Chapter Composition of TAC Internal Toolholders

@ Products are arranged by the series as follows: Stream Jet Bars = General purpose TAC boring toolholders
#In the same series, they are arranged by the insert shape to be used. In the same group, they are arranged by the cutting edge style.

——Cat. No. of TAC boring toolholder

—Typical application

Main application (such as internal turning, Overview of applicable TAC inserts
facing, profiling) of the toolholder type is These charts indicate basic selection of
illustrated. grades and chipbreaker types by the work

. material and the application.
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L Dimensions of toolholders Symbol of stock status Reference pages of relating items

L Applicable TAC inserts

B Meaning of icons

@ Min. bore diameter @ Shank diameter @ Shank material @ Coolant through
i i Shank dia. . i
M|n.5bore dia. 7 an25|a Steel || Carbide |[Tsuppari d
@O mm 04~ mm shank J| Shank J| Shank Oli Hole

B Ordering information

@ When ordering TAC boring toolholders, please specify Cat. No. and quantity.
Example: A16Q-STUPR1103-D180 1 piece
e Standard packing quantity is 1 piece
® Inserts must be ordered separately.
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B Outline of new TAC boring toolholder, “StreamdJetBar” -------cceeeeiennn. 5-6
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5TAC Internal Toolholders

Products

M “Stream Jet Bar”

SCLCR/L type CCOO inserts ; Boring & internal facing ««-«««+«rsreereesrsrsmssnsneeeens 5-12
SCLPR/L type CPO inserts Boring & internal faging -+« tsesesesesssssssssssssnniens 5-14
SDQCR/L e SDUCR/L type (DCOO inserts Boring & internal profiling «««««sxseseesrerssseneneenees 5-16
SDZCRI/L type DCOO inserts) Internal retracting «-«-«ssreeseesesmrsssss 5-17
SSKPR/L type SPOO |nser'[sg Through boring ==+ ««ssserersrasrersssssssseee 5-18
STFCRI/L type COO inserts Blind hole boring ««««sesseesemmmsmies 5-19
STFPR/L type POO inserts Blind hole boring ««+« s 5-20
STUPR/L type POO inserts BOriNg roererererssss s 5-21
SVQBR/L SVUBR/L type BOO inserts, Boring & internal profiling «««+«««ssssssssssssssssssssnenens 5-22
SVZBR/L typ BOO inserts Internal retracting «««rerererrerremsem 5-23
SVJBR/L ty BOO inserts, Internal sphere cutting -« 5-23
SVQCR/L SVUCR/L type COO inserts Boring & internal profiling =« sresreesserssssneneeeees 5-24
SVZCR/L type COO inserts Internal retracting «-«-«ssweseesessmrsssss 5-25
SVJCR/L type COO inserts Internal sphere cutting =+« «ssersersessmnnnennnenees 5-25
SWUBRY/L type BOO inserts) BOring «+eeeesreresssssssssris s 5-27
SEZPR/L type EPOO inserts Internal retracting «««-w-eereeererssrnsn 5-28
SEXPRI/L type EPOIO inserts, Boring & internal facing ««-«««swrrrerseesrssrsmssnenneees 5-28
SYQBR/L type YWOO inserts) Internal undercut & profiling «««««ssssssssssssrssssnenenens 5-30
SYUBRI/L type YWOO inserts) Boring & internal profiling ««««ssreereesresrssseneneeeees 5-30
B “DoMiniTurn”
SWLXR/L type XOO inserts) Boring & internal faging -+« sssesesesesssssssssssnsnsnniens 5-31
SDXXR/L type DXOO inserts; Boring & internal profiling 5-31
SDZXR/Ltype DX inserts Internal retracting =« s 5-32
H “Stream Jet Bar”
PCLNR/L type CNOO inserts Boring & internal faging:-«-«----ssssesesessssessssinnnneiens 5-34
PDUNRY/L type DNOIO inserts Internal profiling ««««sssreermerrersmsnmnss s 5-35
PDZNR/L type DNOIO inserts Internal retracting «««--«wrersrrrersrrerssrre 5-35
PSKNR/L type SNOO inserts, Through boring - «-«sssssssssssssssmnsininiiie 5-36
PTFNR/L  PTUNR/L type NOIO inserts Boring:-s«sseeeees - 5-37
PVUNR/L type NOO inserts Boring & internal - 5-38
PWLNR/L type NOO inserts) Boring & facing-=««=««srermermrsmmnnn s 5-39
B “Turning A”
ACLNR/L type CNOO inserts Boring & internal faging «-:-«-ssssessesssssssssssssesees 5-40
ADUNR/L type DNOI inserts Boring & internal facin - 5-41
ASKNR/L type SNOIO inserts Through boring 5-42
ATFNR/L type NOO inserts; Blind hole boring - 5-43
AVUNR/L type NOOI inserts Boring & internal profilin - 5-44
AWLNR/L type NOO inserts) Boring & internal facing «««-«srsrreresressreseeneenee 5-45
M “TurnTec”
TLANR/L type (LNMX inserts) Boring & internal faging ««-«-«sxsesseesssssrssnssnsiesnes 5-46
H General purpose
TAC boring toolholders POCO, TNOO inserts; Boring / blind hole boring ««=«xsresrrrrresreenrerneenes 5-48
TAC boring toolholders PO, TNOO inserts) Boring «esesesesessrsssssmsssiin 5-51
TAC boring toolholders WBOO inserts{ BOring «roeeerrerssrsssssrsss 5-54
TAC boring toolholders COOO inserts Boring / internal facing «««-««-«seerrrmresrsnenssneneneens 5-55
TAC boring toolholders NOI inserts) Boring / internal facing ««-«««-ssreresssesssesesienessieneees 5-58
TAC boring toolholders EPCI0, SPOO inserts) Boring / internal facing «««-«xweserermmssrmsemmenmennenns 5-59
TAC boring toolholders SN inserts) Boring / through boring ««««-«ssssrressesssssssssnnsnnnnens 5-59
TAC boring toolholders DCOO, DNOIO inserts) Boring / internal profiling ««-««-«ssssesssmsesesnsssennnn 5-62
TAC boring toolholders BOO, VCOO inserts) Boring / internal profiling ««-««-ssseesessssressssssnennens 5-65
TAC boring toolholders DCEIEI, DN inserts) Boring / internal retracting «=--«««=-sxessreessnmeessneeens 5-67
Il SIEEVES -+t rvrerer sttt e 5-68



Designation System for TAC Internal Toolholders
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@ Bar composition @ Bar diameter ® Toolholder length L1 (mm)
A Steel shank Bar diameter is F 80 ]
with oil hole shown in mm. G 90
E Carbide shank with steel H 100

head & oil hole J 110
c Carbide shank K 125
with steel head L 130
M 150 S
S Steel shank
P 170
Steel shank reinforced Q 180
T with carbide plates
(“Tsuppari-Ichiban”) R 200
JS J series Steel shank E 250
T 300
U 350
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® Min. bore diameter (mm)

@ Oil hole
Stream Jet Bar

For M, S, & C types
conformed to ISO

Only “Tsuppari-
Ichiban” holder

Tsuppari-lchiban

D140

214.0

D14

214.0

“In ISO metric system, a two digit number
indicates the edge length (R) of the insert
to be used in mm.

If the insert thickness is different for the
same edge length, add the thickness
symbol (s) (two digit number).

In above example, TP*“00110200
Ls




TAC Internal Toolholders

DOMTURN
Remark: pness reduces cutting

ouble sided insert
ber of cutting edges !

I Features

@® Uniquely designed double sided insert

Minimum bore diameter: 12 mm i.P SN
— Economic advantages with twice the number of cutting edges & %_

Advanced edge shape reduces the cutting forces = g
— Similar design to positive type inserts to prevent chattering v

One insert type for shank diameter range from

210 mm ~ 620 mm
— Left & Right handed inserts with G-class accuracy create precision

machining
Ideal grade series for various applications

— AH725 for general steel cutting, GT530 with high wear resistance
for fine surface finishes and the NS530 for economic performance
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@® Originally designed exclusive insert

TS: general purpose S$S: generates low cutting forces
(Recommended for steel machining) (Recommended for stainless steel machining)
M 9 MEER -
Stainless Cast Iron Steel Castlron
Steel Stainless 5

Large inclination on edge
Reduces cutting forces and chattering

—

Depth of cut: ap (mm)

&a_ﬁ@

0 0.2 0.4
Feed: f (mm/rev)

Wide chip-pocket
Prevents chip packing

Prevents the re-cutting
of chips

Large rake angle

and optimum

Enhances the pocket shape
clamping rigidity Drastically reduces

Uniquely designed shape to cutting forces
-4 precisely fit to the toolholder ,ﬁgr']OOth chip evacua-




@ High performance boring bars with optimum design

Excellent chip evacuation and high rigidity
(Same structure as StreamJetBar series)

soMTU=IN Conventional positive type
insert

Similar to

positive Small rake

type angle
Optimal space to : 4

- - poth chip

evacuate chips . o and

IOiI hole direct to thm"‘“{'

cutting edge o —‘l
|Screw clamping .1.. ﬁ
%

SJI8PIOY|00] [eussBiu] OV.L

with high
rigidity

Dove-tail structure (wedge shape)
creates high clamping force

I Cutting performance

Anti-vibration strength

Same strength level W Steel shank |
as positive type inserts Work materal | 450 45
Coolant : Wet (internal supply)

Overhang length: 36 mm (L/D = 3) Shank diameter: 612 mm

DoMTU2N Overhang length

€[20] OK [ OK [ OK | OK | E[20] OK | OK | OK | OK

g 15 OK OK OK OK §| 15 OK OK OK OK

3[10| OK | OK | OK | OK 3/10| OK | OK | OK | OK

slos| OK | OK | OK | OK | =£[os| OK | OK | OK | OK

S |ap/f| 005 | 010 | 015 | 0.20 S |ap/f| 005 | 010 | 015 | o0.20
Feed: f (mm/rev) Feed: f (mm/rev)




TAC Internal Toolholders

STREAMIETBAR

Extensive simulation analysis has enabled Tungaloy to develop a highly-rigid
Stream Jet Bar with the ideal tool geometlry for excellent chip evacuation.

fvew nanid
Stream Jet Bar MINI

for small diameter machining applications!
B Features

Excellent performance for small
diameter machining operations

Minimum bore diameter from 4.5 mm

Steel & carbide shank available

Straight shank type available
Can be used with internal coolant supply

Well designed chip pocket for excellent chip evacuation
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Easy to adjust overhang due to marked scale on shank

4 4 4 4 4 4 ¢«

Improved rigidity for minimizing bar deflection & chatter by
FEM (Finite Element Method)

Added Z cutting edge style for back boring

<

Applicable for a wide variety

2 of machines
v
v
v

Applicable sleeve for a variety of small lathes
Supplied with Seal cap* (optional)

Suitably designed sleeve for directed external
coolant flow (see picture below)

Attention: Please use the installation
tools (e.g. a plastic hammer etc.), if
difficult to ensure proper alignment

) Stable tool life & excellent chip
control
v W08 type chipbreaker

Vv Superior cutting edge due to fine grain carbide grade
V¥ Two grades of inserts: SH730 (for general purpose),

V¥ Expansion of corner R0.1 spec on “EPGT04” & b A

TH10 (for non-ferrous)
“WBGTO03” insert types




® Finite Analysis of the load transition

Most rigid region
of the toolholder

Improved chip
evacuation

Region of great
influence on the
rigidity of the
toolholder

v
Pursuing high rigidity -
Shape of Stream Jet Bar Shape of Conventional boring bar

B Increased rigidity for minimizing Large head design provides

bar deflection & chatter both high rigidity & good
chip evacuation.

@ Rigidity in comparison to a conventional
boring bar (lllustrations)

The rigidity of the bar in the direction of the principal
force is maximized because the thickest portion of the
head is located as close as possible to the cutting edge.
Note: Load 1000N (Vc = 150 m/min, ap = 1.5 mm,
f=0.2 mm/rev are assumed) A16Q-STUPR13-D180

Conventional boring bar
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About 20% STREAMIETSAR
reduction in
deflection
Section Small Section

compared to
onventional

evacuation

. NeW pOCket deSign for STREAMIETESAR Conventional boring bar
minimizes tool failure caused by re-

excellent chip evacuation
cutting chips & poor chip control. chip fation

® Cutting performance

The excellent chip evacuation

Damage to the work surface from pocket & coolant flow helps chips to Chip packing is likely to occur.
chips is also eliminated. effectively evacuate.

| The oil hole is positioned as close as
possible to the cutting edge to ensure
fluid is fed directly to the cutting point.

@ Oil hole design
Distance between the cutting edge & the oil hole is minimized.
(Distance is reduced by 50% compared to existing boring bars.)
® Screw for oil hole*
In the case of not using the oil hole, a special screw can be

inserted to prevent chip coiling (optional).
* Negative type only
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TAC Internal Toolholders

STREAMIETBAR

l Improved tool life

By supplying the optimum level of cutting fluid, flank wear
& rake face wear are suppressed, considerably improving
tool life.

