

2.
5

8.
0

50°  Right-Hand style 
shown

0ʁ.
05

C51��'3�5)

����

ø.÷ ÷.úù

øý�

÷.÷ü

ü÷úÿÿùú ˔

C51��'3�5) ø.ü ÷.ûý ü÷û÷øøÿ ˔

C51��'3�5) ù.÷ ÷.ýø ü÷û÷øýþ ˔

0ʁ.
05

0́˃

C51��'3/�5) ø.÷

ʵ ÷�

ü÷úÿÿûĀ ˔

C51��'3/�5) ø.ü ü÷û÷øúû ˔

C51��'3/�5) ù.÷ ü÷û÷øÿú ˔

0ʁ.
05

C51��'-,�5)

����

ø.÷ ÷.úù

øý�

ü÷úÿÿüý ˔

C51��'-,�5) ø.ü ÷.ûý ü÷û÷øûù ˔

C51��'-,�5) ù.÷ ÷.ýø ü÷û÷øĀø ˔

0ʁ.
05

0́˃

C51��'-/�5)

����

ø.÷

ʵ ÷�

ü÷úÿÿýû ˔

C51��'-/�5) ø.ü ü÷û÷øüĀ ˔

C51��'-/�5) ù.÷ ü÷û÷ù÷Ā ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

■ CTP Series � Inserts 	(round CIipCreaker � StrengtIen edge XitI land style


■ CTP Series � Inserts 	(round CIipCreaker � StrengtIen edge XitI land style


Shape Item /umCer

˞1 .aY� 
$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated 
$arCide

˞2 ;.� StocL

20

2.
5

8.
0

50°

20

2.
5

8.
0

50°  Right-Hand style 
shown

0ʁ.
05

C51 ��'39

����

ø.ü ÷.ûý

øý�

÷.÷ü

üúý÷ÿûþ ˔

 ��'39 ù.÷ ÷.ýø üúý÷ÿúĀ ˔

0ʁ.
05

0́˃

C51 ��'3/9 ø.ü ʵ

÷�

üúý÷ÿøú ˔

 ��'3/9 ù.÷ ʵ üúý÷ÿùø ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.
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SS 5ools for Cutting off

C51"
ScreX accesssiCle
from Coth sides

'igure�1

C51"�0)
	$oolant through

ScreX accesssiCle
from Coth sides

'igure�3

Right-Hand style shown

Right-Hand style shown

C51"3�S6#

'igure�4 Right-Hand style shown

C51"-�S6#

'igure�� Left-Hand style shown

5h
˘12 ˘1� � 3c1�� 	P51��


C51"�0)�
	$oolant
çthrough


ScreX accesssiCle
from Coth sides

'igure�2

˘��ɿC51" ��9�0)�˘��ɿC51" ��)�0)�

5h 	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ Right-Hand style shown

■ CTP" Seriesɹ.aY� Cut�o⒎ %ia� ʙ 1���ᶱ

-eft�Hand Iolders are designed for 3igIt�Hand NacIines

-eft�Hand Iolders are designed for 3igIt�Hand NacIines

П%s
$5P"3�S6BɿП3�ᶱ

П%s
$5P"-�S6BɿП3�ᶱ

AA 1°

19.5

20

7.5

φ

7.5

7.5

25°

1° 5.
5

19.5

φ

A A φφ

G
ui
de
-b
us
hi
ng

G
ui
de
-b
us
hi
ng

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

30°

7.5

1°

19.5

φ

φφ

G
ui
de
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hi
ng

G
ui
de
-b
us
hi
ng

Su
b-
sp
in
dl
e

Su
b-
sp
in
dl
e

" "

$oolant
hole

$oolant
hole

��
�

2˃ 1˃

��

1���

П

$oolant hole

1���

��

��
� ""

П%

ScreX parts Bɿ
SS����S$ʢ.�ʣ

$oolant hole

1���

��

П%

��
� "" ScreX parts Bɿ

SS����S$ʢ.�ʣ
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'igure

$ode /o�

Item /umCer

StocL .aY� 
$ut�o⒎

%ia
ʢᶱʣ
П

%imensionsʢᶱʣ (age insert
Spare Parts

$lamp ScreX 8rench

✔ ✕

✕

✔

3 - ̧ ̡

ø

üøĀĀøÿþ üøĀĀøüú C51"  �� ˔ ˔

����
˞

ø÷ ø÷ øù÷ ø÷ ù

ʕ ÷.÷

ĊěėĈ
ïĊļĻôĶĭĭð

G��ʙ��

ěĉėĈ
ïĉĨĪĲçěļĹĵİĵĮð

G��

ēęĐĚôûñø÷ėĞ
✔

ĊēęôøüĚ
✔

ü÷øýù÷Ā ü÷øýùøþ  ��G9 ˔ ˔

øù øù

ÿü

øù

÷

ēęĐĚôûñøùėĞ
✔üøĀĀøĀü üøĀĀøýø  �� ˔ ˔

øù÷

üøĀĀù÷ú üøĀĀøþĀ  �� ˔ ˔ øý øý øý

üûüĀüû÷ üûüĀüüþ  ��' ˔ ˔ ù÷ ù÷ ÿ÷ ù÷ ēęĐĚôûñø÷
✕

ēēęôùüĚ
✕

ù

ü÷úþĀúù ü÷úþĀùû C51"  ��)�0)� ˔ ˔
����
˞

øù øù ø÷÷ øù ù ø÷ ù.÷˞
ĊěėĈ

ïĊļĻôĶĭĭð
G��ʙ��

LRIS-4＊12PW
✔

ĊēęôøüĚ
✔

ü÷ûúÿþù ü÷ûúÿýû              ��9�0)� ˔ ˔ øý øý øù÷ øý ÷ ÷ ù.÷˞

ú

üĀúøüùù üĀúøüú÷ C51"  ��)�0) ˔ ˔
����
˞

øù øù

ø÷÷

øù ù ø÷ ù.÷˞
ĊěėĈ

ïĊļĻôĶĭĭð
G��ʙ��

LRIS-4＊12PW
✔

ĊēęôøüĚ
✔

üĀúøüûÿ üĀúøüýú  ��)�0) ˔ ˔ øý øý øý ÷ ÷ ù.÷˞

û

üý÷÷þþ÷ C51"3 ��G9�S6# ˔

����
˞

ø÷ ø÷

ÿü

ø÷ ù

ù÷ ÷.÷
ĊěėĈôčę

ïĕðïĝðïĕĝð
G��ʙ��

ēęĐĚôûñü
✕

ēēęôùüĚ
✕üûüûýÿø  ��G9�S6# ˔

øù øù øù ÷

üüþ÷ýþý  ��,9�S6# ˔ øù÷

ü

üü÷üĀ÷û C51"- ��G9�S6# ˔

����
˞

ø÷ ø÷

ÿü

ø÷ ù

ù÷

ü.ü
ĊěėĈôčē

ïĕðïĒðïĕĝðïĒĝð
G��ʙ��

ēęĐĚôûñü
✕

ēēęôùüĚ
✕

üûüûýĀĀ  ��G9�S6# ˔

øù øù øù

÷

üüþ÷ýÿû  ��,9�S6# ˔ øù÷

üý÷ûÿþø  ��G9�S6# ˔

øý øý

ÿü

øý ùÿ

üĀÿøýüĀ  ��,9�S6# ˔ øù÷

˞ Would be changed by insert. 

■ CTP" Series � ToolIolders
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SS 5ools for Cutting off
■CTP" Series � Inserts 	(round CIipCreaker


Shape Item 
/umCer

˞̍ .aY� 
$ut�o⒎ 
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide P$%
˞2 ;.� StocL 2.� StocL 7.� StocL %5� StocL 1%� StocL

 Right-Hand
style shown

0ʁ.
05

C51" ��'3 ��� ÷.þ ÷.ùú

øý� ÷.÷ü

üü÷øùûù ˔

��'3 ���� ø.÷ ÷.úù üü÷øùøÿ ˔

��'3
����

ø.ü ÷.ûý üùûÿ÷þü ˔ üùþ÷÷ù÷ ˔ üûúĀúùÿ ˔ üÿüü÷þþ ˔

��'3 ù.÷ ÷.ýø üøĀûøøú ˔ üùùĀüĀý ˔ üûúĀúø÷ ˔ üÿüûĀĀþ ˔

ʪPD1ʫ

0ʁ.
05

0́˃ʶ
0.

05

��˃

C51" ��'3/ ��� ÷.þ ʵ

÷�

÷.÷ü

üüøùûĀý ˔

��'3/ ���� ø.÷ ʵ üûĀýÿÿ÷ ˔

��'3/

����

ø.ü ʵ üùþøûþú ˔ üüüýÿÿø ˔ üûøü÷Āý ˔ üÿüü÷üø ˔

��'3/
ù.÷

ʵ üøĀĀøûý ˔ üüýùþøü ˔ üûþýúúÿ ˔ üÿüûĀÿĀ ˔

��'3/�1 ʵ ÷.ø üþÿøýù÷
ʢ1 cornerʣ ˔

 ��'3/ ú.÷ ʵ ÷.÷ü üþÿĀøüø ˔

0ʁ.
05

C51" ��'- ��� ÷.þ ÷.ùú

øý�

÷.÷ü

üü÷øùúû ˔

��'- ���� ø.÷ ÷.úù üü÷øùùý ˔

��'-
����

ø.ü ÷.ûý üúûùýÿÿ ˔ üÿüüø÷ø ˔

��'- ù.÷ ÷.ýø üøĀĀøúÿ ˔ üÿüü÷úý ˔

ʪPD1ʫ

0ʁ.
05

0́˃

ʶ
0.

05

��˃

C51" ��'-/ ����
ø.÷

ʵ

÷�

üûĀýÿĀÿ ˔

��'-/%

����

ʵ üþÿĀüĀĀ ˔

��'-/ ø.ü ʵ üùÿýúûĀ ˔ üüýùþ÷þ ˔ üúýüþûþ ˔ üÿüü÷ÿü ˔

��'-/
ù.÷

ʵ üøĀĀøù÷ ˔ üùü÷Āýû ˔ üûúĀúüø ˔ üÿüûĀþø ˔

��'-/�1 ʵ ÷.ø üþÿøýûý
ʢ1 cornerʣ ˔

 ��'-/ ú.÷ ʵ ÷.÷ü üþÿùýþþ ˔

0ʁ.
05

C51" ��'-, ��� ÷.þ ÷.ùú

øý� ÷.÷ü

üü÷üĀøù ˔

��'-, ����
ø.÷

÷.úù üûĀýĀ÷ý ˔

��'-,% ���� ÷.úù üþÿĀý÷þ ˔

��'-,
����

ø.ü ÷.ûý üùûÿ÷ÿú ˔ üüýùýĀĀ ˔ üûþýúù÷ ˔ üÿüü÷Āú ˔

��'-, ù.÷ ÷.ýø üøĀĀøøù ˔ üùü÷þþû ˔ üûúĀúýĀ ˔ üÿüü÷÷ù ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.
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■ CTP" Series � Inserts 	3% .olded CIipCreaker


Item /umCer

˞1 .aY� 
$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated $arCide

˞2 S5� StocL %.� StocL

2���

��
4

4�
˃

3�
��

 Right-Hand style 
shown

0ʁ.
05

C51"��'3�C9 ���� ø.ü ÷.ûý øý� ÷.÷ü ü÷ûûþýú ˔ ü÷ûûþüü ˔
0ʁ.

05

0́˃

C51"��'3/�C9 ���� ø.ü ʵ ÷� ÷.÷ü ü÷úĀûüÿ ˔ üĀĀĀýÿü ˔

0ʁ.
05

2˃ C51"��'-,�C9 ���� ø.ü ÷.ûý øý� ÷.÷ü ü÷ûûþÿĀ ˔ ü÷ûûþþø ˔

0ʁ.
05

0́˃

C51"��'-/�C9 ���� ø.ü ʵ ÷� ÷.÷ü ü÷úĀûýý ˔ üĀĀĀýĀú ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

Shape Item /umCer

˞1 .aY� 
$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated 
$arCide

˞2 S5� StocL

 Right-Hand style 
shown

0ʁ.
05

C51"��'3�5)

��

ø.ü ÷.ûý

øý�

÷.÷ü

ü÷û÷÷úü ˔

         ��'3�5) ù.÷ ÷.ýø ü÷û÷÷þý ˔

0ʁ.
05

0́˃

C51"��'3/�5) ø.ü ʵ

÷�

ü÷û÷÷ûú ˔

         ��'3/�5) ù.÷ ʵ ü÷û÷÷ÿû ˔

0ʁ.
05

C51"��'-,�5)
����

ø.ü ÷.ûý

øý�

ü÷û÷÷ü÷ ˔

         ��'-,�5) ù.÷ ÷.ýø ü÷û÷÷Āù ˔

0ʁ.
05

0́˃

C51"��'-/�5)
��

ø.ü ʵ

÷�

ü÷û÷÷ýÿ ˔

         ��'-/�5) ù.÷ ʵ ü÷û÷ø÷÷ ˔

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

■ CTP" Series � Inserts 	(round CIipCreaker � StrengtIen edge XitI land style


N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

G��

08_総合ｶﾀﾛｸﾞ_2019_vol6_*_英語版.indE   83 2019/05/10   18:35:02



SS 5ools for Cutting off

Shape Item /umCer

˞1 .aY� 
$ut�o⒎ 
%iaʢᶱʣ
П%

%imensionsʢᶱʣ $arCide P7% $oated $arCide
˞2 ,.� StocL ;.� StocL 7.� StocL

 Right-Hand
style shown

0ʁ.
05

0́˃

C51" ��'3S

���� ù.÷

ʵ ÷� ÷.÷ü üúþÿÿùú ˔

0ʁ.
05

C51" ��'37 . ÷.þþ ù÷�

÷.÷

üüþý÷úÿ ˔ üùýûĀøý ˔

0ʁ.
05

0́˃

C51" ��'3/7 . ʵ ÷� üüþý÷ûý ˔

0́˃

0ʁ.
05

C51" ��'-S

����

ù.÷

ʵ ÷� ÷.÷ü üùùüùüü ˔

0ʁ.
05 C51" ��'-7 . ÷.þþ ù÷�

÷.÷

üùýûĀùû ˔

0ʁ.
05

0́˃

C51" ��'-/7 . ʵ ÷� üüþý÷üú ˔

0ʁ.
05

C51" ��'-,7 . ���� ÷.þþ ù÷� üüþý÷ýø ˔ üùýûĀúù ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

■ CTP" Series � Inserts 	8itIout CIipCreaker


.irror p nisI

.irror p nisI

.irror p nisI

.irror p nisI

.irror p nisI
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SS 5ools for Cutting off

Shape Item /umCer

$h
ip

�
Cr

ea
Le

r ˞1 .aY�
$ut�o⒎ 
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide
;.�

˞2
3 StocL - StocL

6.
5

（45）

9.
7

50°

±
0.
05

6.
5

（45）

9.
7

50°

±
0.
05

Left-Hand style shown

C518��'

ĠĬĺ

���� ù.ü

÷.ÿø øþ� ÷.÷ü ÷.ù÷ üûúþĀĀø ˔ üûÿþ÷üú ˔

C518��' , ÷.ÿø øþ� ÷.÷ü ÷.ù÷ üûÿþ÷øù ˔

C518��' / ʵ ÷� ÷.÷ü ÷.÷ü üûúÿ÷üý ˔ üûÿþ÷ûý ˔

C518��' 1 .

ĕĶ

÷.ÿø øþ� ÷.÷ü ÷.ù÷ üûûúýü÷ ˔ üûÿþ÷úÿ ˔

C518��' /7 . ʵ ÷� ÷.÷÷ ÷.÷÷ üûúÿ÷ûĀ ˔ üûÿþ÷ù÷ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

■CTP8 Series � Inserts

C518

Right-Hand style shown

$ode /o�

Item /umCer

StocL .aY� 
$ut�o⒎ 
%iaʢᶱʣ

П%

%imensionsʢᶱʣ (age insert
Spare Parts

$lamp ScreX 8rench

3 - 3 -

ʵ üûÿþ÷÷û C518  ��" ʵ ˔

����

ø÷ øù

øù÷

Ā.Āü

÷.ý ĊěėĞùü ēęĐĚôûñø÷ ēēęôùüĚ

üûûúüĀú ʵ �� ˔ ʵ øý
ʵ üûÿÿøü÷ ��" ʵ ˔ øù øù øø.Āüüûûúý÷ø ʵ �� ˔ ʵ øý

üûûúýùþ üûÿýĀÿ÷ �� ˔ ˔ øý øý øü.Āü
üûûúýúü üûÿýĀĀÿ �� ˔ ˔ ù÷ ù÷ øĀ.Āü

■CTP8 Series � ToolIolders

■CTP8 Seriesɹ.aY� Cut�o⒎  %ia� ʙ 2���ᶱ

.irror p nisI

.irror p nisI

b
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Shape Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

˞2 ;.� StocL

CT7..N..S CT7..R..S CT7..L..S

C57 ��/��S ù.ù

ø÷

ʵ

÷�

÷.÷ü üøøøĀþý ˔
 ��/��S ʵ ÷.ø÷ üøøøĀĀù ˔
C57 ��/��S ù.ü ʵ ÷.÷ü üøøù÷ùû ˔
 ��/��S ʵ ÷.ø÷ üøøù÷þú ˔
C57 ��3��S ù.ù ÷.þû

øþ�

÷.÷ü üøøøĀýÿ ˔
 ��3��S ÷.þû ÷.ø÷ üøøù÷÷ÿ ˔
C57 ��3��S ù.ü ÷.ÿú ÷.÷ü üøøù÷úù ˔
 ��3��S ÷.ÿú ÷.ø÷ üøøù÷ýü ˔
C57 ��-��S ù.ù ÷.þû ÷.÷ü üøøøĀÿû ˔
 ��-��S ÷.þû ÷.ø÷ üøøù÷øý ˔
C57 ��-��S ù.ü ÷.ÿú ÷.÷ü üøøù÷û÷ ˔
 ��-��S ÷.ÿú ÷.ø÷ üøøù÷üþ ˔

˞⚒� All angles shown are obtained when insert is set in the holder.

'igure

$ode /o�

Item /umCer

StocL ˞1 .aY� 
$ut�o⒎
%iaʢᶱʣ
П%

%imensionsʢᶱʣ (age insert
Spare Parts

$lamp ScreX 8rench

3 - 3 -
/ /

ø
üøøøĀøĀ üøøøĀùþ C57  ��,� ˔ ˔

���� ù.ù
ïù.üð

ø÷ ø÷ øù÷ ø÷
÷.÷ ù÷.÷ øø ĊěĝôĚ AOS-5＊16 ēĞôù.üĚüûüĀþýú  ��G9� ˔ øù øù ÿü øùüøøøĀü÷ üøøøĀúü  ��,� ˔ ˔ øù÷

ù üù÷ÿùúý C57/ ��,� ˔ ���� ù.ù
ïù.üð

ø÷ ø÷ øù÷ ø÷ ú.Ā øĀ.ü øø ĊěĝôĚ AOS-5＊16 ēĞôù.üĚüù÷ÿùûû  ��,� ˔ øù øù øù û.Ā
Note� ̵  shows when takes CT722.. insert.

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.

■ CT7 Series � Inserts

C57�,�
ScreX accesssiCle
from Coth sides

'igure�1 Right-Hand style shown

C57/�,�
ScreX accesssiCle
from Coth sides

'igure�2

■ CT7 Series � ToolIolders

■ CT7 Seriesɹ.aY� Cut�o⒎ %ia� ʙ 2���ᶱ

Single-sided

" "

П%

" "

П%
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SS 5ools for Cutting off

'igure

$ode /o�

Item /umCer

StocL .aY� 
$ut�o⒎  

%ia
ʢᶱʣ

%imensionsʢᶱʣ (age 
insert

Spare Parts
$lamp ScreX 8rench

3 - 3 -

1

üþü÷üúû üþü÷üüĀ C5%1  �����%�� ˔ ˔
����

2.0 10 10 120 10 2

0.15

1�.0 

CTDP20

LRIS-4＊12 LLR-25S
üþøþ÷ÿþ üþøþ÷þĀ  �����%�� ˔ ˔ 2.0 12 12 120 12 0 1�.0 
üþøþø÷ú üþøþ÷Āü  �����%�� ˔ ˔

����
2.0 12 12 120 12 0 22.0 

üþü÷üýþ üþü÷üþü  �����%�� ˔ ˔ 2.0 16 16 120 16 0 22.0 
üÿûùùĀĀ üÿûùú÷þ  �����%��" ˔ ˔

���� 
2.0 16 16 120 16 0 2�.5 

LRIS5＊10 LLR-2�Süÿûùúúø üÿûùúûĀ  �������%��" ˔ ˔ 2.0 20 12 120 20 0 2�.5 
üÿûùúøü üÿûùúùú  �����%��" ˔ ˔ 2.0 20 20 120 20 0 2�.5 
üÿûùúüý üÿûùúýû  �����%��" ˔ ˔

���� 
2.5 16 16 120 16 0 2�.5

CTDP25 CS0516LSH LW-3üÿûùúĀÿ üÿûùû÷ý  �������%��" ˔ ˔ 2.5 20 12 120 20 0 2�.5 
üÿûùúþù üÿûùúÿ÷  �����%��" ˔ ˔ 2.5 20 20 120 20 0 2�.5 

2
ü÷úþĀøý ü÷úþĀ÷ÿ C5%1 �����%���0)� ˔ ˔

����
2.0 12 12 100 20.5 �.5

0.15
22.0 CTDP20

LRIS-4＊12 LLR-25S
ü÷ûúÿüý ü÷ûúÿûĀ           ɹ�����%���0)� ˔ ˔ 2.0 16 16 120 20.5 4.5 22.0 CTDP20
ü÷ûúĀú÷ ü÷ûúĀûÿ           ɹ�����%��"�0)� ˔ ˔ ���� 2.5 20 20 120 24.0 4.0 2�.5 CTDP25 CS0516LSH LW-3

3
üĀþùüýþ üĀþùĀÿĀ C5%1 �����%���0) ˔ ˔

����
2.0 12 12 100 20.5 �.5

0.15
22.0

CTDP20 LRIS-4＊12 LLR-25S
üĀþùüþü üĀþú÷÷ú  �����%���0) ˔ ˔ 2.0 16 16 100 20.5 4.5 22.0

˞Do not tighten clamp screw without installing insert as it may damage the insert pocket.

C5%1

'igure�1

C5%1�0)

'igure�3Right-Hand style shown

Shape Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

TM4 StocL QM3 StocL DM4 StocL

L

W
±
0.
05

ｒε

C5%1 ��/

2.0 1�.1
0�

0.05 ��1��12 ˔ ��1���4 ˔ ��44��2 ˔
 ��/�� 0.2 ��1���� ˔ ��1���� ˔ ��3�3�2 ˔
 ��3� 6� 0.05 ��1��3� ˔ ��1��2� ˔ ��44��� ˔
 ��3�� 15� 0.05 ��1���1 ˔ ��1��4� ˔ ��44��4 ˔
C5%1 ��/

2.5 21.2
0�

0.05 ������2 ˔ ������� ˔ ��4��44 ˔
 ��/�� 0.2 ������� ˔ �����32 ˔ ��4��3� ˔
 ��3� 6� 0.05 �����4� ˔ ������� ˔ ���2��4 ˔
 ��3�� 15� 0.05 ������� ˔ ������3 ˔ ��4�3�� ˔

C5%1�0)�
	$oolant
çthrough


'igure�2

Right-Hand style shown

Right-Hand style shown

A A

b
h

L 1

L 2

f

w

h
1

h
2Dm

1.5（X-3.0） ��
�

21��

��

3c
1�

�

1��ʢ9�3��ʣ

3c1��

" "

˘12 � 21   ˘2� � 2���

˘12 � ��   ˘2� � ��

" "

ScreX parts Bɿ
SS����S$ʢ.�ʣ

21

��

" "

ScreX parts Bɿ
SS����S$ʢ.�ʣ

C5%1 �����%���0)�C5%1 �����%���0)�
C5%1 �����%��"�0)�

5h 	ScreX parts "

1212�1�1��2�2� si[eɿSP31��	3c1��


■ CT%P 	Cut %uo
 Seriesɹ.aY� Cut�o⒎  %ia� ʙ 2��� ʙ 2��� ʙ 32�� ʙ 3���ᶱ

■ CT%P Series � ToolIolders

■ CT%P Series � Inserts

-eft�Hand Iolders are designed for 3igIt�Hand NacIines

 -eft�Hand Iolders are designed for 3igIt�Hand NacIines

ScreX accesssiCle
from Coth sides
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C581
ScreX accesssiCle
from Coth sides

'igure�1
3�

�

1��ʢ9�3��ʣ

1�

" "

П%
Right-Hand style shown

C581����
ScreX accesssiCle
from Coth sides

'igure�2

""

П%

1��ʢ9�3��ʣ

3�
�

4�
1�

ʢ4
���

ʣ

Left-Hand style shown

'igure

$ode /o�

Item /umCer

StocL .aY� 
$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - ̧ ̡

ø

üĀþúĀøù üĀþúĀù÷ C581 ����,��%�� ˔ ˔

��

ù÷
øù

øùü ù÷
÷.ùü úü

ĎĞėčĔú÷÷ ĊĚ÷ýùúēĚďĞ ēĞôú
üĀþúÿþ÷ üĀþúĀ÷û ����,��%�� ˔ ˔ ù÷

üĀþúÿüû üĀþúÿýù ����.��%�� ˔ ˔ ùü ùü øü÷ ùü

ù ü÷øùĀþý C581-����,��%������ ˒ ù÷ øù øùü ù÷ ü ûû

Shape Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

%.� StocL 

1�˃

�ʁ�
��

G81'.���/���G5

ú.÷

÷.ù

ù.ù ùû.ü ïû.ùð

üĀýúùüø ˔

G81'.���/���G5 ÷.û üĀýúùýĀ ˔

˞Do not tighten clamp screw without installing insert as it may damage the insert pocket.

■CT8P 	CUT %U0 &9T3"
 Seriesɹ.aY� Cut�o⒎ %ia� ʙ �2��ᶱ

■CT8P Series � ToolIolders

■CT8P Series � Inserts
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SS 5ools for Cutting off

C57ʢ�S


'igure�1 Right-Hand style shown

C57�9

'igure�2 Left-Hand style shown

C57�.ʢ#ʣ

'igure�3 Right-Hand style shown

'igure
$ode /o�

Item /umCer
StocL ˞1 .aY�

$ut�o⒎
%iaʢᶱʣ
П%

%imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üĀ÷ûøúø C57  ��,��S ˔

����
ù.ü øý øý

øùü

øý øý.ü

ùû øù.ù
Ċěĝùü

ĉĚ÷ýù÷ ēĞôû

üĀ÷ûøÿ÷ ��,��S ˔ ù÷ ù÷ ù÷ ù÷.ü
üĀ÷ûøûĀ ��,��S ˔ ú.÷ øý øý øý øý.ü Ċěĝú÷üĀ÷ûøþù ��,��S ˔ ù÷ ù÷ ù÷ ù÷.ü
üÿüúýøĀ üÿüúýùþ ��,�� ˔ ˔

����

ù.ü øý øý øý øý.ü

úù øÿ.ü

Ċěĝùüüÿüúýûú üÿüúýúü ��,�� ˔ ˔ ù÷ ù÷ ù÷ ù÷.ü
üÿüúüĀú üÿüúý÷ø ��,�� ˔ ˔ ú.÷ øý øý øý øý.ü Ċěĝú÷üÿüúüþþ üÿüúüÿü ��,�� ˔ ˔ ù÷ ù÷ ù÷ ù÷.ü

üøù÷ûùú üøùùøĀþ ����-�� ˔ ˔ ù.ü øĀ øú øû÷ øĀ øú.÷ Ċěĝùü

üøù÷ûúø üøùùøÿĀ ����-�� ˔ ˔ ú.÷ Ċěĝú÷ù üüĀüúÿû C57-����,��9�� ˔ ù÷ øù øùü ù÷ ú.÷

ú

üøþþø÷÷ C57  �����. ˔

����
ù.ü øý øý

øù÷

øý

÷.ü ùü.ü øü
Ċěĝùü

ĉĚ÷üù÷ ēĞôúüøÿüüûø �����. ˔ ù÷ ù÷ ù÷
üøÿüüýý �����. ˔

ú.÷
øý øý øý

Ċěĝú÷üøÿúúøû �����. ˔ ù÷ ù÷ ù÷
üøýùùøĀ üøÿûüùÿ �����# ˔ ˔ ���� ùü ùü øü÷ ùü úû.ü ùú.ü ĉĚ÷ýùü ēĞôû

˞⚑� Max. cut-off diameter shows when 9 end point is 0.0. For more information, see page G6�.

■CT7 Series � ToolIolders

■CT7 Seriesɹ.aY� Cut�o⒎ %ia� ʙ ����ᶱ

П%

�˃

6°
A A

37 45°

φD

П%

�˃

" "
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Shape Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

˞2 ;.� StocL 2.� StocL

CT7..N CT7..R CT7..L

C57 ��/ ù.ü

øù

ʵ

÷�

÷.ù÷

üÿýùùûÿ ˔

��/ ú.÷ ʵ üÿýûøûü ˔ üĀþùĀĀþ ˔

��3 ù.ü ÷.ûø

ÿ�

üÿýÿýúú ˔

��3 ú.÷ ÷.ûĀ üÿýýÿĀù ˔

��- ù.ü ÷.ûø

��- ú.÷ ÷.ûĀ üøùĀüýû ˔

6.39

90
°

12°

±０
．０
５

C57 ��/��� ú.÷ øù ʵ ÷� ÷.ù÷ üüùûĀùø ˔

C57 ��3��" ù.ü

øù

÷.ûø

ÿ�

÷.÷ü
ĴĨĿ.

üøýù÷÷ú ˔

��3��" ú.÷ ÷.ûĀ üøÿüúùþ ˔

��3��# ù.ü ÷.ÿú

øþ�

üøÿüøþÿ ˔

��3��# ú.÷ ø.÷÷ üøÿúùùú ˔

˞⚒� All angles shown are obtained when insert is set in the holder.

■CT7 Series � Inserts

Dimple

Single-sided

Single-sided

Single-sided
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0riginal Series

CS7 Series ʝʝʝʝʝʝʝʝʝʝʝʝʝ  (��
CTPS Series ʝʝʝʝʝʝʝʝʝʝʝʝʝ  (��
:�aYis ToolIolders  ʝʝʝʝʝʝʝʝʝ (1��
SIifted ToolIolders ʝʝʝʝʝʝʝʝʝ (103
%S SleeWes ʝʝʝʝʝʝʝʝʝʝʝʝʝ (104 
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SSɹ0riginal Series

#est tool for uQ to �ᶱ diaNeter Naterials

7ery up� sIarp edge XitI Nirror finisI proWides
superior precise NacIining

IntercIangeaCle tool ɿ 
"ll tIe inserts can use tIe saNe toolIolder

Specially designed edge sIape for sNall
diaNeter NacIining

)olders for $am�stZle machine also aWailaCle

$ut�off

BacL turning

CS7#

CS7C

(rooWing

CS7G

'ront turning

CS7'

5hreading

CS75
˙ CS7 toolholder

'eatures

CS7 Series Tooling for sNall diaNeter parts
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CS7
'or $am�stZle
machine

'igure�1

CS7�/C
'or (ang�stZle
machine

'igure�2

CS7�/C�'
'or (ang�stZle
machine

'igure�3

Right-Hand style shown

Right-Hand style shown

Right-Hand style shown

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ

(age insert

Spare Parts
$lamp ScreX 8rench

3 - 3 -

ø

üûĀùĀýù CS7  ��G9 ˔ þ þ ÿü þ

÷.ø

÷.ü
ĊĚĝč
ĊĚĝĉ
ĊĚĝĊ
ĊĚĝĎ
ĊĚĝě

G��ʙ��

ēęĐĚôù.üñþ ĊēęôøüĚ

üú÷úøýĀ üú÷úøĀú  �� ˔ ˔ øû÷
üûĀùĀüû  ��G9 ˔ ÿ ÿ ÿü ÿ

÷.÷

üú÷úøüø üú÷úù÷ø  �� ˔ ˔
øû÷üú÷úøúý  ��� ˔ Ā.ü Ā.ü Ā.ü

üú÷úøûû üú÷úøþþ  �� ˔ ˔ ø÷ ø÷ ø÷
üûþûþþ÷  ��G9 ˔ øù øù ÿü øùüúùþĀùĀ  �� ˔ øû÷

ù

üüøû÷ýù üüøû÷þ÷ CS7  ��/C ˔ ˔ ÿ ÿ øù÷ ÿ ÷.ø

ʵ

ĊĚĝč
ĊĚĝĉ
ĊĚĝĊ
ĊĚĝĎ
ĊĚĝě

G��ʙ��

ēęĐĚôù.üñþ ĊēęôøüĚ
üüýú÷ø÷  ��G9/C ˔

ø÷ ø÷
ÿü

ø÷
÷.øüûþþûĀù üûþþüûù  ��/C ˔ ˔

øù÷
üûþþüúû üûþþü÷÷  ��/C ˔ ˔ øù øù øù

ú üþÿĀýøü CS7  ��/C�' ˔ ÿ ÿ øù÷ ÿ ÷.÷ʙ÷.ø ʵ

ĊĚĝč
ĊĚĝĉ
ĊĚĝĊ
ĊĚĝĎ
ĊĚĝě

G��ʙ��

ēęĐĚôù.üñþ ĊēęôøüĚ

■ CS7 Series � ToolIolders

"" 2� ̍˃

■ CS7 Series

"" 2� ̍˃

"" 2� ̍˃
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SSɹ0riginal Series

Shape Item /umCer

$h
ip�

Cre
aL

er .aY 
%epth 
of cut

ʢᶱʣ

%imensionsʢᶱʣ P7% $oated $arCide
&dge 

(eometrZ
ʢЋʷЌ�ʣ

;.� 7.� %5�
3 StocL - StocL 3 StocL - StocL 3 StocL - StocL

Right-Hand style shown

CS7'��' 7 .

ĕĶ ʵ

÷.úʷü�

÷.÷

üú÷úüøý ˔ üú÷úüüþ ˔

��' 7�" . ÷.úʷù� üúüÿÿüÿ ˔

��' 7�. . ÷.øüʷù� üûúý÷øĀ ˔ üúÿýùûÿ ˔ üúÿýùüü ˔ üÿü÷ùúü ˔

��' 7�C . ÷.øüʷü� üúüÿüþþ ˔

Right-Hand style shown

CS7'��' 7# .

ĠĬĺ ú�÷

÷.úʷü�

÷.÷

üúøúøýÿ ˔ üúøúøü÷ ˔

��' 7#�" . ÷.úʷù� üúüÿýĀù ˔

��' 7#�. . ÷.øüʷù� üûúý÷÷ø ˔ üúÿýùýú ˔ üúÿýùþø ˔ üÿü÷ùûú ˔

��' 7#�C . ÷.øüʷü� üúüÿþ÷÷ ˔

'or Prop ling

Left-Hand style shown

CS7'��' 79 . ĕĶ ʵ ÷.÷ üúüÿÿýý ˔

Note� All angles shown are obtained when insert is set in the holder.

＜ブレーカ無し＞

＜ブレーカ付＞

30°

β° 30°

β°
α

α0.0 0.0

6.3
5

Thickness:2.38 Thickness:2.38 6.3
5

＜ブレーカ無し＞

＜ブレーカ付＞

30°

β° 30°

β°

α

α0.0 0.0

6.3
5

Thickness:2.38 Thickness:2.38 6.3
5

＜ブレーカ無し＞

＜ブレーカ付＞

30°

β° 30°

β°

α

α0.0 0.0

6.3
5

Thickness:2.38 Thickness:2.38 6.3
5

＜ブレーカ無し＞

＜ブレーカ付＞

30°

β° 30°

β°

α

α0.0 0.0

6.3
5

Thickness:2.38 Thickness:2.38 6.3
5

80
°

45°

0.
7

6.35

Thickness:2.38

80
°

45°

0.
7

6.35

Thickness:2.38

Shape Item /umCer

$h
ip�

Cre
aL

er -ength 
of Blade

ʢᶱʣ

.aY 
%epth 
of cut

ʢᶱʣ

%imensionsʢᶱʣ P7% $oated $arCide

8
&dge 

(eometrZ
ʢЋʷЌ�ʣ

;.� 7.� %5�
3 StocL - StocL 3 StocL - StocL 3 StocL - StocL

Right-Hand style shown

CS7#��' 7 .

ĕĶ

÷�þ

ù�÷

ø.÷÷

÷.úʷü�

÷.÷

üú÷úüþú ˔ üú÷úüúù ˔

��' 7�" . ÷�þ ÷.úʷù� üúüÿþĀø ˔

��' 7�. . ÷�þ ÷.øüʷù� üûúüĀĀü ˔ üúÿýùÿĀ ˔ üúÿýùĀþ ˔ üÿùþûÿ÷ ˔

��' 7�C . ÷�þ ÷.øüʷü� üúüÿÿ÷Ā ˔

��' 7�� . ÷�ÿ ø.ù÷
÷.úʷü�

üúûûÿĀ÷ ˔

��' 7�� . ø�÷ ø.û÷ üúûûĀ÷ÿ ˔

Right-Hand style shown

CS7#��' 7# .

ĠĬĺ

÷�þ

ù�÷

ø.÷÷

÷.úʷü�

÷.÷

üúüÿÿùü ˔

��' 7#�" . ÷�þ ÷.úʷù� üúüÿÿúú ˔

��' 7#�. . ÷�þ ÷.øüʷù� üûúüĀÿþ ˔ üúÿýú÷ü ˔ üúÿýúøú ˔ üÿùþûþù ˔

��' 7#�C . ÷�þ ÷.øüʷü� üúüÿÿûø ˔

��' 7#�� . ÷�ÿ ø.ù÷
÷.úʷü�

üúüÿþøÿ ˔

��' 7#�� . ø�÷ ø.û÷ üúüÿþùý ˔

'or Prop ling

Left-Hand style shown

CS7#��' 79 . ĕĶ ʵ ʵ ʵ ʵ ÷.÷ üúüÿÿøþ ˔

Note� All angles shown are obtained when insert is set in the holder.

＜ブレーカ無し＞ ＜ブレーカ付＞

α α

β°45°β°45°

0.00.0
2.50

w
±
0.
05

w
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38
6.3
5

＜ブレーカ無し＞ ＜ブレーカ付＞

α α

β°45°β°45°

0.00.0
2.50

w
±
0.
05

w
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38
6.3
5

0.
7

拡大

45° 5° 0.
03
5

rε
6.35

Thickness:2.38

＜ブレーカ無し＞ ＜ブレーカ付＞

α α

β°45°β°45°

0.00.0
2.50

w
±
0.
05

w
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38
6.3
5

＜ブレーカ無し＞ ＜ブレーカ付＞

α α

β°45°β°45°

0.00.0
2.50

w
±
0.
05

w
±
0.
05

6.3
5

Thickness:2.38 Thickness:2.38
6.3
5

0.
7

Enlarged
view45°

5° 0.
03
5

■CS7 Series � Inserts
'ront turning
 CS7' .irror p nisI

#acL turning
 CS7# .irror p nisI
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Shape Item /umCer

$h
ip

�
Cr

ea
Le

r ˞̍ .aY� 
$ut�o⒎  
%iaʢᶱʣ
П%

%imensionsʢᶱʣ P7% $oated $arCide

" X 7.�
3 StocL - StocL

CS7C ��' 7�� .

ĕĶ

��� ÷.úø

÷.÷

÷.ý üúüùüûþ ˔
 ��' 7�� .

���
÷.úý ÷.þ üúùûùþù ˔ üúú÷ÿû÷ ˔

 ��' 7�� . ÷.ûø ÷.ÿ üúùûùüý ˔ üúú÷ÿúù ˔
 ��' 7�� . ÷.ûý ÷.Ā üúüùüüû ˔
 ��' 7�� .

���
÷.üø ø.÷ üú÷úûĀ÷ ˔ üú÷úüĀĀ ˔

 ��' 7�� . ÷.ýü ø.ú üúøøÿùû ˔ üúøøÿøý ˔
 ��' 7�� . ÷.þû ø.ü üú÷úýøü ˔ üú÷úýúø ˔
CS7C ��' 7#�� .

ĠĬĺ

��� ÷.úø ÷.ý üúüÿþúû ˔
 ��' 7#�� .

���
÷.úý ÷.þ üúüÿþûù ˔

 ��' 7#�� . ÷.ûø ÷.ÿ üúüÿþýþ ˔
 ��' 7#�� . ÷.ûý ÷.Ā üúüÿþþü ˔
 ��' 7#�� .

���
÷.üø ø.÷ üúüÿþÿú ˔

 ��' 7#�� . ÷.ýü ø.ú üúüÿýþý ˔
 ��' 7#�� . ÷.þû ø.ü üúüÿýýÿ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

25° 25° 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

厚さ:2.38 
6.3
5

厚さ:2.38

A A

25° 25° 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

厚さ:2.38 
6.3
5

厚さ:2.38

A A

Right-Hand style shown

Right-Hand style shown

25° 25° 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

Thickness:2.38
6.3
5

Thickness:2.38

25° 25° 

rε rε 
L 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

Thickness:2.38
6.3
5

Thickness:2.38

25° 25° 

rε rε 
L 

W
±
0.
05
 

W
±
0.
05
 

6.3
5 

Thickness:2.38
6.3
5

Thickness:2.38

˞2

˞2

Shape Item /umCer

$h
ip�

Cre
aL

er .aY 
%epth 
of cut
ʢᶱʣ

%imensionsʢᶱʣ P7% $oated $arCide
7.�

3 StocL - StocL

Right-Hand style shown

CS7G��' 7��� .

ĕĶ

÷�øü
÷.ùü

÷.ü÷

÷.÷

üúüûýúû ˔
 ��' 7��� . ÷.ú÷ üúûûĀû÷ ˔
 ��' 7��� . ÷.úü üúüûû÷ù ˔
 ��' 7��� . ÷.û÷ üúûûĀúù ˔
 ��' 7��� .

÷�ûü

÷.ûü

ø.÷÷

üúüûúĀû ˔
 ��' 7��� . ÷.ü÷ üúüûýûù ˔
 ��' 7��� . ÷.üü üúûûĀùû ˔
 ��' 7��� . ÷.ý÷ üúûûĀøý ˔
 ��' 7��� . ÷.ýü üúüûûø÷ ˔
 ��' 7��� . ÷.þ÷ üúüûûùÿ ˔
 ��' 7��� .

ø�û÷

÷.þü

ù.÷÷

üúúùÿøù ˔ üúúùÿù÷ ˔
 ��' 7��� . ÷.ÿ÷ üúüÿýü÷ ˔
 ��' 7��� . ÷.ÿü üúüûûúý ˔
 ��' 7��� . ÷.Ā÷ üúüûûûû ˔
 ��' 7��� . ÷.Āü üúúùÿûý ˔ üúúùÿúÿ ˔
 ��' 7��� . ø.÷÷ üúüùüýù ˔
 ��' 7��� .

ù�ý÷

ø.ø÷

ú.÷÷

üúüÿýûú ˔
 ��' 7��� . ø.ù÷ üúüùüþ÷ ˔ üúüþüýø ˔
 ��' 7��� . ø.ú÷ üúüÿýùþ ˔
 ��' 7��� . ø.û÷ üúüÿýøĀ ˔
 ��' 7��� . ø.ü÷ üúüÿý÷ø ˔

w
＋
0.
03 0

w
＋
0.
03 0

rε
L6.3

5

Thickness:2.38

Shape Item /umCer

$h
ip�

Cre
aL

er

Pitch
%imensionsʢᶱʣ P7% $oated $arCide

7.�
3 StocL - StocL

Right-Hand style shown

CS75��' 1������" . ĕĶ ÷�ù ʙ ÷�ü ę÷.÷úĔĈğ üúûûÿþû ˔ üúÿýĀ÷Ā ˔

Right-Hand style shown

CS75��' 1������# . ĕĶ ÷�ù ʙ ÷�ü ę÷.÷úĔĈğ üúûûÿÿù ˔ üúÿýĀøþ ˔

Note� All angles shown are obtained when insert is set in the holder.

＜Aタイプ＞ ＜Bタイプ＞

0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

3.0
3.06.3

5
Thickness:2.38 Thickness:2.38＜Aタイプ＞ ＜Bタイプ＞

0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

3.0
3.06.3

5
Thickness:2.38 Thickness:2.38

＜Aタイプ＞ ＜Bタイプ＞

0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

3.0
3.06.3

5
Thickness:2.38 Thickness:2.38

＜Aタイプ＞ ＜Bタイプ＞

0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

3.0
3.06.3

5
Thickness:2.38 Thickness:2.38

Cut�o⒎ 
 CS7C .irror p nisI

GrooWing
 CS7( .irror p nisI

5hreading
 CS7T .irror p nisI
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SSɹ0riginal Series

'igure $ode /o� Item /umCer StocL

%imensionsʢᶱʣ

(age insert

Spare Parts
$lamp ScreX 8rench

ø
üúûýüþù C51S3�� ˔ ø÷ ø÷

øù÷
ø÷

÷.÷
ěĉėĚçĊěėĚ
ĎěėĚçěěėĚ
G�� ʙ ��

ēęĐĚôù.üñþ ĊēęôøüĚ
üúĀþøÿþ 3�� ˔ øù øù øù

ù üûÿýþøþ C51S3���S6#�� ˔ ÿ ÿ øù÷ ÿ Ȃ ĊěėĚô÷÷ø
G�� ēęĐĚôùõüñûõü ĊēęôøüĚ

■CTPS Series � ToolIolders

Shape Item /umCer

$hi
p�C

rea
Ler -ength 

of Blade
.aY %epth 

of cut
%imensionsʢᶱʣ P7% $oated $arCide

;.� StocL 7.� StocL
ʪXith $hipCreaLerʫ

Right-Hand style shown

5#1S��'3��
ĠĬĺ ú�ø ú�ü ý÷�

÷.÷ üúûýøü÷ ˔ üúýùüüú ˔

��'3�� ÷.ø üúûýøýÿ ˔ üúýùüýø ˔

ʪXithout $hipCreaLerʫ

Right-Hand style shown

5#1S��'37 ĕĶ û�ÿ û�ÿ ý÷� ÷.÷ üúüþ÷üÿ ˔ üúýùüþĀ ˔

Note� All angles shown are obtained when insert is set in the holder.

20

2.
50

6.
0

45
°

0.
5

12°

3°

θ

20 2.
50
 

6.
0 

45
°

0.
2 

0.
7 

15° 
θ 

3° 

20

2.
50

6.
0

45
°

0.
5

12°

3°

θ
20

2.
50

6.
0

45
°

0.
5

12°

3°

θ

20 2.
50

6.
0

45
°

0.
2

0.
7

15°

rε

θ

3°

20 2.
50

6.
0

45
°

0.
2

0.
7

15°

rε

θ

3°

C51S
Best for up to 1�ᶱ 
diameter material

'igure�1

C51S3�S6#
Best for up to 4ᶱ 
diameter material

'igure�2

#est tool for CaN�style Nachine ��
"ll tIe inserts can use tIe saNe toolIolder
%esigned to Ce used for Cack turning cut�off grooWing
and tIreading

TIe dedicated S7"C�N type is offered for front turning

'eatures

C51S Series 

■CTPS Series � Inserts
#acL turning
 T#PS

Right-Hand style shown

A A

5.0

１
°

Right-Hand style shown

Sub-spindle with 
extended guide-
bushing

Sub-spindle with 
extended guide-
bushing

5

1.0

φ
22 1°

5.0

4.
5

11 45°

A A

6
ni
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Shape Item /umCer .aY %epth
of cutʢᶱʣ

%imensionsʢᶱʣ P7% $oated $arCide

;.� StocL 7.� StocL
ʪXith $hipCreaLerʫ

Right-Hand style shown

G51S���'3 ø�÷ ÷.þü ø.ü

÷.÷

üúûýĀüù ˔ üúýùýüù ˔

���'3
ø�ü

÷.Āü
ù.÷

üúûýĀý÷ ˔ üúýùýý÷ ˔

���'3 ø.÷÷ üúûýĀþÿ ˔ üúýùýþÿ ˔

���'3
ù�ü

ø.ù÷

ú.÷

üúûýĀÿý ˔ üúýùýÿý ˔

���'3 ø.ü÷ üúûýĀĀû ˔ üúýùýĀû ˔

���'3 ù.÷÷ üúûþ÷÷÷ ˔ üúýùþ÷ù ˔

w
＋
0.
03 0

20 2.
50

6.
0

45
°

w
＋
0.
03 0

20 2.
50

6.
0

45
°

w
＋
0.
03 0

20 2.
50

6.
0

45
°

Shape Item /umCer

$h
ip�C

rea
Ler ˞̍ .aY�

$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated $arCide
˞2 ;.� StocL 7.� StocL

ʪXith $hipCreaLerʫ

Right-Hand style shown

C51S��'3 .

ĠĬĺ

û�÷ ø.ù ÷.úþ

øý� ÷.÷ü

üúûýùþü ˔ üúýùüÿþ ˔

��'3 . ü�÷ ø.ü ÷.ûý üúûýùýþ ˔ üúýùüĀü ˔

��'3 . ÿ�ü ø.ÿ ÷.üü üúûýùÿú ˔ üúýùý÷ú ˔

��'3 . ø÷�÷ ù.÷ ÷.ýø üúþûùø÷ ˔ üúþûøĀû ˔
ʪXithout $hipCreaLerʫ

Right-Hand style shown

C51S��'37 .

ĕĶ

û�÷ ø.ù ÷.ûþ

ù÷� ÷.÷

üúûýĀúþ ˔ üúýùýøø ˔

��'37 . ü�÷ ø.ü ÷.üÿ üúûýĀùĀ ˔ üúýùýùĀ ˔

��'37 . ÿ�ü ø.ÿ ÷.þ÷ üúûýĀûü ˔ üúýùýúþ ˔

��'37 . ø÷�÷ ù.÷ ÷.þþ üúþûù÷ù ˔ üúþûùùÿ ˔
˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.

˞⚒� All angles shown are obtained when insert is set in the holder.

20

2.
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6.
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°
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θ20

2.
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6.
0
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°

w
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θ

20

2.
50

6.
0

45
°

±
0.
05

θ

20

6.
0

45
°

2.
50

w
±
0.
05

θ

20

6.
0

45
°

2.
50

w
±
0.
05

θ

20

6.
0

45
°

2.
50

±
0.
05

θ

Shape Item /umCer 5Zpe Pitch
%imensionsʢᶱʣ P7% $oated $arCide

;.� StocL 7.� StocL

Right-Hand style shown

551S��'3�" Ĉ
÷�ùʙ÷�þü ÷.û ÷.÷üĔĈğ

Flat
üúûýýûÿ ˔ üúýùþø÷ ˔

��'3�# ĉ üúûýýýú ˔ üúýùþùÿ ˔

��'3�" Ĉ
÷�ü ʙø�ùü ÷.ÿ ÷.÷ü

üúûýýÿĀ ˔ üúýùþûû ˔

��'3�# ĉ üúûýýþø ˔ üúýùþúý ˔

��'3�/ ĕ ø�÷ ʙ ø�ü ø.ùü ÷.ø üúûýýüü ˔ üúýùþüø ˔
Note� All angles shown are obtained when insert is set in the holder.

20 2.
50

6.
0

45
°

60
° 60
°

60
°

Type-A Type-B Type-N
20 2.

50
6.
0

45
°

60
° 60
°

60
°

Type-A Type-B Type-N

Shape Item /umCer

$h
ip

�
Cr

ea
Le

r ˞̍ .aY�
$ut�o⒎
%iaʢᶱʣ

П%

%imensionsʢᶱʣ P7% $oated 
$arCide

˞2 ;.� StocL
4.5 30°

θ

±
0.
05 C51S��'3/����

ĠĬĺ
��� ÷.þ

� ÷� ÷.÷ü üûý÷ýþ÷ ˔

4.5 30°

θ

θ

4.5 30°

±
0.
05

±
0.
05

C51S��'3���� ÷.ùú øý� ÷.÷ü üûûøÿüù ˔

4.5 30°

θ

θ

4.5 30°

±
0.
05

±
0.
05

C51S��'37���� . ĕĶ ÷.ùÿ ù÷� ÷.÷ üûûøÿý÷ ˔

˞⚑� Max. cut-off  diameter shows when 9 end point is 0.0. For more information, see page G6�.
˞⚒� All angles shown are obtained when insert is set in the holder.

Right-Hand style shown

20

6
45
°

2.
5

20

6
45
°

2.
5

20

6
45
°

2.
5

Cut�o⒎ 
 CTPS

Cut�o⒎ 
 CTPS���1

5hreading
 TTPS

GrooWing
 (TPS

.irror p nisI

.irror p nisI
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SSɹ0riginal Series

:�aYis 5oolholders CIip control Cy graWity

CIip drops doXn to tIe Ced of tIe NacIine
due to graWity and cIip control proCleN is
solWed

"WailaCle in coolant tIrougI style
'ront turning grooWing and Cack turning
operations can Ce perforNed Cy utili[ing
:�aYis control

Perfect solution for chip proClems
-ess Xear more staCle dimensions

'eatures
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/ote� /eed :�offset for holder shanL si[e�

Regular Toolholder Y-axis Toolholder
ᶃ53�� Select tool ᶃ53��

ᶄ(� 911.0 ;0 T3 Position tool ᶄ(� :11.0 ;0 T3

ᶅ ᶅ 90

ᶆ(1 9�.0 F0.0� .oWe to 0% to cut ᶆ(1 :�.0 F0.0�

ᶇ ;5.0 F0.05 $ut �ᶱ length ᶇ ;5.0 F0.05

ᶈ 911.0 $ut face ᶈ :11.0

ᶉ(� 911.0 ᶉ(� 911.0

Cut Cy 9�aYis Cut Cy :�aYis

1rograNNing guidance

Retrieving the tool

③

①

Feed direction

④

Feed direction
③

①

93° 62° 30'

G��

G��ɾ)��

:�S%+$ɹ:�S%+$�0)

:�(553
:�(553�0)

:�S%/$
■ 'ront Turning

■ (rooWing � Side turning � #ack turning

■  .ulti�functional (rooWing
for non�ferrous Naterial

■-ineup

G��

95°

:�S79$-12�11S

G�� )��

:�(5P"ɹ:�(5P"�0)

:�5B%P
:�5BP3ɹ:�5BP3�0)

■ #ack Turning

:�T#P3
:�T#P3�0H

G��
:�T#%P

G��
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SSɹ0riginal Series
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◆Important notes for using Y-axis holders

Overhang of the 
Y-axis holder Figures Ｌ

Item 20 22 25

20
clearance holding point

ov
er
ha
ng
 d
is
ta
nc
e 

fro
m
 t
oo
l p
os
t

D1
Machinable outer dia.for holder A Not limited Not limited Not limited

D2
Machinable outer dia.for holder B 13 13 13

D3
Machinable outer dia.for holder C Not limited Not limited Not limited

25 clearance

clearanceclearance
holding point

ov
er
ha
ng
 d
is
ta
nc
e 

fro
m
 t
oo
l p
os
t

D1
Machinable outer dia.for holder A 38 58 Not limited

D2
Machinable outer dia.for holder B 14.9 13.6 13

D3
Machinable outer dia.for holder C 38 58 Not limited

30
clearance

clearance

clearance

holding point

ov
er
ha
ng
 d
is
ta
nc
e 

fro
m
 t
oo
l p
os
t

D1
Machinable outer dia.for holder A 26.8 29 38.5

D2
Machinable outer dia.for holder B 20.6 17.9 14.9

D3
Machinable outer dia.for holder C

33
26.8 for TBP type

37
29 for TBP type

51.5
38.5 for TBP type

②① ④③

②① ③ ④

① ② ③ ④

②① ④③

Up to 2 Y-axis holders can be 
installed on a tool post. Do not 
install side by side in order to 
prevent interference.

When changing tools, set the backward position of the 
tool post with the overhang of the Y-axis holder(s) as per 
the reference.

When changing from the tool No. (2) to (4)

 If installed side by side, 
the  work  p iece  and 
the Y-axis holders may 
interfere with each other.

Move the tool post 
back based on the 
position of the cutting 
edge of the Y-axis 
holder (3).

Install a non-Y-axis 
type holder between 
the two Y-axis holders.

OD machining table  The OD that can be machined are indicated by the grooving holder “Y-GTTR type” as
an example (The dimensions of other Y-axis holders are the same.)
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Sh
im

Gang
Tool
Post

Gang
Tool
Post

With NTK Shifted
Turning Toolholders'eature 1

No shims reRuired during 
thread whirling operation with 
an extended guide bushing

1�  &liNinate sIiNs for turning Iolders XIen eYtended guide CusIing
is used 	especially in tIread XIirling


2�  PerforNs pnisI cut XitIout retracting rougIed section 	Car
 froN
guide CusIing

'eature 2

Typical turning 8ith Shifted )olders�
'inish turn can Ce done Xith�
out retracting the roughed Car

With Conventional Holders�
Roughed bar comes out when 
retracted for pnish turn

(22ɾ(2�

Shifted 5oolholders ToolIolders for eYtended guide�CusIing

5Xo .aKor 'eatures
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 PreWents coolant and cIips froN daNaging liWe tool stations
 "ccepts %S Series Iolders to perforN Warious Cack Xorking
 %esigned eYclusiWely for 22NN and 3�NN round sIank stations
 CoNpatiCle XitI 1�NN � 22NN round sIank %S Series Iolders

× ✔HoX it Xorks

When DS holders are used 
directly in live tool stations, 
coolant and chips sneak in 
from the flat of holders to 
damage the live stations

Coolant and 
cIips sneak in�

Stop coolant and cIips 
froN daNaging liWe tool 
stations�
By using the DS Sleeve, you 
can use the DS Series hold-
ers without any worry about 
damaging live stations

φ
22 φ40

43
10

φ
16

58

23 28

Set screw

Cap screw

˙SSô%S6ôS,

$ode /o� Item numCer StocL
Spare parts

$oment
$ap screX 8rench Set screX 8rench

������� SSô%S6ôS, ˔ ĊĚ÷üù÷ ēĞôû ĚĚ÷ü÷ý ēĞôù.ü

������� SSô%S6ô-�� ˔ ĊĚ÷üù÷ ēĞôû ĚĚ÷ü÷ý
ĚĚ÷üøü ēĞôù.ü For DS-ACH 

Series
������� SSô%S6ô#�-�� ˔ ĊĚ÷ûù÷ ēĞôú ĚĚ÷ü÷ý ēĞôù.ü Can take 

DS-ACH 
Series������� SSô%S6ô#�%�� ˔ ĊĚĖûùü ēĞôú ĚĚ÷ü÷ý ēĞôù.ü

70

Set screw

Cap screw

55
10

φ
22

φ
16 φ40

35
28

˙SSô%S6ô#�-�� ˙SSô%S6ô#�%��

˙SSô%S6ô-��
For DS-ACH series

10

58
43
33

66

φ
22

φ
16

5

30 37

25
33

Set screw

Cap screw

1�

4�
��

П
34

П
42

П
22

��

Set screw

Cap screw

Cap screw

%S SleeWe 
'eatures

'irst 3ecoNNendation for 5urning

'or #acL ��sQindle unit

'or #acL ��sQindle unit



H
GrooWing � Side 5urning

(rooWing Tools ʝʝʝʝʝʝʝʝʝʝʝʝ H2
3ecoNNended Cutting Conditions  ʝʝ H�
(eneral InforNation  ʝʝʝʝʝʝʝʝʝ H�
Tool -ist  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝ H1�

CS7 Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H1�
CTPS Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H1�
(TP" Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H1�
(T.�32 Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H1�
(T.��3 Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H2�
(T8 Series ʢSC3U. %U0） ʜʜʜʜʜʜʜʜʜʜʜʜ H2�
T8( Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H32
S#( Series ʢI% grooWing） ʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H3�
#( Series ʢI% grooWing） ʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H3�
(,7 Series ʢI% grooWing） ʜʜʜʜʜʜʜʜʜʜʜʜʜ H3�
S'( Series ʢI% 'ace grooWing） ʜʜʜʜʜʜʜʜʜʜʜ H3�
S"TU3N %U0 Series ʢ'ace grooWing） ʜʜʜʜʜʜʜ H3�
(8P'. Series ʢSC3U. %U0 #-"%&） ʜʜʜʜʜʜʜ H��
('7 Series  ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ H��
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GrooWing � Side 5urning

/5, GrooWing � Side 5urning 5ools � 1roduct -ines

■0% (rooWing

■.ultifunctional (rooWing
for non�ferrous Naterial

Insert G5.)�� � G5.9�� H22

Holder

G55 G55�0)��0) :�G55 :�G55�0) %S�G55 C)�G55

H1�
H1� H2� H2� H1�

H1�Coolant through :-axis :-axis/Coolant through DS Holder
Blade width 0.3 ʙ 3.0ᶱ
Depth of cut ʙ 2.�ᶱ

Insert G81 H2� G5."�� � G5.5�� H2� 58G H32 G57�G&7 H31

Holder

G581 /G5/ʢ#ʣ /G5" 58G G57 G,7

H2� H2� H2� H32 H3� H3�
Blade width 3.0 ʙ 5.�ᶱ 1.45 ʙ 5.5ᶱ 2.0 ʙ 3.0ᶱ 3.0 ʙ �.0ᶱ 3.0 ʙ �.0ᶱ
Depth of cut ʙ �.0ᶱ 4.50ᶱ ʙ 3.0ᶱ 11.0ᶱ 11.0ᶱ

Insert CS7G H1� G51S H1�

Holder

CS7 C51S

H1� H1�
Blade width 0.25 ʙ 1.50ᶱ 0.�5 ʙ 2.0ᶱ
Depth of cut ʙ 2.60ᶱ ʙ 2.50ᶱ

Insert G51" H1�

Holder

G51" G51"�0) :�G51" :�G51"�0)

H1�
H1� H1� H1�

Coolant through :-axis :-axis/Coolant through
Blade width 2.0 ʙ 2.50ᶱ
Depth of cut ʙ6.0ᶱ
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�ʁ��
2�

■ 'ace (rooWing

■ I% (rooWing

■ I% 'ace (rooWing

Insert 'G7 H3� '#7 H3�

Holder

'G7 %S�'G7 C)�'G7

H3�
H3�

H3�DS Holder
Blade width 1.0ᶱ ʙ 2.0ᶱ

Depth of cut ʙ 3.0ᶱ FG7ɿʙ 3.0ᶱ
FB7ɿʙ 4.0ᶱ

Insert G81'. H�2
G'7 H��

Holder

G581�)�G,81�) G'7 GS7

H�1 H�� H��
Blade width 3.0 ʙ 6.0ᶱ 6.0ᶱ
Depth of cut ʙ 15.0ᶱ 6.0ᶱ

Insert S#G H3� G5G H3�

Holder

/#) S�#G � #G

,� H3�
Blade width 0.5 ʙ 2.0ᶱ 0.5 ʙ 2.0ᶱ
Depth of cut ʙ 2.0ᶱ ʙ 3.0ᶱ

Insert G&7 H3� 58G H32

Holder

G,7 58G

H3� H32
Blade width 3.0 ʙ 3.5ᶱ 2.0 ʙ 3.0ᶱ
Depth of cut ʙ �.5ᶱ ʙ 3.0ᶱ

Insert S'G H3�

Holder

/#)

Blade width 1.0 ʙ 3.0ᶱ
Depth of cut ʙ 2.�ᶱ

,�
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GrooWing � Side 5urning

Feed Rate (mm/rev)
ᶃ Grooving 
ᶄ Side turning

8ork .aterial

-oX 
CarCon Steel CarCon Steel "lloy Steel

Stainless Steel

'erritic "ustenitic .artensitic
Precipitation Iardenic

S1�Cʙ 3�C S��Cʙ S��C SCr�SC. SUS3�3�SUS�3� SUS3���
SUS31�-

SUS���C�
SUS�3�

Cutting Speed
(m/min) ��      ��    13� ��      ��    13� ��      ��    13� ��     1��   1�� ��      ��    1�� 3�      ��      ��

CS7G��' 7 ˘˘˘
Side Turning
Max Depth of Cut � 0.2mm.

Grade

Blade width (mm)
7.� 7.� 7.� 7.� 7.� 7.�

0.25 ʙ 0.5 ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.03
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.015
ᶄ 0.002 ʙ 0.01

0.5 ʙ 1.0 ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.02
ᶄ 0.005 ʙ 0.015

1.0 ʙ 1.5 ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

G5.)�� ˘˘˘ 3G9
Side Turning
Max Depth of Cut � 0.�5 ʙ 2.0mm.

Grade

Blade width (mm)
%.��5.� %.� %.� S5� S5� S5�

0.�5 ʙ 1.0 ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.06

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.06

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.0�

ᶃ 0.02 ʙ 0.05
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.04
ᶄ 0.01 ʙ 0.04

1.0 ʙ 1.5 ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.02 ʙ 0.06
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.05
ᶄ 0.01 ʙ 0.05

2.0 ʙ 3.0 ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

G5.9�� ˘˘˘ 5 ˘˘
G5.)�� ˘˘˘ 375
Side Turning
Max Depth of Cut � 0.25 ʙ 2.0mm.

Grade

Blade width (mm)
%5� 2.� 2.� %5��7.� %5��2.� %5��2.�

0.30 ʙ 0.�5 ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.03

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

0.�5 ʙ 1.2 ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.05
ᶄ 0.01 ʙ 0.04

1.2 ʙ 2.0 ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.02 ʙ 0.05

2.0 ʙ 3.0 ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

G5.)�� ˘˘˘ & ˘˘˘
G5.)�� ˘˘˘ 3SS)
G5.9�� ˘˘˘ 3SS
G5.9�� ˘˘˘ 3-S
Side Turning
Max Depth of Cut � 0.2mm.

Grade

Blade width (mm)
;.� ;.� ;.� ;.� ;.� ;.�

0.30 ʙ 0.�5 ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.03

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

0.�5 ʙ 1.2 ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.05
ᶄ 0.01 ʙ 0.04

1.0 ʙ 2.0 ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.02 ʙ 0.05

2.0 ʙ 3.0 ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

G5.5�� ˘˘˘
G5."�� ˘˘˘ 3 ˘˘ 3
Side Turning
Max Depth of Cut � 0.2mm.

Grade

Blade width (mm)
2.��%.� 2.��%.� 2.��%.� %.� %.��2.� %.�

1.00 ʙ 2.00 ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.02 ʙ 0.05

2.00 ʙ 3.00 ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

3.00 ʙ 5.50 ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.04 ʙ 0.10

G81G ˘˘˘ /� ˘˘ �G8
G81G ˘˘˘ /� ˘˘ �G7
G81. ˘˘˘ /� ˘˘ �G8
Side Turning
Max Depth of Cut � 3.5mm.

Grade

Blade width (mm)
%.� %.� %.� %.� %.� %.�

3.00 ʙ 4.00 ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.05 ʙ 0.0�
ᶄ 0.03 ʙ 0.0�

4.00 ʙ 5.00 ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.13
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.11
ᶄ 0.03 ʙ 0.0�

5.00 ʙ 6.00 ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.13
ᶄ 0.04 ʙ 0.10

G&7 ˘˘˘ /
G57 ˘˘˘ /
G7.#�� ˘˘˘ /
Side Turning
Max Depth of Cut � Blade width ʷ 0.5mm.

Grade

Blade width (mm)
2.� 2.� 2.� 2.� 2.� 2.�

3.00 ʙ 4.50 ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.05 ʙ 0.0�
ᶄ 0.03 ʙ 0.0�

4.50 ʙ 6.00 ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.13
ᶄ 0.04 ʙ 0.10

6.00 ʙ �.00 ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.12

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.12

G51"� ˘ '3/��
G51"� ˘ '3/����� ˘
Side Turning
Max Depth of Cut � Blade width ʷ 0.�mm.

Grade

Blade width (mm)
ʔ ʔ ʔ ʔ ʔ ʔ

2.00 ʙ 2.50 ʔ ʔ ʔ ʔ ʔ ʔ

0% GrooWing � .ultifunctional GrooWing for non�ferrous Naterial
3ecoNNended Cutting Conditions
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Sulfur free cutting 
steel

Sulfur coNpleY free 
cutting steel

HigI�carCon 
cIroNiuN 

Cearing steel

&lectroNagnetic 
soft iron

&lectroNagnetic 
stainless TitaniuN alloy "luNinuN alloy

8ork .aterial Feed Rate (mm/rev)
ᶃ Grooving 
ᶄ Side turningSU. SU+ SU: �"-��7 "���2

��     1��   1�� ��      ��    1�� ��     1��   1�� ��      ��    1�� ��      ��    1�� ��     1��   2�� Cutting Speed
(m/min)

7.� 7.� 7.� 7.� 7.� 7.�
Grade

Blade width (mm)

CS7G��' 7 ˘˘˘
Side Turning
Max Depth of Cut � 0.2mm.

ᶃ 0.005 ʙ 0.03
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.03
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.02
ᶄ 0.002 ʙ 0.01

ᶃ 0.005 ʙ 0.03
ᶄ 0.002 ʙ 0.02 0.25 ʙ 0.5

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.03
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.02
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.03 0.5 ʙ 1.0

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.03

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.04 1.0 ʙ 1.5

5.� %.� %.� %.� 5.� 5.�
Grade

Blade width (mm)

G5.)�� ˘˘˘ 3G9
Side Turning
Max Depth of Cut � 0.�5 ʙ 2.0mm.

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.0�

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.0�

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.06

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.0� 0.�5 ʙ 1.0

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.02 ʙ 0.0�

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.10 1.0 ʙ 1.5

ᶃ 0.03 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.02 ʙ 0.0�

ᶃ 0.03 ʙ 0.15
ᶄ 0.03 ʙ 0.10 2.0 ʙ 3.0

7.��%5� 2.��%5� 7.��%5� 2.��%5� %5� 7.�
Grade

Blade width (mm)

G5.9�� ˘˘˘ 5 ˘˘
G5.)�� ˘˘˘ 375
Side Turning
Max Depth of Cut � 0.25 ʙ 2.0mm.

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.03

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.03

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.06
ᶄ 0.005 ʙ 0.03 0.30 ʙ 0.�5

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05 0.�5 ʙ 1.2

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.03 ʙ 0.12
ᶄ 0.03 ʙ 0.10 1.2 ʙ 2.0

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

ᶃ 0.03 ʙ 0.15
ᶄ 0.03 ʙ 0.10 2.0 ʙ 3.0

;.� ;.� ;.� ;.� ;.� ,.��;.�
Grade

Blade width (mm)

G5.)�� ˘˘˘ & ˘˘˘
G5.)�� ˘˘˘ 3SS)
G5.9�� ˘˘˘ 3SS
G5.9�� ˘˘˘ 3-S
Side Turning
Max Depth of Cut � 0.2mm.

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.03

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.05
ᶄ 0.005 ʙ 0.03

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.005 ʙ 0.06
ᶄ 0.005 ʙ 0.03 0.30 ʙ 0.�5

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.04

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.05 0.�5 ʙ 1.2

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.03 ʙ 0.12
ᶄ 0.03 ʙ 0.10 1.0 ʙ 2.0

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

ᶃ 0.03 ʙ 0.15
ᶄ 0.03 ʙ 0.10 2.0 ʙ 3.0

%.� 2.��%.� %.� 2.��%.� %.� ʔ
Grade

Blade width (mm)

G5.5�� ˘˘˘
G5."�� ˘˘˘ 3 ˘˘ 3
Side Turning
Max Depth of Cut � 0.2mm.

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.06

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.02 ʙ 0.0�
ᶄ 0.02 ʙ 0.05

ᶃ 0.03 ʙ 0.12
ᶄ 0.03 ʙ 0.10 1.00 ʙ 2.00

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.10
ᶄ 0.03 ʙ 0.0�

ᶃ 0.03 ʙ 0.0�
ᶄ 0.03 ʙ 0.06

ᶃ 0.03 ʙ 0.15
ᶄ 0.03 ʙ 0.10 2.00 ʙ 3.00

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.04 ʙ 0.10

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.10 3.00 ʙ 5.50

%.� %.� %.� %.� %.� ʔ
Grade

Blade width (mm)
G81G ˘˘˘ /� ˘˘ �G8
G81G ˘˘˘ /� ˘˘ �G7
G81. ˘˘˘ /� ˘˘ �G8
Side Turning
Max Depth of Cut � 3.5mm.

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.0� ʔ 3.00 ʙ 4.00

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.10 ʔ 4.00 ʙ 5.00

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.12 ʔ 5.00 ʙ 6.00

2.� 2.� 2.� 2.� 2.� ʔ
Grade

Blade width (mm)
G&7 ˘˘˘ /
G57 ˘˘˘ /
G7.#�� ˘˘˘ /
Side Turning
Max Depth of Cut � Blade width ʷ 0.5mm.

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.10

ᶃ 0.05 ʙ 0.12
ᶄ 0.03 ʙ 0.0� ʔ 3.00 ʙ 4.50

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.04 ʙ 0.12 ʔ 4.50 ʙ 6.00

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.20
ᶄ 0.03 ʙ 0.13

ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.12 ʔ 6.00 ʙ �.00

ʔ ʔ ʔ ʔ ʔ 1%��,.�
Grade

Blade width (mm)
G51"� ˘ '3/��
G51"� ˘ '3/����� ˘
Side Turning
Max Depth of Cut � Blade width ʷ 0.�mm.

ʔ ʔ ʔ ʔ ʔ ᶃ 0.05 ʙ 0.15
ᶄ 0.03 ʙ 0.10 2.00 ʙ 2.50
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GrooWing � Side 5urning

Feed Rate (mm/rev)
ᶃ Grooving 
ᶄ Side turning

8ork .aterial

-oX
CarCon Steel CarCon Steel "lloy Steel

Stainless Steel

'erritic "ustenitic .artensitic
Precipitation Iardenic

S1�Cʙ 3�C S��Cʙ S��C SCr�SC. SUS3�3�SUS�3� SUS3���
SUS31�-

SUS���C�
SUS�3�

Cutting Speed 
(m/min) ��      ��    13� ��      ��    13� ��      ��    13� ��     1��   1�� ��      ��    1�� 3�      ��      ��

S#G� ˘ � ˘˘˘ 3#�S
S#G� ˘ � ˘˘˘ 3#
Side Turning
Max Depth of Cut � 0.1mm.

Grade

Round shank dia. (mm)
;.� ;.� ;.� ;.� ;.� ;.�

П 3.0 ʙП 4.0 ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

П 4.0 ʙП 6.0 ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

П 6.0 ʙП �.0 ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

G5G ˘˘˘˘˘ '- ˘˘˘
Side Turning
Max Depth of Cut � 0.1mm.

Grade

Round shank dia. (mm)
5.��;.� 5.��;.� 5.��;.� 5.��;.� 5.��;.� 5.��;.�

П �.0 ʙП 12 ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.03
ᶄ 0.005 ʙ 0.015

П 12 ʙП 16 ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.04
ᶄ 0.01 ʙ 0.02

П 16 ʙП 20 ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

G&7 ˘˘˘ / ˘˘
Side Turning
Max Depth of Cut � Blade width ʷ 0.5mm.

Grade

Blade width (mm)
2.� 2.� 2.� 2.� 2.� 2.�

3.0 ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

3.5 ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

Feed Rate (mm/rev)
ᶃ Grooving 
ᶄ Side turning

8ork .aterial

-oX
CarCon Steel CarCon Steel "lloy Steel

Stainless Steel

'erritic "ustenitic .artensitic
Precipitation Iardenic

S1�Cʙ 3�C S��Cʙ S��C SCr�SC. SUS3�3�SUS�3� SUS3���
SUS31�-

SUS���C�
SUS�3�

Cutting Speed 
(m/min) ��      ��    13� ��      ��    13� ��      ��    13� ��     1��   1�� ��      ��    1�� 3�      ��      ��

S'G� ˘˘ 3 ˘˘˘ #
Side Turning
Max Depth of Cut � 0.1mm.

Grade

Round shank dia. (mm)
5.� 5.� 5.� 5.� 5.� 5.�

П 6.0 ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

П �.0 ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

'G7 ˘˘˘ #� ˘ %�
Side Turning
Max Depth of Cut � 0.1mm.

Grade

Blade width (mm)
5.� 5.� 5.� 5.� 5.� 5.�

1.0 ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

1.5 ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

2.0 ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

G'7���/ ˘˘
Side Turning
Max Depth of Cut � 3.0mm.

Grade

Blade width (mm)
2.� 2.� 2.� 2.� 2.� 2.�

5.00 ʙ 6.00 ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

G81'. ˘˘˘ / ˘˘ �G5
Side Turning
Max Depth of Cut � 3.0mm.

Grade

Blade width (mm)
%.� %.� %.� %.� %.� %.�

3.00 ʙ 6.00 ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

3ecoNNended Cutting Conditions
*% GrooWing

'ace GrooWing
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Sulfur free cutting 
steel

Sulfur coNpleY free 
cutting steel

HigI�carCon 
cIroNiuN 

Cearing steel

&lectroNagnetic 
soft iron

&lectroNagnetic 
stainless TitaniuN alloy "luNinuN alloy

8ork .aterial Feed Rate (mm/rev)
ᶃ Grooving 
ᶄ Side turningSU. SU+ SU: �"-��7 "���2

��     1��   1�� ��      ��    1�� ��      1��    1�� ��      ��    1�� ��      ��    1�� ��     1��   2�� Cutting Speed
(m/min)

;.� ;.� ;.� ;.� ;.� ;.�
Grade

Round shank dia. (mm)

S#G� ˘ � ˘˘˘ 3#�S
S#G� ˘ � ˘˘˘ 3#
Side Turning
Max Depth of Cut � 0.1mm.