'g 020 _o— Competitor's boring bar

b —o— STREAMIETSAR

m

> 0.15
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8 0.05
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£
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8 . . R .
0O 5 10 15 20 25 30

Cutting time (min)

ll “Easy to use”
® Marking specifications

Toolholder : A16Q-STUPR1103-D180
Insert : TPMT110304-PS (GT730)
Work material : S45C (220HB)

: Boring (@30 ~ 50 mm)
Cutting speed : Vc =100 m/min
Depth of cut  :ap=0.5mm
Feed 1 f=0.2 mm/rev
Cutting fluid : Wet

\§

-
- Toolholder Cat. No.
The minimum bore diameter is
indicated in the Cat. No. The three-
digit number at the end of the text
indicates the minimum bore diameter.
(Example)-D140 = 14.0 mm
Applicable clamping screw Scale of overhang length Applicable insert Cat. No.
Cat. No. (Positivetypeonly) . Can identify the insert size & relief
If screw is missing, this detail simplifies Useful for easy setting of the angle at a glance. Simplified tool
locating a replacement with Cat. No.  toolholder. management.

il Carbide shank type

Combination of the highly rigid carbide shank &
the head geometry can increase the tool rigidity
improve chip evacuation.

&
® Guide to L/D
Steel shank Carbide shank
L/D<3 L/D<5

(Note) L : Overhang length, D: Shank diameter

® For precision boring

The increased rigidity suppresses chatter, producing
excellent surface finishes.

Excellent chip evacuation minimizes damage to the
surface caused by chip re-cutting. This further improves

surface finish.




Clamping Mechanism & Features of TAC Internal Toolholders

lShank material

Steel Shank
>

Carbide Shank “Tsuppari-lchiban”

> ] 2 ']
DoOMTURN ~ DoMTURN
STREAMIETSBAR STREAMIETSBAR
® Economical. ® Finishing accuracy is good ® Provides highly rigid shank
® Min. bore dia: 4.5 ~ 863 mm.| with excellent resistance to reinforced with carbide plates.
® Screw-on, clamp-on, pin-lock chatter. ® Good resistance to chatter.
& double clamping types are |® Screw-on & clamp-on types |® Low cost, close to steel
stocked. (min. bore dia: 4.5 ~ @34 mm) shank.

are standard stocked. ® Min. bore dia: 220 mm for
P-type, 614 mm for S-type.
® Also available in oil hole shank

type.

|Clamping system

S - L A ‘%
vy R/ -
Screw-on ‘V g ',I c@?ﬁ&'ﬁg - ’_J\f

DoMITURN

SI9P|OY|O0] [eulBiul OV

STREAMIETSAR TURNINGA

® Simple clamping mechanism. ® Increased clamping rigidity contributes to superior
® Smart shape without overhang area. cutting edge positioning accuracy & longer tool life.
® Minimum bore diameter: 4.5 mm. ® Enlarged insert holding area of the clamp allows more
® Good cutting action by using positive inserts. accurate cutting edge positioning. It delivers high
® Carbide shanks that have excellent resistance to performance even when using VNMG type (35° corner

chatter. angle) inserts, which tend to destabilize cutting edge
® “Tsuppari-Ichiban” shanks (reinforced with carbide positioning.

plates) are also stocked. ® Simple structure keeps cost low. Easy clamping with

only one wrench.

P C M

Lever-lock Clamp-on Multi
clamping

&

B
® Negative rake, lever-lock type, ® Clamp-on type insert locking ® Combination of lock-pin & top
round shank boring bars. mechanism assures secure clamp provides positive insert
® The insert is positively held into holding & accurate indexing. holding & superior indexing
a two wall pocket, excelling in ® For inserts without a hole, it pro- accuracy.
indexing accuracy. vides stronger cutting edge strength |® Suitable for medium to large
® Minimum bore diameter: 20 mm. than S-type tools & can withstand diameter boring.
® “Tsuppari-lchiban” shanks that are heavier cutting conditions. ® Minimum bore diameter: @32 mm

reinforced with carbide plates are |® Minimum bore diameter: 16 mm
also stocked.




List of StreamdJetBar & DoMiniTurn

A wide range of styles & size applicable for a variety of tooling

| Positive type STREAMJETSAR
Style str;(?)gk dgﬁgtker n o Minimug:)bore diam;)ter (mm) . -
— Insert type: EPOO] Carbide |04 ~ 28 04.5 Elo7
g o2 o e .
= Insert type: CCOO
SWUBR/L 2527 | | Steel |05~ @8 06 [Ze8
E;,z:tgtype:WBElEl Carbide |05 ~ 28 06 Imo8
STUPR/L 521 | gteel |07 ~ 032 28 234
% ﬁzgrr]tgtyp o TPOD Carbide |07 ~ 925 28 027
o)
éé STFPRIL 520 | St |08 - 025 010 027
% Insert type: TPOO OS2 = 720 CICH AN e
[
% Insert type: CPOO Carbide |08 ~ 216 ° = ©
STFCR/L - 519 | | Steel |28~ 925 210 @27
SSKPR/L = 5-18 | 220 S 031
Through boring Steel |016 ~ 025
Insert type: SPOO
- _SDUCR/L 4L16“| Steel (210 ~ 225 213 232
ﬁzgr;tgt%gt:eggljpéofﬂmg Carbide 210 ~ 220 013 Em—
[ s SVUCR/L = 5-24 | Steel |912 ~ 040 16
 Va— ﬁlc;rér;tgtflx FI)r;t:e\r/r(\:alI:||o|:rloflIlng Carbide |@12 ~ 025 018 TT— o 250
=% SVUBR/L -522] | Steel 016~025 020 I o32
F— E%]C;Zr:tgtf/x F;r;t:e\r/%algréoflhng Carbide |@16 ~ 25 0045 mEm—
@F SDQCR/L = 516 | | Steel |010~025 013 @30
f — :Br»]c;gr;tgtf/};r;’geggljpéoflllng Carbide |g10~ 220 013 I os
T, . SVQCR/L _524] | Steel 210~ 040 013.5 =
[ ﬁ]c;r::tgtf/};rel’:e\l}réallj%oflllng Carbide |010~ 216 013.5 IEToo1 5 9
1 5= SVQBR/L 522 | Steel |012~025 017 EEEEo30.5
@zw Boring & internal profiling |Carbide |@12 ~ 225
= Insert type: VBOO 017 MEiie30.5
[ —— SDZCR/L <517 | | gieel |012 ~ 025 014 NN 025
= nternal SU3CNG_ | aride 012 - o16 018 EEo22
— SVZCR/L <=525| | ol |o12 216 |

50
—

5-10

Internal retracting
Insert type: VCOO




STREAMIETSAR Positive type

Shank Shank Minimum bore diameter (mm)
Style type  diameter o 10 20 30 40 50
— SVZBR/L
a 252 | gieel | 016 ~ 032 2et 040
o Internal retracting
Insert type: VEOIO
—— SEZPR/L

528 | gsicel |o4 ~ a5 25.58 ©6.5

Ei‘i

Internal retracting . -
= Insert type: EPOIO Carbide | 04 ~ 05 S 9
SWCRL 525 gieel |012- 016 016 52020
A Internal sphere cutting
Insert type:VCOO
Internal sphere cutting
AN Insert type:VBOO
-—— SYQBR/L « 5-30 p—
% Internal undercut Steel | 012 ~ 016 ol7 0215
—% & profiling Carbide | @12 ~ 516 217 B 221.5
Insert type:YWO O
- - SYUBR/L ~ 5-30 | 0201
&0 Steel |016 [
= Boring & internal profiling|carbide | 212 ~ 216 220 B 924.5 =
Insert type: YWOO O
. 1~ 1 5
INegative type DOMTURN STREAMIETSAR 7
S Shank Shank Minimum bore diameter (mm) E_;
tyle type diameter 0 10 20 30 40 50 60 70 5‘
— SWLXR/L ;) 5-31 L 2
L 1 Boring and facin:]—l Steel |210 ~ 220 012 EEEEE g22 3
- Insert type: WXGU Carbide| 210 ~ 220 012 I 022 %
(92}
— . SDXXR/L . 5-31 e
@ 155 Internal profilingd—l Steel |10 ~ 20 013 il 924
= » Insert type: DXGU Carbide| 210 ~ 020 013 T 024
——= SDZXR/L ~ 5-32 —
‘@w @——5 Internal retracting Ste.el I = Al el
] Insert type: DXGU Carbide|@12 ~ 216 218 Im 22
————— — PTUNR/L  _ 537
Boring Steel |@16 ~ @32 020 T 040
= Insert type: TNOO
rrrrr —  PTFNR/L ~ 5-37
Boring Steel |g25 ~ @50 232 263
- Insert type: TNOO

——— PSKNR/L ~ 5-36
Through boring Steel |32 ~ 250 240 263
Insert type: SNOOI

PDUNR/L 2 5-85 |
Internal profiling Steel |20 ~ @50 225 263
Insert type: DNOO

PCLNR/L ~ 534 |
Boring & internal facing| Steel (216 ~ @50 220 263
Insert type: CNOO

PWLNR/L ~ 5-39 |
Boring & facing Steel |16 ~ 940 220 250
Insert type: WN

~ PVUNR/L ~ 5-38
Boring & Internal profiling Steel |825 ~ 40 037 B 050
Insert type: VNOO

PDZNR/L ~ 5-35
Internal retracting Steel |@32 ~ @50 240 @63
Insert type: DNOIO

9-11



STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. o
SCLCR/I— @ [ Q5mm~][®4~25mm]

Boring & internal facing

©
%
@Ds

Cutting edge style L

Right hand (R) shown.

I Steel Shank

tock| Min Dimensions (mm Std. : Parts
Toolholder Cat. No. i L bgggj‘a. ol L | L h( ;2 ) a fgégg A’?r’,’;fﬁg'e Clamping screw] Wrench T(o'\:qnt:;a
@DA04F-SCLCR/L03-D050 (@ @ 5 [ 4 [25[80[ 8 [38] - [ 0 [-15°
@DA05F-SCLCR/L03-D060 (@ (@ 6 | 5 [ 3 |80 9 [48] - | 0° [-13 02 ) CCOROSXT| CSTA-1.6| T-6F | 06
06G-SCLCR/L04-D070 (@ (®@| 7 | 6 [35|90 | 11 (575 - | 0" [-13
07G-SCLCR/L04-D0S0 | @ |®| 8 | 7 | 4 | 90 | 12 |6.75| - | 0° |-11°| 02 | CCOID04TT | CSTB-2 | T-6F | 06
A08H-SCLCR/L06-D100 (@ |®| 10 | 8 |55 [100| 16 [75] - | 0° [-13°| 0.4
A10F-SCLCR/L06-D120 |@ 12 |10 6 |80 ]20| 9 | - | 00 |[-10°] 0.4
% A10K-SCLCR/L06-D120 (@ |®@| 12 [ 10| 6 [125]/ 20| 9 | - | 0 [-10°| 0.4
° A12H-SCLCR/L06-D140 | @ 14 | 12| 7 [100]| 24 [11 | - | 0o | -8 | 0.4 | ccomoso2 |cSTB-2.55 | T-8F | 1.2
2 A12M-SCLCR/L06-D140 |@ |@| 14 |12 | 7 [150| 24 [ 11| - | 0° | -8° | 0.4
S A12H-SCLCR/L06-D160 | @ 16 |12 9 [100[24 |11 ]| - [ o |-7]04
'c:tj A12M-SCLCR/L06-D160 (@ (@] 16 |12 | 9 [150| 24 [ 11| - | 0o | -7 | 04
c A16K-SCLCR/L09-D180 | @ 18 |16 | 9 [125]32|15] - [0 |-9°]08
*GE) A16Q-SCLCR/L09-D180 (@ |®| 18 |16 | 9 (18032 [ 15| - | 0° [-10°| 0.8
= A16K-SCLCR/L09-D200 | @ 20 |16 |11 [125]32 15| - | 0o | -o° |08
&c) A16Q-SCLCR/L09-D200 |@ |®| 20 | 16 | 11 [180| 32 | 15 | - | o | -9 | 0.8 | CCTTI09T3 | CSTB-4S | T-15F) 3.0
= A20R-SCLCR/L09-D220 (@ |®@| 22 [ 20 | 11 [200( 32 [ 18] - | 0° | -8 | 0.8
A25S-SCLCR/L09-D270 |@ |®@| 27 | 25 [135[250| 45 [ 23| - | 0o | -6° | 0.8
I Carbide Shank
Stock| Min Dimensions (mm) Sd | Applicable Parts Torque
eslicidoge st R|L th:]A @Ds| f L1 Lo h f2 0 a ra?sius Fi,npserts Clamping screw| Wrench (N(:n)
@DE04G-SCLCR/L03-D050 (@ |@®| 5 | 4 [25]/90 | 9 [38]| - | O [-15°
@DE05G-SCLCR/L03-D060 (@ (@] 6 | 5 | 3 [90 |10 [48] - | O |13 02 | CCOCIO3XT | CSTA1.6 | T-6F | 0.6
06H-SCLCR/L04-D070 (@ |®| 7 | 6 |35 |100| 12 [5.75] - | 0° |[-13°
gom-scmmmmnozzo @@ 5 | 7 | 4 [100] 14 675 - | o |-11-| 02 |conmosTt | CSTB-2 | T-6F | 0.6
E08G-SCLCR/L06-D100 | @ 10 | 8 55|90 |22|75] - | 00 [-13°] 04
E08K-SCLCR/L06-D100 |@|®| 10 | 8 [55[125( 22 |75] - | 00 [-13°] 0.4
E10F-SCLCR/L06-D120 |@ 12 |10 6 |80 ]25| 9 | - | 0" [-10°] 0.4
E10H-SCLCR/L06-D120 | @ 12 | 10| 6 [100] 25| 9 | - | 00 [-10°] 0.4
E10M-SCLCR/L06-D120 (@ (@] 12 [ 10| 6 [150[ 25| 9 | - | 00 [-10°] 0.4
E12G-SCLCR/L06-D140 | @ 14 |12 7 |90 |27 11| - | 0o | -8 | 0.4 | ccomoso2 |cSTB-2.55 | T-8F | 1.2
E12J-SCLCR/L06-D140 |@ 14 |12 7 [110]27 |11 ]| - |0 | -804
E12Q-SCLCR/L06-D140 (@ |®@| 14 |12 | 7 [180| 27 |11 | - | 0 | -8 |04
E12G-SCLCR/L06-D160 | @ 16 |12 9 9|27 |11 ] - |0 |-7]04
E12J-SCLCR/L06-D160 | @ 16 |12 9 [110]27 |11 ] - [ o |-7]04
E12Q-SCLCR/L06-D160 |@|@®| 16 | 12| 9 [180|27 |11 | - [0 | -7 |04
E16H-SCLCR/L09-D180 | @ 18 |16 | 9 [100][32 |15 | - | 00 [-10°] 0.8
E16L-SCLCR/L09-D180 |@ 18 |16 | 9 [130]32 |15 | - | 00 [-10°] 0.8
E16R-SCLCR/L09-D180 (@ (®@| 18 |16 | 9 (200(32 | 15| - | 0° [-10°| 0.8 CSTBALOBO
E16H-SCLCR/L09-D200 | @ 20 |16 |11 [100[ 32 [15] - [ 0o | -o° |08
E16L-SCLCR/L09-D200 |@ 20 | 16 |11 13032 |15 | - | 0 | -o | 0.8 | CCHEO9™ T-15F) 3.0
E16R-SCLCR/L09-D200 |@|®| 20 |16 | 11 (20032 |15 ] - [ 0° | -9°| 0.8
E20S-SCLCR/L09-D220 |@ 22 [ 20|11 250|366 | 18] - | 0o | -8 |08 CSTBAS
E25T-SCLCR/L09-D270 |@ 27 | 25 [135[300| 45 [ 23| - | 0o | -6° | 0.8

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SCLCL OO type), and the left hand insert (L) is used for the right hand toolholders (SCLCR OO type).

[ @ : Stocked items. |

Features Relati Sleeves
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B Basic Selection Chipbreakers ccoooetsoo-oo

; Precision — Finishing to . 5 q Precision n oo Finishing to . .
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing light cutting Medium cutting
Grade SH730 AH725 T9115 T9125 Grade GH330 AH725 AH725 T6130
Page 2-99 2-96 2-97 2-100 Page 2-97 2-96 2-97 2-100
JS PSF PS PM W20 PSF PSS PM
Chipbreaker @ 0 ¢ M Chipbreaker o 0 @ 0
Steel Stainless
Ve (m/min) | 120 (50-180) | 120 (50-180) | 220 (150-300) | 180 (120-250) Ve (m/min) | 120 (100-150) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Continuous|_@P (Mm) 15(0.1-8.0) | 0.3(0.1-05) | 1.5(05-2.5) | 2.0(1.0-3.0) | [continuous. @R(mm) | 0.5(0.05-02.0) | 0.3(0.1-0.5 | 1.2(0.3-2.0) | 2.0(1.0-3.0)
f(mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.1(0.03-0.15) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm] 0.2 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8 0.8
: Precision Finishing to R q : Precision F e Finishing to
Operation finishing  |medium cutting e dumcuing S aon finishing Finishing | medium cutting
Grade BX930 T5115 T5115 Grade DX120 GH110 KSO05F
Page 3-14 2-97 2-101 Page 3-22 2-97 2-98
T-CBN CcM No chipbreaker T-DIA With chipbreaker \W20 AL
Chipbreaker o N . Chipbreaker | o @
CastIron v Non-ferrous
Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (140-400) Ve (m/min) [1500 (500-2500)| 600 (100-1000) | 400 (200-1500)
Continuous|_@P.(mm) | 0.3(0.05-0.5) | 1.0(0.05-2.0) | 1.5(0.05-2.0) Continuous|__@P(mm) | 0.1(0.03-0.5) | 0.5(0.05-2.0) | 2.0(1.0-5.0)
f(mm/rev) | 0.06 (0.05-0.2) | 0.2(0.05-0.3) | 0.15 (0.05-0.3) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15) | 0.3 (0.2-0.5)
re (mm) 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8
Precision s Precision A —
finishing Finishing finishing Finishing >
BX470 BX950 BXM10 BXM20 O
3-12 3-14 3-12 3-12 5
T-CBN T-CBN T-CBN T-CBN T
3
D
Superalloys Mariaerlr'ils _'
200 (100-280) | 200 (70-300) 200 (150-350) | 150 (70-220) 8
Continuous. 0.1 (0.05-0.5) | 0.3 (0.1-0.5) Continuous| 0.1 (0.05-0.30) | 0.2 (0.05-0.30) =
0.1(0.05-0.3) | 0.1 (0.05-0.2) 0.1 (0.03-0.18) | 0.1 (0.05-0.25) o
0.4 0.4 0.4 0.4 %
=
w

For other machining types, see “Selection System” (_ 2-16~
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. "
SCI—PR/L @ [ Q10mm~][08~25 mm]

Boring & internal facing

[§;]
Ty
=)
®
@Ds

L+

Cutting edge style L 8 {\ ﬁ( I
h Right hand (R) shown.
I Steel Shank
Stock| Min Dimensions (mm) Std. Applicable Parts Tor
bore.dia. corner > que
vl b e R|L ggn!]a @Ds| f L1 L2 h f2 (7] a 'aﬁa'“s inserts Clamping screw| Wrench| (N-m)
AO8H-SCLPR/L06-D100 @ (@®@| 10 8 |55(100| 16 | 75| - | +5°| -8° | 0.4 | CPOIOO0602 | CSTB-2.5S | T-8F 1.2
A10K-SCLPR/L06-D120 @ (@ | 12 10| 6 (125|120 | 9 - | 45° | -5° | 0.4 | CPOO0602 | CSTB-2.5S | T-8F 1.2
A10K-SCLPR/L08-D120 @ (@ | 12 10| 6 (125|120 | 9 - | 45° | -5° | 0.4 | CPOO0802 |CSTB-3L042| T-9F 1.4
A12M-SCLPR/L06-D140 @ (@ | 14 12 | 7 [150| 24 | 11 - | 45° | -4° | 0.4 | CPOO0602 | CSTB-2.5S | T-8F 1.2
A12M-SCLPR/L08-D140 @ @ | 14 12 | 7 [150| 24 | 11 - | +5° | -4 | 0.4
CcPOO0802 |CSTB-3L050| T-9F 1.4
A12M-SCLPR/L08-D160 @ |@| 16 12 | 9 [150| 24 | 11 - | +5°]-3°| 0.4
% A16Q-SCLPR/L09-D180 @ |@®| 18 16| 9 |180| 32 | 15| - | +5°|-3.5°| 0.8
© A16Q-SCLPR/L09-D200 @ |®@| 20 16 | 11 |180( 32 | 15| - [ +5°|-3°| 0.8
e CPOMOO0903 |CSTB-4L060| T-15F 3.0
E A20R-SCLPR/L09-D220 @ |®@| 22 20 | 11 |200| 36 | 18 | - | +5°| -2° | 0.8
8 A25S-SCLPR/L09-D270 (@ |@| 27 | 25 [13.5(250| 45 |23 | - |45 | -1° | 0.8
|_
©
£
£ 1 Carbide Shank
PN Stock | Min Dimensions (mm) Std. | Applicabl Parts
®) PO corner pplicable Torque
|<_: Toolholder Cat. No. RIL oﬂrz)n!]a oDs| f L1 Lo h fa 0 s rac;Jeus inserts Clamping screw| Wrench| (N-m)
EO8K-SCLPR/L06-D100 @ (@| 10 8 |55(125| 22 |75| - | +5° | -8 | 0.4 | CPOOO0602 | CSTB-2.5S | T-8F 1.2
E10M-SCLPR/L06-D120 @ |®| 12 10| 6 [150| 25 | 9 - | 45°| -5° | 0.4 | CPOO0602 | CSTB-2.5S | T-8F 1.2
E10H-SCLPR/L08-D120 (@ 12 10| 6 [100| 25 | 9 - | +5°| -5 | 0.4
CPOO0802 |CSTB-3L042| T-9F 1.4
E10M-SCLPR/L08-D120 @ (@ | 12 10| 6 [150| 25 | 9 - | +5°| -5 | 0.4
E12Q-SCLPR/L06-D140 @ @ | 14 12 | 7 (180 27 | 11 - | +5° | -4° | 0.4 | CPOO0602 | CSTB-2.5S | T-8F 1.2
E12G-SCLPR/L08-D140 (@ 14 12| 7 |90 | 27 | 11 - | +5°| -4 |04
E12J-SCLPR/L08-D140 | @ 14 12 | 7 (110] 27 | 11 - | +5°| -4 | 0.4
E12Q-SCLPR/L08-D140 @ @ | 14 12 | 7 (180 27 | 11 - | +5°| -4 | 0.4
P 2 |CSTB-3L050| T- .
E12G-SCLPR/L08-D160 (@ 16 12| 9 |90 | 27 | 11 - | +5°| -8 | 0.4 CPOICI080 T-9F 14
E12J-SCLPR/L08-D160 (@ 16 12 | 9 [110] 27 | 11 - | +5°| -8 |04
E12Q-SCLPR/L08-D160 @ @ | 16 12 | 9 (180 27 | 11 - | +5°| -8 | 0.4
E16H-SCLPR/L09-D180 | @ 18 16 | 9 |100| 32 | 15| - | +5°|-3.,5°| 0.8
E16L-SCLPR/L09-D180 (@ 18 16 | 9 |130( 32 | 15| - | +5°|-3.5°| 0.8
E16R-SCLPR/L09-D180 @ (@ | 18 16 | 9 |200( 32 |15 | - | +5°|-3.,5°/ 0.8
CPOO0903 |CSTB-4L060| T-15F 3.0
E16H-SCLPR/L09-D200 (@ 20 16 | 11 |100( 32 | 15| - | +5°| -3° | 0.8
E16L-SCLPR/L09-D200 (@ 20 16 | 11 |130( 32 | 15| - | +5° | -3° | 0.8
E16R-SCLPR/L09-D200 @ (®@| 20 16 | 11 |200( 32 | 15| - | +5°| -3° | 0.8

When using a right or left hand insert, the right hand (R) insert is used for the left hand toolholders
(SCLPL OO type), and the left hand insert (L) is used for the right hand toolholders (SCLPR OO type).

[ @ : Stocked items. |

( Features Relati Sleeves ' '
5-14 =



I Basic Selection Chipbreakers cpoooso3no-oOo

Operation :ﬁ::::_?; Finishing m:iir;ijsr:iggttt?n g Medium cutting Operation Finishing Eér;:‘lsgll:]t?":; Medium cutting
Grade NS530 AH725 T9115 T9125 Grade AH725 AH725 T6130
Page 2-102 2-102 2-108 2-108 Page 2-102 2-102 2-103
W20 PSF PS PM PSF PSS PM
e O O © © N S & ©
Steel Stainless
Ve (m/min) | 200 (150-250) | 120 (50-180) | 220 (150-300) | 180 (120-250) Ve (m/min) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Conti ap (mm) 0.5(0.05-25) | 0.3(0.1-05) | 1.5(0.5-25) | 2.0(1.0-3.0) | |comi ap (mm) 0.3(0.1-0.5) | 1.2(0.3-2.0) | 2.0(1.0-3.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.4 0.4 0.8 0.8 re (mm) 0.4 0.8 0.8
Operation m::ijr;zjsnt;iggttt?ng Medium cutting Operation Finishing
Grade T5115 T5115 Grade TH10
Page 2-103 2-104 Page 2-102
o chipbreaker W20
Chipbreaker Chipbreaker 9
Cast Iron Non-ferrous
Vc (m/min) | 270 (140-400) | 270 (140-400) Vc (m/min) | 600 (100-1000)
Conti ap (mm) 1.0 (0.05-2.0) | 1.5(0.05-2.0) Continuous|__@P (mm) 0.5 (0.05-2.0)
f (mm/rev) 0.2 (0.05-0.3) | 0.15 (0.05-0.3) f(mm/rev) | 0.1(0.03-0.15)
re (mm) 0.8 0.8 re (mm) 0.4
For other machining types, see “Selection System”
~ 2-16~
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. ar ide
SDQCR/L 515 ) 00-25 o (9] (e
Boring & internal profiling

Oil Hole

ot e u
Cutting edge style Q M Right hand (R) shown.

I Steel Shank

Stock|, Min Dimensions (mm) i) Applicable Parts Tor
bore.dia. corner J que
Toolholder Cat. No. RIL %’En_"a oDs| f | L1l L2 h f2 0 @ fﬂ;’:us inserts  |Glamping screw| Wrench| (N-m)
A10K-SDQCR/L07-D130 (@ |®| 13 [ 10 |76 [125[ 20| 9 |26 | 0 | -8 | 0.4
A12M-SDQCR/L07-D160 (@ |®@| 16 | 12 | 8.6 [150| 24 | 11 | 2.6 | 0° | -6° | 0.4 | DcODo0702 |CSTB-2.5S | T-8F | 1.2
A16Q-SDQCR/L07-D200 (@ |®@| 20 | 16 [10.6]/180] 32 | 15 26| 0 | -5° | 0.4
A20R-SDQCR/L11-D250 (@ |®| 25 | 20 [13.7]200] 36 | 18 [3.7] 0° | -77 | 0.8
A255-SDQCR/L11-D300 |® |®| 30 | 25 |16.2|250] 45 | 23 | 3.7 | o | -4° | 0.8 | PCOD11T8 | CSTB-4S |T-15F| 3.0
I Carbide Shank
Stock| Min Dimensions (mm) Sl Applicable Parts Tor
bore.dia. corner > que
Toolholder Cat. No. RIL %fB nl1a ops| 7 14| Lol h 2 ) a ralt::us inserts  [Gamping screw| Wrench| (N-m)
E10H-SDQCR/L07-D130 | @ 13 |10 |76 ]100[ 25| 9 |25] 0" | -8 | 0.4
E10M-SDQCR/L07-D130 |@|@®| 13 [ 10 [ 76150 25 | 9 |26 0° | -8 | 0.4
E12J-SDQCR/L07-D160 | @ 16 | 12 |86 [110| 27 |11 25| O | -6° | 0.4
E12Q-SDQCR/L07-D160 |® |®| 16 | 12 | 8.6 |180| 27 | 11 | 2.6 | 0 | -6 | 0.4 | PCHD0702 | CSTB-2.58 | T-8F | 1.2
E16L-SDQCR/L07-D200 | ® 20 | 16 |10.6/130| 32 [ 15 |25| 0° | -5° | 0.4
E16R-SDQCR/L07-D200 |@|®| 20 | 16 [10.6/200| 32 [ 15 [26 | 0° | -5° | 0.4
E20S-SDQCR/L11-D250 |@|®| 25 | 20 [13.7]/250| 36 | 18 [ 3.7 | 0 | -7 | 0.8 | bcOO11T3 | CSTB-4S |T-15F| 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SDQCL OO type), and the left hand insert (L) is used for the right hand toolholders (SDQCR OO type).