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.02
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.015 П 3.0 ʙП 4.0

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02 П 4.0 ʙП 6.0

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02 П 6.0 ʙП �.0

5.��;.� 5.��;.� 5.��;.� 5.��;.� 5.��;.� 5.��;.�
Grade

Round shank dia. (mm)

G5G ˘˘˘˘˘ '- ˘˘˘
Side Turning
Max Depth of Cut � 0.1mm.

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.03
ᶄ 0.005 ʙ 0.015

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02 П �.0 ʙП 12

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.02 ʙ 0.0�
ᶄ 0.01 ʙ 0.02 П 12 ʙП 16

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.10
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.03 ʙ 0.15
ᶄ 0.01 ʙ 0.02 П 16 ʙП 20

2.� 2.� 2.� 2.� 2.� ʔ
Grade

Blade width (mm)
G&7 ˘˘˘ / ˘˘
Side Turning
Max Depth of Cut � Blade width ʷ 0.5mm.

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1

ᶃ 0.05 ʙ 0.15
ᶄ 0.05 ʙ 0.1 ʔ 3.0

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15 ʔ 3.5

Sulfur free cutting 
steel

Sulfur coNpleY free 
cutting steel

HigI�carCon 
cIroNiuN 

Cearing steel

&lectroNagnetic 
soft iron

&lectroNagnetic 
stainless TitaniuN alloy "luNinuN alloy

8ork .aterial Feed Rate (mm/rev)
ᶃ Grooving 
ᶄ Side turningSU. SU+ SU: �"-��7 "���2

��     1��   1�� ��      ��    1�� ��     1��   1�� ��     1��   1�� ��      ��    1�� ��     1��   2�� Cutting Speed
(m/min)

5.� 5.� 5.� 5.� 5.� 5.�
Grade

Round shank dia. (mm)
S'G� ˘˘ 3 ˘˘˘ #
Side Turning
Max Depth of Cut � 0.1mm.

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.06
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02 П 6.0

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.10
ᶄ 0.01 ʙ 0.02 П �.0

5.� 5.� 5.� 5.� 5.� 5.�
Grade

Blade width (mm)

'G7 ˘˘˘ #� ˘ %�
Side Turning
Max Depth of Cut � 0.1mm.

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.03
ᶄ 0.01 ʙ 0.02 1.0

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02 1.5

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.05
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.04
ᶄ 0.01 ʙ 0.02

ᶃ 0.01 ʙ 0.0�
ᶄ 0.01 ʙ 0.02 2.0

2.� 2.� 2.� 2.� 2.� ʔ
Grade

Blade width (mm) G'7���/ ˘˘
Side Turning
Max Depth of Cut � 3.0mm.ᶃ 0.05 ʙ 0.20

ᶄ 0.05 ʙ 0.15
ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.15 ʔ 5.00 ʙ 6.00

%.� %.� %.� %.� %.� ʔ
Grade

Blade width (mm) G81'. ˘˘˘ / ˘˘ �G5
Side Turning
Max Depth of Cut � 3.0mm.ᶃ 0.05 ʙ 0.20

ᶄ 0.05 ʙ 0.20
ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.05 ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20

ᶃ 0.0� ʙ 0.20
ᶄ 0.05 ʙ 0.20 ʔ 3.00 ʙ 6.00
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GrooWing � Side 5urning

G5.)��˘˘˘G9
G5.9��˘˘˘35
G5.)��˘˘˘375

G5.)��˘˘˘3&˘˘
G5."��˘˘˘3˘˘

˙Side 5urning ˙'ull 3adius

ISO insert on a DS Toolholder for 
pnishing process

˙3ough 1lunging for 0% 5urning

˙SQool GrooWing ˙*% GrooWing ˙'ace GrooWing

NTK GTMT / GTMH series can be used for uneven
diameter grooving thanks to the 2 degree slanted
insert mounting on the toolholder

Chamfering and radius machining can be done after 
the rough grooving process at the center of the groove

Chamfering

Rough Groove

2˃

˙0% GrooWing

Chamfering

General *nforNation
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G5.)�G9 for GrooWing � Side 5urning

Can solWe tIe proCleN of cIips  
reNaining in tIe grooWes and Cird�s nest of cIips

(ood surface finisIes on grooWe side faces
Up to 2��NN %0C side turning capaCility

 CIips reNain at tIe CottoN 
of grooWe

(9 cIipCreaker 
can solWe tIese 
proCleNs

#ird�s nest of cIips

'eatures

CIipCreakers

(rooWing

Side Turning

(rooWe XidtI 1��NNʙ (rooWe XidtI ʙ 1��NN

П
3

���� Xidth

П
�

'eed rate
ʢmm�reWʣ ���1 ���3 ����

G9 chiQCreaLer

$ompetiton�s
chipCreaLer

MaterialɿSUS304ʢЇ 6 ˠЇ 3ʣ　 ��0m/min �1.5mm 

П
1�

'eed rate
ʢmm�reWʣ

%0$
���1 ���3 ���� ����

��2�

���

����

MaterialɿSUS304　 ��0m/min  0.�5mm width insert

G55�0)� � 0)

:�G55�0)

&Ycellent ChiQ Control

5yQical GrooWing 1roCleNs

Coolant tIrougI toolIolders 
noX aWailaCle

#est Solution for ChiQ Control

H22
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GrooWing � Side 5urning

'eatures
  (rooWing and side turning tools
XitI IigIly rigid design

  3% design cIipCreakers result in less tool pressure
and eYcellent cIip control

/5,�(8 chipCreaLer $ompetitor 

$hip

Surface 
p nish

MaterialɿSCM415 �150m/min �0.1mm/rev  ��.0mm

˙GrooWing

/5,�(8 chipCreaLer $ompetitor

$hip

Surface 
p nish

MaterialɿSCM415 �150m/min �0.1mm/rev  �1.0mm

˙Sideôturning

1�00

1600

1400

1200

1000

�00

600
GW G7 Competitor A Competitor B Competitor B

Cu
tti

ng
 fo

rc
e ʢ

N
ʣ

˙5ool Qressure coNQarison Xhen grooWing

˙ -ess tool Qressure
G7

   SuQerior sharQ edge

˙'or GrooWing � Side�turning

  &Ycellent chiQ control
  Good sharQness
  Side turning caQaCility

G8

ChiQCreaLer

SC36. %60 

H2�ɾH2�
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'eatures

'eatures

"QQlication &YaNQle

S5*C, %60  Short tyQe for *% GrooWing

S5*C, %60  *% 'ace GrooWing tyQe

 "dded �short tyQe� S5*C, %60 
series for grooWing

 0⒎ ers high Qrecision�
 #est for internal grooWing in XorL 

Naterial�s Nouth�
 � corners�&conoNical�

'ormer Short tyQe

'or multiple XorL shape 'ocused on rigiditZ

 "dded �face grooWing 
tyQe�S5*C, %60 series for 
grooWing

 #est for CacL end surface 
grooWing for sNall shanL�

� corners�&conoNical�

#ody NacIining
Work material ɿSUS303

Cutting speed ʢm/  ̔ ʣɿ110

Feed ʢᶱ/  ̔ ʣ ɿ0.04

Inserts width ʢᶱʣɿ2.0

Coolant ɿWET

5.� 1���pcs�corner

Competitor 500pcs/corner

"Cle to machine tXice as long as competitors due to 5.4 coating 
Xhich has Xear resistance aCilitZ� "lso due to the eYcellence in 
sharpness surface is good as Xell�

.acIine parts NacIining
Work material ɿSUS304

Cutting speed ʢm/  ̔ ʣɿ�0

Feed ʢᶱ/  ̔ ʣ ɿ0.04

Inserts width ʢᶱʣɿ1.5

Coolant ɿWET

5.� ���pcs�corner

Competitor 300pcs/corner

&Ycellent chip control CZ Cest CreaLer design� "lso aCout tXo times 
longer tool life due to the coating of 5.4 Xhich is superior to Xear 
resistance�

H3�

H3�
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GrooWing � Side 5urning

Steel
(Carbon Steel, Alloy Steel)

Stainless Steel
(Excluding SUS303)

'ree $utting Steel
(Including SUS303)

/on�ferrous .etals
(Brass, Aluminum, Copper)

Speed 	m�min
 ��ʢ3� ʙ 1��ʣ 4�ʢ3� ʙ 1��ʣ ��ʢ3� ʙ 1��ʣ ��ʢ�� ʙ 12�ʣ

'eed
3ate

	mm�reW


(rooWe
%epth
	mm


1�� ���3ʢ���1 ʙ ����ʣ ���2ʢ���1 ʙ ���4ʣ ���4ʢ���1 ʙ ����ʣ ���4ʢ���1 ʙ ����ʣ

1�� ���2ʢ���1 ʙ ���4ʣ ���1ʢ����� ʙ ���3ʣ ���3ʢ���1 ʙ ����ʣ ���3ʢ���1 ʙ ����ʣ

2�� ���1ʢ����� ʙ ���3ʣ ���1ʢ����� ʙ ���3ʣ ���2ʢ���1 ʙ ���4ʣ ���2ʢ���1 ʙ ���4ʣ

ˑ5ips for Successful 'ace (rooWing
ᶃRun multiple passes if turning wider grooves.

Make sure to groove from outer diameter to inner diameter to avoid any interference.
ᶄIf lines appear on the boss section, slow down feed rate when retracting the tool.
ᶅIf scratch appears at the end of the boss, slow down the feed rate.
ᶆIf groove surface looks torn, either slow down feed rate or increase speed.
ᶇIf groove bottom looks torn with a speed and feed condition, increase the speed.

ˑ/ote
Side turning cannot be performed with 
FG7 style tooling

Holder : L-hand   Insert : L-hand

Holder : R-hand  Insert : R-hand

Shape of
grooved face

Holder : R-hand   Insert : R-hand

Concave
face shape

'G7 tyQe for face grooWing '#7 tyQe for face Nachining
Target work shape Target work shape

・Grooving is possible under a wide range of cutting conditions 
due to strengthened rigidity of  both insert and holder

・Minimum machining diameter of П6.0, and groove
width of 1.0mm
・Left-hand types available for machining work with a boss

・Further improved face machining efficiency
・Minimum machining diameter of П�.0

˙3ecoNNended Cutting Condition for 'G7 Style 5ooling 	for 'ace GrooWing


'(7 tZpe for face grooWing and 'B7 tZpe for face machining
&conomical douCle�corner specification
ImproWed tool rigiditZ CZ optimi[ing the oWerhang and holder shape
(ang�tZpe front�gang�tZpe and sleeWe holder tZpes aWailaCle

S"563/ %60 'ace grooWing tool

'eatures
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ˑ.achining process
For materials with good machinability, it is possible to machine up to 4.0mm deep at a low feed rate in a 

single pass for both longitudinal feed and cross feed.

ˑ6seful tips for machining
When burrs occur on ID surface, it is recommended to perform the cut in 2 passes, one for roughing and 
one for finishing as shown in the following procedure�
　ˑ Example of 2-pass machining� Leave 0.2mm on roughing then run a finish cut

4.0

φ
8.

0

3.
04Longitudinal feed

Cutting in ; direction � Longitudinal feed

4.0

φ
8.

0
Cross feed

0.
25

Cutting in 9 direction � Cross feed

φ
8.

0

0.8

⁞ Longitudinal feed (roughing)

30°

φ
8.

0

  Longitudinal feed (finishing)

φ
8.

0

φ
8.

4

Slant machining (roughing)

φ
8.

4

0.
25

Cross feed (finishing)

˙3ecoNNended Cutting Conditions for '#7 Style 5ooling 	for 'ace GrooWing

Minimum machining diameter�П�.0   WET

Steel
(Carbon Steel, Alloy Steel)

Stainless Steel
(Excluding SUS303)

'ree $utting Steel
(Including SUS303)

/on�ferrous .etals
(Brass, Aluminum, Copper)

Speed 	m�min
 ��ʢ3� ʙ ��ʣ 4�ʢ3� ʙ ��ʣ ��ʢ3� ʙ ��ʣ ��ʢ�� ʙ 1��ʣ

'eed
3ate

	mm�reW


(rooWe
%epth
	mm


1�� ���2� 	���1 ʙ ����
 ���2 	���1 ʙ ����
 ���� 	���1 ʙ ����
 ���� 	���1 ʙ ����


1�� ���2 	���1 ʙ ����
 ���1 	����� ʙ ���2�
 ���2� 	���1 ʙ ����
 ���2� 	���1 ʙ ����


2�� ���1 	����� ʙ ���2�
 ���1 	����� ʙ ���2�
 ���2 	���1 ʙ ����
 ���2 	���1 ʙ ����

� When machining di⒏cult materials where chip control is problematic (such as SUS303), it is recommended that the machining be carried out in several stages.
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GrooWing � Side 5urning

čİĮļĹĬ

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(rooWe 
8idth
3ange

ʢᶱʣ

(age insert
Spare Parts

$lamp ScreX 8rench

3 - ̧ ̡

ø

üûĀùĀýù CS7 ��G9 ˔ � � �5 �

0.1

0.5

0.25
Ỗ

1.50
CS7G LRIS-2.5＊� CLR-15S

üú÷úøýĀ üú÷úøĀú  �� ˔ ˔ 140
üûĀùĀüû  ��G9 ˔ � � �5 �

0.0

üú÷úøüø üú÷úù÷ø  �� ˔ ˔
140üú÷úøúý  ��� ˔ �.5 �.5 �.5

üú÷úøûû üú÷úøþþ  �� ˔ ˔ 10 10 10
üûþûþþ÷  ��G9 ˔ 12 12 �5 12üúùþĀùĀ  �� ˔ 140

ù

üüøû÷ýù üüøû÷þ÷ CS7 ��/C ˔ ˔ � � 120 �

0.1 �
0.25
Ỗ

1.50
CS7G LRIS-2.5＊� CLR-15Süüýú÷ø÷  ��G9/C ˔ 10 10 �5 10üûþþûĀù üûþþüûù  ��/C ˔ ˔ 120üûþþüúû üûþþü÷÷  ��/C ˔ ˔ 12 12 12

ú üþÿĀýøü CS7 ��/C�' ˔ � � 120 �
0.0
Ỗ
0.1

�
0.25
Ỗ

1.50
CS7G LRIS-2.5＊� CLR-15S

ˑAll the inserts can use the same toolholder　CS7 series ˰G�4

CS7
For Cam-style machine

'igure�1

CS7�/C
For Gang-style machine

'igure�2

CS7�/C�'
For Gang-style machine

'igure�3

"" 2� ̍˃
"" 2� ̍˃

"" 2� ̍˃

Right-Hand style shown

Right-Hand style shown

Right-Hand style shown

■ CS7 Seriesɹ#est for up to �ᶱ diaNeter Naterial

■ CS7 Series � ToolIolders
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Shape Item /umCer $hip�
CreaLer

%imensions 	mm
 P7% $oated $arCide
7.�

.aY %epth of cut 3 StocL - StocL

w
＋
0.
03
0

0.0
6.3
5

Thickness 2.38 L

w

L

Right-Hand style shown

CS7G��' 7��� .

No

0.25

0.50

0.0

����

üúüûýúû ˔

 ��' 7��� . 0.30 üúûûĀû÷ ˔

 ��' 7��� . 0.35 üúüûû÷ù ˔

 ��' 7��� . 0.40 üúûûĀúù ˔

 ��' 7��� . 0.45

1.00 ����

üúüûúĀû ˔

 ��' 7��� . 0.50 üúüûýûù ˔

 ��' 7��� . 0.55 üúûûĀùû ˔

 ��' 7��� . 0.60 üúûûĀøý ˔

 ��' 7��� . 0.65 üúüûûø÷ ˔

 ��' 7��� . 0.�0 üúüûûùÿ ˔

 ��' 7��� . 0.�5

2.00 ����

üúúùÿøù ˔ üúúùÿù÷ ˔

 ��' 7��� . 0.�0 üúüÿýü÷ ˔

 ��' 7��� . 0.�5 üúüûûúý ˔

 ��' 7��� . 0.�0 üúüûûûû ˔

 ��' 7��� . 0.�5 üúúùÿûý ˔ üúúùÿúÿ ˔

 ��' 7��� . 1.00 üúüùüýù ˔

 ��' 7��� . 1.10

3.00 ����

üúüÿýûú ˔

 ��' 7��� . 1.20 üúüùüþ÷ ˔ üúüþüýø ˔

 ��' 7��� . 1.30 üúüÿýùþ ˔

 ��' 7��� . 1.40 üúüÿýøĀ ˔

 ��' 7��� . 1.50 üúüÿý÷ø ˔

■ CS7 Series � Inserts .irror p nisI
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GrooWing � Side 5urning

$ode /o� Item /umCer StocL

%imensions 	mm

(rooWe 
8idth
3ange
	mm


(age insert
Spare Parts

$lamp ScreX 8rench

üúûýüþù C51S3�� ˔ 10 10
120

10
0.0

0.�5
Ỗ

2.00
GTPS LRIS-2.5＊� CLR-15S

üúĀþøÿþ 3�� ˔ øù øù øù

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
ĔĨĿçċĬķĻįçĶĭçĪļĻ ;.� StocL 7.� StocL

20 2.
50

6.
0

45
°

＋
0.
03

  0

20 2.
50

6.
0

45
°

＋
0.
03

  0

Right-Hand style shown

20 2.
50

6.
0

45
°

＋
0.
03

  0

G51S���'3 0.�5

0.0

1.5 ��� �34���2 ˔ �3�2��2 ˔

���'3 0.�5
2.0 ���

�34���� ˔ �3�2��� ˔

���'3 1.00 �34���� ˔ �3�2��� ˔

���'3 1.20

3.0 ���

�34���� ˔ �3�2��� ˔

���'3 1.50 �34���4 ˔ �3�2��4 ˔

���'3 2.00 �34���� ˔ �3�2��2 ˔

ˑAll the inserts can use the same toolholder　CTPS series ˰G��

All angles shown are obtained when insert is set in the holder

C51S
'or $am�stZle machine

Right-Hand style shown

A A

5.0

1°

■CTPS Series

■CTPS Series � ToolIolders

 (TPS � (rooWing
■CTPS Series � Inserts
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Item /umCer %imensions 	mm
 P$% $arCide
.aY %epth of cut 1%� StocL ,.� StocL

G51"��'3/��

2.0

6.0 4.0

R0.1
MA9

��� ���23�� ˔

 ��'3/�� � � ��� �����2� ˔

 ��'3/���S) 4.0 2.0 ��� ����114 ˔

G51"��'3/��

2.5

6.0 3.0 ��� ���23�3 ˔

 ��'3/�� � � ��� �����33 ˔

 ��'3/������ 4.0 1.0 ��� ���1��� ˔

čİĮļĹĬ
$ode /o�

Item /umCer
StocL %imensions 	mm


ĎĹĶĶĽĬç
ĞİīĻį
ęĨĵĮĬç
ïĴĴð

(age insert Spare Parts
$lamp ScreX 8rench

R L ̧ ̡

ø

üüüùû÷ø G51"  ���� ˔ 10 10

120

10

0.1 �

2.0
Ỗ
2.5

GTPA

LRIS-4＊10PW

CLR-15S

üüüùûøĀ  ���� ˔ 12 12 12

LRIS-4＊12PW

üüþþùĀø  ���� ˔ 16 16 16

ù üüýúÿù÷ :�G51"  ���� ˔ 12 16 120 � 0.1 20

ú üĀøùÿûü G51"  ����)�0) ˔ 12 14 100 12 0.1 �

û

üĀú÷øÿü :�G51"  ����'SS�0) ˔ 10 14 �0

� 0.1

15

üĀøøûÿù  ����)S�0) ˔ 12 16
100

20

üĀøøûĀ÷  ����)�0) ˔ 16 16 25

G51"
Screw accessible 
from both sides

'igure�1

G51"�0)
(Coolant through)
Screw accessible 
from both sides

'igure�3

Right-Hand style shown

:�G51"�0)
(:-axis/Coolant through)
Screw accessible 
from both sides

'igure�4

:�G51"
Screw accessible 
from both sides
(:-axis)

'igure�2 Right-Hand style shown

Right-Hand style shownRight-Hand style shown

3.
50

9.２

45°

20°
（25）

w
±
0.
0３

3.
50

9.
4

9.２

45°

20°
（25）

w
±
0.
0３

7.0 

7.0 

±
0.
0３

w

S 
9.2 

S1 

9.
4 

20° 

45° 

25.7 

±
0.
05

3.
50
 

3.
50
 

±
0.
05 w

w

S 
9.2 

S1 

9.
4 

20° 

45° 

25.7 

±
0.
05

3.
50
 

3.
50
 

±
0.
05 w

w

Right-Hand style shown

PD1(PCD tipped ) KM1(Carbide)Shape

��
�

from both sides

'igure�1 Right-Hand style shown

2.
5

7.5

AA

75

7.5

19.5

2.
5

7

A

B

B

A

0.
0

5h	ScreX parts  "

1214 si[eɿSP31��ʢ3c1��ʣ

5h	ScreX parts  "

1�14 si[eɿSS����S$ʢ.�̫ 1��ʣ
121��1�1� si[eɿSP31��	3c1��


■ (TP" Series � ToolIolders

■ (TP" Series � Inserts

■ (TP" Seriesɹ#est tool for "luNinuN Spool .acIining
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GrooWing � Side 5urning

C)�G55

'igure�4

2°

2°

M
ax
 D
ep
th
 o
f c
ut

Left-Hand style shown
ˑTakes Right-hand insert

Back Turning
Grooving

%S�G55
(DS Holder)

'igure��

A A

2°

2°

0.
0

M
ax
 D
ep
th
 o
f c
ut

Left-Hand style shown
ˑTakes Right-hand insert

G55
Screw accessible 
from both sides

'igure�1 Right-Hand style shown

A A

6°

2°

Max Depth of cut

G55�0)
(Coolant through)
Screw accessible
from both sides

'igure�3

G55�0)�
(Coolant through)
Screw accessible
from both sides

'igure�2

Right-Hand style shown

Right-Hand style shown

BacL 5urning

(rooWing

BacL 5urning

(rooWing

(Coolant through) A A

Max Depth of cut

�˃
13

1���

�
2˃2˃

2˃

""

2˃

1���	$oolant through
 �

ScreX parts BɿSS����S$ʢ.�ʣ

�˃
13

Max Depth of cut

5h	ScreX parts "

1�12 si[eɿSS����S$ʢ.�̫ 1��ʣ
1212�1�1� si[eɿSP31��	3c1��


5h	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

■(TT Series
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čİĮļĹĬ

$ode /o�

Item /umCer

StocL %imensions 	mm

ĎĹĶĶĽĬç
ĞİīĻį
ęĨĵĮĬç
ïĴĴð

(age
insert

Spare Parts
$lamp ScreX 8rench

✕✔

✔

✕
3 - ̧ ̡

ø

üø÷þú÷ü üø÷þúøú G55 ��'�� ˔ ˔

�

�
�0

�

0 15

1.6

5 

⼟

÷õú÷
Ỗ

úõ÷÷
˞ø

GTMH32
GTM932
)��ʙ��

TBMH32
G��

Rightɿ  LR-S-4＊10PWç✔
LeftɿLR-S-4＊5.�ç✕

CLR-15S
✔

üý÷ÿýÿù ����'�� ˔ 10 ēęôĚôû＊ø÷ėĞç✔

üø÷þù÷ý üø÷þùøû ��,�� ˔ ˔ �
øù÷

Rightɿ  LR-S-4＊10PWç✔
LeftɿLR-S-4＊5.�ç✕

üý÷ÿýĀ÷ ����,�� ˔ 10

ēęôĚôû＊ø÷ėĞç✔

üø÷þúùø üø÷þúúĀ ��'�� ˔ ˔
10 10

ÿ÷
10 3 

üø÷þùùù üø÷þùú÷ ��,�� ˔ ˔ øù÷
üø÷þúûþ üø÷þúüû ��'�� ˔ ˔

12 12
�0

øù 1
üø÷þùûÿ üø÷þùüü ��,�� ˔ ˔ øù÷
üûüĀÿĀý üüüøúÿþ ��)�� ˔ ˔

16 16
ø÷÷

16 0
üøþúýÿþ üøþúýþĀ ��,�� ˔ ˔ øù÷
üüú÷ÿüù üþÿ÷úøþ ��,�� ˔ ˔ 20 20 øùü ù÷

0
üþÿ÷ú÷Ā üþÿ÷ùĀø ��.�� ˔ ˔ 25 25 øü÷ ùü
üø÷þúýù üø÷þúþ÷ ��'�� ˔ ˔

10 10
�0

10

2.�

3 
øõûü
Ỗ

úõ÷÷

üø÷þùýú üø÷þùþø ��,�� ˔ ˔ øù÷
üüúþùù÷ üüúþøûþ ��'�� ˔ ˔

12 12
�0

12 1
üüúþùûý üüúþøýù ��,�� ˔ ˔ øù÷
üüúþùýø üüúþøÿÿ ��)�� ˔ ˔

16 16
ø÷÷

16 0
üüúþùÿþ üüúþù÷û ��,�� ˔ ˔ øù÷
üø÷þúÿÿ üø÷þúĀý ��'�� ˔ ˔

10 10
�0

10 3 
ùõü÷
Ỗ

úõ÷÷

üø÷þùÿĀ üø÷þùĀþ ��,�� ˔ ˔ øù÷
üüúþùúÿ üüúþøüû ��'�� ˔ ˔

12 12
�0

12 1
üüúþùüú üüúþøþ÷ ��,�� ˔ ˔ øù÷
üüúþùþĀ üüúþøĀý ��)�� ˔ ˔

16 16
ø÷÷

16 0
üüúþùĀü üüúþùøù ��,�� ˔ ˔ øù÷

ù
ü÷úüúÿø G55 ��)���0)� ˔ 12 12 ø÷÷ 12

0 �0 1.6
1

⼟
0.30
Ỗ

3.00
LR-S-4＊ø÷ėĞç✔ CLR-15S

✔ü÷ûúĀĀþ ��9���0)� ˔ 16 16 øù÷ 16 0

ú
üĀùøþ÷ü G55 ����)���0) ˔ 10

12
ø÷÷

10
0 �0 1.6

1
⼟

0.30
Ỗ

3.00
LR-S-4＊ø÷ėĞç✔

CLR-15S
✔

üÿĀ÷øüþ G553��)���0) ˔ 12 12
üĀùøþøú G55 ��)���0) ˔ 16 16 16 0

û
üýüĀùûÿ C)�G55 ��)�� ˔ 10 10 ø÷÷ 10 15

12 1.5
3

⼟
0.30
Ỗ

3.00
LR-S-4＊�ç✕

RLR-20S
✕

üýüĀùüü ��)�� ˔ 12 12 ø÷÷ 12 1� 1
üĀý÷ÿúý ��)�� ˔ 16 16 ø÷÷ 16 21 0

ü

üúûÿüý÷ %S�G55 ��' ˔ 13 13 �0

�

6

20 1.6 �

øûõ÷÷÷ç

0.30
Ỗ

3.00
LR-S-4＊�ç✕

RLR-20S
✕

üúûÿ÷ÿø ��) ˔
15 15

ø÷÷ øüõÿþüç
üúûøüúù ��9 ˞2 ˔ �5 øýõ÷÷÷ç
üùþÿùÿÿ �� ˔ 1� 1�

øù÷
øĀõ÷ü÷ç

üùþÿú÷û �� ˔ 1� 1� ù÷õ÷÷÷ç
üúùû÷ûø ��   ˞2 ˔ 21 21 ùùõ÷÷÷ç
üûÿúûúú ��.&5 ˔ 24 24 øü÷ 10 ùüõ÷÷÷
üúøþøûû �� ˔ 24 24 øù÷ 10 ùüõû÷÷ç
üĀúþýĀú �� ˔ 30 30 øü÷ 10 úùõ÷÷÷

˞1çWould be changed by insert
˞2çCompatible with 16mm / 22mm round shank DS Series holders　DS-Sleeveç  G104 

■(TT Series � ToolIolders
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GrooWing � Side 5urning

:�G55�0)
(:-axis/Coolant through)
Screw accessible 
from both sides

'igure�1 Right-Hand style shown
ˑTakes Right-hand insert

Feed direction

Gang tooling
post

2˃

2˃

��
�

"

B

B

"

5h	ScreX parts "

1212�1�1� si[eɿSP31��ʢ3c1��ʣ

:�G55
(:-axis)
Screw accessible 
from both sides

'igure�2 Right-Hand style shown
ˑTakes Right-hand insert

Feed direction

Gang tooling
post

A

B B

A

2°
6°

200.
0

čİĮļĹĬ

$ode /o�

Item /umCer

StocL %imensions 	mm
 (rooWe 
8idth
3ange
	mm


(age insert Spare Parts
$lamp ScreX 8rench

3 - ̧ ̡

ø
üĀøøûýý :�G55 ��)��S�0) ˔ øù øù

ø÷÷ � 0
20

1.6 �
0.30
Ỗ

3.00
˞ø

GTMH32
GTM932

)��ʙ��

TBMH32
G��

LR-S-4＊
10PW CLR-15S

üĀøøûþû :�G55 ��)���0) ˔ øý øý 25

ù

üúþøý÷û :�G55 ��S ˔
ø÷ ø÷

øù÷ � 0

20

1.6 �

0.30

Ỗ

3.00
˞ø

LR-S-4＊
10PW CLR-15S

üĀü÷ûøü ��.S ˔ 22

üúþøýù÷ ��S ˔
øù øù

20

üĀü÷ûþù ��.S ˔ 22

■(TT Series

■(TT Series � ToolIolders
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/G5#
Clamp-on
With Offset

'igure�2 Right-Hand style shown

2°

Max Depth of cut

/G5/
Clamp-on
No-Offset

'igure�1 Right-Hand style shown
2°

Max Depth of cut

/G5"
Clamp-on

'igure�3 Left-Hand style shown
ˑTakes Right-hand insert

2°

2°

M
ax
 D
ep
th
 o
f c
ut

čİĮļĹĬ

$ode /o�

Item /umCer

StocL %imensions 	mm
 ĎĹĶĶĽĬç
ĞİīĻį
ęĨĵĮĬç
ïĴĴð

(age 
insert

Spare Parts
$lamp $lamp Bolt Spring 8rench

3 - ̧ ̡

ø
üüùüĀùÿ üüùüþúÿ /G5/ ��������� ˔ ˔

øý øý þÿ øý øý ù÷

øõý

�

÷õú÷ʙúõ÷÷
˞ø GTMH32

GTM932
)��ʙ��

CPR/L5S AOS-5＊20 ASG-5 LW-2.5üüúûøø÷  ��������� ˔
ùõþ

øõûüʙúõ÷÷

üüúûøùÿ  ��������� ˔ ùõü÷ʙúõ÷÷

ù

üüûùùĀü /G5# ���������S ˔

ù÷ ù÷ øùü ù÷ ùü

ùü

øõýç

�

÷õú÷ʙúõ÷÷
˞ø

GTMH32
GTM932
)��ʙ��

CPR/L5 AOS-5＊25 ASG-5 LW-2.5

üüúþþøþ  ���������S ˔
ùõþç

øõûüʙúõ÷÷

üüüúùûú  ���������S ˔ ùõü÷ʙúõ÷÷

üüûĀüýú  ���������S ˔

ùü ùü øü÷ ùü ú÷

øõýç ÷õú÷ʙúõ÷÷
˞ø

üüûüÿ÷ø  ���������S ˔
ùõþç

øõûüʙúõ÷÷

üüüúûøþ  ���������S ˔ ùõü÷ʙúõ÷÷

ú
üüúýúþ÷ /G5" ���������S ˔

ù÷ ù÷ øùü ù÷ ùüç�
øõýç

�
÷õú÷ʙúõ÷÷

˞ø
GTMH32
GTM932
)��ʙ��

CPR/L5˞ AOS-5＊25 ASG-5 LW-2.5
üüúýúÿÿ  ���������S ˔ ùõþç øõûüʙúõ÷÷

˞1çWould be changed by insert
˞Left-Hand clamp with should be used with right-hand holder

Right-Hand clamp with should be used with left-hand holder

■ N(T Series

■ N(T Series � ToolIolders
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GrooWing � Side 5urning

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
;.�

.aY %epth of cut 3 StocL - StocL

9.525 3.18

±0.025

20°

Right-Hand style shown

G5.)����� & 0.33 0.6 0.03 ��� üø÷ÿþýý ˔ üø÷Ā÷ûý ˔
��� & 0.43 1.2 ��� üø÷ÿþüÿ ˔ üø÷Ā÷úÿ ˔
��� & 0.53

0.05

üø÷ÿþþû ˔ üø÷Ā÷ù÷ ˔
��� & 0.�5

2.0 ���

üø÷ÿþĀ÷ ˔ üø÷Ā÷øù ˔
��� & 0.�� üĀù÷üþû ˔ üĀýüùýû ˔
��� & 0.�5 üø÷ÿÿ÷ÿ ˔ üø÷Ā÷÷û ˔
��� & 0.�� üĀøĀĀÿ÷ ˔ üĀýüùþù ˔
��� & 1.00 üø÷ÿÿøý ˔ üø÷ÿĀĀÿ ˔
��� & 1.03 üĀýüùĀÿ ˔ üĀýüú÷ý ˔
��� & 1.20 üø÷ÿÿùû ˔ üø÷ÿĀÿ÷ ˔
��� & 1.25 üúþúúý÷ ˔
��� & 1.40 üø÷ÿþÿù ˔ üø÷ÿĀ÷þ ˔
���3& 1.45

3.0 ���

üùúøýýþ ˔
��� & 1.50 üø÷ÿÿĀĀ ˔ üø÷ÿĀþù ˔
���3& 1.�5 üĀøĀĀĀÿ ˔
��� & 1.�0 üø÷ÿÿÿø ˔ üø÷ÿĀýû ˔
��� & 2.00 üø÷ÿÿþú ˔ üø÷ÿĀüý ˔
��� & 2.25 üø÷ÿÿýü ˔ üø÷ÿĀûĀ ˔
��� & 2.50 üø÷ÿÿüþ ˔ üø÷ÿĀúø ˔
��� & 2.�5 üø÷ÿÿû÷ ˔ üø÷ÿĀùú ˔
��� & 3.00 üø÷ÿÿúù ˔ üø÷ÿĀøü ˔
��� &�� 1.00 2.0

0.1
��� üø÷Ā÷þĀ ˔ üø÷Ā÷ÿþ ˔

��� &�� 1.20 üø÷Āùþþ ˔ üø÷Āùüø ˔
��� &�� 1.50 3.0 ��� üø÷Ā÷ýø ˔ üø÷ĀùýĀ ˔
��� &�� 2.00 üø÷Ā÷üú ˔ üø÷Āùûû ˔

Shape Item /umCer %imensions 	mm
 .aY %epth of cut P7% $oated $arCide
S5� 5.� %.�

(rooWing ĚİīĬçěļĹĵİĵĮ StocL 3 StocL 3 StocL

Side 5urning $apaCle

Right-Hand style shown

G5.)�����3G9 0.33 0.6

0.05

÷õùü

ʕ

ü÷úĀøúý ˔ ü÷øĀûýÿ ˔ ü÷øĀûü÷ ˔

���3G9 0.43 
1.2 ���

ü÷úĀøûû ˔ ü÷øĀûûú ˔ ü÷øĀûúü ˔

���3G9 0.50 ü÷úĀøüø ˔ ü÷øĀûøĀ ˔ ü÷øĀû÷ø ˔

���3G9 0.53 ü÷úĀøýĀ ˔ ü÷øĀúĀú ˔ ü÷øĀúúý ˔

���3G9 0.�5 

2.0 ���

÷õþü ü÷úĀøþþ ˔ üĀø÷þýü ˔ üĀø÷ÿĀÿ ˔

���3G9 0.�5 
øõü÷

ü÷úĀøÿü ˔ üĀùùùùû ˔ üĀùùùøý ˔

���3G9
1.00 

ü÷úĀøĀú ˔ üĀø÷ÿøü ˔ üĀø÷Ā÷ý ˔

���3G9�� 0.1 ü÷úĀù÷ø ˔ üĀø÷ÿùú ˔ üĀø÷Āýú ˔

���3G9
1.50 

3.0

0.05

��� ùõ÷÷

ü÷úĀùøĀ ˔ üĀø÷þû÷ ˔ üĀø÷Āøû ˔

���3G9�� 0.1 ü÷úĀùùþ ˔ üĀø÷ÿûĀ ˔ üĀø÷Āþø ˔

���3G9�� 0.2 ü÷úĀùúü ˔ üĀø÷ÿýû ˔ üĀø÷ĀĀþ ˔

���3G9
2.00 

0.05 ü÷úĀùûú ˔ üĀø÷þúù ˔ üĀø÷Āú÷ ˔

���3G9�� 0.1 ü÷úĀùü÷ ˔ üĀø÷ÿüý ˔ üĀø÷ĀÿĀ ˔

���3G9�� 0.2 ü÷úĀùýÿ ˔ üĀø÷ÿþù ˔ üĀøø÷÷ú ˔

���3G9
3.00 

0.05 ü÷úĀùþý ˔ üĀø÷þùû ˔ üĀø÷Āûÿ ˔

���3G9�� 0.2 ü÷úĀùÿû ˔ üĀø÷ÿÿ÷ ˔ üĀøø÷øø ˔

���2�
3�1�

�ʁ��2�

 (T.H32�(9

 (T.H32�&

■(TT�N(T Series � Inserts
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Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
2.� %5�

.aY %epth of cut 3 StocL - StocL 3 StocL - StocL

Side 5urning $apaCle

9.525 3.18

14°

±0.025

9.525 3.18

14°

±0.025

Right-Hand style shown

G5.9����� 5 0.30
0.6

0.05

����
üüø÷øø÷ ˔ üÿûþĀýþ ˔

 ��� 5 0.33 üüø÷ø÷ù ˔

 ��� 5 0.43

1.2 ���

üüø÷÷Āû ˔ üÿûþĀÿú ˔

 ��� 5 0.50 üûĀúÿĀü ˔ üÿûþĀĀø ˔

 ��� 5 0.53 üüø÷÷ÿý ˔

 ��� 5 0.65 üüø÷÷þÿ ˔ üÿûĀ÷øú ˔

 ��� 5 0.�5

2.0 ���

üûĀúĀ÷ú ˔ üüø÷üû÷ ˔ üÿûÿĀĀĀ ˔ üÿûÿĀÿø ˔

 ��� 5 0.�0 üüø÷÷ý÷ ˔ üÿûÿĀýü ˔

 ��� 5 0.�5 üûĀúĀøø ˔ üüø÷üÿø ˔ üÿûÿÿÿù ˔ üÿûÿÿþû ˔

 ��� 5 1.00 üûĀúĀùĀ ˔ üÿûÿÿýý ˔

 ��� 5 1.10 üüø÷÷üù ˔

 ��� 5 1.20 üûĀúĀúþ ˔ üÿûÿÿûø ˔

 ��� 5 1.25 üüø÷÷ûü ˔ üÿûÿÿúú ˔

 ��� 5 1.30 üüø÷÷úþ ˔ üÿûÿÿùü ˔

 ��� 5 1.40 üüø÷÷ùĀ ˔ üÿûÿÿøþ ˔

 ��� 5 1.45

3.0 ���

üüø÷÷øø ˔

 ��� 5 1.50 üûĀúĀûü ˔ üüø÷ýþù ˔ üÿûÿþĀø ˔ üÿûÿþÿú ˔

 ��� 5 1.60 üüø÷÷÷ú ˔ üÿûÿþþü ˔

 ��� 5 1.�5 üüø÷ùûú ˔ üÿûÿþýþ ˔

 ��� 5 1.�0 üüø÷ùü÷ ˔ üÿûÿþüĀ ˔

 ��� 5 2.00 üüø÷ùùþ ˔ üüø÷ûùü ˔ üÿûÿþûù ˔ üÿûÿþúû ˔

 ��� 5 2.50 üüø÷ùøĀ ˔ üüø÷ûøþ ˔ üÿûÿþùý ˔ üÿûÿþøÿ ˔

 ��� 5 3.00 üüø÷ùúü ˔ üÿûÿþ÷÷ ˔

 ��� 5�� 1.00
2.0

0.1

���
üüø÷øúý ˔ üÿûÿýĀù ˔

 ��� 5�� 1.20 üüø÷øùÿ ˔ üÿûÿýÿû ˔

 ��� 5�� 1.50

3.0 ���

üüø÷ûÿù ˔ üÿûÿýþý ˔

 ��� 5�� 2.00 üüø÷ûúú ˔ üüø÷ûûø ˔ üÿûÿýýÿ ˔ üÿûÿýü÷ ˔

 ��� 5�� 2.50 üüùúù÷û ˔ üÿûÿýùþ ˔

 ��� 5�� 1.50

0.2

üüùúøĀý ˔ üÿûÿýûú ˔

 ��� 5�� 2.00 üüùúøÿÿ ˔ üÿûÿýúü ˔

 ��� 5�� 2.50 üüùúøþ÷ ˔ üÿûÿýøĀ ˔

 ��� 5�� 3.00 üüùúøýù ˔ üÿûÿý÷ø ˔

 (T.932�T
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GrooWing � Side 5urning
 (T.H32�7T

 (T.932�7��ç	�� %egree 7�style


.irror p nisI

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
7.�

.aY %epth of cut 3 StocL - StocL

Side 5urning $apaCle G5.)����� 75 . 0.33 0.6

0.0

���� üúüĀûÿû ˔

��� 75 . 0.43 1.2 ��� üúüĀü÷÷ ˔

��� 75 . 0.53

2.0 ���

üúüĀüùý ˔

��� 75 . 0.65 üúüĀüûù ˔

��� 75 . 0.�5 üúüĀüýþ ˔

��� 75 . 0.�0 üúüĀý÷Ā ˔

��� 75 . 0.�5 üúüĀýúú ˔

��� 75 . 0.�5 üúüĀýüÿ ˔

��� 75 . 1.00 üúüĀýþû ˔

��� 75 . 1.10 üúüĀýĀ÷ ˔

��� 75 . 1.20 üúüĀþøý ˔

��� 75 . 1.30 üúüĀþúù ˔

��� 75 . 1.40 üúüĀþüþ ˔

��� 75 . 1.50
3.0 ���

üúüĀþþú ˔

��� 75 . 2.00 üúý÷üúù ˔

Right-Hand style shown

9.525 3.18

±0.025

14°

ᶃ To perform side turning with an insert whose groove width is greater than 0.43 set side turning feed rate to 0.03mm/rev or smaller.
ᶄ When performing side turning with an insert whose groove width is greater than 0.43 and the feed rate is over 0.03mm/rev (0.1mm/

rev max), it is likely that chips will damage grooved sides.  In this case, please perform grooving in two or more passes to make
room for chips before performing side turning.

˙Side turning instruction for G5.)ôG9 � G5.9ô5 � G5.)ô75

Shape Item /umCer &dge 
(eometrZ

%imensions 	mm
 P7% $oated $arCide
5.�

.aY %epth of cut 3 StocL - StocL

3.18

20°

9.525

Ma
x D
ep
th
 of
 cu
t 3.18

有
効
加
工
深
さ

20°

9.525
G5.9��7��̧��� �0� 0.05 0.5 ���� üþþúĀû÷ ˔

7��̧��� �0� 0.1 1.0 ��� üþþúĀüþ ˔

90°

Right-Hand style shown
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 (T.H32 	'ull radius style


 (T.Hɾ932 	'lat top cIipCreaker


Shape Item /umCer %imensions 	mm
 P7% $oated $arCide $arCide
;.� ,.�

.aY %epth of cut 3 StocL - StocL 3 StocL - StocL

Short

Right-Hand style shown

1.5

9.525
3.18

±0.025

1.5

9.525
3.18

±0.025

G5.9����� SS 1.00 2.0

0.05

��� üüùúúûü ˔

 ��� SS 1.50
3.0 ���

üüùúúúþ ˔

 ��� SS 2.00 üüùúúùĀ ˔

G5.)����� SS) . 1.00 2.0

0.05

��� üüĀĀúĀû ˔

 ��� SS) . 1.50
3.0 ���

üüĀĀúÿý ˔

 ��� SS) . 2.00 üüĀĀúþÿ ˔

Long

Right-Hand style shown

3.0

9.525
3.18

±0.025

3.0

9.525
3.18

±0.025

G5.9����� -S 1.00 2.0

0.05

��� üüùúùĀü ˔

 ��� -S 1.50

3.0 ���

üüùúú÷ú ˔

 ��� -S 2.00 üüùúúøø ˔

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
;.�

.aY %epth of cut 3 StocL - StocL

Right-Hand style shown

G5.)����� &��� 0.50 1.2 0.25 ��� üûûýøùü ˔

 ��� &��� 0.�0
2.0

0.35
���

üûûýøûø ˔

 ��� &�� 1.00 0.50 üøý÷þüĀ ˔

 ��� &��� 1.50

3.0

0.�5

���

üü÷øù÷÷ ˔

 ��� &�� 2.00 1.00 üøý÷þþü ˔

 ��� &��� 2.50 1.25 üĀùøýþø ˔

 ��� &�� 3.00 1.50 üûúýþù÷ ˔
9.525 3.18

±0.025

20°

.irror p nisI
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GrooWing � Side 5urning

čİĮļĹĬ
$ode /o�

Item /umCer
StocL %imensions 	mm


ĎĹĶĶĽĬç
ĞİīĻį
ęĨĵĮĬç
ïĴĴð

(age 
insert

Spare Parts
$lamp $lamp Bolt Spring 8rench

3 - ̧ ̡

ø
üü÷øĀĀû üüüûùûø /G5/ ��������� ˔ ˔

16 16 �� 16 16 20 4.5 �
ù.÷÷ɷú.ûĀ GTMA43

GTMT43
)��

CPR/L5S AOS- 
5＊25 ASG-5 LW-2.5

üüúûøúý üùùùøøù ��������� ˔ ˔ ú.ü÷ɷü.ü÷

ù

üùúĀĀ÷÷ üùúĀÿûú /G5# ���������S ˔ ˔

16 16 100 16 20

25

3.0

�

ø.÷÷ɷù.ûĀ
GTMA43
GTMT43
)��

CPR/L5 AOS- 
5＊25 ASG-5 LW-2.5üĀûĀýøü üùø÷Ā÷ø ���������S ˔ ˔

4.5
ù.÷÷ɷú.ûĀ

üÿ÷ý÷Āý üùùù÷ùø ���������S ˔ ˔ ú.ü÷ɷü.ü÷

üùúĀÿü÷ üùúĀÿýÿ ���������S ˔ ˔

20 20 125 20 25

3.0

5

ø.÷÷ɷù.ûĀ

GTMA43
GTMT43
)��

CPR/L6 AOS- 
6＊30 ASG-6 LW-3

üüü÷÷ûø üüüúúýþ ���������S ˔ ˔
4.5

ù.÷÷ɷú.ûĀ

üüüúúþü üùùù÷úĀ ���������S ˔ ˔ ú.ü÷ɷü.ü÷

üùúĀÿþý üùúĀÿĀù ���������S ˔ ˔

25

25

150 25

30

3.5

0

ø.÷÷ɷù.ûĀ

üüü÷÷üÿ üüü÷÷ýý ���������S ˔ ˔

5.5

ù.÷÷ɷú.ûĀ

üüü÷÷þû üüü÷÷ÿù ���������S ˔ ˔ ú.ü÷ɷü.ü÷

üüüúûúú üüüúûûø ���������S ˔ ˔
32 1�0 32

ù.÷÷ɷú.ûĀ

üùùù÷øú üùùù÷ûþ ���������S ˔ ˔ ú.ü÷ɷü.ü÷

ú
ü÷÷ûøüüçç/G5" ���������S ˔ øý øý ø÷÷ øý ùú � 3.0 4 ø.÷÷ɷù.ûĀ

˞ø

GTMA43
GTMT43
)��

CPR/L5S˞ AOS-5＊20 ASG-5 LW-2.5

üÿÿûĀ÷ú ���������S ˔ ù÷ ù÷ øùü ù÷ ùþ � 3.0 � CPR/L6˞ AOS-6＊30 ASG-6 LW-3

˞1çWould be changed by insert
˞Left-Hand clamp with should be used with right-hand holder

Right-Hand clamp with should be used with left-hand holder

/G5/
Clamp-on
No-Offset

'igure�1 Right-Hand style shown

2°

Max Depth of cut

/G5#
Clamp-on
With Offset

'igure�2 Right-Hand style shown

2°

Max Depth of cut

/G5"
Clamp-on

'igure�3 Left-Hand style shown
ˑTakes Right-hand insert

2°

2°

M
ax
 D
ep
th
 o
f c
ut

■N(T Series

■N(T Series � ToolIolders
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Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
2.� %.�

.aY %epth of cut 3 StocL - StocL 3 StocL - StocL

Right-Hand style shown

G5.5����� 1.45

3.5 0.2

4.�6

���

üùúÿ÷þý ˔ üùúþĀøù ˔ üÿûýÿüù ˔ üÿûýÿý÷ ˔

 ��� 1.50 üùúÿ÷ÿû ˔ üùúþĀù÷ ˔ üÿûýÿúþ ˔ üÿûýÿûü ˔

 ��� 1.�5 üùúÿ÷Āù ˔ üùúþĀúÿ ˔ üÿûýÿøø ˔ üÿûýÿùĀ ˔

 ��� 1.�5 üùúÿø÷÷ ˔ üùúþĀûý ˔ üÿûýþĀü ˔ üÿûýÿ÷ú ˔

 ��� 2.00 üùúÿøøÿ ˔ üùúþĀüú ˔ üÿûýþþĀ ˔ üÿûýþÿþ ˔

 ��� 2.30 üùúÿøùý ˔ üùúþĀýø ˔ üÿûýþüú ˔ üÿûýþýø ˔

 ��� 2.50

5.5

0.3

���

üùúÿøúû ˔ üÿûýþûý ˔

 ��� 2.65 üùúÿøûù ˔ üÿûýĀø÷ ˔

 ��� 2.�0 üùúÿøüĀ ˔ üùúþĀ÷û ˔ üÿûýĀ÷ù ˔ üÿûýþúÿ ˔

 ��� 3.00 üùúÿøýþ ˔ üùúþĀÿþ ˔ üÿûýÿĀû ˔ üÿûýþù÷ ˔

 ��� 3.30 üùúÿøþü ˔ üùúþĀĀü ˔

 ��� 3.50 üùúÿøÿú ˔ üùúÿ÷÷ø ˔ üÿûýþ÷û ˔ üÿûýþøù ˔

 ��� 4.00

0.4

üùúÿøĀø ˔ üùúÿ÷øĀ ˔ üÿûýýÿÿ ˔ üÿûýýĀý ˔

 ��� 4.30

 ��� 4.50 üùúÿùúú ˔ üùúÿ÷úü ˔ üÿûýýúĀ ˔ üÿûýýþ÷ ˔

 ��� 5.00

5.�6

üùúÿùûø ˔ üùúÿ÷ûú ˔ üÿûýýøú ˔ üÿûýýùø ˔

 ��� 5.50 üùúÿùüÿ ˔ üùúÿ÷ü÷ ˔ üÿûýüĀþ ˔ üÿûýý÷ü ˔

11゜

'ull radius stZle'ull radius stZle

12.7

±0.025

4.76

Right-Hand style shown

G5."����� ��3 2.00 3.5 1.0

ʕ

��� üûúþĀøÿ ˔

 ��� ��3 3.00

5.5

1.5

���

üûúþĀùý ˔

 ��� ��3 4.00 2.0 üûúþĀúû ˔

45゜

11゜

±0.025

12.7

45゜

±0.025

12.7

 (T.T�3�(T."�3
■ (TT�N(T Series � Inserts
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GrooWing � Side 5urning

čİĮļĹĬ
$ode /o�

Item /umCer
StocL ĎĹĶĶĽĬç

ĞİīĻį
ïĴĴð

.aY 
%epth 
of cut

%imensions 	mm
 Seat 
Si[e

(age insert Spare Parts

$lamp 
Bolt 8rench 8rench

˞̍3 - ̧ ̡ A

ø

üÿþüøùü G581  ������%�� ˔
�

�
10

16

12
̎

0.3 120

1�
2.6 D GWP˓300

ĈĖĉôüñøû

LW-3S �

üÿûĀ÷üû üÿüùùÿ÷ ������%�� ˔ ˔ 12
0

1�.5
ĈĖĉôüñøý

üÿûĀ÷þ÷ üÿüùú÷ý ������%�� ˔ ˔ � 16 16 22
üÿþüøúú ������&�� ˔

�
�

10
12

̎ 1�
3.5 E GWP˓400

ĈĖĉôüñøû
üÿûĀ÷ÿÿ üÿüùúøû ������&�� ˔ ˔ 12

0
1�.5

ĈĖĉôüñøý
üÿûĀ÷Āý üÿüùúùù ������&�� ˔ ˔ � 16 16 22
üÿþüøûø ������'�� ˔

�
�

10
12

̎ 1�
4.5 F GWP˓500

ĈĖĉôüñøû
üÿûĀø÷û üÿüùúüü ������'�� ˔ ˔ 12

0
1�.5

ĈĖĉôüñøý
üÿûĀøøù üÿüùúþø ������'�� ˔ ˔ � 16 16 22
üÿĀúüýü ������G�� ˔

�
� 10 20 10 ̎ 22

5.3 ̜ GWP˓600
ĈĖĉôüñøû

üÿĀúüþú ������G�� ˔ � 12 20 12
0

22.5
ĈĖĉôüñøý

üÿĀúüÿø üÿĀúüĀĀ ������G�� ˔ ˔ � 16 20 16 25

ù

üÿûĀøù÷ üÿüùúĀþ G581  ����,��%�� ˔ ˔

�
10

20 20 20 � 20.2 125 2�

2.6 D GWP˓300

ĊĚ÷üù÷Ğ LW-4 LW-2.5
üÿûĀøúÿ üÿüùû÷ü ����.��%�� ˔ ˔ 25 25 25 � 25.2 150 32 ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀøûý üÿüùûùø ����,��%�� ˔ ˔

20
20 20 20 � 20.2 125 41 ĊĚ÷üù÷Ğ LW-4 LW-2.5

üÿûĀøüú üÿüùûúĀ ����.��%�� ˔ ˔ 25 25 25 � 25.2 150 44 ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀøýø üÿüùûûþ ����,��&�� ˔ ˔

�
10

20 20 20 � 20.3 125 2�

3.5 E GWP˓400

ĊĚ÷üù÷Ğ LW-4 LW-2.5
üÿûĀøþĀ üÿüùûüû ����.��&�� ˔ ˔ 25 25 25 � 25.3 150 32 ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀøÿþ üÿüùûþ÷ ����,��&�� ˔ ˔

20
20 20 20 � 20.3 125 41 ĊĚ÷üù÷Ğ LW-4 LW-2.5

üÿûĀøĀü üÿüùûÿÿ ����.��&�� ˔ ˔ 25 25 25 � 25.3 150 44 ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀù÷ú üÿüùûĀý ����,��'�� ˔ ˔

�
10

20 20 20 � 20.3 125 2�

4.5 F GWP˓500

ĊĚ÷üù÷Ğ LW-4 LW-2.5
üÿûĀùøø üÿüùüøù ����.��'�� ˔ ˔ 25 25 25 � 25.3 150 32 ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀùùĀ üÿüùüù÷ ����,��'�� ˔ ˔

20
20 20 20 � 20.3 125 41 ĊĚ÷üù÷Ğ LW-4 LW-2.5

üÿûĀùúþ üÿüùüúÿ ����.��'�� ˔ ˔ 25 25 25 � 25.3 150 44 ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀùûü üÿüùüûý ����,��G�� ˔ ˔

�
12

20 20 20 � 20.35 125 34

5.3 G GWP˓600

ĊĚ÷üù÷Ğ LW-4 LW-2.5
üÿûĀùüù üÿüùüüú ����.��G�� ˔ ˔ 25 25 25 � 25.35 150 3� ĊĚ÷ýùüĞ LW-5 LW-3
üÿûĀùý÷ üÿüùüýø ����,��G�� ˔ ˔

25
20 20 20 � 20.35 125 4� ĊĚ÷üù÷Ğ LW-4 LW-2.5

üÿûĀùþÿ üÿüùüÿþ ����.��G�� ˔ ˔ 25 25 25 � 25.35 150 52 ĊĚ÷ýùüĞ LW-5 LW-3

˞1çBack side clamping wrench is not included
˞Do not tighten clamp screw without installing insert as it may damage the insert pocket.

G581
Side Turning Capable
For Swiss Machine

'igure�1 Right-Hand style shown

Right-Hand 

G581
Side Turning  Capable
For Mono-shank style

'igure�2 Right-Hand style shown
Recommended tightening torRue �.0<Nɾm>A ※1  Back side clamping is possible

Max Depth of cut：
Right-Hand 

Max grooving depthɿ

A

A A

■(T8 	SC3U. %U0
 Series

■(T8 Series � ToolIolders
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Shape Item /umCer
%imensions 	mm
 Seat 

Si[e
P7% $oated $arCide

. %.� StocL(rooWe 
8idth 5olerance

M

G8

G81G���/��%�G8
��� 

ʶ0.025

0.2
2.5 

20.6

D
��4��23 ˔

 ���/��%�G8 0.4 ��4��31 ˔
G81G���/��&�G8

��� 
0.2

3.4 E
��4���4 ˔

 ���/��&�G8 0.4 ��4���2 ˔
 ���/��&�G8 0.� ���2��� ˔
G81G���/��'�G8

��� 
0.2

4.3 F
��4�1�� ˔

 ���/��'�G8 0.4 ��4�114 ˔
 ���/��'�G8 0.� ���2��� ˔
G81G���/��G�G8

��� 
0.2

5.2 25.6 G
��4�14� ˔

 ���/��G�G8 0.4 ��4�1�� ˔
 ���/��G�G8 0.� ���2��� ˔

G8 G81.���/��%�G8 ��� 

ʶ0.05 0.4

2.5 

20.6

D ��4�1�1 ˔

 ���/��&�G8 ��� 3.4 E ��4�1�� ˔

 ���/��'�G8 ��� 4.3 F ��4�213 ˔

 ���/��G�G8 ��� 5.2 25.6 G ��4�23� ˔

M G7 
G81G���/��%�G7

��� 

ʶ0.025

0.2
2.5 

20.6

D
��4�2�2 ˔

 ���/��%�G7 0.4 ��4�2�� ˔
G81G���/��&�G7

��� 
0.2

3.4 E
��4�3�3 ˔

 ���/��&�G7 0.4 ��4�3�1 ˔
G81G���/��'�G7

��� 
0.2

4.3 F
��4�3�� ˔

 ���/��'�G7 0.4 ��4�4�3 ˔
G81G���/��G�G7

��� 
0.2

5.2 25.6 G
��4�43� ˔

 ���/��G�G7 0.4 ��4�44� ˔

$ode /o�
Item /umCer

StocL ĎĹĶĶĽĬç
ĞİīĻį
ïĴĴð

.aY 
%epth 
of cut

%imensions 	mm
 Seat 
Si[e

(age insert Spare Parts

$lamp 
Bolt 8rench 8rench

˞̍3 - ̧ ̡ A

üÿĀúý÷þ G,81  ����,��%�� ˔ �
10

20 20 20 �
32

125 23

2.6 D GWP˓300

$S��2�8 LW-4 LW-2.5
üÿĀúýøü  ����,��&�� ˔ � 3.5 E GWP˓400
üÿĀúýùú  ����,��'�� ˔ � 4.5 F GWP˓500
üÿĀúýúø  ����,��G�� ˔ � 12 34 5.3 G GWP˓600

˞1çBack side clamping wrench is not included
˞Do not tighten clamp screw without installing insert as it may damage the insert pocket.

G,81

M
ax

 D
ep

th
 o

f c
utɿ

˞1 Back side clamping
      is possible

A

Recommended tightening torRue �.0<Nɾm>
Left-Hand style shown

Excellent chip control
Best for side turning

GWPG� Outside ground
GWPM� Full-molded

Less tool pressure design

Left-Hand 

■ (,8 	SC3U. %U0
 Series

■ (,8 Series � ToolIolders

■ (T8�(,8 Series � Inserts
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GrooWing � Side 5urning

čİĮļĹĬ
$ode /o�

Item /umCer
StocL %imensions 	mm


ĎĹĶĶĽĬç
ĞİīĻį
ęĨĵĮĬ
ïĴĴð

(age insert Spare Parts
$lamp $lamp Bolt Spring 8rench

3 - ̧ ̡

ø

üþýüĀù÷ G57 ����/ ˔ 16 16 100 16 20 25

11

�
3.00
Ỗ

3.50

GE7300Nʢ04ʣ
GE7350Nʢ04ʣ

)��

C7R/L3SN AOB-5C ASG-5 LW-3

üþþÿĀÿ÷ ����/ ˔ 20 20 125 20 25 32
0 C7R/L3N AOB-6C ASG-6 LW-4

üÿ÷øýýþ üÿ÷øýþü ����/ ˔ ˔ 25 25 150 25 30 32

üýüþþúĀ üýüþþûþ ����/ ˔ ˔ 16 16 100 16 20 25 �
4.00
Ỗ

5.�0

GE7
)��

GT7
G7GN
)��

C7R/L4SN AOB-5C ASG-5 LW-3

üýüþþüû üýüþþýù ����/ ˔ ˔ 20 20 125 20 25 32

0

C7R/L4N

AOB-6C ASG-6 LW-4

üýüþþþ÷ üýüþþÿÿ ����/ ˔ ˔ 25 25 150 25 30 32

üýüþþĀý üýüþÿ÷û ���� ˔ ˔ 20 20 125 20 25 32 6.00
Ỗ

�.�0
C7R/L6

üý÷ĀøĀú üýøøúĀþ ���� ˔ ˔ 25 25 150 25 30 32

üýüþÿøù ���� ˔ 20 20 125 20 25 32 �.00
Ỗ

�.00
C7R/L�

üýüþýĀþ üýüþþ÷ü ���� ˔ ˔ 25 25 150 25 30 32

ù

üýüþÿù÷ üýüþÿúÿ G,7 ����/ ˔ ˔ 20 20 125 20 33 32

11 �

4.00
Ỗ

5.�0
C7R/L4N

˞

AOB-6C ASG-6 LW-4

üýüþÿûý üýüþÿüú ����/ ˔ ˔ 25 25 150 25 3� 32

üýüþÿýø ���� ˔ 20 20 125 20 33 32 6.00
Ỗ

�.�0
C7R/L6

˞üýüþþøú üýüþþùø ���� ˔ ˔ 25 25 150 25 3� 32

���� 20 20 125 20 33 32 �.00
Ỗ

�.00
C7R/L�

˞���� 25 25 150 25 3� 32
˞Left-Hand clamp with should be used with right-hand holder

Right-Hand clamp with should be used with left-hand holder

G57

'igure�1 Right-Hand style shown

G,7

'igure�2 Right-Hand style shown

6°

M
ax
 D
ep
th
 o
f c
ut

6°

Max Depth of cut

■(T̫�(,7 Series

■(T̫�(,7 Series � ToolIolders
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Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
2.� StocL

G57���/
4.0 �.5

0.15 ��2��1� ˔

 ���/�� 0.4 ��4��2� ˔
w

G57���/
6.0 �.5

0.15 ��2���2 ˔

 ���/�� 0.4 ��4��3� ˔

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
2.� StocL

w

G&7���/
3.0

5.2

0.2 ��2���� ˔

 ���/�� 0.4 ��4�3�2 ˔

G&7���/�� 3.5 0.4 ���3�1� ˔

G&7���/
4.0

�.5

0.2 ��4��1� ˔

 ���/�� 0.4 ��3�233 ˔

G&7���/�� 4.5 0.4 �22��1� ˔

G&7���/
5.0

0.2 ��4���� ˔

 ���/�� 0.4 ��3�22� ˔

G&7���/�� 5.5 0.4 �2��3�� ˔

G&7���/
6.0

0.2 ���2��1 ˔

 ���/�� 0.4 ��421�� ˔

G&7���/�� 6.5 0.4 ���41�1 ˔

G&7���/�� �.0 0.4 ��3���� ˔

G&7���/�� �.5 0.4 �2��3�3 ˔

G&7���/�� �.0 0.4 �2��4�1 ˔

Shape Item /umCer %imensions 	mm
 $eramics
)C� StocL

without chipbreaker

G7G/�����/ 4.0

�.5 0.2
 �����/ 5.0
 �����/ 6.0
 �����/ �.0
 �����/ �.0
 �����/ �.0

˞The ceramics grade inserts are manufactured on a  production-to-order basis

 (T7

 (&7

 (7(N

■ (T̫�(,7 Series � Inserts
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GrooWing � Side 5urning

Shape Item /umCer
%imensions 	mm


P7% $oated $arCide

5.�

.aY %epth of cut 3 StocL - StocL

60°

14
.0

7.
0

8°

L

w

Right-Hand style shown

58G�� ���
2.0

(3.5)

0.05

���

üþøûúû÷ ˔ üþù÷÷û÷ ˔

��� 0.2 üþøûúüþ ˔ üþù÷÷üþ ˔

58G�� ���
2.5

0.1 üþøûúýü ˔ üþù÷÷ýü ˔

��� 0.3 üþøûúþú ˔ üþù÷÷þú ˔

58G�� ���
3.0

0.1 üþøûúÿø ˔ üþù÷÷ÿø ˔

��� 0.3 üþøûúĀĀ ˔ üþù÷÷ĀĀ ˔

čİĮļĹĬ

$ode /o�

Item /umCer

StocL %imensions 	mm
 (age 
insert

Spare Parts

$lamp ScreX 8rench

3 - 3 -

ø

üþĀûýûĀ 58G ����9 ˒ 12

⼟ ⼟
20

120
12

20
3.5 25 TWG

FSS25-5.0＊10 RLR-20S

üÿüĀúü÷ ����9 ˒ 16 16 FSS10-5.0＊14 LLR-20S

üþøûúúù üþù÷üøø ����, ˔ ˔ 20
125

20
FSS10-5.0＊14 RLR-20S

üþøûùúú üþù÷ü÷ú ����, ˔ ˔ 25 25 25 25

ù
üþùùüûø S��S�58G3�� ˔ 30 32 3�

⼟
250

40
20.5

3.5 40 TWG FSS10-5.0＊14 RLR-20S
üþùùüúú S��5�58G3�� ˔ 3� 40 46 300 24.5

58G
Side Turning Capable
Up to 1.5mm doc.

'igure�1 Right-Hand style shown

L1

L3

L2

W

bf

h

5°
h 1

5°

58G

'igure�2 Right-Hand style shown
ˑTakes Left-hand insert

5°

Dm

L1

hL2

f1

f

DSW

5°

■T8( Series

■T8( Series � ToolIolders

■T8( Series � Inserts
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GrooWing � Side 5urning

5Zpe Item /umCer
.in Bore %ia�

	mm

%imensions 	mm
 P7% $oated $arCide

;.� StocL

Sh
or

t t
Zp

e

S#G������3#�S
���

0.50

3.0 50 4.5 1.3 2.� 0.� 0.05

��1���2 ˔
������3#�S 0.�5 ��1���� ˔
������3#�S 1.00 ��1��1� ˔
������3#�S 1.50 ��1��24 ˔

S#G������3#�S
���

0.50

4.0 60 6 1.� 3.6 1.0 0.05

��1��32 ˔
������3#�S 0.�5 ��1��4� ˔
������3#�S 1.00 ��1���� ˔
������3#�S 1.50 ��1���� ˔

S#G������3#�S
���

0.50

5.0 �0 �.5 2.3 4.5 1.2 0.05

��1���1 ˔
������3#�S 1.00 ��1���� ˔
������3#�S 1.50 ��1���� ˔
������3#�S 2.00 ��1��1� ˔

S#G������3#�S
���

1.00
6.0

�0

�.5 2.� 5.4 1.� 0.05
��1��31 ˔

������3#�S 1.50 ��1��4� ˔
������3#�S 2.00 ��1���� ˔

S#G������3#�S
���

1.00
�.0 �.5 3.� �.3 2.2 0.05

��1���4 ˔
������3#�S 1.50 ��1���� ˔
������3#�S 2.00 ��1���� ˔

3e
gu

la
r t

Zp
e

S#G������3#
���

0.50
3.0 50 � 1.3 2.� 0.� 0.05

���2�21 ˔
������3# 0.�5 ���2�3� ˔
������3# 1.00 ���2�4� ˔

S#G������3#
���

0.50
4.0 60 12 1.� 3.6 1.0 0.05

���2��� ˔
������3# 0.�5 ���2��� ˔
������3# 1.00 ���2�13 ˔

S#G������3#
���

0.50
5.0 �0 20 2.3 4.5 1.2 0.05

���2��4 ˔
������3# 1.00 ���2��2 ˔
������3# 1.50 ���2��� ˔

S#G������3#
���

1.00
6.0

�0

20 2.� 5.4 1.� 0.05
���4�4� ˔

������3# 1.50 ���4�3� ˔
������3# 2.00 ���4�2� ˔

S#G������3#
���

1.00
�.0 20 3.� �.3 2.2 0.05

���4��� ˔
������3# 1.50 ���4��3 ˔
������3# 2.00 ���4�11 ˔

Sleeves ˰K�

˞Caution� Due to the tolerance, it might not pt into the holder which is made by other company.

S#G
.iniNuN #ore %iaNeter 3��NN

8°

with chipbreaker

2°
2°

±0.025

■S#( Series 	I% (rooWing
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Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
.aY %epth of cut 5.� StocL ;.� StocL 2.� StocL

  Left-Hand style 
shown

d

w

L

d

w

L

G5G�����'-��� 0.50

1.0 1.2 0.05 5.56

���313� ˔
 �����'-��� 0.�5 ���3114 ˔
 �����'-��� 1.00 ���3��� ˔
 �����'-��� 1.50 ���3��� ˔
 �����'-��� 2.00 ���3��2 ˔
G5G�����'-�� 0.50

1.0 1.2
0.05

5.56

��14��� ˔
 �����'-�� 0.65 ��141�4 ˔
 �����'-�� 0.�5 �3���3� ˔
 �����'-�� 1.00 �3���43 ˔
 �����'-�� 1.50 0.05 �3����� ˔
 �����'-�� 2.00 0.1 �3����4 ˔
G5G�����'-�� 1.00

2.0 2.2
0.05

�.�4
�3����� ˔

 �����'-�� 1.50 0.05 �3����� ˔
 �����'-�� 2.00 0.1 �3����4 ˔
G5G�����'- 1.50

3.0 3.2 0.2 �.525
�3��23� ˔

 �����'- 2.00 �3����1 ˔

čİĮļĹĬ
$ode /o�

Item /umCer
StocL .in Bore 

%ia�
	mm


.aY 
%epth 
of cut

%imensions 	mm
 ĎĹĶĶĽĬç
ĞİīĻįçęĨĵĮĬ

ʢᶱʣ

(age insert Spare Parts
$lamp ScreX 8rench

✕
✔

3 - ̧ ̡

ø üÿüûü÷÷ S��)�#G ��%�� ˔ ���� ��� � �.� �.�5 120 5.0 20 0.50 ʙ 2.00 GTG10 LR-S-2.5＊6.� CLR-15S
✔üÿüûüøÿ S��,�#G ��%�� ˔ ���� 10 �.6 �.� 120 6.0 25

ù

üþøøüÿü #G �����S ˔ ���� ��� � �.0 �.5 125 5.0 20 0.50 ʙ 2.00

GTG10 LR-S-2.5＊6.� CLR-15S
✔

üþøøüĀú  �����S ˔ 1.50 ʙ 2.00
üþøøý÷ø  �����S ˔ ���� ��� 10 �.0 �.5 150 6.0 25 0.50 ʙ 2.00
üþøøýøĀ  �����S ˔ 1.50 ʙ 2.00
üþøøýùþ  �����S ˔ ���� ��� 12 11.0 11.5 1�0 �.0 30 1.00 ʙ 2.00

GTG14 LR-S-3＊�.� RLR-20S
✕

üþøøýúü  �����S ˔ 1.�5 ʙ 2.00
üþøøýûú  �����S ˔ ���� ��� 14 13.0 13.5 1�0 �.0 35 1.00 ʙ 2.00
üþøøýü÷  �����S ˔ 1.�5 ʙ 2.00
üüúýúýù  �� ˔ ���� ��� 16 15.0 15.5 200 10.0 40 1.50 ʙ 2.00 GTG20 LR-S-3＊�.� RLR-20S

✕üûúüûúú  �� ˔ ���� 20 1�.0 1�.5 200 12.0 40

■ ϗϧμੇ๏

S�#G 	.ogul #ar

.iniNuN #ore %iaNeter 1���NN

Right-Hand style shown
ˑTakes Left-hand insert

#G
.iniNuN #ore %iaNeter 1���NN

Right-Hand style shown
ˑTakes Left-hand insert

2°

2°

2°

2°

'igure�1

'igure�2

■ #( Series 	I% (rooWing


■ #( Series � ToolIolders

■ #( Series � Inserts
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GrooWing � Side 5urning

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
2.� StocL

w

G&7���/

3.0

5.2

0.2 ��2���� ˔

���/�� 0.4 ��4�3�2 ˔

G&7���/�� 3.5 0.4 ���3�1� ˔

$ode /o�
Item /umCer

StocL
.in 
Bore 
%ia�

ʢᶱʣ

%imensions 	mm

ĎĹĶĶĽĬç
ĞİīĻį
ęĨĵĮĬ
ʢᶱʣ

(age insert Spare Parts
$lamp $lamp Bolt Spring 8rench

3 - ̧ ̡

üùüüüýþ G,7 ������ ˔ �� 32 30 31 200 21 50 5.5 3.00
Ỗ

3.50
GE7 C7L/R3SN

˞ AOB-5C ASG-5 LW-3üùüüüüĀ ������ ˔ �� 32 30 31 250 23 50 �.5
üùüüüûù ������ ˔ �� 40 3� 3� 300 2� 35 �.5

˞Left-Hand clamp with should be used with right-hand holder
Right-Hand clamp with should be used with left-hand holder

G,7
.iniNuN #ore 
%iaNeter 3���NN

M
ax
 D
ep
th
 o
f c
ut

Right-Hand style shown

■(,7 Series 	I% (rooWing


■(,7 Series � ToolIolders

■(,7 Series � Inserts
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Item /umCer
.in Bore %ia�

ʢᶱʣ
%imensions 	mm
 P7% $oated $arCide

5.� StocL

S'G���3���#

���

1.00

6.0

�0

16.0

1.5

2.� 5.4

0.05

��13�3� ˔

 ���3���# 1.50 2.0 ��13�4� ˔

 ���3���# 2.00 3.0 ��13��2 ˔

S'G���3���#

���

1.00

�.0 16.0

1.5

3.� �.3

��13��� ˔

 ���3���# 1.50 2.0 ��13��� ˔

 ���3���# 2.00 3.0 ��13��4 ˔

 ���3���# 3.00 3.0 ��13��2 ˔

Sleeves ˰K�

˞Caution� Due to the tolerance, it might not pt into the holder which is made by other company.

S'G
.iniNuN #ore 
%iaNeter ���NN

±0
.02
5

14˃ Xith chipCreaLer

■ S'( Series 	I% 'ace (rooWing
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GrooWing � Side 5urning

C)�'G7

'igure�1

Holder : Left-Hand
Insert : Left-Hand

Holder : Right-Hand
Insert : Right-Hand

Only right hand holder is available when using FBV InsertRight-Hand style shown

'G7
'or (ang�style NacIine

'igure�2

Holder : Right-Hand
Insert : Left-Hand

Right-Hand style shown
ˑTakes Left-hand insert

AA

BB

%S�'G7

'igure�3

Holder : Left-Hand
Insert : Left-Hand

Holder : Right-Hand
Insert : Right-Hand

Only right hand holder is available when using FBV Insert

AA

0.
0

11.0Max Depth of cut

Right-Hand with FG7 style shown

'igure

$ode /o�

Item /umCer

StocL %imensions 	mm

(age 
insert

Spare Parts
$lamp ScreX 8rench

3 - ̧ ̡

ø
üýĀø÷ýÿ üýĀø÷þý C)�'G7 ���� ˔ ˔ � 10 10

120
10 10.5

1�
FG7
FB7
)��

LRIS-2.5ʷ� CLR-15SüýĀø÷ÿû üýĀøø÷÷  ���� ˔ ˔ � 12 12 12 12.5
üýĀøøøÿ üýĀøøúû  ���� ˔ ˔ � 16 16 16 16.5

ù
üýĀø÷úü Ȃ 'G7 ���� ˔ � � 10

16 120 0.0 0.0 20 FG7 L
)�� LRIS-2.5ʷ� CLR-15SüýĀø÷ûú Ȃ  ���� ˔ � � 12

üýĀø÷ü÷ Ȃ  ���� ˔ � � 16

ú

üÿûøÿýø üþþùûúĀ %S�'G7 ������˞ ˔ ˔ 16 15 15 �0

� 3.0 �
FG7
FB7
)��

LRIS-2.5ʷ� CLR-15S

üýĀ÷Āúÿ üýĀ÷Āûý  �� ˔ ˔ 1�.05 1� 1�
120üýĀ÷Āüú üýĀ÷Āýø  �� ˔ ˔ 20 1� 1�

üýĀ÷ĀþĀ üýĀ÷Āÿþ  ��˞ ˔ ˔ 22 21 21
üĀü÷úÿø üĀü÷úþú  ��.˞ ˔ ˔ 22 21 21 150
üýĀ÷ĀĀü üýĀø÷÷ø  �� ˔ ˔ 25.4 24.5 24.5 120
üĀøÿĀüÿ üĀüùüĀú  ���.&5 ˔ ˔ 25 24 24 150

˞Compatible with 16mm / 22mm round shank DS Series holders　　DS-Sleeve ˰G103

■ '(7 Series

■ '(7 Series � ToolIolders
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w

w

Min Bore Dia.

Thickness : 2.38

rε
rε

Max. Depth
of cut

Max. Depth 
of cut

Min Bore Dia.

w

w

6.35

Right-Hand style shown

Shape Item /umCer
.in Bore %ia�

ʢᶱʣ
%imensions 	mm
 P7% $oated $arCide

.aY %epth of cut 5.� StocL

Right-Hand style shown

'G7���3#��%�

���

1.0 0.00 ��� ���4��� ˔
 ���3#��%� 0.05 ���4��� ˔
'G7���3#��%� 1.5 0.00 ��� ���4�14 ˔
 ���3#��%� 0.05 ���4�22 ˔
'G7���3#��%� 2.0 0.00 ��� ���4�3� ˔
 ���3#��%� 0.05 ���4�4� ˔

Left-Hand style shown

'G7���-#��%�

���

1.0 0.00 ��� ���4��2 ˔
 ���-#��%� 0.05 ���4��4 ˔
'G7���-#��%� 1.5 0.00 ��� ���4��� ˔
 ���-#��%� 0.05 ���4�4� ˔
'G7���-#��%� 2.0 0.00 ��� ���4�31 ˔
 ���-#��%� 0.05 ���4�23 ˔

Shape Item /umCer
.in Bore %ia�

ʢᶱʣ
%imensions 	mm
 P7% $oated $arCide

.aY %epth of cut 5.� StocL

Right-Hand style shown

'#7��3��%�".�
��� 0.5

0.05
��� 

����4�3 ˔

 ��3��%�".� 0.15 ����4�1 ˔
Note � Only CH-FG7R and DS-FG7R can take FB7 Right hand Insert.

Max. Depth of cut

w

Min Bore Dia.

6.35

Thickness : 2.38

7°

Right-Hand style shown

 '(7

 '#7

■ '(7 Series � Inserts
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GrooWing � Side 5urning

   /eX G5 ChiQCreaLer designed for 
face�grooWing

   5he Cest rigidity in a .odular systeN
   &Ycellent chiQ�control and great pnish

UniRue S-shape design

  &Ycellent chiQ control for side�
turning Qrocess

Shiny surface finish

feed 	NN�reW


���� ��1 ��2

%
ep

tI
 o
f c

ut
 	N

N



3��

1��

��2

MaterialɿSCM415, �150m/min,WET
InsertɿGWPFM500N04ôGTçDM4　HolderɿGBWPFRô5T15ô050120

  &Ycellent chiQ control and suQerior
surface finish

  Good chiQ control Xithout a QecL
cycle

NT,�(T cIipCreaker  CoNpetitor 

CIip

Surface 
finisI

MaterialɿSCM415, �150m/min, �0.1mm/rev ,Ї50diameter ,1.0mm depth,No step feed,WET
InsertɿçGWPFM500N04ôGTçDM4　HolderɿGBWPFRô5T15ô050120

Tangled chips 
during deep 

grooving

Scratches inside 
bottom

SC36. %60 #-"%& � CarCide 'ace GrooWing 5ool

'eatures

&Ycellent ChiQ Control

(rooWing

Side�turning
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G#81'

$ode /o�
Blade /umCer

StocL (rooWe 
8idth

ʢᶱʣ

'ace grooWing 0% .aY� 
(rooWing 

depth
Seat Si[e (age insert $lamp Bolt

3 - 3 - П  min П  maY

5�63335 5�634�1 G#81'  ��5��������� ˔ ˔

�

2� 35 13

C

GWPFM300

CS0515

5�63343 5�6350�    ��5��������� ˔ ˔ 35 45
5�63350 5�6351�    ��5��������� ˔ ˔ 45 60

155�6336� 5�63525    ��5��������� ˔ ˔ 60 100
5�633�6 5�63533    ��5��������� ˔ ˔ 100 250
5�633�2 5�6355�    ��5��������� ˔ ˔

�

30 40

15 GWPFM4005�63426 5�63566    ��5��������� ˔ ˔ 40 60
5�63434 5�635�4    ��5��������� ˔ ˔ 60 120
5�63442 5�635�2    ��5��������� ˔ ˔ 120 300
5�63�0� 5�63�15    ��5��������� ˔ ˔

�
30 50

15 GWPFM5005�6345� 5�6360�    ��5��������� ˔ ˔ 50 120
5�6346� 5�63616    ��5��������� ˔ ˔ 120 ʿ
5�634�5 5�63632    ��5��������� ˔ ˔ � 35 �0 15 GWPFM6005�634�3 5�63640    ��5��������� ˔ ˔ �0 ʿ

П  NaY П  Nin 14

П

G581�)

$ode /o�
)older /umCer

StocL %imensions 	mm

(age insert

Spare Parts
3 - 3 - $lamp ScreX 8rench

��23��4 ��23��2 G581  �����) ˔ ˔ 20 20 20 10�.5 � � 2�.5
GBWPF FSI2�-6.0＊1� LW-4��23��� ��23�1�    �����) ˔ ˔ 25 25 25 132.5 14 � 24.5

���3��� ���3��3    �����) ˔ ˔ 32 32 32 152.5 21 ʵ -

G,81�)

$ode /o�
)older /umCer

StocL %imensions 	mm

(age insert

Spare Parts
3 - 3 - $lamp ScreX 8rench

��23�2� ��23�34 G,81  �����) ˔ ˔ 20 20 20 124 12 12
GBWPF FSI2�-6.0＊1� LW-4��23�42 ��23���    �����) ˔ ˔ 25 25 25 14� � �

���3��1 ���3���    �����) ˔ ˔ 32 32 32 16� ʵ ʵ

 Right-Hand style shown

 Right-Hand style shown

Edge height

24

Edge height

˞Do not tighten clamp screw without installing insert as it may damage the insert pocket.

 Right-Hand style shown

 #lade

 ToolIolders #ody 	� S˃traigIt style


 ToolIolders #ody 	�� -˃� style


■ SC3U. %U0 #-"%& Series
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GrooWing � Side 5urning

Shape Item /umCer
%imensions 	mm


Seat Si[e
P7% $oated $arCide

ʢᶱʣ
.

ʢᶱʣ ʢᶱʣ %.� StocL

G81'.���/���G5 3.0 0.2 2.2 24.5

C

5�63251 ˔
G81'.���/���G5 0.4 5�6326� ˔
G81'.���/���G5 4.0 0.4 3.2

26.5

5�632�� ˔
G81'.���/���G5 0.� 5�632�5 ˔
G81'.���/���G5 5.0 0.4 3.� 5�632�3 ˔
G81'.���/���G5 0.� 5�63301 ˔
G81'.���/���G5 6.0 0.4 4.� 5�6331� ˔
G81'.���/���G5 0.� 5�6332� ˔

±
0.
05

Guidelines

.aY� NacIining 
diaNeter

.in� NacIining 
diaNeter

Side turning

  Choose a blade so that your first target
grooving max. OD is between the max. OD
and min. OD of the blade.

  To make the groove wide, side turn from
outside to inside (direction to the center of
the work piece)

■SC3U. %U0 #-"%& Series � Inserts
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˙ CoNCination of toolholder and Clade for 'ace GrooWing

G581�) Straight style toolholder
3igIt�Iand systeN

ToolIolder

(T8P 3�H (#8P' 3

#lade

� Right-hand toolholder takes Right-hand blade.
Clockwise rotation (M4 command)

-eft�Iand systeN
ToolIolder

(T8P -�H (#8P' -

#lade

� Left-hand toolholder takes Left-hand blade.
Counter clockwise rotation (M3 command)

G,81�) -�style toolholder
3igIt�Iand systeN

ToolIolder

(,8P 3�H (#8P' -

#lade

� Right-hand toolholder takes Left-hand blade.
Counter clockwise rotation (M3 command)

-eft�Iand systeN
ToolIolder

(,8P -�H (#8P' 3

#lade

� Left-hand toolholder takes Right-hand blade.
Clockwise rotation (M4 command)
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GrooWing � Side 5urning

Right-Hand style shown

˞
1

41П

П  NaY П  Nin

Right-hand toolholder takes Right-hand blade.

Clockwise rotation
 (M4 command)

˙ CoNCinationç	� S˃traight style holder and G#81'3 #lade


Hand
(rooWe 
8idth

ʢᶱʣ

'ace grooWing 0% .aY�grooWing 
depth 
ʢᶱ）

)older /umCer Blade /umCer
%imensions ʢᶱʣ

(age insertП  min
ʢᶱ）

П  maY
ʢᶱ）
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�

2� 35
13

G5813�����)

G#81'3��5���������
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˙ CoNCinationç	� S˃traight style holder and G#81'- #lade


Left-Hand style shown

Left-hand toolholder takes Left-hand blade.

Counter clockwise 
rotation (M3 command)

˞
1

41

П

П  NaY П  Nin

Hand
(rooWe 
8idth

ʢᶱʣ

'ace grooWing 0% .aY�grooWing 
depth 
ʢᶱ）

)older /umCer Blade /umCer
%imensions ʢᶱʣ

(age insertП  min
ʢᶱ）

П  maY
ʢᶱ）

L

�

2� 35
13

G581-�����)

G#81'-��5���������
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GrooWing � Side 5urning

Right-Hand style shown

Right-hand toolholder takes Left-hand blade.

Counter clockwise 
rotation (M3 command)

1�
.5

25

25

П

П  NaY П  Nin

˙ CoNCinationç	�� -˃ style holder and G#81'- #lade


Hand
(rooWe 
8idth

ʢᶱʣ

'ace grooWing 0% .aY�grooWing 
depth 
ʢᶱ）

)older /umCer Blade /umCer
%imensions ʢᶱʣ

(age insertП  min
ʢᶱ）

П  maY
ʢᶱ）

3
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Left-Hand style shown

Left-hand toolholder takes Right-hand blade.

Clockwise rotation 
(M4 command)

1�
.5

25

25

ПП  NaY П  Nin

˙ CoNCination  	�� -˃ style holder and G#81'3 #lade


Hand
(rooWe 
8idth

ʢᶱʣ

'ace grooWing 0% .aY�grooWing 
depth 
ʢᶱ）

)older /umCer Blade /umCer
%imensions ʢᶱʣ

(age insertП  min
ʢᶱ）

П  maY
ʢᶱ）

L
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GrooWing � Side 5urning

Shape Item /umCer %imensions 	mm
 P7% $oated $arCide
2.� StocL

w

G'7���/
6.0

0.15 ��2���4 ˔

���/�� 0.4 ����21� ˔

čİĮļĹĬ
$ode /o� Item

/umCer

StocL %imensions 	mm
 ĎĹĶĶĽĬç
ĞİīĻį
ʢᶱʣ

(age insert Spare Parts
$lamp $lamp Bolt Spring 8rench

3 - ̧ ̡

ø üýüþÿÿþ üýüþÿĀü G'7 ���� ˔ ˔ 20 20 125 20 25 32 6 3� 6.0 GF7 C7R/L6 AOB-6C ASG-6 LW-4üýüüùù÷ üýüþĀ÷ú ���� ˔ ˔ 25 25 150 25 30

ù üýüþĀøø üýüþĀùĀ GS7 ���� ˔ ˔ 20 20 125 20 33 23.5 6 3� 6.0 GF7 C7R/L6
˞ AOB-6C ASG-6 LW-4üýûüĀýü üýüþĀúþ ���� ˔ ˔ 25 25 150 25 3�

˞Left-Hand clamp with should be used with right-hand holder
Right-Hand clamp with should be used with left-hand holder

GS7

'igure�2 Right-Hand style shown'igure�2

6°

M
ax
 D
ep
th
 o
f c
ut

G'7

'igure�1 Right-Hand style shown

6°
Max Depth of cut

■('7�(S7 Series 	'ace (rooWing


■('7�(S7 Series � ToolIolders

■('7�(S7 Series � Inserts
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i
5hreading

TIreading Tools  ʝʝʝʝʝʝʝʝʝʝʝ ᶗ2
3ecoNNended Cutting Conditions  ʝʝ ᶗ3
Tools and TIread Standards  ʝʝʝʝʝ ᶗ�
Tool -ist  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝ ᶗ1�

CS7 series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ1�
TTPS series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ11
TTP series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ12
TT.H series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ1�
S#T series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ1�
T.N series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ1�
TIread 8Iirling ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ᶗ1�
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5hreading

5hread 8hirling SysteN

ᶗ1�

/5, 5hreading 5ools � 1roduct -ines

L1

ʢ̥Pitchʣ

L1

ʢ̥Pitchʣ

Insert CS75 ᶗ1� 551S ᶗ11

Holder

CS7 C51S

ᶗ1� ᶗ11
Prople 60˃ 60˃
Pitch 0.2 ʙ 0.5ᶱ 0.2 ʙ 1.5ᶱ
L1 3.0ᶱ 5.0ᶱ

Insert S#5 ᶗ1� 5./ ᶗ1�

Holder

/#) 5GC � )/

,� ᶗ1�
Prople 60˃ 60˃
Pitch 0.5 ʙ 1.�5ᶱ 0.4 ʙ 0.�5ᶱ
L1 0.6 ʙ 1.�ᶱ 0.� ʙ 1.0ᶱ

Insert 551 ᶗ13 55.)�� ᶗ1�

Holder

551 %S�551 C)�551 S55/ %S�S55 /55#

ᶗ12 ᶗ12 ᶗ12 ᶗ1� ᶗ1� ᶗ1�
Prople 60 /˃ 55˃ 60˃
Pitch 0.2 ʙ 2.0ᶱ 0.� ʙ 3.0ᶱ
L1 5.5ᶱ 4.0ᶱ 3.0ᶱ 4.0ᶱ
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˙ 5hreading

Work Material High Temperature 
Alloys

Titanium 
Alloys

Cobalt Chrome 
 Alloys

Stainless Steels
Alloy Steels Carbon Steels

Hard to cut Free cutting

Common Name
Inconel

Hastelloy
MP35N

Ti-6Al-47 ASTM F-�5 SUS304
SUS440C

SUS303
SUS430F SCr / SCM S10C ʙ S55C

Grade
1st choice 7M1 7M1 / ;M3 2M3

2nd choice ;M3 2M3 7M1 / ;M3

Cutting Speed (m/min) 20  40  �0 30   60   �0 40   �0   100 50   �0   1�0 50   �0   150

�  Unless your machine is eRuipped with high speed threading program, please set the feed rate to 2000 mm/min or lower to prevent making 
incomplete threads

3ecoNNended Cutting Conditions

˙ *nfeed 5hreading .ethod
'eatures

"dWantage %isadWantage

Radial Infeed

  Most popular and easiest method
Easy to change parameter
  Uniform wear on both sides of insert

Chip evacuation
  7ibration due to higher cutting force
Ineffective for large pitch threading

Flank Infeed

2nd most popular and easy method
  Effective for larger pitch and gummy 

material thanks to lower cutting force
Excellent chip evacuation

Larger qank wear on right side of the insert
Di⒏cult to change cutting depth per cut

1�ʙ5�

Modiped Flank
 Infeed

Reduce flank wear on right side
  Effective for larger pitch and gummy 

material thanks to lower cutting force
Excellent chip evacuation

Difficult to program
Difficult to change cutting depth per cut

Incremental Infeed

Uniform flank wear
  Effective for larger pitch and gummy 

material thanks to lower cutting force

Difficult to program
Difficult to change cutting depth per cut
Chip evacuation
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$oarse 'ine "pplicaCle inserts
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■&Yternal tIread

$oarse 'ine
 "pplicaCle inserts

$S75 55PS 55P 55.)

■Internal tIread

External thread

Internal thread

Pi
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er

Item /unCer Pitch 5otal
%0$

/o� of
pass

&dge
radius

Item /unCer Pitch 5otal
%0$

/o� of
pass

&dge
radius

Item /unCer Pitch 5otal
%0$

/o� of
pass

&dge
radius

Item /unCer Pitch 5otal
%0$

/o� of
pass

&dge
radius

���3
.aY

■&Yternal tIread
CS7T

����
.aY
'lat

TTP�TTPS

TT.H

����
.aY
'lat

■Internal tIread
S#T

3ecoNNended %eQth of Cut ʢ%0Cʣ for %iaNeter ʢᶱʣ

5hreading

■IS0 .etric 	.


5ools and 5hread Standards
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5hreading

$oarse 	6/$
 'ine 	6/'

Pitch
ʢᶱʣ  "pplicaCle inserts/ominal

designation of thread 	3eference
 	3eference
/ominal
designation of thread

Pilot 
Bore %ia�
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External thread
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■Internal tIread

$oarse 	6/$
 'ine 	6/'

Pitch
ʢᶱʣ

 "pplicaCle inserts

$S75 55P�55PS 55.)/ominal
designation of thread 	3eference
 /ominal

designation of thread 	3eference


5ools and 5hread Standards
■ "Nerican Uniped
ʢUNC�UN'）

Item /unCer Pitch 5otal %0$ /o� of pass&dge radius

Item /unCer Pitch 5otal %0$ /o� of pass&dge radius
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Pitch
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■Internal tIread
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Pitch
ʢᶱʣ

 "pplicaCle inserts

$S75 55P�55PS 55.)/ominal
designation of thread 	3eference
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designation of thread 	3eference

Item /unCer Pitch 5otal %0$ /o� of pass&dge radius
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CS7T
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5hreading

Pitch
ʢᶱʣ "pplicaCle inserts/ominal

designation of thread 	3eference


Pitch
ʢᶱʣ "pplicaCle inserts/ominal

designation of thread 	3eference


Pitch
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5hreading

CS7
'or $am�stZle 
machine

'igure�1

CS7ô/C
'or (ang�stZle machine

'igure�2

CS7ô/Cô'
'or (ang�stZle machine

'igure�3

Right-Hand style shown

"" 2� ̍˃
"" 2� ̍˃ "" 2� ̍˃

'igure
$ode /o�

Item /umCer
StocL %imensionsʢᶱʣ (age insert Spare Parts

$lamp ScreX 8rench

3 - 3 -

ø

üûĀùĀýù CS7 ��G9 ˔ þ þ ÿü þ

÷.ø

÷.ü

ĊĚĝě ēęĐĚôù.üñþ ĊēęôøüĚ

üú÷úøýĀ üú÷úøĀú �� ˔ ˔ øû÷
üûĀùĀüû ��G9 ˔ ÿ ÿ ÿü ÿ

÷.÷
üú÷úøüø üú÷úù÷ø �� ˔ ˔

øû÷üú÷úøúý ��� ˔ Ā.ü Ā.ü Ā.ü
üú÷úøûû üú÷úøþþ �� ˔ ˔ ø÷ ø÷ ø÷
üûþûþþ÷ ��G9 ˔ øù øù ÿü øùüúùþĀùĀ �� ˔ øû÷

ù
üüøû÷ýù üüøû÷þ÷ CS7 ��/C ˔ ˔ ÿ ÿ øù÷ ÿ

÷.ø ĊĚĝě ēęĐĚôù.üñþ ĊēęôøüĚüüýú÷ø÷ ��G9/C ˔ ø÷ ø÷ ÿü ø÷üûþþûĀù üûþþüûù ��/C ˔ ˔ øù÷üûþþüúû üûþþü÷÷ ��/C ˔ ˔ øù øù øù
ú üþÿĀýøü CS7 ��/Cô' ˔ ÿ ÿ øù÷ ÿ ÷.÷ʙ÷.ø ʵ ĊĚĝě ēęĐĚôù.üñþ ĊēęôøüĚ

Shape Item /umCer $hip�
CreaLer

%imensionsʢᶱʣ 5hread 5Zpe P7% $oated $arCide

Pitch 7.�
3 StocL - StocL

0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

0.03MAX0.03MAX3.0
3.06.3

5

Thickness 2.38 Thickness 2.38
6.3
5

〈Type-A〉 0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

0.03MAX0.03MAX3.0
3.06.3

5

Thickness 2.38 Thickness 2.38
6.3
5CS75��' 1��ô���" .

ĕĶ ę÷.÷úĔĈğ ÷�ù ʙ ÷�ü

üúûûÿþû ˔ üúÿýĀ÷Ā ˔

0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

0.03MAX0.03MAX3.0
3.06.3

5

Thickness 2.38 Thickness 2.38
6.3
5

〈Type-B〉0.35±0.05

0.35±0.05

1.
0 1.
0

60
°

60
°

0.03MAX0.03MAX3.0
3.06.3

5

Thickness 2.38 Thickness 2.38
6.3
5 CS75��' 1��ô���# . üúûûÿÿù ˔ üúÿýĀøþ ˔

ˑAll angles shown are obtained when insert is set in the holder

Right-Hand style shown

Right-Hand style shown

ˑAll the inserts can use the same toolholderçççCS7 seriesçç G��

Right-Hand style shown Right-Hand style shown

■CS7 Series � ToolIolders

■CS7 Series � Inserts

■CS7 Seriesɹ#est for up to �ᶱ diaNeter Naterial

.irror p nisI
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ˑAll the inserts can use the same toolholderçççCTPS seriesçç G��

C51S
5.0

1°

AA

Right-Hand style shown

$ode /o� Item /umCer
StocL %imensionsʢᶱʣ (age insert

Spare Parts

$lamp ScreX 8rench

3 -

üúûýüþù C51S �� ˔ ø÷ ø÷
øù÷

ø÷
÷.÷ ěěėĚ ēęĐĚôù.üñþ ĊēęôøüĚ

üúĀþøÿþ  �� ˔ øù øù øù

Shape Item /umCer
%imensionsʢᶱʣ 5hread 5Zpe P7% $oated $arCide

5Zpe Pitch ;.� StocL 7.� StocL

Type-A

Type-B

Type-N

20 2.
50

6.
0

45
°

551S��'3�" A

ý÷ ƅ

÷.û
ï÷.÷üð

ĔĈğçčĳĨĻ
÷�ù ʙ ÷�þü

üúûýýûÿ ˔ üúýùþø÷ ˔

 ��'3�# B üúûýýýú ˔ üúýùþùÿ ˔

 ��'3�" A

÷.ÿ ï÷.÷üð ÷õûɷøõùü

üúûýýÿĀ ˔ üúýùþûû ˔

 ��'3�# B üúûýýþø ˔ üúýùþúý ˔

 ��'3ô/ N ø.ùü ï÷.øð øõ÷ɷøõü üúûýýüü ˔ üúýùþüø ˔

ˑAll angles shown are obtained when insert is set in the holder

Right-Hand style shown

■ CTPS Series � Inserts

■ CTPS Series � ToolIolders

■ CTPS Series
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5hreading

'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ
(age 
insert

Spare Parts
$lamp ScreX 8rench

✔ ✕

✔

✕
3 - 3 -

ø

üøûýùúÿ üøûýùù÷ 551 �� ˔ ˔

ʵ

� 10 120 �

ʵ

4

TTP
ᶗ��

ēęĐĚôûñø÷ėĞ
✔

ĊēęôøüĚ
✔

üøûüýĀú üøûüýÿü  �� ˔ ˔ 10 10 2
üûüĀÿüû üü÷ú÷ùû  ��G9 ˔ ˔ 12 12 �5 12

0
ēęĐĚôûñøùėĞ

✔
üøûüþ÷ø üøûüþøĀ  �� ˔ ˔ 120
üûüĀÿýù üûüĀÿþ÷  ��) ˔ ˔ 16 16 100 16üøĀøùúû üùýþøĀ÷  �� ˔ ˔ 120

üûüĀüþú üûüĀüÿø  ��' ˔ ˔ 20 20 �0 20 ēęĐĚôûñø÷
✕

ēēęôùüĚôù÷ñýü
✕

ù üĀþÿøü÷ 551-���'�� ˔ ʕ 12 12 120 12 6 ʕ TTP FL
ᶗ��

ēęĐĚôûñý
✕

ēēęôùüĚ
✕üĀþÿøýÿ 551-���'�� ˔ ʕ 16 16 120 16 � ʕ

ú üĀÿĀĀüĀ üĀÿĀĀûù 551 ��,��� ˔ ˔ ʕ 20 20 125 20 ʕ ʕ TTP F
ᶗ��

ēęĐĚôûñø÷
✕

ēēęôùüĚ
✕üĀÿĀĀþü üĀÿĀĀýþ 551 ��.��� ˔ ˔ ʕ 25 25 150 25 ʕ ʕ

û

üþÿùøûĀ %Sô551 ��'˞ ˔ 16.00 15 15 �0

ʵ 10.0 ʵ
TTP
ᶗ��

ēęĐĚôûñø÷
✕

ēēęôùüĚôù÷ñýü
✕

üùþÿùþ÷  �� ˔ 1�.05 1� 1�
120üùþÿùĀý  �� ˔ 20.00 1� 1�

üúùû÷úú  ��˞ ˔ 22.00 21 21
üÿú÷ýûø  ��.&5 ˔ 25.00 24 24 150
üúøþøüø  �� ˔ 25.40 24 24 150

ü üÿÿü÷Ā÷ C)ô551 �� ˔ ʵ 16 16 120 16 23 ʵ TTP FR
ᶗ��

ēęĐĚôûñø÷
✕

ēēęôùüĚ
✕üÿÿüø÷ÿ  �� ˔ 20 20 20 2�

˞Compatible with 16mm / 22mm round shank DS Series holders.　DS-Sleeveçç (1�3

551

'igure�1 Right-Hand style shown

7

15

6.5
Max.s

hould
er

cleara
nce

Right
Hand

Left
Hand

551�'
Shift )older

'igure�2 Left-Hand style shown

���

1� 3�˃

���

���

.aY�shoulder clearance

Left
Hand

551

'igure�3 Right-Hand style shown

���

���

���

3� �

.aY�shoulder clearance

Left
Hand

Right
Hand

%Sô551
	%S )older


'igure�4

5.
5

0.
0

20

Left-Hand style shown
ˑTakes Right-hand insert

C)ô551

'igure��

��
�

��
� �

Left-Hand style shown
ˑTakes Right-hand insert

■ TTP Series

■ TTP Series � ToolIolders
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Shape Item /umCer
%imensionsʢᶱʣ 5hread 5Zpe $arCide P7% $oated $arCide

Pitch 5PI ,.� ĚĻĶĪĲ ;.� ĚĻĶĪĲ 2.� ĚĻĶĪĲ

Ri
gh

t-H
an

d

Type-A
551��'3�"

60�

0.2 ʢ0.05ʣ
MA9
Flat

÷�ùʙ÷�úü üÿĀùùþÿ ˔
 ��'3�"

0.4 ÷�ùʙ÷�þü
üøûüý÷ù ˔ üùúûùøý ˔

 ��'3�"S . üüþÿøüÿ ˔
 ��'3�"

0.� ʢR0.05ʣ
÷�ûʙø�ùü

üøûüüúþ ˔ üúúþúû÷ ˔
 ��'3�"S . üüþÿøøþ ˔
551��'3�" 55� ûÿʙøý üøûüûĀü ˔

Type-B
551��'3�#

60�

0.2 ʢ0.05ʣ
MA9
Flat

÷�ùʙ÷�úü üÿĀùú÷ù ˔
 ��'3�#

0.4 ÷�ùʙ÷�þü
üøûüüÿý ˔ üý÷øúøü ˔

 ��'3�#S . üüþÿøúú ˔
 ��'3�#

0.� ʢR0.05ʣ
÷�ûʙø�ùü

üøûüüùĀ ˔ üü÷ýûþù ˔
 ��'3�#S . üüþÿ÷Āø ˔
551��'3�# 55� ûÿʙøý üøûüûÿþ ˔

Type-N 551��'3ô/

60� 1.25
ʢR0.1ʣ ø�÷ʙø�ü

üøûüüý÷ ˔ üûþûýú÷ ˔
 ��'3ô/S . üüþÿ÷ýþ ˔
 ��'3ô/�� ʢR0.2ʣ ø�üʙù�÷ üýùýùûþ ˔ üýùýùüû ˔

Le
ft-

Ha
nd

Type-A
551��'-�"

60�

0.2 ʢ0.05ʣ
MA9
Flat

÷�ùʙ÷�úü üÿĀùùÿý ˔
 ��'-�"

0.4 ÷�ùʙ÷�þü
üøûüüĀû ˔ üý÷øú÷þ ˔

 ��'-�"S . üüþÿøþû ˔
 ��'-�"

0.� ʢR0.05ʣ
÷�ûʙø�ùü

üøûüüûü ˔ üý÷øùþú ˔
 ��'-�"S . üüþÿøùü ˔
551��'-�" 55� ûÿʙøý üøûüü÷ú ˔

Type-B
551��'-�#

60�

0.2 ʢ0.05ʣ
MA9
Flat

÷�ùʙ÷�úü üĀøùüüü ˔
 ��'-�#

0.4 ÷�ùʙ÷�þü
üøûüüþÿ ˔ üý÷øùĀĀ ˔

 ��'-�#S . üüþÿøûø ˔
 ��'-�#

0.� ʢR0.05ʣ
÷�ûʙø�ùü

üøûüüøø ˔ üü÷úûúÿ ˔
 ��'-�#S . üüþÿø÷Ā ˔
551��'-�# 55� ûÿʙøý üøûüûþĀ ˔

Type-N 551��'-ô/

60� 1.25
ʢR0.1ʣ ø�÷ʙø�ü

üøûüüüù ˔ üý÷øùýü ˔
 ��'-ô/S . üüþÿ÷ÿú ˔
 ��'-ô/�� ʢR0.2ʣ ø�üʙù�÷ üýùýùþ÷ ˔ üýùýùýù ˔

3ight )and 5oolholders -eft )and 5oolholders
Edge Shapeɿ
A type

Guide Bushing

Edge Shapeɿ
B type

Edge Shapeɿ
B type

Edge Shapeɿ
A type

Toolholder TTPR Toolholder TTPR Toolholder TTPL Toolholder TTPL

Insert TTP..FR..A Insert TTP..FR..B Insert TTP..FL..B Insert TTP..FL..A

■ TTP Series � Inserts
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5hreading

S55/

'igure�1

/55#

'igure�2

%SôS55

'igure�3

Right-Hand style shown

Right-Hand style shown

Left-Hand style shown
ˑ Takes Right-hand insert

60
°

Diameter for threa
ding

≦φ120

15

60
°

Diameter for threading

≦φ120

0.
0

20

■STTN Series
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'igure

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age 
insert

Spare Parts

$lamp $lamp 
Bolt Spring $lamp 

ScreX 8rench

3 - 3 -

ø

üýú÷û÷ü S55/ ������ ˔

ʵ

ø÷ ø÷
ÿ÷

ø÷ ÿ.ü

ü.÷ ěěĔď ʵ ʵ ʵ ēęôĚô
ûñĀ

RLRô20S
✔

üÿùþýýù ������ ˔
øù øù øù ø÷.ü

üÿúûÿøþ ������ô, ˔ øùü

ù
üùýùüú÷ /55# ������ ˔

ʵ
øý øý øù÷ øý ù÷.÷ û.÷

ěěĔď Ċėęöēü ĈĖĚô
üñùü ĈĚĎôü ʵ

LWô2.5
✕üùýùüûÿ ������ ˔ ù÷ ù÷ øû÷ ù÷ ùü.÷ ÷.÷

ú

üúûÿüüù %SôS55 ��' ˔ øû.÷÷÷ øú øú ÿ÷

ʵ ýõ÷ ʵ ěěĔď ʵ ʵ ʵ ēęôĚô
ûñĀ

RLRô20S
✔

üúûÿ÷ĀĀ ��) ˔ øü.ÿþü
øü øü

ø÷÷

üúûøü÷ÿ ��9˞ ˔ øý.÷÷÷ Āü

✔ ✕

Shape Item /umCer
%imensionsʢᶱʣ 5hread 5Zpe P7% $oated $arCide

Pitch ;.� StocL

55.)����3���

Ā.üùü ú.øÿ

÷.ø÷ ÷�ÿʙú�÷ üøù÷Āùÿ ˔

����3��� ÷.øü ø�÷ʙú�÷ üùøøÿùý ˔

����3��� ÷.ù÷ ø�üɷú�÷ üø÷üýĀþ ˔
Right-Hand style shown

6°

˞Compatible with 16mm round shank DS Series holders.　DS-Sleeveçç (104 

■STTN Series � ToolIolders

■STTN Series � Inserts
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5hreading

'igure Item /umCer

.
in 

Bo
re

 %
ia�

ch
ip

Cr
ea

Le
r

%imensionsʢᶱʣ
5hread 5Zpe 3ecommended 5hread 5Zpe P7% $oated 

$arCide.etric 5hread 6/$�6/' 5hread .etric 5hread 6/$ 5hread
/ominal 

designation 
of thread

Pitch
ʢᶱʣ

/ominal 
designation 
of thread

5PI /ominal designation 
of thread ;.� StocL

ø

S#5���.�3 ù�ü

ĕĶ

ù.ü ü.û ÷.ý ü÷ ø.ø ÷.û ù.ú
÷.÷üç
ĴĨĿç
čĳĨĻ

Ĕú ÷õü ʕ ʕ Ĕúʷ÷.ü ʕ üþÿûûüĀ ˔

���.�3 ú�÷ ú.÷ þ.ü ÷.ÿ ü÷ ø.ú ÷.ü ù.þ
÷.÷üç
ĴĨĿç
čĳĨĻ

Ĕû ʙ ÷�üʙ÷�ÿ ĕĶ.ÿôúùĜĕĊʙ úýʙúù Ĕûʷ÷.þ ĕĶ.ÿôúùĜĕĊ üþÿûûýþ ˔

���.�3# ú�÷

ĠĬĺ

ú.÷ þ.ü ÷.ÿ ü÷ ø.ú ÷.ü ù.þ
÷.÷ü
ĴĨĿ
čĳĨĻ

Ĕû ʙ ÷�üʙ÷�ÿ ĕĶ.ÿôúùĜĕĊʙ úýʙúù Ĕûʷ÷.þ ĕĶ.ÿôúùĜĕĊ üýüÿ÷øÿ ˔

���.�3# ú�ü ú.ü ÿ.ü ø.÷ ý÷ ø.üü ÷.üü ú.ù
÷.÷ü
ĴĨĿ
čĳĨĻ

Ĕû.ü ʙ ÷�üʙø�÷ ĕĶ.ø÷ôùûĜĕĊʙ úùʙùû Ĕüʷ÷.ÿ ĕĶ.ø÷ôùûĜĕĊ
ĕĶ.øùôùûĜĕĊ üýüÿøøþ ˔

���.�3# û�÷ û.÷ ø÷.ü ø.ù ý÷ ø.ÿ ÷.þ ú.ý ę÷.÷ü Ĕü.ü ʙ ÷�þüʙø�ùü ĕĶ.øùôùûĜĕĊʙ ùÿʙù÷ Ĕýʷø.÷ øöûôù÷ĜĕĊ üýüÿ÷÷÷ ˔

ù

S#5���.�3# ü�÷

ĠĬĺ

ü.÷ øü.ÿ ø.ü þ÷ ù.ú ÷.ÿ û.ü ę÷.÷ü Ĕþ ʙ ÷õþüʙøõü øöûôùÿĜĕčʙ ùÿʙøÿ Ĕÿʷø.ùü üöøýôøÿĜĕĊ üýüþĀĀû ˔

���.��3# ý�÷ ý.÷ øÿ.û ø.ÿ ÿ÷ ù.ÿ ÷.Āü ü.û ę÷.÷ü Ĕÿ ʙ ÷õþüʙøõþü üöøýôùûĜĕčʙ ùÿʙøý Ĕø÷ʷø.ü úöÿôøýĜĕĊ üýÿüÿþ÷ ˔

Sleevesçç ,�ç˞Caution� Due to the tolerance, it might not fit into the holder which is made by other company.

S#5

'igure�1

'igure�2 Right-Hand style shown

60°

.inimum Bore %iameter 2��mm

■S#T SeriesɹI% TIreading
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'igure $ode /o� Item /umCer StocL

.in 
Bore 
%ia�

ʢᶱʣ

%imensionsʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

ø

üûüü÷Āù 5GC��5��)���3 ˔ ÿ�÷ ý ü.ü ø÷÷ ú.ÿ øú.÷ TMN06 LRôS-2＊4.4

CLRô13Süûüü÷ÿû  ��,���3 ˔ ø÷�÷ ÿ þ.÷ øùü û.þ øþ.÷ TMN0� LRôS-2＊5.5

üûüü÷þý  ��.���3 ˔ øù�÷ ø÷ Ā.÷ øü÷ ý.÷ ù÷.÷ TMN0� LRISô2.2＊6

ù

üÿûüøþþ )/��;ô���� ˔ ÿ�÷ ý ü.ü ø÷÷ ú.ÿ øú.÷ TMN06 LRôSô2＊4.4

CLRô13SüÿûüøĀú  ô���� ˔ ø÷�÷ ÿ þ.÷ øùü û.þ øþ.÷ TMN0� LRôSô2＊5.5

üÿûüøÿü  ô���� ˔ øù�÷ ø÷ Ā.÷ øü÷ ý.÷ ù÷.÷ TMN0� LRISô2.2＊6

Shape Item /umCer
%imensionsʢᶱʣ 5hread 5Zpe P7% $oated $arCide
П 3ecommended Pitch Pitch ;.� StocL

5./��'3�� ú.Āþ ø.üĀ

÷.÷ú ÷.ü ÷�û ʙ ÷�þü

üùùÿ÷ûû ˔

 ��'3�� û.þý

ù.úÿ

üùĀúýûù ˔

 ��'3�� ü.üý üûÿûýûþ ˔

φ

Right-Hand style shown

5GC
$arCide shanL

'igure�1 Right-Hand style shown

1�˃

%
m

%
S

.inimum Bore %iameter ���mm

)/
Steel shanL

'igure�2 Right-Hand style shown

.inimum Bore %iameter ���mm

10°

D
m

D
S

0.7

0.7

0.5

■ T.N SeriesɹI% TIreading

■ T.N Series � ToolIolders

■ T.N Series � Inserts

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

ᶗ��

10_総合ｶﾀﾛｸﾞ_2019_vol6_,_英語版.indd   17 2019/06/04   13:35:19



5hreading

ⴺ 1st thread Xhirl at taper part
ⴼ 3otate the Car 1�� a˃nd Xhirl the 2nd thread on same part as ⴺ
ⴾ 5hread Xhirl Xhole straight part
ⵀ 5hread Xhirl at WerZ last part to get tXo�eYits after CacL of Car has Ceen CacLed up a 

half lead 	one pitch
 and rotated 1��˃

5hread 8hirling

/5,�s uniRue patented design technologZ maLes
precise and correct inserts possiCle the first time
XitIout any redesign or reNanufacturing eWen if it
is a Nultiple�lead tIread

5he sharper cutting edges produce a Cetter
surface finish and longer tool life than
competitor�s inserts

'eatures

$an reduce cZcle time CZ more than half
 /5, can achieWe Xhat other competitors cannot

%ouCle�lead tIreads Triple�lead tIreads
Work Bone screw Worm gear

Work material Ti-6Al-47 ELI brass

Work  
appearance

Insert  
appearance

MaKor Dia. П4.0ᶱ П�.0ᶱ
Minor Dia. П2.4ᶱ П4.�ᶱ

Lead
<PitchʷNo. of Lead>

3.42ᶱ
(1.�1ᶱʷ2)

4.�ᶱ
(1.63ᶱʷ3)

'orN %ouCle�lead or .ultiQle�lead Xith Single 1ass

%ouCle�lead #one ScreX 1rocess &YaNQle

New Double-lead video is on
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No. of teeth
Conditions � � �
Main spindle RPM 1� ô �� 10 ô 25 � ô 15 Faster RPM reduces machining time

Whirling cutter RPM 1��� ô ����

Feed Rate SaNe as tIreadôlead

Bar stock П ɷП1��� � ɷП5.0 � For cutter with П12ᶱ ID

Work Material Tİô�"lô�7 &-I � SUS31� � TitaniuN

SQecial *teN CaQaCility

&Wen though almost all Cone screX shapes are special /5, thread Xhirling inserts 
can maLe the correct shape of thread the first time Xithout anZ redesign or 
remanufacturing

Inserts Xill Ce deliWered in � XeeLs after the order is receiWed
8ithin a 3 XeeL time period eYpedite deliWerZ is aWailaCle Xith an eYpedite fee
BasicallZ /5, thread Xhirling inserts are ground Xith topping and coated

'ormula for calculating thread Xhirling process time

"QQlicaCle 5hread GeoNetry 	"QQroYiNated


3ecoNNended Cutting Conditions

●Helix Angle ~About 30°
　（Subject to machine and spindle specifications）

●Thread Height ~About 2.5mm

●Pitch ~About 6.0mm
（Lead）●Depth of Cut ~About 4.0mm per side

●Lead ： 1-3 leads

●Bar Stock Diameter
　~About φ10mm
　（For cutters with 12mm ID）

5he geometries shoXn aCoWe are approYimated and could WarZ CZ actual applications

&Y�
 %ouCle lead � ��ᶱ length � 2��4 lead 	2ʷ1�2� pitch
 � 3� rpm

ʢ̩Secondsʣ́ .ain spindle rpm ʷ 'eed rate 	5hread lead

�� ʷ 5hread length

ʢ̩Secondsʣ́ ʹ 4� Seconds3� ʷ 2��4
�� ʷ ��
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5hreading

P.C.D. P.C.D.

П П П П

P.C.D.

П П

P.C.D. P.C.D.

П П П П

Type 1 Type 2
2uickôchange

.achine
maLe .odel -ocation Spindle

maLe Spindle model )eliY angle /5,
5hread Xhirling systeN StocL /o� of

tooth
П
ʢᶱʣ 5Zpe П P�$�%� .ount adapter Colt

C*5*;&/

ĔûúùôĝĐĐĐ ĎĨĵĮ

ĊĐěĐġČĕ

ĉěĞôû÷÷÷ ÷ ô˃ øü˃

58C�C����)1� ˔ � П�� � Пûý Пúü Ĕúēù÷/ēù÷Č/ēù÷ğ ĎĨĵĮ
ĉěĞôú÷÷÷
ĉěĞôúø÷÷ ÷ ô˃ øü˃

ēúù/ēúùğ ĉěĞôúø÷÷ ÷ ô˃ øü˃
ċùü

ĎĨĵĮ

ĉěĞôý÷÷÷ ʶùü˃

58C�C����)1� 
58C�C����)1� 
58C�C����)1�ô%��

˔ 
˔ 
˔

� 
� 
�

П�� 
П�� 
П��

� Пúú Пû÷
Ĕú 

(ėĹĶĽİīĬī ľİĻį 
ĺķİĵīĳĬ)

ēúùğ
ēù÷ğ ĉěĞôü÷÷÷ ʶùü˃
Ĕøý ÷ ô˃ øü˃
Ĉù÷

ĉěĞôù÷÷÷ ʶùü˃

Ĉúù
ēù÷/ēù÷ğ
ēúù/ēúùğ

Ĕù÷
Ĕúù
Ċúù

ĉěĞôø÷÷÷
ʶùü˃ēù÷

Ĕù÷ �ù÷ ô˃ ôùü˃
Ĕúúù ʶùü˃

Ċøù/øý ĎĨĵĮ

ĊĐěĐġČĕ

ēěę÷øþ÷

ʶøü˃ 58C�C����1� ˔ � П�� � Пúþ Пú÷.ü ĊĚ÷úø÷(Ĕú)Ĕøù/øý
ěļĹĹĬĻ

ēěę÷øùÿ/ēěę÷øýÿ
Ĕøù/øýĐĐĐ ĔĚĞø÷ü
Ĕù÷/úùĐĐĐ ĒĚĞøø÷

ēù÷ ĎĨĵĮ ēěę÷øÿú ʶøü˃ 58C�+����1� � П�� � Пû÷ Пúù.ü ďôĔû ʷ øùĔù÷/úù
Ĕù÷/úù ěļĹĹĬĻ ēěę÷øýĀ

Ēøý ĈĻĻĨĪįĴĬĵĻ

ėĊĔ

ĎĚĞôø÷ø ʶøü˃ 58C�1����)1�ô%� � П� � Пúù Пùý
Ĕû

(ėĹĶĽİīĬī ľİĻį 
ĺķİĵīĳĬ)

ēù÷ ĎĨĵĮ ēĚĞôø÷øôēù÷
ʶø÷˃ 58C�1����1� ˔ � П�� � Пû÷ Пúù.ü

Ĕû
(ėĹĶĽİīĬī ľİĻį 

ĺķİĵīĳĬ)
Ĕøù/øý ěļĹĹĬĻ ĔĚĞôø÷ø
Ĕù÷/Ĕúù ĒĚĞôø÷ø

S5"3

ĚĞôøù

ĈĻĻĨĪįĴĬĵĻ

ĚěĈę

ø÷øüĀ ʶù÷˃ 58C�S����)1� ˔ � П� � Пúÿ Пùþ ĊĚ÷úø÷(Ĕú)
ČĊĈĚôøù/ù÷ üûøþÿ ʶø÷˃

58C�S����1� ˔ � П�� � Пû÷ Пúú ĊĚ÷ûøûÿĚ(Ĕû)

Ěĉôù÷ę ÷Ĕøþø ôù÷ ô˃ ÷˃
Ěęôù÷đ/ù÷ęĐĐĐ
ù÷ęĐĝ/úùđĐĐ ýÿøþù ôù÷ ô˃ ÷˃

Ěęôúÿ ø÷øþù ʶø÷˃
ČĊĈĚôù÷ě

ěļĹĹĬĻ

üĀøþù ôù÷ ô˃ ÷˃
ČĊĈĚôúùě üÿøþø ʶù÷˃

Ěěôúÿ ûúøüý ʶù÷˃
Ěĝôøù ûüøþù ʶø÷˃

Ěĝôù÷/Ěĝôù÷ę ûùøþú ʶø÷˃
Ěĝôúù ûúøþù ʶø÷˃
Ěĝôúÿę ûúøüý ʶù÷˃

5S6G".*

ĉďù÷/ĉďúÿ ěļĹĹĬĻ

ěĚĜĎĈĔĐ

úùýúôĠûÿø ʶø÷˃ 58C�5S����1� ˔ � П�� � Пüù Пûù ĊĚ÷üøü(Ĕü)
ĉĚù÷ ĈĻĻĨĪįĴĬĵĻ úùøûôĠøúþø ʶø÷˃ 58C�5S�����1� � П�� � Пü÷ Пû÷ ĊĚ÷üøü(Ĕü)

ĚĚù÷öĚĚùýöĚĚúù
ĉ÷ùýüöĉ÷ùýýôĐĐ
ĉ÷úùüöĉ÷úùýôĐĐ

ĈĻĻĨĪįĴĬĵĻ

úùýÿôĠûü÷ 
úùýÿôĠûüø

÷ ô˃ ø÷˃ 58C�5S����)1� ˔ � П�� � Пüù Пûû ĊĚ÷üù÷(Ĕü)

÷ ô˃ ù÷˃ 58C�5S����)1� ˔ � П�� � Пüù Пûû ĊĚ÷üù÷(Ĕü)
Ěù÷ü/Ěù÷ý úùÿøôĠûü÷ 

úùÿøôĠûüø
÷ ô˃ ùü˃ 58C�5S����)1� ˔ � П�� � Пüù Пûû ĊĚ÷üøü(Ĕü)ĉ÷øùú/ĉ÷øùû/ĉ÷øùü/

ĉ÷øùýôĐĐ/ĐĐĐ
ĉ÷ù÷ú/ĉ÷ù÷û/ĉ÷ù÷ü/
ĉ÷ù÷ü/ĉ÷ù÷ýôĐĐ/ĐĐĐ

úùù÷ôĠýüû÷ 
úùù÷ôĠýüûø ÷ ô˃ ú÷˃ 58C�5S����)1� ˔ � П�� � Пüù Пûû ĊĚ÷üøü(Ĕü)

ĚĚù÷/ĚĚùý/ĚĚúù úùýÿôĠùþø ÷ ô˃ ø÷˃ 58C�5S����1�#, � П�� � Пüù Пúÿ ĊĚ÷üøü(Ĕü)
÷ ô˃ ù÷˃ 58C�5S����1�#, � П�� � Пüù Пúÿ ĊĚ÷üøü(Ĕü)

ĚĚù÷þ/ĚĚùýþ/ĚĚúùþ ʵ ĜĺİĵĮ ĉôĨĿİĺ ÷ ô˃ øü˃ 58C�5S����)1� ˔ � П� � Пø÷ čĶĹ ĺİĵĮĳĬôĪĶĹĵĬĹ 
İĵĺĬĹĻĺ Ķĵĳŀ

5hread 8hirling SysteN

Type 3
2uickôchange
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P.C.D.

φφ

Type 4

П

Type �

П

Type �

φ φ

Type 5

.achine
maLe .odel -ocation Spindle

maLe Spindle model )eliY angle /5,
5hread Xhirling systeN StocL /o� of

tooth
П
ʢᶱʣ 5Zpe П P�$�%� .ount adapter Colt

503/0S

ċČĊĖ ø÷/ø÷Ĩ

ĈĻĻĨĪįĴĬĵĻ ěĖęĕĖĚ

ùùûôøĀ÷÷
ʶøü˃ 58C�50�����)1� � П�� � Пûù Пúù ĊĚ÷ûø÷(Ĕû)

ČĽĶ ċČĊĖ ø÷/ø÷ ùûùôøĀ÷÷
ċČĊĖ øúĨ/øúĬ ùùýôøĀ÷÷

ʶøü˃ 58C�50�����1� � П�� � Пû÷ Пúø ĊĚ÷ûø÷(Ĕû)
ČĽĶ ċČĊĖ øý/ø÷ ùûúôøĀ÷÷
Ěľİĺĺ Ěěùý ùûýôøĀ÷÷
ċČĊĖ ù÷Ĩ ùùúôøĀ÷÷
ċČĊĖ ùýĨ ùùüôøĀ÷÷
ĚİĮĴĨ ù÷ ùúûôùþü÷

ʶùü˃ 58C�50�����1�ô%�� � П�� � Пü÷ Пû÷ ĊĚ÷ûø÷(Ĕû)
ĚİĮĴĨ úù ùúýôùþü÷

)"S&G"8" đĚôøĞ ʵ ďĈĚČĎĈĞĈ ʵ ÷ ô˃ ù÷˃ 58C�)"�����1� � П�� � ПĀû Пþý ĊĚ÷ýù÷(Ĕý)

7arious .achines ĞěĖ

ûùĉđ ôùù˃˞ø 58C�85��#+��%��3)˞� � П�� � ʵ ʵ ʵ

üûĉđ 
ú÷˃ 58C�85��#+��%��3)˞� � П�� � ʵ ʵ ʵ

ú÷˃ 58C�85��#+��%��3)˞� � П�� � ʵ ʵ ʵ

■Spare Insert Holder 	Cartridge


Item numCer /o� of tooth П
	ᶱ
 $ompatiCle cutters

58C�)1� � 12 'or 5Zpe 2 and 5Zpe 3ㅢ

58C�)1� � 12 'or 5Zpe 2 and 5Zpe 3ㅢ

58C�)1��%�� � 12 'or 5Zpe �

■Spare Parts

%escription Item numCer

Insert Screw
For 4ᶱ thick inserts 'S*������ʷ���
For 6.5ᶱ thick inserts 'S*������ʷ���
Wrench 5���

Insert Holder Mounting Bolt CS�����5̬Note� Insert holder comes with insert screws and wrench
　　　Insert holder mounting screw is not included
ㅢ  Cannot be used for TWC�TS20550P2, TWC�TO12050P2-D1� and TWC�HA225�4P2

ᶃ Loosen the Mounting Screws ᶄ  Rotate the Insert Holder 10 degrees ᶅ Detach the Insert Holder without
removing the Mounting Screws

Insert )older.ount "dapter

InsertInsert )older .ounting ScreX

/5,ʟs Xhirling insert holder can Ce attached and detached Xithout remoWing mounting screXs

"dapter .ounting ScreX

/5,�s 6niRue "ttachNent SysteN

P.C.D.

φ φ

Type 6
2uickôchange

П П

P.C.D.

Type �

˞1　Would be changed by spindle
˞2　Designed for 6.5mm thickness inserts
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5hreading

/5, &YQeriences and Solutions &YaNQle

Item numCer IS0 Standard P e r4 r�
Supposition
material %ia�

$oated $arCide
;.3

58�����)"����%��

ISO5�35

HA1.5 1.5 �ɻ ��1� 1.1 �ɻ ��1 0.5 0.1 0.3 0.1 35� 3�

П�

˔
58�����)"����%�� HA2.0 2.0 �ɻ ��1� 1.3 �ɻ ��1 0.6 0.1 0.4 0.1 35� 3� ˔
58�����)"����%�� HA2.� 2.� �ɻ ��1� 1.� �ɻ ��1� 1 0.1 0.6 0.2 35� 3� ˔
58�����)"����%�� HA3.5 3.5 �ɻ ��1� 2.4 �ɻ ��1� 1.25 0.1 0.� 0.2 35� 3� ˔
58�����)"����%�� HA4.0 4.0 �ɻ ��1� 2.� �ɻ ��1� 1.5 0.1 0.� 0.2 35� 3� ˔
58�����)"����%�� HA4.5 4.5 �ɻ ��1� 3.0 �ɻ ��1� 1.�5 0.1 1 0.3 35� 3� ˔
58�����)"����%�� HA5.0 5.0 �ɻ ��1� 3.5 �ɻ ��1� 1.�5 0.1 1 0.3 35� 3� П10 ˔
58�����)#����%�� HB4.0 4.0 �ɻ ��1� 1.� �ɻ ��1� 1.�5 0.1 0.� 0.3 25� 5� П� ˔
58�����)#����%�� HB6.5 6.5 �ɻ ��1� 3.0 �ɻ ��1� 2.�5 0.2 1.2 0.� 25� 5� П10 ˔
58�����)C����%��

ISO�26�

HC2.� 2.�� to 2.� 2.03 to 2.1� 1.06 0.1max ʕ ʕ ʕ ʕ

П�

58�����)C����%�� HC3.5 3.43 to 3.53 2.51 to 2.64 1.2� 0.1max ʕ ʕ ʕ ʕ
58�����)C����%�� HC3.� 3.�� to 3.�1 2.�� to 2.�2 1.2� 0.1max ʕ ʕ ʕ ʕ
58�����)C����%�� HC4.2 4.0� to 4.22 2.�5 to 3.25 1.2� 0.1max ʕ ʕ ʕ ʕ
58�����)%����%�� HD4.0 4.0ʶ0.03 2.�2ʶ0.03 1.5� 0.1 ʕ ʕ 45� 10�
58�����)%����%�� HD4.5 4.5ʶ0.03 2.�2ʶ0.03 2.1� 0.1 ʕ ʕ 45� 10�

Screw head
Screw head

60˃ Screw head

IS0��3� )" IS0��3� )B IS0�2�� )$ IS0�2�� )%
.etric dimensions

	/ote� .ust use 5hread Xhirling cutters Xith 12ᶱ П%m dimension� See page 61�ô1� to find П%m for each cutter�


;.�;.�
;M3 is our basic grade for NTK thread whirling
;M3 offers excellent surface finish
NTK can make inserts with other coatings to meet customers demands

  Two insert combination brings absolute flat on OD to
meet the drawing

  NTK�s Thread Whirling system can
machine small diameter multi-lead
screws to spec, with lower tool
pressure, by using several types of
specially designed and accurately
ground inserts on the cutter.

Single�lead %ouCle�lead %ouCle�lead
'or aCsolute flat on 0% 'or tiny thread

#asic *nsert Grade

Standard 5hread 8hirling *nserts 	tXo�sided
 for .edical *S0 Style 5hreads 4mm thicLness insert
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"QQlication &YaNQles

5riQleôlead 8orN Gear
8ork .aterialɿ#rass

Bar Stock Dia. П�.0 /umCer of start 3
MaKor Dia. П�.0 Helix Angle 14.6˃
Minor Dia. П4.� Hand of thread Left

Cutting condition
Main Spindle Speed

ʢrpmʣ 20 Speed of whirling cutter
ʢrpmʣ 3,500

Lead � Feed
(mm/rev) 4.� 3esult OK

.ulti�lead threads common in the 8orm (ear industrZ are made 
CZ a forming or cutting process� 5he large heliY angle is difficult 
to machine Xith single�point threading�
/5, noX maLes thread Xhilring inserts for multi�lead threads� 
$Zcle time is reduced Xith a one pass process and thread form 
dimensions are staCle Xith the loX tool pressure�

Singleôlead #one ScreX
8ork .aterialɿ31�SS

Bar Stock Dia. П�.0 Number of start 1
MaKor Dia. П3.45 Helix Angle �.5˃
Minor Dia. П2.6� Hand of thread Right

Cutting condition
Main Spindle Speed

ʢrpmʣ 23 Speed of whirling cutter
ʢrpmʣ 2,000

Pitch � Feed
(mm/rev) 1.24 3esult OK

/5,
5hread 8hirling 2��� pcs

Competitor�s Thread 
Whirling 　1000 pcs

Some thread Xhirling manufacturers offer �ôteeth or 12ôteeth sZstems 
too manZ teeth cause chip pacLing issues and more tool pressure� 'eXer 
teeth means greater cZcle time� /5, concluded that �ôteeth is the Cest 
configuration� 0ur customers can run 1�� times faster and get longer tool life�

Singleôlead #one ScreX
8ork .aterialɿTiô�"lô�W &-I

Bar Stock Dia. П5.0 Number of start 1
.aKor %ia� П2�3 Helix Angle 5.3˃
.inor %ia� П1�� Hand of thread Right

Cutting condition
Main Spindle Speed

ʢrpmʣ 30 Speed of whirling cutter
ʢrpmʣ 3,100

Pitch � Feed
(mm/rev) 0.5� 3esult OK

/5,
5hread 8hirling 22�� pcs

5his thread is up to 32 mm length Xith a small pitch� $Zcle time 
could Ce increased Xith a single�point threading tool� /5,�s 
inserts designed for loXer tool pressure ran 22�� pcs�corner at 
3� rpm of Car stocL 	'1����
� It onlZ tooL 11� seconds to finish 
a 32 mm length thread�

%ouCleôlead #one ScreX
8ork .aterialɿTiô�"lô�W &-I

Bar Stock Dia. П�.� /umCer of start 2
MaKor Dia. П4.5� Helix Angle 23.0˃
Minor Dia. П3.05 Hand of thread Right

Cutting condition
Main Spindle Speed

ʢrpmʣ 12 Speed of whirling cutter
ʢrpmʣ 2,500

Lead  � Feed
(mm/rev) 5.0� 3esult OK

/5,
5hread 8hirling %raNatically iNproWed productiWity

Competitor�s Thread 
Whirling 　

Cannot complete with single 
pass. ReRuires feeding stock 
multiple times and two passes 
for threading each time.

5he customer could not get perfect douCle lead thread form in 
single pass from other manufacturers� /5, got perfect thread 
form Xith a single pass on first trial saWing cZcle time� 

%ouCleôlead #one ScreX
8ork .aterialɿTiô�"lô�W &-I

Bar Stock Dia. П�.5 /umCer of start 2
MaKor Dia. П4.0 Helix Angle 2�.5˃
Minor Dia. П2.5 Hand of thread Right

Cutting condition
Main Spindle Speed

ʢrpmʣ 15 Speed of whirling cutter
ʢrpmʣ 3,500

Lead � Feed
(mm/rev) 5.5 3esult OK

/5,
5hread 8hirling %raNatically iNproWed productiWity

Competitor�s Thread 
Whirling 　

Cannot complete with single 
pass. ReRuires feeding stock 
multiple times and two passes 
for threading each time.

/5, thread Xhirling succeeded in douCle lead screX machining Xhen 
one of the maKor thread Xhirling suppliers has failed manZ times�

%ouCleôlead #one ScreX
8ork .aterialɿTiô�"lô�W &-I

Bar Stock Dia. П6.35 /umCer of start 2
MaKor Dia. П3.0 Helix Angle 15.4˃
Minor Dia. П2.1 Hand of thread Right

Cutting condition
Main Spindle Speed

ʢrpmʣ 11 Speed of whirling cutter
ʢrpmʣ 2,200

Lead  � Feed
(mm/rev) 2.2 3esult OK

/5,
5hread 8hirling %raNatically iNproWed productiWity

Competitor�s Thread 
Whirling 　

Cannot complete with single 
pass. ReRuires feeding stock 
multiple times and two passes 
for threading each time.

$ustomer Xas concerned Xith stocL rigiditZ and long cZcle 
time� /5, applied three geometrZ inserts to achieWe single pass 
machining in dramaticallZ short time� 5he up�sharp cutting edges 
and loX cutting pressure produced �eYcellent� surface finish�
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ShaQer

S)"1&3 %60

CoNQarison Chart of )&9 SocLet .achining

5ool Pressure $Zcle 5ime 'leYiCilitZ 5ool $ost

Shaper %uo

˕ ˚
＊ Can be off-set by

over-wrapping operation

˓ ˕
 Less tool pressure-especially

on small diameter parts
 One size can cover several

socket sizes

Broach 5ool ˚ ˓ ⁇ ˚  Need to have tools for each
socket size

5ool Pressure $Zcle 5ime 5ool $ost )igh speed spindle Program

Shaper %uo

˕ ˕ ˕ Not 
necessary Simple

 No high speed spindle
needed

 A lot less cycle time

&nd milling ˓ ⁇ ˚ Necessary Complicated  Need high speed spindle
 Time consuming process

NoX aWailaCle for HeYaloCular	��loCe
 Socket
Perfect fit for Cack spindle of SXiss NacIine
"cIieWes good corner edge sIarpness

 SNall diaNeter endNill driWen Cy IigI�speed spindle is popular Xay to create HeYaloCular	��loCe
 socket�
It Ias soNe fleYiCility Cut needs IigI speed spindle unit and it is a tiNe consuNing process�

SH"P&3 %U0 can Nake HeYaloCular	��loCe
 socket faster and siNpler�

 3otary�CroacI is an efficient Xay for HeYagon socket�
#ut tool pressure is IigI and often it pusIes part too Iard�

 SH"P&3 %U0 systeN enaCles less tool pressure and proWides Cetter tolerance XitI less cost�

-ess tool pressure tIan 3otary�#roacIing
&asy to adKust for correct diNension
&conoNical douCle�ended insert Car 	&Ycept for HeYaloCular


˙)eYagon SocLet˙)eYaloCularɹSocLet ˙SRuare SocLet

CoNQarison Chart of )eYaloCular SocLet .achining

+�

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

11_総合ｶﾀﾛｸﾞ_2019_vol6_-_英語版.indd   2 2019/05/10   14:35:04



'inish and deCurr Xith the same drill as in processᶄ
ˑ3educe cutting conditions due to heaWZ interruption

%eCurringᶇ

ᶄ

Select a drill Xith same or smaller ʢ� ʙ ���1mmʣ dia� as "' and machine 
a Cit deeper Cecause Currs maZ cause chipping on shaper insert

 %rilling 	1ilot hole
ᶃ

.aLe a center hole Xhich is smaller 
than pilot hole drill�

Center drilling

$hamfer Xith the same pilot hole drill as ᶃ 

ChaNferingᶆ
.achine socLet rotating �� degrees 
� times

ShaQer toolᶅ
1rocess Chart

S)"1&3 %60 1rocess Chartɹ�)eYagonal�

)&9 
Standard 5ool

Pilot Core
 %ia�

Starting ʠ9ʡ 
position 

/umCer of passes &stimated cZcle time �

'inal ʠ9ʡ 
position

3oughing
pass 

���2�ᶱ

'inishing 
pass 

�����ᶱ

IS0 2�3� 
standard depth of 

)eY hole
8hole

 process 
ᶃȂᶇ

Processᶆ 
Shaper

	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ

ďČğ ø.ü SS1���/����) ø.ü ø.ûþ ø.þú ý ø ù úĀ ĺĬĪ øû ĺĬĪ
ďČğ ù.÷ SS1���/����) ù.÷ ø.Āü ù.úø ÿ ø ù.ü ûû ĺĬĪ øý ĺĬĪ
ďČğ ù.ü SS1���/����) ù.ü ù.ûÿ ù.ÿĀ Ā ø ú ü÷ ĺĬĪ ù÷ ĺĬĪ
ďČğ ú.÷ SS1���/����) ú.÷ ù.Āü ú.ûý øø ø ú.ü üü ĺĬĪ ùú ĺĬĪ
ďČğ û.÷ SS1���/����) û.÷ ú.Āý û.ýù øû ø ü þú ĺĬĪ úú ĺĬĪ
ďČğ ü.÷ SS1���/����) ü.÷ û.Āý ü.þþ øþ ø ý Ā÷ ĺĬĪ ûý ĺĬĪ
ďČğ ý.÷ SS1���/�����) ý.÷ ü.Āþ ý.Āú ù÷ ø ÿ øøþ ĺĬĪ ýú ĺĬĪ
ďČğ ÿ.÷ SS1���/�����) ÿ.÷ þ.Āÿ Ā.ùû ùý ø ø÷ øüü ĺĬĪ Āù ĺĬĪ

＊Pilot bore diameter is same or smaller(0-0.1mm) as AF.
＊Using Carbide drill

＊Shaper cutting conditions　　 Feed � 3000 ᶱ/min 
DOC � 0.025 ᶱ (Roughing), 0.005 ᶱ (Finishing)

S)"1&3 %60 1rocess Chartɹ�)eYaloCular�

SocLet Si[e 5ool
Pilot Core

 %ia�
Starting ʠ9ʡ 

position 

/umCer of passes &stimated cZcle time �

'inal ʠ9ʡ 
position

3oughing
pass 

���2�ᶱ

'inishing 
pass 

�����ᶱ

IS01���4
Stadard depth of 
)eYaloCular hole

8hole
 process 

ᶃȂᶇ
Processᶆ 

Shaper
	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ


ěý SS1���/��5�� ø.øü ø.øû ø.þü øú ø ø.ÿù üø ĺĬĪ ùú.ù ĺĬĪ
ěþ SS1���/��5�� ø.úÿ ø.úü ù.÷ý øü ø ù.ûû üĀ ĺĬĪ ùÿ.ù ĺĬĪ
ěÿ SS1���/��5�� ø.ýù ø.üĀ ù.û÷ øþ ø ú.÷ü ýþ ĺĬĪ úú.ÿ ĺĬĪ
ěø÷ SS1���/��5�� ø.Āù ø.ÿĀ ù.ÿ÷ øĀ ø ú.üý þü ĺĬĪ úĀ.ü ĺĬĪ
ěøü SS1���/��5�� ù.ú÷ ù.ùĀ ú.úü ùù ø ú.ÿø ÿû ĺĬĪ ûý.ù ĺĬĪ
ěù÷ SS1���/��5�� ù.þø ù.ýĀ ú.Āü ùý ø û.÷þ Āû ĺĬĪ üü.û ĺĬĪ
ěùü SS1���/��5�� ú.øú ú.÷Ā û.ü÷ ùĀ ø û.ûü ø÷ü ĺĬĪ ýú.ÿ ĺĬĪ
ěùþ SS1���/��5�� ú.üù ú.üø ü.÷þ úù ø û.þ÷ øøü ĺĬĪ þø.ÿ ĺĬĪ
ěú÷ SS1���/��5�� ú.Āø ú.ÿĀ ü.ý÷ úü ø û.Āü øùü ĺĬĪ ÿ÷.ù ĺĬĪ

＊Using Carbide drill ＊Shaper cutting conditions　　 Feed � 3000 ᶱ/min 
DOC � 0.025 ᶱ (Roughing), 0.005 ᶱ (Finishing)

SleeWesçç,�ɾ,�

Program &Yampleçç+�ɾ+�

Feed � 3000 mm/min
DOC � Roughing ʜ 0.025 mm ʴ Finishing ʜ 0.005 mm

3elease oWer � degree

12�˃

"'

3ecoNNended Cutting Conditions

+�
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Holder => K9

Holder => K9



ShaQer

4�
��

�˃

��

3�B

"

Item /umCer SocLet Si[e
)eYaloCular SocLet

Pilot Bore %ia $oated $arCide
�

" B
	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 5.4

SS1���/��5�� ěý ý ø.þü ø.ùþ Пü ù.ü ø.÷ÿ ø.÷Ā ù.û Пø.øü ˔
SS1���/��5�� ěþ ô ô ô Пü ú.ø ø.ùþ ø.ùĀ ù.û Пø.úÿ ˔
SS1���/��5�� ěÿ ÿ ù.û ø.þü Пü ú.ý ø.ûÿ ø.ü÷ ù.û Пø.ýù ˔
SS1���/��5�� ěø÷ ø÷ ù.ÿ ù.÷ü Пü û.ø ø.ýþ ø.þ÷ ù.û Пø.Āù ˔
SS1���/��5�� ěøü øü ú.úü ù.û Пü û.ú ù.÷û ù.ø÷ ù.û Пù.ú÷ ˔
SS1���/��5�� ěù÷ ù÷ ú.Āü ù.ÿü Пü û.ý ù.ûø ù.ü÷ ù.û Пù.þø ˔
SS1���/��5�� ěùü ùü û.ü ú.ùü Пü ü.÷ ù.þÿ ù.Ā÷ ù.û Пú.øú ˔
SS1���/��5�� ěùþ ô ô ô Пü ü.ü ú.øü ú.ú÷ ù.û Пú.üù ˔
SS1���/��5�� ěú÷ ú÷ ü.ý û.÷ü Пü ü.ü ú.üù ú.þ÷ ù.û Пú.Āø ˔

˞Caution� Due to the tolerance, it might not pt into the holder which is made by other company.

Single-sided

*nsert #arɹ�)eYaloCular�

SleeWesçç,�ɾ,�

�˃

3���
12�˃"'

Item /umCer
Base "' )&9 Standard

si[e range "' range $oated $arCide

	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 5.4
SS1���/����) ďČğ ø�ü ďČğ ø.ü ô ù.÷ ø.û ô ù.÷ Пù ü÷ ú.÷ ø.ÿ ø.ø ÷.ÿ ÷.û÷ ˔
SS1���/����) ďČğ ù�÷ ďČğ ù.÷ ô ù.ü ø.Ā ô ù.ý Пù ü÷ ú.÷ ø.ÿ ø.û ø.ø ÷.üü ˔
SS1���/����) ďČğ ú�÷ ďČğ ù.ü ô ú.ü ù.û ô ú.ý Пú ü÷ û.÷ ù.ÿ ø.Ā ø.ý ÷.ÿ ˔
SS1���/����) ďČğ û�÷ ďČğ ú.ü ô û.ü ú.û ô û.ý Пû ý÷ ü.÷ ú.ÿ ù.û ù.ý ø.ú ˔
SS1���/����) ďČğ ü�÷ ďČğ û.ü ô ý.÷ û.û ô ý.ù Пü þ÷ ý.÷ û.ÿ ú.ù ú.û ø.þ÷ ˔
SS1���/�����) ďČğ ý�÷ ďČğ ý.÷ ô ÿ.÷ ü.Ā ô ÿ.ù Пý ÿ÷ øù.÷ ü.ý û.ù û.÷ ù.÷÷ ˔
SS1���/�����) ďČğ ÿ�÷ ďČğ ÿ.÷ ô øù.÷ þ.Ā ô øù.ù Пÿ ÿ÷ øý.÷ þ.ý ý.ù û.þ ù.úü ˔

˞Caution� Due to the tolerance, it might not pt into the holder which is made by other company.

*nsert #arɹ�)eYagon�

Double-sided

SleeWesçç,�ɾ,�

˔ɿStock

�˃

3���
��˃

"'

Item /umCer
Base "' "' range $oated $arCide

	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 	ᶱ
 5.4
SS1���/����S ù�÷ ø.Ā ô ù.ú Пù.÷ ü÷ û.÷ ø.ÿ ø.þ÷ ø.ý÷ ÷.þ÷ ˔
SS1���/����S ù�ü ù.ù ô ù.ý Пù.ü ü÷ û.÷ ù.ú ø.Āü ø.ÿ÷ ÷.ýü ˔
SS1���/����S ú�÷ ù.ü ô ú.÷ Пú.÷ ü÷ ý.÷ ù.ÿ ù.ù÷ ù.÷ü ÷.ýü ˔
SS1���/����S ú�ü ù.Ā ô ú.þ Пú.ü ý÷ ý.÷ ú.ú ù.þ÷ ù.ùü ÷.ý÷ ˔
SS1���/����S û�÷ ú.ý ô û.ý Пû.÷ ý÷ ÿ.÷ ú.ÿ ú.úü ú.÷ü ø.øü ˔
SS1���/�����S ü�÷ û.ü ô ü.û Пü.÷ þ÷ ø÷.÷ û.ÿ ú.Ā÷ ú.Āü ø.üü ˔
SS1���/�����S ý�÷ ü.ú ô ý.ý Пý.÷ ÿ÷ øù.÷ ü.ý û.þü û.ü÷ ø.þ÷ ˔
SS1���/�����S ÿ�÷ ý.ü ô ÿ.ø Пÿ.÷ ÿ÷ øý.÷ þ.ý ü.ÿ÷ ü.ü÷ ø.þ÷ ˔

˞Caution� Due to the tolerance, it might not pt into the holder which is made by other company.

*nsert #arɹ�SRuare�

Double-sided

SleeWesçç,�ɾ,�

+�
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Pilot-hole

˙0utside Nachine

˙*nside Nachine

˙  'or )eYaloCular Nachining
#asically saNe as )eYagonal socLet

ᶃ

ᶄ

ᶅ

ᶆ .achine )eYagonal shaQe

Set the insert Car in the sleeWe and checL the parallelism of
the flat portion of the sleeWe and the insert Car�

.inimi[e the oWerhang of the insert�

Set the sleeWe into the tool post and maLe sure the sleeWe is
set parallel�

.inimi[e sleeWe oWerhang�

 Increase the numCer of machining passes Xith smaller depth
of cut if the insert chips Xith large depth of cut�
	���2�mmʷ�pass is recommended

/o chamfering process is reRuired for measuring purpose�

 .easure the length of Coth <a> and <C> Xith comparator or
magnifier�

"dKust centerline height CZ rotating the sleeWe until Zou get
the same length for <a> and <C> �	5he difference should Ce
less than ���2mm

�  If the straight is not seen Xith increased passes please reset
the insert and the sleeWe�
Please maLe sure Coth the insert and the sleeWe are set up
correctlZ�

3un full )&9 machining program�

S)"1&3 %60 Set�uQ *nstructions ô)eYagonal

set the sleeWe to 
Leep parallel

Leep parallel

%�$65 part

+�
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ShaQer

)eYagon SocLet 1rograNNing Code &YaNQles froN .achine #uilders in .etric
)eY socLet si[e � Hex 3.0mm, AF(Final ʠ9ʡ position) 3.46mm, Depth 3.5mm
1ilot drill diaNeter � 3.0mm　Starting ʠ9ʡ position � 2���NN 	see cIart on +3
 
*nsert � SSP030N1�40N TM4
1araNeters �  Feed 3000mm/min, DOC(Roughing) 0.025mm, (Finishing) 0.005mm

.ake a prograN considering final ⁕9⁖position�
�1　Final ʠ9ʡposition　�　3.46mmʢAFʣ
�2　Finishing position of roughing　�　3.46ʵ0.01ʢFinishingʣ́ 3.45mm
�3　Calculate total DOC for roughing　�　3.45ʵ3.0ʢPilot holeʣ�0.45mm
�4　Determine number of cuts　�　0.45ʸ0.05ʢDOC for Dia.ʣ�　�.0 � 2 ʢround down to whole number and add ʠ2ʡ for program adKustmentʣ

ˠ Roughing seRuence runs　11 times
�5　Set starting point　�　3.45ʵ(0.05ʷ(11ʵ1)) � 2.�5mm � must subtract by ʠ1ʡ for program adKustment

N2100
G4 U0.02　ʜʜA
G�� G1 ;3.5 F3000　ʜʜB
G4 U0.02
U-0.2 W-0.01�　ʜʜC
G4 U0.02
G0 ;-2.0
G4 U0.02
U0.25　ʜʜD
M��

N2200
G�� G1 93.46 ;-2.0 F1000　ʜʜE
G4 U0.02
;3.5 F3000
G4 U0.02
U-0.2 W-0.01�
G4 U0.02
G0 ;-2.0
M��

SuC�PrograN Sequence �1 for 3ougIing

SuC�PrograN Sequence �2 for 'inisIing

M25　
M�� S0　ʜʜI
Shaper T����
G50 U1.6　ʜʜII
G0 92.�5 ;-2.0 T��　ʜʜIII
M�� P2100 L11　ʜʜI7
M�� P2200　ʜʜ7

M�� S60　ʜʜI
G0 92.�5 ;-2.0
M�� P2100 L11
M�� P2200

Repeat �a� program seRuence 4 more times 
to complete the cuts at S120, S1�0, S240, 
S300 (represents 120�, 1�0�, 240�, 300�).

M20
G0 ;-2.0
G50 U-1.6
G0 U0 W0 T0
M1

.ain PrograN Sequence

�a�

■ CITI;&N

O2100
G4 U0.02　ʜʜA
G�� G1 ;3.5 F3000　ʜʜB
G4 U0.02
U-0.2 W-0.01�　ʜʜC
G4 U0.02
G0 ;-2.0
G4 U0.02
U0.25　ʜʜD
M��

O2200
G�� G1 93.46 ;-2.0 F1000　ʜʜE
G4 U0.02
;3.5 F3000
G4 U0.02
U-0.2 W-0.01�
G4 U0.02
G0 ;-2.0
M��

SuC�PrograN Sequence �1 for 3ougIing

SuC�PrograN Sequence �2 for 'inisIing

M25
Shaper T����
G50 U1.6　ʜʜII
M�
G0 92.�5 ;-2.0 C0 T��　ʜʜI, III
M�� P2100 L11　ʜʜI7
M�� P2200　ʜʜ7

G0 C60.0　ʜʜI
G0 92.�5 ;-2.0
M�� P2100 L11
M�� P2200

Repeat �a� program seRuence 4 more times 
to complete the cuts at C120.0, C1�0.0, 
C240.0, C300.0 (represents 120�, 1�0�, 240�, 
300�).