STREAMIETBAR S-type Positive rake / Screw-on system
Min. bore dia. Shank dia. arbide
SDUCR/L giae) (01025 m) St

Boring & internal profiling
il Hole

©
@
MLERN
f
OX
@Ds

1
Cutting edge style u \M

Right hand (R) shown.

I Steel Shank

Stock| Min. Dimensions (mm) S| Applicable Parts Tor
bore.dia. corner 0 que
Toolholder Cat. No. L 8’5"? oDs| f L L h f2 0 p ra;jslus inserts Clamping screw] Wrench| (N-m)
A10K-SDUCR/L07-D130 (@ |®@| 13 10| 7 |125/ 20| 9 |2.0| O° |-10°]| 0.4 CSTB-2.55
A12M-SDUCR/L07-D160 (@ |®@| 16 12 | 9.3 150 24 | 11 | 3.3 | 0’ | -6° | 0.4 | DCOO0702 ) T-8F 1.2
A16Q-SDUCR/L07-D200 @ |®@| 20 16 (11.3|/180| 32 | 15 |3.3| 0 | -5° | 0.4 CSTB-2.5
A20R-SDUCR/L11-D270 (@ (@ | 27 20 (16.1|200| 36 | 18 | 6.1 | 0" | -5° | 0.8
A25S-SDUCR/L11-D320 (@ (@ | 32 25 [18.6/250| 45 | 23 | 6.1 | 0" | -4° | 0.8 DCOO11TS | CSTB-4S | T-15F | 3.0
I Carbide Shank
Stock | Min Dimensions (mm) Std. Applicable Parts Tor
bore.dia. corner > que
Toolholder Cat. No. R|L %%n:f @Ds| f L1 Lo h fo 2] a 'a}’;”s inserts Clamping screw| Wrench | (N-m)
E10H-SDUCR/L07-D130 | @ 13 10 | 7 |100| 25| 9 |1.9| 5 |-3.5°| 0.4
E10M-SDUCR/L07-D130 (@ (@ | 13 10 | 7 |150| 25| 9 |2.0| O |-10°| 0.4
E12J-SDUCR/L07-D160 | @ 16 12 |93 |110| 27 | 11 |32 | O° | -6° | 0.4 CSTB-2.5S
E12Q-SDUCR/L07-D160 @ |®@| 16 12 |93 /180 27 | 11 |33 | 0 | -6° | 0.4 behmo702 T-8F 12
E16L-SDUCR/L07-D200 | @ 20 16 (11.3|/130| 32 | 15 |3.2| 0 | -5 | 0.4
E16R-SDUCR/L07-D200 @ (@ | 20 16 [11.3|/200| 32 | 15 |33 | 0° | -5° | 0.4 CSTB-2.5
E20S-SDUCR/L11-D270 | @ 27 20 [16.1]250| 36 | 18 | 6.1 | 0 | -5° | 0.8 | DCOO11T3 | CSTB-4S |T-15F| 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders [@ : Stocked items. |
(SDUCL type), and the left hand insert (L) is used for the right hand toolholders (SDUCR type). * *

5_ 1 6 Features Relating Sleeves
(5-6) pages (5—-69)



STREAMIETSAR S-type Positive rake / Screw-on system
Min. bore dia. Shank dia. arbide
SDZCR/L [“Gine) (015728

Internal retracting @Dm

302 .
a
Q Carbide Shank style
Cutting edge style Z ! M
I Steel Shank Right hand (R) shown.
Stock |, Min. Dimensions (mm) S | Applicabl Parts T
bore.dia. corner pplicable orque|
Toolholder Cat. No. RIL|gbml|oDs| f | L1 | Lz | La | h fa 0 7 faf;;us inserts  (Glamping screw| Wrench| (N-m)
A12M-SDZCR/L07-D140 @ |®| 14 | 12 |10.5|150| 30 |12.5| 11 |45 | 0 | -9° | 0.4
. . DCOO0702 |CSTB-2.5| T-8F | 1.2
A16Q-SDZCR/L07-D160 @ @ | 16 | 16 |12.5/180| 35 |12.5| 15 |45 | O | -8 | 0.4
A20R-SDZCR/L11-D200 |@ |@®| 20 | 20 [15.5|200| 40 | 15 | 18 |55 | 0" | -8 | 0.8
. > DCOO11T3 | CSTB-4S |T-15F| 3.0
A25S-SDZCR/L11-D250 | @ (@ | 25 | 25 | 18 |250| 50 | 15| 23 |55 | O -6 | 0.8
I Carbide Shank
Stock |, Min. Dimensions (mm) S | Applicabl Parts T
bore.dia. corner pplicable orque -
Toolholder Cat. No. R|L |@Dm|@Ds| f L1 Lo | La h f2 0 a ra"i's'us inserts  (clamping screw| Wrench| (N-m) (j?)
E12Q-SDZCR/L07-D180 | @ (@ | 18 | 12 |[10.5/180| - |[125| 11 |45 | 0O° | -8 | 0.4 =)
——r DCOOO0702 |CSTB-2.5| T-8F | 1.2 =
E16R-SDZCR/L07-D220 (@ |@| 22 | 16 |12.5/200| - |125| 15 |45| O -6° | 0.4 =
When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders DO
(SDZCR OO type), and the left hand insert (L) is used for the left hand toolholders (SDZCL OO type). 6{
Q
3
B Basic Selection Chipbreakers pcoot11T3oO-00 o
Operation Ff’lﬁgﬁ'rf’; Finishing | Finishing to | Medium cutting Operation ';’::g';‘:; Finishing | | é’;:f';'l:‘t%r:; Medium cutting| 7
Grade SH730 AH725 T9115 T9125 Grade GH330 AH725 AH725 T6130
Page 2-108 2-105 2-106 2-109 Page 2-105 2-105 2-106 2-109
JS PSF PS PM W15 PSF PSS PM
Chipbreaker @ -rzﬁi', .- @ IVI Chipbreaker 1& ‘rzai', @ @
Steel Stainless
Ve (m/min) | 120 (50-180) | 120 (50-180) | 180 (120-250) | 180 (120-250) Ve (m/min) | 120 (100-150) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Cor ap (mm) 15(0.1-3.0) | 0.3(0.1-0.5) | 8.0(05-2.5) | 2.0(1.0-3.0) | |com ap (mm) | 0.5(0.05-2.0) [ 0.3(0.1-0.5) | 1.2(0.3-2.0) | 2.0(1.0-3.0
f(mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.1(0.03-0.15) [ 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.2 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8 0.8
Operation :ﬁ:ﬁ:,?; Finishing mzijri‘ijsnr']\irz‘:gttt?n g Medium cutting Operation Zﬁ:ﬁﬁ; Finishing Finishing
Grade BX930 TH10 T5115 T5115 Grade DX120 TH10 KFO5F
Page 3-14 2-105 2-106 2-110 Page 3-22 2-105 2-106
. T-CBN W15 CM INo chipbreaker T-DIA With chipbreaker|\\/1 5 AL
Chipbreaker @ \_& =Y o . Chipbreaker » 'J w| o« & Y i F
Cast Iron v Non-ferrous -
Ve (m/min) | 700 (300-1200) | 70 (30-100) 270 (140-400) | 270 (140-400) Ve (m/min) |1500 (500-2500)| 600 (100-1000) | 400 (200-1500)
Conti ap (mm) | 0.3(0.05-0.5) | 0.5(0.5-2.0) | 1.0(0.05-2.0) [ 1.0(0.05-2.0) | |continuousl_@P(mm) | 0.1(0.03-0.5) | 1.0(0.5-2.0) | 2.0(1.0-5.0)
f (mm/rev) 0.1 (0.05-0.2) |0.1(0.0.3-0.15)| 0.2 (0.05-0.3) | 0.2(0.05-0.3) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15) | 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8
Operation :ﬁ::::_?; Finishing Operation ';':I:'rﬁfg Finishing
Grade BX470 BX950 Grade BXM10 BXM20
Page 3-12 3-14 Page 3-12 3-12
T-CBN T-CBN T-CBN T-CBN
s Chipbreaker @ @ H Chipbreaker | ﬂ . < ’_
Superalloys Hard ; ;
Ve (m/min) | 200 (100-280) | 200 (70-300) Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap(mm) | 0.1(0.05-0.5 | 0.3(0.1-0.5) Continuous @R (mm) | 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.3) | 0.1(0.05-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 re (mm) 0.4 0.4
For other machining types, see “Selection System”
~ 2-16~
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STREAMIETSAR S-type Positive rake / Screw-on system
Min. bore dia. Shank dia.

SS KP R/I_ 3 [ 020 mm~] [016~25 mm]

Through boring oD , .ﬁ

‘—" Oil Hole

0 Vi 8
<—>‘ L1 ‘
Cutting edge style I o= | !
utting edge style Right hand (R) shown.
Il Steel Shank
Stock| Min_ Dimensions (mm) Std. | Applicable Parts
Toolholder Cat. No. Raieidi] Fadius Fi)r?serts - Torque
R|L | @Dm |@Ds| f L1 | L2 h fo 6 a re Clamping screw| Wrench | (N-m)
A16Q-SSKPR/L09-D200 (@ 20 16 | 11 [180| 32 | 15 - +5°| -6° | 0.8
. . SPOO0903 |CSTB-4L060| T-15F | 3.0
A20R-SSKPR/L09-D240 (@ 24 20 | 13 |200| 36 | 18 - +5°| -2° | 0.8
A25S-SSKPR/L12-D310 (@ 31 25 | 17 |250| 45 | 28 - +5° | -2° | 0.8 | SPOO1204 | CSTB-5S |T-20F| 6.0
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SSKPL OO type), and the left hand insert (L) is used for the right hand toolholders (SSKPR OO type).
[0
5 . . .
< M Basic Selection Chipbreakers spoOo90300-00
% Operation ';':gﬁlr?; Finishing m::il}:frglgﬂttt?n g Medium cutting Operation Finishing m::irilijsrr\lgattt?n g
o Grade NS530 GT730 T9115 T9125 Grade T6120 T6130
= Page 2-114 2-114 2-114 2-114 Page 2-114 2-114
© W15 PS PS PS PS PS
E . Chipbreaker - . M Chipbreaker
Q E - . ;
e Steel Stainless
PN Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 180 (120-250) Ve (m/min) | 150 (100-200) | 120 (70-150)
&E) continuousl_@P(mm) | 0.5(0.05-2.0) | 1.5(0.5-25) | 1.5(0.52.5 | 1.5(05-3.0) | |continuousl @R (mm) 1.5(0.5-2.5) | 1.5(0.5-2.5)
[ f(mm/rev) | 0.1(0.03-0.15) | 0.15 (0.08-0.3) | 0.15 (0.08-0.3) | 0.15 (0.08-0.3) f(mm/rev) | 0.15(0.08-0.3) | 0.15 (0.08-0.3)
re (mm) 0.4 0.4 0.8 0.8 re (mm) 0.4 0.4
Operation Finishing m:(ijriisnt-].iglgntt?n g Medium cutting
Grade TH10 T5115 T5115
Page 2-114 2-114 2-115
W15 CM No chipbreaker
K -I- -
Cast Iron = i
Vc (m/min) 70 (30-100) 270 (140-400) | 270 (140-400)
Continuous_@P.(mm) | 0.5(0.05-2.0) | 1.0(0.05-2.0) | 1.0 (0.05-2.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.2 (0.05-0.3) | 0.2(0.05-0.3)
re (mm) 0.4 0.8 0.8
For other machining types, see “Selection System”

~ 2-16~
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
STFCR/L 10 ) 0825 o)
Blind hole boring

o il
2 L ‘ L1
<=
9@‘

Cutting edge style IF L — Right hand (R) shown.
I Steel Shank

Stock| Min_ Dimensions (mm) aSIa Applicable Parts Torque
bore.dia. r 2
Toolholder Gat. No. e 1" 0bm |@Ds| f [ L1 | Lz | h [ f2 | 6 [ a || inserts |Giampingsorew| Wrench| (N-m)
A08H-STFCR/L09-D100 10 | 8 |55(100| 16 | 75| 06| 0° |-12°| 0.4
A10K-STFCR/L09-D120 12 110 |65]125] 20 | 9 |06 | O |-10°| 0.4 | [CHL0902 |CSTB2.28 | T-7F | 0.9
A10K-STFCR/L1102-D120 12 |10 |65 [125( 20 | 9 |06 | 0° [-10°| 0.4 | TcOO1102 | CSTB-2.5 | T-8F | 1.2
A10K-STFCR/L1103-D120 |@ |®@| 12 | 10 [65]125]/ 20 | 9 |06 O° |-13°| 0.4 | TcOO1103 | CSTB-2.5| T-8F | 1.2
A12M-STFCR/L09-D140 14 [ 12| 7 [150] 24 [ 11 05| 0° | -8° | 0.4 | Tcodogo2 | CSTB-2.2 | T-7F | 0.9
A12M-STFCR/L1102-D140 14 [ 12| 7 [150] 24 [ 11 05| 0° | -8 | 0.4 | Tcoo1102 [ CSTB-2.5 | T-8F | 1.2
A12M-STFCR/L1103-D140 |@ |@®@]| 14 |12 | 7 [150| 24 | 11 [ 05| 0° |-10°| 0.4 | TcOO1103 | CSTB-2.5| T-8F | 1.2 _
A16Q-STFCR/L09-D180 18 |16 | 9 [180| 32 | 15|06 | 0° | -6° | 0.4 | TCOD0902 | CSTB-2.2 | T-7F | 0.9 ?)
A16Q-STFCR/L1102-D180 18 |16 | 9 [180| 32 | 15|06 | 0° | -6° | 0.4 | TCOO1102 | CSTB-2.5| T-8F | 1.2 5
A16Q-STFCR/L1103-D180 |@|®| 18 |16 | 9 [180| 32 | 15| 05| 0° | -77 | 0.4 | TcOO1103 | CSTB-2.5| T-8F | 1.2 @
A20R-STFCR/L1102-D220 22 [ 20| 11 |200| 36 | 18 05| 0° | -4° | 0.4 | TcOO1102 | CSTB-2.5 | T-8F | 1.2 o
A20R-STFCR/L16-D220 22 [20] 11 20036 [ 1804 O |-7]08 -
T 16T3 | CSTB-4M |T- } o)
A25S-STFCR/L16-D270 27 |25 [135(250| 45 | 23 |04 | 0 | 5 |08 | °°F T-15F) 3.0 S
I Carbide Shank S
D
Stock| Min_ Dimensions (mm) oo | Applicable Parts Torque @
bore.dia. it 2
Toolholder Cat. No. R|L ggn’lla @Ds| f L1 | L2 h fo 2] a ra,fi'us inserts Clamping screw| Wrench| (N-m)
E08K-STFCR/L09-D100 10 | 8 |55(125| 22 | 75|06 O° |-12°| 0.4
E10M-STFCR/L09-D120 12 | 10 [65(150] 25 | 9 | 06| O |-10°| 0.4 | 'CHH0902 | CSTB-2.28 | T-7F | 0.9
E10M-STFCR/L1102-D120 12 |10 |65]150| 25 | 9 [ 0.6 | 0° |-10°| 0.4 [TCOO1102 | CSTB-2.5| T-8F | 1.2
E10M-STFCR/L1103-D120 (@ |®@| 12 | 10 |65 |150] 25 | 9 | 0.7 ] 0 [-13°| 0.4 [TCOO1103| CSTB-2.5 | T-8F | 1.2
E12Q-STFCR/L09-D140 14 |12 | 7 [180] 27 | 11 |06 | 0° | -8 | 0.4 | TCOO0902 | CSTB-2.2| T-7F | 0.9
E12Q-STFCR/L1102-D140 14 |12 | 7 [180] 27 |11 |06 | O° | -8 | 0.4 |TCOO1102 | CSTB-2.5 | T-8F | 1.2
E12Q-STFCR/L1103-D140 (@ |®@| 14 |12 | 7 [180] 27 | 11 | 05| 0 [-10°| 0.4 [TCOO1103| CSTB-2.5 | T-8F | 1.2
E16R-STFCR/L09-D180 18 |16 | 9 [200]| 32 | 15| 06| 0° | -6° | 0.4 | TCOO0902 | CSTB-2.2| T-7F | 0.9
E16R-STFCR/L1102-D180 18 |16 | 9 [200]| 32 |15 | 06| 0° | -6° | 0.4 | TCOO1102 | CSTB-2.5| T-8F | 1.2
E16R-STFCR/L1103-D180 (@ |@| 18 |16 | 9 |200| 32 [ 15 [ 05| 0° | -7° | 0.4 |[TCOO1103| CSTB-2.5 | T-8F | 1.2
E20S-STFCR/L1102-D220 22 [ 20|11 |250| 36|18 06| 0 | -4° | 0.4 |[TCOO1102 | CSTB-2.5| T-8F | 1.2
E20S-STFCR/L16-D220 22 [ 2011 |250| 36|18 06| O | -7 |08
TB-4M | T- )
E25T-STFCR/L16-D270 27 | 25 [135(300| 45 | 23 |05 0 | 5 |08 | CHH16T3| CS T-15F) 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(STFCL OO type), and the left hand insert (L) is used for the right hand toolholders (STFCR OO type).

I Basic Selection Chipbreakers Ttcoo110200-00

Operation :ﬁgﬁlr?; Finishing m:('ﬂl'fr:";gttt?n g Medium cutting Operation Finishing |||: gll':tsg::]t%rt\g Medium cutting
Grade SH730 AH725 T9115 T9125 Grade AH725 AH725 T6130
Page 2-120 2-118 2-119 2-122 Page 2-118 2-118 2-122
JS PSF PS PM PSF PSS PM
& 1
B A A A A M A A A
Steel rmam | —— Snise [ers—
Ve (m/min) | 120 (50-180) | 120 (50-180) | 220 (150-300) | 180 (120-250) Ve (m/min) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Conti ap (mm) 15(0.1-3.0) | 0.3(0.1-0.5) | 1.5(05-2.5 | 2.0(1.0-3.0) | |com ap (mm) 0.3(0.1-0.5) | 1.2(0.3-2.0) | 1.5(1.0-3.0)
f(mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.2 0.4 0.8 0.8 re (mm) 0.4 0.8 0.8
. Precision Finishing to
Opetaten finishing medium cutting
Grade DX120 KSO05F
Page 3-22 2-120
T-DIA With chipbreaker| AL
. Chipbreaker A ’A\
Non-ferrous .
Vc (m/min) [1500 (500-2500)[ 400 (200-1500)
Continuousl_@P (mm) | 0.3(0.03-0.5) | 2.0(1.0-5.0)
f (mm/rev) 0.1 (0.05-0.2) 0.3 (0.2-0.5)
Ie (mm) 04 08 [ @ : Stocked items. |

For other machining types, see “Selection System”
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
STFPR/L Q [ 210 mm~] [ 28~25 mm]
Oil Hole

Blind hole boring

*‘\;ﬁ g g
ElT L ]7

0t et D |
e ——

Cutting edge style F
Right hand (R) shown.

I Steel Shank

Stock | Min. Dimensions (mm) Sl ! Parts
Toolholder Cat. No. bore.dia corner Appllcsble To'\;que
R|L|@Dm |@Ds| f | L1 | L2 | h | fo | 6 | a | f inserts  |ciamping screw| Wrench|  (N-m)

AO8H-STFPR/L09-D100 ® ® 10 8 |55|100| 16 | 75| 0.7 | +5° | -8° | 0.4 | TPOO0902* | CSTB-2.2S | T-7F 0.9
A10K-STFPR/L1102-D120 (@ (@ | 12 10 | 65125/ 20 | 9 | 0.7 | +5°| -6° | 0.4 | TPOO1102* | CSTB-2.5B | T-8F 1.2
A10K-STFPR/L1103-D120 12 10 |65 |125| 20 | 9 | 0.7 | +5°| -7° | 0.4 | TPOO1103* |CSTB-3L050| T-9F 1.4

A12M-STFPR/L1102-D140 (@ (@ | 14 12 7 |150( 24 | 11 | 0.6 | +5° | -4° | 0.4 | TPOO1102* | CSTB-2.5 | T-8F 1.2
A12M-STFPR/L1103-D140 14 12 7 [150( 24 | 11 |06 | +5° | -4° | 0.4
TPOO1103* | CSTB- - .
A16Q-STFPR/L1103-D180 18 16 9 |180| 32 | 15 | 0.7 | +5° | -2° | 0.4 DO11037) CSTB-3S | T-9F 14
1) A16Q-STFPR/L13-D180 ® e 13 16 9 |180| 32 | 15 | 0.7 | +5° | -2° | 0.4 .| CSTB-3S
g A20R-STFPR/L13-D220 | @ 22 | 20 | 11 |200] 36 | 18 | 0.8 | +5° | = | 0.4 | T 001808 Togrg g | TOF | 14
° A25S-STFPR/L16-D270 o 27 25 |13.5|250| 45 | 23 | 0.6 | +5° | -1° | 0.4 | TPOO16T3* | CSTB-4M | T-15F| 3.0
< .
g 1 Carbide Shank
= Stock | Min Dimensions (mm) Sl g Parts
T bore.dia. corner| Applicable Torque
g Toolholder Cat. No. RIL %'Bn,']a oDs| f L1 | Lo h fo 9 a rac’i'lus inserts  |Clamping screw| Wrench| (N-m)
_E) E08K-STFPR/L09-D100 ®@® 10 8 |55 |125| 22 |75 |0.7 | +5° | -8 | 0.4 | TPOOO0902* | CSTB-2.2S | T-7F 0.9
< E10M-STFPR/L1102-D120 @ (@ | 12 10 | 6.5 | 150 | 25 9 | 07|45 | -6° | 0.4 | TPOO1102* | CSTB-2.5B | T-8F 1.2
%:) E10M-STFPR/L1103-D120 12 10 | 6.5 | 150 | 25 9 | 0.7 |45 | -7 | 0.4 | TPOO1103* |CSTB-3L050| T-9F 1.4
= E12Q-STFPR/L1102-D140 @ @ | 14 12 7 |180| 27 | 11 |06 | +5° | -4° | 0.4 | TPOO1102* | CSTB-2.5 | T-8F 1.2
E12Q-STFPR/L1103-D140 14 12 7 [180( 27 | 11 |06 | +5°| -4 |04 .
E16R-STFPR/L1103-D180 18 |16 | 9 |200] 32 | 15 | 0.7 | +5° | -2 | 0.4 | T 01108") CSTB-8S || T-OF | 1.4
E16R-STFPR/L13-D180 (] 18 16 9 |200| 32 |15 | 0.7 |+5° | -2°| 0.4 .| CSTB-3S
E20S-STFPR/L13-D220 (] 22 20 | 11 |250| 36 | 18 |08 | +5° | -2° | 0.4 TPOO1303 CSTB-3 T-9F 1.4

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(STFPL OO type), and the left hand insert (L) is used for the right hand toolholders (STFPR OO type).
* Inserts of TPGH, TPGM and TPGA are not applicable.

I Basic Selection Chipbreakers TPOO110200-00

- Precisi Finishi ) - : Precisi Finishi - )
Operation fiﬁ:;'nsilr(\)gn Finishing " e(l‘;;:lsm";?ﬂtt?n g Medium cutting Operation ﬁrneig;ﬁf; Finishing Ji g;:ts c'l?t%:; Medium cutting
Grade NS730 AH725 T9115 T9125 Grade GH330 AH725 AH725 T6130
Page 2-123 2-123 2-126 2-128 Page 2-124 2-123 2-125 2-128
01 PSF PS PM W15 PSF PSS PM
i 1 1
B A A A A M- A A A A
Stoel st - sy | — Stanless * . —
Vc (m/min) | 200 (150-250) | 120 (50-180) | 180 (120-250) | 180 (120-250) Vc (m/min) | 120 (100-150) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Cor ap (mm) 0.5 (0.05-0.5) | 0.3(0.1-0.5) 3.0 (0.5-2.5) 2.0 (1.0-3.0) Conti ap (mm) 0.5 (0.05-2.0) | 0.3(0.1-0.5) 1.2 (0.3-2.0) 2.0 (1.0-3.0)
f (mm/rev) | 0.1 (0.03-0.15) | 0.12(0.08-0.2) [ 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f (mm/rev) | 0.1 (0.03-0.15) | 0.12 (0.08-0.2) [ 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.4 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8 0.8
. Precision Finishing to . q 5 Precision I
Operation finishing medium cutting Medium cutting Operation finishing Finishing
Grade BX930 T5115 T5115 Grade DX140 GH110
Page 3-14 2-126 2-128 Page 3-22 2-124
T-CBN CM No chipbreaker T-DIA W15
a r Fy
Chipbreak - Chipbreak
B A A A N A A
Gast Iron - P — | Nonferrous — |
Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (140-400) Vc (m/min) [1500 (500-2500)] 600 (100-1000)
Cor ap (mm) | 0.3(0.05-0.5) | 1.0(0.05-2.0) | 1.0 (0.05-2.0) Continuousl__@P(mm) | 0.5(0.05-1.0) | 1.0(0.5-2.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.2(0.05-0.3) | 0.2(0.05-0.3) f(mm/rev) | 0.1(0.05-0.2) |0.1(0.0.3-0.15)
re (mm) 0.4 0.8 0.8 re (mm) 0.4 0.4
. Precision A 5 Precision I
Operation finishing Finishing Operation finishing Finishing
Grade BX470 BX950 Grade BXM10 BXM20
Page 3-12 3-14 Page 3-12 3-12
T-CBN - T-CBN - T-CBN T-CBN
s Chipbreaker ) ) H Chipbreaker [ L
Superalloys L] » - » Hard
Ve (m/min) | 200 (100-280) | 200 (70-300) Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap (mm) | 0.1(0.05-0.5) | 0.3(0.1-0.5) Continuousl@P.(mm) | 0.1(0.05-0.3) | 0.2(0.05-0.3)
f(mm/rev) | 0.1(0.05-0.3) | 0.1(0.05-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25) .
re (mm) 0.4 0.4 re (mm) 0.4 0.4 [ @ : Stocked items. |
For other machining types, see “Selection System”
2 2-16~