G0 ;-2.0
G50 U-1.6
G0 T0
G2� W0 
M1

.ain PrograN Sequence

�a�

■ ST"3

O2100
G4 U0.02　ʜʜA
G�� G1 ;-3.5 F3000　ʜʜB
G4 U0.02
U-0.2 W0.01�　ʜʜC
G4 U0.02
G0 ;2.0
G4 U0.02
U0.25　ʜʜD
M��

O2200
G�� G1 93.46 ;2.0 F1000　ʜʜE
G4 U0.02
;-3.5 F3000
G4 U0.02
U-0.2 W0.01�
G4 U0.02
G0 ;2.0
M��

SuC�PrograN Sequence �1 for 3ougIing

SuC�PrograN Sequence �2 for 'inisIing

M105
M150
G2� H0　ʜʜI
M1�2
Shaper T����
G50 U1.6　ʜʜII
G0 92.�5 ;2.0 T��　ʜʜIII
M�� P2100 L11　ʜʜI7
M�� P2200　ʜʜ7
M1�3

G0 C60　ʜʜI
M1�2
G0 92.�5 ;2.0 
M�� P2100 L11
M�� P2200
M1�3

Repeat �a� program seRuence 4 more times 
to complete the cuts at C120, C1�0, C240, 
C300 (represents 120�, 1�0�, 240�, 300�).

M151
G0 ;2.0
G50 U-1.6 
G0 U0 W0 T0
M1

.ain PrograN Sequence

�a�

■ TSU(".I

I. Index the sub-spindle 6 times in 60 degree increments.
II.   Specify the coordinate system shift command (in 9 axis direction) for the tool. <2 x f, 

where f is tool dimension located in catalog>.
w   A positive direction shift is recommended for easier programming.

III. Execute the positioning of the tool.
w 9 position should be smaller than pilot drill diameter.
w   ; position should be offset 2.0 mm from material to achieve program feed rate.

I7. Go to the Sub-Program �1.
w   SeRuence runs 11 times. First cutting point 92.�5 and pnal cutting point 93.45, 

with 0.05 DOC (for diameter) each time. 

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

B.   Cut into part 3.5mm. F3000 is recommended feed to be used for most
materials� including Titanium Alloy and Stainless Steel. 

C.   This code backs off the tool with an angle greater than 6 degrees (10
degrees used in example). See page J3.

D. Return to the 9 position � 0.05mm (the DOC for diameter).
7. Go to the Sub-Program �2, for pnishing seRuence.

E.   Finishing operation with 0.005mm DOC (9 3.46) is recommended for better 
surface pnish.

˙1rograNNing tiQs
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)eYaloCular SocLet 1rograNNing Code &YaNQles froN .achine #uilders in .etric
)eYaloCular socLet si[e � Hexalobular T15 ʢdepthɿ3.�1mmʣ
1ilot drill diaNeter � 2.3mm
*nsert � SSP050N43T15 TM4
1araNeters �  Feed 3000mm/min, DOC(Roughing) 0.025mm, (Finishing) 0.005mm

.ake a prograN considering final ⁕9⁖position�
�1　Final ⁕9⁖position　�　3.35mm(A)
�2　Finishing position of roughing　�　3.35ʵ0.01ʢFinishingʣ́ 3.34mm
�3　Calculate total DOC for roughing　�　3.34ʵ2.3ʢPilot holeʣ�1.04mm
�4　Determine number of cuts　�　1.04ʸ0.05ʢDOC for Diaʣ�20.� � 2 ʢround down to whole number and add ʠ2ʡ for program adKustment)

ˠçRoughing seRuence runs　22 times 
�5　Set starting point　�　3.34ʵ(0.05ʷ(22ʵ1)) � 2.2�mm � must subtract by ʠ1ʡ for program adKustment

N2100
G4 U0.02　ʜʜA
G�� G1 ;3.�1 F3000　ʜʜB
G4 U0.02
U-0.2 W-0.01�　ʜʜC
G4 U0.02
G0 ;-2.0
G4 U0.02
U0.25　ʜʜD
M��

N2200
G�� G1 93.35 ;-2.0 F1000　ʜʜE
G4 U0.02
;3.�1 F3000
G4 U0.02
U-0.2 W-0.01�
G4 U0.02
G0 ;-2.0
M��

SuC�PrograN Sequence �1 for 3ougIing

SuC�PrograN Sequence �2 for 'inisIing

M25　
M�� S0　ʜʜI
Shaper T����
G50 U4.�　ʜʜII
G0 92.2� ;-2.0 T��　ʜʜIII
M�� P2100 L22　ʜʜI7
M�� P2200　ʜʜ7

M�� S60　ʜʜI
G0 92.2� ;-2.0
M�� P2100 L22
M�� P2200

Repeat �a� program seRuence 4 more times 
to complete the cuts at S120, S1�0, S240, 
S300 (represents 120�, 1�0�, 240�, 300�).

M20
G0 ;-2.0
G50 U-4.�
G0 U0 W0 T0
M1

.ain PrograN Sequence

�a�

■ CITI;&N

O2100
G4 U0.02　ʜʜA
G�� G1 ;3.�1 F3000　ʜʜB
G4 U0.02
U-0.2 W-0.01�　ʜʜC
G4 U0.02
G0 ;-2.0
G4 U0.02
U0.25　ʜʜD
M��

O2200
G�� G1 93.35 ;-2.0 F1000　ʜʜE
G4 U0.02
;3.�1 F3000
G4 U0.02
U-0.2 W-0.01�
G4 U0.02
G0 ;-2.0
M��

SuC�PrograN Sequence �1 for 3ougIing

SuC�PrograN Sequence �2 for 'inisIing

M25
Shaper T����
G50 U4.�　ʜʜII
M�
G0 92.2� ;-2.0 C0 T��　ʜʜI, III
M�� P2100 L22　ʜʜI7
M�� P2200　ʜʜ7

G0 C60.0　ʜʜI
G0 92.2� ;-2.0
M�� P2100 L22
M�� P2200

Repeat �a� program seRuence 4 more times 
to complete the cuts at C120.0, C1�0.0, 
C240.0, C300.0 (represents 120�, 1�0�, 240�, 
300�).

G0 ;-2.0
G50 U-4.�
G0 T0
G2� W0 
M1

.ain PrograN Sequence

�a�

■ ST"3

O2100
G4 U0.02　ʜʜA
G�� G1 ;-3.�1 F3000　ʜʜB
G4 U0.02
U-0.2 W0.01�　ʜʜC
G4 U0.02
G0 ;2.0
G4 U0.02
U0.25　ʜʜD
M��

O2200
G�� G1 93.35 ;2.0 F1000　ʜʜE
G4 U0.02
;-3.�1 F3000
G4 U0.02
U-0.2 W0.01�
G4 U0.02
G0 ;2.0
M��

SuC�PrograN Sequence �1 for 3ougIing

SuC�PrograN Sequence �2 for 'inisIing

M105
M150
G2� H0　ʜʜI
M1�2
Shaper T����
G50 U4.�　ʜʜII
G0 92.2� ;2.0 T��　ʜʜIII
M�� P2100 L22　ʜʜI7
M�� P2200　ʜʜ7
M1�3

G0 C60　ʜʜI
M1�2
G0 92.2� ;2.0 
M�� P2100 L22
M�� P2200
M1�3

Repeat �a� program seRuence 4 more times 
to complete the cuts at C120, C1�0, C240, 
C300 (represents 120�, 1�0�, 240�, 300�).

M151
G0 ;2.0
G50 U-4.� 
G0 U0 W0 T0
M1

.ain PrograN Sequence

�a�

■ TSU(".I

I. Index the sub-spindle 6 times in 60 degree increments.
II.   Specify the coordinate system shift command (in 9 axis direction) for the tool. <2 x f, 

where f is tool dimension located in catalog>.
w   A positive direction shift is recommended for easier programming.

III. Execute the positioning of the tool.
w 9 position should be smaller than pilot drill diameter.
w   ; position should be offset 2.0 mm from material to achieve program feed rate.

I7. Go to the Sub-Program �1.
w   SeRuence runs 22 times. First cutting point 92.2� and pnal cutting point 93.34, 

with 0.05 DOC (for diameter) each time.

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

B.   Cut into part 3.�1mm. F3000 is recommended feed to be used for most 
materials� including Titanium Alloy and Stainless Steel. 

C.   This code backs off the tool with an angle greater than 6 degrees (10 
degrees used in example). See page J3.

D. Return to the 9 position � 0.05mm (the DOC for diameter).
7. Go to the Sub-Program �2, for pnishing seRuence.

E.   Finishing operation with 0.005mm DOC (9 3.35) is recommended for better 
surface pnish.
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ShaQer

˙1roCleN� SteQ on sides

˙1roCleN� 8all dented

$ause�  Incorrect tool set�up 
	$enter�line shift


Solution �  .achine one angle and maLe sure Coth <a> and <C> lengths are identical rotating the sleeWe 
if necessarZ

$ause�  Pilot hole remaining
Solution �  /eed pilot hole tool`s offset

˙1roCleN� 8all taQered

Solution�  Smaller depth of cut
-ess tool oWerhang

˙1roCleN� ChucL is sliQQing � *nsert chiQQed

Solution�    3un at 3��� mm�min feed rate
Smaller depth of cut

3��� mm�min feed rate can coWer most materials including 5itanium alloZ and Stainless steel�
5oo sloX or too fast of a feed rate maZ cause eYcessiWe tool pressure for the XorLpiece and tool�

S)"1&3 %60 5rouCleshooting
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K
*% 5ooling

I% Tooling Tools  ʝʝʝʝʝʝʝʝʝʝʝ ,2
3ecoNNended Cutting Conditions  ʝʝ ,�
Tool -ist  ʝʝʝʝʝʝʝʝʝʝʝʝʝʝʝ ,�

-#. Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ,�
STIC, %U0 ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ,�
STIC, %U0 SP-"SH ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ,12
STIC, %U0 H:P&3 ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ,1�
.ogul #ar Series ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ,22
#oring #ar "daptors ʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜʜ ,33
.ulti ClaNp ToolIolders Series ʜʜʜʜʜʜʜʜʜʜ ,3�
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■.ulti ClaNp Series
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Coolant
TIrougI
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3ecoNNended Cutting Conditions
3ecoNNended *nsert Grade and Cutting Conditions

8ork .aterial

(rade
'eed 3ate	NN�reW


Cutting Speed
ʢN�Nin）

-#. STIC, %U0 .0(U- #"3

CoNNon NaNe +IS (# "ISI�"ST. ʙП3 П2�2 ʙП��2 П�ʙ

Low Carbon Steel
S10C

ʙ

S30C

10

ʙ

30

1010

ʙ

1030

7M1ɾ;M3
0.03

ʢ0.006 ʙ 0.03ʣ

;M3ɾTM4
0.05

ʢ0.02 ʙ 0.06ʣ

TM4
0.0�

ʢ0.03 ʙ 0.15ʣ
��     1��   1��

Carbon Steel
S45C

ʙ

S55C

45
ʙ

55

1045

ʙ

1055 7M1ɾ;M3
0.03

ʢ0.005 ʙ 0.03ʣ

;M3ɾTM4
0.05

ʢ0.01 ʙ 0.06ʣ

TM4
0.06

ʢ0.03 ʙ 0.12ʣ
��      ��    12�

Alloy Steel
SCr415

ʙ

SCr440

15Cr

ʙ

40Cr
5140

Stainless Steel
(Austenitic) SUS303 :1Cr1�Ni� 303

7M1ɾ;M3
0.03

ʢ0.005 ʙ 0.03ʣ

;M3ɾTM4
0.05

ʢ0.01 ʙ 0.0�ʣ

ST4
0.06

ʢ0.03 ʙ 0.12ʣ
��      ��    12�

Stainless Steel
(Austenitic)

SUS304
SUS316
SUS316L

0Cr1�Ni�
0Cr1�Ni12Mo2
00Cr1�Ni14Mo2

304
316
316L 7M1ɾ;M3

0.02
ʢ0.005 ʙ 0.03ʣ

;M3ɾDT4
0.03

ʢ0.01 ʙ 0.06ʣ

ST4
0.05

ʢ0.03 ʙ 0.12ʣ
��      ��    1��

Stainless Steel
(Ferritic)

SUS430
SUS430F

1Cr1�
:1Cr1�

430
430F

Stainless Steel
(Martensitic)

(Precipitation hardenic)

SUS440C
SUS630

�Cr1�
11Cr1�

�Cr1�Mo
440C

7M1ɾ;M3
0.02

ʢ0.005 ʙ 0.03ʣ

DT4ɾTM4
0.03

ʢ0.01 ʙ 0.05ʣ

ST4
0.05

ʢ0.03 ʙ 0.1ʣ
3�      ��      ��

Sulfur free cutting steel
Sulfur complex free 

cutting steel

SUM22
SUM23
SUM24L

:15
1213
1215
12L14

7M1ɾ;M3
0.03

ʢ0.006 ʙ 0.03ʣ

;M3ɾTM4
0.05

ʢ0.02 ʙ 0.1ʣ

TM4
0.06

ʢ0.03 ʙ 0.15ʣ
��     1��   1��

Electromagnetic soft 
iron

SU:-0
SU:-1
SU:-2

7M1ɾ;M3
0.03

ʢ0.005 ʙ 0.03ʣ

;M3ɾTM4
0.05

ʢ0.01 ʙ 0.0�ʣ

2M3
0.06

ʢ0.03 ʙ 0.12ʣ
2��   3��   3��

Electromagnetic 
stainless

7M1ɾ;M3
0.02

ʢ0.005 ʙ 0.03ʣ

;M3ɾDT4
0.03

ʢ0.01 ʙ 0.05ʣ

2M3
0.05

ʢ0.03 ʙ 0.1ʣ
��      ��      ��

High-carbon 
chromium bearing 

steel
SUJ2 GCr5 52100

7M1ɾ;M3
0.02

ʢ0.005 ʙ 0.03ʣ

;M3ɾDT4
0.03

ʢ0.01 ʙ 0.05ʣ

TM4ɾ;M3
0.05

ʢ0.03 ʙ 0.1ʣ
��      ��      ��

Titanium alloy 6AL-47
6AL-47ELI 

7M1
0.02

ʢ0.005 ʙ 0.03ʣ

TM4ɾDT4
0.04

ʢ0.02 ʙ 0.05ʣ

TM4ɾDT4
0.06

ʢ0.03 ʙ 0.1ʣ
3�      ��      ��

Aluminum alloy
A5052
A6061
A�025

5A02
�A0�

5052
�1�5

7M1
0.03

ʢ0.01 ʙ 0.05ʣ

;M3ɾTM4
0.06

ʢ0.02 ʙ 0.1ʣ

KM1ɾPD1
0.1

ʢ0.03 ʙ 0.15ʣ

CarCide
��     1��   2��

PC%
1��   2��   3��
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■ TIrougI Iole

'or chip control � chips can Ce eWacuated forXard

■ #lind Iole

Blind hole due to Car stocL 5Zpical inserts direct floX chips forXard� 5hen 
pacLed chips damage and CreaL cutting edge

'�� '1 and '( chipCreaLers Xill direct chips CacLXards 
and eliminate chipping on inserts

�/ote� 6se right�hand inserts Xith '�� '1 and '( chipCreaLer for right�hand Coring Cars
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5ool -ist

C)ô-#.

'igure�4 Left-Hand style shown10

22

%Sô-#.#
	%S )older


'igure�� Left-Hand style shown10

0.
0

A

-#."�-#."ôS

Right-Hand style shown

15

AA

-B."3 ôS
15

C5.0

15

AA

15

C5.0

15

AA

-B."3 -B."3 ô'

'igure $ode /o� Item /umCer StocL
%imensionsʢᶱʣ (age insert Spare Parts

$lamp ScreX 8rench
✔

✕

ø
���143� -#."3��SG9 ˔ � 10

1�
�5 10

0.0 Short Type
,�

LRISô4＊10PW CLRô15S
✔�4��311 3��S ˔ � 10 120 10

�4��32� 3��S ˔ � 12 120 12 LRISô4＊12PW

ù
�3�34�� -#."3�� ˔ � �

21.5 120

�
0.0
˞4

Short Type
Long Type

,�

LRISô4＊10 LLRô25S ✕
�3���4� 3�� ˔ � 10 10 LRISô4＊10PW CLRô15S

✔
�3�21�� 3�� ˔ � 12 12
�3��2�� 3�� ˔ � 16 16 LRISô4＊12PWú �3���31 -#."3��ô' ˔ � 10 10.0 120 10 10.0˞4

û ����1�4 C)ô-#.-����) ˔ � 10 12 100˞3 10 ˞1 LRISô4＊10PW CLRô15S
✔����1�2 -����) ˔ � 12 12

ü

�3����� %Sô-#.#-��' ˔ 14.000 13 13 �0˞3 �

˞2 LRISô4＊10PW CLRô15S
✔

�3���14 -��) ˔ 15.��5 15 15 100˞3 �
�3����� -��9˞5 ˔ 16.000 �5˞3 �
�3����� -�� ˔ 1�.050 1� 1�

120˞3

�
�3����� -�� ˔ 20.000 1� 1� �
�3����2 -��˞5 ˔ 22.000 21 21 �
�4�3441 -��ô.&5 ˔ 25.000 24 24 �
�3�3��� -�� ˔ 25.400 150˞3 �

˞̍　With an insert having the min, machining diameter of П3 1ɣ2.�5ᶱ　With an insert having any min, machining diameter than П3 1ɣ2.�5ᶱ
˞̎　With an insert having the min, machining diameter of П3ˠ6.35ᶱ　With an insert having any min, machining diameter than П3ˠ6.�5ᶱ
˞̏　WIth a short type insert mounted, the over all length(L1) becomes reduced by apporox. 4.0ᶱ
˞̐　WIth a short type insert mounted, f dimension becomes reduced by apporox. 4.0ᶱ
˞̑　Compatible with 16ᶱ / 22ᶱ round shank DS Series holders. DS-Sleeve˰

'igure�1 'igure�2 'igure�3

■-#. Seriesɹ.iniNuN Core diaNeter 1��ᶱʙ 3��ᶱ

■-#. Series � ToolIolders
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-#.%ôS
Short tZpe

12
.0

9.0

15.0

10
.0

Max Depth of cut

1.
25 2.
5

φ

θ
2

θ1

Max Depth of cut

〔Min Bore Dia.〕

LBMD1�30FLPB05S LBMD2035FLPB05S

LBMD1020FLPB05S LBMD1430FLPB05S

XitI cIipCreaker

LBMD2335FLPB05S shown

-#.
-ong tZpe

18.9

9.0
Max Depth of cut

12
.0

〔
9.
60
〕

1.
25 2.
5

θ1

φ
〔Min Bore Dia.〕

θ
2

Max Depth of cut

Max Depth of cut

9.0

18.9

12
.0

（
10
.0
）

9.0

18.9

12
.0

（
10
.0
）

〈Min. Bore Diameter 2.0mm〉

〈Min. Bore Diameter 1.0mm〉

XitIout cIipCreaker

Insert
tZpe Item /umCer $hip�

CreaLer .in Bore %ia�П .aY� %epth of $ut
%imensions ʢᶱʣ P7% $oated $arCide
В1 В2 ;.� StocL 7.� StocL

Sh
or

t t
Zp

e

-#.%����'-7#S .

:es

П��� ���

�5� 10�

0.00 ��3�1�� ˔
 ����'-1#��S . 0.05 �4����2 ˔
-#.%����'-7#S . П���

���

0.00 ��2�1�� ˔
 ����'-1#��S . 0.05 �4����� ˔
-#.%����'-7#S . П��� 0.00 ��3�143 ˔
 ����'-1#��S . 0.05 �4���1� ˔
-#.%����'-7#S . П���

���

0.00 ��3�13� ˔
 ����'-1#��S . 0.05 �4���2� ˔
-#.%����'-7#S . П��� 0.00 ��3�12� ˔
 ����'-1#��S . 0.05 �4���34 ˔

-o
ng

 tZ
pe

-#.%����'-7# .

:es
П��� ���

�5� 10�

0.00 �433222 ˔
 ����'-1#�� . 0.05 �433214 ˔
-#.%����'-7# .

П��� ���

0.00 �421��� ˔
 ����'-1#�� . 0.05 �421��� ˔
-#.&����'-7 . No

105�

2�

0.00 �421�2� ˔
 ����'-1�� . 0.05 �421�3� ˔
 ����'-7# .

:es 0.00 �421��4 ˔
 ����'-1#�� . 0.05 �421�12 ˔
-#.C����'-7 . No

П��� ���

�5� 0.00 �3�2�34 ˔ �3����� ˔
 ����'-1�� . 0.05 �3�2�2� ˔ �3����� ˔
-#.����'-7# .

:es
�0� 0.00 �3���3� ˔

 ����'-1#�� . 0.05 �3���4� ˔
-#.C����'-7# . �5� 0.00 �3�2�42 ˔ �3���1� ˔
 ����'-1#�� . 0.05 �3�2��� ˔ �3���23 ˔

LBMC30�0FLP05 shown

.irror p nisI

.irror p nisI

■ -#. Series � Inserts .irror p nisI
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5ool -ist

/#)

'igure�1

① ② ③

5

10

※

/#)

'igure�2

10

5

※

① ② ③

'igure $ode /o� Item /umCer StocL
%imensions ʢᶱʣ $lamp ScreX

8renchП П П ᶃ ᶄ ᶅ

̍

��314�3 /#)�����) ˔ 2.0

15.��5 15 15 100

10
�

�.0

SS0406F SS0406F �

LWô2

���2�1� �����) ˔ 2.5
��31411 �����) ˔ 3.0

10

SS0404F SS0404F SS0404F

����11� �����) ˔ 3.5
����12� �����) ˔ 4.0

15 15������� �����) ˔ 4.5
������� �����) ˔ 5.0
������1 �����) ˔ 6.0

20 20
������3 �����) ˔ �.0 SS0403F SS0403F SS0403F
��3142� /#)�����) ˔ 2.0

16 15 15 100

10
�

�.0

SS0406F SS0406F �

LWô2

���2��� �����) ˔ 2.5
��3143� �����) ˔ 3.0

10

SS0404F
SS0404F SS0404F

����1�2 �����) ˔ 3.5
������4 �����) ˔ 4.0

15 15������� �����) ˔ 4.5
������� �����) ˔ 5.0
������� �����) ˔ 6.0

20 20���41�� �����) ˔ �.0
SS0403F

������2 �����) ˔ �.0 SS0403F SS0403F
��3144� /#)�����, ˔ 2.0

1�.05 1� 1� 125

10
�

11.0

SS040�F SS040�F �

LWô2

���2��� �����, ˔ 2.5
��314�2 �����, ˔ 3.0

10

SS0406F SS0406F SS0406F

�����4� �����, ˔ 3.5
�����3� �����, ˔ 4.0

15 15�����2� �����, ˔ 4.5
�����11 �����, ˔ 5.0
������3 �����, ˔ 6.0

20 20
���42�3 �����, ˔ �.0

SS0404F
SS0404F SS0404F����22� �����, ˔ �.0

����21� �����, ˔ 10.0 SS0403F

ShanL diameter П 1����� ʙ 1����

ShanL diameter П 2��� ʙ 32��

■STIC, %U0 � SleeWes for I% NacIining �
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'igure $ode /o� Item /umCer StocL
%imensions ʢᶱʣ $lamp ScreX

8renchП П П ᶃ ᶄ ᶅ

̎

��314�� /#)�����, ˔ 2.0

20

11

1� 125

10
�

11.0 SS0404F

SS0404F
�

LWô2

���2��1 �����, ˔ 2.5
��314�� �����, ˔ 3.0 12 10

SS0406F

����2�1 �����, ˔ 3.5
����1�� �����, ˔ 4.0 13 15 15

SS0406F
����1�� �����, ˔ 4.5
����1�� �����, ˔ 5.0 14
����1�1 �����, ˔ 6.0 15

20 20���4211 �����, ˔ �.0 16
����144 �����, ˔ �.0 1� SS0404F SS0404F����13� �����, ˔ 10.0 1���14�42 �����, ˔ 12.0 25 25 14.0 SS0403F SS0403F SS0403F
��314�� /#)�����, ˔ 2.0

22

11

21 125

10
�

11.0 SS0404F
SS0406F

�

LWô2

���2��3 �����, ˔ 2.5
��314�4 �����, ˔ 3.0 12 10 SS040�F
����32� �����, ˔ 3.5

SS0406F

����31� �����, ˔ 4.0 13 15 15����3�� �����, ˔ 4.5
����2�2 �����, ˔ 5.0 14
����2�4 �����, ˔ 6.0 15

20 20���422� �����, ˔ �.0 16
����2�� �����, ˔ �.0 1�
����2�� �����, ˔ 10.0 1� SS0404F SS0404F��31��2 �����, ˔ 12.0 21 25 25 14.0
��31�1� /#)�����, ˔ 2.0

23

11

21 125

10
�

11.0 SS0404F
SS0406F

�

LWô2

���2��� �����, ˔ 2.5
��31�2� �����, ˔ 3.0 12 10 SS040�F
����2�� �����, ˔ 3.5

SS0406F
���133� �����, ˔ 4.0 13 15 15����243 �����, ˔ 4.5
��31�3� �����, ˔ 5.0 14
��31�44 �����, ˔ 6.0 15

20 20��31��1 �����, ˔ �.0 1�
��31��� �����, ˔ 10.0 1� SS0404F SS0404F��31��� �����, ˔ 12.0 21 25 25 14.0
��31��� /#)�����,ô.&5 ˔ 2.0

25

11

24 125

10
�

11.0 SS0404F

SS0406F
�

LWô2

���42�3 �����,ô.&5 ˔ 2.5
��31��3 �����,ô.&5 ˔ 3.0 12 10

SS040�F

��31��1 �����,ô.&5 ˔ 3.5
���132� �����,ô.&5 ˔ 4.0 13 15 15

SS040�F
��31�1� �����,ô.&5 ˔ 4.5
��31�2� �����,ô.&5 ˔ 5.0 14
��31�3� �����,ô.&5 ˔ 6.0 15

20 20���42�2 �����,ô.&5 ˔ �.0 16
��31�43 �����,ô.&5 ˔ �.0 1� SS0406F SS0406F��31��� �����,ô.&5 ˔ 10.0 1�
��31��� �����,ô.&5 ˔ 12.0 21 25 25 14.0 SS0404F SS0404F
��31��� /#)�����, ˔ 2.0

25.4

11

24 125

10
�

11.0 SS0404F

SS0406F
�

LWô2

���2��� �����, ˔ 2.5
��31��4 �����, ˔ 3.0 12 10

SS040�F

����23� �����, ˔ 3.5
����3�3 �����, ˔ 4.0 13 15 15

SS040�F
����3�� �����, ˔ 4.5
����3�� �����, ˔ 5.0 14
����3�� �����, ˔ 6.0 15

20 20���42�� �����, ˔ �.0 16
����342 �����, ˔ �.0 1� SS0406F SS0406F����334 �����, ˔ 10.0 1�
��31��2 �����, ˔ 12.0 21 25 25 14.0 SS0404F SS0404F
��3�4�� /#)�����, ˔ 4.5

32.0

13

30 125

15.0 15.0

11.0 SS0404F SS040�F SS040�F
LWô2

��3�4�3 �����, ˔ 5.0 14
��3�4�1 �����, ˔ 6.0 15

20.0 20.0��3���� �����, ˔ �.0 16
��3��2� �����, ˔ �.0 1�
��3��33 �����, ˔ 10.0 1�
��3�4�� �����, ˔ 12.0 21

25.0 25.0
14.0 SS0406F SS0406F

��3�4�� �����, ˔ 14.0 23 16.0 SS0504 SS0506 SS0506��3�442 �����, ˔ 16.0 25 1�.0
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5ool -ist

S#'Sô)
.irror p nisI

'igure�3

5°

5°

S#'SôS

'igure�1

5°
5°

S#'#ô'

'igure�2

30
°

5°

2°

S##

'igure�4

3˃

3�
˃

1��ᶱ

Short tZpe
tXo�sided

-ong tZpe
single�sided

3˃

1��ᶱ

3�
˃

$hips can Ce eWacuated forXard

'lat tZpe 	Xithout chipCreaLer


	.inimum Bore %iameter 3��mm


&Wacuate chips CacLXard

S.FS-S type S.FB-F type

Wide area of chippocket

Back taperChipbreaker for sharp cutting

S.FS-S type S.FB-F type

Wide area of chippocket

Back taperChipbreaker for sharp cutting

■#ars for STIC, %U0

■S## Series 	I% #ack Turning


N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g

To
ol

s
In

fo
rm

at
io

n
In

de
x

,��

12_総合ｶﾀﾛｸﾞ_2019_vol6_._英語版.indd   10 2019/05/10   14:36:18



˞Caution� Due to the tolerance, it might not fit into the holder which is made by other company.

'igure Item /umCer
.in Bore 
%ia�ʢᶱʣ $hip�

CreaLer

%imensions ʢᶱʣ P7% $oated $arCide

%5� StocL ;.� StocL

ø

S#'S���3���S ���

:es

2 50 10 0.� 1.� 0.25 0.05 ���2��� ˔ ���4��� ˔
���3���S ��� 2.5 50 12.5 1.15 2.3 0.30 

0.05 ���2��1 ˔ ������� ˔
���3���S 0.15 ���2��3 ˔ ������� ˔
���3���S ��� 3 50 15 1.4 2.� 0.40

0.05 ���2��� ˔ ��4���1 ˔
���3���S 0.15 ���2��� ˔ ��4�1�� ˔
���3���S ��� 3.5 60 1�.5 1.65 3.2 0.40

0.05 ���2�4� ˔ ������� ˔
���3���S 0.15 ���2�32 ˔ ������� ˔
���3���S ��� 4 60 20 1.� 3.6 0.45

0.05 ���2�24 ˔ ��4���� ˔
���3���S 0.15 ���2�1� ˔ ��4�14� ˔
���3���S ��� 5 �0 25 2.4 4.5 0.50

0.05 ���2��� ˔ ���4��3 ˔
���3���S 0.15 ���2��� ˔ ���4��1 ˔
���3���S ��� 6 �0 30 2.� 5.4 0.60

0.05 ���2��2 ˔ ���4��1 ˔
���3���S 0.15 ���2��� ˔ ���4��3 ˔

ù

S#'#���3���' ���

:es

2 50 � 0.�5 1.� 0.25 0.05 ���2��� ˔ �����2� ˔
���3���' ��� 2.5 50 12.5 1.2 2.3 0.30 

0.05 ���2�41 ˔ �����2� ˔
���3���' 0.15 ���2�33 ˔ �����12 ˔
���3���' ��� 3 50 15 1.4 2.� 0.45

0.05 ���2�2� ˔ ��4���3 ˔
���3���' 0.15 ���2�1� ˔ ��4�1�3 ˔
���3���' ��� 3.5 60 1�.5 1.65 3.2 0.50

0.05 ���2��� ˔ ������4 ˔
���3���' 0.15 ���2��1 ˔ ������� ˔
���3���' ��� 4 60 20 1.� 3.6 0.50

0.05 ���2��3 ˔ ��4���� ˔
���3���' 0.15 ���2��� ˔ ��4�1�� ˔
���3���' ��� 5 �0 25 2.4 4.5 0.�0

0.05 ���2��� ˔ ������� ˔
���3���' 0.15 ���2��� ˔ �����14 ˔
���3���' ��� 6 �0 30 2.� 5.4 0.�0

0.05 ���2�34 ˔ ���4��� ˔
���3���' 0.15 ���2�2� ˔ ���4�12 ˔

ú

S#'S���3���)ç. ���

No

2 50 10 0.� 1.� 0.25 0.05 ���4��� ˔
���3���)ç.

��� 2.5 50 12.5 1.15 2.3 0.30 
0.05 ������1 ˔

���3���)ç. 0.15 ������3 ˔
���3���)ç.

��� 3 50 15 1.4 2.� 0.40
0.05 ���4��4 ˔

���3���)ç. 0.15 ���4��2 ˔
���3���)ç.

��� 3.5 60 1�.5 1.65 3.2 0.40
0.05 �����4� ˔

���3���)ç. 0.15 �����3� ˔
���3���)ç.

��� 4 60 20 1.� 3.6 0.45
0.05 ���4��� ˔

���3���)ç. 0.15 ���4��� ˔
���3���)ç.

��� 5 �0 25 2.4 4.5 0.50
0.05 ���4�24 ˔

���3���)ç. 0.15 ���4�4� ˔
���3���)ç.

��� 6 �0 30 2.� 5.4 0.60
0.05 ����2�� ˔

���3���)ç. 0.15 ����1�� ˔
���3���)ç.

��� � �0 30 3.� �.3 0.�0
0.05 ������� ˔

���3���)ç. 0.15 �����43 ˔

û
ĚįĶĹĻç
ěŀķĬ

S##���3#����S ���
:es

3 50 15 1.3 2.� 0.50
0.05 ��1���� ˔

���3#����S 0.1 ��1��42 ˔
 ���3#����S ��� 4 60 1� 1.� 3.6 0.�0

0.05 ��1�414 ˔
���3#����S 0.15 ��1�3�2 ˔

û
ēĶĵĮç
ěŀķĬ

S##���3#��� ���
:es

3 50 1� 1.3 2.� 0.50
0.05 ��1���� ˔

���3#��� 0.1 ��1��34 ˔
���3#��� ��� 4 60 24 1.� 3.6 0.�0

0.05 ��1�3�� ˔
���3#��� 0.15 ��1�3�4 ˔

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

,��

12_総合ｶﾀﾛｸﾞ_2019_vol6_._英語版.indd   11 2019/05/10   14:36:18



5ool -ist

� Coolant through sleeWes for *% #oring Xith "dKustaCle 0Werhang .echanisN �
˙Choose froN � coolant directions

˙� coolant connection oQtions

˙/o chiQ QroCleNs
STICK DUO SPLASH External coolant

No chip inside hole Chip packed

Material ɿSCM435
Insert bar ɿSHFS040R005S
Hole depth ɿ15ᶱ
Pilot hole ɿП5.1ʷ2�.0ᶱ L
Coolant Pressureɿ5MPa

ᶗʣ'or #lind hole ᶘʣ'or 5hrough hole

Coolant hole Coolant hole

Just rotated 1�0 degrees

ᶅSealed end for closed unit

AdKustable overhang length
(Hyper system)

ᶄRear Connection (Rc1/�)

ᶃFront Connection (M6ʷ1.0)

ᶄ3ear Connection eYaNQle

ᶃ'ront Connection eYaNQle

S5*C, %60 S1-"S) N
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П
��

2

M6̫ 1
Coolant hole

Rc1/�

1 2

3

4

4

1�
1 2

3

4

4

1�П
��

2

Coolant hole
Rc1/�

M6̫ 1

'igure $ode /o� StocL Item /umCer
%imensions ʢᶱʣ 0Werhang -ength of Bar 5ʢᶱʣ

П П П .in� .aY�

1

���3�11 ˔ ):�/#)�����G�0) 2

16 1� 15 �0 �0
15 1� �.5

2� 5 1�
���3�2� ˔  �����G�0) 2.5 30 6.3 1�.5
���3�3� ˔  �����G�0) 3 31 �.5 21
���3�4� ˔  �����G�0) 3.5 23 �.� 24.5
���3��2 ˔  �����G�0) 4

20 24 12
24 10 2�

���3��� ˔  �����G�0) 5 16 12.5 35

2

���3��� ˔ ):�/#)�����+�0) 2

1�.05 1�.05 1� 110 100

15

ʕ

�.5

4� 5 1�
���3��� ˔  �����+�0) 2.5 50 6.3 1�.5
���3��4 ˔  �����+�0) 3 51 �.5 21
���31�2 ˔  �����+�0) 3.5 43 �.� 24.5
���313� ˔  �����+�0) 4

20 12
44 10 2�

���3144 ˔  �����+�0) 5 36 12.5 35
�����22 ˔  �����+�0) 6 2�.5 15 42
���31�1 ˔ ):�/#)�����+�0) 2

20 20 1� 110 100

15

ʕ

�.5

4� 5 1�
���31�� ˔  �����+�0) 2.5 50 6.3 1�.5
���31�� ˔  �����+�0) 3 51 �.5 21
���31�� ˔  �����+�0) 3.5 43 �.� 24.5
���31�3 ˔  �����+�0) 4

20 12
44 10 2�

���32�1 ˔  �����+�0) 5 36 12.5 35
�����3� ˔  �����+�0) 6 2�.5 15 42
���321� ˔ ):�/#)�����9�0) 2

22 20 21 120 110

15

25

�.5

5� 5 1�
���322� ˔  �����9�0) 2.5 60 6.3 1�.5
���323� ˔  �����9�0) 3 61 �.5 21
���3243 ˔  �����9�0) 3.5 53 �.� 24.5
���32�� ˔  �����9�0) 4

20 12
54 10 2�

���32�� ˔  �����9�0) 5 46 12.5 35
�����4� ˔  �����9�0) 6 2�.5 15 42
���32�� ˔ ):�/#)�������,�0) 2

25.0 20 24 125 115

15

25

�.5

64 5 1�
���32�4 ˔  �������,�0) 2.5 65 6.3 1�.5
���32�2 ˔  �������,�0) 3 66 �.5 21
���33�� ˔  �������,�0) 3.5 5� �.� 24.5
���331� ˔  �������,�0) 4

20 12
5� 10 2�

���332� ˔  �������,�0) 5 51 12.5 35
������� ˔  �������,�0) 6 2�.5 15 42
���3334 ˔ ):�/#)�������,�0) 2

25.4 20 24 125 115

15

25

�.5

64 5 1�
���33�� ˔  �������,�0) 2.5 65 6.3 1�.5
���33�� ˔  �������,�0) 3 66 �.5 21
���33�3 ˔  �������,�0) 3.5 5� �.� 24.5
���33�1 ˔  �������,�0) 4

20 12
5� 10 2�

���34�� ˔  �������,�0) 5 51 12.5 35
������3 ˔  �������,�0) 6 2�.5 15 42

'igure�1 'igure�2

Item /umCer $lamp ScreX 0Werhang "dKustment
):ô/#) ��� ô0) ᶃ ᶄ ᶅ ᶆ ᶇ

SS04045FS SS0406F SS0�11R-OH SS0�06F-OH
ʢThrough holeʣ SS0�06F

.� ScreX 8rench
ᶈ forᶃᶄ forᶅᶆᶇ forᶈ

SS0605SC LW-2 LW-4ʷ104 LW-3

ᶃ

ᶃ

ᶄᶈ

ᶈ ᶄ ᶅ

ᶆ

ᶇ

˙1arts for S5*C, %60 S1-"S)

■ STIC, %U0 SP-"SH � Stick %uo Hyper XitI Coolant tIrougI �
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5ool -ist

2uicL�change Coolant CoNQonents

ᶃ $ase� 6se �)0S&�31���$/� for
connecting hose

ᶄ $ase� 6se �)0S&�$/�$/� for
connecting hose

&Y� of connecting ᶃ

■)ose

Shape P�/

%imensions
ʢᶱʣ 8orLing 

pressure
."9�

8orLing 
pressure

.I/�

ᶃ 31�� &Yternal thread � nut� (1�� intrenal thread

П
3�

2
П

��
�

-
3� 3�

3�˃

(1��31��

)0S&�3����C/���� 200 20.6 50
)0S&�3����C/���� 250 20.6 50
)0S&�3����C/���� 300 20.6 50
)0S&�3����C/���� 400 20.6 50
)0S&�3����C/���� 500 20.6 50
)0S&�3����C/���� �00 20.6 50

ᶄ Both side� nut (1�� intrenal thread

П
3�

2
П

��
�

-
3�3�

3�
˃ 3�˃

(1��(1��

)0S&�C/�C/���� 200 20.6 50
)0S&�C/�C/���� 250 20.6 50
)0S&�C/�C/���� 300 20.6 50
)0S&�C/�C/���� 400 20.6 50
)0S&�C/�C/���� 500 20.6 50
)0S&�C/�C/���� �00 20.6 50

&Y� of connecting ᶃ
Parts P�/

$onWersion Koint +0*/5�S5�3���
hose )0S&�3����C/����
Plug 1-6G�3C���

$oupling C061�3���
&Ytension Koint SC+�3����3C����-

Coolant hose for connecting Xith 3���
 -ine uQ a Xide range of coolant hose 

length
 "WailaCle for � tyQes of couQling 

and conWersion Koint
 8orLing Qressure ."9� ���� .1a
 )igh Ruality q eYiCle stainless steel 

Craided hose

$onWersion Koint nut 
	(1�� internal thread


.achine side
	3c 1�� eYternal thread


)older side
	3c 1�� eYternal thread


&Ytension KointPlug

$oupling31�� eYternal thread

31�� &Yternal 
tIread
'iY CZ rotating hose

nut (1�� internal 
tIread
'iY CZ rotating nut
	/o need to rotate hose


HoseCoupling

Connect to
Holder

or
.acIine

Connect to
Holder

or
.acIine

(1�� 
internal thread 	3��


(1�� internal thread 	3��


31�� eYternal 
thread

31��

(1�� eYternal 
thread
	3��


+0*/5�S5�3���
31��

(1�� eYternal 
thread
	3��


+0*/5�"/�3���
31��

nut tZpe (1�� 
internal thread

nut tZpe (1�� 
internal thread

nut tZpe (1�� 
internal thread

② HOSE-CN-CN

① HOSE-R1/8-CN

$oupling

C061�3���
31�� Plug

3c1�� internal 
thread

1-6G�3C���

+oint

$oupling

C061�3���
31�� Plug

3c1�� internal 
thread

1-6G�3C���

ɹ $hart for connecting coolant components
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31�� &Yternal 
tIread
'iY CZ rotating hose

nut (1�� internal 
tIread
'iY CZ rotating nut
	/o need to rotate hose


■  $onWersion Koint 	nut (1�� internal thread


Parts Straight stZle - stZle

P�/ +0*/5�S5�3��� +0*/5�"/�3���

8orLing pressure 
."9� ���� ����

Shape

31��(1��
)&9�14

3�
˃

13 1�
31 31��

(1��

3�˃ 14 21

13
2�

˞ Screw standard will be different in both sides of straight and L style screw part.
Please use the same screw standard when connecting to hose or one touch coupler.

■$oupling

Parts Plug Coupling

P�/ 1-6G�3C��� C061�3���

8orLing pressure 
."9� ��� ���

Shape

)&9�14

3$1��

П
4�

�

2�
1���

31��)&9�14

П
1�

��

3� П
4�

�

+oint Coupling

Connect to
Holder

or
.acIine

Connect to
Holder

or
.acIine

+0*/5�S5�3���
31��

(1�� eYternal 
thread
	3��


(1�� eYternal 
thread
	3��


+0*/5�"/�3���
31��

+0*/5�S5�3���
31��

(1�� eYternal 
thread
	3��


(1�� eYternal 
thread
	3��


+0*/5�"/�3���
31��

$oupling

C061�3���
31��Plug

3c1�� internal 
thread

1-6G�3C���

SuitaCle use of Coupling and +oint
Detach Hose freRuently

　　　˰ç$oupling is suitaCle
Less detach Hose

　　　˰ç+oint is suitaCle
Plug

3c1�� internal 
thread

1-6G�3C���

$oupling

C061�3���
31��

ConWersion � &Ytension +oint

ПП
�

� StocL Spare parts
%imensionsʢᶱʣ

˞1

˔ SC+�.��3C����- M6 Rc1/�ʢPT1/�ʣ 16 15 13 2.5

П

˔ SC+�3����.���- Rc1/�ʢPT1/�ʣ M10ʷ1 16 12 13 4.5

˔ SC+�3����3C����- Rc1/�ʢPT1/�ʣ Rc1/�ʢPT1/�ʣ 16 15 13 4.5

˔ SC+�3����/15����- Rc1/�ʢPT1/�ʣ NPT1/� 16 15 13 4.5

˔ SC+�.��.�� M6ʷ1 M10ʷ1 6 15 12 2.5
˔ SC+�.��3C��� M6ʷ1 Rc1/�ʢPT1/�ʣ 6 15 13 2.5
˔ SC+�.��/15��� M6ʷ1 NPT1/� 6 15 13 2.5
˔ SC+�.��3C��� M�ʷ1 Rc1/�ʢPT1/�ʣ 6 15 13 3.5
˔ SC+�3����.�� Rc1/�ʢPT1/�ʣ M10ʷ1 10 15 12 4.5
˔ SC+�3����/15��� Rc1/�ʢPT1/�ʣ NPT1/� 10 15 13 4.5

˞1　To prevent hitting the coolant connecting part of holder from the gang tool post, �L1� dimension length is set longer.
NPT� ANSI/ASME B.1.20ʜ1-1��3(National Taper Pipe)

C655*/G 500-S SPLASH Series Selection Support Sheet
Able to search the material you need by choosing the combination you wish to the support sheet. N
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5ool -ist
2uicL�change Coolant CoNQonents

Coolant hose Cy )&# for connecting .��ʷ� .�ʷ� G���

)ose length ���NN
CouQling Cy )&#
8orLing Qressure ."9� ��.1a

&Y� of connecting

&Y� of connecting
Parts P�/

$oupling C061�.��ˎ�
)ose )0S&�"/�.�ˎ�

$onWersion adapter .�ʷ��.��ʷ�
$onWersion Koint SC+�.��.��

Holder
or 

.acIine

Holder
or 

.acIine

■&Y� of coolant hose connection

■$onWersion "dapter 	"ccessories of )ose Set


Shape

П
4

1�11

̷̢̩̔ ʷ̍

■$oupling
Parts Coupling

Part /o� C061�.��ˎ�
$ode /o� ���43��

Shape

̢̍ ̫̌ ̍

21
2��� �

П
1�

5he opposite side of 
heYagonɿ̍ 1

■)ose set Xith plug

Shape $ode /o� ෦൪
"dapterɹ	5h
 8orLing 

pressure 
."9�

	.Pa
ᶃ ᶄ ᶅ

ᶃ Straight tZpe
�3��

П
��

�

̢̔ ʷ̍

5he opposite side of 
heYagonɿ̍̏

5he opposite side of 
heYagonɿ̍ 1

���42�� )0S&�S5�.�ˎ� M10ʷ1 G1/�
(PF1/�) ʕ

20
ᶄ �� degrees angle tZpe

П
��

�

3�2

�

̢̔ ʷ̍
5he opposite side of 
heYagonɿ̍ 3

5he opposite side of 
heYagonɿ̍ 4

���42�2 )0S&�"/�.�ˎ� M10ʷ1 G1/�
(PF1/�) M�ʷ1

Coupling Hose connection plug ConWersion adapter 	accessories


&Ytension Koint
.�ʷ1

.�ʷ1

.1�ʷ1

.�ʷ1

(1��
	P'1��


.�ʷ1
.1�ʷ1

C061�.��ˎ�
$oupling

ᶃ )0S&�S5�.�ˎ�

Plug .�ʷ1

ᶄ )0S&�"/�.�ˎ�

Plug .�ʷ1

)oder side
.�ʷ1 internal thread

.achinerZ side 
.1�ʷ1 internal thread

$oupling

Plug�� degrees angle

$onWersion adapter

$onWersion Koint
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5ool -ist

ᶃPosition the oWerhang adKustment Call screX to determine oWerhang amount
ᶄSlide the Call screX fiYture to secure the Call screX location
ᶅInsert a Coring Car 	tool


Note�   Make sure to insert the boring bar correctly so that the rake face is toward the side where the clamp screws are located
ᶆSecure the Coring Car CZ tightening the positioning clamp screXɹ˛

Recommended Clamping TorRue� 2.0Nŋm
�� Make sure to clamp the boring bar so that the flat surface of the bar makes proper contact with clamp screws

ᶇSecure the Coring Car CZ tightening the remaining clamp screXsɹ˛

Recommended Clamping TorRue� 2.0Nŋm
 ᶈ &Wen if 4 and � cannot Ce performed due to tool clearance and laZout the tool can Ce used CZ onlZ

securing the side clamp screX
Once the initial setup is complete, repeat the above procedures 3 thru 5 for each index

� SleeWes for *% #oring Xith "dKustaCle 0Werhang .echanisN �
˙Can *ndeY Coring Cars liLe inserts

˙*nstallation 1rocedure for S5*C, %60 )yQer

˙8hen the tool is installed uQside doXn

��ᶆPositioning Clamp Screw ᶇClamp Screw ᶃOverhang AdKustment Ball Screw

ᶅBoring Bar(Tool)

ᶈSide Clamp Screw ᶄBall Screw Fixture

Improper clamping of Coring Car causes unstaCle centerline 
height and offset

Toolholder must be installed so that clamp 
screws and rake of the tool face toward the 
same side

Rake

Clamp Screws

Rake
Clamp Screws $aution�   Improper installation dramaticallZ increases 

the chance of chipping cutting edge

Correct *ncorrect

S5*C, %60 ):1&3 N
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$ode /o� Item /umCer StocL %imensions ʢᶱʣ $lamp ScreX
П П П ᶃ ᶄ ᶅ

������4 ):ô/#)�����) ˔ 2.0 

16

11

15 100

15 �.5

SS04045FS 

SS0406F

SS0404F

������2  �����) ˔ 2.5 11.5
�����1�  �����) ˔ 3.0 12
�����3�  �����) ˔ 3.5 12.5

20 12 SS0404F�����44  �����) ˔ 4.0 13
������1  �����) ˔ 5.0 14
������� ):ô/#)�����, ˔ 2.0 

1�.05

11

1� 125

15 �.5

SS04045FS SS0406F SS0404F

�������  �����, ˔ 2.5 11.5
�������  �����, ˔ 3.0 12
������3  �����, ˔ 3.5 12.5

20 12��1����  �����, ˔ 4.0 13
��1��1�  �����, ˔ 5.0 14
��12��� ):ô/#)�����, ˔ 2.0 

20

11

1� 125

15 �.5

SS04045FS SS0406F SS0404F

��12�1�  �����, ˔ 2.5 11.5
��12�24  �����, ˔ 3.0 12
��12�4�  �����, ˔ 3.5 12.5

20 12��12���  �����, ˔ 4.0 13
��12���  �����, ˔ 5.0 14
��12��3 ):ô/#)�����, ˔ 2.0 

22

11

21 125

15 �.5

SS04045FS SS0406F SS0404F

��12���  �����, ˔ 2.5 11.5
��12�31  �����, ˔ 3.0 12
��12���  �����, ˔ 3.5 12.5

20 12��12��2  �����, ˔ 4.0 13
��12�14  �����, ˔ 5.0 14
��12�32 ):ô/#)�����,ô.&5 ˔ 2.0 

25

11

24 125

15 �.5

SS04045FS SS0406F SS0404F

��12�23  �����,ô.&5 ˔ 2.5 11.5
��12�4�  �����,ô.&5 ˔ 3.0 12
��12��4  �����,ô.&5 ˔ 3.5 12.5

20 12��12���  �����,ô.&5 ˔ 4.0 13
��12�22  �����,ô.&5 ˔ 5.0 14
��13��3 ):ô/#)�����, ˔ 2.0 

25.4

11

24 125

15 �.5

SS04045FS SS0406F SS0404F

��13�2�  �����, ˔ 2.5 11.5
��13�4�  �����, ˔ 3.0 12
��13���  �����, ˔ 3.5 12.5

20 12��13���  �����, ˔ 4.0 13
��131�2  �����, ˔ 5.0 14

):ô/#)
4.0

1 3 2 4 5

Please refer to П  to pnd correct-size inserts (bars)

˙SQare 1arts

Item /umCer
0Werhang "dKustment 8rench

ᶆ ᶇ forᶃᶄᶅ forᶆᶇ

):ô/#) ��� , SS0�12R SS0�0�F LW-2 LW-4ʷ104

■ STIC, %U0 H:P&3 � SleeWes for I% NacIining �
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S)'Sô)
.irror p nisI

'igure�3

5°

5°

S)'#ô'

'igure�2

5°

2°30
°

S)'SôS

'igure�1

5°

5°

$hips can Ce eWacuated forXard

&Wacuate chips CacLXard

'lat tZpe 	Xithout chipCreaLer


S.FS-S type S.FB-F type

Wide area of chippocket

Back taperChipbreaker for sharp cutting

S.FS-S type S.FB-F type

Wide area of chippocket

Back taperChipbreaker for sharp cutting

Offset ̵ ɿʶ0.015mm
Tool Length ̡ ̍ɿʶ0.02mm

Centerline :ɿ �0.05/ʵ0mm

f

L1
Y

Corner rЏɿʶ0.015mm

X Direction
４

２

０

-２

-４ measurements

(
ｍ
）

D
efl
ec
tio
n

１ ２ ３ ４ ５ ６ ７ ８ ９ 10

Y Direction （Center height）
４

２

０

-２

-４  measurements

(
ｍ
）

D
efl
ec
tio
n

１ ２ ３ ４ ５ ６ ７ ８ ９ 10 １ ２ ３ ４ ５ ６ ７ ８ ９ 10

Z Direction （Length）
４

２

０

-２

-４  measurements

(
ｍ
）

D
efl
ec
tio
n

˙5olerance of S)'SôS�S)'#ô'�S)'Sô) Cars

˙3eQeataCility of   S5*C, %60 S1-"S)   Xith   S)'S   Cars S5*C, %60 )yQer S)'#ʢ ʣʢ ʣ

■ #ars for STIC, %U0 SP-"SH � STIC, %U0 H:P&3
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'igure Item /umCer
.in Bore 
%ia�ʢᶱʣ $hip�

CreaLer
%imensions ʢᶱʣ P7% $oated $arCide

5.� Stock

ø

S)'S���3���S ���

:es

2 50 10 0.� 1.� 0.25 0.05 �����4� ˔

 ���3���S
��� 2.5 50 12.5 1.15 2.3 0.30

0.05 ������3 ˔

 ���3���S 0.15 ������1 ˔

 ���3���S
��� 3 50 15 1.4 2.� 0.40

0.05 ������� ˔

 ���3���S 0.15 ������� ˔

 ���3���S
��� 3.5 60 1�.5 1.65 3.2 0.40

0.05 ������� ˔

 ���3���S 0.15 �����13 ˔

 ���3���S
��� 4 60 20 1.� 3.6 0.45

0.05 �����21 ˔

 ���3���S 0.15 �����3� ˔

 ���3���S
��� 5 �0 25 2.4 4.5 0.50

0.05 �����4� ˔

 ���3���S 0.15 ������4 ˔

ù

S)'#���3���' ���

:es

2 50 � 0.�5 1.� 0.25 0.05 ������� ˔

 ���3���'
��� 2.5 50 12.5 1.2 2.3 0.30

0.05 ������� ˔

 ���3���' 0.15 ������� ˔

 ���3���'
��� 3 50 15 1.4 2.� 0.45

0.05 ������3 ˔

 ���3���' 0.15 �����11 ˔

 ���3���'
��� 3.5 60 1�.5 1.65 3.2 0.50

0.05 �����2� ˔

 ���3���' 0.15 �����3� ˔

 ���3���'
��� 4 60 20 1.� 3.6 0.50

0.05 �����4� ˔

 ���3���' 0.15 ������2 ˔

 ���3���'
��� 5 �0 25 2.4 4.5 0.�0

0.05 ������� ˔

 ���3���' 0.15 ������� ˔

ú

S)'S���3���) . ���

No

2 50 10 0.� 1.� 0.25 0.05 ������2 ˔

 ���3���) .
��� 2.5 50 12.5 1.15 2.3 0.30

0.05 ������� ˔

 ���3���) . 0.15 ������� ˔

 ���3���) .
��� 3 50 15 1.4 2.� 0.40

0.05 ������� ˔

 ���3���) . 0.15 ������4 ˔

 ���3���) .
��� 3.5 60 1�.5 1.65 3.2 0.40

0.05 �����12 ˔

 ���3���) . 0.15 �����2� ˔

 ���3���) .
��� 4 60 20 1.� 3.6 0.45

0.05 �����3� ˔

 ���3���) . 0.15 �����4� ˔

 ���3���) .
��� 5 �0 25 2.4 4.5 0.50

0.05 ������3 ˔

 ���3���) . 0.15 ������1 ˔
˞Caution� Due to the tolerance, it might not fit into the holder which is made by other company.
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100

80

60

40

20

0
4 6 8 10 12 14 16

Ｌ
：
O
ve
rh
an
g 
am
ou
nt
 (
m
m
)

D：Shank diameter (mm)

Steel shankSteel shank

Carbide shankCarbide shank

Steel SIank

CarCide SIank

-�%ʽ�

-�%ʽ�
LɿOverhang
DɿShank diameter
ĢCutting condition exampleĤ
　Work materials� Alloy steel, stainless

��0m/min  �0.05 ʙ 0.1mm/rev �0.1 ʙ 0.5mm(DOC)　WET

Vibration analysis
MogulBar Other boring bars

Note:   Assuming a 100N load is applied. An equal amount of force was 
applied to both bars for vibration analysis.
Boring bar used in above analysis� S0�H-STUPR0�D10-OH

-�%��

3educed duration of WiCration

 )igh rigidity � .iniNal q at Xidths 
3educe WiCration

 -arge clearance for iNQroWed chiQ eWacuation
 "ll .ogul #ar Coring Cars are coolant through

.ogul #ar HigI rigidity Coring Cars

'eatures

3ecoNNended aNount of oWerhang
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 ' chipCreaLers alloX chips to eWacuate
CacLXard

 $omCination of the '�chipCreaLers and
.ogul Bar deliWers the Cest performance

DOC
ʢmmʣ

Feed(mm/rev)
0.05 0.1

'G ChiQCreaLer
 Best for finishing
   8orLs for small %0$

ʢ���mm or lessʣ
 )igh raLe angle

0.1

0.3

'��'�� ChiQCreaLers
 $oWer Xide condition range
 (round chipCreaLer

0.5

Note�   Right-hand inserts with FG and F1 chipbreakers
should be used with right-hand holders

ĢCutting condition exampleĤ
SCM435　Diameter � П12.0

��0m/min　Depth of Bore � 20mm　Wet
Holder � S10K-STUPR11D12-OH　Insert � TPGH110304

'(

'1ɾ'��

D
ep

th
 o

f c
ut

 (m
m

)

Feed rate (mm/rev)
0 0.05 0.1 0.15 0.2

0.3

0.5

1.0

1.5

■ 3ecoNNended Cutting Condition 3ange

' ChiQCreaLers � &Wacuate chiQs #"C,8"3%

' ChiQCreaLers � 'eatures
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5ool -ist

C�.#3 	Coolant through


'igure�3

S�.#3 	Coolant through


'igure�1

C�.#3 	Coolant through


'igure�2

φ
m

1

φ

3

2

φ
s

φ
s

φ
m

1

φ

3

2

φ
s

φ
m

1

φ

3

2

10°

ʲBoringʴ'aceʳ

F1 chipbreakers evacuates chips 
BACKWARD (S-STUC style shown)Right-Hand style shown

Right-Hand style shown Right-Hand style shown

Steel shanLʢtapered tZpeʣ

$arCide shanLʢstraight tZpeʣ $arCide shanLʢtapered tZpeʣ

'igure $ode /o� Item /umCer StocL

.in Bore 
%ia�

ʢᶱʣ
%imensions ʢᶱʣ

Std� 
corner
radius
ʢᶱʣ

(age insert Spare Parts
$lamp ScreX 8rench

П П

1 ������� S��'⼟.#3%��⼟0) ˔

���

6.0 5.�

�0 2.5

13.5

�.0

2.5

0� ʵ13� 0.15 MBL LRʵSʵ2＊3.5 CLRʵ13S2 ������� C���'⼟.#3%��⼟0) ˔ 4.5 4.0 ʵ
1.5

3 ������4 C��'⼟.#3%��⼟0) ˔ 6.0 5.� 1�

.#-

d

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate

No mark

(㎜/rev)

(㎜
)

D
.O
.C

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate

F1

(㎜/rev)

(㎜
)

D
.O
.C

Item /umCer
%imensions ʢᶱʣ P7% $oated $arCide

S5� StocL ;.� StocL 5.� StocL 2.� StocL
.#-���'- 3.6 1.0 0.05 �1�12�2 ˔ �����1� ˔ ��3���4 ˔
.#-���'- 0.15 �1�124� ˔ �����2� ˔ �1����� ˔
.#-���'3'�˞

3.6 1.0 0.05 ��3���2 ˔ ������3 ˔ ��3���2 ˔
.#-���'3'�˞ 0.15 ��3���� ˔ ������1 ˔ ��33��� ˔

˞F1 chipbreaker, right-hand inserts fit to right-hand toolholder
Note � F1 chipbreaker evacuates chips BACKWARD

Left-Hand style shown

F1 ˞

Right-Hand style shown

■.ogul #ar for ��  ˃%iaNond 	.#- style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ

■.#- style � ToolIolders

■.#- style � Insert
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.#-

d

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate

No mark

(㎜/rev)

(㎜
)

D
.O
.C

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate

F1

(㎜/rev)

(㎜
)

D
.O
.C

Item /umCer
%imensions ʢᶱʣ P7% $oated $arCide

S5� StocL ;.� StocL 5.� StocL 2.� StocL
.#-���'- 3.6 1.0 0.05 �1�12�2 ˔ �����1� ˔ ��3���4 ˔
.#-���'- 0.15 �1�124� ˔ �����2� ˔ �1����� ˔
.#-���'3'�˞

3.6 1.0 0.05 ��3���2 ˔ ������3 ˔ ��3���2 ˔
.#-���'3'�˞ 0.15 ��3���� ˔ ������1 ˔ ��33��� ˔

˞F1 chipbreaker, right-hand inserts fit to right-hand toolholder
Note � F1 chipbreaker evacuates chips BACKWARD

Left-Hand style shown

F1 ˞

Right-Hand style shown

Cô.#3
$arCide shanL 
	straight tZpe


'igure�1

10°

95
°

Right-Hand style shown

10°
【Boring＋Face】

Cô.#3
$arCide shanL 
	tapered tZpe


'igure�2 Right-Hand style shown

95
°

10°
10°

【Boring＋Face】

Cô.S#3
$arCide shanL 
	straight tZpe


'igure�3 Right-Hand style shown

Ma
x. 
sh
ou
lde
r

he
igh
t

'igure $ode /o� Item /umCer StocL

.in Bore 
%ia�

ʢᶱʣ

.aY�
shoulder 
height
ʢᶱʣ

%imensions ʢᶱʣ˞ (age insert Spare Parts
$lamp ScreX 8rench

ø ��1�1�� C���'ô.#3 ˔ ��� � 4.5 4.0 �0 2.5 �

MBL LRôSô2＊3.5 CLRô13Sù �1�2��� C��'ô.#3 ˔ ��� � 6.0 5.5 �0 2.5 1�

ú �1�1��4 C��+ô.S#3 ˔ ���
���

4.0 3.5
110

3.2 �
�1�1�4� C��+ô.S#3 ˔ ��� 6.0 5.5 4.2 �

＊ Std. corner radius  �0.15mm

■ Standard #ar  for ��  ˃%iaNond 	.#- style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ

■ .#- style � ToolIolders

■ .#- style � Insert
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5ool -ist

CôS&93
$arCide shanL 
	tapered tZpe


'igure�3

CôS&93
$arCide shanL 
	straight tZpe


'igure�2

SôS&93
Steel shanL 
	tapered tZpe


'igure�1

8°
【Boring＋Face】

8°
【Boring＋Face】

8°
【Boring＋Face】

Right-Hand style shown

Right-Hand style shown

Right-Hand style shown

φ

φ

φ 8°

α°

φ

φ

φ 8°

12.5
α°

φ

φ

φ 8°

α°

 	$oolant through


 	$oolant through


 	$oolant through


■.ogul #ar for ��  ˃%iaNond 	&3(P style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ
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'igure
$ode /o�

Item /umCer
StocL

.in 
Bore 
%ia�

ʢᶱʣ

%imensions ʢᶱʣ
Std� 

corner
radius
ʢᶱʣ

(age 
insert

Spare Parts
$lamp ScreX 8rench

3 - 3 - П П

1 �����12 S��GȂS&93 5�%��Ȃ0) ˔

���

�.0 �.�

�0 3.0

15 15

10

3.0

0� ʵ13� 0.2 ERGHT301 LRȂSȂ2＊3.� CLRȂ13S

2 �����2� C��GȂS&93 5�%��Ȃ0) ˔ 5.0 4.0 ʵ

11 1.5

3
�����3�

C��GȂS&93 5�%��Ȃ0) ˔ ˔ 6.0 5.� 20
����4��

IS0 Item 
/umCer Item /umCer

%imensionsʢᶱʣ P7% $oated $arCide

П
S5� ;.� 5.� 2.�

3 StocL - StocL 3 StocL - StocL 3 StocL - StocL 3 StocL - StocL

&3G)5�����' "� &3G1��:ô' ô ô"�

3.�� 1.6

0.2 ����1�� ˔ ������� ˔ �����34 ˔ ������� ˔

5�����' "�  ���ô' ô ô"� 0.4 �14���3 ˔ ������� ˔ �����3� ˔

&3G)5�����' '� ʕ

3.�� 1.6

0.1 ��3���1 ˔ ���3�3� ˔ ��3���� ˔

5�����' '� ʕ 0.2 ��3���3 ˔ ������� ˔ ��12��3 ˔

5�����' '� ʕ 0.4 ��3��11 ˔ ������� ˔ ��3���� ˔

˞1  A2chipbreakerɼControl chips at light feed and light depth of cut
˞2  F1 chipbreaker, right-hand inserts fit to right-hand toolholder
       F1 chipbreaker evacuates chips BACKWARD

ຊਤӈউखʢRʣΛࣔ͢ɻ

&3G)

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate

Ａ2 R-hand

(㎜/rev)

(㎜
)

D
.O
.C

Ａ2 L-hand

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate

F1

(㎜/rev)

(㎜
)

D
.O
.C

0.20.1
0.2

0.4

0.6

0.8

1.0

0.05
Feed rate (㎜/rev)

(㎜
)

D
.O
.C

A2˞1

Right-Hand 
style shown

F1˞2

Right-Hand 
style shown

■ &3(P style � ToolIolders

■ &3(P style � Insert
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5ool -ist

SôSC-1ʢCʣ
Steel shanL 

'igure�1 Right-Hand style shown

5°

h

5°

φ

CôSC-1ʢCʣ
$arCide shanL 

'igure�2 Right-Hand style shown

h

5°

φ
5°

'igure

$ode /o�

Item /umCer

StocL .in 
Bore 
%ia�

ʢᶱʣ
П

%imensions ʢᶱʣ Std� 
corner
radius

ʢᶱʣ

(age insert
Spare Parts

$lamp ScreX 8rench
✔

✕
3 - 3 - П П

ø

�����2� Ě÷ýčȂĚĊēė ÷ûċ÷þȂĖď ˔ ��� 6.0 5.�5 �0 3.5 14 1� 12 2.5

ʴ5�

ʵ��
0.2 CP˓˓0401

&�� LRȂSȂ2＊3.� CLRȂ13S
✔�����3� Ě÷þĎȂĚĊēė ÷ûċ÷ÿȂĖď ˔ ��� �.0 6.�5 �0 4.0 16 1�.5 13.5 3.0 ʵ��

�����4� Ě÷ÿďȂĚĊēė ÷ýċø÷ȂĖď ˔ ���� �.0 �.� 100 5.0 20 22 16 3.0 ʵ10� 0.4 CP˓˓0602
&�� LRȂSȂ2.5＊6 CLRȂ15S

✔
������2 Ě÷ÿďȂĚĊēĊ ÷ýċø÷ȂĖď ˔ ���� �.0 �.� 100 5.0 20 22 16 3.0

0�

ʵ13�

0.4

CC˓˓0602
&��ʙ�� LRISȂ2.5＊5 CLRȂ15S

✔������� Ěø÷ĒȂĚĊēĊ ÷ýċøùȂĖď ˔ ���� 10.0 �.6 125 6.0 24 2�.5 20 3.5 ʵ11�

������� ĚøùĔȂĚĊēĊ ÷ýċøûȂĖď ˔ ���� 12.0 11.5 150 �.0 2� 32.5 23 4.0 ʵ��

������� ĚøýĘȂĚĊēĊ ÷ĀċøÿȂĖď ˔ ���� 16.0 15.4 1�0 �.0 36 42.5 30 5.0 ʵ10� CC˓˓0�T3
&��ʙ�� LRISȂ4＊�

LLRȂ25SȂ
20＊6.5

✕

ù

����13� Ċ÷ýďȂĚĊēė ÷ûċ÷þȂĖď ˔ ˔ ��� 6.0 5.�5 100 3.5 15.5 11.5 12 2.0

ʴ5�

ʵ�� 0.2 CP˓˓0401
&�� LRȂSȂ2＊3.� CLRȂ13S

✔����4��
����1�1 Ċ÷þđȂĚĊēė ÷ûċ÷ÿȂĖď ˔ ��� �.0 6.�5 110 4.0 1�.5 13 13.5 2.0 ʵ��
����1�� Ċ÷ÿĒȂĚĊēė ÷ýċø÷ȂĖď ˔ ˔ ���� �.0 �.� 125 5.0 21.5 16.5 15 2.5 ʵ10� 0.4 CP˓˓0602

&�� LRȂSȂ2.5＊6 CLRȂ15S
✔������3

����1�� Ċ÷ÿĒȂĚĊēĊ ÷ýċø÷ȂĖď ˔ ���� �.0 �.� 125 5.0 21.5 16.5 15 2.5

0�

ʵ13�

0.4 CC˓˓0602
&��ʙ�� LRISȂ2.5＊5 CLRȂ15S

✔
����1�3 Ċø÷ĔȂĚĊēĊ ÷ýċøùȂĖď ˔ ˔ ���� 10.0 �.6 150 6.0 25 20 1�.5 2.5 ʵ11�
�����11
����2�1 ĊøùĔȂĚĊēĊ ÷ýċøûȂĖď ˔ ���� 12.0 11.5 150 �.0 2� 23.5 22.5 3.0 ʵ��

	$oolant through


	$oolant through


■.ogul #ar for ��  ˃%iaNond 	CC�CP style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ

■CC�CP style � ToolIolders
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$ode 
/o�

Item /umCer
StocL .in 

Bore 
%ia�

ʢᶱʣ
П

%imensions ʢᶱʣ (age insert Spare Parts
$lamp ScreX 8rench

✕

✔

3 3 П

���32�� C��+�SC-13����/ ˔ ��� 6.0 5.2

�

110 4.0

�

ʵ6� CP˓˓0401
&�� LRôSô2＊4.4 CLRô13S

✔

���32�� C��,�SC-13����/ ˔ ���� �.0 �.0 125 5.0 ʵ10� CP˓˓0602
&�� LRôSô2.5＊5.5 CLRô15S

✔

���33�4 C��.�SC-13����/ ˔ ���� 10.0 �.0 150 6.0 ʵ6� CPGH0�02
&�� LRôSô3＊6.2 RLRô20S

✕

CôSC-1
$arCide shanL 

95
°

5°
φ

φ

5°

Right-Hand style shown

■ Standard #ar for ��  ˃%iaNond 	CP style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ

■ CP style � ToolIolders

N
ew

 
Pr

od
uc

ts
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd 

Ce
ram

ics
 

Mic
ro-g

rain
 Ca

rbid
e,

PVD
 / CV

D-co
ated

 Car
bide

In
se

rt
Ite

m
 L

is
t

Ge
ne

ral
 Tu

rni
ng

To
olh

old
ers

Un
iqu

e
Sw

iss
 To

oli
ng

Gr
oo

vin
g 

/ 
Si

de
 T

ur
ni

ng
Th

re
ad

in
g

Sh
ap

er
ID

 T
oo

lin
g

Ap
pl

ica
tio

n 
In

tro
du

ct
io

n
En

dm
ill

s
R

ot
at

in
g 

To
ol

s
In

fo
rm

at
io

n
In

de
x

,��

12_総合ｶﾀﾛｸﾞ_2019_vol6_._英語版.indd   29 2019/05/10   14:36:41



5ool -ist

SôS56Cʢ1ʣ
Steel shanL

'igure�1 Right-Hand style shown
θ
°

3°

φ 3°

CôS56Cʢ1ʣ
$arCide shanL

'igure�2 Right-Hand style shown

3°

θ
°

3°
φ

'igure

$ode /o�

Item /umCer

StocL .in 
Bore 
%ia�

ʢᶱʣ
П

%imensions ʢᶱʣ Std� 
corner
radius
ʢᶱʣ

(age insert
Spare Parts

$lamp ScreX 8rench
✔

✕
3 - 3 - П П

ø

������1 Ě÷þĎȂĚěĜĊ ÷ýċ÷ÿȂĖď ˔ ��� �.0 6.�5 �0 4.0 16.0 1�.5 12.5 2.5 0� ʵ11� 0.2 TC ˓˓ 0601
&�� LRȂSȂ2＊4.4 CLRȂ13S

✔

������� Ě÷ÿďȂĚěĜė ÷Āċø÷ȂĖď ˔ ���� �.0 �.� 100 5.0 20.0 22.5 14.5 3.0

ʴ 5�

ʵ10�

0.4

TP ˓˓ 0�02
&��ʙ��ɾ�� LRȂSȂ2.5＊4.� CLRȂ15S

✔

������� Ěø÷ĒȂĚěĜė øøċøùȂĖď ˔ ���� 10.0 �.6 125 6.0 24.0 2�.5 1�.5 3.5 ʵ �.5�

TP ˓˓ 1103
&��ʙ��ɾ�� LRȂSȂ3＊5.� RLRȂ20S

✕
������3 ĚøùĔȂĚěĜė øøċøûȂĖď ˔ ���� 12.0 11.5 150 �.0 2�.0 32.5 22 4.0 ʵ 5�

�����11 ĚøýĘȂĚěĜė øøċøÿȂĖď ˔ ���� 16.0 15.4 1�0 �.0 32.0 42.5 2�.5 5.0 ʵ 3�

�����1� Ěù÷ĘôĚěĜėęøøċùùôĖď ˔ ���� 20.0 1�.4 1�0 11 40 46 3� 5.0 ʵ 3�

ù

������4ʢ3ʣ
Ċ÷þđȂĚěĜĊ ÷ýċ÷ÿȂĖď ˔ ˔ ��� �.0 6.�5 110 4.0 1�.5 13.0 12.5 2.0 0� ʵ11� 0.2 TC ˓˓ 0601

&�� LRȂSȂ2＊4.4 CLRȂ13S
✔�����2�ʢ-ʣ

����1�2ʢ3ʣ
Ċ÷ÿĒȂĚěĜė ÷Āċø÷ȂĖď ˔ ˔ ���� �.0 �.� 125 5.0 21.5 16.5 14.5 2.5

ʴ 5�

ʵ10�

0.4

TP ˓˓ 0�02
&��ʙ��ɾ�� LRȂSȂ2.5＊4.� CLRȂ15S

✔�����3�ʢ-ʣ

����11�ʢ3ʣ
Ċø÷ĔȂĚěĜė øøċøùȂĖď ˔ ˔ ���� 10.0 �.6 150 6.0 25.0 20.0 1�.5 2.5 ʵ �.5�

TP ˓˓ 1103
&��ʙ��ɾ�� LRȂSȂ3＊5.� RLRȂ20S

✕
�����4�ʢ-ʣ

����12� ĊøùĔȂĚěĜė øøċøûȂĖď ˔ ���� 12.0 11.5 150 �.0 2�.0 23.0 21.5 3.0 ʵ 5�

��21�14 ĊøýĘȂĚěĜė øøċøÿȂĖď ˔ ���� 16.0 15.4 1�0 �.0 3�.0 2�.0 2�.0 4.0 ʵ 3�

	$oolant through


	$oolant through


■.ogul #ar for ��  ˃Triangle 	TC�TP style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ

■TC�TP style � ToolIolders
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$ode /o�

Item /umCer

StocL .in Bore 
%ia�

ʢᶱʣ
П

%imensions ʢᶱʣ˞ (age insert Spare Parts
$lamp ScreX 8rench

3 3 П

���324� Ċ÷ýđôĚěĜĊęô÷ýôĕ ˔ ��� 6.0 5.2

�

110 4.0

� �

ʵ10� TC˓˓0601
&�� LRôSô2＊3.�

CLRô13S
���32�2 Ċ÷ÿĒôĚěĜėęô÷ÿôĕ ˔ ���� �.0 �.0 125 5.0 ʵ10� TP˓˓0�02

&�� LRôSô2＊5.5

���32�� Ċø÷ĔôĚěĜėęô÷Āôĕ ˔ ���� 10.0 �.0 150 6.0 ʵ�� TP˓˓0�02
&��ʙ��ɾ�� LRôSô2.5＊6 CLRô15S

˞ Std. corner radius  �0.2mm

CôS56Cʢ1ʣ
$arCide shanL

Right-Hand style shown

3°
3°

φ φ

■ Standard #ar for ��  ˃Triangle 	TC�TP style
ɹɹ.iniNuN #ore %iaNeter ���ᶱ

■ TC�TP style � ToolIolders
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5ool -ist

"nti-WiCration Coring Car for internal CacLturning ʠCôS5;1ʡ tyQe
1reWent chattering Xith higher rigidity toolholder design
)igher rigiditZ toolholder o⒎ers maY� machining length -�% ʽ �

#oth Nachining directions are aWailaCle

'igure

$ode /o�

Item /umCer

StocL .in 
Bore 
%ia�

ʢᶱʣ
П

.aY�
shoulder 
height
ʢᶱʣ

%imensions ʢᶱʣ Std� 
corner
radius
ʢᶱʣ

(age insert Spare Parts
$lamp ScreX 8rench

3 3 П П

ø

��42��1 Ċ÷ýďôĚěġĊę÷ýċø÷ô÷ď ˔ ���� ��� 6.0 5.� 100 5.5 10.5 6 6 2.0 ̌˃ ʵ10� 0.2 TC˓˓0601
&�� LRôSô2＊4.4 CLRô13S

��42��� Ċ÷ÿĒôĚěġėę÷Āċøùô÷ď ˔ ���� ��� �.0 �.� 125 �.0 13.5 �.5 �.3 2.5

�5˃

ʵ10�

0.4
TP˓˓0�02
&��ʙ��ɾ�� LRôSô2.5＊4.� CLRô15S��42��� Ċø÷ĔôĚěġėę÷Āċøûô÷ď ˔ ���� 10.0 �.6 150 �.0 1�.5 12 �.3 2.5 ʵ�˃

��42��� ĊøùĔôĚěġėęøøċøþüô÷ď ˔ ���� ��� 12.0 11.5 150 10.5 22 14.5 �.6 3.0 ʵ5˃ TP˓˓1103
&��ʙ��ɾ�� LRôSô3＊5.� RLRô20S

ù
���2�1� ĉ÷ýđôĚěġĊęô÷ýôĕ ˔ ���� ��� 6.0 5.2 110 5.5

� � � � � �
0.2 TC˓˓0601

&�� LRôSô2＊4.4 CLRô13S

���2��1 ĉøùĘôĚěġėęô÷Āôĕ ˔ ���� ��� 12.0 11.0 1�0 �.0 0.2 TP˓˓0�02
&��ʙ��ɾ�� LRôSô2.5＊6.� CLRô15S

#ôS5;
$arCide shanL

'igure�2

3°

M
ax
. 

sh
ou
ld
er

he
ig
ht

Right-Hand style shown
Use right-hand inserts for machining backward

Use left-hand inserts for machining forward

CôS5;1ʢCʣ
$arCide shanL

'igure�1

П

ПП

3˃

M
ax

. 
sh

ou
ld

er
he

igh
t

Right-Hand style shown
Use right-hand inserts for machining backward

Use left-hand inserts for machining forward

	$oolant through


■.ogul #ar for ��  ˃Triangle 	TC�TP style
ɹɹ.iniNuN #ore %iaNeter 1���ᶱ

■Standard #ar for ��  ˃Triangle 	TC�TP style
ɹɹ.iniNuN #ore %iaNeter 1���ᶱ

■TC�TP style � ToolIolders
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$ode /o� "daptor P�/ StocL

%imensionsʢᶱʣ "pplicaCle holder

���42�4 S��ô) ˔ 20 20 60 20 20 6 For shank of П6
�����1� S��ô) ˔ 20 20 60 20 20 � For shank of П�
��322�� S��ô) ˔ 20 20 60 20 20 10 For shank of П10
����1�� S��ô) ˔ 25 25 �0 20 25 12 For shank of П12

L2 L2 bL1

d1

L

h

This is an adaptor for mounting boring bars on a tool post. Use this adaptor 
especially for carbide shank bars to eliminate any possibility of breakage.