o <D > N>



STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
STUPR/L B "o o755 )

e

Boring <]
QOil Hole
g
Q
Lo ‘ L4
<=
Cutting edge style Right hand (R) shown.
I Steel Shank
Stock| Min Dimensions (mm) Sid. | Applicabl Parts
bore.dia. comer | Applicable Torque
Toolholder Gat. No. o Ty °obm |@Ds| f [ L1 [ Lz | h | f2 | 6 | a || insertS |ciamping sorew| wrencn | (N'm)
@DA07G-STUPR/L07-D0S0 |@|®| 8 7 | 4 |90 |12 [6.75] 04| +5 |-10°| 0.4 [TPOO0701 |csTB-2.21038] T-7F | 0.9
AOSH-STUPR/L07-D0S0 |® |®@| 8 8 | 4 [100[195]75] 05| +5 [-10°| 0.4 [TPOO0701 |csTB-2.21038] T-7F | 0.9
AO8BH-STUPR/L09-D100 |®|®| 10 | 8 |55[100| 16 | 75| 0.6 | +5° | -8° | 0.4 | TPOO0902* |csTB-2.2t038] T-7F | 0.9
A10F-STUPR/L1102-D120 | ® 12 [10[65(80 20| 9 [14|+5| -6 | 0.4 i
A10K-STUPR/L1102-D120 |® |®| 12 | 10 | 65 [125| 20 | 9 |07 | +5 | -6 | 0.4 | "0 1102" |CSTB-255 | T-8F | 1.2
A10K-STUPR/L1103-D120 |® |®| 12 | 10 [ 6.5 |125| 20 | 9 | 0.6 | +5° |-10°| 0.4 | TPOO1103* |CSTB-3L050| T-9F | 1.4
A12H-STUPR/L1102-D140 | @ 14 [ 12| 7 [100] 24 [ 11 [09 | +5 | -4 | 0.4
. i . -
A12M-STUPR/L1102-D140 |@ |® | 14 | 12 | 7 [150| 24 | 11 |07 | +5° | -« | 0.4 | T001102" |CSTB-258 | T-8F | 1.2 g>)
A12M-STUPR/L1103-D140 |®@ |®| 14 | 12 | 7 [150( 24 | 11 | 0.6 | +5° | -6° | 0.4 | TPOO1103* |CSTB-3L050| T-9F | 1.4 =
A12H-STUPR/L1102-D160 | ® 16 | 12| 9 [100] 24 [ 11 |06 | +5| -3 | 04 T
TPOO1102* |CSTB-2.5B | T- ) <
A12M-STUPR/L1102-D160 |® |®| 16 | 12 | 9 |150| 24 | 11 | 06 | +5 | - | 0.4 | OO cS T-8F | 12 3
A16K-STUPR/L13-D180 | ® 18 |16 | 9 [125] 32 [ 15 |09 | +5° | -3 | 0.4 |TPOO1303" | CSTB-3S | T-9F | 1.4 -
A16Q-STUPR/L1103-D180 |® |®| 18 | 16 | 9 [180| 32 | 15 | 0.8 | +5° | -4° | 0.4 [TPOO1103* | CSTB-3S | T-9F | 1.4 8
A16Q-STUPR/L13-D180 |®|®| 18 | 16 | 9 |180| 32 | 15 | 0.6 | +5° | -3° | 0.4 | TPOO1303* | CSTB-3S | T-9F | 1.4 3
A16K-STUPR/L13-D200 | ® 20 |16 | 11 [125[ 32 [ 15 [0.6 | +5 | -3 |04 [ 000 o)
A16Q-STUPR/L13-D200 |® |®| 20 | 16 | 11 |180] 32 | 15 |06 | +5° | -3° | 0.4 CSTB-3S | T-9F | 1.4 &
A20R-STUPR/L1103-D220 |®@ |®| 22 | 20 | 11 |[200( 36 | 18 | 0.7 | +5° | -2° | 0.4 | TPOO1103*
A20R-STUPR/L13-D220 |®|®| 22 |20 | 11 [200] 36 | 18 | 0.7 | +5° | -2° | 0.4 [TPOO1303* | CSTB-3 | T-9F | 1.4
A25S-STUPR/L16-D270 |® |®@| 27 | 25 [13.5]250| 45 | 23 |05 | +5° | -1° | 0.8 |
A32T-STUPR/L16-D340 ®/®| 34 | 32|17 |300] 50 | 30 | 0.7 | 45| 0° |08 | 01678 | CSTB-4M|T-15F| 3.0

l Carbide Shank

ck| Min Dimensions (mm) Std. | Applicabl Parts
bore.dia. comer | Applicable Torque
Toolholder Cat. No. Llopbm |@Ds| f [ L1 [ L2 | h [ 2| 6 [ a |®“| inserts |ciamping screw| wrench| (N-m)
@DE07H-STUPR/LO7-D080 o 8 7 4 |100| 14 |6.75| 0.3 | +5° | -10°| 0.4 | TPOOO701 |CSTB-2.2L038| T-7F 0.9
E08G-STUPR/L07-D080 8 8 4 90 |445| 75|05 | +5° |-10°| 0.4
CSTB-2.2L038| T-
EO8K-STUPR/L07-D080 [ ] 8 8 4 125|445 75|05 | +5° |-10°| 0.4 TPOO0701 T-7F 0.9
E08G-STUPR/L09-D100 10 8 55| 90 | 22 06 | +5 | -8 | 04

* |CSTB-2.2L038| T-
@ 10 8 |55 [125] 22 06| +5°| -8 | 04 TPOC0%02 T-7F| 08

7

E08K-STUPR/L09-D100 7
12 10 |65|80 |25 | 9 |05 | +5 | -6°| 04

9

9

E10F-STUPR/L1102-D120

E10H-STUPR/L1102-D120
E10M-STUPR/L1102-D120
E10M-STUPR/L1103-D120

12 10 | 6.5 | 100 | 25 0.6 | +5° | -6° | 0.4 | TPOO1102* | CSTB-2.5S | T-8F 1.2
@ 12 10 | 6.5 | 150 | 25 06| +5 | -6° | 0.4
o 12 10 | 65150 25 | 9 | 0.7 | +5° | -10°| 0.4 | TPOO1103" |CSTB-3L050| T-9F 1.4

E12G-STUPR/L1102-D140 14 | 12 9 (27 [ 11 |09 |+5 | -4 | 04 CSTB-25S| T-8F | 1.2
E12J-STUPR/L1102-D140 14 | 12 110 27 | 11 [ 06 | +5° | -4° | 0.4 |TPOO1102*

E12Q-STUPR/L1102-D140 14 | 12 180 27 | 11 |06 | +5° | -4° | 0.4 CSTB-2.58| T-8F | 1.2
E12Q-STUPR/L1103-D140 e 14 | 12 180 | 27 | 11 [ 0.7 | +5° | -6° | 0.4 |[TPOO1103* [CcSTB-3L050| T-9F | 1.4

16 12 90 | 27 | 11 |06 | +5° | -3° | 0.4

7

7

7

7

E12G-STUPR/L1102-D160 9
16 12| 9 |110| 27 | 11 | 0.6 | +5° | -3° | 0.4 |TPOO1102* | CSTB-2.5B | T-8F 1.2

9

9

9

9

E12J-STUPR/L1102-D160
E12Q-STUPR/L1102-D160
E16H-STUPR/L13-D180
E16R-STUPR/L1103-D180
E16L-STUPR/L13-D180
E16R-STUPR/L13-D180
E16H-STUPR/L13-D200
E16L-STUPR/L13-D200
E16R-STUPR/L13-D200
E20S-STUPR/L1103-D220

®| 16 12 180 27 | 11 |06 | +5° | -3° | 04
18 16 100| 32 | 15 | 0.9 | +5° | -3° | 0.4 | TPOO1303* | CSTB-3S | T-9F 1.4
®| 18 16 200| 32 | 15 | 0.8 | +5° | -4’ | 0.4 |TPOO1103* | CSTB-3S | T-9F 1.4
18 16 130 32 | 15 | 06 | +5° | -3° | 0.4
®| 18 16 | 9 |200| 32 | 15 |06 | +5° | -3° | 0.4
20 16 | 11 |100| 32 | 15 | 0.6 | +5° | -3° | 0.4 | TPOO1303* | CSTB-3S | T-9F 1.4
20 16 | 11 |130| 32 | 15 | 0.6 | +5° | -3° | 0.4
® 20 16 | 11 |200| 32 | 15 | 0.6 | +5° | -3° | 0.4
22 20 | 11 |250| 36 | 18 | 0.7 | +5° | -2° | 0.4 | TPOO1103* | CSTB-3S | T-9F 1.4
E20S-STUPR/L13-D220 22 20 | 11 |250| 36 | 18 | 0.6 | +5° | -2° | 0.4 |TPOO1303* | CSTB-3 | T-9F 1.4
E25T-STUPR/L16-D270 27 25 |13.5]300| 45 | 23 | 05| +5° | -1° | 0.8 |TPOO16T3" | CSTB-4M |T-15F| 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(STUPL OO type), and the left hand insert (L) is used for the right hand toolholders (STUPR OO type).

* Inserts of TPGH, TPGM and TPGA are not applicable.

..........................:Ug..’
[}

[ @ : Stocked items. |
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. rbide
SVQBR/L 517 me) (01555 )

Boring & internal profiling

Cutting edge style F

Right hand (R) shown.

I Steel Shank

Stock| Min Dimensions (mm) o4 1 Aoplicabl Parts ToGUE
bore.dia. . pplicable q
Toolholder Cat. No. L &rsn_']a oDs| f 1] L2 ]| h fo 0 a ralc_lslus inserts  clamping screw| Wrench| (N-m)

R

A12M-SVQBR/L11-D170 |@ (@ | 17 | 12 (10.5|/150| 24 | 11 | 45| -5° |-10°| 0.4

A16Q-SVQBR/L11-D215 (@ |@| 215 | 16 | 13 |180| 30 | 15 | 5 | -5° | -8 | 0.4 | vBOO1103 | CSTB-2.5 | T-8F 1.2
(I
(L]

A20R-SVQBR/L11-D255 255 |20 | 15 |200| 36 | 18 | 5 | -5° | -6° | 0.4
A25S-SVQBR/L16-D305 30.5 | 25 [17.5|/250| 45 | 23 | 5 | -5° | -8° | 0.8 | vBOO1604 | CSTB-3.5 | T-15F| 3.0

I Carbide Shank
[0
ol Stock| Min Dimensions (mm) Sicl . Parts T
5 ' corner| Applicable orque
% Toolholder Cat. No. R|L b%rBE\’I]a. @Ds| f L1 L2 h f2 2] a ra,(:jelus inserts Clamping screw| Wrench| (N-m)
% E12Q-SVQBR/L11-D170 @ (@ | 17 12 (10.5(/180| 27 | 11 | 45| -5° |-10°| 0.4
|9 E16R-SVQBR/L11-D215 @ |@| 215 | 16 | 13 |200| 32 | 15 5 -5° | -8° | 0.4 | vBOO1103 | CSTB-2.5 | T-8F 1.2
I E20S-SVQBR/L11-D255 @ |@| 255 | 20 | 15 |250| 36 | 18 5 -5 | -6’ |04
GEJ E25T-SVQBR/L16-D305 @ |@| 30.5 | 25 |17.5/300| 45 | 23 5 -5° | -8° | 0.8 | vBOO1604 | CSTB-3.5 |[T-15F| 3.0
e When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(_) (SVQBL type), and the left hand insert (L) is used for the right hand toolholders (SVQBR type).
<
STREAMIETSAR S-type Positive rake / Screw-on system
| { gb Min. bore dia. Shank dia. St ]
eel| |Carbide
SVU B /I— PR [ 220 mm~] [61 6~25 mm]

Lo Clamping screw

L4
Carbide Shank style

Cutting edge style U

I Steel Shank Right hand (R) shown.
Stock| Min. Dimensions (mm) comer| Applicable Parts Torque
Toolholder Cat. No. RIL b%’sg;a' oDs| f | L1 | L2 | h fa 0 a 'a?ius inserts  |Clamping screw| Wrench| (N-m)
A16Q-SVUBR/L11-D200 @ (@ | 20 16 [15.5(180| 35 | 15 | 8 0| -81]04
vBOO1103 | CSTB-2.5 | T-8F 1.2
A20R-SVUBR/L11-D250 @ (@ | 25 20 (175|200 40 | 19 | 8 0| -71]04
A25S-SVUBR/L16-D320 (@ |@| 32 25 |20.5|250| 50 | 23 | 85| 0° | -6° | 0.8 | vBOO1604 | CSTB-3.5 | T-15F| 3.0
I Carbide Shank
Stock | Min Dimensions (mm) oo | Applicabl Parts TTEUE
bore.dia. r pplicable q
Toolholder Cat. No. RIL %’En_"a @Ds| f L1 ] Lo A fo 0 a "age'“s inserts  [Clamping screw| Wrench| (N-m)
E16R-SVUBR/L11-D245 @ |@| 245 | 16 | 16 |200| - 15| 8 0" | -81|04
vBOO1103 TB-2.5 | T-8F 1.2
E20S-SVUBR/L11-D285 @ |@| 285 | 20 | 18 | 250 | - 19| 8 0| -7]04 cs 5 8
E25T-SVUBR/L16-D340 (@ |@| 34 | 25 | 21 (300 - |23 |85 | O° | -6° | 0.8 | vBOO1604 | CSTB-3.5 | T-15F| 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVUBL OO type), and the left hand insert (L) is used for the right hand toolholders (SVUBR OO type).