■#oring Car adaptors�
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5ool -ist

$ode /o�

Item /umCer

StocL

ʢᶱʣ

%imensions
ʢᶱʣ˞ $lamp Shim $lamp 

ScreX
Shim 
ScreX

8rench
	for $lamp 

ScreX


8rench
	for Shim 
ScreX


Spring

̧ ̡ ̧ ̡

üþ÷øýÿü üþ÷øýĀú ĚùüęôěĊēĕ øù ˔ ˔ �� 25 24 ù÷÷ 1� 40 14

TC6CN
Clamp-on ACN423

ĈĖĚôý＊ùýĞ

čĚĚøýôú.÷＊ÿ ēēęôěù÷ ēēęôěø÷ ĈĚĎēýôċ
üþ÷øþ÷ø üþ÷øþøĀ ĚúùĚôěĊēĕ øù ˔ ˔ �� 32 30 ùü÷ 22 50 12

ĈĖĚôý＊ú÷Ğüþ÷øþùþ üþ÷øþúü Ěû÷ěôěĊēĕ øù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10

üþ÷øþûú üþ÷øþü÷ Ěü÷ĜôěĊēĕ øù ˔ ˔ �� 50 4� úü÷ 35 65 �

üýÿùýûý üýÿùýüú ĚùüęôĞĊēĕ øù ˔ ˔ �� 25 24 ù÷÷ 1� 40 14

DC6CN
Double-
Clamp

ACN423

ĈĖĚôý＊ùýĞ

čĚĚøýôú.÷＊ÿ ēēęôěù÷ ēēęôěø÷ ĈĚĎēýôċ
üýÿùýýø üýÿùýþĀ ĚúùĚôĞĊēĕ øù ˔ ˔ �� 32 30 ùü÷ 22 50 12

ĈĖĚôý＊ú÷Ğüýÿùýÿþ üýÿùýĀü Ěû÷ěôĞĊēĕ øù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10

üýÿùþ÷ú üýÿùþøø Ěü÷ĜôĞĊēĕ øù ˔ ˔ �� 50 4� úü÷ 35 65 �

üþ÷øøÿ÷ üþ÷øøĀÿ ĚùüęôďĊēĕ øù ˔ ˔ �� 25 24 ù÷÷ 1� 40 14

HC6CN
Dimple-
Clamp

ʕ

ĈĖĚôý＊ùýĞ

ʕ ēēęôěù÷ ʕ ĈĚĎēýôċ
üþ÷øù÷ý üþ÷øùøû ĚúùĚôďĊēĕ øù ˔ ˔ �� 32 30 ùü÷ 22 50 12

ĈĖĚôý＊ú÷Ğüþ÷øùùù üþ÷øùú÷ Ěû÷ěôďĊēĕ øù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10

üþ÷øùûÿ üþ÷øùüü Ěü÷ĜôďĊēĕ øù ˔ ˔ �� 50 4� úü÷ 35 65 �

˞ Std. corner radius �0.�mm

Three clamping conpgurations 
available with one toolholder Kust 

by changing a clamp

.ulti ClaNp ToolIolders
Item /umCer Inserts -isted on pages

Sô5C,-/ ʜ CN˓N1204 &�

Sô8C-/ ʜ CN˓A1204 &�ɾ��ɾ��ɾ��

Sô)C-/ ʜ CN˓9120� &�

Sô5C-/
$lamp�on

Sô8C-/
%ouCle�$lamp

Sô)C-/
%imple�$lamp

Right-Hand style shown

95°�˃

�˃

Ћ

M
in 

Bo
re

 D
ia.

■.ulti-ClaNp ToolIolders for CN��Insertsɹɹ.iniNuN #ore %iaNeter 33��ᶱ 

■CN��Inserts � ToolIolders

■CN��Inserts
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$ode /o�

Item /umCer

StocL

ʢᶱʣ

%imensions
ʢᶱʣ˞ $lamp Shim $lamp 

ScreX
Shim 
ScreX

8rench
	for $lamp 

ScreX


8rench
	for Shim 
ScreX


Spring

̧ ̡ ̧ ̡

üýÿùþĀû üýÿùÿ÷ù ĚúùĚôĞċĜĕ øü ˔ ˔ �� 32 30 ùü÷ 22 50 12
DC6DN
Double-
Clamp

ADN423

ĈĖĚôý＊ùýĞ

čĚĚøýôú.÷＊ÿ ēēęôěù÷ ēēęôěø÷ ĈĚĎēýôċ

üþ÷øüûü üþ÷øüý÷ Ěû÷ěôĞċĜĕ øü ˔ ˔ �� 40 3� ú÷÷ 2� 60 10 ĈĖĚôý＊ú÷Ğ

üþ÷øúüû üþ÷øúýù ĚúùĚôďċĜĕ øü ˔ ˔ �� 32 30 ùü÷ 22 50 12
HC6DN
Dimple-
Clamp

ʕ

ĈĖĚôý＊ùýĞ

ʕ ēēęôěù÷ ʕ ĈĚĎēýôċ

üþ÷øúþ÷ üþ÷øúÿÿ Ěû÷ěôďċĜĕ øü ˔ ˔ �� 40 3� ú÷÷ 2� 60 10 ĈĖĚôý＊ú÷Ğ

˞ Std. corner radius �0.�mm

Sô8%6/
%ouCle�$lamp

Right-Hand style shown

Sô)%6/
%imple�$lamp

93°

6°

3°

Three clamping conpgurations 
available with one toolholder Kust 

by changing a clamp

.ulti ClaNp ToolIoldersItem /umCer Inserts -isted on pages

Sô8%6/ ʜ DN˓A1504 &�ɾ��ɾ��ɾ��

Sô̝%6/ ʜ DN˓9150� &�

M
in 

Bo
re

 D
ia.

■.ulti ClaNp ToolIolders for %N��Insertsɹɹ.iniNuN #ore %iaNeter �2��ᶱ

■%N��Inserts � ToolIolders

■%N��Inserts
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5ool -ist

$ode /o�

Item /umCer

StocL

ʢᶱʣ

%imensions
ʢᶱʣ $lamp Shim $lamp 

ScreX
Shim 
ScreX

8rench
	for $lamp 

ScreX


8rench
	for Shim 
ScreX


Spring

̧ ̡ ̧ ̡

üþ÷øÿ÷÷ üþ÷øÿøÿ Ěû÷ěôěĚĒĕ øù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10 TC6CN
Clamp-on ĈĚĕûùú ĈĖĚôý＊ú÷Ğ čĚĚøýôú.÷＊ÿ ēēęôěù÷ ēēęôěø÷ ĈĚĎēýôċ

üýÿùĀü÷ üýÿùĀýÿ Ěû÷ěôĞĚĒĕ øù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10 DC6CN
Double-Clamp ĈĚĕûùú ĈĖĚôý＊ú÷Ğ čĚĚøýôú.÷＊ÿ ēēęôěù÷ ēēęôěø÷ ĈĚĎēýôċ

üþ÷øüùĀ üþ÷øüúþ Ěû÷ěôďĚĒĕ øù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10 HC6CN
ċİĴķĳĬ-ĊĳĨĴķ ㉃ ĈĖĚôý＊ú÷Ğ ㉃ ēēęôěù÷ ㉃ ĈĚĎēýôċ

˞ Std. corner radius �0.�mm

Three clamping conpgurations 
available with one toolholder Kust 

by changing a clamp

.ulti ClaNp ToolIolders
Item /umCer Inserts -isted on pages

Sô5S,/ ʜ SN˓N1204 &��ɾ��ɾ��ɾ��

Sô8S,/ ʜ SN˓A1204 &��ɾ��ɾ��ɾ��

Sô)S,/ ʜ SN˓9120� &��

Sô5S,/
$lamp�on

Sô8S,/
%ouCle�$lamp

Sô)S,/
%imple�$lamp

Right-Hand style shown
６
°

75
°

75°

M
in 

Bo
re

 D
ia.

■.ulti ClaNp ToolIolders for SN��Insertsɹɹ.iniNuN #ore %iaNeter ����ᶱ

■SN��Inserts � ToolIolders

■SN��Inserts
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Sô88-/
%ouCle�$lamp

'igure�1 Right-Hand style shown

95°

95
°

６
°

Sô88-/ô�
%ouCle�$lamp

'igure�2 Right-Hand style shown

95°

'igure

$ode /o�

Item /umCer

StocL

ʢᶱʣ

%imensions
ʢᶱʣ˞ $lamp Shim $lamp 

ScreX
Shim 
ScreX

8rench
	for $lamp 

ScreX


8rench
	for Shim 
ScreX


Spring

̧ ̡ ̧ ̡

ø

üýÿú÷úù üýÿú÷û÷ ĚùüęôĞĞēĕ ÷ÿ ˔ ˔ �� 25 24 ù÷÷ 1� 40 14

ċĊýĊĕ
Double-Clamp ĈĞĕûùúôĞ

ĈĖĚôý＊ùýĞ

čĚĚøýôú.÷＊ÿ ēēęôěù÷ ēēęôěø÷ ĈĚĎēýôċ
üýÿú÷üþ üýÿú÷ýü ĚúùĚôĞĞēĕ ÷ÿ ˔ ˔ �� 32 30 ùü÷ 22 50 12

ĈĖĚôý＊ú÷Ğüýÿú÷þú üýÿú÷ÿø Ěû÷ěôĞĞēĕ ÷ÿ ˔ ˔ �� 40 3� ú÷÷ 2� 60 10

ù üþ÷øüĀû üþ÷øý÷ù Ěû÷ěôĞĞēĕ ÷ÿôù ˔ ˔ �� 40 3� ú÷÷ 2� 60 10

˞　Std. corner radius �0.�mm

Item /umCer Inserts -isted on pages

Sô88-/ ʜ WN˓A0�04 &��ɾ��

��
˃

̒˃

M
in 

Bo
re

 D
ia.

■ .ulti ClaNp ToolIolders for 8N��Insertsɹɹ.iniNuN #ore %iaNeter 33��ᶱ

■ 8N��Inserts � ToolIolders

■ SN��Inserts
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L
"QQlication *ntroduction

  .acIining H3S" .aterials XitI 
#I%&.ICS and CeraNics  ʝʝʝʝʝʝʝ -2
(uidelines for .acIining H3S" .aterials ʜʜʜʜʜʜ -�

  .acIining .ill 3olls XitI NT,
CeraNics and C#Ns ʝʝʝʝʝʝʝʝʝʝ-2�

.acIining Poly�7 Pulley Profiles  ʝʝʝ-32
.acIining TuCe Scarfing  ʝʝʝʝʝʝʝ-3�

-�
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.achining )3S" .aterials Xith #*%&.*CS and CeraNics

Solutions for the "erosQace � &nergy *ndustries

Rough with No Scale

JP
2

JP
2 

 

SX7
SX7

Rough with
Sca

le

Tougher

H
arder

H
arder

SiAlON
SiAlON

W
hisker

BIDEMICS
BIDEMICS

JX1JX1

SX3SX3 SX9

JX3

W
A5/W

A1

SX
5

To
ug

he
r

H
ar

de
r

H
ar

de
r

Fi
nish

Fi
nish

Semi-Finish

Semi-Finish

Rough to Semi �nish

Rough to Semi �nish

BIDEMICS - Game Changer
˔ ���N�῾ Speed CapaCility
˔ %ouCle tool life at XIisker�s speed range

BIDEMICS - Game Changer
˔ ���N�῾ Speed CapaCility
˔ %ouCle tool life at XIisker�s speed range

SiAlON - Workhorse
˔ %uraCle for scale to seNi�pnisI NacIining

SiAlON - Workhorse
˔ %uraCle for scale to seNi�pnisI NacIining

Whisker - Versatile Player
˔ ProductiWity and reliaCility

Machining HRSA Materials with BIDEMICS and Ceramics

+9�
˙'eatures
ㅡ 6p to 4��m�  ̔  speed capaCilitZ
ㅡ .uch longer tool life at 8hisLer

ceramics� speed range
ㅡ Superior surface finish

Ws� 8hisLer ceramics

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus
ㅡPoXdered metal
ㅡInco �2�çㅡ3ene

S9�
˙'eatures
ㅡ $an run at same cutting condition

as XhisLer ceramics
ㅡ Best grade for high�speed milling

˙8orL .aterials
ㅡInco �1� ㅡ Inco �2�
ㅡ 8aspaloZɹɹㅡ 6dimet �2�

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus
ㅡPoXdered metalɹㅡInco �2�
ㅡ3ene

S9�
˙'eatures
ㅡ &Ycellent Xear resistance and toughness�

8ide range of )3S" machining applications�
3oughing Xith scale � semi finishing turning�

ㅡ "Cle to machine eWen the neXest generation
of )3S" XorL materials 	liLe 3ene

as Xell as most common )3S" materials� such as Inconel �1��

+1�
˙'eatures
ㅡ  1� to 1�Y speed capaCilitZ Ws� carCide
ㅡ Better Xear resistance and

notching resistance than $B/s
ㅡ Superior surface finish to $arCide or $B/

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus
ㅡPoXdered metalɹㅡInco �2�ɹㅡ3ene

C2

C2

C1�

C1�
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Rough with No Scale

Rough with No Scale

JP
2 

 

SX7

Rough with
Sca

le

Rough w
ith

 Sca
le

Tougher
Tougher

H
arder

SiAlON

W
hisker

W
hisker

S
BIDEMICS

JX1

SX3 SX9SX9

JX3JX3

W
A

W
A

W
5/W

A
W

A
W

1

W
A5/W

A1

SX
5

SX
5

To
ug

he
r

To
ug

he
r

H
ar

de
r

Fi
nish

Semi-Finish

Rough to Semi �nish

BIDEMICS - Game Changer
˔ ���N�῾ Speed CapaCility
˔ %ouCle tool life at XIisker�s speed range

SiAlON - Workhorse
˔ %uraCle for scale to seNi�pnisI NacIining

Whisker - Versatile Player
˔ ProductiWity and reliaCility

Whisker - Versatile Player
˔ ProductiWity and reliaCility

+9�
˙'eatures
ㅡ "dded toughness in BI%&.I$S
ㅡ Same speed capaCilitZ as +91

˙8orL .aterials
ㅡInco �1�ɹㅡ�1� Plus ㅡPoXdered metal
ㅡInco �2�ɹㅡ3ene

S9�
˙'eatures
ㅡ Best grade for scale and interruptions
ㅡ Best grade for machining high�coCalt alloZs

˙8orL .aterials
ㅡ8aspaloZɹɹㅡ6dimet �2�
ㅡ �1� Plusɹɹ ㅡ3ene 41
˞ Production CZ order�

8"��8"�
˙'eatures
ㅡ Better flanL Xear resistance compared to Si"l0/ ceramics
ㅡ Better notching resistance compared to competitor�s 

XhisLer ceramics

˙8orL .aterials
ㅡInco �1�ɹㅡInco �2�

Turning Guidance
Grooving Guidance

-�
"1�

Application Guidance
Milling Guidance

-�
N�

S9�
˙'eatures
ㅡ &Ytreme toughness maLes higher feed 

and heaWier %0$ machining possiCle
ㅡ Best grade for machining Inco �1� Xith 

scale

˙8orL .aterials
ㅡInco �1�ɹɹㅡ Inco ���
ㅡ Inco �13ɹɹㅡ3ene 

C1�

C1�

C2
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Guidelines for .achining )3S" .aterials

˙ Grade .aQ

˙ *nsert Grade

Category Grade "ttriCutes

"QQlications
Scale /o scale 1rop ling 'inishing GrooWing .illing &nd Nilling

#*%&.*CS

+9�
Special grade with 
higher speed and longer 
tool life potential

+1� Special grade for 
p nish turning

+9� Added toughness in
BIDEMICS

8hisLer 8"� General versatile 
grade for turning

Si"l0/

S9�
Best balance of 
toughness and 
hardness

S9� Best grade for 
Waspaloy with scale

S9� 7ersatile grade for 
turning and milling

S9� Best grade for scale 
of Inco�1�

 1st Choice　　　　 2nd Choice

$ontinuous -ight�
interruption 

interrupted

Cu
tti

ng
 S

pe
ed

 (S
FM

)

1000

�00

600

1�00

1600

1400

1200

+91
+P2

+93

S9�
S9�

8"1
S93S9�

(rade 3ougI XitI 
Scale 3ougI SeNi�'inisIing 'inisIing

#*
%

&.
*C

S +1�

+9�

+9�

8h
isL

er

8"�

Si
"

l0
/

S9�

S9�

S9�

S9�
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˙ "QQlications
"QQlication Grade 8orL

Naterial
Cutting sQeed 	N�Nin
 'eed 	NN�reW
 %eQth of cut 	NN


Coolant1�0 240 300 360 420 4�0 0.1 0.2 0.3 0.4 0.5 0.5 1.0 1.5 2.0 2.5

Rough
with Scale S9� Waspaloy

WET200(1�0-240) 0.3(0.2-0.35) 2.0(1.0-5.0)

S9� Inco�1�
200(1�0-240) 0.3(0.2-0.35) 2.0(1.0-5.0)

S9� Overall
240(1�0-2�0) 0.2(0.1-0.22) 2.0(1.0-5.0)

Rough
no Scale

+9�
+9� Overall

WET
210-3�0(1�0-4�0) 0.2(0.13-0.2�) 1.�(1.0-2.5)

S9�
S9�
S9�

Overall
210(1�0-2�0) 0.2(0.15-0.3) 2.0(1.0-2.5)

8"� Overall
240(1�0-300) 0.2(0.12-0.25) 1.�(1.0-2.5)

Prop ling �
Semi-Finish

+9�
+9� Overall

WET210-450(1�0-4�0) 0.2(0.1-0.25) 1.5(1.0-2.0)

S9�
S9� Overall

240(1�0-2�0) 0.2(0.12-0.25) 1.5(1.0-2.0)

8"� Overall
240(1�0-330) 0.2(0.1-0.25) 1.5(1.0-2.0)

Finishing

+1� Overall
WET

210-4�0(1�0-510) 0.1(0.05-0.1�) 0.25(0.13-0.�6)

Grooving
+9�
+9� Overall

WET

360(1�0-4�0) 0.0�(0.05-0.1)

S9� Waspaloy
210(1�0-240) 0.15(0.0�-0.1�)

S9�
S9� Overall

230(1�0-2�0) 1.1(0.0�-0.15)

8"� Overall
240(1�0-330) 0.0�(0.05-0.1)

"QQlication Grade 8orL
Naterial

Cutting sQeed 	N�Nin
 'eed 	NN�t
 %eQth of cut 	NN

Coolant450 600 �50 �00 1000 1200 0.05 0.0� 0.1 0.12 0.15 0.5 1.0 1.5 2.0 2.5

Milling S9�
S9� Overall DR:

ʷ�10(600-1200) 0.1(0.0�-0.12) 1.�(1.0-2.5)

S9� Overall
�50(450-1000) 0.12(0.1-0.15) 2.0(1.0-2.5)

End milling

S9� Overall

DR:

ʷ600(300-1000) 0.02-0.03

3ough Xith scale 3ough�seNi�p nish 1rop ling GrooWing .illing &nd Nilling

˙ "QQlications

8hen using S9��S9��S9� 
increase feed rates ���� 
Ws� 8hisLer CeraNics
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Guidelines for .achining )3S" .aterials
Guidelines 'or Success

Strength Increases

S CR C T D V

80° 55°
60°

35°100° 90°

˙ 6se largest nose radius
.aYimi[e insert nose radius for strength and longer tool life.
5aLe into account that the larger the nose radius the greater the tool pressure.
5Zpical application machining heat resistant alloZs use a 3/(/12�� insert for roughing and $/("12�4 
stZle for pnishing. 

˙ /o dXelling
Inserts Xear out Xhen ruCCing the part instead of cutting.

˙ Coolant
8hen turning Xith BI%&.I$S Si"l0/ and 8hisLer a qood coolant condition should Ce used
In some cases Xhere a high interruption is encountered it maZ Ce Cest to shut o⒎ the coolant /o 
coolant should Ce used Xhile milling Xith S93 S9� and S9�.

˙ &dge QreQarations
5Zpical )3S" machining reRuires the insert cutting edge to Ce sharp� 6sing a slight 5�land or honed 
edge is also e⒎ectiWe to reduce notching qaLing and Cuilt up edge. 

˙ .iniNi[e oWerhang
5oo much oWerhang maZ cause chatter or 
insert CreaLage. 

˙ 1re�chaNfering
Pre�chamferring the part reduces the 
potential for insert chipping or CreaLing 
upon the entrZ or eYit point of XorL 
material. 

˙ ,eys to successful Nachining of )3S" .aterials

  /5,�s #*%&.*CS and ceraNics deliWer eYtreNely high QroductiWity to heat resistant alloy 
Nachining

  #*%&.*CS offer eYcellent flanL Xear resistance and Si"l0/ ceraNics QroWide eYceQtional 
notch Xear resistance

  #*%&.*CS enaCle ultra high�sQeed Nachining Xith outstanding surface finishes
  StaCle Nachining can Ce QerforNed Cy oQtiNi[ing cutting conditions and tooling

˙ 6se strong insert shaQes
.aYimi[e geometrZ for strength productiWitZ. 
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˙ 5rouCleshooting

ɾ$utting $ondition  Ⱝ    -�
ɾProgramming at Scale  Ⱟ    -�
ɾInsert (rade  $hoose tougher grade
ɾInsert Shape  ⰷ  -11
ɾ&dge Preparation  ⰹ  -11

*nsert #reaLage

'laLing

)eat

Chatter

ɾ$utting $ondition  Ⱝ    -�
ɾ%epth of $ut  ⰱ    -�
ɾ-ead "ngle  ⰳ    -�
ɾProgramming  ⰵ  -1�
ɾInsert (rade  $hoose Si"l0/ ceramic

ɾ$utting $ondition  Ⱝ    -�
ɾInsert (rade  $hoose harder grade

ɾ$utting $ondition  Ⱝ    -�
ɾProgramming  ⰵ  -1�
ɾ&dge Preparation  ⰹ  -11

ɾ$utting $ondition  Ⱝ    -�
ɾInsert Shape  ⰷ  -11
ɾ&dge Preparation  ⰹ  -11

ɾ$utting $ondition  Ⱝ    -�
ɾ0thers  Ⱝ  -11

ɾ(rooWing information  -12

/otching

'lanL 8ear

-�
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Guidelines for .achining )3S" .aterials

$utting speed 	m�  ̔ 
 'eed rate 	ᶱ�reW
 (rade attriCute
Si"l0/ #*%&.*CS Si"l0/ #*%&.*CS #*%&.*CS Si"l0/ 8hisLer

/otching ʮaʯ ʮbʯ

'lanL Xear 
ʮcʯ ʮdʯ

BreaLage  

)eat     ʕ ʕ ʕ

$hatter     ʕ ʕ ʕ

Ⱝ Cutting Conditions � 1araNeters "dKustNent

5est 3esults
ʮaʯç8"� � *ncrease cutting sQeed

1��m�  ̔ ���N�  ̔ 
ʮCʯçS9�ɾS9�ɾS9�ɾS9� � *ncrease feed rate

��2ᶱ�reW ���ᶱ�reW
ʮcʯçS9�ɾS9�ɾS9�ɾS9� � %ecrease cutting sQeed

4��m�  ̔ ���N�  ̔ 

ʮdʯçS9�ɾS9�ɾS9�ɾS9� � *ncrease feed rate

In some cases in order to increase the 
Xear resistance of S9� � S9� � S9� � S9� 
the feed must Ce increased� BZ increasing 
the feed and utili[ing the toughness of S9� 
� S9� � S9� � S9� the inserts are o⒎  the 
part sooner causing less Xear� Increasing 
the feed also decreases cZcle time and 
improWes productiWitZ and prop taCilitZ�

/ote �   Be careful to reduce the feed rate 
CZ 2�� Xhen going into a corner�

/ote �   Speed and feed rates shoXn are recorded test data 
and should not Ce thought of as recommended 
cutting conditions�

0 0.1 0.2 0.3 0.4 0.5
0

1.0

0.5

1.5

2.0

2.5

Whisker rainforced
ceramic

Feed (㎜/rev)

Fl
an
k 
w
ea
r 
(㎜
)

Cutting condition
Work material : Inco718
Insert shape : RNGN120700

Cutting Speed : 250m/min
Depth of Cut : 2.0㎜
WET

SX7・SX3・SX9・SX5
Whisker ceramic

Feed rate increased decreases wear amount of SiAION

˙ 5rouCleshooting ʢcontinuedʣ

 1st Choice　　　　 2nd Choice

S93
S9�

-�
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f/2f

Ⱟ Scale Nachining
8hen the insert CreaLage haQQens at the Ceginning of cutting scale it Night Ce caused Cy too 
high cutting sQeeds � feeds
Knowing the hardness of the work material before the cutting 
begins may make all the difference between success or failure. 
Many times on the shop qoor the operator does not know the 
part hardness. If this information is not known, then more time 
is needed in the testing procedure trying to pnd the optimum 
speed and feed range. As the material hardness increases, 
speed should decrease. Also, parts that have a forged scale 
work surface reRuire a 25� speed and feed reduction until the 
scale is gone. This type of programming change will reduce the 
potential of notching as a failure mode.

ⰱ %eQth of Cut
%eQth of Cut /otching
This mode of insert failure is typical when machining heat 
resistant alloys. It must be controlled to prevent a catastrophic 
failure of the insert�s cutting edge. The following information 
should help to minimize this probrem.

%eQth of Cut 
Prime consideration should be given to the effect of depth of 
cut upon insert tool life. There is a direct relationship between 
the insert radius size and the maximum depth of cut which 
should be taken. See the chart below for recommendations.

3ound insert .aYimum %0$ �Insert radius .aYimum %0$
П ��3� 1�����-ess ��� ��2���-ess
П ���2� 2�3���-ess 1�2 ��3���-ess
П 12��� 3�2���-ess 1�� ��4���-ess
П 2��4� ��4���-ess 2�4 ������-ess

�0P5I.6. %0$� IS ��1�� 0' 5)& I/S&35 %I".&5&3  �B"S&% 0/ �� -&"% "/(-&

˙ 3ecoNNended %eQth of Cut 3ange 	ᶱ


ⰳ -ead "ngle
-ead "ngles
When cutting heat resistant alloys consideration should be 
given to using the largest lead angle possible. When using 
large lead angles, the cutting forces are spread over a larger 
surface area of the insert. This will also improve tool life and 
surface finish while reducing notching. As the lead angle 
increases the chip will qow more easily.

'eeds
Utilize the superior strength characteristic of S9�, S93, S9�, 
S95 SiAION ceramics. If excessive wear is encountered while 
machining heat resistant alloys, increase the feed rate thus 
minimizing the cutting time.

  Typical  insert Xear pattern sIoXing tIe e⒎ect 
of Warious lead angle cIanges and tIe resulting 
increase of deptI of cut notcIing

-5

-5

0 015

15

45

45

˙ 5rouCleshooting ʢcontinuedʣ
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Guidelines for .achining )3S" .aterials

cIange to

7arying %eQth of Cut

3aNQing

Note)   Another programming change that may help to reduce notching 
is by varying the depth of cut. Again, the same principle applies, 
notching takes place at various points on the cutting edge rather than 
concentrated at one point.

Feed

Feed

Better

Depth of Cut

Ћ ���˃

ⰵ 1rograNNing

SaNe %eQth of Cut

 3ough

 'inish

Feed

Note)  
 Notch wear on the insert cutting edge as 
shown is the result of multiple passes 
being taken at the same depth of cut. 
This type of wear will minimize tool life. 
The following programming examples will 
help to minimize this mode of failure.

Note)   Programming � Ramping � cuts in the same cutting direction is one of the 
best procedures to minimize notching. By varying the DOC, wear is 
distributed over the entire cutting edge not on one point.

Note)  The correct procedure is to take more material off during the 
previous roughing application.
  Then remove the amount of stock suitable for the nose radius of 
the insert by staying
CeloX the �� N˃arL of the corner radius�
  This will minimize notching and allow a cut from both directions.

45°

45°

Depth of Cut

˙ 5rouCleshooting ʢcontinuedʣ

Insert radius DOC
0.4 0.12
0.� 0.23
1.2 0.35
1.6 0.4�
2.4 0.�0
3.2 0.�4

ɾЋʹ 4�˃ (ᶱ)
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ⰹ &dge QreQaration

ⰻ &liNinate chatter

ⰷ *nsert shaQe

"ngle

Sharper
5ougher

8idth 8idth

Strength Increases

S CR C T D V

80° 55°
60°

35°100° 90°

 SlightlZ larger 5�land on the edge preparation maZ eliminate qaLing�

$hatter proClem is often caused CZ too much cutting pressure Xhen machining heat 
resistant alloZs especiallZ in profiling or grooWing� " non�rigid machine maZ cause eYcessiWe 
insert Xear or insert CreaLage�

Increase speeds and decrease feeds
Use harder grade with higher speed
Use smaller I.C round insert, or smaller nose radius
Reduce insert nose radius
Use positive insert
Reduce lead angle
Reduce edge preparation or use sharp edge
Minimize overhang
Try a heavy metal boring bar

˙ 5rouCleshooting ʢcontinuedʣ
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Guidelines for .achining )3S" .aterials

Guideline for grooWing )3S" Naterials

8Ien applying +91�+93 increase speed to oWer ���N�Nin
8Ien applying S93�S9��S9� increase feed rates ���� Ws� 8Iisker CeraNics

+9� +9� S9� S9� S9� 8"��8"�

Speed
'eed

7ersatilitZ
5oughness

$an run at up to 4��m�  ̔ 
%ouCle the speed of XhisLer %ouCle the feed of XhisLer Best for Scale and interruption 7ersatile grade

BIDEMICS / Ceramic grooving inserts provide high speed capability to your process. Whisker ceramic 
is the most versatile option in this category. NTK also offers BIDEMICS and SiAlON grades for more 
productivity and stability.

45°

The grooving insert is plunged down both outside 
walls thus maintaining a good finish. The remaining 
material can be removed by using a stronger insert 
shape such as a RCG9 style.

When machining a grooved area with multiple 
passes, the insert radius engages a potentially work 
hardened area during the last remaining plunge. This 
programming procedure sets up the potential of 
corner radius chipping or notching.

≧45° Work Hardening
Layer

CIange to

˙ "QQlication *nforNation

ɿ1st choice　　　　 ɿ 2nd choice

"QQlication Grade 8orL
Naterial

Cutting sQeed 	N�  ̔ 
 'eed 	ᶱ�reW
 %eQth of cut 	ᶱ
 Coolant1�0 240 300 360 420 4�0 0.1 0.2 0.3 0.4 0.5 0.5 1.0 1.5 2.0 2.5

Grooving
+9�
+9� Overall

WET
360(1�0-4�0) 0.0�(0.05-0.1)

S9� Waspaloy
210(1�0-240) 0.15(0.0�-0.1�)

S9�
S9� Overall

230(1�0-2�0) 1.1(0.0�-0.15)

8"� Overall
240(1�0-330) 0.0�(0.05-0.1)

8hen using S9��S9� 
increase feed rates ���� 
Ws� 8hisLer CeraNics
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Steel P
Stainless Steel .
Cast Iron , ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔
Hardened .aterial H  

�0˃
T

W

R

L

˙ 7G8 ˔ɿ1st Choice　ɿ 2nd choice

IteN NuNCer
%iNensions	ᶱ


Stock
#I%&.ICS 8Iisker ceraNics

+9� +9� 8"� 8"�
7G8 ������ &��� 3.1� 0.4 6.35 12.� ˔ ˔

������ &��� 3.1� 0.� 6.35 12.� ˔ ˔

������ &9���� 3.1� 0.� 6.35 12.� ˔ ˔

������ &��� 3.�6 0.4 6.35 12.� ˔ ˔

������ &��� 3.�6 0.� 6.35 12.� ˔ ˔

������ &9���� 3.�6 0.� 6.35 12.� ˔ ˔

������ &��� 4.�5 0.4 6.35 12.� ˔ ˔

������ &��� 4.�5 0.� 6.35 12.� ˔ ˔

������ &9���� 4.�5 0.� 6.35 12.� ˔ ˔

������ &��� 6.35 0.4 6.35 1�.05 ˔ ˔

������ &��� 6.35 0.� 6.35 1�.05 ˔ ˔

������ &9��� 6.35 0.� 6.35 1�.05 ˔ ˔

������ &��� 6.35 1.2 6.35 1�.05 ˔ ˔

������ &9���� �.525 0.� �.56 25.4 ˔ ˔

˙ 7G8��3

�0˃
T

W
R

L
Steel P
Stainless Steel .
Cast Iron , ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔
Hardened .aterial H  

˔ɿ1st Choice　ɿ 2nd choice

IteN NuNCer
%iNensions	ᶱ


Stock
#I%&.ICS 8Iisker ceraNics

+9� +9� 8"� 8"�
7G8 �����3 &��� 3.1� 1.5� 6.35 12.� ˔ ˔

�����3 &9���� 3.1� 1.5� 6.35 12.� ˔ ˔

�����3 &��� 3.�6 1.�� 6.35 12.� ˔ ˔

�����3 &9���� 3.�6 1.�� 6.35 12.� ˔ ˔

�����3 &��� 4.�5 2.3� 6.35 12.� ˔ ˔

�����3 &9���� 4.�5 2.3� 6.35 12.� ˔ ˔

�����3 &9���� 6.35 3.1� 6.35 1�.05 ˔ ˔

�����3 &9���� �.525 4.�6 �.56 25.4 ˔

˙ 7G8��Series � *nserts
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Guidelines for .achining )3S" .aterials

˙ 5ool rigidity coNQarision

Available in 3 different styles 
/eX .odular 5ooling �

.ost rigid Clade tyQe systeN

 TIe Cest rigidity
 "WailaCle in 3 di⒎erent styles

'eatures

Clade

Load(N)

0.3

0.25

0.2

0.15

0.1

0.05

0
0 200 400 600 �00 1000 1200

D
ist

an
ce

 o
f c

ut
tin

g 
ed

ge
(m

m
)

NTK
Competitor�s A
Competitor�s B

Strong claNQing Cy 
directly fastening the 
Clades

8edge style design

1osition claNQ Colt to the 
front side 
Strong claNQing QreWents 
NoWeNent of insert

7G8 Style 3CG9 Style
31G9 Style

GrooWing�'ace grooWing
for 17% coated carCide insert

-1� -2� H��

-��
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Straight style toolholders

G581�)

Edge height

Right-Hand style shown

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G581  �����) ˔ ˔ 20.0 20.0 20.0 10�.5 � � 2�.5 FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 25.0 25.0 25.0 132.5 14 � 24.5 FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 32.0 32.0 32.0 152.5 21 ʕ ʕ FSI2�-6.0ʷ1� LW-4

-�style toolholders

G,81�)

24.0

Edge height

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G,81  �����) ˔ ˔ 20.0 20.0 20.0 124 12 � FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 25.0 25.0 25.0 14� � � FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 32.0 32.0 32.0 16� ʕ ʕ FSI2�-6.0ʷ1� LW-4

Right-Hand style shown
＊Use oppsoite hand blade

˙.odular )oldet #ody
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Guidelines for .achining )3S" .aterials

G#73

˙7G8��Series � #lades 

'or G581�) 'or G,81�)

Note � All dimensions shown are obtained when blade is set in the holder.

˔ 3igIt Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


GTWPR2020-H 7GW4125 11�.� 11.2 3�.� 34.1 124.3 24.3 22.3 31.2 �.5

GKWPL2020-H 7GW4156 11�.� 11.2 3�.� 34.1 124.� 24.� 22.� 31.2 �.5

GTWPR2525-H 7GW4125 143.� 11.2 35.� 34.1 14�.3 24.3 2�.3 36.2 �.5

GKWPL2525-H 7GW4156 143.� 11.2 35.� 34.1 14�.� 24.� 2�.� 36.2 �.5

GTWPR3232-H 7GW4125 163.� 11.2 ʕ 34.1 16�.3 24.3 34.3 43.2 �.5

GKWPL3232-H 7GW4156 163.� 11.2 ʕ 34.1 16�.� 24.� 34.� 43.2 �.5

GTWPR2020-H 7GW4156 125.0 1�.5 46.0 40.5 124.4 24.4 22.4 3�.5 14.2

GKWPL2020-H 7GW41�� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GTWPR2525-H 7GW4156 150.0 1�.5 42.0 40.5 14�.4 24.4 2�.4 42.5 14.2

GKWPL2525-H 7GW41�� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GTWPR3232-H 7GW4156 1�0.0 1�.5 ʕ 40.5 16�.4 24.4 34.4 4�.5 14.2

GKWPL3232-H 7GW41�� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GTWPR2020-H 7GW621� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GKWPL2020-H 7GW6250 125.0 1�.5 46.0 40.5 125.2 25.2 23.2 3�.5 14.2

GTWPR2525-H 7GW621� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GKWPL2525-H 7GW6250 150.0 1�.5 42.0 40.5 150.2 25.2 2�.2 42.5 14.2

GTWPR3232-H 7GW621� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GKWPL3232-H 7GW6250 1�0.0 1�.5 ʕ 40.5 1�0.2 25.2 35.2 4�.5 14.2

GTWPR2020-H 7GW6250 130.1 22.6 51.1 45.6 124.� 24.� 22.� 42.6 1�.0

GKWPL2020-H 7GW62�1 130.1 22.6 51.1 45.6 125.1 25.1 23.1 42.6 1�.0

GTWPR2525-H 7GW6250 155.1 22.6 4�.1 45.6 14�.� 24.� 2�.� 4�.6 1�.0

GKWPL2525-H 7GW62�1 155.1 22.6 4�.1 45.6 150.1 25.1 2�.1 4�.6 1�.0

GTWPR3232-H 7GW6250 1�5.1 22.6 ʕ 45.6 16�.� 24.� 34.� 54.6 1�.0

GKWPL3232-H 7GW62�1 1�5.1 22.6 ʕ 45.6 1�0.1 25.1 35.1 54.6 1�.0

GTWPR2020-H 7GW�312 135.2 2�.� 56.2 50.� 125.5 25.5 23.5 4�.� 1�.0

GKWPL2020-H 7GW�344 135.2 2�.� 56.2 50.� 125.� 25.� 23.� 4�.� 1�.0

GTWPR2525-H 7GW�312 160.2 2�.� 52.2 50.� 150.5 25.5 2�.5 52.� 1�.0

GKWPL2525-H 7GW�344 160.2 2�.� 52.2 50.� 150.� 25.� 2�.� 52.� 1�.0

GTWPR3232-H 7GW�312 1�0.2 2�.� ʕ 50.� 1�0.5 25.5 35.5 5�.� 1�.0

GKWPL3232-H 7GW�344 1�0.2 2�.� ʕ 50.� 1�0.� 25.� 35.� 5�.� 1�.0

GTWPR2020-H 7GW�344 13�.� 30.2 5�.� 53.2 125.3 25.3 23.3 50.2 2�.5

GKWPL2020-H 7GW�3�5 13�.� 30.2 5�.� 53.2 125.� 25.� 23.� 50.2 2�.5

GTWPR2525-H 7GW�344 162.� 30.2 54.� 53.2 150.3 25.3 2�.3 55.2 2�.5

GKWPL2525-H 7GW�3�5 162.� 30.2 54.� 53.2 150.� 25.� 2�.� 55.2 2�.5

GTWPR3232-H 7GW�344 1�2.� 30.2 ʕ 53.2 1�0.3 25.3 35.3 62.2 2�.5

GKWPL3232-H 7GW�3�5 1�2.� 30.2 ʕ 53.2 1�0.� 25.� 35.� 62.2 2�.5

3ight

G#73�7G8���5�� ˔

G#73�7G8���5�� ˔

G#73�7G8���5�� ˔

G#73�7G8���5�� ˔

G#73�7G8���5��

G#73�7G8���5�� ˔
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G#7-

˙7G8��Series � #lades 

'or G581�) 'or G,81�)

Note � All dimensions shown are obtained when blade is set in the holder.

˔ -eft Iand

Hand #lade nuNCer Stock

-eft

G#7-�7G8���5�� ˔

G#7-�7G8���5�� ˔

G#7-�7G8���5�� ˔

G#7-�7G8���5�� ˔

G#7-�7G8���5��

G#7-�7G8���5�� ˔

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


GTWPL2020-H 7GW4125 11�.� 11.2 3�.� 34.1 124.3 24.3 22.3 31.2 �.5

GKWPR2020-H 7GW4156 11�.� 11.2 3�.� 34.1 124.� 24.� 22.� 31.2 �.5

GTWPL2525-H 7GW4125 143.� 11.2 35.� 34.1 14�.3 24.3 2�.3 36.2 �.5

GKWPR2525-H 7GW4156 143.� 11.2 35.� 34.1 14�.� 24.� 2�.� 36.2 �.5

GTWPL3232-H 7GW4125 163.� 11.2 ʕ 34.1 16�.3 24.3 34.3 43.2 �.5

GKWPR3232-H 7GW4156 163.� 11.2 ʕ 34.1 16�.� 24.� 34.� 43.2 �.5

GTWPL2020-H 7GW4156 125.0 1�.5 46.0 40.5 124.4 24.4 22.4 3�.5 14.2

GKWPR2020-H 7GW41�� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GTWPL2525-H 7GW4156 150.0 1�.5 42.0 40.5 14�.4 24.4 2�.4 42.5 14.2

GKWPR2525-H 7GW41�� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GTWPL3232-H 7GW4156 1�0.0 1�.5 ʕ 40.5 16�.4 24.4 34.4 4�.5 14.2

GKWPR3232-H 7GW41�� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GTWPL2020-H 7GW621� 125.0 1�.5 46.0 40.5 124.� 24.� 22.� 3�.5 14.2

GKWPR2020-H 7GW6250 125.0 1�.5 46.0 40.5 125.2 25.2 23.2 3�.5 14.2

GTWPL2525-H 7GW621� 150.0 1�.5 42.0 40.5 14�.� 24.� 2�.� 42.5 14.2

GKWPR2525-H 7GW6250 150.0 1�.5 42.0 40.5 150.2 25.2 2�.2 42.5 14.2

GTWPL3232-H 7GW621� 1�0.0 1�.5 ʕ 40.5 16�.� 24.� 34.� 4�.5 14.2

GKWPR3232-H 7GW6250 1�0.0 1�.5 ʕ 40.5 1�0.2 25.2 35.2 4�.5 14.2

GTWPL2020-H 7GW6250 130.1 22.6 51.1 45.6 124.� 24.� 22.� 42.6 1�.0

GKWPR2020-H 7GW62�1 130.1 22.6 51.1 45.6 125.1 25.1 23.1 42.6 1�.0

GTWPL2525-H 7GW6250 155.1 22.6 4�.1 45.6 14�.� 24.� 2�.1 4�.6 1�.0

GKWPR2525-H 7GW62�1 155.1 22.6 4�.1 45.6 150.1 25.1 2�.1 4�.6 1�.0

GTWPL3232-H 7GW6250 1�5.1 22.6 ʕ 45.6 16�.� 24.� 34.� 54.6 1�.0

GKWPR3232-H 7GW62�1 1�5.1 22.6 ʕ 45.6 1�0.1 25.1 35.1 54.6 1�.0

GTWPL2020-H 7GW�312 135.2 2�.� 56.2 50.� 125.5 25.5 23.5 4�.� 1�.0

GKWPR2020-H 7GW�344 135.2 2�.� 56.2 50.� 125.� 25.� 23.� 4�.� 1�.0

GTWPL2525-H 7GW�312 160.2 2�.� 52.2 50.� 150.5 25.5 2�.5 52.� 1�.0

GKWPR2525-H 7GW�344 160.2 2�.� 52.2 50.� 150.� 25.� 2�.� 52.� 1�.0

GTWPL3232-H 7GW�312 1�0.2 2�.� ʕ 50.� 1�0.5 25.5 35.5 5�.� 1�.0

GKWPR3232-H 7GW�344 1�0.2 2�.� ʕ 50.� 1�0.� 25.� 35.� 5�.� 1�.0

GTWPL2020-H 7GW�344 13�.� 30.2 5�.� 53.2 125.3 25.3 23.3 50.2 2�.5

GKWPR2020-H 7GW�3�5 13�.� 30.2 5�.� 53.2 125.� 25.� 23.� 50.2 2�.5

GTWPL2525-H 7GW�344 162.� 30.2 54.� 53.2 150.3 25.3 23.3 55.2 2�.5

GKWPR2525-H 7GW�3�5 162.� 30.2 54.� 53.2 150.� 25.� 2�.� 55.2 2�.5

GTWPL3232-H 7GW�344 1�2.� 30.2 ʕ 53.2 1�0.3 25.3 35.3 62.2 2�.5

GKWPR3232-H 7GW�3�5 1�2.� 30.2 ʕ 53.2 1�0.� 25.� 35.� 62.2 2�.5
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Guidelines for .achining )3S" .aterials
˙3CG9�31G9��Series � *nserts

˙ 31G9
˔ɿ1st Choice　ɿ 2nd Choice

Steel P
Stainless Steel .
Cast Iron ,    ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  

IteN NuNCer
%iNensions	ᶱ


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�
31G9 ������ 5����� 6.35 4.�6 ˔

������ &��� 6.35 �.�4 ˔ ˔

������ 5����� �.525 �.�4 ˔ ˔ ˔

������ 5����� �.525 �.�4 ˔ ˔ ˔ ˔

����     5/# �.525 �.�6 ˔

������ &��� �.525 �.�4 ˔ ˔

������ 5����� 12.�0 �.�4 ˔ ˔ ˔

������ 5����� 12.�0 �.�4 ˔

������ 5����� 12.�0 �.�4 ˔ ˔ ˔ ˔

����     5/# 12.�0 �.�6 ˔

T

IC 12
0°

11°

˙ 3CG9
Steel P
Stainless Steel .
Cast Iron ,    ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  

˔ɿ1st Choice　ɿ 2nd Choice

IteN NuNCer
%iNensions	ᶱ


Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�
3CG9 ������ 5����� 6.35 4.�6 ˔ ˔

������ 5����� 6.35 4.�6 ˔ ˔

������ 5����� 6.35 �.�4 ˔

������ &��� �.525 �.�4 ˔ ˔

������ 5����� �.525 �.�4 ˔ ˔ ˔

������ 5����� �.525 �.�4 ˔

������ 5����� �.525 �.�4 ˔ ˔ ˔

����     5/# �.525 �.�6 ˔ ˔

������ &��� �.525 �.�4 ˔ ˔

������ 5����� 12.�0 �.�4 ˔ ˔ ˔

������ 5����� 12.�0 �.�4 ˔ ˔ ˔

������ 5����� 12.�0 �.�4 ˔

������ ;����� 12.�0 �.�4 ˔

����     5/# 12.�0 �.�6 ˔

T

IC 12
0°
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˙ 3CG9�31G9��Series � 5oolholders

˙ .odular )older #ody

C3%C/

G581�) G,81�)

Edge height

24.0

Edge height

Right-Hand style shown Right-Hand style shown
＊Use opposite hand blade

Straight style toolholder -�style toolholder

˔ ToolIolder #ody

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G581  �����) ˔ ˔ 20.0 20.0 20.0 10�.5 � � 2�.5 FSI2�-6.0ʷ1� LW-4

 �����) ˔ ˔ 25.0 25.0 25.0 132.5 14 � 24.5 FSI2�-6.0ʷ1� LW-4

 �����) ˔ ˔ 32.0 32.0 32.0 152.5 21 ʕ ʕ FSI2�-6.0ʷ1� LW-4

˔ ToolIolder #ody

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G,81  �����) ˔ ˔ 20.0 20.0 20.0 124 12 � FSI2�-6.0ʷ1� LW-4

 �����) ˔ ˔ 25.0 25.0 25.0 14� � � FSI2�-6.0ʷ1� LW-4

 �����) ˔ ˔ 32.0 32.0 32.0 16� ʕ ʕ FSI2�-6.0ʷ1� LW-4

˔ Spare Parts

IteN NuNCer

ClaNp ScreX 8asIer SIiN ClaNp Spring pin 8rencI

    

C3%C/����1�� BS0520 WS-5 HARCG906 HC35KR-40�� ʕ LW-3

 ����1�� BS0625 WS-6 HARCG90�0�7 HC35KR-60�5 2＊�AW LW-4

 ����1�� BS0625 WS-6 HARCG9120�7 HC35KR-60�6 2.5＊�AW LW-4

˔ Holders

IteN NuNCer Stock
%iNensions	ᶱ


(age insert

C3%C/����1�� ˔ 32 25 1�0 32 20 RCG9/RPG9060�ʢ0�ʣ

 ����1�� ˔ 32 25 1�0 32 20 RCG9/RPG90�0�ʢ0�ʣ

 ����1�� ˔ 32 25 1�0 32 25 RCG9/RPG9120�ʢ0�ʣ
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Guidelines for .achining )3S" .aterials

Note � All dimensions shown are obtained when blade is set in the holder.

˔ 3igIt Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


3ight

G#33�3����� ˔

GTWPR2020-H RCG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GKWPL2020-H RPG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GTWPR2525-H RCG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GKWPL2525-H RPG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GTWPR3232-H RCG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

GKWPL3232-H RPG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

G#33�3����� ˔

GTWPR2020-H RCG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GKWPL2020-H RPG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GTWPR2525-H RCG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GKWPL2525-H RPG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GTWPR3232-H RCG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

GKWPL3232-H RPG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

G#33�3����� ˔

GTWPR2020-H RCG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GKWPL2020-H RPG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GTWPR2525-H RCG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GKWPL2525-H RPG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GTWPR3232-H RCG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

GKWPL3232-H RPG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

'or G,81�)'or G581�)
G#33

˙3CG9�31G9��Series � #lades 
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˔ -eft Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


-eft

G#3-�3����� ˔

GTWPL2020-H RCG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GKWPR2020-H RPG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0

GTWPL2525-H RCG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GKWPR2525-H RPG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0

GTWPL3232-H RCG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

GKWPR3232-H RPG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

G#3-�3����� ˔

GTWPL2020-H RCG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GKWPR2020-H RPG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4

GTWPL2525-H RCG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GKWPR2525-H RPG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4

GTWPL3232-H RCG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

GKWPR3232-H RPG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

G#3-�3����� ˔

GTWPL2020-H RCG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GKWPR2020-H RPG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5

GTWPL2525-H RCG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GKWPR2525-H RPG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5

GTWPL3232-H RCG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

GKWPR3232-H RPG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

Note � All dimensions shown are obtained when blade is set in the holder.

G#3-

˙3CG9�31G9��Series � #lades 

'or G581�) 'or G,81�)
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Guidelines for .achining )3S" .aterials
˙3CG:��Series � *nserts

・ Right-Hand style shown

˔ Holders

IteN NuNCer
Stock %iNensions	ᶱ


(age insert
3 -

C39C ����1��: ˔ 32 32 1�0 32 32.� 2� RCG:0�0603

����1��: ˔ 32 32 1�0 32 32.� 3� RCG:120603

˔ Spare Parts

IteN NuNCer

ClaNp ScreX 8asIer SIiN SIiN ScreX Spring ClaNp 8rencI

C39C3����1��: CS0425 WS-4 HAR0�: M2＊� ASGL4 CRN4 LW-3

 ɹɹɹ����1��: CS0525 WS-5 HAR12: M3＊� ASGL5 CRN5 LW-4

IteN NuNCer
%iNensions	ᶱ


Stock

#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics
IC T +9� +9� S9� S9� S9� 8"� 8"�

3CG: ������ 5/# 6.35 4.�6 ˔

������ 5/# 6.35 �.�4 ˔

Steel P
Stainless Steel .
Cast Iron ,    ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  

˔ɿ1st Choice　ɿ 2nd choice

T

IC

C3%C/

˙3CG:��Series � 5oolholders
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C���C3%// C���C3G/3

IteN NuNCer %iNensions	ᶱ
 Stock
#I%&.ICS Si"l0N ceraNics 8Iisker ceraNics

IC T +9� +9� S9� S9� S9� 8"� 8"�
3/G/ ������ 5����� 12.�0 4.�6 ˔ ˔

������ 5����� 12.�0 4.�6 ˔
������ 5����� 12.�0 4.�6 ˔ ˔
������ 5����� 12.�0 4.�6 ˔ ˔
������ 5����� 12.�0 4.�6 ˔
������ &��� 12.�0 �.�4 ˔
������ &��� 12.�0 �.�4 ˔ ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔
������ 5����� 12.�0 �.�4 ˔ ˔ ˔ ˔
������ 5����� 12.�0 �.�4 ˔
������ ;����� 12.�0 �.�4 ˔
������ ,����� 12.�0 �.�4 ˒
������ 5����� 15.��5 �.�4 ˔
������ 5����� 15.��5 �.�4 ˔ ˔
������ 5����� 15.��5 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ 5����� 1�.05 �.�4 ˔
������ ,����� 1�.05 �.�4 ˔
������ 5����� 25.4 �.�4 ˔ ˔
������ 5����� 25.4 �.�4 ˔

Steel P
Stainless Steel .
Cast Iron ,    ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔ ˔ ˔ ˔ ˔
Hardened .aterial H  

˔ɿ1st Choice　ɿ 2nd choice

90°IC
T

˙3/G/��Series � *nserts

˙3/G/��Series � 5oolholders

˔ Spare Parts

'igure Item /umCer

$lamp Shim $lamp ScreX Shim ScreX 8rench Snap ring

1
C��.���

CC0�M ARN42 BS0�35W M3＊12 LW-4 SR0�C3%//����.��
����1��

2

C�� ���

CC0�M ARN42

BS0�2�W

M3＊12 LW-4 SR0����
BS0�35W���

C3G/ ����1��

˔ Holders

'igure Item /umCer
StocL %imensions	ᶱ


(age insert
3 -/

1
C��.��� ˔ 25 25 160 25 12.5 33

RN˘N1204ʢ120�ʣC3%//����.�� ˔ 25 25 150 25 12.5 34
����1�� ˔ 32 25 1�0 32 12.5 34

2

C�� ��� ˔ 1� 1� 140 1� 2� 30 RNGN1204
��� ˔ ˔ 25 25 160 25 30 30

RN˘N1204ʢ120�ʣ��� ˔ 32 25 160 32 30 30
C3G/ ����1�� ˔ 32 25 1�0 32 32 30

'igure�2
・ Right hand shown

Right-Hand style shown
'igure�1
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.achining .ill 3olls Xith /5, CeraNics and C#/s

'eatures

3ecoNNended SQeed Chart 3ecoNNended 'eed Chart

  *n addition to our general QurQose ceraNic )C�
grade /5, o⒎ ers )C� for higher QroductiWity

  8"�`s Xear resistance is an adWantage Xhen
roughing carCide and hardened rolls

  ;C� coWers a Xide range of aQQlications such as
carCuri[ed or induction hardened steels�

3ecoNNended Cutting Conditions

3oll .aterial (rade
$utting speed 	m�  ̔ 


'eed
	ᶱ�reW


%epth of cut
	ᶱ
 %3: 8&5Shore )ardness Scale

����� ����2 �2�

Steel
ex. D2

Ceramic )C� 140Ȃ1�0 100� �0� 60� 0.1Ȃ0.3 0.6Ȃ1.� ˔

Ceramic )C� 100Ȃ140 100� �0� 60� 0.1Ȃ0.3 0.6Ȃ1.� ˔

Chilled Cast Iron
Ceramic )C� 140Ȃ1�0 100� �0� 60� 0.1Ȃ0.3 0.6Ȃ1.� ˔

Ceramic )C� 100Ȃ140 100� �0� 60� 0.1Ȃ0.3 0.6Ȃ1.� ˔

Ductile Cast iron
Ceramic )C� �0Ȃ1�0 100� �0� 60� 0.1Ȃ0.3 0.6Ȃ1.� ˔

Ceramic )C� �0Ȃ140 0.1Ȃ0.3 0.6Ȃ1.� ˔

Carbide
CBN #�� 30Ȃ60 0.1Ȃ0.3 0.25 ˔

Whisker 8"��8"� 50Ȃ150 0.1Ȃ0.3 0.25Ȃ2.0 ˔

CPM Rolls
ex. Powdered Metal Ceramic )C� 120Ȃ150 0.1Ȃ0.3 0.6Ȃ1.� ˔

Continuous cuts
42ô�� Shore hardness Ceramic ;C� 40Ȃ200 Finish 0.0�Ȃ0.2 0.1Ȃ0.� ˔ ˔

/ose radius %epth of cut
	ᶱ


'eed
	ᶱ�reW


3� micro �� micro

0.4 0.2 0.05Ȃ0.0� 0.0�Ȃ0.1

0.� 0.4 0.0�Ȃ0.1 0.1Ȃ0.12

1.2 0.5 0.1Ȃ0.12 0.12Ȃ0.16

1.6 0.� 0.1Ȃ0.14 0.15Ȃ0.1�

6.35 2.0 0.1�Ȃ0.25 0.25Ȃ0.35

SP
EE

D
(m

/῾
)

Shore hardness
50

240

210

1�0

150

120

�0

60

30

0
55 60 65 �0

.achining .ill 3olls Xith /5, CeraNics and C#/s
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6�S� reCar si[e chart

Imperial Car si[e .etric si[e /ominal diameter
	mm


�2 �6 6.35

�3 �10 �.525

�4 �13 12.�

�5 �16 15.��5

�6 �1� 1�.05

�� �25 25.4

C3%C/ for 3CG9 inserts

,ey 1oints for .achining .ill 3olls

  )ardness of the roll is an iNQortant factor� "s the roll gets harder the Cutting sQeed should Ce reduced�
  3CG9 style inserts are the Qreferred insert for rigidity and cost saWings�
  *f NaLing NultiQle Qasses Xith one edge Wary your %0C to NoWe the Xear on the insert edge and

reduce notch Xear�
  *f you encounter chatter increase your feed rate� 7ariaCle 31. controllers are helQful to reduce

harNonics�
  )eaWy chatter is often a sign of tooling Ceing aCoWe centerline�
  Chilled and ductile iron rolls are tyQically softer and short chiQQing Naterials� &Wen after running in

the Nill these rolls rarely eYceed a �� Shore hardness�
  5ool steel and C1. rolls run Ruite siNilar and are norNally oWer ��� Shore hardness� 5hese rolls haWe

a higher ChroNe and CoCalt content and are considered a longer chiQQing Naterial� 5he coNCination
of the Naterial tyQe and hardness reRuire a sloXer sQeed to run successfully�

  3CG9���� � ���� feed rate runs Cest at ���� ᶱ�reW�

5yQes "QQlications and 'eatures of 3olls

.ill 3olls "pplications 'eatures

'orged rolls
Cr-Mo-based
High-speed-steel-based
Carbide-based

Bloom-milling at heavy rolling load.
Work rolls for rough cold rolling, and rolls 
for reinforcement.

Strong and relatively high in heat resistance.

Cast iron rolls
Carbide based

Semi-rolling or pnishing that reRuires a very 
heavy load.

More wear-resistant and high-heat-resistant 
than steel in between ordinary steel and 
cast- iron-based steel.

Cast Steel rolls
Adamite roll for deep profile
Chilled roll for boards and wire steel process
  Grain roll for steel finishing process boards

(Resistant to thermal crack)
  Ductile roll for boards, profile steel, and bar wire 

steel process (Rolls for roughing and finishing use)
Special cast iron roll 

Wide range of applications from bloom-
milling and semi-rolling to finishing.

Suitable for the applications that reRuire 
heat resistance and strength.
Suitable for the applications that reRuire 
wear resistance.

CarCide rolls

Pinch mills
Wire rod
Wire flattering or forming
ERW tube mills
Turks heads
Hot � Cold rolls
Work reducing rolls

Preferred in abrasive operations.
High wear capabilities.
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.achining .ill 3olls Xith /5, CeraNics and C#/s

)3C%

6°

IteN NuNCer
%iNensions	ᶱ


CeraNics
C#N

"luNina � TiC Si"l0N 8Iisker

IC T ̝ HC2 HC� S9� 8"1 8"� #22
C%)��1/ 12.�0 6.35 3.1� ˔

��1/ 1�.05 �.52 6.35 ˔

��1/ 25.40 12.�0 6.�5

��1/ 25.40 1�.05 6.�5

��1/ 31.�5 1�.05 �.�2

Steel P
Stainless Steel .
Cast Iron ,  ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔
Hardened .aterial H  ˔    ˔

Ｔ

ＩＣ Ｈ

6°

˔ɿ1st Choice　ɿ 2nd choice

˔ Holders

IteN NuNCer
Stock %iNensions	ᶱ


(age insert
3 -N

)3C%��� ˔ 50 50 300 50 30 CDH22

��� ˔ 50 50 300 50 50 CDH33

��� 50 50 300 50 �0 CDH42

��� 50 50 300 50 �0 CDH43

��� 50 50 300 50 100 CDH53

˔ Spare Parts

IteN NuNCer

ClaNp ScreX 8asIer SIiN 8rencI

)3C%��� CS0316 W120 HACDH22 LW-2.5

)3C%��� CS0625 W110 HACDH33 LW-5

)3C%��� 1/4-20UNC＊11/4 W106 HACDH42 LWU-4

)3C%��� 1/4-20UNC＊11/2 W106 HACDH43 LWU-4

)3C%��� 3/�-16UNC＊11/2 W10� HACDH53 LWU-5

˙C%)��Series � *nserts

˙C%)��Series � 5oolholders
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IteN NuNCer
%iNensions	ᶱ


CeraNics
C#N

"luNina � TiC Si"l0N 8Iisker

IC T HC2 HC� S9� 8"1 8"� #22
3CG9 ������ 5����� 6.35 4.�6 ˔ ˔

 ������ 5����� 6.35 4.�6 ˒ ˒
 ������ 1����� 6.35 6.21 ˒
 ������ 5����� 6.35 �.�4 ˔
 ������ 5����� �.525 �.�4 ˔ ˔
 ������ 5����� �.525 �.�4 ˔
 ������ 5����� �.525 �.�4 ˔
 ������ ,����� �.525 �.�4 ˒ ˒
 ���� 1/ �.525 �.�6 ˔
 ���� 5/# �.525 �.�6 ˔ ˔
 ������ 5����� 12.�0 �.�4 ˔ ˔
 ������ 5����� 12.�0 �.�4 ˔
 ������ 5����� 12.�0 �.�4 ˔
 ������ ;����� 12.�0 �.�4 ˔
 ������ ,����� 12.�0 �.�4 ˒ ˒
 ���� 1/ 12.�0 �.�6 ˔
 ���� 5#/ 12.�0 �.�6 ˔

Steel P
Stainless Steel .
Cast Iron ,  ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔
Hardened .aterial H  ˔    ˔

˙3CG9��Series � *nserts

˙3CG9��Series � 5oolholders

C3%C/

˔ɿ1st Choice　ɿ 2nd choice

T

IC 12
0°

˔ Holders

IteN NuNCer
Stock %iNensions	ᶱ


(age insert
3 -N

C3%C/����.�� 25 25 150 25 ʕ 20 RCG9060�(0�)

����.�� 25 25 150 25 ʕ 20 RCG90�0�(0�)

����.�� 25 25 150 25 ʕ 20 RCG9120�(0�)

˔ Spare Parts

IteN NuNCer

ClaNp ScreX 8asIer SIiN ClaNp Spring pin 8rencI

C3%C/����1�� BS0520 WS-5 HARCG906 HC35KR-40�� ʕ LW-3

����1�� BS0625 WS-6 HARCG90�0�7 HC35KR-60�5 2＊�AW LW-4

����1�� BS0625 WS-6 HARCG9120�7 HC35KR-60�6 2.5＊�AW LW-4
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.achining .ill 3olls Xith /5, CeraNics and C#/s
˙.odular )older #ody

Straight style toolholders

G581�)

Edge height

Right-Hand style shown

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G581  �����) ˔ ˔ 20.0 20.0 20.0 10�.5 � � 2�.5 FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 25.0 25.0 25.0 132.5 14 � 24.5 FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 32.0 32.0 32.0 152.5 21 ʕ ʕ FSI2�-6.0ʷ1� LW-4

-�style toolholders

G,81�)

24.0

Edge height

ToolIolder
Stock %iNensions	ᶱ
 Parts

3 - ScreX 8rencI

G,81  �����) ˔ ˔ 20.0 20.0 20.0 124 12 � FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 25.0 25.0 25.0 14� � � FSI2�-6.0ʷ1� LW-4

�����) ˔ ˔ 32.0 32.0 32.0 16� ʕ ʕ FSI2�-6.0ʷ1� LW-4

Right-Hand style shown
＊Use oppsoite hand blade
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Note � All dimensions shown are obtained when blade is set in the holder.

˔ 3igIt Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ 


3ight

G#33�3����� ˔

GTWPR2020-H RCG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0
GKWPL2020-H RPG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0
GTWPR2525-H RCG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0
GKWPL2525-H RPG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0
GTWPR3232-H RCG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0
GKWPL3232-H RPG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

G#33�3����� ˔

GTWPR2020-H RCG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4
GKWPL2020-H RPG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4
GTWPR2525-H RCG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4
GKWPL2525-H RPG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4
GTWPR3232-H RCG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4
GKWPL3232-H RPG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

G#33�3����� ˔

GTWPR2020-H RCG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5
GKWPL2020-H RPG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5
GTWPR2525-H RCG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5
GKWPL2525-H RPG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5
GTWPR3232-H RCG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5
GKWPL3232-H RPG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

'or G581�) 'or G,81-�) 'or G,813�)
G#33�-

˙3CG9�31G9��Series � #lade

Note � All dimensions shown are obtained when blade is set in the holder.

˔ -eft Iand

Hand #lade nuNCer Stock Holder Insert
%iNensions	ᶱ


-eft

G#3-�3����� ˔

GTWPL2020-H RCG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0
GKWPR2020-H RPG90604 130.1 22.6 51.1 45.6 125.0 25.0 23.0 42.6 1�.0
GTWPL2525-H RCG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0
GKWPR2525-H RPG90604 155.1 22.6 4�.1 50.� 150.0 25.0 2�.0 4�.6 1�.0
GTWPL3232-H RCG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0
GKWPR3232-H RPG90604 1�5.1 22.6 ʕ 53.2 1�0.0 25.0 35.0 54.6 1�.0

G#3-�3����� ˔

GTWPL2020-H RCG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4
GKWPR2020-H RPG90�0�(0�) 135.2 2�.� 56.2 45.6 125.0 25.0 23.0 4�.� 25.4
GTWPL2525-H RCG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4
GKWPR2525-H RPG90�0�(0�) 160.2 2�.� 52.2 50.� 150.0 25.0 2�.0 52.� 25.4
GTWPL3232-H RCG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4
GKWPR3232-H RPG90�0�(0�) 1�0.2 2�.� ʕ 53.2 1�0.0 25.0 35.0 5�.� 25.4

G#3-�3����� ˔

GTWPL2020-H RCG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5
GKWPR2020-H RPG9120�(0�) 13�.� 30.2 5�.� 45.6 125.0 25.0 23.0 50.2 2�.5
GTWPL2525-H RCG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5
GKWPR2525-H RPG9120�(0�) 162.� 30.2 54.� 50.� 150.0 25.0 2�.0 55.2 2�.5
GTWPL3232-H RCG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5
GKWPR3232-H RPG9120�(0�) 1�2.� 30.2 ʕ 53.2 1�0.0 25.0 35.0 62.2 2�.5

Right-Hand style shown
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.achining .ill 3olls Xith /5, CeraNics and C#/s

Steel P
Stainless Steel .
Cast Iron ,  ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔
Hardened .aterial H  ˔    ˔

IteN NuNCer
%iNensions	ᶱ


CeraNics
C#N

"luNina � TiC Si"l0N 8Iisker
IC T HC2 HC� S9� 8"1 8"� #22

3/G/������5����� 12.� 4.�6 ˔
������5����� 12.� 4.�6 ˔
������5����� 12.� 4.�6 ˔ ˔
������5����� 12.� 4.�6 ˔ ˔
������5����� 12.� 4.�6 ˔
������5����� 12.� 4.�6 ˔

3/G/������&��� 12.� �.�4 ˔
������&��� 12.� �.�4 ˔
������5����� 12.� �.�4 ˔ ˔
������5����� 12.� �.�4 ˔ ˔
������5����� 12.� �.�4 ˔
������5����� 12.� �.�4 ˔
������5����� 12.� �.�4 ˔
������;����� 12.� �.�4 ˔
������,����� 12.� �.�4 ˒ ˒

3/G/������5����� 15.��5 �.�4 ˔
������5����� 15.��5 �.�4 ˔ ˔
������5����� 15.��5 �.�4 ˔

3/G/������5����� 1�.05 �.�4 ˔
������5����� 1�.05 �.�4 ˔
������5����� 1�.05 �.�4 ˔
������5����� 1�.05 �.�4 ˔
������,����� 1�.05 �.�4 ˔

3/G/������5����� 25.4 �.�4 ˔ ˔
������5����� 25.4 �.�4 ˔

3/G/������S

12.�0 4.�6 ˔

Top full-face CBN

90°IC

T

C���C3%// C���C3G/3
˙3/G/��Series � 5oolholders

˙3/G/��Series � *nserts

・ Right hand shown

Right-Hand style shown

˔ Spare Parts

'igure IteN NuNCer

ClaNp SIiN ClaNp ScreX SIiN ScreX 8rencI Snap ring

1
C��.���

CC0�M ARN42 BS0�35W M3＊12 LW-4 SR0�C3%//����.��
����1��

2

C�� ���

CC0�M ARN42

BS0�2�W

M3＊12 LW-4 SR0����
BS0�35W���

C3G/ ����1��

˔ Holders

'igure IteN NuNCer
Stock %iNensions	ᶱ


(age insert
3 -N

1
C��.��� ˔ 25 25 160 25 12.5 33

RN˘N1204ʢ120�ʣC3%//����.�� ˔ 25 25 150 25 12.5 34
����1�� ˔ 32 25 1�0 32 12.5 34

2

C�� ��� ˔ 1� 1� 140 1� 2� 30 RNGN1204
��� ˔ ˔ 25 25 160 25 30 30

RN˘N1204ʢ120�ʣ��� ˔ 32 25 160 32 30 30
C3G/ ����1�� ˔ 32 25 1�0 32 32 30

˔ɿ1st Choice　ɿ 2nd choice

'igure�2'igure�1
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Steel P
Stainless Steel .
Cast Iron ,  ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔
Hardened .aterial H  ˔    ˔

IteN NuNCer
%iNensions	ᶱ


CeraNics
C#N

"luNina � TiC Si"l0N 8Iisker

IC IC⒩ T⒩ T HC2 HC� S9� 8"1 8"� #22

3#G9��S1/ 16 � � 13 ˔

��SS/� 16 � � 13 ˔

��S 16 � � 13 ˔

��S1/ 20 10 10 15 ˔

��S 20 10 10 15 ˔

��S1/ 26 14 10 15 ˔

��SS/� 26 14 10 15 ˔

˔ɿ1st Choice　ɿ 2nd choice

˙-/.��Series � *nserts

˙3#G9��Series � *nserts

Steel P
Stainless Steel .
Cast Iron ,  ˔ ˔ ˔ ˔ ˔
Non�'errous .aterial N
Heat 3esistant "lloy S ˔ ˔ ˔
Hardened .aterial H  ˔    ˔

˔ɿ1st Choice　ɿ 2nd choice

IteN NuNCer
%iNensions	ᶱ


CeraNics
C#N

"luNina � TiC Si"l0N 8Iisker

3 )$2 )$� S9� 8"1 8"� B22

-/.����1/9� 1�.05 3�.10 12.�0 3.2 ˔

����S/� 1�.05 3�.10 12.�0 3.2 ˔

����S/9� 1�.05 3�.10 12.�0 3.2 ˔

90°

L
W

R
T

90°
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.achining 1oly�7 1ulley 1rofiles

GrooWing 8ith CeraNics

'eatures

  )igh sQeed Nachining for 1oly�7 Qulleys
  6Q to ��7 grooWing Xith single Qass
  1recision inserts for Qlunging Qroples

3ecoNNended Cutting Conditions

.aterial (rade $utting speed 	m�῾
 'eed 	ᶱ�reW
 %3: 8&5

Gray cast iron )8� 300Ȃ600 0.05Ȃ0.15 ˔

�� LX needed
*nsert � 15.��,�����&/# )8�

�7

�� LX needed
*nsert � 15.��,�����&/# )8�

�7

�� LX needed
*nsert � 15.��,�����&/# )8�

�7�7

�� LX needed
*nsert � 15.��,�����&/# )8�

.achining 1oly�7 1ulley 1roples
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)igh�SQeed 1ulley .achining &YaNQle using /5, CeraNic 5ools

1rocess �� 1rocess �� 1rocess �� 1rocess ��

OD and Prople Roughing OD and Prople Finishing Plunge Grooving Poly-7 Grooving

Tooling

Insert CNGA120412T02020 S96

DNGA15040�T01025 HC6

G7GN20600N0�  WA1 PTM 53 K50504 ENB HW2＊

DNGA15040�T01020 SP�

Cutting 
Speed

(m/min)
600Ȃ�40 450Ȃ600ʢHC6ʣ

540Ȃ�20ʢSP�ʣ 300Ȃ420 360Ȃ450
ʢ420 recommendedʣ

Feed
(mm/rev) 0.45Ȃ0.6 0.3Ȃ0.45ʢHC6ʣ

0.45Ȃ0.6ʢSP�ʣ 0.2Ȃ0.25 0.05Ȃ0.15

DOC
(mm) 2.0Ȃ3.0 Process dependent (0.5) ʕ ʕ

Coolant DR:ɾʢWETʣ DR:ɾʢWETʣ DR:ɾʢWETʣ DR:

Life ʗ corner Ŗ 300 pcs Ŗ 300 pcs Ŗ 300 pcs Ŗ 300 pcs

＊Please check machine�s HP when select insert.

37 47 57 67

3eRuired Cutting 1oXer 15kw 21kw 26kw 26kw

 NTK's Ceramic Inserts ensure in higher productivity and
stable tool life for Damper-Pulley machining.
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.achining 5uCe Scarfing

Shape

$ode /o�

Item /umCer

StocL %imensionsʢᶱʣ (age insert Shim Shim ScreX $lamp $lamp ScreX 8rench

�� �� �� ��

ø

)/�����"5S���& 1� 1� 160 12.5 26
TSN45- ASN423

A;T65�D
M3＊5.5
M3＊�

HC5�/60TS-4 WS0620 LW-3üúü÷üþû ���& ˔ 25 25 160 1�.5 26

���&�� 25 25 160 1�.5 26 TSN55- ASN522
HA;T1255A

M3＊� 
M4＊5.5

ù

)/�����#5S���& 1� 1� 160 1� 25
TSN45- ASN423

A;T65�D
M3＊5.5
M3＊�

HC5�/60TS-4 WS0620 LW-3���& 25 25 160 25 25

���&�� 25 25 160 25 25 TSN55- ASN522
HA;T1255A

M3＊� 
M4＊5.5

)/�"5S
)/��"5S 	3ight�hand

)/��"5S 	-eft�hand


'igure�1

15 °

)/�#5S
)/��B5S 	3ight�hand

)/��B5S 	-eft�hand


'igure�2

b

h1 h

L2

L1

L2

L1

L1

h

h1

b

Left-Hand style shown

Left-Hand style shown

˙5S/��Series

˙5S/��Series � 5oolholders
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˙5S/��Series � *nserts

Shape Item /umCer
%imensionsʢᶱʣ $eramics

3 I$ 5 C9�˞ StocL

IC T

R

w

5S/����� 10 2.10 12.�0 �.�4 �12�323 ˔

��� 12 2.10 12.�0 �.�4 �11���� ˔

��� 14 2.10 12.�0 �.�4 �123�14 ˔

��� 16 2.10 12.�0 �.�4 �11���� ˔

��� 1� 2.10 12.�0 �.�4 �124�3� ˔

��� 20 2.10 12.�0 �.�4 �12���1 ˔

��� 25 2.10 12.�0 �.�4 �12��2� ˔

��� 30 2.10 12.�0 �.�4 �12��1� ˔

��� 35 2.10 12.�0 �.�4 �123�22 ˔

��� 40 2.10 12.�0 �.�4 �123�4� ˔

��� 50 2.10 12.�0 �.�4 �123��� ˔

��� 60 2.10 12.�0 �.�4 

��� �0 2.10 12.�0 �.�4 

5S/����� 15 3.20 15.��5 �.�4 

��� 20 3.20 15.��5 �.�4 �2��244 ˔

��� 25 3.20 15.��5 �.�4 �2��2�1 ˔

��� 30 3.20 15.��5 �.�4 �2��2�� ˔

��� 35 3.20 15.��5 �.�4 �144�3� ˔

��� 40 3.20 15.��5 �.�4 �2�121� ˔

��� 45 3.20 15.��5 �.�4 �144�44 ˔

��� �0 3.20 15.��5 �.�4 

˞C93 is an alumina-based ceramic similar to HC1.

˙'ield 3esult
TuCe scarfing

Work materialɿSPHT4

Cutting speedʢm/῾ʣ́ �0

Depth of cutʢᶱʣ́ 3.0

Width of cuttingʢᶱʣ́ 5.0

Cutting oilɿDR:

/5,ɿC9� �� min��corner
Competitorʟ s black 

ceramic grade 30 min./corner

C93 exhibited a tool life more than double that of the competitorʟ s black ceramic tool.
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M
&ndNills

C&3"."TIC � Solid CeraNic &nd.ills ʝ .2
S�.I-- � Solid CarCide &nd.ills ʝʝʝʝ .�
SNall %iaNeter IndeYaCle &ndNills ʝʝ .�
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Slotting Pocketing Ramping

��flute

Face Milling Side Milling

Profiling Ramping

��flute ��flute

 &YtreNely IigI speed NacIining for H3S" 
Naterials XitI our duraCle Si"l0N grade �S9��

 .ore tIan 1� tiNes IigIer productiWity tIan a 
CarCide end Nill

 � � and � q utes are aWailaCle 
 Unique patent pending design proWides 
tougIness to tIe edge

˔ CeraNic specialist�s design
HeliY angle
ㅡ  Designed for the purpose of�

ㅡ4-flute� toughness
ㅡ  6-flute� less tool pressure and 

better chip evacuation

#ottoN edge
ㅡ  UniRue shape

provides toughness

'lute
ㅡ  Optimized for HRSA

materials
ㅡ  Excellent toughness

S9�	Si"l0N

ㅡ  Well balanced for

toughness and
wear resistance

ʦ
cc

�m
in

ʧ

��
� 
cc

�N
in

��
��

cc
�N

in

�

�

1�
%ia 1�mm � � qute

�

4

2

Inco �1�

1�ʷ
ProductiWity

3C& for )3S" Naterials .�

S9� $arCide

$utting Speed 	m�min
 600 40
'eed 	mm�t
 0.03 
%0$ 	mm
 3.0 

HeliY angle
ㅡ  Designed for the purpose of�

ㅡ4-flute� toughness
ㅡ  6/�-flute� less tool pressure and 

better chip evacuation

&nd (asI
ㅡ  Bigger end gash

brings toughness

&dge
ㅡ  Added chamfer provides

toughness for cast iron machining

'lute
ㅡ  Three flute

options up
to � flute

ʦ
cc

�m
in

ʧ

23
� 
cc

�N
in

��
 c
c�
N
in

�

1��

1��

2��
%ia 12mm � � qute

��

Cast Iron

3ʷ
ProductiWity

3CS for Cast iron � )3S" Naterials .�

S9� $arCide

$utting Speed 	m�min
 �00 110
'eed 	mm�t
 0.05 
%0$ 	mm
 3.5 �.0

C&3"."5*C � Solid CeraNic &nd.ill
'eatures

&ndNills
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˔ 3ecoNNend Cutting Conditions for H3S" Naterial
"pplication (rade П 'lute Cutting Speed 	N�Nin） 'eed

	NN�t

%eptI of cut 

ʢNN）
8idtI of cut 

ʢNN） Coolant1�� ��� 1���
'ace .illing

S9�

3/��

4/6/� 0.03

1.4

ʕ

DR:

ʷ
1/2� 1.�
5/�� 2.4
3/4� 2.�
�ᶱ 1.2
10ᶱ 1.5
12ᶱ 1.�
16ᶱ 2.4
20ᶱ 3.0

Side .illing

S9�

3/��

4/6/� 0.03

4.� 0.�

DR:

ʷ
1/2� 6.4 1.3
5/�� �.0 1.6
3/4� �.5 1.�
�ᶱ 4.0 0.�
10ᶱ 5.0 1.0
12ᶱ 6.0 1.2
16ᶱ �.0 1.6
20ᶱ 10.0 2.0

Slotting

S9�

3/��

4 0.03

2.4

ʕ

DR:

ʷ
1/2� 3.2
5/�� 4.0
�ᶱ 2.0
10ᶱ 2.5
12ᶱ 3.0
16ᶱ 4.0
3/��

6 0.03

1.4

ʕ

DR:

ʷ
1/2� 1.�
5/�� 2.4
�ᶱ 1.2
10ᶱ 1.5
12ᶱ 1.�
16ᶱ 2.4
3/4� � 0.03 2.� ʕ16ᶱ 3.0

˔ 3ecoNNended cutting conditions for Cast Iron
"pplication (rade П 'lute Cutting Speed ʢN�Nin） 'eed

ʢNN�t）
%eptI of cut 

ʢNN）
8idtI of cut 

ʢNN） Coolant1�� ��� 1���
'ace .illing

S9�

1/2�

4/6/� 0.1

2.4

ʕ

DR:

ʷ
5/�� 5.0
3/4� 4.�
12ᶱ 3.0
16ᶱ 4.0
20ᶱ 5.0

Side .illing

S9�

1/2�

4/6/� 0.1

�.5 2.1
DR:

ʷ
5/�� 11.� 2.6
3/4� 14.3 3.2
12ᶱ �.0 2.0
16ᶱ 12.0 2.5
20ᶱ 15.0 3.3

Slotting

S9�

1/2�

4/6/� 0.1

2.4

ʕ

DR:

ʷ
5/�� 4.0
3/4� 4.�
12ᶱ 3.0
16ᶱ 4.0
20ᶱ 5.0

 " continuous cut is recoNNended� "n interrupted cut Nay cause cIipping or Creakage�
 8Ien using a Hydraulic or SIrink cIuck CloX air to tIe arCor Cody %0N�T CloX air to tIe endNill itself�
 " .iniNuN speed of 3��N�Nin is required� 	%on�t run at loXer speed�

 " 1�� degree raNping angle is recoNNended� 3un at ��� loXer feed rate XIen raNping cut�
8Ien cutting H3S" Naterials
 Continue to NacIine eWen if you see #U& reNoWing #U& Nay cause cIipping or Creakage to tIe edge�
 HigI speed NacIining Xork Iardens tIe Naterial� 'or tIis reason leaWe at least ��3NN of Naterial for a pnisIing process�

'or .aYiNuN 1roductiWity
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Heat 3esistant "lloy S ˔

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3C&. ���)�3���S ˔

4

��� ʕ �.0 ʕ �.6 ʕ 1.0 ʕ 6.0 ʕ 60 ʕ 16 ʕ
���)�3���S ˔ ���� ʕ 10.0 ʕ �.6 ʕ 1.25 ʕ �.5 ʕ 65 ʕ 20 ʕ
���)�3���S ˔ ���� ʕ 12.0 ʕ 11.6 ʕ 1.5 ʕ �.0 ʕ �0 ʕ 24 ʕ

3C&*   ���)�3���S ˔ ����� 3/� �.525 3/� �.125 .35� 1.1� .04� �.14 �/32 63.5 2.5 1�.05 3/4
���)�3���S ˔ ���� 1/2 12.� 1/2 12.3 .4�4 1.�3 .06� �.525 3/� 6�.� 2.�5 25.4 1

Heat 3esistant "lloy S ˔

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3C&. ���+�3���S ˔

6

��� ʕ �.0 ʕ ʕ ʕ 1.0 ʕ 6 ʕ 60 ʕ ʕ ʕ
���+�3���S ˔ ���� ʕ 10.0 ʕ ʕ ʕ 1.25 ʕ �.5 ʕ 65 ʕ ʕ ʕ
���+�3���S ˔ ���� ʕ 12.0 ʕ ʕ ʕ 1.5 ʕ � ʕ �0 ʕ ʕ ʕ

3C&*   ���+�3���S ˔ ����� 3/� �.525 3/� ʕ ʕ 1.1� .04� �.14 �/32 63.5 2.5 ʕ ʕ
���+�3���S ˔ ���� 1/2 12.� 1/2 ʕ ʕ 1.�3 .06� �.525 3/� 6�.� 2.�5 ʕ ʕ

3C&�)� 	��qute Xith /ecL

˓/o center cutting edge

3C&�+� 	��qute

˓/o center cutting edge

max

П
ʢ

e�
ʣ

ПП

ʢ
h6

ʣ

Slotting Pocketing Ramping ;�4

3�˃ 1��˃

Face Milling Side Milling Profiling Ramping ;�6

��˃ 1��˃

П �П e� h6
�mm, 10mm, 3/�� -0.024/-0.04� �0/-0.00�

12mm, 1/2� -0.032/-0.05� �0/-0.011

Tolerances

П �П e� h6
�mm, 10mm, 3/�� -0.024/-0.04� �0/-0.00�

12mm, 1/2� -0.032/-0.05� �0/-0.011

Tolerances

max

П
ʢ

e�
ʣ

П
ʢ

h6
ʣ

˙3C& for H3S" .aterials

˔ɿ1st Choice　ɿ 2nd choice

˔ɿ1st Choice　ɿ 2nd choice
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Cast Iron , ˔
Heat 3esistant "lloy S 

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3CS. ���)�3���S ˔

4

���� ʕ 12.0 ʕ 11.6 ʕ 1.5 ʕ �.0 ʕ �0 ʕ 24 ʕ
���)�3���S ˔ ���� ʕ 16.0 ʕ 15.5 ʕ 2.0 ʕ 12.0 ʕ �5 ʕ 32 ʕ

3CS*   ���)�3���S ˔ ���� 1/2 12.� 1/2 12.3 .4�4 1.�3 .06� �.525 3/� 6�.�5 2.�5 25.4 1
���)�3���S ˔ ������ 5/� 15.��5 5/� 15.3�5 .60� 1.�� .0�� 11.�1 .46� �6.2 3 31.�5 1.25

3CS�)�
˓/o center cutting edge

max

П
ʢ

e�
ʣ

ПП

ʢ
h6

ʣ

Slotting Pocketing Ramping ;�4

3�˃ 1��˃

3CS�+� � 3CS�+�
˓/o center cutting edge

max

П
ʢ

e�
ʣ

П
ʢ

h6
ʣ

max

П
ʢ

e�
ʣ

П
ʢ

h6
ʣ

П �П e� h6
12mm, 16mm, 1/2�, 5/�� -0.032/-0.05� �0/-0.011

20mm, 3/4� -0.040/-0.0�3 �0/-0.013

Tolerances

П �П e� h6
12mm, 16mm, 1/2�, 5/�� -0.032/-0.05� �0/-0.011

Tolerances

˙3CS for Cast Iron � H3S" .aterials

Face Milling Side Milling Profiling Ramping ;�6

��˃ 1��˃

;��

˔ɿ1st Choice　ɿ 2nd choice

Cast Iron , ˔
Heat 3esistant "lloy S 

IteN NuNCer
(rade

'lute П П П  NaY
S9� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


3CS. ���+�3���S ˔

6

���� ʕ 12.0 ʕ ʕ ʕ 1.5 ʕ �.0 ʕ �0 ʕ ʕ ʕ
���+�3���S ˔ ���� ʕ 16.0 ʕ ʕ ʕ 2.0 ʕ 12.0 ʕ �5 ʕ ʕ ʕ

3CS*   ���+�3���S ˔ ���� 1/2 12.� 1/2 ʕ ʕ 1.�3 .06� �.525 3/� 6�.�5 2.�5 ʕ ʕ
���+�3���S ˔ ������ 5/� 15.��5 5/� ʕ ʕ 1.�� .0�� 11.�1 .46� �6.2 3 ʕ ʕ

3CS. ���+�3���S ˔ � ���� ʕ 20.0 ʕ ʕ ʕ 2.5 ʕ 15.0 ʕ 110 ʕ ʕ ʕ
3CS*   ���+�3���S ˔ ����� 3/4 1�.05 3/4 ʕ ʕ 2.3� .0�4 14.2� .562 10�.�5 4.25 ʕ ʕ

˔ɿ1st Choice　ɿ 2nd choice
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˙5Xo style

˙Surface pnish

˙5hree qute oQtions

  5he tools sharpness creates a remarLaCle
finish on machined surface�

  2 3 and 4 flute designs Xith a selection of
diameters to coWer a WarietZ of applications�
	2 flute aWailaCle in 2mmП


4� 4� and ��mm lengths ideal for automatic
lathes�

'eatures

/5,ʢS�.*--ʣ Competitor A Competitor B

Magniped work material 
(side face)

Magniped work material

surface
damage

surface
damage

&Ycellent surface pnish Bad surface pnish
Material� SUS304ʢП16mmʣ　П6mmçȂ2 qute　3,000 rpm, �300mm/min, �3.0mm, �1.2mm

˙'ield 3esult

SUS�1�' 	%�cut

П�NN�2 flute

3,200 rpm

Feed � 140 mm/min

DOC � 0.6 mm

WET

/5,ɿS�.*-- 12,000 pcs/corner+α

Competitor's solid endmill 10,000 pcs/corner

The competitor's end mill showed an obvious decrease in surface finish quality as it reached the 
end of its tool life. NTK's S-MILL maintained a quality surface finish throughout the extent of its 
longer tool life.

S��C 	"' �NN H&9

П�NN�2 flute

2,600 rpm

Feed � 4�0 mm/min

DOC � 1.0 mm

WET

/5,ɿS�.*-- 70 pcs/corner+α

Competitor's solid endmill 50 pcs/corner

The S-MILL sharpness reduces the occurance of burrs and tool life is increased; clear 
improvements over the competitor's tool. The sharp cutting edge also produces noticeably less 
sound than the current tooling.

S�.*-- � Solid CarCide &ndNill
&ndNills
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Steel P ˔
Stainless steel . ˔

IteN NuNCer 'igure
(rade

'lute П П
"C� 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI
 	ᶱ
 	IncI


38&.���)�3��S�� 1 ˔

2

2.0 .0�0 4.0 .15� 40.0 1.5�5 2.0 .0�0 0.0 0.0
38&.���)�3��S�� 1 ˔ 3.0 .11� 4.0 .15� 40.0 1.5�5 3.0 .11� 0.0 0.0
38&.���)�3��S�� 1 ˔ 4.0 .15� 4.0 .15� 40.0 1.5�5 4.0 .15� 0.0 0.0
38&.���)�3��S�� 1 ˔ 5.0 .1�� 6.0 .236 45.0 1.��2 5.0 .1�� 0.0 0.0
38&.���)�3��S�� 1 ˔ 6.0 .236 6.0 .236 45.0 1.��2 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ �.0 .2�6 �.0 .315 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 2 ˔ �.0 .315 �.0 .2�6 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ �.0 .315 �.0 .315 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 2 ˔ 10.0 .3�4 �.0 .2�6 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ 10.0 .3�4 10.0 .3�4 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔

3

3.0 .11� 4.0 .15� 40.0 1.5�5 3.0 .11� 0.0 0.0
38&.���)�3��S�� 1 ˔ 4.0 .15� 4.0 .15� 40.0 1.5�5 4.0 .15� 0.0 0.0
38&.���)�3��S�� 1 ˔ 5.0 .1�� 6.0 .236 45.0 1.��2 5.0 .1�� 0.0 0.0
38&.���)�3��S�� 1 ˔ 6.0 .236 6.0 .236 45.0 1.��2 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ �.0 .2�6 �.0 .315 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 2 ˔ �.0 .315 �.0 .2�6 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ �.0 .315 �.0 .315 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 2 ˔ 10.0 .3�4 �.0 .2�6 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ 10.0 .3�4 10.0 .3�4 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔

4

3.0 .11� 4.0 .15� 40.0 1.5�5 3.0 .11� 0.0 0.0
38&.���)�3��S�� 1 ˔ 4.0 .15� 4.0 .15� 40.0 1.5�5 4.0 .15� 0.0 0.0
38&.���)�3��S�� 1 ˔ 5.0 .1�� 6.0 .236 45.0 1.��2 5.0 .1�� 0.0 0.0
38&.���)�3��S�� 1 ˔ 6.0 .236 6.0 .236 45.0 1.��2 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ �.0 .2�6 �.0 .315 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 2 ˔ �.0 .315 �.0 .2�6 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ �.0 .315 �.0 .315 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 2 ˔ 10.0 .3�4 �.0 .2�6 50.0 1.�6� 6.0 .236 0.0 0.0
38&.���)�3��S�� 1 ˔ 10.0 .3�4 10.0 .3�4 50.0 1.�6� 6.0 .236 0.0 0.0

38&.
˓/o center cutting edge

'igure�1

˓/o center cutting edge

'igure�2
П П

ʲ3ecommend $utting $onditionsʳ

SlottingSide Milling Profiling

;�3;�2

3�˃

;�4

П П

˔ɿ1st Choice　ɿ 2nd choice

'lute

Cutting
diaNeter
П
	ᶱ


CarCon steel
S��C

"lloy steel
SC.�3�

Stainless steel
SUS3��

ʹП ʷ��2 ʹП ʷ��� ʹП ʷ���� ʹП ʷ��� ʹП

3P.
	  ̔ �1


'eed
ʢᶱ�  ̔ ）

3P.
	  ̔ �1


'eed
ʢᶱ�  ̔ ）

3P.
	  ̔ �1


'eed
ʢᶱ�  ̔ ） 	ᶱ） 	ᶱ 
 	ᶱ） 	ᶱ 
 	ᶱ） 	ᶱ 
 	ᶱ） 	ᶱ 
 	ᶱ）

2 flutes

2.0 6,000 100 6,000 100 6,000 �0 ʽ2.0 0.4 ʽ0.� 1.0 ʽ0.6 1.5 ʽ0.5 1.� ʽ0.4
3.0 6,000 210 6,000 240 6,000 1�0 ʽ3.0 0.6 ʽ1.2 1.5 ʽ0.� 2.3 ʽ0.� 2.� ʽ0.6
4.0 6,000 320 5,600 300 5,200 240 ʽ4.0 0.� ʽ1.6 2.0 ʽ1.2 3.0 ʽ1.0 3.6 ʽ0.�
5.0 5,000 3�0 4,500 330 4,100 260 ʽ5.0 1.0 ʽ2.0 2.5 ʽ1.5 3.� ʽ1.2 4.5 ʽ1.0
6.0 4,200 3�0 3,�00 340 3,400 2�0 ʽ6.0 1.2 ʽ2.4 3.0 ʽ1.� 4.5 ʽ1.5 5.4 ʽ1.2
�.0 3,600 3�0 3,200 330 3,000 2�0 ʽ6.0 1.4 ʽ2.� 3.5 ʽ2.1 5.3 ʽ1.� 6.3 ʽ1.4
�.0 3,200 360 2,�00 320 2,600 250 ʽ6.0 1.6 ʽ3.2 4.0 ʽ2.4 6.0 ʽ2.0 �.2 ʽ1.6
10.0 2,500 320 2,200 2�0 2,100 230 ʽ6.0 2.0 ʽ4.0 5.0 ʽ3.0 �.5 ʽ2.5 �.0 ʽ2.0

3 flutes

3.0 6,000 250 6,000 250 6,000 220 ʽ3.0 0.6 ʽ1.2 1.5 ʽ0.� 2.3 ʽ0.� 2.� ʽ0.6
4.0 6,000 3�0 5,600 360 5,200 2�0 ʽ4.0 0.� ʽ1.6 2.0 ʽ1.2 3.0 ʽ1.0 3.6 ʽ0.�
5.0 5,000 440 4,500 400 4,100 310 ʽ5.0 1.0 ʽ2.0 2.5 ʽ1.5 3.� ʽ1.2 4.5 ʽ1.0
6.0 4,200 460 3,�00 410 3,400 330 ʽ6.0 1.2 ʽ2.4 3.0 ʽ1.� 4.5 ʽ1.5 5.4 ʽ1.2
�.0 3,600 450 3,200 400 3,000 320 ʽ6.0 1.4 ʽ2.� 3.5 ʽ2.1 5.3 ʽ1.� 6.3 ʽ1.4
�.0 3,200 430 2,�00 3�0 2,600 310 ʽ6.0 1.6 ʽ3.2 4.0 ʽ2.4 6.0 ʽ2.0 �.2 ʽ1.6
10.0 2,500 3�0 2,200 330 2,100 2�0 ʽ6.0 2.0 ʽ4.0 5.0 ʽ3.0 �.5 ʽ2.5 �.0 ʽ2.0

4 flutes

3.0 6,000 2�0 6,000 2�0 6,000 250 ʽ3.0 0.6 ʽ1.2 1.5 ʽ0.� 2.3 ʽ0.� 2.� ʽ0.6
4.0 6,000 450 5,500 410 5,200 340 ʽ4.0 0.� ʽ1.6 2.0 ʽ1.2 3.0 ʽ1.0 3.6 ʽ0.�
5.0 5,000 520 4,500 460 4,100 3�0 ʽ5.0 1.0 ʽ2.0 2.5 ʽ1.5 3.� ʽ1.2 4.5 ʽ1.0
6.0 4,200 540 3,�00 4�0 3,400 3�0 ʽ6.0 1.2 ʽ2.4 3.0 ʽ1.� 4.5 ʽ1.5 5.4 ʽ1.2
�.0 3,600 520 3,200 460 3,000 3�0 ʽ6.0 1.4 ʽ2.� 3.5 ʽ2.1 5.3 ʽ1.� 6.3 ʽ1.4
�.0 3,200 500 2,�00 440 2,600 360 ʽ6.0 1.6 ʽ3.2 4.0 ʽ2.4 6.0 ʽ2.0 �.2 ʽ1.6
10.0 2,500 440 2,200 3�0 2,100 320 ʽ6.0 2.0 ʽ4.0 5.0 ʽ3.0 �.5 ʽ2.5 �.0 ʽ2.0

ɾCutting conditions (machine, work material...) aff ects surface p nish and burr generation.
If cutting performance is not good with above cutting conditions, please adKust speed and feed by same ratio.
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SNall %iaNeter *ndeYaCle &ndNills

8orL .aterial
Speed

ʢm�minʣ
"Yial feed
ʢmm�tʣ

5raWerse feed
ʢmm�tʣ

%epth of cut
ʢmmʣ

8idth of cut

Steel �0 ô 120 ɷ0.03 ɷ0.05 ɷ3.0 ɷ50� of cutter 
diameter

Stainless Steel 40 ô 60 ɷ0.02 ɷ0.04 ɷ2.0 ɷ50� of cutter 
diameter

ʲ3ecommended $utting $onditionsʳ

� A combination of single-blade type endmills and inserts with center blade is 
reRuired

"ttacI 2�NN end Nills in &31� collet
+ust change inserts to indeY�  /o need to 

maLe anZ adKustments
)igh RualitZ surface finish as loX as 1um 	3[
 

Xhen Xiper inserts are used
$orner radius as small as ����̼̼
In addition to % cut ramp machining can Ce 

performed�

'eatures

&ndNills
N

ew
 

Pr
od

uc
ts

To
ol 

Ma
ter

ial
s /

Se
lec

tio
n G

uid
e

BID
EM

ICS
, P

CD
, 

CB
N a

nd 
Ce

ram
ics

 
Mic

ro-g
rain

 Ca
rbid

e,
PVD

 / CV
D-co

ated
 Car

bide
In

se
rt

Ite
m

 L
is

t
Ge

ne
ral

 Tu
rni

ng
To

olh
old

ers
Un

iqu
e

Sw
iss

 To
oli

ng
Gr

oo
vin

g 
/ 

Si
de

 T
ur

ni
ng

Th
re

ad
in

g
Sh

ap
er

ID
 T

oo
lin

g
Ap

pl
ica

tio
n 

In
tro

du
ct

io
n

En
dm

ill
s

R
ot

at
in

g
To

ol
s

In
fo

rm
at

io
n

In
de

x

.�

14_総合ｶﾀﾛｸﾞ2019_vol6_0_英語版.indd   8 2019/05/14   13:31:08



&Ycellent surface finish oCtained Xith neX
Xiper insert

" single tooth endmill eRuipped Xith a center
cutting edge insert can Ce used for Coth plunge
and side cut operations�

" single tooth endmill eRuipped Xith a center
cutting edge insert can Ce used for slope
milling operations�

8iQer

-ess tool pressure Xith chipCreaLer
ChiQCreaLer

��˃

"QQlication &YaNQle

*nsert

˙"QQlication &YaNQleô� ˙"QQlication &YaNQleô�

��˃��˃

CIaNfered surface finisI insert
S45C

4��

Speed � �5 m/min

Feed � 0.14 mm/rev

DOC � 1.0 mm

WET

/5,ɿ2.�
ɹC�� tyQe ��� pcs

Competitor`s 
solid endmill 500 pcs
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3&;

'igure�1 'igure�2 'igure�3 'igure�4 Right-Hand
style shown

ПП

���
ʢ4�� for an insert Xith a center cutting edgeʣ

��3ʢ$utting edge lengthʣ

φφ

90°
45°

ПП

���

ʢ4�� for an insert Xith a center cutting edgeʣ
��3ʢ$utting edge lengthʣ

ПП

���

ʢ4�� for an insert Xith a center cutting edgeʣ
��3ʢ$utting edge lengthʣ

ʪ% cutting � lead angle �� tZpe end milling toolʫ ʪ% cutting ʹ lead angle 4� tZpe end milling toolʫ

■3&; Series

'igure $ode /o� Item /umCer

StocL
/o� of 
teeth

%imensionsʢᶱʣ

(age insert

Spare Parts
$lamp screX 8rench

3 - П П

ø üùþýûĀÿ 3&;���C�3��� ˔ ø ÿ ø÷ ý÷ øù Ċġď÷û Ċčę čĚĐ÷ùôù.ù＊û.÷

ěô÷þ

üùÿüÿøù ���C�3��� ˔

ø÷

þü Ċġď÷ü Ċčę

čĚĐ÷ùôù.ù＊û.ú

ù

üüù÷úøþ 3&;���#�3��� ˔

ù

ü û÷ ø÷

Ċġď÷û Ċčę

üøù÷Āúý ���C�3��� ˔ ý

ü÷ øù
üøù÷Āüø ���C�3��� ˔ þ
üøúþĀþø ���C�3��� ˔

ø÷üúüüûüÿ ���C�3��� ˔ øù
üúüüûýý ���C�3��� ˔ øû

ú
üüù÷úùü 3&;���#�3��� ˔

ú
øü ü û÷ ø÷

üûĀý÷ÿÿ ���.�3��� ˔ ù÷ þ ü÷ øùüûĀý÷Āý ���.�3��� ˔ ø÷

û üÿÿ÷ùÿø 3&;���C�3��� ˔ ù ø÷ ø÷ ü÷ øù Ċġď÷û÷÷ĊčęôĊûü
Ċġď÷û Ċčęüÿÿ÷ùĀĀ ���C�3��� ˔ þ

■3&; Series � ToolIolders

'igure Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

C or ;.� StocL 5.� StocL %5� StocL 2.� StocL %.� StocL

1 C;)����C'3�C�� ü.üý û.ù÷ ø.ÿÿ þ� Ċø.úü üÿÿ÷úøü ˔ üÿÿ÷ú÷þ ˔

ù
C;)�����C'3�#-

ü.üý û.ù÷ ø.ÿÿ þ�
÷.÷ü üÿøĀ÷÷ÿ ˔ üĀ÷÷Ā÷þ ˔

����C'3�#- ÷.ù üÿøÿĀÿû ˔ üĀ÷÷Āøü ˔

ú
C;)�����C'3����

ü.üý û.ù÷ ø.ÿÿ þ�
÷.÷ü üùú÷ûþĀ ˔ ʵ ʵ üÿûĀÿøü ˔

����C'3���� ÷.ù üøù÷Āûû ˔ ʵ ʵ üÿûĀÿùú ˔

û

C;)�����C'3����
ü.üý û.ù÷ ø.ÿÿ þ�

÷.÷ü üúø÷ÿÿú ˔ ʵ ʵ üÿûĀÿúø ˔
����C'3���� ÷.ù üúø÷Āüÿ ˔ ʵ ʵ üÿûĀÿûĀ ˔

C;)�����C'3����
ü.ùÿ ü.üý ù.øÿ ø÷�

÷.÷ü üúø÷Āùü ˔ ʵ ʵ
����C'3���� ÷.ù üúø÷Ā÷Ā ˔ ʵ ʵ

˞ Must be used with RE;100C2R461/466Cuters.

˞

Chipbreaker without wiper chipbreaker Center cutting edge without wiper Center cutting edge with wiper

87°

45
°

87° 87°

Center 
cutting edge

��˃

W
ip

er

Center 
cutting edge

4.0
ʢCutting edge lengthʣ

'igure�1 'igure�2 'igure�3 'igure�4

■3&; Series � Inserts

&ndNills
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%epth of cut
ʢᶱʣ

5op face machining dia r
Bottom face machining dia

ʢᶱʣ

̍˃ dent 
Cottom face pnish
'lat pnishing

&dge diameter 

6pper diameter 

ù ÷.÷ü

ú ÷.÷ÿ

û ÷.øù

ü ÷.øü

Precaution for using 3&- type
When using the REL type end milling tool, tapering will occur on the side machined area of the work piece by the following amount�

$ode /o� Item /umCer

StocL
/o� of 
teeth

%imensionsʢᶱʣ

(age insert

Spare Parts
$lamp screX 8rench

3 - П П П

ü÷Āùúüÿ 3&-���C�3��� ˔ ù ø÷ þ ïø.ùð ü÷ øù Ċēď÷ûç Ċčĕô÷ûü čĚĐ÷ùôù.ù＊û.ú ěô÷þü÷Āùúþû ���C�3��� ˔ ø÷

■3&- Series � ToolIolders

3&-
Standard tZpe end milling tool
$utter diameter � П1�

Right-hand style shown

3

П П
(w/

o ce
nter

 cut
ting

 edg
e)

5.3(Cutting edge length)
(4.0 for an insert with a center cutting edge)

■3&- Series

Item /umCer
%imensionsʢᶱʣ P7% coated carCide

;.� StocL
C-)�����C'/���� ü.üý û.ù÷ ø.ÿÿ þ� ÷.÷ü üø÷øÿĀû ˔

����C'/���� ÷.ù ü÷ýýüúü ˔

°

■3&- Series � Inserts
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3C- tyQe rectangular tooth chaNfering tyQe

˔ $Zcle time can Ce reduced CZ using micro�
grain carCide grade inserts� 	$ompared
Xith the high�speed steel 	)SS
 end milling
tools
�

˔   ImproWed surface pnish

ᶃ $utter diameter and machining conditions
$utter diameter 3ecommended module 3ecommended feed rate

П 14 2.25 or less 0.3ᶱ /rev or less

П 12 2.15 or less 0.3ᶱ /rev or less
If the recommended module or the recommended feed rate is exceeded, the clamping screw should be re-
tightened at least once or twice a day to prevent loss of secure clamping.

Precautions
ᶃ   When mounting the end milling tool, ensure a minimum amount of overhang from the chuck

to the tool nose in order to prevent run out during machining (Target value� approx. 20 mm)
ᶄ   As is probably known, gear tooth chamfering applies shock loading due to interrupted cutting. For this

reason, the holder and clamping screw may deteriorate Ruicker than normal. Therefore, we reRuest that
you replace the holder and clamping screw periodically with new ones for safer and more stable operation.

ᶅ   In addition, please re-tighten the clamping screw regularly to avoid loss of clamping force during
machining.

(ear tooth chamfering on sleeWe

Work material � SCM415

Cutting speedʢm/῾ʣ́ 154

No. of revolutionsʢ῾ʵ1ʣ́ 3,500

Cutting oil � WET

/5,ɿ;.�
2�insert

2��� pcs

Competitor�s P7D-coated carbide
Single insert 200 pcs

(ear chamfering on speed gear

Work material � SCr420
ʢHB140 ʙ 230ʣ

Cutting speedʢm/῾ʣ́ 42

No. of revolutions ʢ ô̔1ʣ́ �55

Cutting oil � WET

/5,ɿ;.�
2�insert

1��� pcs

SKH55
Solid 100 pcs

ʲ"ctual eYamplesʳ

'eatures

&ndNills
N
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ຊਤӈউखʢRʣΛࣔ͢ɻ

3C- ɹ(ear tooth chamfering tZpe

'igure�1 'igure�2

'igure�3 'igure�4
Right-hand style shown

'igure $ode /o� Item /umCer

StocL %imensionsʢᶱʣ
"dKust 

Colt hole (age insert

Spare Parts
$lamp screX 8rench

✔

✕
3 - П П П

ø
ü÷ùüĀüù 3C-���%�3��� ˔ øù øù ïПúð øø ý÷

øü
ïüð Ĕû＊ù÷ē Ċēď÷û÷ùĊ  ô÷÷û

čĚĐ÷øôù.ü＊ü ĊēęôøüĚ
✔

ü÷ùüĀûü -��� ˔
ü÷÷ü÷ûý 3C-���%�3��� ˔ øû øû ïПûð øú üü ïýð Ĕý＊ù÷ē Ċēď÷ü÷  Ċčĕü÷÷ü÷üú -��� ˔

ù ü÷úûĀøú 3C-���%�3��� ˔ øù øû ïПúð øú üü øü ïüð Ĕý＊ù÷ē Ċēď÷û÷ùĊ  ô÷÷û čĚĐ÷øôù.ü＊ü ĊēęôøüĚ
✔ü÷úûĀùø -��� ˔

ú ü÷÷üùúý 3C-���;�3��� ˔ øû øû ïПûð ʵ üû ú÷ ïýð ʵ Ċēď÷ü÷  Ċčĕ čĚĐ÷øôù.ü＊ü ĊēęôøüĚ
✔ü÷÷üùùÿ -��� ˔

û ü÷üøþĀù 3C-���%�3��� ˔ ø÷ ø÷ ïПúð Ā.ü ý÷ øÿ ïüð Ĕû＊ù÷ē Ċēď÷û÷ùĊ  ô÷úü čĚĐ÷ûôù.÷＊û.ú ěô÷ý
✕ü÷üøþÿû -��� ˔

■3C- Series � ToolIolders

■3C- Series

Item /umCer
%imensionsʢᶱʣ P7% $oated $arCide

;.� StocL %.� StocL
C-)����C'/���� ü.üý û.ù÷ ø.ÿÿ þ� ÷.ù ü÷üøþü÷ ˔ üÿûýĀüø ˔

C5/#��� ü÷ÿûÿøĀ ˔ üÿûþþûû ˔
C'/���� ü.üý û.þý ø.ÿÿ þ� ÷.ù ü÷ùþøùú ˔ üÿûþþúý ˔
C5/#��� ü÷øĀúüø ˔ üÿùþúÿø ˔

C-)����C'/ ý.úü ü.üý ù.øÿ øø� ÷.ù üĀĀùù÷ø ˔ üÿûþþø÷ ˔
C-)����C'/ ÷.û üĀĀýøÿý ˔ üÿûþþ÷ù ˔

ʲ$utting edge processʳ
'/ Sharp edge

5/B T00525■3C- Series � Inserts
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Rotating Tools 
(Milling Cutters)
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N8

"�3�ç��
3�3�ç��  ��  ���

88°

˙  FDX

˙  FU-HA (JWNXM)

N4

˙ HMC

N6N6
1EW

˙ TDX

N7

  Hybrid Milling Cutter with adjustable inserts
Finishing Cast Iron by using SX6 & B30
Roughing Aluminum by using SX6 & PD1  

  Economical & Multi-Functional
TNGN 1604 style inserts with 6 cutting edges
Low Cutting Force 

Lead angle

45°

Lead angle

75°

Lead angle

88°

  Extremely economical as SNGN1204 style
inserts with 8 cutting edges can be used 

 Capable of producing excellent surface finish, by
utilising inserts with chipbreakers and wiper facets 

"�3�Ȃ��
3�3�Ȃ���

Lead angle

 Stable gray cast iron milling with lower cutting force 
  Maximizes ceramic insert potential and can

mill faster than 1,000m/min  

"�3�Ȃ��
3�3���

В � ���

θ

Lead angle

1EW

1EW
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N9

88°

˙ XTM

"�3�Ȃ��
3�3���

˙ QTE / QTS

˙ RNIW / RPIW
 Round insert Milling cutter for cast iron and for high-temperature resistant 

materials HRSA (Inconell, Rene, MAR,Waspelloy....)  

N10

N10

N13N11 N12

���� ���

В � ���

θ

1EW

Offers high efficiency machining due to the
multi-blade design and possibility for greater
depth of cut 

Offers a reduction in cutting force via our special
chipbreaker design  

Lead angle

Ceramic milling cutter capable of shoulder milling now released 
Accommodates from φ20 up to φ250 cutters  

Lead angle
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 FU-HA &XWWer (JWNXM)

5Xo edge QreQaration are aWailaCle�
3adius tyQe good for high feed Nilling� 
ChaNfered tyQe Xith eYcellent edge sharQness�

7ery cost efficient Xith a uniRue � cutting edge design"WailaCle cutter dia� П�� � П���

Silicon /itride grade is the Cest choice for 
roughing cast iron Xith scale� 5ool Qressure 
is reduced Cecause of the sharQer cutting 
edge and the ground�in chiQCreaLer

5hanLs to loXer cutting forces XorL 
Qiece chiQQing is reduced
"QQly uQ to "Q �NN

Cycle tiNe reduction Xith single Qass and 
achieWe longer tool life�

-esser Nachine horseQoXer reRuired�

ʲRadius typeʳ ʲChamfered typeʳ

 StaCle gray cast iron Nilling 
Xith loXer cutting force 

 .aYiNi[es ceraNic insert Qotential and can Nill faster than ����N�Nin

5hanLs to loX�cutting resistance  
Nachine over load is aWoided

$u
tt

in
g 

fo
rc

eʢ
/

ʣ

0

40

60

�0

Tangential Back force Feed force

100

120

20

˙ Low cutting resistance type
˙ Conventional type
˙ Competitor

Cutting condition
��00m/῾　 �0.10ᶱ/t　 �3.0ᶱ　 ��0.0ᶱ

.illing Cutters
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W

H

a

В

ПD1

ПD2

Пd

g

Пd 2

Пc

"� 3� ʴ�˃
3� 3� ʴ��  ʴ��  ʴ1�˃

В $ode /o� Part numCer StocL ᶺ of 
inserts

%imensionsʢᶱʣ 8eight
ʢᶵʣ

3aLe angle
ʢ˃ʣ $entering 

location tZpeП┈1 П┈2 ) a˞1 a˞2 П┨1 8 П┨2 Пc g "�3� 3�3�

���

˔ 6 63 63
50

5.5 4.5

22 10.4 60 1� 15.5 0.�

�5

�4 FMC
˔ � �0 �0 25.4 �.5 36 15 1.1 ��

FMA˔ 10 100 100 31.�5 12.� �0 50 1� 1.�
�10˔ 12 125 125 5� 3�.1 15.� 55 23 3

˔ 16 160 160 60 50.� 1�.0 100 �2 22 4.�

■ +8N9. type Nilling Cody

■ Insert
Shape %imensionsʢᶱʣ Part numCer C or (rade

6.35

20˃

1
30˃

П
4.

� П12
.�

8/9���C��5����� C1.0
S9� ˔

SP� ˔

6.35

20˃

R1.2

П
4.

� П12
.�

8/9���3��5����� R1.2
S9� ˔

SP� ˔

˔ɿ/eX standard stocL items

(rade 8orL material $utting speed ʢm�῾ʣ 'eed ʢᶱ�tʣ %epth of 
cut

ʢᶱʣ, 4�� ��� ��� ��� ��� ��� 1��� 11�� 12�� 13�� 14�� ���� ��1 ��1� ��2 ��2� ��3

S9� Gray cast 
iron

ʙ 6
ʢᶱʣ

S1� Ductile cast 
iron

5ransmission caseɹɹ˔̝Work materialɿFC23

current tool /5,

Holder Competitor +8/9.���"����3��

Insert Ceramic insert S9�
8/9���3��5�����

Cutting speed m/῾)( 500

Feed pertooth ᶱʢ /tʣ 0.13 As for competitor�s milling cutter, we needed to change inserts 
to new ones due to the wearprogress and lower clamping force 
of work material after machining 60 pcs.
This was caused by increasing Cutting force.
NTK NEW Milling cutter �FU-HA MILL� achieved 2 times 
longer competitor�s.
Low cutting force avoided the problem occurred by competitor�s 
milling cutter. 

Depth of cut ʢᶱʣ 1

Coolant DR:

Tool life ʢpcs/conerʣ 60 120

˞1çDimension when set the insert ʮWN944-C10T01020ʯ
˞2çDimension when set the insert ʮWN944-R12T01020ʯ

Parts
$lamping ScreX

'SI 2�ô4��ʷ12ô-)ç���1�3�
Sales Ruantity　10pcs/case

8rench
--3ô51�ç���1���

Sales Ruantity　5pcs/case

Lead angle

88°

3ecoNNended cutting conditions

Case study

JWNXM063-88-06R-*M

JWNXM080-88-08R-*M

JWNXM100-88-10R-*M

JWNXM12�-88-12R-*M

JWNXM160-88-16R-*M

QUE002327

QUE002823

QUE002749
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d

H

D

 FDX &XWWer

Clamp - W6226-GM

Clamping screw- AOB-6S-T30-GM

В    ʢᶵʣП┈1 П┈2 ) ┨Пa 8 ┨П 2

45�
FDX063-4�-06R-*M

˔
6 63 �2 50

�
22 5� 0.�3

FDX080-4�-08R-*M
˔

� �0 �5 50
�

62 1.21
FDX100-4�-10R-*M

˔
10 100 120 50

�
62 1.66

FDX12�-4�-13R-*M
˔

�� 125 146 5�
�

�3 2.�0

�5�

FDX063-7�-06R-*M

˔

6 63 �0
50 12

22 10.4 5�
FDX080-7�-08R-*M

˔
� �0 �� 50 12 62 ����

FDX100-7�-10R-*M ˔ 10 100 10� 50 12 62 ����

˔
2.56

FDX160-7�-16R-*M 16 160 166 60 12 100

���

FDX063-88-06R-*M
˔

6 63 64 50 12 22 5�

˔
� �0 �1 50 12 62FDX080-88-08R-*M�

FDX100-88-10R-*M
˔

10 100 101 50 12 62
FDX12�-88-13R-*M

˔
�� 125 126 5� 12 �3

FDX160-88-16R-*M 16 160 156 60 12 100

4.1

FDX0�0-4�-0�R-*M � 50

�

����

��
��
��

�� �� ��������
����
����
����
����

S
ta
nd
ar
d

FDX0�0-7�-0�R-*M �

���

˔
˔FDX0�0-88-0�R-*M

FDX0�0-90-0�R-*M
FDX063-90-06R-*M

��

��

��
��

50
50 ��˔

˔

˔

˔
˔ 5�

��

��

��10.4
10.4

10.4

10.4
10.4

��
��

��
��
��

����
����
����

����
����
����

����

����

��

��

� ��

63
���

6

50 12

12

����
����

��

63
��

50
50

����
����

����
����
2.56
4.1

����
����

����
����

4(8������
4(8������
4(8������
4(8������
4(8������

4(8������

4(8������

4(8������
4(8������

4(8������

4(8������
4(8������

4(8������

4(8������

4��� 7��� 88�� 90� П┈1

П┈2

W

FDX12�-7�-13R-*M �� 125 132 5� 12 �3��4(8������

R
SX6 SP9 WA1

12��

�������� R���

�����

SN*Nௐ120408ௐT00�20 ��� ˔
SN*Nௐ120408ௐT02020 ��� ˔ ˔
SN*Nௐ120412ௐT00�20 ��� ˔
SN*Nௐ120412ௐT02020 ��� ˔ ˔
SN*Nௐ120416ௐT00�20 ��� ˔
SN*Nௐ120416ௐT02020 ��� ˔ ˔

12�� ��
��

SN*Fௐ120412ௐTR&-& ��� ˔ ˔

6�3

����

R���

���
R���

����

���
SN*Nௐ1204ANௐTW

ʊ ˔ ˔

�������� R���

�����

����

R &%N
%30 %�2

��������

��
�

��

R��� �����

(��
�)

���

FDX1204-4�-�0R ʊ ˔ ˔

�șʹ���

A
SS

lLF
DE

le
 LQ

Ve
rW

V

   SSDre SDrWV

4(8��3676

Characteristics: 
Negative milling cutter with 45°, 
75°, 88°, 90° entering angle. Its 
strong inserts accept high cutting 
depths and high feed per teeth.
First option for cast iron milling.

(nterinJ�anJle

Reference�
Dimensions�(mm) WeiJht

Item�number

Shape Dimensions (mm) Reference
Silicon Nitride Whisker

Xith chipCreaLer

Xith Xiper

Dimensions (mm) Reference

.illing Cutters

Adjustable Cutter available!
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TDX &XWWer

SSDre SDrWV

D /

7D;����������*0�
7D;����������*0�

7D;����������*0
7D;����������*0

7N*N�������
7N*N�������

7N*N�������
7N*N�������
7N*N�������

����
����

����
����
����

��
��

��
��
��

��
��

��
��
��

���
���

��
��
��

 IQVerWReIereQFe KJIWeP QXPEer

4(8������
4(8������
4(8������

D

��
��

��
��
��

d

��
��

��
��
��

7D;����������*0

D

d

D

/

TN*N 
l

����� ����� ����

d

TN*N

7N*N�������

ReIereQFe

7ULDQJXODU QHJDWLYH LQVHUW�

l  

V  

d  

r  

V

1EW

ASSlLFDEle LQVerW 

&KDUDFWHULVWLFV� 
(FRQRPLFDO 	 0XOWL�)XQFWLRQDO
71*1 ��04 VW\OH LQVHUWV ZLWK � FXWWLQJ HGJHV

&lamp���W�����*0

&lampinJ�screZ��$2%��S�7���*0
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 HMC Cutter

.illing Cutters

W

H

a

θ

φd2

φd

φD2

 φD 1

"�3�Ȃ��
3�3���

В � ���

θ

Lead angle

В    Item�No� Reference
Dimensions(mm) WeiJht

ʢᶵʣП┈1 П┈2 ) a ┨П 8 ┨П 2 Пc g

88°

 HMC063-88-06/2-GM  ●   6/2   63 66 50 14 58 0,76

14 58 0,96HMC080-88-08/2-GM  ● 8/2     80      83       50

HMC100-88-10/3-GM ● 10/3    100      103       50 14 77 1,47

QEU003684

QEU003685

QEU003686

22
27
32

10,4
12,4
14,7

S
ta
nd
ar
d

14 77 1,92HMC125-88-12/4-GM  ● 12/4     125      128       58QEU003513 40 16,4

3arts LNX-Inserts
&lampinJ�screZ Wrench

/RIS��ˎ��
QEU000791

//R���S
�364930

10pcs/case 1pcs/case

8edge

"Yial set screX 8edge set screX

ScreX ScreXdriWer ScreX ScreXdriWer

H-81�� CS��1�"

-8��

8S��12

-8�2��

3arts HFT-Inserts

R6.35

15
.8

75

9.525

4.
1

R

LNX 324-08 FNX08 
(For Aluminum)

LNX 324-08 T00520 
(For Cast Iron)

0.8         
SX6

˔

: Standard

ASSlLFDEle LQVerWV
Shape Dimensions 3art�No� *rade

SSDre SDrWV

8iper SIape IteN NuNCer Corner angle

.aY %0C 
ʢNN）

"�3�  ʢNN）
PCD / CBN

PD1

:es
ʢRoundedʣ

��
�

2��

���

2�
��

31
��

��
��

)'5ç������çC�� �0˃ 7.5 6˃ C0.5 ˔

)'5ç������ç3�� �0˃ 7.5 6˃ R0.4 ˔

For Standard use

:es
ʢRoundedʣ

1EW

Adjustable HFT-Insert

0,5

0,5

AL GG B30

˔

˔

˔ : Coming Soon  
˔
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W

H

a

θ

φd2

φd

φD2

 φD 1

В    Item�No� Reference
Dimensions(mm) WeiJht

ʢᶵʣП┈1 П┈2 ) a ┨П 8 ┨П 2 Пc g

���
 XTM080-88-10R-*M    ̝    10���  �0 �3 50 14 5� 1.1

14 �� 1.�XTM100-88-13R-*M    ̝ 13      100      103       50
XTM12�-88-16R-*M   ̝ 16     125���    12�       5� 14 �� 3.1

3arts
&lampinJ�screZ Wrench

/RIS��ˎ��
QEU000791

//R���S
�364930

ScreZdriYers�(2ptional)

+/R���S
�48�214

;;�������
�48�172

;;����������S�
�48�2��

(mm), 4�� ��� ��� ��� ��� ��� 1��� 11�� ���� ��1 ��1� ��2 ��2� ��3

S9�
ʙ �
(ᶱ)

SX9

����

"�3�Ȃ��
3�3���

R6.35

15
.8

75

9.525

4.
1

150°

R

-/9 ���ô��5�����      0.�         S9� ˔
SX9 ˔

-/9 ���ô��5����� 1.2 S9� ˔
SX9 ˔

-/9 ���ô��5����� 1.6 S9� ˔
SX9 ˔

˔ɿStandard

В � ���

θ

4(8������

4(8������

4(8������

��
��
��

����
����
����

S
ta
nd
ar
d

 XTM &XWWer

ASSlLFDEle LQVerWV

Lead angle

10pcs/case 1pcs/case 1pc/case 1pc/case 1pc/case

Shape Dimensions 3art�No� *rade

Recommended�cuttinJ�conditions

*rade Work�material &uttinJ�speed��ʢm�minʣ )eed�rate�ʢᶱ�toothʣ Depth�of�cut�

Normal�cast�iron

Ductile�cast�iron
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W

H

a

φdφd2

L2

���� ���

a

φD φd

L
L2

���� ���

φD

В � ���

В � ���

θ

θ

 QTS &XWWer

QTE &XWWer

/ead�anJle

SWDQdDrd ʢᶵ） A�R� R�R� WreQFK
П П П

QTS040-90-4R-*M ⁃ 4 40 40 1� 14 16 �.4 35 0.2 ʴ6˃ ʵ13˃

FSI22-4.0＊11 T-15A "P$8
1��4

QTS0�0-90-�R-*M ⁃ 5 50 40 22 14 22 10.4 45 0.3 ʴ6˃ ʵ10˃
QTS063-90-6R-*M ⁃ 6 63 50 22 14 22 10.4 5� 1.4 ʴ6˃ ʵ12˃
QTS080-90-8R-*M ˔ � �0 50 25 14 �� ���� 5� 1.� �6˃ ʵ12˃

ReIereQFe

4(8������

4(8������

4(8������

4(8������

П П
QTE020-90-1R-*M ⁃ 1 20 100 30 14 20 0.2 ʴ6˃ ʵ13˃

FSI23-4.0＊�
T-15A

"P$8
1��4

QTE02�-90-2R-*M ⁃ 2 25 100 30 14 25 0.3 ʴ6˃ ʵ13˃
QTE032-90-3R-*M ⁃ 3 32 110 35 14 32 0.5 ʴ6˃ ʵ13˃

FSI22-4.0＊11
QTE040-90-4R-*M ⁃ 4 40 110 3� 14 32 0.6 ʴ6˃ ʵ13˃

ʢᶵ） A�R� R�R�

4(8������

4(8������

4(8������

˔ ReFoPPeQded &XWWLQJ &oQdLWLoQV 

2�� 3�� ��� ��� ��� ��� 11�� 12�� ���� ��1 ��1� ��2 ��2� ��3
, S9� ˔ ˓ ʙ ���

S1� ˔ ˔ ʙ ���

S1� ˔ ˓ ʙ ���

ʢᶱʣ

With�Wiper

˔ IQVerWV

SKDSe ReIereQFe 3 N
SLlLFoQ NLWrLde
S9� SP�

9.525 4.76

16
.4
6

R

φ
4.
4

φ
6

φ9.525

m

"1C8 ������ 5����� 0.� �.314 ˔ ˔

"1C8 ������ 5����� 1.2 �.2�� ˔ ˔

"1C8 ������ 5����� 2.0 �.205 ˔ ˔

4.76

16
.4
6

R0.82.6

9.525

φ
4.
4

φ
6

φ9.525

m "1C8 ���� 1%53 ʕ �.163 ⁃ ⁃

DLPeQVLoQV ʢPP)
IWeP No� IQVerW SFreZ

8eigIt
IQVerW

SWDQdDrd WreQFKReIereQFe DLPeQVLoQV ʢPP)
IWeP No� IQVerW SFreZ

8eigIt
IQVerW

/ead�anJle

WorN 
MDWerLDl *rDde Dr\ WeW

&XWWLQJ SSeed (P/PLQ) Feed ʢPP/W） DeSWK oI &XW 

*ra\�&ast�
Iron

Ductile�Iron

.illing Cutters
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RN*N
V

���� �����

d

RN*N

RN*N�������

ReIereQFe

5RXQG QHJDWLYH LQVHUW

d  

V  

H

 RNIW &XWWer

П┈1 

ʢᶵʣ) П┈2 8

RNIW0�0-0�R-*M ˔ � 50

��
�� ���� RNGN

120�

0.42

RNIW063-06R-*M ˔ � 63 0.55

RNIW080-07R-*M ˔ � �0 0.�5

˔ɿStandard

�� ����
$
2
%
��
S
�7
��
�*
0

$
0
S
��
7�
*
0

S
3
��
��
��

S
ta
nd
ar
d

4(8������

4(8������

4(8������

TKe WDEle VKoZV oQl\ D VPDll VeleFWLoQ oI WKe RNIW VerLeV� For 1204 LQVerWV Dre DlVo FXWWerV DYDLlDEle� PleDVe FoQWDFW XV

SSDre SDrWV

&lamp����$0S��7�*0�

&lampinJ�screZ���$2%��S�7���*0�

ASSlLFDEle LQVerW

П┈2

8

П┈1

Characteristics: 
Round negative insert cutter for slot milling, 
peripheral milling, ramp milling and drilling, 
pocket milling and copy milling.
It can be used in only one pass (roughing 
and finishing).and 

Item�No� Reference�
Dimensions�(mm)

&lamp &lampinJ�
���screZ $pplicable�Insert WeiJht
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RPIW &XWWer

R3IW������R�&
R3IW������R�&

NP

���
���

�����&
�������&

�����&
�����&

�����&
�����&

�����&
�����&

RPIW
D / d

RPIW040-04R-&
RPIW0�0-0�R-&

R3*N�������
R3*N�������

�����
�����

l3

�
�

D

��
��

��
��

��
��

��
��

����
����

RP*N
V

���� �����

d

RP*N

R3*N��������

ReIereQFe

ReIereQFe

IQVerWReIereQFe

5RXQG QHJDWLYH LQVHUW�

KJ

D

l3

d

/

D

d  

V  

 SSDre SDrWV

ASSlLFDEle LQVerW

Characteristics: 
Round insert cutter for slot milling, peripheral
milling, ramp milling and drilling, pocket 
milling and copy milling.
It can be used in only one pass (roughing 
and finishing).and 

.illing Cutters
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M

/

D

D1
RPIW &XWWer

*NEW*

NP

���
���
���
���
���

�����&
�����&
�����&
�����&
�����&

�����&
�����&
�����&
�����&
�����&

RPIW
D/

R3IW������R�&
R3IW������R�&
R3IW������R�&
R3IW������R�&
R3IW������R�&

R3*N�������
R3*N�������
R3*N�������
R3*N�������
R3*N�������

�����
�����
�����
�����
�����

�
�
�
�
�

D1

��
��
��
��
��

0�
0��
0��
0��
0��

��
��
��
��
��

���
����
����
����
����

M

RP*N
V

����
����
����

����
����
�����

d

RP*N

R3*N�������
R3*N�������
R3*N��������

ReIereQFe

ReIereQFe

IQVerWReIereQFe

Round negative insert.

KJ

d  

V  

IWeP No�

4(8������
4(8������
4(8������
4(8������
4(8������

R3IW������R�&
R3IW������R�&
R3IW������R�&
R3IW������R�&
R3IW������R�&

SSDre SDrWV

ArEor

23�31�� A20�31�� 13�31�� A11�31�� 40�31�� 40�31�E� 

ASSlLFDEle LQVerW

Characteristics: 
Round insert end mill for slot milling,
peripheral milling, ramp milling and drilling, 
pocket milling and copy milling.
It can be used in only one pass (roughing 
and finishing)
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JHF &XWWer

'eatures

More teeth = More productivity
Light weight aluminum body
Adjustable edge height
Produces outstanding surface finishes 
Internal coolant supply
Inserts can be regrinded up to 4 times 
 Set up & Balancing service is available

˔ Cutter

П

П

"�3� �˃
3�3� ɹ �˃

IteN NuNCer Stock
8eigIt %iNensions ʢNN
 .aY

3P.
"rCor
style

"rCor
Colt

3ecoNNended
tigItening
torque

	kg
 П П NɾN

˔ � 0.23 �� 45 22.0 10.4 6.3 20,000 FMC22 CS1040A ��

˔ 10 0.3� �� 45 22.0 10.4 6.3 20,000 FMC22 CS1040A ��

˔ 12 0.4� �� 45 25.4 �.5 6.0 1�,000 FMA25.4 MBC-M12 ��

˔ 16 0.�4 ��� 45 25.4 �.5 6.0 1�,000 FMA25.4 MBC-M12 ��

˔ 22 1.10 ��� 45 25.4 �.5 6.0 15,000 FMA25.4 MBC-M12 ��

 ＊ Includes inserts and parts

˔ Insert

8iper SIape IteN NuNCer Corner angle .aY %0C 
ʢNN） "�3�  ʢNN）

PC%

P%1

:es
ʢRoundedʣ

��
�

2��

���

2�
��

31
��

��
��

)'5ç������çC�� �0˃ �.5 6˃ C0.5 ˔

:es
ʢRoundedʣ )'5ç������ç3�� �0˃ �.5 6˃ R0.4 ˔

:es
ʢStraightʣ

��
1�

�
��

�

2��

���

2�
�� )'5ç������ç8�� �0˃ 6.5 10˃ Double 

chamfer ˔

For less tool pressure

For Standard use

JHF0�0&2200R07-*M

JHF063&2200R10-*M

JHF080A2�40R12-*M

JHF100A2�40R16-*M

JHF12�A2�40R22-*M
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˔ Spare Parts

IteN nuNCer "rCor Colt 8edge
"Yial set screX 8edge set screX

ScreX ScreXdriWer ScreX ScreXdriWer

+)'���C����3��
CS1���"

H-81�� CS��1�"

-8��

8S��12

-8�2��

+)'���C����3��

+)'���"����3��

.#C�.12+)'���"����3��

+)'���"����3��

Wedge Insert

˔Safety claNp NecIanisN

˔ UniRue pocket prevents inserts
from becoming dislodged

˔ 3ecoNNend Cutting Conditions

8ork 
.aterial (rade %ry 8et

Cutting Speed 	N�Nin
 'eed 	NN�t
 %eptI 
of Cut 
ʢNN）3�� ��� 1��� 21�� 2��� 33�� 3��� ���� �1�� ���� ���� ��1 ��1� ��2 ��2� ��3

N

1%� ˓ ˔ ʙ ��3�Aluminum Alloy
(Siʽ13ʣ

Aluminum Alloy
(Siʾ13ʣ 1%� ˓ ˔ ʙ ��3�

NTK Competitor's

Numberofedges 10 6
Insertgrade PD1 PCD
RPM 10,000 12,000
SFM 6490 7790
IPM 400 312
IPT 0.004 0.004
DOC .02" .02"
Spindleload 23% 34%
Flatness 6μm 20μm

Part ：TransmissionCase
Material：ADC12

Cutter：JHF063C220R10
Insert ：HFT802005C05PD1

NTK：JHF
Competitor's

NTK：JHF
Competitor's

130% productivity

Less tool pressure

˔'ield 3esult
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ˑ ˑ
ˑ
ˑ

ˑ
ˑ
ˑ
ˑ

ˑ
ˑ

.ore teethʹ.ore QroductiWity -ight Xeight aluNinuN Cody

˔Easy to cut cycle time

"dKustaCle edge height 

˔A 25 HP machine can mount a П125 mm cutter 

Safety claNQ NechanisN 

˔   Easy adKustment system 
for axial direction

Wedge Insert

˔  UniRue             pocket
prevents inserts from 
becoming dislodged

Axial set screw

NTK Regrinding Program
●Inserts  can  be  reground  up  to  (4*)  times.
●The  diameter  and  height  of  the  insert  will  change  by  .004”

after  each  regrinding.
● The  set  of  inserts  placed  back  in to  the  cutter  must  have  the

Each  insert  will  be  marked  with  a  star  to  indicate  
how  many  times  it  has  been  reground.

same  amount  of  stars  indicating  number  of  regrinding.

*  The  number  of  regrinding  per  insert  may  vary  depending on  cutting Conditions.

New After 1st 
regrinding

After 2nd  
regrinding

After 3rd 
regrinding

After 4th 
regrinding

❷  Delivery will be 6-8 weeks upon receiving your inserts. 

❸  The insert number will be changed to the following
HFT802006C05 RPD1.

❹ When installing NTK inserts into a cutter, please make
sure that all the inserts have the same number of
regrinding stars.

(
❶  Send the inserts back to NTK Cutting Tools. 

 Minimum order is 30 pcs. 
oN te:  Send always inserts with the same amount of regrinding stars. 

 
 ） 

For orders greater than 50 pcs, NTK will manage the inserts 
in lots for regrinding process.

.illing Cutters
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/5, Competitor�s

Number of edges �� 14

n (min-1) 10,000 

7c (m/min) 3,�25 

7ĭ (mm/min) ����� �,400

ĭ (mm/t) 0.06 

DOC (mm) 2.�
ʢ1 Passʣ

2.0 � 0.�
ʢ2 Passesʣ

Tool life �����Qcs 10,000pcs

Part ɿChain Cover
Material ɿADC12

CutterɿJHF125A2540R22
Insert ɿHFT�02006C05 PD1

˔'ield 3esult

NTKɿJHF 132�� 	mm�min


Competitor�s �,400 (mm/min)

NTKɿJHF ����� pcs

Competitor�s   10,000 pcs

���� QroductiWity

���� 5ool life

Internal coolant supply High speed capability
˔$oolaOU UIrouHI NouOUiOH ColU Gor CeUUer 

cIip eWacuaUioO 
˔ 6p Uo 20000 rpN capaCiliUZ

Produces outstanding surface finishes
˔6OiRue cuUUiOH edHe wiper produceT eYcelleOU 
TurGace pOiTIeT

Reduced cutting forces 
˔  SIarp NulUi�GaceUed cuUUiOH edHeT reduce

 Uool preTTure

Less burrs
˔ " �5 deHree cIaNGer oO UIe iOTerU reduceT

edHe CurrT I

Inserts can be reground up to 4 times
˔ 3eGer Uo CacL coWer paHe Gor deUailT

.236
（6）

.2
95

（
7.
5）

6°

４５°

.0
20

（
0.

5）

Special rouｎd wiper

.079
（2）

)'5�0200�$05 TIowO.
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˙ Grade CoNQarison Chart
˔ #I%&.ICS�CeraNics

˔ #I%&.ICS�C#N

ʢNoteʣThis chart is based on published data and not authorized by each manufacturer

˔ PC%

NT, (3&&/-&"' )&35&- I/%&9"B-& IS$"3 ,&//".&5"- ,:0$&3" /&8$0.&3 30.": S"/%7I, SP, SS"/(:0/( S6.I050.0 5"&(65&$) 56/("-0: 7"-&/I5&

$a
st

 ir
on

ç ̠

)C�
)8� GEM1� AC5 I50 IN11 K060 KA30 NP5200 CC10 S;200

S;300
AB120
AW20

)C�
)C� GEM� HT610CA

MC2 I100 IN22
IN23

K0�0
K:1615

A65
A66N

PT600M
NP5000 CC20

CC30
CC620
CC650
CC6050 

SN60
SN�0
SH2

SD200
ST100
ST300
ST500
SD200
TA300
TC300

NB�0S AB30
L911
L921

C9�10
232

S9�
S1�

CSN100
CSN200
GSN100
HSN100
HSN200

MW30
MW43

IS6
IS�
IS�0

K:3000
K:3400
K:3500
K:K25
K:K35

 K:4400 
K:K10   
K:1320

CS�050
KS500
KS6000
KS6050

CC510 
CC513
CC514

CC514SC
CC515
CC516

CC516SC

CC16�0
CC60�0
CC61�0

SL506
SL50�

SL550C
SL554C
SL654
SL�0�

SL�54C

SN26
SN300
SN400
SN500
SN600
SN�00
SN�00

NS260
NS260C
SN2000K
SN2100K

AS10
AS500
SC10
AW20    
AB30     
AB20

C9�10
F9105

7P2130
7P2135

)e
at

 re
sis

ta
nt

 a
llo

Z
̨ +9�

+9�

8"�
8"�

WG300
WG600
WG�00

IW� K:1525
K:4300 CC60 CC6�0

SW400
SW500
SW�00
SW�00

W91500
W9120 TC430

S9�
S9�
S9�

9S:TIN-1
MW3� IS�

K:1540
K:2100
K:S25
K:S30
K:SP30
K:SM10

CF1
KS6030
KS6040

CC54��
CC6060
CC650

 CC6065
SN�00
SN�00

W92500  
W92000 AS20 M101S

)a
rd

en
ed

 
m

at
er

ial
 

̝ )C�
;C� GEN� HT610CA I100

IN22
IN23
IN420

K:1615
K:4400

A65
A66N
KT66

PT600M
CC30SC CC6050

CC650

ST500
TM300
TC100
TC300

NB�0S
NB150H

AW120  
AB30 L911

235
7P;205
7P;215

8"�
8"�

WG300
WG600
WG�00

IW� K:4300
K:S25 CC6�0

SW400
SW500
SW�00
SW�00

NT, %I+&5 )I5"$)I I/%&9"B-& IS$"3 ,&//".&5"- ,:0$&3" .I5S6BIS)I S"/%7I, S&$0 SP, SS"/(:0/( S6.I050.0 5"&(65&$) 56/("-0: 8"-5&3

$a
st

 ir
on

ç ̠ #��
#��
#��

JBN330
JBN��5

BH200
BH250

CBN�0
CBN�5
CBN100

IB50
IB55
IB�5

KB1345
KB1630
KB5630
KB�610
KB�640
KB1340

KBN60M
KBN65B
KBN�00

BC5030
MB�10
MB�30
MB5015
MBS140

CB�525
CB��25

CBN20
CBN050C
CBN200
CBN300
CBN300P
CBN350
CBN600

WBN100
WBN105
WBN115
WBN120
WBN�50

SBN1000
SBN1600

BN500
BN600
BN�00
BNS�00

KB�0
KB�0A
TB650
TB6�0
TB�30

B94�0
B94�0
B9�50
B9��0
B9�0S
B9�10
B9�30
B9�50
B9C�0

)ea
t re

sist
ant

 
allo

Z 
̨ +1�

CBN�0
KB1340
KB1630
KB5630

MB�30 CBN1�0 BN�00 KB�0
TB�30 B9�50

)a
rd

en
ed

 m
at

er
ial

ç ̝ #��
#��
#��
#�,
#�,
#��

JBN245
JBN300

BH200
BH250

CBN45
CBN50
CBN60
CBN�0

IB10HC
IB20H

IB25HA
IB25HC

IB50
IB55

KB1340
KB1610
KB1625
KB5610
KB5625
KB5630
KB�610
KB�640

KBN05M
KBN10C
KBN10M
KBN25C
KBN25M
KBN30M
KBN35N
KBN510
KBN525
KBN�00

BC�020
MB�10
MB�25
MB�35
MB�025
MBC010

CB20
CB50

CB�015
CB�025
CB�525

CBN10
CBN050C
CBN100
CBN150
CBN160P
CBN1�0
CBN200
CBN300P
CBN350

WBN500
WBN550
WBN600
WBN650

SBN1000
SBN2000
SBN4000

BN250
BN300
BN350
BN1000
BN2000
BNC�0
BNC100
BNC150
BNC160
BNC200
BNC300
BNC2010
BNC2020

BN910
BN920
BN925
BN9300

KB50
TB610
TB650
TB6�0

B9310
B9330
B9360
B93�0
B9530
B9C50
B9M10
B9M20

7PC225
WLB30
WLB50

NT, %I+&5 I/%&9"B-& IS$"3 ,&//".&5"- ,:0$&3" .I5S6BIS)I S"/%7I, S&$0 SS"/(:0/( S6.I050.0 5"&(65&$) 56/("-0: 8"-5&3

/o
n�f

err
ou

s
ma

ter
ial

 ̣

1%�
1%�

JDA10
JDA30
JDA40
JDA�15
JDA�35
JDA�45

PCD3
PCD-F

PCD-UF
ID5
ID�

KD1400
KD1405
KD1425
KD1410
KD1415
KD1425  

KPD001
KPD010 
KPD230

MD205
MD220
MD230

CD10
PD10
PD20
PD30

SPD1000
SPD2000
SPD3000

DA10
DA�0
DA150
DA200
DA1000
DA2200

KP100
KP300
KP500

D9110
D9120
D9140
D9160
D91�0

WCD10

0�
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˔ Non coated carCide

˔ P7% coated carCide

˔ C7% coated carCide

NT, %I+&5 (3&&/-&"' )I5"$)I I/%&9"B-& IS$"3 ,&//".&5"- ,:0$&3" .I5S6BIS)I 30.": S"/%7I, S&$0 S6.I050.0 5"&(65&$) 56/("-0: 8"-5&3

St
ee

lç
̥

,.�
,.�

D930
D935
SR30
SRT

G20M
G60
G50
G�0

E935
E940
E945
WS10

CI5
CI6
CI�
CI�

IC50M
IC54
IC�0
IC2�

KU10
K420

K125M
PW30 UTi20T

S10M
S25M
S60M

A30
ST10P
ST20E
ST30E
ST40E

CT3000
T940
U925
U930

/
on

�fe
rr

ou
s

m
at

er
ia

l
̣

,.�
,.�

CR1
KG03
KG1
KG10
KG20
KG30
KT�
LF12

G02
G23

WH02
WH05
WH10

WH20D

CI1
CI2
CI3
CI4
CI65

IC04
IC10
IC20
IC2�

K313
K6�

 K110M
K115M
K600
K1

GW15
GW25
KW10

HTi05T
HTi10

UTi20T
R600

H10
H10F
H13A

��3
��0
H9

EH520
G10E

H1
UF1

G1F
G2
G2F
G3

KS05F
KS15F
KS20
TH03
TH10
TU10

WK1
WSN10

NT, %I+&5 (3&&/-&"' )I5"$)I I/%&9"B-& IS$"3 ,&//".&5"- ,:0$&3" .I5S6BIS)I S"/%7I, S&$0 S6.I050.0 5"&(65&$) 56/("-0: 8"-5&3

St
ee

lç
̥

7.�
;.�
2.�
5.�
%5�
%.�

JC5003
JC5015
JC5030
JC5040

G�15
G�20
G�25
G�35

C:15
C:150
C:250
C:�020
HC�44
IP2000
IP3000

CI25A
CI2�

IC32�
IC50�
IC�0�
IC�0�
IC�0�
IC�2�
IC302�
IC�30
IC5�0

KC5010
KC5025
KC5510
KC5525
KCU10
KCU25
KC�10
KC�20
KC�22
KC�30

KC�35M
KC��2M

PR�15
PR�30
PR1005
PR1025
PR1115
PR1215
PR1225

7P10MF
7P10RT
7P15TF
7P20MF
7P20RT

GC1125
GC1525
GC15

GC1025
GC1145
GC2035
GC2145
GC4125

CP200
CP250
CP500

AC350
AC520U
AC530U
AC;150
AC;310
AC;330
AC;350

TT1040
TT�220
TT�010
TT�020
TT�030
TT�0�0

AH120
AH130
AH140
AH�10
AH�25
AH�30
AH�40
GH130
GH330
SH�30
AH330
GH�30

WSM30
W9M33
W9P20
W9P43

St
ai

nl
es

s 
st

ee
lç

̢ S5�
7.�
;.�
2.�
5.�
%5�
%.�

JC5003
JC5015
JC5030
JC5040

G�15
G�20
G�25

C:250
C:�020
IP050S
IP100S

CI23
CI24
CI2�

IC30�
IC50�
IC520

IC�0�/�0�
IC�0�
IC�2�
IC100�
IC102�
IC302�
IC�30
IC5�0

KC5010
KC5025
KC5510
KC5525
KCU10
KCU25
KC�10
KC�20
KC�22
KC�30

KC�35M
KC��2M

PR�15
PR�30
PR1025
PR1125
PR1215
PR1225

7P10MF
7P10RT
7P15TF
7P20MF
7P20RT

GC15
GC1005
GC1025
GC1105
GC1115
GC1125
GC1145
GC1525
GC2030
GC2035
GC4125

CP200
CP250
CP500
TS2000
TS2500

AC350
AC510U
AC520U
AC530U
AC6040M
AC;150
AC;310
AC;330
AC;350
EH510;
EH520;
AC6030M
AC610M
AC�30P
AC630M

TT1040
TT50�0
TT�010
TT�0�0
TT�220
TT�010
TT�020
TT�030
TT�0�0
TT�020

AH120
AH130
AH140
AH�10
AH�25
AH�30
GH130
GH330
GH�30
SH�30
AH330

W9M20
W9M33
W9N10
W9P20
W9P43

$a
st

 ir
on

ç̠

2.�
%.�

JC5003
JC5015

C:10H
C:100H
C:�020

IC50�
IC50�
IC�0�
IC�10
IC�0�
IC100�

KC5010
KC5025
KC5510
KC5525
KCU10
KCU25
KC�20
KC�30

PR�05
PR1215

7P10RT
7P15TF
7P20RT

GC1020
GC1125
GC15

CP200
CP250
CP500

DTS2500
TK1000
TK2000
TS2000

AC510U
AC520U
AC530U
AC;310
EH10;
EH20;
EH510;
AC405K

TT1040
TT60�0
TT�010
TT�0�0

AH110
AH120
GH110
GH130

)e
at 

res
ist

an
t a

llo
Z ç

̨

G�20
G�25

IC�0�/�0�
IC�0�
IC�30

KC5010
KC5510
KC5525
KC�310
KCU10
KCU25

GC15
GC1005
GC1025
GC1105
GC1115
GC1125
GC2145
GC4125

AC510U
AC520U
AC530U

TT�125
TT�135
TT�020
TT�030
TT�0�0
TT�020

AH�05

)
ar

de
ne

d 
m

at
er

ia
l

̝

KC5010
KC5510
KCU10
KCU25

GC1010
GC1025
GC1030   

AC503U

NT, %I+&5 (3&&/-&"' )I5"$)I I/%&9"B-& IS$"3 ,&//".&5"- ,:0$&3" .I5S6BIS)I 30.": S"/%7I, S&$0 S6.I050.0 5"&(65&$) 56/("-0: 8"-5&3

$a
st

 ir
on

ç̠

C1�
C1�

JC050W
JC1057
JC1107
JC2157
JC605W
JC6059
JC610

GA5022
GA5023

GM25
GM�015
GM�020
GM�025
HG3305
HG3315
HG�010
H93505
H93515

CIN2
CIN9
CIT3
CIT6
CI9

IC41�
IC42�
IC�00�
IC�015
IC�150

KCK05
KCK15
KCK20
KCP05
KCP10
KCP25
KCP30

KC�325

CA4010
CA4115
CA4120 
CA4505
CA4515 
CA5505

MC5005
MC5015
M:5015
UC5105
UC5115
UE6110

R100
R200
R500

GC3005
GC3205  
GC3210
GC3215
GC4215
GC4315

MK1500
TH1000
TK1000
TK2000
TP200
TP2500
T9150

AC300G
AC410K
AC420K
AC�00G
AC�10P
AC�20P
AC�025P
ACK200

TT6300
TT6�00
TT�005
TT�015

T1015
T1115
T5105
T5115
T5125

WPP01
WPP10
WPP20

0�
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Side relief angle

Side rake angle

Corner radius
Side cutting edge angle

End cutting edge angle

Front top rake

Cutting edge height

Shank height

 Overall length

Shank width

4ʷ ʷ 3

ʷ ʷ 3
4ʷ ʷ ʷ 3

ʷ ʷ 3Ўʹ ʹ �4ʷ ʷ 3

3̫ К̫̫ 4
�4ʷ ʷ ʷ ʷ 3

3̫ К̫̫ 4Ў́ ʹ

Toolholder deqection Boring bar deqection

ɿOverhang

ɿCutting force

Clamping bolt

ɿOverhang Sleeve

Clamping bolt

ɿCutting force

SZmCol 5erm 6nit
Ў Deqection amount ᶱ

Shank width ᶱ
Shank height ᶱ

:oung`s modulus N/Ὼ
Depth of cut ᶱ
Feed amount ᶱ/rev

Specipc cutting force N/Ὼ
Overhang ᶱ

Cutting force N

ʢ ʹ ʷ ʷ ʣ

SZmCol 5erm 6nit
Ў Deqection amount ᶱ

Shank width ᶱ
:oung`s modulus N/Ὼ

Depth of cut ᶱ
Feed amount ᶱ/rev

Specipc cutting force N/Ὼ
Overhang ᶱ

Cutting force N

ʢ ʹ ʷ ʷ ʣ

Cutting Tool Parts

Insert

Face

End cutting edge
(Minor cutting edge)

Side cutting edge
(MaKor cutting edge)

Seat
(Shim seat)

Shank

Minor flank

MaKor flank

Nose radius

"n iNportant factor in iNproWing tIe rigidity of a toolIolder is to ensure tIe oWerIang 
of tIe tool sIank is as sIort as possiCle�

˙ 5urning 5ool 5erNinology
˔ ToolIolder part naNes

˔ Holder rigidity

0�
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Axial rake angle
A.R.