[ @ : Stocked items. |
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia.
SVZBR/L B

Internal retracting

2
/ S
L

Cutting edge style Z Right hand (R) shown.

I Steel Shank

Stock |, M. Dimensions (mm) cgﬁgér Applicable Parts Torque
Toolholder Cat. No. RIL|@Dm|@Ds| f | L1 | L2 | La| h | f2] @ & ra?ﬁ'us inserts  [Glamping screw| Wrench | (N-m)
A16Q-SVZBR/L11-D200 @ @®| 20 | 16 (155180 | 35 |12.5] 15 8 0| -804
vBOO1103 TB-2.5| T-8F | 1.2
A20R-SVZBR/L11-D250 @ |@®@| 25 | 20 (17.5/200| 40 |12.5| 18 8 0| -7]04 cs 5 8
A25S-SVZBR/L16-D320 @ |@®@| 32 | 25 | 24 | 250 | 50 [17.5| 23 | 12 0° -60 0.8 VBODO1604 CSTB-3.5 T-156| 3.0
A32T-SVZBR/L16-D400 @ |@®| 40 | 32 |27.5{300| 72 [{17.5/ 30 | 12 | O -5 1 0.8 CSTB-3.5L

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SVZBR type), and the left hand insert (L) is used for the left hand toolholders (SVZBL type).hh

STREAMIETS AR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia.
SVJ B R/I_ 025 mm~] [620~25 mm]
Internal sphere cutting 22 a2 - .ﬁ
Q% W % g 5 Oil Hole
A -
e R |
>

SJ19P|0Y|00] [eulsiu] OVL

Lo
L+

Cutting edge style J Right hand (R) shown.
I Steel Shank
Stock | Min. Dimensions (mm) S| Applicable Parts Tor
bore.dia. ey : que
Toolholder Cat. No. RIL| @bm |@Ds| f L1 Lo h fo 0 a ra(;l'lsus inserts Clamping screw| Wrench | (N-m)
A20R-SVJBR/L11-D250 @ |@| 25 |20 | 2 (200| 40 | 18| - | -5 | -5°|0.4
vBOO1103 | CSTB-2.5 | T-8F 1.2
A25S-SVJBR/L11-D300 (@ |@| 30 | 25 |35 (25050 |23 | - | -5°|-5°|04
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders How to use SVJC(B)R/L-type tools (= 5-24

(SVJBL type), and the left hand insert (L) is used for the right hand toolholders (SVJBR type).

I Basic Selection Chipbreakers vBOO110300-00

Operation ?rﬁglrﬁlr?g Finishing m:g}:fr:";ﬂé?n g Medium cutting Operation z’;ﬁ:ﬁ'ﬁ; Finishing ||I: é’;:ts ETt%rt\(g)
Grade SH730 AH725 T9115 T9125 Grade J740 AHT725 AHT725
Page 2-134 2-133 2-133 2-133 Page 2-134 2-133 2-133
JS PSF PS PSS FR/L-J10 PSF PSS
. Chipbreaker @ @ - _?_.. - M Chipbreaker | =il @ @
Steel Stainless Sharp edges
Ve (m/min) | 120 (50-180) | 120 (50-180) | 220 (150-300) | 180 (120-150) Ve (m/min) 50 (10-100) 120 (50-150) | 120 (50-150)
Cor ap (mm) 1.5(0.1-3.0) | 0.3(0.1-0.5) 1.5(0.5-25) | 15(0.5-3.0) | [gong ap (mm) 1.0(0.5-2.0) | 0.3(0.1-0.5) | 1.2(0.3-2.0)
f(mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.15 (0.08-0.3) f(mm/rev) |0.03 (0.01-0.05)| 0.12(0.08-0.2) | 0.15 (0.08-0.3)
re (mm) 0.2 0.4 0.4 0.8 re (mm) 0.2 0.4 0.8
Operation 2':3:'%‘ Finishing m:é?:frzlggttt?n g Operation ?ﬁ:;‘ﬁ:?gn Finishing
Grade BX930 TH10 T5115 Grade BXM10 BXM20
Page 3-14 2-134 2-133 Page 3-13 3-13
T-CBN J10 CcM T-CBN T-CBN
Chipbreaker H Chipbreaker
. -y =L . |«
Cast Iron Materials
Ve (m/min) | 700 (300-1200) 70 (30-100) 270 (140-400) Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap (mm) 0.3(0.05-0.5) | 1.0(0.5-2.0) | 1.0(0.05-2.0) Continuousl_@P (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) [0.03 (0.01-0.05)] 0.2 (0.05-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.4
For other machining types, see “Selection System” ‘ ® : Stocked items ‘
~ 2-16~
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STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
SVQCR/L B o5 (o100 m
Boring & internal profiling . ‘ .&Hl

0 |
| . ]
Cutting edge style Q) ! Right hand (R) shown.
I Steel Shank
Stock| Min Dimensions (mm) ] Appli Parts T
bore.dia.| f ppllcable CIfeHIS
Toolholder Cat. No. RIL| obm |@Ds| f [ L2 h fo 0 a ra?alus inserts  |Clamping screw| Wrench| (N-m)

A10K-SVQCR/L08-D135 @ |@| 13.5 | 10 | 8 [125| 20 | 9 3 |-5°| -8 | 0.4 | vcOOoso2 | CSTB-2L | T-6F 0.6
A16Q-SVQCR/L11-D215 (@ |@| 215 | 16 | 13 |180| 30 | 15 | 4.9 | -5° | -8 | 0.4 | vCOO1103 |CSTB-2.5| T-8F 1.2

A25S-SVQCR/L16-D320 32 25 | 17 |250| 45 | 23 |45 | O | -5 | 0.8
A32T-SVQCR/L16-D400 40 32 |22 |300| 50 | 23 | 6 0° | -3 | 0.8 | vCcOO1604 |CSTB-3.5|T-15F| 3.0
A40U-SVQCR/L16-D500 50 40 | 27 | 350 | 60 | 23 7 0| -1°1]0.8
I Carbide Shank
Stock | Min. Dimensions (mm) g | Aoplicabl Parts T iE
bore.dia. r pplicable q
Toolholder Cat. No. RIL %%n'la @Ds| f | L1 | L2 ]| h f 0 o ra;’E'“S inserts  |Clamping screw| Wrench| (N-m)

E10M-SVQCR/L08-D135 @ |@| 135 | 10 | 8 (150 | 25 | 9 3 | -5° | -8 | 0.4 | vcOOo0802 | CSTB-2L | T-6F 0.6
E16R-SVQCR/L11-D215 (@ |@| 215 | 16 | 13 |200| 32 | 15 | 4.9 | -5° | -8 | 0.4 | vCcOO1103 |CSTB-2.5| T-8F 1.2

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVQCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVQCR OO type).
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STREAMIETB AR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
SVUCR/L B (58] (01240'm)
LOil Hole

Boring & internal profiling

L4
Carbide Shank style

Cutting edge style U

I Steel Shank Right hand (R) shown.
Stock| Min Dimensions (mm) cg:g-e, Applicable Parts Torque
Toolholder Cat. No. RIL b%rsg;a. ops| f | L1 | L2l h f2 0 . ra?slus inserts  |Glamping screw Wrench | (N-m)
A12M-SVUCR/L08-D160 @ @®| 16 12 | 11 |150| 30 | 11 | 55| 0" | -8 | 0.4 | vCOO0802 | CSTB-2L | T-6F 0.6
A25S-SVUCR/L16-D320 @ |®| 32 | 25 | 19 |250| 45 | 23 |65 | O° | -5 | 0.8 CSTB-3.5
A32T-SVUCR/L16-D400 40 |32 |22 |300| 50|30 | 6 | 0°|-3|0.8|vCOO1604 CSTB-3.5L T-15F| 3.0
A40U-SVUCR/L16-D500 50 | 40 | 27 |350| 60 |37 | 7 | 0° | -1°| 0.8 '
I Carbide Shank
Stock| Min Dimensions (mm) comer| Applicable Parts Torque
Toolholder Cat. No. R|L b&rsg‘lia- @Ds| f L1 L2 h fo 0 a ragelus inserts Clamping screw Wrench | (N-m)
E12Q-SVUCR/L08-D180 @ |®@| 18 12 |11.5/180| - 11 | 55| 0° | -8 | 0.4 | vCOO0802 | CSTB-2L | T-6F 0.6
E25T-SVUCR/L16-D320 (@ |®| 32 | 25 | 19 |300| - |23 |6.5| 0° | -5° | 0.8 | vCcOO1604 | CSTB-3.5 |T-15F| 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVUCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVUCR OO type).

| @ : Stocked items. |

( Features Relati Sleeves '
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STREAMIETSAR S-type Positive rake / Screw-on system
Min. bore dia. Shank dia.
SV/CR/L & (sise)( S )

Internal retracting ODm Lo

ODs

Cutting edge style Z
Right hand (R) shown.

I Steel Shank
in B g Std. .
Toolholder Cat. No Stock|, e Dimensions (mm) corner| Applicable Parts Torque
T R|L |@Dm|@Ds| f L1 | L2 | L3 | h fo 6 a ratrislus inserts  [Clamping screw| Wrench| (N-m)

A12M-SVZCR/L08-D160 |@ (@ | 16 | 12 | 11 |150| 30 | 10 | 11 | 55| 0" | -8 | 0.4 | vCOO0802 | CSTB-2L | T-6F | 0.6

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SVZCR OO type), and the left hand insert (L) is used for the left hand toolholders (SVZCL OO type).

STREAMIETBAR S-type Positive rake / Screw-on system
Min. bore dia. Shank dia. Steel
SVJCR/L 18 ) 01816 m

Internal sphere cutting ’ ‘

D

@Ds

Lo

L1 ‘

Cutting edge style J ‘“ Right hand (R) shown.

SJ19P|0Y|00] [eulsiu] OVL

I Steel Shank

Stock | Min Dimensions (mm) Std. . Parts
bore.dia. corner | Applicable Torque
Toolholder Cat. No. RIL QDn!] oDs| f L1 | Lo h fo 0 a raﬁ;us inserts Clamping screw| Wrench | (N-m)
A12M-SVJCR/L08-D160 @ @ | 16 12| 2 |150| 28 | 11 - | -5°]-5|04
vcoooso2 | CSTB-2L | T-6F 0.6
A16Q-SVJCR/L08-D200 (@ (@ | 20 16| 2 |180| 35 |15 | - | -5°| -5 | 0.4
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders How to use SVJC(B)R/L-type tools «_5-24

(SVJCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVJCR OO type).

I Basic Selection Chipbreakers vcoooso2o00-00

Operation |\ i cutting Operation |\ iiir cuttng
Grade AHT725 Grade AH725
Page 2-135 Page 2-135
PSF PSF
. Chipbreaker @ M Chipbreaker @
Steel Stainless
Vc (m/min) | 120 (50-180) Ve (m/min) | 120 (50-150)
Cor ap (mm) 0.3 (0.1-0.5) Conti ap (mm) 0.3 (0.1-0.5)
f(mm/rev) | 0.12(0.08-0.2) f(mm/rev) | 0.12(0.08-0.2)
re (mm) 0.4 re (mm) 0.4

[ @ : Stocked items. |
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J How to use SVJC(B)R/L-type tools

B General machining information

The minimum machinable radius (R) of the internal sphere
is 1/2 of the minimum bore diameter (@Dm).

The maximum machinable depth of the bore is within

the L, size of the tool.

B Cautionary points

To avoid insert breakage the tool point should not overrun
the bore center.

B Machining examples
Machining of internal sphere

Work material ; S45C

Toolholder  : A12M-SVJCR08-D160
Insert : VCMT080204-PF (NS730)
Cutting speed: V¢ = ~ 100 m/min

No of revs.  : n=3000 min-* (constant)
Feed :f=0.1 mm/rev

Depth of cut :ap =0.5 mm

16 mm

Machining from a pre-
drilled bore

Machining from a
solid workpiece

5-26

R(D/2)

To avoid burr, the depth of cut should be within the
corner radius.

Less than corner radius

Machining of the bottom face of a bore

Work material : S45C

Toolholder : A12M-SVJCR08-D160
Insert : VCMT080204-PSF (T9115)
Cutting speed : Vc =~ 100 m/min

No of revs. :n = 3000 min~! (constant)
Feed :f=0.1 mm/rev

: f=0.05 mm/rev (only for plunging)

Depth of cut :ap=0.5mm

20 mm
|[————>

Machining from a pre-
drilled bore

Machining from a solid
workpiece



STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
SWUBR/L B ("6 orgm )
Oil Hole

*Straight shank
Style

Cutting edge style u

I Steel Shank Right hand (R) shown.
Stock| Min. Dimensions (mm) S| Applicable Parts Tari
bore.dia. corner > que
Ueslielidtr an b, R|L %an!]a @Ds| f L1 L2 h fo (7] a ra;tus inserts Clamping screw| Wrench | (N-m)
JrA05F-SWUBR/L03-D060 | @ (@ | 6 5 3 |80 | 9 |48 -18°
J*A06G-SWUBR/L03-D070( @ | @ | 7 6 |35]90 | 11 |5.75| - 0" |-12°| 0.4 | wBOOO0301 | CSTB-2 | T-6F 0.6
JrA07G-SWUBR/L03-D080 | @ (@ | 8 7 4 190 | 12 |6.75 -11°
A08H-SWUBRO03-D060 [ J 6 8 |31|100| 18 | 7.5 - 0" |-12°| 0.4
wBOO0301 | CSTB-2 | T-6F 0.6
AO08H-SWUBRO03-D070 [ ) 7 8 |36 |100| 20 | 7.5 - 0" |-12°| 0.4
I Carbide Shank o
Stock | Min. Dimensions (mm) Std. | Applicabl Parts @)
Boraraia comner | Applicable Torque i
Toolholder Cat. No. RIL ggn;a ops| f | L | L2 h P ) a ra’gElus iNserts | Glamping screw| Wrench| (N-m) %
@rE05G-SWUBR/L03-D060/@® (@ | 6 | 5 | 3 | 90 | 10 | 4.8 -13° 3
@EOGH-SWUBRILO&DO?O e 7 6 |35|100| 12 |5.75| - 0" |-12°| 0.4 | wBOOO0301 | CSTB-2 | T-6F 0.6 %
®E07H-SWUBR/L03-D080 ® 0 3 7 4 1100| 14 |6.75 -11° 8
E08K-SWUBRO03-D060 [ J 6 8 |31|125| 30 | 7.5 - 0" |-12°| 0.4 =
WwBOO0301 TB-2 | T-6F 0.6 Q
E08K-SWUBRO03-D070 [ ) 7 8 |36 |125|40 | 7.5 - 0° [-12°| 0.4 cs %
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders »

(SWUBL OO type), and the left hand insert (L) is used for the right hand toolholders (SWUBR OO type).