Radial rake angle
R.R.

True rake angle

Peripheral cutting edge angle
(Lead angle)

Cutting edge inclination angle

Cutter diameter ʢDiameter between the bladesʣ

Cu
tte

r h
ei

gh
t

ʢʵʣ

ʢʵʣ

ʬLead angleʭ � Relationship of this angle and chip thickness ʬRake angleʭ � Combinations and characteristices
Lead angle � 45 degrees

45˃Insert

Thickness of chips 0.�ʷ

Lead angle � �5 degrees

�5˃Insert

Thickness of chips 0.��ʷ

Lead angle � �0 degrees

�0˃Insert

Thickness of chips 1.00ʷ

$omCinations of 
the angles for Casic 
cutting edge shapes

Radial rake angleɿpositive

ʢɹ ʣAxial rake angleɿpositive

ʢʴʣ ʢɻ ʣ

Radial rake angleɿ negative

ʢʵʣAxial rake angleɿnegative

ʢɻ ʣ

ʢɹ ʣAxial rake angleɿpositive

Radial rake angleɿ negative

%ouCle�positiWe cutting edge 
shapeï%P edge shapeð

%ouCle�negatiWe cutting edge 
shapeï%/ edge shapeð

/egatiWe�positiWe cutting edge 
shapeï/P edge shapeð

3adial raLe angleï3�3�ð Positiveï�ð NegativeïȂð NegativeïȂð

"Yial raLe angleï"�3�ð Positiveï�ð NegativeïȂð Positiveï�ð

Insert specipcation Positive (single side used) Negativeïboth sides usedð Positiveïsingle side usedð

8
or

L m
ate

ria
l

Steel ˔ ʔ ˔

$ast iron ʔ ˔ ˔

"luminum alloZ ˔ ʔ ʔ

/ame 'unction &⒎ects

Radial rake angle� R.R. Controls the direction of chip evacuation and cutting force Negative (ʵ)� Excels in chip control performance

Axial rake angle� A.R. Controls the direction of chip evacuation and cutting force Positive (�)� Excels in cutting performance and BUE resistance

Lead angle Controls the thickness and evacuation direction of chips Larger lead angles decrease the thickness of chips and relieves 
cutting load

True rake angle Actual rake angle
Larger angles excel in cutting performance and BUE resistance, but lower the cutting 
edge strength
Smaller angles increase the cutting edge strength but lower the BUE resistance

Cutting edge tilt angle Controls the direction of chip evacuation Larger angles excel in chip control performance and relieve cutting load, but lower the strength of the insert corner

˙ .illing Cutter 5erNinology
˔ .illing cutter terNinology

˔ 'unctions of eacI cutting edge angle

˔ 'unctions of eacI angle

0�

16_総合ｶﾀﾛｸﾞ_2019_vol6_2_英語版.indd   5 2019/05/10   14:44:02



5echnical %ata
N

ew
 

Pr
od

uc
ts

To
ol 

Ma
ter

ial
s /

Se
lec

tio
n G

uid
e

BID
EM

ICS
, P

CD
, 

CB
N a

nd 
Ce

ram
ics

 
Mic

ro-g
rain

 Ca
rbid

e,
PVD

 / CV
D-co

ated
 Car

bide
In

se
rt

Ite
m

 L
is

t
Ge

ne
ral

 Tu
rni

ng
To

olh
old

ers
Un

iqu
e

Sw
iss

 To
oli

ng
Gr

oo
vin

g 
/ 

Si
de

 T
ur

ni
ng

Th
re

ad
in

g
Sh

ap
er

ID
 T

oo
lin

g
Ap

pl
ica

tio
n 

In
tro

du
ct

io
n

En
dm

ill
s

R
ot

at
in

g 
To

ol
s

In
fo

rm
at

io
n

In
de

x

ab

ɿCutting speedʢm/῾ʣ
ɿMachining diameterʢᶱʣ
ɿSpindle speedʢ῾-1ʣ

КɿPiʢ3.14ʣ

̩ɿCutting timeʢ῾ʣ
ɿCutting lengthʢᶱʣ
ɿFeed rateʢᶱ/revʣ
ɿSpindle speedʢ῾-1ʣ

ɿTheoretical surface roughnessʢ⹙ʣ
ɿFeed amount ʢᶱ/revʣ
ɿCorner radiusʢᶱʣ

̩ɿCutting timeʢ῾ʣ
ɿCutting speedʢm/῾ʣ
ɿFeed amountʢᶱ/revʣ

КɿPiʢ3.14ʣ

&Yample � 0Ctaining a cutting speed for machining a XorL piece of 2�� mm diameter at the spindle speed of 1��� min�1�

ʹ Кʷ2��ʷ1��� � �2�ʢm�῾ʣɹ ççççç1���

&Yample � 0Ctaining a cutting time for machining of XorL to Ce cut 1�� mm long at the spindle speed of 1��� min�1 and at a feed rate of ��1 mm�reW�

̩ʹ çççç1��çççç � 1ʢ῾ʣɹɹ  ��1ʷ1���

&Yample � 0Ctaining the theoretical surface roughness Xhen machining Xith an insert haWing ��� corner radius at a feed rate of ��1 mm�reW�

ʹ ç ��1� ç ʷ1��� � 1���ʢ⹙ʣɹ �ʷ���

Кʷ ʷ
1���ʢm/῾ʣ́

ʷʢ῾ʣ̩́

�ʢ⹙ʣ́
ʷ1���

1���ʷ
Кʷʢ῾-1ʣ́

К ʢ̫a2ȂC2ʣ
4���ʷ ʷʢ῾ʣ̩́

Calculating the cutting speed from the rotation speed

Calculating the cutting time for OD (ID) machining

Calculating the revolution speed from the cutting speed

Calculating the cutting time for facing

ʲGuidelines for actually pnished surface roughnessʳ
Steel tZpe XorL� 5heoretical surface roughness º 1�� to 3
$ast iron tZpe XorL� 5heoretical surface roughness º 3 to �

˙ Calculation 'orNula for 5urning
˔ Calculating tIe cutting speed

˔ Calculating tIe cutting tiNe

˔ Calculating tIe tIeoretical surface rougIness

0�
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F1

F3

F2

ɿCutting forceʢ̣ʣ
ɿSpecipc cutting forceʢN/Ὼʣ�See the table below.

ɿDepth of cutʢᶱʣ
ɿFeed amountʢᶱ/revʣ

ɿ7olume of evacuated chipsʢὖ /῾ʣ
ɿCutting speedʢm/῾ʣ
ɿDepth of cutʢᶱʣ
ɿFeed amountʢᶱ /revʣ

ɿReRuired powerʢkWʣ
ɿCutting speedʢm/῾ʣ
ɿFeed amountʢᶱ/revʣ
ɿDepth of cutʢᶱʣ
ɿSpecipc cutting forceʢN/Ὼʣ�See the table below.

ɿMechanical e⒏ciencyʢ0.�ɷ0.�ʣ

'1ɿPrincipal cutting force
'2ɿ'eed force
'3ɿ5hrust force

&Yample � $alculating the cutting force for greZ cast iron cut at the feed rate of ��2 mm�reW and Xith a depth of cut of 3 mm�
ʹ 1���ʷ3ʷ��2 � 1���ʢ/ʣ

&Yample � 0Ctaining the Wolume of chips eWacuated per minute for machining at a cutting speed of ��� m�min feed of ��4 mm�reW and a depth of cut of 2mm
ʹ ���ʷ��4ʷ2 � ���ʢὖ�῾ʣ

&Yample � $alculating the cutting poXer for the machining of greZ cast iron at a cutting speed of ��� m�min feed rate of ��4 mm�reW and Xith a depth of cut of 2 mm
ʢwith 0.� set as the mechanical e⒏ciencyʣ�

ʹ ���ʷ��4ʷ2ʷ14�� � 1��33ʢL8ʣçɹɹ ��ʷ1�3ʷ���

˔ Specipc cutting force

8orL material 5ensile strength or 
hardness

Specific cutting forceʢ/�Ὼʣ ʠ ʡ to cutting feed rateʢᶱ�reWʣ
��1ᶱ�reW ��2ᶱ�reW ��3ᶱ�reW ��4ᶱ�reW ���ᶱ�reW

Soft steel �2� 3☗610 3☗100 2☗�20 2☗500 2☗2�0
.edium steel �2� 3☗0�0 2☗�00 2☗5�0 2☗450 2☗300

)ard steel �2� 4☗500 3☗600 6☗250 2☗�50 2☗640

5ool steel S,%
��� 3☗040 2☗�00 2☗630 2☗500 2☗400
��� 3☗150 2☗�50 2☗620 2☗450 2☗340

$r�.o steel S$.
��� 3☗610 3☗200 2☗��0 2☗�00 2☗500
�3� 4☗500 3☗�00 3☗400 3☗150 2☗�50

"lloZ steel S/$.
��� 3☗0�0 2☗650 2☗350 2☗200 1☗��0

)B3�� 3☗310 2☗�00 2☗5�0 2☗400 2☗200
(raZ cast iron '$ )B2�� 2☗110 1☗�00 1☗600 1☗400 1☗330

ʹ ʷ ʷ
ʢ̣ʣ

ʹ ʷ ʷ
ʢὖ/῾ʣ

ʷ ʷ ʷ
��ʷ1�3ʷʢkWʣ́

˔ Calculating tIe cutting force

˔ Calculating tIe poXer required

˔ Calculating tIe WoluNe of cIips produced

0�
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$orrectiWe measures

PossiCle cause

5Zpe of proClem

.aterial�grade selection $utting conditions 5ool shape .achine�
installation

$h
an

ge
 to

 a 
ha

rde
r m

ate
ria

l�g
rad

e

$h
an

ge
 to

 a 
tou

gh
er 

ma
ter

ial
�g

rad
e

$ha
nge

 to a
 ma

teria
l�gra

de m
ore 

resis
tant

 to t
herm

al sh
ocL

$ha
nge

 to 
a m

ater
ial�g

rade
 mo

re r
esis

tant
 to 

dep
osit

ion

$u
tt

in
g 

sp
ee

d

'e
ed

 ra
te

%
ep

th
 o

f c
ut $oolant

3e
Wie

X
 th

e 
tZ

pe
 o

f c
hip

Cr
ea

Le
r

3a
Le

 a
ng

le

/o
se

 ra
diu

s o
f t

he
 in

se
rt

Sid
e c

ut
tin

g e
dg

e a
ng

le

$u
ttin

g e
dg

e s
tre

ngt
h h

on
ing

Im
pr

oW
e 

th
e 

ac
cu

ra
cZ

 o
f in

se
rt

Im
pr

oW
e t

he
 rig

idi
tZ 

of 
the

 ho
lde

r

Imp
roW

e th
e in

stal
latio

n a
ccu

rac
Z o

f th
e cu

ttin
g to

ol

3e
Wie

X 
the

 oW
erh

an
g o

f th
e c

utt
ing

 to
ol

PreW
ent 

WiCra
tion

 of t
he m

achi
ne i

mpr
oWe

 the
 ma

chin
e rig

iditZ

6s
e n

on
�X

ate
r�s

olu
Cle

 tZ
pe

3e
Wie

X 
drZ

 or
 X

et 
op

era
tio

n

%ecreaseɹIncrease 
%ecreaseɹIncrease 

Sh
or

t t
oo

l l
ife

&YcessiWe 
insert Xear

6nsuitaCle tool material�grade ˔
6nsuitaCle cutting edge shape ˔    

Improper cutting conditions   Wet

'racture�
chipping of 
the cutting 

edge

6nsuitaCle tool material�grade ˔
Improper cutting conditions  

Insu⒏cient cutting edge strength ˔  
5hermal shocL ˔    ˔ Dry
Built�up edge ˔   ˔ Wet
Insu⒏cient toughness ˔ ˔ ˔ ˔

Po
or 

dim
en

sio
na

l a
ccu

rac
Z 7ariation in 

dimensions 
during cutting

Improper accuracZ of insert ˔
$learance�relief of the XorL�tool ˔     ˔ ˔ ˔ ˔

/eed for 
o⒎setting 

during 
cutting

Increased qanL Xear ˔ 
Built�up edge ˔ 
Improper cutting conditions  

Poo
r su

rfac
e p

nish Poor 
surface 

roughness

%eposition  ˔ Wet
6nsuitaCle cutting edge shape ˔ 
$hatter    ˔ ˔ ˔ ˔

)e
at %eterioration in tool 

life�accuracZ due to 
eYcessiWe heat generation

Improper cutting conditions   

6nsuitaCle cutting edge shape ˔  

Bu
rr

in
g

 c
hi

pp
in

g
 s

cu
⒏

ng

Burring

BoundarZ Xear ˔
Improper cutting conditions  

 Wet
6nsuitaCle cutting edge shape ˔    

$hipping

Improper cutting conditions  

6nsuitaCle cutting edge shape ˔    

7iCration ˔ ˔ ˔ ˔

Scu⒏ng

6nsuitaCle tool material�grade ˔
Improper cutting conditions  ˔ Wet
6nsuitaCle cutting edge shape ˔  

7iCration ˔ ˔ ˔ ˔

$h
ip 

co
nt

ro
l

&longated 
chips

Improper cutting conditions    Wet
$hipCreaLer`s e⒎ectiWe chip control range ˔
6nsuitaCle cutting edge shape  

˙ 5rouCleshooting for 5urning
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$ase�SZmptom PossiCle causes $orrectiWe measures

In
se

rt

7B wear  
˔The material / grade is too soft
˔Cutting speed is too high
˔Relief angle is too small

˔Use a coated grade
˔ Choose a material/grade highly resistant 

to wear
˔Decrease the cutting speed

Wear on face
˔ High temperature causes chemical 

reactions between the insert material 
and chips

˔Use a coated grade
˔ Decrease both of the cutting speed and feed rate
˔Widen the rake angle

Notching wear
˔The work surface is too hard
˔Boundary area has been oxidized
˔  Burrs, caused by chips in the sheared 

form, have been cut

˔Widen the side cutting edge angle
˔ Make the nose radius larger so that cutting 

is performed within the radius
˔Use a round insert

Chipping/ fracture
˔Feed rate is too high
˔Chips have become trapped
˔Chatter resulting in vibration

˔Enlarge the honed edge
˔Make the nose radius larger
˔ Narrow the rake angle to secure the 

cutting edge strength

Flaking

˔  This is due to compressive forces being 
applied to the cutting edge from elastic 
deformation in the area being cut

˔ This occurs when deposited/adhered 
material is peeled off

˔ Change the cutting conditions by checking 
the cutting edge

˔ Choose a material/grade highly resistant to fracture
˔Increase the coolant rate and pressure
˔Improve the run-out of the main spindle of the machine

Plastic 
deformation

˔  High cutting force and excessive heat is 
applied to the cutting edge

˔ Choose a material/grade highly resistant to wear
˔Decrease both of the cutting speed and feed rate
˔Make the nose radius larger
˔Use coolant

Built-up edge
˔  This occurs because the  cutting temperature 

is  lower  than the  recrys tal l i za t ion 
temperature of the work material

˔Increase the cutting speed
˔ Use coolant with excellent lubrication performance
˔Change to a grade with less a⒏nity to the work material

Deposition
˔  The deposition is caused to the face 

by a chemical reactions of the work 
material due to heat generation

˔Increase the cutting speed
˔Widen the relief angle
˔Hone the face with a mirror-like-surface pnish
˔Change to a grade with less a⒏nity to the work material

Clamping 
crack

˔ The inser t  was  clamped under 
improper seating conditions

˔ Clean the clamping areas and install the 
insert in the recommended way

˔Tighten to the speciped torRue

 8
or

L 
pi

ec
e

Chipping ˔The feed rate is too high
˔An unsuitable insert was selected

˔Decrease the feed rate
˔Use a smaller edge preparation
˔ Change to a grade highly resistant to boundary wear
˔Change the cutting edge angle of the holder

Burring ˔The feed rate is incorrect
˔The shape of insert is not suitable

˔Decrease the feed rate
˔Use a smaller edge preparation

Chatter mark
˔The cutting force is too great
˔ The rigidity of the work piece and 

cutting tool is insu⒏cient

˔Decrease the feed rate
˔Use a smaller edge preparation
˔Ensure tool overhang is minimised
˔Change the cutting edge angle of the holder

Gouging ˔ 7ibration of the cutting edge due to 
deposition/built-up edge

˔Increase the cutting speed
˔Use cutting oil excellent in lubrication performance
˔ Change to a grade with less a⒏nity to the work material

˙ 5rouCleshooting Case Studies� 5urning
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ɿCutting speedʢm/῾ʣ
ɿCutter diameterʢᶱʣ
ɿSpindle speedʢ῾-1ʣ

КɿPiʢ3.14ʣ

ɿInch amount per toothʢᶱ/tʣ
ɿTable feedʢᶱ/῾ʣ
ɿNumber of tooth
ɿSpindle speedʢ῾-1ʣ

̩ɿCutting timeʢ῾ʣ
- ɿTotal length of table feedʢᶱʣ

ʢ ʴ ʣ
ɿTable feedʢᶱ/῾ʣ

&Yample �  0Ctaining the cutting speed for machining Xith an 2�� mm diameter cutter at the Spindle speed of 1��� min�1�

ʹ Кʷ2��ʷ1��� � �2�ʢm�῾ʣɹ ççççç1���

&Yample � 0Ctaining the feed rate for milling Xith a 1��teeth cutter at the ��2mm�t and the reWolution speed of 1��� min�1

ʹ ��2ʷ1�ʷ1��� � 2���ʢᶱ�῾ʣ

&Yample � 0Ctaining the machining time for milling 2�� mm on a XorL piece fed at the rate of 1���ʢᶱ/῾ʣ

̩ʹ ç2��ç � ��2ʢ῾ʣɹ ɹç1���

Кʷ ʷ
1���ʢm/῾ʣ́

ʷʢᶱ/tʣ́

L
ʢ῾ʣ̩́

1���ʷ
Кʷʢ῾-1ʣ́

ʹ ʷ ʷ
ʢᶱ/῾ʣ

Calculating the cutting speed from the rotation speed

Calculating the feed rate per blade

Calculating the revolution speed from the cutting speed

Calculating the feeding speed per minute

˙ Calculation 'orNula for .illing 1rocesses

˔ Calculating tIe cutting speed

˔ Calculating tIe feeding speed and feed rate

˔ Calculating tIe NacIining tiNe

0��
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ʷ ʷ ʷ
��ʷ1��ʷʢk̬ʣ́

ɿReRuired powerʢkWʣ
ɿCutting lengthʢᶱʣ
ɿDepth of cutʢᶱʣ
ɿFeed rateʢᶱ/῾ʣ
ɿSpecipc cutting forceʢN/Ὼʣ�See the table below.

ɿMechanical e⒏ciencyʢ0.�ɷ0.�ʣ

&Yample � $alculating the poXer reRuired to machine graZ cast iron for a length of 1�� mm at a feed rate of 11�� mm�min and Xith a depth of cut of 3 mm
ʢwith 0.� set as the mechanical e⒏ciency and 0.2  mm as the feed par tooth/bladeʣ

ʹ 1��ʷ3ʷ11��ʷ14�� � 14�44ʢL8ʣɹççççç��ʷ1��ʷ���

˔ Specipc cutting force

8orL material 5ensile strength or 
hardness

Specific cutting force 	/�Ὼ
 ʠ ʡ to cutting feed amount 	ᶱ�reW


��1ᶱ�t ��2ᶱ�t ��3ᶱ�t ��4ᶱ�t ���ᶱ�t

Soft steel �2� 2☗200 1☗�50 1☗�20 1☗�00 1☗5�0

.edium steel �2� 1☗��0 1☗�00 1☗�30 1☗600 1☗5�0

)ard steel �2� 2☗520 2☗200 2☗040 1☗�50 1☗�40

5ool steel S,%
��� 1☗��0 1☗�00 1☗�30 1☗�00 1☗600

��� 2☗030 2☗030 1☗�00 1☗�50 1☗�00

$r�.o steel S$.
��� 2☗1�0 2☗000 1☗�60 1☗�00 1☗6�0

�3� 2☗540 2☗250 2☗140 2☗000 1☗�00

"lloZ steel S/$.
��� 2☗000 1☗�00 1☗6�0 1☗600 1☗500

)B3�� 2☗100 1☗�00 1☗�60 1☗�00 1☗530

(raZ cast iron '$ )B2�� 1☗�50 1☗400 1☗240 1☗050 ��0

"luminum alloZ "$"%$ 1�� 5�0 4�0 400 350 320

˞For power reRuired for NTK HCC, please refer to page P31.

ɿ7olume of evacuated chipsʢὖ/῾ʣ
ɿCutting lengthʢᶱʣ
ɿDepth of cutʢᶱʣ
ɿFeed rateʢᶱ/῾ʣ

&Yample � 0Ctaining the Wolume of chips eWacuated per minute for machining at a cutting speed of ��� m�min feed rate of ��4 mm�reW and Xith a 2 mm depth of cut�
ʹ 1��ʷ3ʷ11�� � 4��ʢὖ�῾ʣ

ʹ ʷ ʷ
ʢὖ/῾ʣ

˔ Calculating tIe cutting poXer

˔ Calculating tIe WoluNe of eWacuated cIips

0��
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$orrectiWe measures

PossiCle cause

5Zpe of proClem

.aterial�grade selection $utting conditions 5ool shape

$h
an

ge
 to

 a 
ha

rde
r m
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ria

l�g
rad

e
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an

ge
 to

 a 
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er 
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 to t
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 to 
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f c
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3eW
ieX

 cu
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r d
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h $oolant

3e
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ng
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rt

/o
se 

rad
ius

 of
 cu

ttin
g e

dge

$u
ttin

g e
dge

 str
eng

th 
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/
um

Ce
r o

f t
ee

th
�C

la
de

s

&n
la

rg
e 

th
e 

ch
ip

 p
oc

Le
t

$h
ec

L 
th

e 
X

ip
er

 s
ha

pe

Imp
roW

e a
ccu

rac
Z o

f cu
ttin

g e
dge

 run
�ou

t

Im
pr

oW
e 

rig
id

itZ
 o

f t
oo

l

8
et

%
rZ

%ecreaseɹIncrease 
%ecreaseɹIncrease 

%a
ma

ge
d 

or
 C

ro
Le

n 
cu

tti
ng

 ed
ge

 o
f t

he
 in

se
rt Increased 

qanL Xear
Improper cutting conditions  ˔
6nsuitaCle cutting edge shape ˔   ˔

Increased 
Xear on face

Improper cutting conditions    ˔
6nsuitaCle cutting edge shape ˔   

'racture�
chipping on 
cutting edge

Improper cutting conditions   ˔
6nsuitaCle cutting edge shape ˔    ˔ ˔ ˔

5hermal 
shocL

Improper cutting conditions    ˔
6nsuitaCle cutting edge shape ˔  

Built�up 
edge

Improper cutting conditions   ˔
6nsuitaCle cutting edge shape ˔  

.
ac

hi
ni

ng
 a

cc
ur

ac
Z

Poor surface 
pnish

Improper cutting conditions    ˔
6nsuitaCle cutting edge shape ˔ ˔   ˔ ˔

Burring
Improper cutting conditions





 ˔ ˔
6nsuitaCle cutting edge shape    ˔

$hipping
Improper cutting conditions   ˔
6nsuitaCle cutting edge shape     ˔

Poor qatness and 
parallelism Improper cutting conditions   ˔     ˔ ˔ ˔

0
th

er
s

Increased chatter�
WiCration Improper cutting conditions    ˔ ˔    

Poor chip 
eWacuation

Improper cutting conditions   ˔ ˔ ˔
6nsuitaCle tool�Clade edge shape   ˔

˙ 5rouCleshooting for .illing
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$ase�SZmptom PossiCle causes $orrectiWe measures

In
se

rt

7B wear  

˔Cutting speed is too high.
˔Feed rate is too low.
˔The shape of the insert is not suitable.
˔ The material / grade of the insert is

not suitable.

˔Decrease the cutting speed.
˔Increase the feed rate.
˔Make the nose radius larger.
˔ Change to a grade highly resistant to boundary wear.

Notching 
wear

˔ The material / grade of the inserts is
not suitable.

˔The shape of the cutter is not suitable
˔The shape of insert is not suitable.

˔Change to a grade highly resistant to boundary wear.
˔Widen the rake angle.
˔Change the Insert shape to a different one.

Chipping / 
fracture

˔The cutting speed is incorrect.
˔The shape of the cutter is not suitable
˔The shape of insert is not suitable.

˔  Decrease the feed rate and depth of cut in order
to reduce the cutting force.

˔Use a smaller edge preparation.
˔Prepare the cutting edge to give it a round honing.
˔Change to a grade highly resistant to fracture.

Thermal 
crack

˔The cutting conditions are incorrect
˔ The material / grade of insert is not

suitable

˔Decrease the cutting speed.
˔Change to dry cutting from wet cutting.
˔ Use a material / grade highly resistant to thermal shock

 8
or

L 
pi

ec
e Chipping

˔The feed rate is too high.
˔An unsuitable insert is selected.
˔The shape of the cutter is not suitable.

˔Decrease the feed rate.
˔Use a smaller edge preparation
˔Change to a grade highly resistant to boundary wear.
˔Set the lead angle at 45 degrees.

Burring
˔The feed rate is incorrect.
˔The shape of insert is not suitable.
˔The shape of the cutter is not suitable.

˔AdKust the feed rate.
˔Use a smaller edge preparation.
˔Make the lead angle narrower.

˙ 5rouCleshooting Case Studies� .illing
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The theoretical surface roughness for lathe machining is the minimum value which can be 
obtained under the set machining conditions, and can be expressed by the following formula.

ㅡWhen machining steel� Theoretical surface roughness x 1.5r3
ㅡWhen machining cast iron� Theoretical surface roughness x 3r5

ㅡIncrease the nose radius.　ㅡUse a wiper insert.
ㅡAdKust the cutting speed and/or feed amount.　çㅡChange the material and/or shape of the insert

ɿTheoretical surface roughness ʢ⹙ʣ
ɿFeed amountʢᶱ/revʣ
ɿNose radiusʢᶱʣ

�ʢ⹙ʣ́
ʷ1���

˔ 3elationsIip XitI triangle syNCols
"rithmetic aWerage 

roughness
3aʢ⹙ʣ

.aYimum height
3[ʢ⹙ʣ

1��point aWerage 
roughness
3[+ISʢ⹙ʣ

˞
ʢ5riangle sZmColʣ

0.025 0.1 0.1

˜˜˜˜
0.05 0.2 0.2

0.1 0.4 0.4

0.2 0.� 0.�

0.4 1.6 1.6

˜˜˜0.� 3.2 3.2

1.6 6.3 6.3

3.2 12.5 12.5
˜˜

6.3 25 25

12.5 50 50
˜

25 100 100

ㅡExamples of reading
⛶When Ra � 1.6⹙  1.6⹙ Ra
⛷When Rz � 6.3⹙  6.3⹙ Rz
⛸When RzJIS  � 6.3⹙  6.3⹙ RzJIS

˞  The pnishing symbols (triangle symbol ˜ and symbol ɷ) 
are no longer used in JIS pursuant to the 1��4 revision.

+*S #����ʢ����ʣ
*S0 ����ʢ����ʣ� *S0 ����ʢ����ʣ

+*S #����ʢ����ʣ
+*S #����ʢ����ʣ

+*S #����ʢ����ʣ
+*S #����ʢ����ʣ

+*S #����ʢ����ʣ
+*S #����ʢ����ʣ +*S #����ʢ����ʣ

$ross�
section 
curWe

No plter, digital signal No plter, digital signal No plter, analog signal No plter, analog signal No plter, analog signal
Evaluation length Shape length ʕ One standard length One standard length One standard length
Maximum height Pt ʕ Rmax RmaxʢS indicationʣ HmaxʢSʣ

10-point average roughness ʕ ʕ Rz Rzʢ; indicationʣ ʕ

3oughness 
curWe

Phase correction, bandЕsôЕc Phase correction, short wavelengthЕc 2RC, short wavelength cut-offЕc 2RC, short wavelength cut-offЕc ʕ
Evaluation length Determine individually for each standard lengthЕc. Average for Ὑn, calculated for each standard lengthЕc One measured length ʾ 3Еc One measured length ʾ 3Еc ʕ
Maximum height Maximum height 3[ Maximum height Ry ʕ ʕ ʕ

Set standard length 
based on height 
parameters Rz, 
Rmax, and Ry.

0.25ᶱ 0.1ɷ0.5⹙ 0.1ɷ0.5⹙ 0.�⹙ or less 0.�⹙ or less Select from 0.3ɼ1ɼ3ɼ5 and 10ᶱ
0.�ᶱ 0.5ɷ10⹙ 0.5ɷ10⹙ 0.�ɷ6.3⹙ 0.�ɷ6.3⹙ Select from 0.3ɼ1ɼ3ɼ5 and 10ᶱ
2.5ᶱ 10ɷ50⹙ 10ɷ50⹙ 6.3ɷ25⹙ 6.3ɷ25⹙ Select from 0.3ɼ1ɼ3ɼ5 and 10ᶱ

Dimension indicated in 
drawing

U 0.00�ʵ2.5/Rz 1.5
L ʵ2.5/Rz 0.�

Ry � 1.6ɷ0.� 
Еc 0.25 

Rmax � 1.6
Rmax � 0.�

Surface symbol or triangle symbol Triangle symbol

0.25 Upper limit
0.25 Lower limit

1.6S
0.�S

0.�S or less ˜˜˜˜
1.5Sɷ6S ˜˜˜
12Sɷ25S ˜˜
35S or higher ˜

10-point average roughness 3[+*S Rz ʕ ʕ ʕ
Center line average roughness Ra�5 Ra�5 Ra Raʢʠaʡ indicationʣ ʕ
Arithmetic average roughness Arithmetic average roughness 3a Arithmetic average roughness Ra ʕ ʕ ʕ
Set standard length 

based on height 
parameters Rz, 
Rmax, and Ry.

0.25ᶱ 0.1ɷ0.5⹙ 0.1ɷ0.5⹙ ʕ ʕ ʕ
0.�ᶱ 0.5ɷ10⹙ 0.5ɷ10⹙ Ra shall be 12.5⹙ or less. Еc shall be 0.� ᶱ. ʕ
2.5ᶱ 10ɷ50⹙ 10ɷ50⹙ 12.5ɷ100⹙ ʕ ʕ

Dimension indicated in 
drawing

U ʠ2RCʡɻ 0.�/Ra�5 3.1
L ʠ2RCʡɻ 0.�/Ra�5 1.5

1.6ɷ3.2 3.2
1.6

Surface symbol or triangle symbol

ʕ
0.2a or less ˜˜˜˜
0.4aɷ1.6a ˜˜˜
3.2aɷ6.3a ˜˜
12.5a to 25a or more ˜

˙ Surface 3oughness Standards

˔ TIeoretical surface rougIness

˔ "ctual surface rougIness

˔ Surface pnisI iNproWeNent Neasures

0��
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+*S #����ʢ����ʣ
*S0 ����ʢ����ʣ� *S0 ����ʢ����ʣ

+*S #����ʢ����ʣ
+*S #����ʢ����ʣ

+*S #����ʢ����ʣ
+*S #����ʢ����ʣ

+*S #����ʢ����ʣ
+*S #����ʢ����ʣ +*S #����ʢ����ʣ

$ross�
section 
curWe

No plter, digital signal No plter, digital signal No plter, analog signal No plter, analog signal No plter, analog signal
Evaluation length Shape length ʕ One standard length One standard length One standard length
Maximum height Pt ʕ Rmax RmaxʢS indicationʣ HmaxʢSʣ

10-point average roughness ʕ ʕ Rz Rzʢ; indicationʣ ʕ

3oughness
curWe

Phase correction, bandЕsôЕc Phase correction, short wavelengthЕc 2RC, short wavelength cut-offЕc 2RC, short wavelength cut-offЕc ʕ
Evaluation length Determine individually for each standard lengthЕc. Average for Ὑn, calculated for each standard lengthЕc One measured length ʾ 3Еc One measured length ʾ 3Еc ʕ
Maximum height Maximum height 3[ Maximum height Ry ʕ ʕ ʕ

Set standard length
based on height
parameters Rz,
Rmax, and Ry.

0.25ᶱ 0.1ɷ0.5⹙ 0.1ɷ0.5⹙ 0.�⹙ or less 0.�⹙ or less Select from 0.3ɼ1ɼ3ɼ5 and 10ᶱ
0.�ᶱ 0.5ɷ10⹙ 0.5ɷ10⹙ 0.�ɷ6.3⹙ 0.�ɷ6.3⹙ Select from 0.3ɼ1ɼ3ɼ5 and 10ᶱ
2.5ᶱ 10ɷ50⹙ 10ɷ50⹙ 6.3ɷ25⹙ 6.3ɷ25⹙ Select from 0.3ɼ1ɼ3ɼ5 and 10ᶱ

Dimension indicated in 
drawing

U0.00�ʵ2.5/Rz 1.5
L ʵ2.5/Rz 0.�

Ry � 1.6ɷ0.� 
Еc 0.25 

Rmax � 1.6
Rmax � 0.�

Surface symbol or triangle symbol Triangle symbol

0.25　Upper limit
0.25　Lower limit

1.6S
0.�S

0.�S or less ˜˜˜˜
1.5Sɷ6S ˜˜˜
12Sɷ25S ˜˜
35S or higher ˜

10-point average roughness 3[+*S Rz ʕ ʕ ʕ
Center line average roughness Ra�5 Ra�5 Ra Raʢʠaʡ indicationʣ ʕ
Arithmetic average roughness Arithmetic average roughness 3a Arithmetic average roughness Ra ʕ ʕ ʕ
Set standard length

based on height
parameters Rz,
Rmax, and Ry.

0.25ᶱ 0.1ɷ0.5⹙ 0.1ɷ0.5⹙ ʕ ʕ ʕ
0.�ᶱ 0.5ɷ10⹙ 0.5ɷ10⹙ Ra shall be 12.5⹙ or less. Еc shall be 0.� ᶱ. ʕ
2.5ᶱ 10ɷ50⹙ 10ɷ50⹙ 12.5ɷ100⹙ ʕ ʕ

Dimension indicated in 
drawing

Uʠ2RCʡɻ 0.�/Ra�5 3.1
Lʠ2RCʡɻ 0.�/Ra�5 1.5

1.6ɷ3.2 3.2
1.6

Surface symbol or triangle symbol

ʕ
0.2a or less ˜˜˜˜
0.4aɷ1.6a ˜˜˜
3.2aɷ6.3a ˜˜
12.5a to 25a or more ˜

˔ Conditions for Neasuring 3 paraNeters
/on�cZclic XaWe form 	random XaWe form
 Settings for measuring

3ange of 3a
ʢ⹙ʣ

3ange of 3[
ʢ⹙ʣ

3eference length
Ὑrʢᶱʣ�cut�o⒎

Еcʢᶱʣ

&Waluated length
Ὑnʢᶱʣ�
Ὑrʷ�

÷.÷÷ýʻRaʽ÷.ù ÷.÷ùüʻRzʽ÷.ø 0.0� 0.4

÷.÷ùʻRaʽ÷.1 ÷.øʻRzʽ÷.ü 0.25 1.25

÷õøʻRaʽù ÷.üʻRzʽø÷ 0.� 4

ùʻRaʽø÷ ø÷ʻRzʽü÷ 2.5 12.5

ø÷ʻRaʽÿ÷ ü÷ʻRzʽù÷÷ � 40

˔ 0Ctaining tIe surface rougIness

5Z
pe /eX sZmCol 0ld sZmCol

$alculation 0Ctaining method 	eYample

đĐĚçĉ÷ý÷øā⼶÷ø đĐĚçĉ÷ý÷øā⼶Āû

M
ax

. h
ei

gh
t (

Pe
ak

)

Rz Ry

The addition of the max. value 
for the depth Rv and the max. 
height Rp on the roughness 
curve for the reference length�

Rz ʹ Rp � Rv ℓ

Rp Ry

Rv

m

Av
era

ge
 ro

ug
hn

ess
 of

 10
 po

int
s

RzJIS Rz

The addition of the average of the maximum 
to pfth highest vales and the average of the 
deepest to the pfth deepest values on the 
roughness curve for the reference length�

RzJIS�
ïĠķø�Ġķù�Ġķú�Ġķû�Ġķüð�
ïĠĽø�ĠĽù�ĠĽú�ĠĽû�ĠĽüð

ü
ℓ

m

Yp
2Yp
1

Yv
1

Yp
3

Yp
4

Yp
5

Yv
2

Yv
3

Yv
4

Yv
5

Ari
thm

eti
c a

ver
ag

e o
f ro

ug
hn

ess

Ra Ra

The average of absolute values 
on the roughness curve f (x) for 
the reference length�

Ra ʹ ʨ fʢxʣʩ1∫0

m

Ra

ℓ

ｘ

Y

0��
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Standard Items

Item /umCer "ppearance

C-3���S
(Formerly
RLR-13S)

C-3���S
(Formerly
RLR-15S)

3-3���S

--3���S

--3���S���ˎ��

--3���S

0ptional Items
ʪLLR Typeʫ

Item /umCer "ppearance

--3���S

--3���S

--3���S

ʪDriver type wrench kitsʫ
Item /umCer $ontents

99����������S 992�15-04 with HLR-13S

99����������S 992�15-04 with HLR-15S

99����������S 992�15-04 with HLR-20S

99����������S 992�15-04 with HLR-25S

ʪDriver type wrench for increased adaptabilityʫ
Item /umCer .agnetic %riWer )andle

99�������

Item /umCer 3eplaceaCle Bits

)-3���S

)-3���S

)-3���S

)-3���S

˙ SQare 1arts � 8renches

0��
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Make sure the wrench tip and wrench hole are 
neither deformed nor stripped

Engage the wrench straight to screw hole 

Do not apply more torRue than the
recommended amount (as shown to the right)

Note�  Wrenches and bits come in a pack of five 
 Clamp screws come in a pack of ten

Recommended Tightening TorRueAttention� When tightening screws

Item /umCer 3ecommended 5ightening 5orRueʢ/ɾmʣ
C-3
--3 ��S
)-3

0.�
C-3
--3 ��S
)-3

1.4
3-3
--3 ��S
)-3

3.0

--3 ��S)-3 5.0

--3 ��S)-3 �.0

-8�� 12

-8�� 15

$lamp ScreX %imensionʢᶱʣ Standard 8rench

"ppearance 0rder $ode Item /umCer a C c Вʢ˃ʣ0rder $ode Item /umCer

θ

a

b

c
5�04�3� -3�S��ʷ��� M2ʷP0.4 3.1 3.5 �2

56�1��4 C-3���S
5�0��04 -3�S��ʷ��� M2ʷP0.4 3.1 3.� �2
5�0��12 -3�S��ʷ��� M2ʷP0.4 3.1 4.4 �2
5�0��20 -3�S��ʷ��� M2ʷP0.4 3.0 5.5 �0
5�0��3� -3�S����ʷ��� M2.5ʷP0.45 3.6 4.� �2

56�1��� C-3���S
5�04�4� -3�S����ʷ��� M2.5ʷP0.45 3.6 5.5 �2
5�0��46 -3�S����ʷ� M2.5ʷP0.45 3.5 6.0 �0

θ

a

b

Accessible from front and back

c

5�0��53 -3�S����ʷ��� M2.5ʷP0.45 3.5 6.� �0
5��361� -3�S��ʷ��� M3ʷP0.5 4.1 5.� �0

54�5164 3-3���S
5�0��61 -3�S��ʷ��� M3ʷP0.5 5.2 6.2 �2
5�0���� -3�S��ʷ��� M3ʷP0.5 4.0 �.� �0
5�0���� -3�S��ʷ��� M4ʷP0.� 5.� 6.0 �2
5�0���5 -3�S��ʷ� M4ʷP0.� 5.� �.0 �2
5116��1 -3�S��ʷ��18 M4ʷP0.� 5.� 10.0 �0 56�1��� C-3���S

θ

a

b

c

553402� -3*S��ʷ� M2ʷP0.4 2.6 6.0 60
56�1��4 C-3���S

5�0��03 -3*S����ʷ� M2.2ʷP0.45 3.15 6.0 60
5���1�1 -3*S����ʷ� M2.5ʷP0.45 3.6 5.0 60

56�1��� C-3���S
5�0��11 -3*S����ʷ� M2.5ʷP0.45 3.6 �.0 60
5�0��2� -3*S��ʷ� M3ʷP0.5 4.0 6.0 60

54�5164 3-3���S
542�156 -3*S��ʷ� M3ʷP0.5 4.2 �.0 60
54��32� -3*S��ʷ� M4ʷP0.� 5.�5 5.0 60

5364�30
5��46��

--3���S
--3���S���ˎ��θ

a

b

c

Accessible from front and back

5�0��3� -3*S��ʷ� M4ʷP0.� 5.�5 6.0 60
5���566 -3*S��ʷ� M4ʷP0.� 5.�5 �.0 60
5�0��45 -3*S��ʷ�� M4ʷP0.� 5.�5 10.0 60
56�4105 -3*S��ʷ�� M4ʷP0.� 5.�5 12.0 60
5�0��52 -3*S��ʷ�� M5ʷP0.� �.0 �.5 60 5364�4� --3���S
5116��3 -3*S��ʷ��18 M4ʷP0.� 5.� 10.0 60

56�1��� C-3���S
50�05�6 -3*S��ʷ��18 M4ʷP0.� 5.� 12.0 60

˙ ClaNQ ScreXs and 8renches
"daptaCle standard 

Xrench

-3 )eYaloCular
ʢ̒ʵ -0B&ʣ

-3�1 5��

-3�2 5��

-3�3 5�1�

-3�2 5��

-3�1 5��

-3�2 5��

-3�3 5�1�

-3�4 5�1�

� 5�2�

-3�2 5��

0��
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IS0
$ountrZ 6�S�"� +apan (ermanZ

IS0
$ountrZ 6�S�"� +apan (ermanZ

Standard "ISI � S"& +IS %I/ Standard "ISI � S"& +IS %I/

St
ai

nl
es

s 
st

ee
lç

̢

Stainless Steel 	'errite�.artensitic


$a
st

 ir
on

ç ̠

.alleaCle cast iron
403 SUS403 96Cr13 ʵ FCMB310 ʵ

9�Cr14 32510 FCMW330 EN-GJMB350-10
416 SUS416 912CrS13 40010 FCMW3�0 EN-GJMB450-6
430 SUS430 96Cr1� 50005 FCMW4�0 EN-GJMB550-4
410 SUS410 910Cr13 �0003 FCMP540

SUS420J2 946Cr13 A220-�0003 FCMP5�0 EN-GJMB650-2
405 96CrAL13 A220-�0002 FCMP6�0 EN-GJMB�00-2
420 920Cr13 (raZ cast iron
431 SUS431 91�CrNi1�-2 No 20 B FC100 EN-GJL-100
430F SUS430F 914CrMoS1� No 25 B FC150 EN-GJL-150
434 SUS434 96CrMoS1�-2 No 30 B FC200 EN-GJL-200
CA6- SCS5 93CrNiMo13-4 No 35 B FD250 EN-GJL-250
405 SUS405 910CrAL13 No 40 B ʵ ʵ
HN76 SUH4 9�5CrMo71�-2 No 45 B FC300 EN-GJL-300
446 SUH446 910CrAL2-4 No 50 B FC350 EN-GJL-350
E7� SUH35,SUH36 953CrMnNiN21-� No 55 B ʵ EN-JL;
S44400 91CrMoTi1�-2 A436 Type 2 ʵ GGL-NiCr20-2

920CrMo712-1 %uctile cast iron
630 95CrNiCuNb16-4 60-40-1� FCD400 EN-GJL-400-15

Stainless Steel 	"ustenitic
 ʵ ʵ EN-GJL-400-1�-LT
304L 92CrNi1�-11 �0-55-06 FCD500 EN-GJL-500-�
304 SUS304 95CrNi1�-10 A43D2 ʵ EN-GJSA-500
303 SUS303 9�CrNiS1�-� ʵ FCD600 EN-GJS-600-3

SUS304L 100-�0-03 FCD�00 EN-GJS-�00-2
304L SCS1� 92CrNi1�-11

/o
nf

er
ro

us
 m

at
er

ial
ç

̣ SC64D C4BS G-AlSi�MGWA
301 SUS301 9�CrNi1�-� GD-AISI12 AC4A G-ALMG5
304LN SUS304LN 92CrNi1�-10 356.1 A5052
316 SUS316 95CrNiMo1�-2-2 A413.0 A6061 GD-AlSi12
316LN SUS316LN 92CrNiMoN1�-13-3 A3�0.1 A�0�5 GD-AlSi�Cu3
316L 92CrNiMoN1�-12-2 A413.1 ADC12 G-AlSi12(Cu)
316L SCS16 92CrNiMo1�-14-3 A413.2 G-AlSi12

SUS316L A360.2 G-AlSi10Mg(Cu)
31�L SUS31�L 92CrNiMo1�-15-4

)e
at

�re
sis

ta
nt

 a
llo

Zç
̨

)eat�resistant alloZ
UNS 91NiCrMoCu25-20-5 330 SUH330 912NiCrSi36 16
7 0��0A SCH15 G-940NiCrSi36-1�
321 SUS321 96CrNiTi1�-10 53�0A
34� SUS34� 910CrNiNb1�-10 5666 NiCr22Mo�Nb
316Ti 96CrNiMoTi1�-12-2 NiCr20Ti
31� 910CrNiMoNb 1�-12 5660 NiFe35Cr14MoTi
30� SUH30� 915CrNiSi20-12 53�1 S-NiCr13A16MoNb
310S SUH310 9�CrNi25-21 53�3 NiCr1�Fe1�NbMo
30� SCS1� 92CrNiMoN1�-11-2 46�6 NiCu30AL3Ti
1�-�PH 9�CrNiAL 1�-� NiCr20TiAk
N0�02� 91NiCrMoCu31-2�-4 AMS 53�� NiCr1�Co11MoTi

Stainless Steel 	"ustenitic�'errite
 AMS 5544 NiCr1�Fe1�NbMo
S31500 92CrNiN23-4 AMS 53�� NiCo15Cr10MoAl
S32�00 9�CrNiMo2�-5 553�C CoCr20W15Ni
S32304 92CrNiN23-4 AMS 5��2 CoCr22W14Ni
S31�03 92CrNiMoN22-53 5itanium alloZ

)a
rde

ned
 

ma
ter

ial
 

̝ 5130H SCr430H 34Cr4 AMS R54520 TiAl5Sn2.5
5135H SCr435H 3�Cr4 AMS R56400 TiAl674
4135H SCM435H 34CrMo4 AMS R56401 TiAl674ELl
4140H SCM440H 42CrMo4 TiAl4Mo4Sn4Si0.5

˙ .aterial Cross 3eference Chart
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IS0
$ountrZ 6�S�"� +apan (ermanZ

IS0
$ountrZ 6�S�"� +apan (ermanZ

Standard "ISI�S"& +IS %I/ Standard "ISI�S"& +IS %I/

St
ee

lç
̥

$arCon steel

St
ee

lç
̥

A5�3-�1 SM400A�B�C S2�5J2G3
A5�0.36 STKM12A�C S235JRG2 SM4�0A�B�C�:A�:B S355J2G3�C2
1115 GC16E 5120 DS355J2G3
A5�3-�165 S235J2G3 �255 55Si�
1015 C15 �262 S340MGC
1020 C22 52100 SUJ2 100Cr6
1213 SUM22 11SMn30 ASTM 16Mo3
12L13 SUM22L 11SMnPb30 4520 16Mo5

10SPb20 ASTM 14Ni6
1215 11SMn3� �620 SNCM220(H) 21NiCrMo2
12L14 11SMnPb3� ��40 SNCM240 40NiCrMo22
1015 S15C Ck15E 1�CrNiMo6
1025 S25C Ck25E 5015 SCr415(H) 15Cr3
A5�2-60 S3�0N 5140 SCr440 42Cr4
A5�2-60 1�Mn7� 5155 SUP�(A) 55Cr3
1035 C35 SCM415(H) 15CrMo5
1045 C45 ��40 SNCM240 40NiCrMo�-4
1040 35S20 5015 SCr415(H) 15Cr3
103� 40Mn4 ASTMA1�2 13CrMo5
1335 SMn43�(H) 36Mn5 ASTMA1�2 13CrMo4-5
1330 SCMn1 2�Mn6 14Mo763
1035 S35C C35G 31CrMo12
1045 S45C C45E 3�CrMo713
1050 S50C C53G L1 41CrS4
1055 C55 �620 22Mo4
1060 C60E 50CoMo4
1055 S55C C55E 16MnCr5
1060 S5�C C60E 31NiCrMo14
10�5 C101E L6 50NiCr13
W1 SK3 C101u 3135 SNC236 36NiCr6
W210 SUP4 C105W1 3415 SNC415(H) 14NiCr10

"lloZ steel 3415�3310 SNC�15(H) 14NiCr14
ASTMA353 9�Ni� �255
2515 12Ni1� ��40 36CrNiMo4

14NiCrMo13 4340 34CrNiMo6
5132 SCr430(H) 34Cr4

D3 SKD1 9210Cr12 5140 SCr440(H) 41Cr4
5115 16MnCr5
4130 SCM420�SCM430 25CrMo4

H13 SKD61 940CrMo134 413��4135 SCM432�SCCRM3 34CrMo4
4140�4142 SCM440 41CrMo4

A2 SKD12 9100CrMo751 4140 SCM440(H) 42CrMo4
SKD2 9210CrW12 32CrMo12

S1 45WCr7� 6150 SUP10 51Cr74
H21 SKD5 930WCr7�3 41CrMo�

930WCr7� L3 100Cr6
9165CrMo712 SKS31 105WCr6

HW3 SUH1 945GrSi�3 SKS2,SKS3
D3 SUH3 S6-5-2 L6 SKT4 55NiCrMo76
M2 SKH51 S6-5-2 $ast steel 
M35 SKH55 S6-5-2-5 SEMnH1
M� S6-�-2 SCMnH/1 G-9120Mn12
HN73 9210Cr12G

0��
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CoNNercial
designation

Hardness
#rinell H#

NoNinal coNposition
"pproYiNate content in � US" U, 'rance (erNany

0tIers

"nn� "ged Ni Cr Co 'e .o C .n Si "l Ti 0tIers S"& ".S #S "'N03 8erkst��Nr %IN1���

"stroloy� � � 56.� 15.0 15.0 � 5.25 0.06 � � 4.0 3.5 0.05 � � � � � � �
"er.et ��� 11.1 3.1 13.4 �0.0 1.20 0.23 0.05
G.3 ���� � � 63.3 15.5 � 10.0 5.2 0.15 0.25 0.6 3.0 2.0 0.06 � � � � � � AISI�6�6
G.3 ���% � � 63.0 15.5 � 4.5 5.0 0.15 0.1 0.3 3.5 2.5 0.05 � � � � � NiCr16MoAl �
)astalloy #� 140 � 64.3 0.6 1.25 5.5 2�.0 0.1 0.� 0.� � � � 53�6A 53�6 � ND3�Fe7 2.4� S-NiMo30 N10001
)astalloy #�� 65.0 1.5 3.00 1.5 2�.5 0.01 3.0 0.1 0.5 1.0
)astalloy C� 200 � 54.1 16.0 1.25 5.�5 1�.0 0.0� 0.� 0.� � � 4.0 53��C 53�� � � 2.4602 NiCr1�Mo1�FeW N10002
)astalloy C��� 56.0 22.0 2.50 3.00 0.5 0.1 3.�
)astalloy C���)S �4.0 22.0 1.00 2.00 0.0
)astalloy C���� 5�.0 16.0 2.50 5.00 16.0 0.01 1.0 0.1 1.0
)astalloy /� � � �2.2 �.0 0.25 3.0 16.5 0.06 0.4 0.25 0.5 � 0.21 5��1 560� � � � � N10003
)astalloy 8� � � 62.� 5.0 1.25 5.5 24.5 0.06 0.5 0.5 � � � � 5��6 � � � � N10004
)astalloy 9� 160 � 4�.1 22.0 1.5 1�.5 �.0 0.1 0.6 0.6 � � 0.6 53�0A 53�0 � NC22FeD 2.4603 � N06002
)astelloy 3���� � � 61.0 15.0 2.5 10.0 5.5 0.15 0.25 0.6 3.0 2.0 � � � � � � � �
)aynes �� 10.0 20.0 51.0 3.0 1.0 0.10 1.50 0.4 15.0
)aynes �� � � �3.� 20.0 � 5.0 � 0.12 � � 0.25 0.4 0.5 � � � � � � �
)aynes ��" � � �0.� 20.0 2.0 3.0 � 0.1 � � 1.5 2.5 � � � � � � � �
)aynes ��� 22.0 22.0 3�.0 3.0 0.1 1.25 0.35 1.0
)aynes ��� � 25 51.4 20.0 20.0 � 6.0 0.06 � � 1.0 1.5 � � 5��2 � � � � �
)aynes ��� � � �5.� 16.0 � �.0 � 0.0� � � � � � � � � � � � �
)aynes ��� � � 61.4 21.0 � 5.0 �.0 0.1 � � � � 3.5 � � � � � � �
)aynes ��� � 43 53.5 1�.0 � 1�.0 3.0 0.0� � � 0.5 0.� 5.0 � 55�6/55�� � � � � �
)aynes 9���� � 3� �4.� 16.0 � �.0 � 0.0� � � 0.� 0.25 1.0 � 5542/55�3 � NC15TNbA � � �
*/����� � � 61.6 10.0 15.0 � 3.0 0.1� 1.2 0.5 5.5 4.�5 � � 53�� � � LW2.46�4 NiCo15Cr10MoAITi N13100
*ncoloy "���� 25.5 15.0 56.5 2.10
*ncoloy ��� 35.0 23.0 3�.5 0.10 0.6 0.60 1.�
*ncoloy ���� � � 41.0 2�.5 � 26.0 � 0.1 1.0 0.�5 0.25 0.6 0.5 � � � � � � �
*ncoloy ���� 1�0 � 42.0 21.0 � 30.0 3.0 0.04 � � � 1.0 2.0 � � 30�2-�6 NC21FeDU 2.4�5� NiCr21Mo N0��25
*ncoloy ���� 1�0 300 44.3 12.5 � 34.0 6.0 0.05 0.24 0.12 0.15 2.� 0.15 � 5660 � ;SNCDT42 LW2.4662 NiFe35Cr14MoTi N0��01
*ncoloy ���� � 3�0 3�.0 � 15.0 41.0 � 0.02 � � 0.� 1.4 3.0 � � � � � � �
*ncoloy ��� 3�.0 13.0 42.0 1.25 0.4 0.0 1.5 4.�
*ncoloy ."��� 20.0 �4.0 4.5 0.5 0.5
*nconel ���� 1�0 � �5.0 15.5 � �.0 � 0.05 � � � � � 5540 55�0 30�2-�6 NC15Fe 2.4�16 NiCr15Fe N06600
*nconel ���� 150 � 60.0 23.0 � 14.0 � 0.05 � � 1.4 � � � 5�15 � � 2.4�51 NiCr23Fe N06601
*nconel ���� 1�0 � �4.4 15.� � �.2 � 0.04 0.2 0.2 � � 0.1 � � � � � � �
*nconel ��� 52.0 22.0 12.5 1.5 �.5 1.2 5���-��
*nconel ���� 1�0 � 61.0 21.5 � 2.5 �.0 0.04 0.5 0.5 0.4 0.4 3.6 � 5666 � NC22FeDNB 2.4�56 NiCr22Mo�Nb N06625
*nconel ���C-' 61.0 21.5 2.5 �.0 3.6 5���
*nconel ���� � 350 46.0 15.0 23.5 0.� 3.�5 0.12 0.1 0.3 3.0 2.2 � � � � NK2�CADT � NiCo2�Cr15MoAITi �
*nconel ���� � � ��.6 15.6 � 0.35 � 0.04 0.05 0.2 3.0 0.� � � 5550 � � � � N0��02
*nconel ���� � � 42.0 16.0 � 40.0 � 0.03 0.2 0.3 0.4 1.�5 � � 5�02 � � � � N0��0�
*nconel ���� � � �5.0 12.5 � � 4.2 0.12 � � 6.1 0.� � � 53�1 3146-3 NC12AD LW2.46�0 S-NiCr13AI6MoNb �
*nconel ���� 1�0 3�0 52.5 1�.0 � 1�.0 3.0 0.04 0.35 0.35 0.� 0.� 0.1 53�3 55�� HR� NC1�FeNB LW2466� NiCr1�Fe1�NbMo N0��13
*nconel ���S1' 54.0 1�.0 1�.5 3.0 1.0 5.0 55�6G
*nconel ���� � 3�0 �4.� 15.0 � 6.5 � 0.04 0.55 0.2 0.6 2.4 � � 5541 � NC16FeTi � NiCr16FeTi N0��22
*nconel ���� � � �0.0 15.5 � �.0 � 0.1 1.0 0.5 1.5 2.6 0.5 � � � � � � N0��51
*nconel ��� � � �0.0 16.0 � �.0 � 0.0� 2.25 0.15 0.1 3.0 0.2 � � � � � � �
*nconel ��� 30.0 3.5 26.5 2�.0 0.03 0.05 6.0 0.4
*nconel )9 4�.0 22.0 1.5 1�.0 �.0 0.6 5536
*nconel ."��� ��.5 20.0 1.0 0.3 0.5 0.6
*nconel 9����� � 3�0 �3.0 15.5 � �.0 � 0.04 0.35 0.35 0.� 2.5 � 5542G 55�2 � NC16FeTNb 2.466� NiCr16FeTi N0��50
*nWar �� 36.0 0.25 0.5 62.0 0.15 0.60 0.40 1.00
*nWar �� 41.0 56.0 0.50 0.40 1.00
+essoQ G��� 130 � 6�.5 1�.5 � 5.0 3.0 0.5 � � � � 4.5 � � � � � NiCr20MoW �
+essoQ G��� 220 � 60.� 11.0 � 2.0 3.0 0.15 � � 6.0 � 4.0 � � � � � NiCr11AIWNb �
+essoQ G��� � 300 ��.3 20.0 13.0 � � 0.05 � � 1.3 2.3 � � � � � � NiCr20Co1�Ti �
+ethete .���� 2.5 16.� 1.� 0.12 0.� 0.1� 0.6
+ethete .����� � 320 55.3 20.0 10.0 � 10.0 0.15 0.5 0.5 1.0 2.6 � � 5551 � � 2.4�16 S-NiCr1�Co N0�252
."3�. ���� � � 6�.4 �.0 10.0 � � 0.15 � � 5.0 2.0 13.5 � � � � � NiW13Co10Cr�AITi �
."3�. ���� � 2�0 5�.5 �.0 10.0 0.2 2.5 0.15 � � 5.5 1.5 11.5 � � � � 2.46�5 NiCo10W10Cr�AITi �
."3�. ���� � � 62.3 15.5 10.0 � 1.� 0.15 � � 4.3 1.�5 5.3 � � � � � NiCR16Co10WAlTi �
."3�. ���� � � 52.3 15.5 20.0 � � 0.15 � � 2.� 4.3 5.0 � � � � � NiCo20Cr16WAITi �
.onel ���� 110 � 65.0 � � 1.5 � 0.12 1.0 � � � 32.0 4544 45�4 30�2-�6 NU30 2.436 NiCu30Fe N04400
.onel ��� 63.0 2.5 0.30 2.0 0.5 34.0
.onel ,����� 120 2�0 64.0 � � 1.0 � 0.13 0.� � 2.� 0.6 30.0 46�6 � 30�2-�6 � 2.43�5 NiCu30AI N05500

˔ .aterial Specipcations Cross�3eference -ist�"erospace .aterial %esignation
˙ /i�Cased )eat 3esistant "lloys

� These alloys can be hardened by an aging process
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CoNNercial
designation

Hardness
#rinell H#

NoNinal coNposition
"pproYiNate content in � US" U, 'rance (erNany

0tIers

"nn� "ged Ni Cr Co 'e .o C .n Si "l Ti 0tIers S"& ".S #S "'N03 8erkst��Nr %IN1���

"stroloy� � � 56.� 15.0 15.0 � 5.25 0.06 � � 4.0 3.5 0.05 � � � � � � �
"er.et ��� 11.1 3.1 13.4 �0.0 1.20 0.23 0.05
G.3 ���� � � 63.3 15.5 � 10.0 5.2 0.15 0.25 0.6 3.0 2.0 0.06 � � � � � � AISI�6�6
G.3 ���% � � 63.0 15.5 � 4.5 5.0 0.15 0.1 0.3 3.5 2.5 0.05 � � � � � NiCr16MoAl �
)astalloy #� 140 � 64.3 0.6 1.25 5.5 2�.0 0.1 0.� 0.� � � � 53�6A 53�6 � ND3�Fe7 2.4� S-NiMo30 N10001
)astalloy #�� 65.0 1.5 3.00 1.5 2�.5 0.01 3.0 0.1 0.5 1.0
)astalloy C� 200 � 54.1 16.0 1.25 5.�5 1�.0 0.0� 0.� 0.� � � 4.0 53��C 53�� � � 2.4602 NiCr1�Mo1�FeW N10002
)astalloy C��� 56.0 22.0 2.50 3.00 0.5 0.1 3.�
)astalloy C���)S �4.0 22.0 1.00 2.00 0.0
)astalloy C���� 5�.0 16.0 2.50 5.00 16.0 0.01 1.0 0.1 1.0
)astalloy /� � � �2.2 �.0 0.25 3.0 16.5 0.06 0.4 0.25 0.5 � 0.21 5��1 560� � � � � N10003
)astalloy 8� � � 62.� 5.0 1.25 5.5 24.5 0.06 0.5 0.5 � � � � 5��6 � � � � N10004
)astalloy 9� 160 � 4�.1 22.0 1.5 1�.5 �.0 0.1 0.6 0.6 � � 0.6 53�0A 53�0 � NC22FeD 2.4603 � N06002
)astelloy 3���� � � 61.0 15.0 2.5 10.0 5.5 0.15 0.25 0.6 3.0 2.0 � � � � � � � �
)aynes �� 10.0 20.0 51.0 3.0 1.0 0.10 1.50 0.4 15.0
)aynes �� � � �3.� 20.0 � 5.0 � 0.12 � � 0.25 0.4 0.5 � � � � � � �
)aynes ��" � � �0.� 20.0 2.0 3.0 � 0.1 � � 1.5 2.5 � � � � � � � �
)aynes ��� 22.0 22.0 3�.0 3.0 0.1 1.25 0.35 1.0
)aynes ��� � 25 51.4 20.0 20.0 � 6.0 0.06 � � 1.0 1.5 � � 5��2 � � � � �
)aynes ��� � � �5.� 16.0 � �.0 � 0.0� � � � � � � � � � � � �
)aynes ��� � � 61.4 21.0 � 5.0 �.0 0.1 � � � � 3.5 � � � � � � �
)aynes ��� � 43 53.5 1�.0 � 1�.0 3.0 0.0� � � 0.5 0.� 5.0 � 55�6/55�� � � � � �
)aynes 9���� � 3� �4.� 16.0 � �.0 � 0.0� � � 0.� 0.25 1.0 � 5542/55�3 � NC15TNbA � � �
*/����� � � 61.6 10.0 15.0 � 3.0 0.1� 1.2 0.5 5.5 4.�5 � � 53�� � � LW2.46�4 NiCo15Cr10MoAITi N13100
*ncoloy "���� 25.5 15.0 56.5 2.10
*ncoloy ��� 35.0 23.0 3�.5 0.10 0.6 0.60 1.�
*ncoloy ���� � � 41.0 2�.5 � 26.0 � 0.1 1.0 0.�5 0.25 0.6 0.5 � � � � � � �
*ncoloy ���� 1�0 � 42.0 21.0 � 30.0 3.0 0.04 � � � 1.0 2.0 � � 30�2-�6 NC21FeDU 2.4�5� NiCr21Mo N0��25
*ncoloy ���� 1�0 300 44.3 12.5 � 34.0 6.0 0.05 0.24 0.12 0.15 2.� 0.15 � 5660 � ;SNCDT42 LW2.4662 NiFe35Cr14MoTi N0��01
*ncoloy ���� � 3�0 3�.0 � 15.0 41.0 � 0.02 � � 0.� 1.4 3.0 � � � � � � �
*ncoloy ��� 3�.0 13.0 42.0 1.25 0.4 0.0 1.5 4.�
*ncoloy ."��� 20.0 �4.0 4.5 0.5 0.5
*nconel ���� 1�0 � �5.0 15.5 � �.0 � 0.05 � � � � � 5540 55�0 30�2-�6 NC15Fe 2.4�16 NiCr15Fe N06600
*nconel ���� 150 � 60.0 23.0 � 14.0 � 0.05 � � 1.4 � � � 5�15 � � 2.4�51 NiCr23Fe N06601
*nconel ���� 1�0 � �4.4 15.� � �.2 � 0.04 0.2 0.2 � � 0.1 � � � � � � �
*nconel ��� 52.0 22.0 12.5 1.5 �.5 1.2 5���-��
*nconel ���� 1�0 � 61.0 21.5 � 2.5 �.0 0.04 0.5 0.5 0.4 0.4 3.6 � 5666 � NC22FeDNB 2.4�56 NiCr22Mo�Nb N06625
*nconel ���C-' 61.0 21.5 2.5 �.0 3.6 5���
*nconel ���� � 350 46.0 15.0 23.5 0.� 3.�5 0.12 0.1 0.3 3.0 2.2 � � � � NK2�CADT � NiCo2�Cr15MoAITi �
*nconel ���� � � ��.6 15.6 � 0.35 � 0.04 0.05 0.2 3.0 0.� � � 5550 � � � � N0��02
*nconel ���� � � 42.0 16.0 � 40.0 � 0.03 0.2 0.3 0.4 1.�5 � � 5�02 � � � � N0��0�
*nconel ���� � � �5.0 12.5 � � 4.2 0.12 � � 6.1 0.� � � 53�1 3146-3 NC12AD LW2.46�0 S-NiCr13AI6MoNb �
*nconel ���� 1�0 3�0 52.5 1�.0 � 1�.0 3.0 0.04 0.35 0.35 0.� 0.� 0.1 53�3 55�� HR� NC1�FeNB LW2466� NiCr1�Fe1�NbMo N0��13
*nconel ���S1' 54.0 1�.0 1�.5 3.0 1.0 5.0 55�6G
*nconel ���� � 3�0 �4.� 15.0 � 6.5 � 0.04 0.55 0.2 0.6 2.4 � � 5541 � NC16FeTi � NiCr16FeTi N0��22
*nconel ���� � � �0.0 15.5 � �.0 � 0.1 1.0 0.5 1.5 2.6 0.5 � � � � � � N0��51
*nconel ��� � � �0.0 16.0 � �.0 � 0.0� 2.25 0.15 0.1 3.0 0.2 � � � � � � �
*nconel ��� 30.0 3.5 26.5 2�.0 0.03 0.05 6.0 0.4
*nconel )9 4�.0 22.0 1.5 1�.0 �.0 0.6 5536
*nconel ."��� ��.5 20.0 1.0 0.3 0.5 0.6
*nconel 9����� � 3�0 �3.0 15.5 � �.0 � 0.04 0.35 0.35 0.� 2.5 � 5542G 55�2 � NC16FeTNb 2.466� NiCr16FeTi N0��50
*nWar �� 36.0 0.25 0.5 62.0 0.15 0.60 0.40 1.00
*nWar �� 41.0 56.0 0.50 0.40 1.00
+essoQ G��� 130 � 6�.5 1�.5 � 5.0 3.0 0.5 � � � � 4.5 � � � � � NiCr20MoW �
+essoQ G��� 220 � 60.� 11.0 � 2.0 3.0 0.15 � � 6.0 � 4.0 � � � � � NiCr11AIWNb �
+essoQ G��� � 300 ��.3 20.0 13.0 � � 0.05 � � 1.3 2.3 � � � � � � NiCr20Co1�Ti �
+ethete .���� 2.5 16.� 1.� 0.12 0.� 0.1� 0.6
+ethete .����� � 320 55.3 20.0 10.0 � 10.0 0.15 0.5 0.5 1.0 2.6 � � 5551 � � 2.4�16 S-NiCr1�Co N0�252
."3�. ���� � � 6�.4 �.0 10.0 � � 0.15 � � 5.0 2.0 13.5 � � � � � NiW13Co10Cr�AITi �
."3�. ���� � 2�0 5�.5 �.0 10.0 0.2 2.5 0.15 � � 5.5 1.5 11.5 � � � � 2.46�5 NiCo10W10Cr�AITi �
."3�. ���� � � 62.3 15.5 10.0 � 1.� 0.15 � � 4.3 1.�5 5.3 � � � � � NiCR16Co10WAlTi �
."3�. ���� � � 52.3 15.5 20.0 � � 0.15 � � 2.� 4.3 5.0 � � � � � NiCo20Cr16WAITi �
.onel ���� 110 � 65.0 � � 1.5 � 0.12 1.0 � � � 32.0 4544 45�4 30�2-�6 NU30 2.436 NiCu30Fe N04400
.onel ��� 63.0 2.5 0.30 2.0 0.5 34.0
.onel ,����� 120 2�0 64.0 � � 1.0 � 0.13 0.� � 2.� 0.6 30.0 46�6 � 30�2-�6 � 2.43�5 NiCu30AI N05500
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� These alloys can be hardened by an aging process

˔ .aterial Specipcations Cross�3eference -ist�"erospace .aterial %esignation
˙ /i�Cased )eat 3esistant "lloys

CoNNercial
designation

Hardness
#rinell H#

NoNinal coNposition
"pproYiNate content in � US" U, 'rance (erNany

0tIers

"nn� "ged Ni Cr Co 'e .o C .n Si "l Ti 0tIers S"& ".S #S "'N03 8erkst��Nr %IN1���

.onel 3����� 110 � 66.0 � � 1.2 � 0.15 1.0 � � � 31.06 46�4 �234 � � � � N04405

.ultiNet /��� 21.0 22.5 21 3.5 0.16 2.0 1.0 4.50
/icLel ��� ��.0 0.4 0.15 0.35 0.35 0.26
/icLel ��� ��.0 0.4 0.02 0.35 0.35 0.26
/iNocast ��� � � 6�.� 20.0 2.0 5.0 � 0.1 � � 1.0 2.0 � � � 3146 � � � �
/iNocast ��� � � 52.� 20.0 1�.0 5.0 � 0.1 � � 1.5 2.5 � � � � � � � �
/iNocast ��� � � �2.6 13.4 � � 4.5 0.12 � � 6.2 1.0 2.3 � � � � � � �
/iNocast ��� � � 5�.� 22.0 10.0 � 10.0 0.3 � � � � � 53�1A � HC203 NC13AD 2.46� S-NiCr13AI6MoNb �
/iNocast 1%�� � � 43.� 16.5 � 34.0 3.3 0.06 � � 1.2 1.2 � � 53�� HC204 NK15CAT LW2.46�4 � �
/iNocast 1&�� � � 56.4 20.0 � � 6.0 � � � � � �.0 � � � � � NiFe33Cr1�Mo �
/iNocast 1,�� � � 61.1 �.5 15.0 � 3.0 0.1� � � 5.5 4.� 1.0 � � 3146 � � � �
/iNonic ��� 1�0 � �5.0 1�.5 � 4.0 � 0.12 � � � 0.4 � � � HR5,203-4 NC20T 2.463 NiCr20Ti �
/iNonic ��"� � 350 �5.0 1�.5 � � � 0.0� � � 1.4 2.4 � � � Hr401,601 NC20TA 2.4631 NiCr20TiAk N0�0�0
/iNonic �� 65.0 25.0 10.0
/iNonic ��� � 346 5�.0 1�.5 16.5 � � 0.0� � � 1.5 2.5 � � � Hr2,202 Nc20AT7 2.4632 NiCr20Co1�Ti N0�0�0
/iNonic �� � � 4�.� 1�.5 � 5.0 � 0.11 � 1.0 2.0 3.5 � � � � � � � �
/iNonic ��� 4�.0 24.2 1�.� 1.5 1.4 3.0
/iNonic ���� � 320 53.0 15.0 20.0 � 5.0 0.12 � � 4.� 1.2 � � � HR3 NCKD20AT7 2.4634 NiCo20C15MoAITi �
/iNonic ���� � 350 5�.0 14.2 13.2 � 4.0 0.16 � � 5.0 4.0 � � � HR4 NCK15ATD 2.4636 NiCo15Cr15MoAITi �
/iNonic ��� � � 5�.0 21.5 10.0 � 10.5 � � � � � � � � � � � � �
/iNonic ����C���� � 2�5 51.5 20.2 20.0 � 6.0 0.06 � � 0.5 2.0 � � � HR10 NCK20D 2.465 NiCr15Co1�MoTi �
/iNonic ���� � 350 44.0 12.5 � 35.0 5.� 0.04 � � 0.3 2.� � 5660C 5661A � ;SNCDT42 2.4662 NiCr15MoTi �
/iNonic 1&�� 3�.0 1�.0 34.0 5.2 0.� 2.3
/iNonic 1&�� � � 4�.0 21.� 1.5 1�.5 �.0 0.1 0.5 0.5 � � 0.6 5536E 5�54E HR6,204 NC22FeD 2.4665 NiCr22Fe1�Mo �
/iNonic 1&��� � 250 43.5 16.5 � 34.0 3.3 0.06 � � 1.2 1.2 � � � HR20� NW11AC � NiFe33Cr1�Mo �
/iNonic 1,�� � � 4�.� 1�.0 1�.5 � 4.0 0.0� 0.� 0.� 2.� 2.� � 5�51A 5�53 � NKOD20ATU 2.4666 NiCr1�CoMo �
/iNonic 1,�� � � 53.� 20.0 14.0 � 4.5 � � � 0.4 2.3 5.0 � � � � � � �
/iNonic 1,��� � 350 55.� 1�.0 14.0 0.5 �.0 0.05 0.25 0.25 2.1 2.2 � � � � NC1�KDU7 � NiCr20Co16MoTi �
3����� � � 63.3 15.0 1.2 10.0 5.5 0.12 0.1 0.3 2.0 2.5 � � � � � � � �
3efractaloy �� � � 3�.0 1�.0 20.0 16.0 3.2 0.03 0.� 1.0 0.2 2.�5 � � � � ;6NKCDT3� � � �
3ene �� � � 53.1 1�.0 11.0 1.� 10.0 0.0� 0.3 0.3 1.5 3.1 � � 53�� � NC1�KDT 2.4��3 NiCr1�Co11MoTi N0�041
3ene �� � � 54.4 14.0 15.0 0.5 6.0 0.05 0.1 0.2 3.� 2.5 3.5 � � � � � � �
3ene �� � � 5�.6 15.0 15.0 0.4 4.2 0.1� 0.1 0.1 4.3 3.3 � � � � � � � �
3ene �� � � 61.0 14.0 �.5 � 4.0 0.15 � � � 4.0 �.0 � � � � � � �
3ene �� � � 64.5 14.0 �.0 � 3.5 0.15 � � � 2.5 3.5 � � � NC14K� � � �
3ene ��� � � 60.6 10.0 15.0 � 3.0 0.1� � � 5.5 4.� � � � � � � NiCo15Cr10MoAITi �
3ene ��� � � 60.0 �.� 10.0 � 2.0 0.1 � � 4.� 2.5 �.0 � � � � � � �
538 ���� � � �0.0 13.0 � � � 0.1 � � 6.0 0.06 10.5 � � � � � � �
538 7� " � � �0.5 6.0 �.5 � 2.0 0.13 � � 5.4 1.0 6.3 � � � � � NiTa�Co�W6CrAI �
6diNar ��� 1�.0 �.0 6�.0 5.0 0.1 0.4 6512
6diNar ��� 1�.5 �.0 66.0 5.0 0.1 0.�
6diNet ���� � � 51.� 1�.0 1�.0 � 4.0 0.1 0.1 0.1 3.0 3.0 � � 5�51 � NCK1�DAT 2.4��3 NiCr1�Co1�MoTi N0�500
6diNet ��� 56.0 1�.0 12.0 6.0 2.0 3.0 1.0
6diNet ��� � � 51.0 1�.0 � 1�.5 3.0 0.04 � � 0.6 1.1 4.1 � � � � 2.466� NiCr1�NbMo �
6diNel ��� � � 54.6 15.0 1�.5 � � 0.1 � � 4.4 3.4 � � � � NCKD20AT 2.4636 NiCo15CrMoAlTi �
6diNet ��� � � 55.0 1�.0 15.0 0.5 1.5 0.0� � � 2.5 5.0 1.5 � � � NC1�TDA � � �
6diNet ���� 1�0 3�0 52.5 1�.0 � 1�.0 3.0 0.05 � � 0.6 0.1 5.2 53�3 55�� HR� NC1�FeN LW2.466� NiCr1�Fe1�NbMo N0��1�
6diNet ��� 56.0 16.0 14.� 3.0 2.5 5.0 1.3
6diNet alloy %���� 45.0 15.0 2�.0 4.0 1.0 3.0 4.0
6diNet -���� 10.0 20.5 50.0 3.0 1.5 15.0 5�5�
6diNet alloy 3�� 55.0 1�.0 11.0 10.0 1.5 3.1
8asQaloy� � HRC35-42 56.� 1�.� 13.5 0.� 4.45 0.0� 0.1 0.1 1.4 3.0 � � 5544 � NC20K14 LW2.466� NiCr1�Fe1�NbMo N0�001
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CoNNercial
designation

Hardness
#rinell H#

NoNinal coNposition
"pproYiNate content in � US" U, 'rance (erNany

0tIers

"nn� "ged Ni Cr Co 'e .o C .n Si "l Ti 0tIers S"& ".S #S "'N03 8erkst��Nr %IN1���

.onel 3����� 110 � 66.0 � � 1.2 � 0.15 1.0 � � � 31.06 46�4 �234 � � � � N04405

.ultiNet /��� 21.0 22.5 21 3.5 0.16 2.0 1.0 4.50
/icLel ��� ��.0 0.4 0.15 0.35 0.35 0.26
/icLel ��� ��.0 0.4 0.02 0.35 0.35 0.26
/iNocast ��� � � 6�.� 20.0 2.0 5.0 � 0.1 � � 1.0 2.0 � � � 3146 � � � �
/iNocast ��� � � 52.� 20.0 1�.0 5.0 � 0.1 � � 1.5 2.5 � � � � � � � �
/iNocast ��� � � �2.6 13.4 � � 4.5 0.12 � � 6.2 1.0 2.3 � � � � � � �
/iNocast ��� � � 5�.� 22.0 10.0 � 10.0 0.3 � � � � � 53�1A � HC203 NC13AD 2.46� S-NiCr13AI6MoNb �
/iNocast 1%�� � � 43.� 16.5 � 34.0 3.3 0.06 � � 1.2 1.2 � � 53�� HC204 NK15CAT LW2.46�4 � �
/iNocast 1&�� � � 56.4 20.0 � � 6.0 � � � � � �.0 � � � � � NiFe33Cr1�Mo �
/iNocast 1,�� � � 61.1 �.5 15.0 � 3.0 0.1� � � 5.5 4.� 1.0 � � 3146 � � � �
/iNonic ��� 1�0 � �5.0 1�.5 � 4.0 � 0.12 � � � 0.4 � � � HR5,203-4 NC20T 2.463 NiCr20Ti �
/iNonic ��"� � 350 �5.0 1�.5 � � � 0.0� � � 1.4 2.4 � � � Hr401,601 NC20TA 2.4631 NiCr20TiAk N0�0�0
/iNonic �� 65.0 25.0 10.0
/iNonic ��� � 346 5�.0 1�.5 16.5 � � 0.0� � � 1.5 2.5 � � � Hr2,202 Nc20AT7 2.4632 NiCr20Co1�Ti N0�0�0
/iNonic �� � � 4�.� 1�.5 � 5.0 � 0.11 � 1.0 2.0 3.5 � � � � � � � �
/iNonic ��� 4�.0 24.2 1�.� 1.5 1.4 3.0
/iNonic ���� � 320 53.0 15.0 20.0 � 5.0 0.12 � � 4.� 1.2 � � � HR3 NCKD20AT7 2.4634 NiCo20C15MoAITi �
/iNonic ���� � 350 5�.0 14.2 13.2 � 4.0 0.16 � � 5.0 4.0 � � � HR4 NCK15ATD 2.4636 NiCo15Cr15MoAITi �
/iNonic ��� � � 5�.0 21.5 10.0 � 10.5 � � � � � � � � � � � � �
/iNonic ����C���� � 2�5 51.5 20.2 20.0 � 6.0 0.06 � � 0.5 2.0 � � � HR10 NCK20D 2.465 NiCr15Co1�MoTi �
/iNonic ���� � 350 44.0 12.5 � 35.0 5.� 0.04 � � 0.3 2.� � 5660C 5661A � ;SNCDT42 2.4662 NiCr15MoTi �
/iNonic 1&�� 3�.0 1�.0 34.0 5.2 0.� 2.3
/iNonic 1&�� � � 4�.0 21.� 1.5 1�.5 �.0 0.1 0.5 0.5 � � 0.6 5536E 5�54E HR6,204 NC22FeD 2.4665 NiCr22Fe1�Mo �
/iNonic 1&��� � 250 43.5 16.5 � 34.0 3.3 0.06 � � 1.2 1.2 � � � HR20� NW11AC � NiFe33Cr1�Mo �
/iNonic 1,�� � � 4�.� 1�.0 1�.5 � 4.0 0.0� 0.� 0.� 2.� 2.� � 5�51A 5�53 � NKOD20ATU 2.4666 NiCr1�CoMo �
/iNonic 1,�� � � 53.� 20.0 14.0 � 4.5 � � � 0.4 2.3 5.0 � � � � � � �
/iNonic 1,��� � 350 55.� 1�.0 14.0 0.5 �.0 0.05 0.25 0.25 2.1 2.2 � � � � NC1�KDU7 � NiCr20Co16MoTi �
3����� � � 63.3 15.0 1.2 10.0 5.5 0.12 0.1 0.3 2.0 2.5 � � � � � � � �
3efractaloy �� � � 3�.0 1�.0 20.0 16.0 3.2 0.03 0.� 1.0 0.2 2.�5 � � � � ;6NKCDT3� � � �
3ene �� � � 53.1 1�.0 11.0 1.� 10.0 0.0� 0.3 0.3 1.5 3.1 � � 53�� � NC1�KDT 2.4��3 NiCr1�Co11MoTi N0�041
3ene �� � � 54.4 14.0 15.0 0.5 6.0 0.05 0.1 0.2 3.� 2.5 3.5 � � � � � � �
3ene �� � � 5�.6 15.0 15.0 0.4 4.2 0.1� 0.1 0.1 4.3 3.3 � � � � � � � �
3ene �� � � 61.0 14.0 �.5 � 4.0 0.15 � � � 4.0 �.0 � � � � � � �
3ene �� � � 64.5 14.0 �.0 � 3.5 0.15 � � � 2.5 3.5 � � � NC14K� � � �
3ene ��� � � 60.6 10.0 15.0 � 3.0 0.1� � � 5.5 4.� � � � � � � NiCo15Cr10MoAITi �
3ene ��� � � 60.0 �.� 10.0 � 2.0 0.1 � � 4.� 2.5 �.0 � � � � � � �
538 ���� � � �0.0 13.0 � � � 0.1 � � 6.0 0.06 10.5 � � � � � � �
538 7� " � � �0.5 6.0 �.5 � 2.0 0.13 � � 5.4 1.0 6.3 � � � � � NiTa�Co�W6CrAI �
6diNar ��� 1�.0 �.0 6�.0 5.0 0.1 0.4 6512
6diNar ��� 1�.5 �.0 66.0 5.0 0.1 0.�
6diNet ���� � � 51.� 1�.0 1�.0 � 4.0 0.1 0.1 0.1 3.0 3.0 � � 5�51 � NCK1�DAT 2.4��3 NiCr1�Co1�MoTi N0�500
6diNet ��� 56.0 1�.0 12.0 6.0 2.0 3.0 1.0
6diNet ��� � � 51.0 1�.0 � 1�.5 3.0 0.04 � � 0.6 1.1 4.1 � � � � 2.466� NiCr1�NbMo �
6diNel ��� � � 54.6 15.0 1�.5 � � 0.1 � � 4.4 3.4 � � � � NCKD20AT 2.4636 NiCo15CrMoAlTi �
6diNet ��� � � 55.0 1�.0 15.0 0.5 1.5 0.0� � � 2.5 5.0 1.5 � � � NC1�TDA � � �
6diNet ���� 1�0 3�0 52.5 1�.0 � 1�.0 3.0 0.05 � � 0.6 0.1 5.2 53�3 55�� HR� NC1�FeN LW2.466� NiCr1�Fe1�NbMo N0��1�
6diNet ��� 56.0 16.0 14.� 3.0 2.5 5.0 1.3
6diNet alloy %���� 45.0 15.0 2�.0 4.0 1.0 3.0 4.0
6diNet -���� 10.0 20.5 50.0 3.0 1.5 15.0 5�5�
6diNet alloy 3�� 55.0 1�.0 11.0 10.0 1.5 3.1
8asQaloy� � HRC35-42 56.� 1�.� 13.5 0.� 4.45 0.0� 0.1 0.1 1.4 3.0 � � 5544 � NC20K14 LW2.466� NiCr1�Fe1�NbMo N0�001
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� These alloys can be hardened by an aging process

CoNNercial
designation

Hardness
#rinell H#

NoNinal coNposition
"pproYiNate content in � US" U, France (erNany 0tIers

"nn� "ged Ni Cr Co 'e .o 8 .n Si "l Ti 0tIers S"& ".S #S "'N03 8erkst��Nr %IN1���

"ir 3esist �� � � 1.0 � ��.6 2.5 � 11.0 � � 3.5 � 4.12 � � � � � � �
"ir 3esist ��� � � � 1�.0 65.� � � 4.� � � 3.5 � 6.6� � � � � � � �
"lteNQ S ��� � � 20.0 20.0 4�.6 � 4.0 4.0 � � � � 0.4 � (5534) � � LW2.4��� CoCr20Ni20W �
'S9 ��� � � 10.0 2�.0 52.� 1.0 � �.0 � � � � 0.25 � � � � � � �
)aynes ��� � � 10.0 20.0 4�.0 3.0 � 15.0 1.5 0.5 � � 0.1 553�C 5�5� � KC20WN LW2.4�64 CoCr20W15Ni �
)aynes �� � � 10.0 1�.5 52.� 2.0 � 14.5 1.2 0.6 � � 0.4 � � � � � CoCr1�W14NiB �
)aynes ��� � � � 20.0 65.6 � � 12.� 0.5 0.5 � 0.15 0.4� � � � � � CoCr20W13 �
)aynes ���� � � 22.0 22.0 3�.0 2.5 � 14.0 1.0 0.4 � � 0.1 � 5��2 � KC22WN � CoCr22W14Ni �
)S �� � � 2.5 2�.0 60.5 3.0 � 5.0 � � � � 1.0 � 53�3 � � � � R30006
)S ��� � � 3.0 2�.0 62.6 2.0 5.0 � 0.6 0.6 � � 0.25 � 53�5 3531 � � CoCr2�Mo R30021
)S �� � � 10.0 20.0 4�.4 3.0 � 15.0 1.5 2.0 � � 0.1 5�5� � KC20WN LW2.4�64 CoCr20W15Ni �
)S �� � � 16.0 24.0 51.4 1.0 6.0 � 0.6 0.6 � � 0.4 53�0 � � � � CoCr25NiW R30030
)S �� � � 10.0 25.0 53.� 1.5 � �.0 0.6 0.� � � 0.4 53�2 � 3146 � LW2.46�0 CoCr25NiW R30031
)S �� � � 10.0 1�.0 53.1 2.0 � 15.0 1.5 � � � 0.4 � � � � � CoCr1�W14NiB �
*nconel ��� 2�.5 3.0 34.0 26.0 5.4 0.1 3.0 5�40
+ ����� � � 2�.0 1�.0 3�.0 2.0 � �.0 � � � � � � � � � � � �
+ ���� � � 2�.0 1�.0 3�.0 � � 12.0 � � � � 0.2 � � � � � � �
+essoQ ��� � � 12.0 1�.0 44.0 1�.0 2.0 � 0.� 0.3 � � 3.5 � � � � � CoCr1�Fe16NiMo7Nb �
+essoQ ��� � � 12.0 1�.0 42.0 20.0 2.0 � � � � � 6.5 � � � � � CoCr1�Fe20NiMo7Nb �
+essoQ ��� � � 10.5 25.5 53.0 2.0 � �.5 0.6 0.6 � � 0.45 � � � � � CoCr25Niw �
+essoQ ��� � � � 21.0 66.0 � � 11.0 � � � � 2.45 � � � � � CoCr21W11Nb �
+essoQ ��� � � 10.0 20.0 50.0 3.0 � 15.0 0.5 1.5 � � 0.1 � � � � � CoCr20W15Ni �
+essoQ 9��� 10.5 25.5 53.0 1.5 � �.5 0.�5 0.�5 � � 0.5 � 53�2 3156-2 � LW2.46�0 CoCr25NiW �
+essoQ 9��� 10.5 25.5 54.� 2.0 � �.0 � � � � 0.25 � � � � � � �
+essoQ 9��� 20.5 25.5 40.3 4.0 � 12.0 � � � � 0.�5 � � � � � � �
+essoQ 9��� 10.0 25.0 5�.6 1.0 6.0 � � � � � 0.45 � � � � � � �
+etalloy ��� � � 10.0 20.0 52.0 1.0 � 15.0 � � � 2.0 0.02 � � � � � � �
-���� � � 10.0 1�.0 56.0 1.0 � 14.0 � � � � 0.4 � � � � � � �
-���� � � 10.0 20.0 51.0 1.6 � 15.0 1.5 0.6 � � 0.1 � 5�5� � � 2.4�64 CoCr20W15Ni R30605
. ��� � � 25.0 20.0 3�.0 1.6 � 12.0 0.� 1.0 0.� 2.0 1.6� � � � � � � �
. ��� � � 25.0 1�.0 42.0 1.6 � 12.0 � � � � 1.2� � � � � � � �
. ��� � � 25.0 1�.0 40.0 1.6 � 12.0 � � 2.� � 1.6� � � � � � � �
.&�� 15.0 23.0 2.0 5 5.0 22.25
.1��/ 3�.0 21.0 2�.2 1.0 10.5 0.15 0.15 1.0 0.04 5�44
."3�. ��� � � � 21.5 5�.0 0.�5 � 10.0 0.1 0.2 � � 10.0 � � � � � CoCrW10Ta;rB �
."3�. ��� � � � 21.5 60.0 0.�5 � �.0 0.1 0.1 � 0.�5 �.� � � � � � CoCr22W�Ta;rNb �
."3�. ��� � � 10.0 23.0 55.0 � � �.0 0.05 0.05 � 0.2 4.6 � � 3146-3 � � CoCr24Ni10WTa;rB �
."3�. ��� � � 20.0 20.0 55.0 � � � � � � 0.5 �.65 � � � � � � �
."3�. ��� � � 20.0 20.0 52.0 0.4 � � 0.1 0.1 � 0.5 �.65 � � � � � CoCr20Ni20Ta �
/'� 14.3 22.4 3.� 4.� 4.6 1�.�0
3efractaloy �� � � 20.0 21.0 46.0 0.5 �.0 4.0 � � � � 0.0� � � � � � � �
S5&--*5& � 26.0 �2.0 5.0
6%*.&5 ��� 22.0 22.0 3�.0 3.0 14.0 1.25
7��� � � 20.0 25.0 43.2 2.4 4.0 2.0 0.6 0.5 � � 2.2� � � � � � CoCr25NiMoWNb �
8l��� 0.5 21.0 62.6 2.0 � 11.0 0.25 0.25 � � 2.45 � � � � � CoCr12MoW �

˔ .aterial Specipcations Cross�3eference -ist�"erospace .aterial %esignation
˙ Co�Cased )eat 3esistant "lloys
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CoNNercial
designation

Hardness
#rinell H#

NoNinal coNposition
"pproYiNate content in � US" U, France (erNany 0tIers

"nn� "ged Ni Cr Co 'e .o 8 .n Si "l Ti 0tIers S"& ".S #S "'N03 8erkst��Nr %IN1���

"ir 3esist �� � � 1.0 � ��.6 2.5 � 11.0 � � 3.5 � 4.12 � � � � � � �
"ir 3esist ��� � � � 1�.0 65.� � � 4.� � � 3.5 � 6.6� � � � � � � �
"lteNQ S ��� � � 20.0 20.0 4�.6 � 4.0 4.0 � � � � 0.4 � (5534) � � LW2.4��� CoCr20Ni20W �
'S9 ��� � � 10.0 2�.0 52.� 1.0 � �.0 � � � � 0.25 � � � � � � �
)aynes ��� � � 10.0 20.0 4�.0 3.0 � 15.0 1.5 0.5 � � 0.1 553�C 5�5� � KC20WN LW2.4�64 CoCr20W15Ni �
)aynes �� � � 10.0 1�.5 52.� 2.0 � 14.5 1.2 0.6 � � 0.4 � � � � � CoCr1�W14NiB �
)aynes ��� � � � 20.0 65.6 � � 12.� 0.5 0.5 � 0.15 0.4� � � � � � CoCr20W13 �
)aynes ���� � � 22.0 22.0 3�.0 2.5 � 14.0 1.0 0.4 � � 0.1 � 5��2 � KC22WN � CoCr22W14Ni �
)S �� � � 2.5 2�.0 60.5 3.0 � 5.0 � � � � 1.0 � 53�3 � � � � R30006
)S ��� � � 3.0 2�.0 62.6 2.0 5.0 � 0.6 0.6 � � 0.25 � 53�5 3531 � � CoCr2�Mo R30021
)S �� � � 10.0 20.0 4�.4 3.0 � 15.0 1.5 2.0 � � 0.1 5�5� � KC20WN LW2.4�64 CoCr20W15Ni �
)S �� � � 16.0 24.0 51.4 1.0 6.0 � 0.6 0.6 � � 0.4 53�0 � � � � CoCr25NiW R30030
)S �� � � 10.0 25.0 53.� 1.5 � �.0 0.6 0.� � � 0.4 53�2 � 3146 � LW2.46�0 CoCr25NiW R30031
)S �� � � 10.0 1�.0 53.1 2.0 � 15.0 1.5 � � � 0.4 � � � � � CoCr1�W14NiB �
*nconel ��� 2�.5 3.0 34.0 26.0 5.4 0.1 3.0 5�40
+ ����� � � 2�.0 1�.0 3�.0 2.0 � �.0 � � � � � � � � � � � �
+ ���� � � 2�.0 1�.0 3�.0 � � 12.0 � � � � 0.2 � � � � � � �
+essoQ ��� � � 12.0 1�.0 44.0 1�.0 2.0 � 0.� 0.3 � � 3.5 � � � � � CoCr1�Fe16NiMo7Nb �
+essoQ ��� � � 12.0 1�.0 42.0 20.0 2.0 � � � � � 6.5 � � � � � CoCr1�Fe20NiMo7Nb �
+essoQ ��� � � 10.5 25.5 53.0 2.0 � �.5 0.6 0.6 � � 0.45 � � � � � CoCr25Niw �
+essoQ ��� � � � 21.0 66.0 � � 11.0 � � � � 2.45 � � � � � CoCr21W11Nb �
+essoQ ��� � � 10.0 20.0 50.0 3.0 � 15.0 0.5 1.5 � � 0.1 � � � � � CoCr20W15Ni �
+essoQ 9��� 10.5 25.5 53.0 1.5 � �.5 0.�5 0.�5 � � 0.5 � 53�2 3156-2 � LW2.46�0 CoCr25NiW �
+essoQ 9��� 10.5 25.5 54.� 2.0 � �.0 � � � � 0.25 � � � � � � �
+essoQ 9��� 20.5 25.5 40.3 4.0 � 12.0 � � � � 0.�5 � � � � � � �
+essoQ 9��� 10.0 25.0 5�.6 1.0 6.0 � � � � � 0.45 � � � � � � �
+etalloy ��� � � 10.0 20.0 52.0 1.0 � 15.0 � � � 2.0 0.02 � � � � � � �
-���� � � 10.0 1�.0 56.0 1.0 � 14.0 � � � � 0.4 � � � � � � �
-���� � � 10.0 20.0 51.0 1.6 � 15.0 1.5 0.6 � � 0.1 � 5�5� � � 2.4�64 CoCr20W15Ni R30605
. ��� � � 25.0 20.0 3�.0 1.6 � 12.0 0.� 1.0 0.� 2.0 1.6� � � � � � � �
. ��� � � 25.0 1�.0 42.0 1.6 � 12.0 � � � � 1.2� � � � � � � �
. ��� � � 25.0 1�.0 40.0 1.6 � 12.0 � � 2.� � 1.6� � � � � � � �
.&�� 15.0 23.0 2.0 5 5.0 22.25
.1��/ 3�.0 21.0 2�.2 1.0 10.5 0.15 0.15 1.0 0.04 5�44
."3�. ��� � � � 21.5 5�.0 0.�5 � 10.0 0.1 0.2 � � 10.0 � � � � � CoCrW10Ta;rB �
."3�. ��� � � � 21.5 60.0 0.�5 � �.0 0.1 0.1 � 0.�5 �.� � � � � � CoCr22W�Ta;rNb �
."3�. ��� � � 10.0 23.0 55.0 � � �.0 0.05 0.05 � 0.2 4.6 � � 3146-3 � � CoCr24Ni10WTa;rB �
."3�. ��� � � 20.0 20.0 55.0 � � � � � � 0.5 �.65 � � � � � � �
."3�. ��� � � 20.0 20.0 52.0 0.4 � � 0.1 0.1 � 0.5 �.65 � � � � � CoCr20Ni20Ta �
/'� 14.3 22.4 3.� 4.� 4.6 1�.�0
3efractaloy �� � � 20.0 21.0 46.0 0.5 �.0 4.0 � � � � 0.0� � � � � � � �
S5&--*5& � 26.0 �2.0 5.0
6%*.&5 ��� 22.0 22.0 3�.0 3.0 14.0 1.25
7��� � � 20.0 25.0 43.2 2.4 4.0 2.0 0.6 0.5 � � 2.2� � � � � � CoCr25NiMoWNb �
8l��� 0.5 21.0 62.6 2.0 � 11.0 0.25 0.25 � � 2.45 � � � � � CoCr12MoW �
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˙ SXiss .achine -ist
˔ Citi[en�CincoN

.achine
.odel

(ang Station 5urret Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of 

tools

.etric /umCer of tools .etric

hʷC - hʷC - 5urret Station mm mm

"�� ˘10 100 5 � � � � П1�.05/П20 R П12
"�� ˘10 100 5 � � � � П1�.05/П20 R П16
"�� ˘12ʢ˘13ʣ 120 5-� � � � � П25.4 R П20
"�� ˘12ʢ˘13ʣ 120 5/6 � � � � П25.4 R П25
"�� ˘16 150 6 � � � � П25.4 R П32
#�� #��& ˘10 100 5 � � � � П1�.05/П20 R П12
#��& ˘10 120 5 � � � � П1�.05/П20 R П16
#�� ˘12ʢ˘13ʣ 120 6 � � � � П1�.05/П20 R П20
#-�� ˘10 60-120 5 � � � � П1�.05/П20 R П12
#-�� ˘12ʢ˘13ʣ 120 � � � � � П1�.05/П20 R П20
#-�� ˘12ʢ˘13ʣ 120 � � � � � П1�.05/П20 R П25
C�� ˘10 120 6 � � � � П1�.05 R П12
C�� ˘10 120 6 � � � � П1�.05 R П16
C�� ˘16 130 5 � � � � П25.4 R П32
%��  7*** ˘16 � 10 П25.4 R П25
&�� � � � ˘16ʢ1�ʷ13ʣ �0 2 10/Turret П25.4 R П32
'�� � � � ˘10 60 1 10 П1�.05 R П10
'�� � � � ˘10 60 1 10 П1�.05 R П12
'�� � � � ˘10 60 1 10 П1�.05 R П16
'�� � � � ˘16ʢ1�ʷ13ʣ �0 1 10 П25.4 R П20
'�� � � � ˘16ʢ1�ʷ13ʣ �0 1 10 П25.4 R П25
'-�� � � � ˘16 �0 1 12 П16 R П25
'-�� � � � ˘16 �0 1 12 П16 R П42
G�� � � � ˘10 60 1 � � R П10
G�� � � � ˘10 60 1 � � R П16
G�� � � � ˘16ʢ1�ʷ13ʣ �0 1 10 � R П32
,�� ,��& ˘10 100 � � � � � П20 R П12
,�� ,��& ˘12 100 6 � � � � П20 R П16
-�� ˘� 100-130 5 � � � � П15.��5 R П10
-�� ˘10 100 6 � � � � П1�.05 R П12
-�� -��& ˘12ʢ˘10ʣ 130 � � � � � П1�.05 R П16
-�� -��& -��9 ˘12 130 � � � � � П1�.05 R П20
-�� ˘16 130 5 � � � � П25.4 R П25
-�� ˘16 130 5 � � � � П25.4 R П32
.⒪�� .⒫�� ˘10 120 5 ˘10 60 1 10 П1�.05 R П12
.⒪�� .⒫�� 
.⒬�� ˘10 120 5 ˘10 60 1 10 П1�.05 R П16

.⒪�� .⒫�� ˘12 130 5 ˘16 �0 1 10 П25.4 R П20

.⒪�� .⒫�� 

.⒬�� ˘16 130 5 ˘16 �0 1 10 П25.4 R П32

.�� ˘13ʢ˘12ʣ 150 5 ˘10 60 1 10 П1�.05 R П20

.S-�� ˘10 120 � � � � � � R П12
3�� ˘� 120 � � � � � П15.��5 R П4
3�� ˘� 120 5 � � � � П15.��5 R П�
3-�� ˘16 60-150 Max 6 � � � � П16/П20 L П25
3-�� ˘10ʢ˘12ʣ �0 � � � � � П1�.05 R П35

0��
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.achine
.odel

(ang Station 5urret Station SleeWe Station

)and %S�SleeWe
item numCer

.aY cutting dia
.etric

/um Cer of 
tools

.etric /umCer of tools .etric

hʷC - hʷC - 5urret Station mm mm

&C"S�12 ˘10 �5-150 6 П22 R SS�%S6�-��
SS�%S6�S, П13

&C"S�2� ˘12ʢ16ʣ �0-144 6 П22 R SS�%S6�-��
SS�%S6�S, П20

&C"S�2�T ˘12ʢ16ʣ �0 3 �/Turret П22 R SS�%S6�#�%�� П20
&C"S�32T ˘16 �0-120 4 ˘16 60-�� 2 10/Turret П22/32 R SS�%S6�S, П32
+NC�1� ˘� 65 1 6 - L � П10
+NC�1� ˘10 �0 1 6 - L � П16
+NC�2��32 ˘16 ��-120 1 10 П22 R � П25/П32
,+3�1�#�2�# ˘16 �� 1 12/16 П22 R � П16/П25
,NC�1��2� ˘16 6� 1 16 П22 R � П16/П20
,NC�2�II�32II ˘16 �� 1 20 П22/32 R � П25/П32
3NC�1��1� ˘10 �0-120 5 П22 R � П10/П16
3NC�1�II�1�#II ˘10 �0-120 5 П22 R � П16
S"�1�3 ˘10 �5-120 6 П22 R � П16

S#�12II�123�1�II ˘12ʢ10ʣ �5-130 6ʢ�ʣ П22 R SS�%S6�-��
SS�%S6�S, П12/П13/П16

S#�1��1�3 ˘12ʢ10ʣ �5-130 6ʢ�ʣ П22 R SS�%S6�-��
SS�%S6�S, П16

S#�2��2�3 ˘12ʢ10ʣ �5-130 6ʢ�ʣ П22 R SS�%S6�-��
SS�%S6�S, П20

SC�2� ˘12 �5-130 6 П22 R � П20
S&�12�12# 1��1�# ˘10 �5-120 5 П22 R � П13/П16
S'�2� ˘16 �3-�� 1 10 П22/32 R � П25
S(��2 ˘16ʢ20ʣ �4-�� 1 10 П22/32 R � П42
SH�12�1� ˘10 �5-120 5 П22 R � П13/П16
SH�� ˘� �5-120 5 П22 R � П�
SI�12�12C ˘10 �0-130 6 П22 R � П13

S3�1�+ ˘� 6�-110 6 П22 R SS�%S6�-��
SS�%S6�S, П10

S3�1��2� ˘12 �5-120 5 П22 R � П16/П20

S3�2�+ ˘12 100-135 6 П22 R SS�%S6�-��
SS�%S6�S, П20

S3�2�3�2�3II�2�3III ˘12 100-135 6 П22 R SS�%S6�-��
SS�%S6�S, П20

S3�2�3I7 ˘12 100-130 � П22 R SS�%S6�#�-�� П20

S3�2�+�32+ ˘16 �5-155 6 П22/32 R SS�%S6�-��
SS�%S6�S, П25/П32

S3�32 S3�32+ S3�3� ˘16 100-135 6 П22 R � П32

S332+II ˘16 6  П22 R SS�%S6�#�-��
SS�%S6�#�%�� П32

SST�1� ˘12 �5-115 5 П22 R � П16
ST�2� ˘12ʢ16ʣ �0-�� 3 �/Turret П22 R � П20
ST�3� ˘16ʢ20ʣ �5 3 10/Turret П22/32 R � П3�

S7�12�2�
˘12 �5-135 4 ˘12 �0-�� 1 �

П22
R �

П13/П20
˘12/˘16 �5-135 5 ˘16 65-�0 1 � R �

S7�32 ˘16 �5-135 4 ˘16 �0-�� 1 10 П22/32 R � П32
S7�32+�32+II ˘16 �5-135 4 ˘16 65-�0 1 � П22/32 R � П32

S7�3�3 ˘16�˘20
ʢCut offʣ �5-135 5 ˘16ʢ20ʣ �4-�� 1 10 П22/32 R SS�%S6�#�%�� П3�

S8�123II ˘10 �0-115 6 П16 R SS�%S6�#�-�� П13
S8�2� ˘12ʢ16ʣ �0-144 6 П22 R SS�%S6�#�-�� П20
S8�� ˘� �0-120 4 � R � П�

0��
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.achine
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(ang Station 5urret Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of 

tools

.etric /umCer of tools .etric

hʷC - h Y C - 5urret Station mm mm

P�13H�P�1�H ˘� 100-120 6 � � � � П16 R П1

P�33H�P�3�H ˘� 100-120 6 � � � � П16 R П3

#����III ˘�(˘�/˘10) �5 � � � � � П25 R П�

#��3�II ˘� �5 � П20 R П�

#����#���7 ˘� �5 � � � � � П20 R П�

#����II ˘� �5 6 � � � � П20 R П�

#�123�#�12��#�12��#�12� ˘12 �5 � � � � � П20 R П12

#�12'�#�12�7�#&12�7 ˘12 �5 � � � � � П20 R П12

#�123�II�#�12��II�#�12��II�
#�12��II ˘12 �5 � � � � � П20 R П12

#�1�.' ˘12 �5 � � � � � П20 R П16

#�1��III ˘12 �5 � � � � � П20 R П1�

#�2�3�#�2���#�2���#�2��II�
#�2���III�#�2���II ˘12 �5 � � � � � П20 R П20

#�2�3�II�#�2���II�#�2���II ˘12 �5 � � � � � П20 R П20

#�2�'�#�2��7�#&2��7 ˘12 �5 � � � � � П20 R П20

#�2��7 ˘12(˘16) �5 6 � � � � П25 R П26

#�2���II�#�2���II ˘16 100 12 П25 R П26

#�32��II�#�32��II ˘16 100 12 П25 R П32

#�3���#�3��- ˘16 125 � � � � � П32 R П3�

#�3�T ˘16 125 3 ˘20 125 1 � П25/П32 R П3�

#"2��III ˘12 �5 6 � � � � П25 R П20

#"2��III ˘12(˘16) �5 6 � � � � П25 R П26

#C1� ˘12 �5 10 � � � � П25 R П1�

#C2� ˘12 �5 10 � � � � П10/П25 R П25

#&1� ˘12 �5 � � � � � П20 R П1�

#H2��#H2�; ˘12 �5 4 ˘12 �5 1 12 П25/П32 R П20

#H3� ˘16 125 � ˘20 125 1 12 П25/П32 R П3�

#.�� ˘� �5 � � � � � П20 R П�

#.1�3�#.1���#.1�� ˘12 �5 � � � � � П20 R П16

#.2��7 ˘12 �5 � � � � � П20 R П20

#N12�III ˘12 �5 � � � � � П20 R П12

#N2��III ˘12(˘16) �5 � � � � � П20 R П20

#S12�7 ˘12 �5 �(12) � � � � П20/П25 R П12

#S1��III ˘12 �5 �(10) � � � � П14/П25 R П1�

#S2��7 ˘12 �5 �(12) � � � � П20/П25 R П20

#S2�	"#C
�7 ˘16 100 �(10) � � � � П16/П25 R П26

#S32C�7 ˘16 100 6 � � � � П16/П25 R П32

#U12 ˘12 �5 4 ˘12 �0 1 � П20 R П51

#U2� ˘12 �5 4 ˘12 �0 1 � П20 R П20

#U2� ˘16 100 � ˘20 �0 1 � П20/П32 R П26

#U3� ˘16 100 � ˘20 �0 1 � П20/П32 R П3�

#8���III ˘12 �5 � � � � � П20 R П�

#812�III�#812�; ˘12 �5 � � � � � П20 R П12

#82��III�#82��; ˘12(˘16) �5 � � � � � П20 R П20

C����III ˘13 60-100 6-� � � � � -П10 R/L П120

C1�� ˘10 60-100 4-6 � � � � -П� R/L П�0

C1�� ˘12 60-100 4-6 � � � � -П10 R/L П120

C22� ˘13 60-100 6-� � � � � -П10 R/L П120

C3���III ˘16 100-130 6-10 � � � � -П14 R/L П1�0

CH1�� ˘12 60-100 -16 � � � � -П10 R/L П15

.3�+ � � � ˘20 125 1 12 П20/П32 R П34

0��
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.achine
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(ang Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of tools

.etric

hʷC - mm mm

Sprint 2��� ˘12 6 П20 R П20

Sprint 2��� ˘12 6 П20 R П20

Sprint 32�� ˘16 6 П20 R П32

Sprint 32�� ˘16 6 П20 R П32

.achine
.odel

(ang Station 5urret Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of 

tools

.etric /umCer of tools .etric

hʷC - h Y C - 5urret Station mm mm

.�2+�.�2%�.�2S% � � � ˘20 125 1 12 П25/П32 R П42

.��S:�III � � � ˘20 100 1 12 П32 R П51

.��+ � � � ˘20 100 1 12 П20/П32 R П51

.#2� � � � ˘20 �0 2 �/Turret П20/П32 R П25

.#3��III � � � ˘20 �0 2 �/Turret П20/П32 R П35

.#3��III � � � ˘20 �0 2 �/Turret П20/П32 R� П3�

.#���III � � � ˘20 �0 2 �/Turret П20/П32 R П50

.U2� � � � ˘20 �0 2 �/Turret П20/П32 R П26

.U3� � � � ˘20 �0 2 �/Turret П20/П32 R П3�

NU���III � � � ˘20 100 1 12 П20/П32 R П51

#�2�.�II�SS2�.�SS2�.��"9 ˘10� 46 � BT15 spindle 24 П20 R П20

S2���S2�� ˘12(˘16) 100 � � � � � П20/П22 R П20

SS2� ˘16 100 � � � � � П20/П22 R П20

SS2���SS2����"9 ˘12(˘16) 100 � � � � � П20/П22 R П20

SS2� ˘16 100 � � � � � П20/П22 R П26

SS2���SS2����"9 ˘16 100 � П25 R П26

SS32�SS32- ˘16 100 � � � � � П20/П22 R П32

SS32��SS32���"9 ˘16 100 � П25 R П32

T.#2 � � � ˘20 125 1 16 П32 R П51

T.U1 � � � ˘20 125 1 16 П32 R П3�

T."��I7�T."�+ ˘20� 100 KM40 spindle 30 R П220

.��+ ˘25 150 1 � П32/П40 R П260

.��S: ˘25 150 1 12 П32/П40 R П260

.��+C ˘20 125 1 � П32/П40 R П260

.��+ ˘25 150 1 � П32/П40 R П2�0

.��S:�.��%�.��S% ˘25 150 1 12 П32/П40 R П2�0

0��
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.achine
.odel

(ang Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of tools

.etric

hʷC - mm mm

NS�P1��3" ˘�.5 130 5 � R П10
NN�1�C ˘10 130 6 П1� R П10
NN�1�& ˘10 130 6 П16 R П10
NN�1�C2 ˘10 130 6 П1� R П10
NN�1�CS ˘10 130 6 П1� R П10
NN�1�CSʢNo liWe tools） ˘10 130 5 П1� R П10
NN�1�SII ˘10 130 5 П1�ʢП23ʣ R П10
NN�1�T ˘10 130 � П1�ʢП23ʣ R П10
NN�1�S#� ˘10 130 5 П1�ʢП23ʣ R П16
NN�1�S#� ˘10 130 5 П1�ʢП23ʣ R П16
NN�1�S#� Type1 ˘12.� 130 5 П1�ʢП22ʣ R П16
NN�1�S#� Type2 ˘12.� 130 5 П1�ʢП22ʣ R П16
NN�1�S#� Type2�� ˘12.� 130 5 П1�ʢП22ʣ R П16
NN�1�S#� Type3 ˘12.� 130 5 П1�ʢП22ʣ R П16
NN�1�S#� ˘12.� 5(�) П16 R П16
NN�1�HIII ˘12 130 6 П23 R П16
NN�2�HIII ˘12 130 6 П23 R П20
NN�1�UIII ˘12 130 5 П23 R П16
NN�2�UIII ˘12 130 5 П23 R П20
NN�2�CS ˘12.� 130 5ʢ6ʣ П22 R П20ʢП25ʣ
NN�2�U� ˘12.� 130 5ʢ6ʣ П22 R П20ʢП25ʣ
NN�1�U#� ˘12 130 5 П23 R П16
NN�2�U#� ˘12 130 5 П23 R П20
NN�2�U#� ˘12 130 6 П23 R П20
NN�2�U#� ˘12.� 130 5ʢ6ʣ П22 R П20ʢП25ʣ
NN�2�:# ˘12 130 � П23 R П20
NN�2�U#� ˘12 5 П22 R П25
NN�32U#� ˘16 5 П22 R П32
NN�3�U#� ˘20 5 П22/П32 R П3�
NN�2�:#�32:# ˘16 130 � П23/П32 R П25/П32
NN�32:#2 ˘16 130 5 П22/П32 R П32
NN�32:#3 ˘16 5 П22/П32 R П32
NN�32:#39# ˘16 6 П22/П32 R П32
NN�1�+ ˘12.� 130 6 П23 R П16
NN�2�+ ˘12.� 130 6 П23 R П20
NN�2�+2 ˘12.� 130 6 П22 R П20
NN�2�+3 ˘12.� 6 П23 R П20
NN�2�+39# ˘12.� 5 П23 R П20

0��
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˔ HanXIa .acIinery

.achine
.odel

(ang Station 5urret Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of tools

.etric
/umCer of tools

.etric

hʷC - h Y C - mm mm

&Wo%&C0 1��1� ˘� � П20/П25 R П10
&Wo%&C0 1��� ˘� � П20/П25 R П10
&Wo%&C0 1��1� ˘12 10 П20/П25 R П16
&Wo%&C0 1��� ˘12 10 П20/П25 R П16
&Wo%&C0 2� ˘16 10 П20/П25 R П25.4
&Wo%&C0 32 ˘16 10 П20/П25 R П32
SXiss ST 2� ˘12 1� П20/П22/П25 R П25.4
SigNa 2��� ˘16 14 П20 R П25.4
SigNa 32�� ˘16 14 П32 R П32
SXissNano ˘� � П12/П16 R П4
%elta 12�� ˘12 �5 5 П20 R П12
%elta 12�� ˘12 �5 5 П20 R П12
%elta 2��� ˘12 �5 5 П20 R П20
%elta 2��� ˘12 �5 5 П20 R П20
%elta 3���# ˘20 125 � П25/П32 R П3�
%elta 3���#- ˘20 125 � П25/П32 R П3�
(aNNa 2��� ˘16 100 � П20/П22 R П20
(aNNa 2��� ˘16 100 � П20/П22 R П20
CT2� ˘12 100 5 R П20
.ultiSXiss �91� ˘16 6 П25
.ultiSXiss �92� ˘16 � П25
.ultiSXiss �932 ˘16 � П25
SXiss (T13 ˘12 � П20/П22 13
SXiss (T2� ˘16 � П20/П22 26
SXiss (T2�# ˘16 � П20/П22 26
SXiss (T32 ˘16 � П20/П22 32
SXiss (T32# ˘16 � П20/П22 32
SXiss%eco 2��( ˘16 � П20/П25 26
SXiss%eco 2��T ˘16 ˘16 � П20/П25 26
SXiss%eco 2��T# ˘16 ˘16 � П20/П25 26
SXiss%eco 32�( ˘16 � П20/П25 32
SXiss%eco 2��T ˘16 ˘16 � П20/П25 32
SXiss%eco 2��T# ˘16 ˘16 � П20/П25 32

.achine
.odel

(ang Station 5urret Station SleeWe Station

)and
.aY cutting dia

.etric
/umCer of tools

.etric
/umCer of tools

.etric

hʷC - h Y C - mm mm

9% �3 ˘� 6 П15.�� R П3
9% �� ˘� 6 П15.�� R П�
9% 12 ˘12 5 П20 R П12
9% 1� ˘12 5 П20 R П16
9% 2� � 2�7 ˘12 6 П25 R П20
9%I2� ˘12 6 П25 R П20
9% 2� ˘16 5 П25 R П26
9%32 ˘16 5 П32 R П32
9% 3� ˘16 5 П32 R П3�
9% �2 ˘20 5 П32 R П42
9& 12 ˘12 6 П20 R П12
9& 1� ˘12 6 П20 R П16
9& 2� ˘12 6 П25 R П20
9& 2� ˘16 5 П25 R П26
9& 3� ˘16 5 П32 R П35
 9P 12 �12S ˘12 6 П20 R П12
 9P 1� �1�S ˘12 6 П20 R П16
9P 2� ˘12 6 П25 R П20
9P 2� � 2�S ˘16 5 П25 R П26
ST-3�H ˘16 5 ˘16 П32 R П3�

0��
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7i
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s )
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es
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3ocLXell hardness
Brinell hardness 

1� mm Calls 
3��� Lgf load

Sh
or

e 
ha

rd
ne

ss 5ensile 
strength
,gf�mm2

</�m2>
"pproYimate 
Walue .Pa ᾇ

Scale " 
-oad� �� Lgf 

Crale 
indenter
	)3"


Scale $
-oad� 1�� Lgf

Crale 
indenter
	)3$


Scale B
-oad� 1�� Lgf

%iameter 
1�1�ʟʟ indenter

	)3B


5ungsten 
carCide Call

ʢ)7ʣ ʢ)Sʣ
2200 ʢ�5.1ʣ ʵ ʵ ʵ ʵ
2100 ʢ�4.6ʣ ʵ ʵ ʵ ʵ
2000 �4.2 ʵ ʵ ʵ ʵ
1�00 �3.� ʢ�0.5ʣ ʵ ʵ ʵ
1�00 �3.2 ʢ��.2ʣ ʵ ʵ ʵ
1�00 �2.� ʢ��.�ʣ ʵ ʵ ʵ
1600 �1.� ʢ�6.6ʣ ʵ ʵ ʵ
1500 �1.0 ʢ�5.3ʣ ʵ ʵ ʵ
1450 �0.4 ʢ�4.6ʣ ʵ ʵ ʵ
1400 �0.0 �4.0 ʵ ʵ ʵ
1350 ��.6 �3.4 ʵ ʵ ʵ
1300 ��.1 �2.� ʵ ʵ ʵ
1250 ��.6 �2.1 ʵ ʵ ʵ
1200 ��.1 �1.5 ʵ ʵ ʵ
1150 ��.6 �0.� ʵ ʵ ʵ
1100 ��.1 �0.3 ʵ ʵ ʵ
1050 �6.6 6�.6 ʵ ʵ ʵ
1000 �6.2 6�.� ʵ ʵ ʵ
�40 �5.6 6�.0 ʵ ʵ ��
�20 �5.3 6�.5 ʵ ʵ �6
�00 �5.0 6�.0 ʵ ʵ �5
��0 �4.� 66.4 ʵ ʢ�6�ʣ �3
�60 �4.4 65.� ʵ ʢ�5�ʣ �2
�40 �4.1 65.3 ʵ ʢ�45ʣ �1
�20 �3.� 64.� ʵ ʢ�33ʣ �0
�00 �3.4 64.0 ʵ ʢ�22ʣ ��
��0 �3.0 63.3 ʵ ʢ�10ʣ ��
�60 �2.6 62.5 ʵ ʢ6��ʣ �6
�40 �2.2 61.� ʵ ʢ6�4ʣ �4
�20 �1.� 61.0 ʵ ʢ6�0ʣ �3
�00 �1.3 60.1 ʵ ʢ656ʣ �1
6�0 �1.1 5�.� ʵ ʢ64�ʣ ʵ
6�0 �0.� 5�.2 ʵ ʢ63�ʣ �0
6�0 �0.6 5�.� ʵ 630 ʵ
660 �0.3 5�.3 ʵ 620 ��
650 �0.0 5�.� ʵ 611 ʵ
640 ��.� 5�.3 ʵ 601 ��
630 ��.5 56.� ʵ 5�1 ʵ
620 ��.2 56.3 ʵ 5�2 �5
610 ��.� 55.� ʵ 5�3 ʵ
600 ��.6 55.2 ʵ 564 �4
5�0 ��.4 54.� ʵ 554 ʵ
5�0 ��.0 54.1 ʵ 545 �2
5�0 ��.� 53.6 ʵ 535 ʵ
560 ��.4 53.0 ʵ 525 �1
550 ��.0 52.3 ʵ 51� ʵ
540 �6.� 51.� ʵ 50� 6�
530 �6.4 51.1 ʵ 4�� ʵ
520 �6.1 50.5 ʵ 4�� 6�
510 �5.� 4�.� ʵ 4�� ʵ
500 �5.3 4�.1 ʵ 4�1 66

7i
cL

er
s )

ar
dn

es
s 

3ocLXell hardness
Brinell hardness 

1� mm Calls 
3��� Lgf load

Sh
or

e 
ha

rd
ne

ss 5ensile 
strength
,gf�mm2

</�m2>
"pproYimate 
Walue .Pa ᾇ

Scale " 
-oad� �� Lgf 

Crale 
indenter
	)3"


Scale $
-oad� 1�� Lgf

Crale 
indenter
	)3$


Scale B
-oad� 1�� Lgf

%iameter 
1�1�ʟʟ indenter

	)3B


5ungsten 
carCide Call

ʢ)7ʣ ʢ)Sʣ
4�0 �4.� 4�.4 ʵ 460 ʵ
4�0 �4.5 4�.� ʵ 452 64
4�0 �4.1 46.� ʵ 442 ʵ
460 �3.6 46.1 ʵ 433 62
450 �3.3 45.3 ʵ 425 ʵ
440 �2.� 44.5 ʵ 415 5�
430 �2.3 43.6 ʵ 405 ʵ
420 �1.� 42.� ʵ 3�� 5�
410 �1.4 41.� ʵ 3�� ʵ
400 �0.� 40.� ʵ 3�� 55
3�0 �0.3 3�.� ʵ 36� ʵ
3�0 6�.� 3�.� ʢ110.0ʣ 360 52
3�0 6�.2 3�.� ʵ 350 ʵ
360 6�.� 36.6 ʢ10�.0ʣ 341 50
350 6�.1 35.5 ʵ 331 ʵ
340 6�.6 34.4 ʢ10�.0ʣ 322 4�
330 6�.0 33.3 ʵ 313 ʵ
320 66.4 32.2 ʢ10�.0ʣ 303 45
310 65.� 31.0 ʵ 2�4 ʵ
300 65.2 2�.� ʢ105.5ʣ 2�4 42
2�5 64.� 2�.2 ʵ 2�0 ʵ
2�0 64.5 2�.5 104.5 2�5 41
2�5 64.2 2�.� ʵ 2�0 ʵ
2�0 63.� 2�.0 103.5 265 40
2�5 63.5 26.4 ʵ 261 ʵ
2�0 63.1 25.6 102.0 256 3�
265 62.� 24.� ʵ 252 ʵ
260 62.4 24.0 101.0 24� 3� �25
255 62.0 23.1 ʵ 243 ʵ �05
250 61.6 22.2 ��.5 23� 36 ��5
245 61.2 21.3 ʵ 233 ʵ ��0
240 60.� 20.3 ��.1 22� 34 �65
230 ʵ 1�.0 �6.� 21� 33 �30
220 ʵ 15.� �5.0 20� 32 6�5
210 ʵ 13.4 �3.4 200 30 6�0
200 ʵ ʢ11.0ʣ �1.5 1�0 2� 635
1�0 ʵ ʢ�.5ʣ ��.5 1�1 2� 605
1�0 ʢ6.0ʣ ��.1 1�1 26 5�0
1�0 ʢ3.0ʣ �5.0 162 25 545
160 ʢ0.0ʣ �1.� 152 24 515
150 ��.� 143 22 4�0
140 �5.0 133 21 455
130 �1.2 124 20 425
120 66.� 114 3�0
110 52.3 105 ʵ
100 56.2 �5 ʵ
�5 52.0 �0 ʵ
�0 4�.0 �6 ʵ
�5 41.0 �1 ʵ

ᾇ 1 MPa � 1 N/mm2

ᾈThis table is an excerpt from the JIS Iron and Steel Handbook
ᾉ7alues in parentheses in the above table are not usually used

˙ )ardness CoNQarison Chart
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IteN nuNCer ʢalpIaCetical order）  ʝʝ P2
keyXord ʢalpIaCetical order）  ʝʝʝʝ P�
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Reference Page

1/4-20UNC＊11/○ Parts ........

2（○○）＊○AW Parts /���HWF�

5216��-*0 Parts 11�

3/8-16UNC＊11/○ Parts /���HWF�

A
ACN○○○ Parts )��HWF�

ADN○○○ Parts )13�HWF�

AMS-○T Parts 111

AOB-○S-T○○ Parts 111

AOB-○C Parts +3��HWF�

AOB-5＊○○ Parts +���HWF�

AOS-5＊○○ Parts *���HWF�

AOS-6＊○○ Parts )��HWF�

APCW○○○○○○□○○○○○ Insert 11�

APCW○○○○□□□□ Insert 11�

ARN○○ Parts /�3�HWF�

ASG-○ Parts *���HWF�

ASGL○ Parts /���HWF�

ASGL○-D Parts )��HWF�

ASN○○○ Parts )1��HWF�

ATN○○○ Parts )�3�HWF�

AVN○○○ Parts )���HWF�

AWN○○○-□ Parts )���HWF�

B
B○○□-STZ□R/L-○○-□ +older .3�

○BGR○ Holder +3�

BS○○○○ Parts )��HWF�

C
C○○□-SCL□R/L○○□○○-OH Holder .��

C○○□-STU□R/L○○□○○-OH Holder .3�

C○○□-STZ□R/L○○□○○（○）-OH Holder .3�

C○○□-MBR□○○-OH Holder .��

C○○○□-MBR□○○-OH Holder .��

C○○□-SEXRR/L□○□○○-OH Holder .��

C○○J-MSBR Holder .��

C11R/L-○○ Holder )1�

C12R/L-○○ Holder )1�

C13R/L-○○ Holder )1�

C14M-○○ Holder )1�

C15R/L-○○ Holder )�1

C16R/L-○○ Holder )1�

C17R/L-○○ Holder )�1

C21R/L-○○ Holder )�3

C22R/L-○○ Holder )�3

C23R/L-○○ Holder )��

C24R/L-○○ Holder )��

C25R/L-○○ Holder )��

C31R/L-○○ Holder )�

C54M-○○ Holder )3�

C55R/L-○○ Holder )3�

CA1040A Parts 115

CC08□ Parts )��HWF�

CCBNR/L○○○○□○○ Holder )11

CCET○○○○○○（Carbide） Insert (3�

CCET○○□○○○（Carbide） Insert (3�

CCGT○○○○○○（Carbide） Insert (3��(��

CCGT○○□○○○（Carbide） Insert (3��(��

CCGW○○○○○○（Carbide） Insert (��

CCGW○○○○○○PD（CBN） Insert (��

CCGW○○□○○○（Carbide） Insert (��

CCGW○○□○○○PD（CBN） Insert (��

CCKNR/L○○○○□○○ Holder )11

CCLNR/L○○○○□○○ Holder )�

CCMT○○○○○○（Carbide） Insert (3�

CCMT○○□○○○（Carbide） Insert (3�

CCMT○○○○○○PBF（PCD） Insert (��

CCMT○○□○○○P（PCD） Insert (��

CCMW○○○□○○（PCD） Insert (��

CDH○○□□ Insert (1��/��

CDJNR/L○○○○□○○ Holder )13

CH-FGVR/L○○○○ Holder +3�

CH-GTTR/L○○□○○ Holder *�1�+1�

CH-LBML○○○○□ Holder .�

CH-SDUCR/L○○○○□○○ Holder *��

CH-STUCR/L○○○○□○○ Holder *3�

CH-SVUPR/L○○○○□○○ Holder *33

CH-SVXCR/L○○○○□○○ Holder *��

○CH-TBPAR/L○ Holder *��

CH-TTPR/L○○ Holder Ⅰ1�

CLH○○○○ Insert 011�013

CLR-○○S Parts 21��HWF�

CNGA○○○○○○□○○○○○ Insert (�

CNGA○○○○○○BQ Insert (��

CNGA○○○○○○PQ（CBN） Insert (��

CNGA○○○○○○WL□○○○○○ Insert (�

CNGG○○○○○○（Carbide） Insert (3�

CNGG○○○○○○□○○○○○AG Insert (�

CNGN○○○○○○□○○○○○ Insert (�

CNGX○○○○○○□○○○○○ Insert (�

CNMG○○○○○○（Carbide） Insert (�1�(3�

Reference Page

1240/-50/-60 -C Parts 113

5515/-20/-25 -C Parts 113

#
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CNMX○○○○○○PF（PCD） Insert (�1

COUP-R1/8 Parts          .1�

CPGH○○○○○○（Carbide） Insert (�1

CPR/L5 Parts   +���HWF�

CPR/L6 Parts   +��

CRDCN○○○○□○○ Holder� )3�

CRDNN○○○○□○○ Holder� )3�

CRGNR/L○○○○□○○ Holder� )3�

CRN○ Parts    )33�HWF�

CRXCR/L Holder� )33

CS○○○○ Parts    )33�HWF�

CS○○○○A Parts    11�

CSDNN○○○○□○○ Holder� �)1�

CSHNR/L○○○○□○○ Holder� �)1�

CSSNR/L○○○○□○○ Holder� ����)1�

CSVB○○ Insert *���*��

CSVC○○ Insert *���*��

CSVF○○ Insert *�1�*��

CSVG○○ Insert *���+1�

CSVR/L○○ Holder� ���*���HWF�

CSVT○○ Insert *���Ⅰ1�

CTDP○○□ Insert *��

○CTDPR/L○ Holder������� *��

CTP○○ Insert *���*���*��

○CTPA○ Insert *���～�*��

CTPAR/L○○ Holder� *���*�1

○CTPR/L○ Holder� *��

□CTPS○○□ Insert *�3�*��

○CTPSR/L○ Holder� *���HWF�

CTPW○○□R/L Insert *��

○CTPWR/L○ Holder� *��

CTPX○○FR/L Insert *��

CTV○○□ Insert *�1

CTV○○□○○□ Insert *���*�1

CTVN○○□○ Holder� *��

CTVR/L○○□ Holder� *���*��

CTWPR/L○○○○□-○□○○ Holder� *��

CVR/L○□□ Parts     +3�

CZH○○○○ Insert 01�

D
DC5TN Parts )�3�HWF�

DC6CN Parts )��HWF�

DC6DN Parts )13�HWF�

DC6VN Parts )���HWF�

DCET○○○○○○（Carbide） Insert (��

DCET○○□○○○（Carbide） Insert (��

DCGT○○○○○○（Carbide） Insert (���(�3

DCGT○○□○○○（Carbide） Insert (���(�3

DCGW○○○○○○（Carbide） Insert (�3

DCGW○○○○○○PD（CBN） Insert (��

DCGW○○□○○○（PCD） Insert (��

DCGW○○□○○○（Carbide） Insert (��

DCMT○○○○○○（Carbide） Insert (���(�3

DCMT○○○○○○P（PCD） Insert (��

DCMT○○□○○○（Carbide） Insert (���(���(�3

DCMT○○□○○○P（PCD） Insert (��

DNGA○○○○○○□○○○○○ Insert (�

DNGA○○○○○○BQ Insert (��

DNGA○○○○○○PQ（CBN） Insert (��

DNGG○○○○○○（Carbide） Insert (3�

DNGG○○○○○○□○○○○○AG Insert (�

DNGN○○○○○○□○○○○○ Insert (�

DNGX○○○○○○□○○○○○ Insert (�

DNMG○○○○○○（Carbide） Insert (3�

DNMX○○○○○○PF（PCD） Insert (�3

DS-FGVR/L○○ Holder +3�

DS-GTTR/L○○ Holder *�1�+1�

DS-LBMBL○○ Holder .�

DS-PTXR/L○○（□）-○○ Holder *3�

DS-SCLR/L○○ Holder *�3

DS-SDUR/L○○（□）-○○ Holder *��

DS-SDXR/L○○（□）-○○ Holder *��

DS-STTR/L○○□ Holder Ⅰ1�

DS-SVVPN○○-○○ Holder *33

DS-SVXPR/L○○-○○ Holder *33

DS-SVXR/L○○（□）-○○ Holder *31

DS-TBPR/L○○ Holder *�3

○DS-TTPR/L○ Holder Ⅰ1�

E
ENGN○○○○○○□○○○○○ Insert (�

ERGH□○○○○○ Insert (���.��

F
FBV○○□○○□○□□□ Insert +3�

FDX○○○○-○○-○○□ Cutter 1�

FGV○○○R/L□○○□○ Insert +3�

FGVR/L○○○○ Holder +3�

FSI01-○○○＊○ Parts 013

FSI02-○○○＊○○○ Parts 01��HWF�

FSI04-○○○＊○○○ Parts 013

FSI17-○○○＊○○○ Parts Ⅰ�1

FSI22-○○○＊○○ Parts 11�

FSI23-○○○＊○ Parts 11�

FSI24-○○○＊○○○ Parts Ⅰ�1

Reference Page Reference Page
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FSI26-○○○＊○○-□□ Parts 1�

FSI28-○○○＊○○ Parts +�1�HWF�

FSS15-○○○＊○○ Parts )��HWF�

FSS16-○○○＊○ Parts .3��HWF�

G
GBWPFR/L-○□○○-○○○○○○ Holder +�1

GEV○○○□ Insert +3�

GKVR/L○○○○-○ Holder +3�

GKWPR/L○○○○□-○□○○ Holder +��

GKWPR/L○○○○-□ Holder +�1

GTG○○○○○ Insert +3�

GTMA43○○○ Insert +��

GTMH32○○○ Insert +���～�+��

GTMT43○○○R/L Insert +��

GTMX32○○○ Insert +�3�～�+��

GTPA○○□□□○○ Insert +1�

GTPAR/L○○○○ Holder +1�

□GTPS○○○□ Insert *���+1�

○GTTR/L○ Holder *�1�+1�

GTWPR/L○○○○-□ Holder +�1

GTWPR/L○○○○-○□○○ Holder +��

GTWPR/L○○○○□-○□○○ Holder +��

GWPFM○○○□○○-□□ Insert *���+��

GWPG○○○□○○□-□□ Insert +��

GWPM○○○□○○□-□□ Insert +��

H
H-M○＊○○ Parts Ⅰ��

HACDH○○ Parts )31�HWF�

HAR○○Y Parts )33�HWF�

HARCGX○○ Parts )3��HWF�

HC35KR-○○○○ Parts )3��HWF�

HC6CN Parts )��HWF�

HC6DN Parts )13�HWF�

HC6SN Parts )1��HWF�

HC6VN Parts )���HWF�

HCLNR/L○○○○□○○ Holder )�

HDHNR/L○○○○□○○ Holder )1�

HDJNR/L○○○○□○○ Holder )13

HDNNR/L○○○○□○○ Holder )1�

○HFT○○○○（○）□○ Insert 11�

HLR-○○S Parts 21��HWF�

HLW○○○ Parts 1�

HN59Z-○○○○ Holder Ⅰ1�

HOSE-CN-CN-○○○ Parts .1�

HRCD-○○ Holder )31

HSDNN○○○○□○○ Holder )1�

HSSNR/L○○○○□○○ Holder )1�

HVJNR/L○○○○□○○ Holder )��

HVPNR/L○○○○□○○ Holder )��

HVVNN○○○○□○○ Holder )��

HY-NBH○○○○○□ Holder .1�

HY-NBH○○○○○（○○）□-OH Holder .13

J
JHF○○○□○○○○□○○ Cutter 11�

JOINT-□□-R1/8 Parts .1�

JWNXM○○○□○○○○□○○-□ Cutter 1��1�

L
LBM○○○○□□□□ Insert .�

LBM□○○○○□□□ Insert .�

LBMAR○○ Holder .�

LCL○ Parts )��HWF�

LCS○ Parts )��HWF�

LLR-○○S Parts 21��HWF�

LLR-T10 Parts )��HWF�

LLR-T15 Parts )�3�HWF�

LLR-T20 Parts )��HWF�

LNM○○○○□□ Insert (1��/31

LNX○○○-○○□○○○○○ Insert 1�

LRIS-○ Parts 21��HWF�

LR-S-○ Parts 21��HWF�

LS○○○ Parts 1��

LSC○○ Parts )��HWF�

LSD○○ Parts )13�HWF�

LSP○ Parts )��HWF�

LSS○○ Parts )1��HWF�

LST○○○ Parts )�3�HWF�

LW-○ Parts )��HWF�

Reference Page Reference Page

HMC○○○-○○-○○□ Cutter 1�
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LWU-○ Parts )31�HWF�

M
M○＊○○ Parts )��HWF�

MBC-M○○ Parts 1�3

MBL○○○□□ Insert .���.��

N
NBH○○○○○□ Holder .��.�

NGTAR/L○○○○○○-○○□ Holder +�1�+��

NGTBR/L○○○○○○-○○□ Holder +�1�+��

NGTNR/L○○○○○○-○○ Holder +�1�+��

NTTBR/L○○○○○○ Holder Ⅰ1�

P
PCLNR/L○○○○□○○ Holder )�

PDJNR/L○○○○□○○ Holder )13

PLUG-RC1/8 Parts .1�

○PSBNR/L○○○○□○ Holder )1�

PSDNN○○○○□○○ Holder )1�

PTANR/L○○○○□○○□ Holder *3�

PTLNR/L○○○○□○○ Holder )�3

PTM○○□○○○ Insert /3�

PTXNR/L○○○○□○○□ Holder *3�

RBGX○○□□□ Insert (1��/31

RCE□○○○□○□○○○□ Endmill 0�

RCGX○○○○○○□○○○○○ Insert (1��/1��/��

RCGX○○○○□□ Insert (1��/1��/��

RCGY○○○○○○□□□ Insert (1��/��

RCL○○○□○R/L○○○ Holder 013

RCS□○○○□○□○○○□ Endmill 0�

REL○○○□○□○○○ Holder 011

REZ○○○□○□○○○ Holder 01�

RLR-○○S Parts 21��HWF�

RNGN○○○○○○□○○○○○ Insert (��/�3�/3��111

RNGN○○○○○○□○○○ Insert (��/�3�/3�

RNGN○○○○○○S Insert (�3

RPGN○○○○○○□○○○○○ Insert (1��11�

RPGN○○○○○○□
Insert

(1��

RPGX○○○○○○□○○○○○

Insert

(1��/1�

RPGX○○○○□□□ Insert (1��/1�

RWEM○○○□○□○○□○○ Endmill 0�

S○○-H $GDSWHU .33

S○○□-BGR○○□○○ Holder +3�

S○○□-HCLNR/L○○ Holder .3�

S○○□-HDUNR/L○○ Holder .3�

S○○□-HSKNR/L○○ Holder .3�

S○○□-MBR□○○-OH Holder .��

S○○□-SCL□R/L○○□○○-OH Holder .��

S○○□-SEXRR/L□○□○○-OH Holder .��

S○○□-STU□R/L○○□○○-OH Holder .3�

S○○□-TCLNR/L○○ Holder .3�

S○○□-TSKNR/L○○ Holder .3�

S○○□-WCLNR/L○○ Holder .3�

S○○□-WDUNR/L○○ Holder .3�

S○○□-WSKNR/L○○ Holder .3�

S○○□-WWLNR/L○○ Holder .3�

SBB○○○□□○○○ Insert .11

SBFB○○○□○○○□ Insert .11

SBFS○○○□○○○□ Insert .11

SBG○○○○○○□□ Insert +3�

SBT○○○□○ Insert Ⅰ1�

SCACR/L○○○○□（□）○○□ Holder *�3

SCGW○○□○○○PQ（CBN） Insert (3�

SCJ-M○ Parts .1�

SCJ-R1/8 Parts .1�

SCLCR/L○○-□○○ Holder *�3

SCLCR/L○○○○□○○ Holder *�3

SDCW○○○○○○□ Insert 1�

SDEW○○○○○○ Insert (��

SDJCR/L○○-□○○ Holder *��

SDJCR/L○○○○□（□）○○□ Holder *��

SDNCN○○-□○○ Holder *��

SDQCR/L○○-□○○ Holder *��

SDW○○○○-○○-○○□ Insert 1�

SDXCR/L○○○○□○○□ Holder *��

SFG○○○□○○○□ Insert +3�

SHF□○○○□○○○□ Insert .�1

SNEN○○○○□□□○○○○○ Insert 1�

SNGA○○○○○○□○○○○○ Insert (1�

SNGA○○○○○○PE（CBN） Insert (��

SNGF○○○○○○□□□-□ Insert 1�

SNGN○○○○○○□○○○○○ Insert (1��(11�113�11��11�

SNGN○○○○□□□ Insert 1�

SNGX○○○○○○□○○○○○ Insert (11

SNMG○○○○○○（Carbide） Insert (3�

SNMN○○○○○○S（CBN） Insert (��

Reference Page Reference Page
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QTE○○○-○○-○□ Cutter 11�

QTS○○○-○○-○□ Cutter 11�

R

S

○RP,W○○○□○○○□○ Cutter 11�

RN,W○○○□○○○□○○ Cutter 111
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SPGN○○○○○○□○○○○○ Insert (1�

SPGN○○○○○○PQ（CBN） Insert (3�

SPR1/8 Parts *3��HWF�

SR08 Parts )��HWF�

SS○○○○□ Parts .��HWF�

SS-DSU-□ Holder *1�4

SSP○○○□○○ Insert -�

STACR/L○○○○□○○□ Holder *3�

○STTNR/L○○○○○ Holder Ⅰ1�

STXNR/L○○○○□○○□ Holder *3�

SVACR/L○○○○□○○□ Holder *���*��

SVACR/L○○-□○○ Holder *��

SVJCR/L○○○○□○○□ Holder *��

SVQCR/L○○-□○○ Holder *31

SVQPR/L○○○○□○○□ Holder *33

SVVCN○○-□○○ Holder *31

SVVCN○○○○□○○ Holder *31

SVVCR/L○○○○□○○○ Holder *31

SVXCR/L○○○○□○○□ Holder *31

SVXPR/L○○○○□○○□ Holder *33

7
T-06 Parts 013

T-07 Parts Ⅰ�1
T-15A Parts 11�

T-20 Parts 1�

TB○○○○R/L Insert *��

TBDP○○○○ Insert *��

○TBDPR/L○ Holder *��

TBGN○○○○○○□○○○○○ Insert (1�

TBMH○○○○○□○○-○○ Insert *�1

TBP○○□□ Insert *�3

TBPA○○□□ Insert *��

TBPAR/L○○□-OH Holder *��

TBPR/L○○ Holder *�3

□TBPS○○□ Insert *�1�*��

TBR/L○○□ Holder *��

TBTR/L○○□ Holder *��

TBVC○○□□○○□ Insert *��

○TBVCR/L○ Holder *��

TC5TN Parts )�3�HWF�

TC6CN Parts )��HWF�

TCBNR/L○○○○□○○ Holder )11

TCGH○○○○○○ Insert (��

TCGT○○○○○○ Insert (��

TCGW○○○○○○□□ Insert (��

TCGW○○□○○○□□ Insert (��

TCLNR/L○○○○□○○ Holder )�

TF33○○□ Insert *3�

○TFD○○□□○ Insert (��

TFT○○□□○○ Insert (��

○TFTR/L○ Holder *3�

TFV○○□□○○ Insert (�1

□TFX33○○□ Insert *3�

TGC○○□○○□○○○□ Holder Ⅰ1�

TMN○○□□○○ Insert Ⅰ1�

TNEG○○○○○○（Carbide） Insert (3�

TNGA○○○○○○□○○○○○ Insert (1�

TNGA○○○○○○PH（CBN） Insert (��

TNGG○○○○○○（Carbide） Insert (3�

TNGG○○○○○○□○○○○○AG Insert (13

TNGN○○○○○○□○○○○○ Insert (1��(13

TNMG○○○○○○（Carbide） Insert (3�

TNMN○○○○○○S（CBN） Insert (��

TNMX○○○○○○PF（PCD） Insert (��

○TPGH○○○○○ Insert (��

TPGN○○○○○○□○○○○○ Insert (1�

TPGN○○○○○○PT（CBN） Insert (31

TPGW○○○○○○PT（CBN） Insert (3�

TPMH○○○○○○（Carbide） Insert (33

TPMT○○○○○○P（PCD） Insert (33

TSDNN○○○○□○○ Holder '1�

TSSNR/L○○○○□○○ Holder '1�

○TTFNR/L○○○○□○ Holder )��

TTGNR/L○○○○□○○ Holder )�3

TTMH○○○○□○○○ Insert Ⅰ1�

TTP○○□R/L Insert Ⅰ13

TTPR/L○○ Holder Ⅰ1�

□TTPS○○□ Insert *���Ⅰ11

TW○○○○-□□○○○-□○○ Insert Ⅰ��

TWC○□ Cutter Ⅰ���Ⅰ�1

V
VBGT○○○○○○ Insert (��

VBGW○○○○○○PD（CBN） Insert (3�

VCET○○○○○○ Insert (��

VCGT○○○○○○ Insert (���(���*��

VCGW○○○○○○H Insert (��

VCGW○○○○○○PD（CBN） Insert (3��(3�

VCMT○○○○○○ Insert (��

VCMW○○○○○○（PCD） Insert (3�

VGW○○○○-○□○○○ Insert (1��/13

VGW○○○○-○□□○○○○ Insert (1��/13

VGW○○○○-□□○○○ Insert (1��/13

VGW○○○○-□□□○○○○ Insert (1��/13

VNGA○○○○○○□○○○○○ Insert (1�

VNGA○○○○○○BQ Insert (��

VNGA○○○○○○P□（CBN） Insert (��

Reference Page Reference Page
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VNGG○○○○○○（Carbide） Insert (3�

VNMG○○○○○○（Carbide） Insert (3�

VPET○○○○○○ Insert (��

VPGT○○○○○○ Insert (��

W
W○○○ Parts )31�HWF�

WCBNR/L○○○○□○○ Holder )11

WCLNR/L○○○○□○○ Holder )�

WDHNR/L○○○○□○○ Holder )1�

WDJNR/L○○○○□○○ Holder )13

WDNNR/L○○○○□○○ Holder )1�

WNGA○○○○○○□○○○○○ Insert (1�

WNGG○○○○○○（Carbide） Insert (3�

WNMG○○○○○○（Carbide） Insert (3�

WNX○○-□○○□○○○○○ Insert 1�

WS○○○ Parts )31

:60512 Parts 1�

:6226-*0 Parts 1��1�

WSDNN○○○○□○○ Holder )1�

WSSNR/L○○○○□○○ Holder )1�

WTFNR/L○○○○□○○ Holder )��

WTGNR/L○○○○□○○ Holder )�3

WVJNR/L○○○○□○○ Holder )��

WVPNR/L○○○○□○○ Holder )��

WVVNN○○○○□○○ Holder )��

WWLNR/L○○○○□○○ Holder )��

XX2815-04 Parts 21��HWF�

○Y-Y-GTPAR/L○ Holder +1�

Y-GTTR/L○○□ Holder *�1�+1�

Y-Y-SDJCR/L Holder *��

Y-SDNCN○○-○○□ Holder *��

Y-SVJCR/L○○○○□○○□-OH Holder *��

Y-TBPR/L○○□ Holder *�3

Reference Page
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LeZXord %escription Page numCer

"
" Chipbreaker for Front turning B11
"� Chipbreaker for Front turning B11
"� Chipbreaker for Front turning B11
"C) Tools for sub-spindle machining G1�
".� Chipbreaker for Front turning B�,G15
".� Chipbreaker for ID boring B�
".9 Chipbreaker for Front turning B�,G15
"5 Chipbreaker for Front turning B10,G1�
";� Chipbreaker for Front turning B�
";� Chipbreaker for Front turning B�

#
#� Chipbreaker for ID boring B11
#�� Grade (CBN) C6
#� Chipbreaker for ID boring B11
#�� Grade (CBN) C6
#�� Grade (CBN) C�
#� Chipbreaker for ID boring B11
#�� Grade (CBN) C�
#�� Grade (CBN) C�
#�� Grade (CBN) C�
#�� Grade (CBN) C�
#�, Grade (CBN) C�
#�, Grade (CBN) C�
#*%&.*CS Grade (BIDEMICS) C2,C3
#. Chipbreaker for Back Turning G4�

C
C Chipbreaker for Front turning B13

C&3"."5*C Solid Ceramic Endmill for 
HRSA/Cast iron materials M2

C- Chipbreaker for Front turning B�,G15
C1� Grade (C7D Coated Carbide) D6
C1� Grade (C7D Coated Carbide) D6
CS7 Interchangeable tools G�4
C51S Cut-off Tools G��
C65 %60 &953" Cut-off Tools G�1
C65 %60 Cut-off Tools G�0
C9 Chipbreaker for Cut-off G6�

%
%� Chipbreaker for Front turning B13
%" Chipbreaker for Front turning B13
%.� Grade (P7D Coated Carbide) D4
%S SleeWes Tools for sub-spindle machining G103
%5� Grade (P7D Coated Carbide) D4

'

LeZXord %escription Page numCer
'�� Chipbreaker for ID boring B10,K23
'� Chipbreaker for ID boring B10,K23
'G Chipbreaker for ID boring B�,K23

G
G Chipbreaker for Front turning B12
G5 Chipbreaker for Face Grooving H42
G7 Chipbreaker for Grooving H2�
G8 Chipbreaker for Grooving H2�
G9 Chipbreaker for Grooving H�

)
)C� Grade (Ceramic) C�
)C� Grade (Ceramic) C�
)C� Grade (Ceramic) C�
)'C Milling Cutters For Aluminum N22
)1C Milling Cutters For Aluminum N32
)8� Grade (Ceramic) C�

+
+1� Grade (BIDEMICS) C2
+9� Grade (BIDEMICS) C2
+9� Grade (BIDEMICS) C2

,
, Chipbreaker for Front turning B10
,)G Chipbreaker for Front turning B10
,.� Grade (Uncoated Carbide) D6

.
.0G6- #"3 High rigidity boring bars K22

1
1%� Grade (PCD) C5
1%� Grade (PCD) C5

2
2.� Grade (P7D Coated Carbide) D4

S
S Chipbreaker for Front turning B10
S"563/ %60 Face turning/grooving tools H12
SC36. %60 #-"%& Face turning/grooving tools H40
SC36. %60 Wide grooving tool for Swiss machines H10
S'C Milling Cutters For Aluminum N26
S)"1&3 %60 For Hexalobular, HE9 and SRuare socket J2
S)*'5&% Toolholders for extended guide-bushing G102
S�.*-- Sharp carbide endmill for Swiss machine M6
S1� Grade (Ceramic) C15
S1-"S) Keep edge cool, smooth chip evacuation A45,K12

LeyXordʢalphaCetical orderʣ 
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LeZXord %escription Page numCer
S5� Grade (P7D Coated Carbide) D4

S5*C, %60 ):1&3 Tools for for ID Tooling (bars with 
adKustable overhang mechanism) K1�

S5*C, %60 Tools for for ID Tooling (Bars type) K10
S9� Grade (Ceramic) C14
S9� Grade (Ceramic) C15
S9� Grade (Ceramic) C15
S9� Grade (Ceramic) C15

5
5'9 Front turning for large DOC G35
5)3&"% 8)*3-*/G Multi-lead thread machining capability ᶗ1�
5.� Grade (P7D Coated Carbide) D5

6
6 Chipbreaker for Front turning B10
6� Chipbreaker for Front turning B10
6� Chipbreaker for Front turning B13
6C� Grade (Diamond Coated Carbide) C4
6)G Chipbreaker for Front turning B10
6- Chipbreaker for Front turning B12,G16

7
7.� Grade (P7D Coated Carbide) D5

8
8"� Grade (Ceramic) C1�
8"� Grade (Ceramic) C16

:
:- Chipbreaker for Front turning B�,G15
:�aYis Chip controlled by gravity G100,G101

;
;� Chipbreaker for Front turning B12
;C� Grade (Ceramic) C�
;.� Grade (P7D Coated Carbide) D5
;1 Chipbreaker for Front turning B12

0thers
C-3ʜ�3-3ʜ�--3ʜ Wrenches O16
.ulti ClaNQ holders Toolholders for General Turning F6
-3�S����-3*Sʜ Clamp Screws O1�
Coolant through holders SPLASH Series A45
"diust centerline height DS-ACH Toolholders G1�

LeyXordʢalphaCetical orderʣ 
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