I Basic Selection Chipbreakers wsBomoso100-00

Operation Finishing Operation Finishing Operation Finishing Operation Finishing
Grade SH730 Grade SH730 Grade TH10 Grade GH110
Page 2-132 Page 2-132 Page 2-132 Page 2-132
W08 wos 'wo8 wos
. Chipbreaker ﬁ M Chipbreaker a . Chipbreaker b . Chipbreaker ﬁ
-
Steel u Stainless Cast Iron 3 Non-ferrous
Vc (m/min) 100 (50-150) Ve (m/min) 100 (30-150) Ve (m/min) 70 (30-100) Vc (m/min) | 600 (100-1000)
Conti ap (mm) 0.5 (0.05-1.0) Continuou ap (mm) 0.5 (0.05-1.0) Continuou: ap (mm) 0.5 (0.05-2.0) Continuou: ap (mm) 1.0 (0.5-2.0)
f(mm/rev) | 0.06 (0.02-0.1) f(mm/rev) | 0.06 (0.02-0.1) f(mm/rev) | 0.1(0.03-0.2) f (mm/rev) 0.1 (0.03-0.2)
re (mm) 0.2 re (mm) 0.2 re (mm) 0.4 re (mm) 0.2

[ @ : Stocked items. |

Features Relati Sleeves ' '
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STREAMIETSBAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. Steel| |carbia
SE/ZPR/L 8 (G5 s )
Internal retracting . .&HI
Iy

Cutting edge style z 0 {*\ T — — ——k—
I Steel Shank Right hand (R) shown.
Toolholder Gat. No. SRtocll-( b%%iﬁa. @Ds| f L1Dimz23i°": (mmf)z 0 a $§§§$ : A’i)r?;t’igle C|amping|:ca:j Wrench T?I\ll'gr;:;e
Tonosr-seaPriLos-boss |8 @ 65 | & a7l o0 | s 4] 12| O || 02 FPODUSKI |CSTATS | T6F | 08
I Carbide Shank
S Eosc scopniios ooos |6 e o | & 57 so | o [¢a] 2| O [ 02| ePomoxs |cstace| Tor | os

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SEZPR OO type), and the left hand insert (L) is used for the left hand toolholders (SEZPL OO type).

STREAMIETSBAR S-type Positive rake / Screw-on system
— Min. bore dia. Shank dia. arbide
SEXPR/L |

Boring & internal facing @Dm

[0
P
[0}
i)
(]
<
8
'_
T
c
p—
O
o
I=
2
'_

100° '
- ﬁ — e —— 3 Q
\_L/ Lo ‘
a L+
Cutting edge style X 6 % ’
[ | Steel Shank Right hand (R) shown.
Stock|, Min. Dimensions (mm) ot | Aoplicabl Parts Tt
bore.d r pplicable que
Toolholder Cat. No. RIL %rgn;a @Ds| f L1 | L2 h fo 0 a ra?slus inserts  |Clamping screw| Wrench | (N-m)
@*A04F-SEXPR/L03-D045 (@ (@] 4.5 | 4 |23 |80 | 8 |38]| - | 0° |-15° 0.2
EPOO03X1 | CSTA-1.6 | T-6F | 0.6
@*AO4F-SEXPR/L03-D050 ® 0 5 4 |25|80| 8 |38 - 0" |-18°| 0.2
@*AOSF-SEXPR/LO4-DO55 ® ® 55 5 (275180 | 9 (48| - 0° [-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
@*AOGG-SEXPR/LO4-D070 [ 2K J 7 6 [3.6|90 | 11 |5.75| - 0° |-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
AO8H-SEXPR/L04-D055 @ |@| 5.5 8 |2.75|100| 16 | 7.5 | - 0° [-12°| 0.4 0.6
EPOO0401 CSTB-2 | T-6F
AO08H-SEXPR/L04-D070 @ | @® 7 8 |36|100| 20 | 75| - 0° [-12°]| 0.4 0.6
I Carbide Shank
Stock |, _Min, Dimensions (mm) o4 | Aoplicabl Parts Tor
bore.dia. r pplicable que
Toolholder Cat. No. RIL|opmloDs] 7 1Li |2l h 2] 6] a radius| inserts  [Clamping screw|Wrench | (N-m)
@ *E04G-SEXPR/L03-D045 @ @ | 4.5 4 123|190 | 9 38| - 0° [-15°| 0.2
EPOOO03X1 | CSTA-1.6 | T-6F 0.6
@)*E04G-SEXPR/L03-D050 | @ |®@| 5 4 |25|90| 9 |38 - 0" |-13°| 0.2
@ *E05G-SEXPR/L04-D055 @ @ | 5.5 5 |2.75|/ 90 | 10 | 4.8 | - 0° |-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
@*E06H-SEXPR/L04-D070 | @ (@] 7 6 |3.6[100| 12 |5.75| - 0" |-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F | 0.6
EO8K-SEXPR/L04-D055 @ |@®| 5.5 8 [2.75|125| 28 | 7.5 | - 0° [-12°]| 0.4 0.6
EPOIO0401 | CSTB-2 | T-6F
EO8K-SEXPR/L04-D070 (@ | @ 7 8 [3.6|125| 40 |75 | - 0° [-12°]| 0.4 0.6

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
SEXPL OO type), and the left hand insert (L) is used for the right hand toolholders (SEXPR OO type).

[ @ : Stocked items. |

{ Features Relati Sleeves '
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I Basic Selection Chipbreakers epomo40100-00

Operation Finishing Operation Finishing Operation Finishing
Grade SH730 Grade SH730 Grade TH10
Page 2-111 Page 2-111 Page 2-111
‘W08 'Wo8 'Wo8
Chipbreaker o M Chipbreaker o . Chipbreaker @
Steel i Cast Iron
Ve (m/min) 100 (50-150) Ve (m/min) 100 (30-150) Ve (m/min) 70 (30-100)
Cor ap (mm) 0.5 (0.05-1.0) Contir ap (mm) 0.5 (0.05-1.0) Conti ap (mm) 0.5 (0.05-2.0)
f(mm/rev) | 0.06 (0.02-0.1) f(mm/rev) | 0.06 (0.02-0.1) f(mm/rev) | 0.1(0.03-0.2)
re (mm) 0.2 re (mm) 0.2 re (mm) 0.4
Operation | Precision Finishin Riecsion
P finishing 9
Grade DX140 GH110
Page 3-23 2-111
T-DIA wos
. Chipbreaker o @
Non-ferrous
Ve (m/min) |1500 (500-2500)| 600 (100-1000) 80 (30-150)
contin ap (mm) 0.1(0.03-0.5) | 1.0(0.5-2.0) ) 0.1(0.03-0.2)
° f(mm/rev) [ 0.1(0.05-0.15) | 0.1 (0.03-0.2)
re (mm) 0.2 0.4

SJ19P|0Y|00] [eulsiu] OVL

[ @ : Stocked items. |

Features Relati Sleeves
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Positive rake / Screw-on system

STREAMIETS AR S-type

Min. bore dia. Shank dia. arbide

SYQBR/L B (570 (o 5 m

Internal undercut & profiling @D , .ﬁ

- 4 Oil Hole

\‘7}' I U 0 ’
Y- ©, EI

‘. L2 ? L |
] |

Cutting edge style Q

F R F————

Right hand (R) shown.

I Steel Shank

Stock | Min Dimensions (mm) o | Applicabl Parts Torque
IIJUIE.d. . i Pp Ica e q
Toolholder Cat. No. RIL gDn|1a @Ds| f | L1 | L2 ] h 2 0 a 'ags'us inserts  |Clamping screw| Wrench | (N-m)
A12M-SYQBR/L11-D170 (@ (@ | 17 12 |10.5/150| 24 | 11 |45 | -5° |-10°| 0.4
ywOoi11T2 TB-2L | T-6F 0.6
A16Q-SYQBR/L11-D215 (@ |@| 215 | 16 | 13 |180| 30 (15| 5 | -5° | -8 | 0.4 cs
I Carbide Shank
Stock| Min. Dimensions (mm) comer| Applicable Parts Torque
0 Toolholder Cat. No. RIL bgs‘r’r']a- @Ds| f | Lil L2 | h | ]| 8] a 'a;’i'us inserts  |Clamping screw| Wrench | (N-m)
P
[0) E12Q-SYQBR/L11-D170 @ |@| 17 12 |10.5/180| 27 | 11 |45 | -5° |-10°| 0.4
i) ywOooi11T2 TB-2L | T-6F .
° E16R-SYQBR/L11-D215 (@ |@| 215 | 16 | 13 (200 32 | 15 | 5 | -5 | -8 | 0.4 cS 6 0.6
<
8
= "
s STREAMIETSBA R S-type Positive rake / Screw-on system
-§ Min. bore dia.]{ Shank dia. ] Steel| | carbide
c 220 mm~ 212~16 mm Shank ) | Shank
O
<
Boring & internal profiling . b
4—2.‘ Oil Hole
e | ¢
i I a E
| o Q e
& L1
. ﬂ H
Cutting edge style U
I Steel Shank Right hand (R) shown.
Stock| Min Dimensions (mm) cg}ﬂér Applicabl Parts Torque
bore.di r pplicable q
Toolholder Cat. No. RIL 8‘5[1_:6 @Ds f L1 Lo h fo 0 a 'a"fs'us inserts Clamping screw| Wrench (Nm)
A16Q-SYUBR/L11-D200 @ |®| 20 16 |15.5/180| 35 | 15| 8 0" | -8 | 0.4 | YwWOO11T2 | CSTB-2L | T-6F 0.6
I Carbide Shank
Stock| Min Dimensions (mm) cg;g-e, Applicabl Parts Torque
bore.dia. r pplicable q
Toolholder Cat. No. RIL %an']a @Ds f L1 Lo h fo 0 a ra?:us inserts Clamping screw| Wrench (Nm)
E12Q-SYUBR/L11-D200 (@ |®@| 20 | 12 [13.5(180| 27 | 11 |75 | 0 | -8 | 0.4
yYwOoO11T2 | CSTB-2L | T-6F | 0.6
E16R-SYUBR/L11-D245 @ |@| 245 | 16 | 16 |200| 32 | 15 | 8 0| -804
B Basic Selection Chipbreakers ywoo11T200-00
Operation Finishing mgg}fﬂ'}igﬂt‘t‘i’ng
Grade GT730 T9125
Page 2-139 2-139
ZF zZM
Chipbreaker | «. » | & >
Steel
Ve (m/min) | 200 (150-300) | 180 (120-250)
Cor ap(mm) | 05(0.2-1.0) | 1.4(0.75-2.0)
f(mm/rev) | 0.15(0.08-0.2) | 0.2 (0.1-0.25)
re (mm) 0.4 0.8
[ @ : Stocked items. |
5_30 Features Relating Sleeves
(5-6) pages (5-69)



DOMTURN S-type Negative rake / Screw-on system

Min. bore dia. Shank dia. o
SWLXR/I_ Q [mz mm~] [010~20 mm]

Boring & internal facing h
_ Oil Hole
<

100° N | I
“:Ii o Q
r 5/ S— L1
Cutting edge style L 0#, 4/ \ -
I Steel shank Vbﬁ Right hand (R) shown.
i i i Elc Parts
Cat. No Stock poMin. Dimensions (mm) comer Insert : Torquel
RIL| opm|eDs| f |Li|La| h |f2| 6 | a | re Clamping | wrench| (N.m)
A10K-SWLXR/L04-D120 o e 12 10| 6 [125/ 20 | 9 - |-10°|-16°| 0.4
A12M-SWLXR/L04-D140 (@ (@ | 14 12| 7 (150 24 | 11 - |-10°(-14°] 0.4 |WXGUO0403**
SR34-514 | T-7F | 0.9
A16Q-SWLXR/L04-D180 o ® 18 16| 9 (180 32 | 15| - |-10°|-11°| 0.4 L/R
A20R-SWLXR/L04-D220 ® e 22 20 | 11 |200| 36 | 18 | - |-10°|-10°| 0.4
l Carbide shank .
i i i i Parts @)
Cat. No Stock oM. Dimensions (mm) cormer Insert : Torque -
R|L|obm|eDs| f | L1 |La| h |f2| 6 | a| F Clamping |\ wrench| (N.m) =
E10M-SWLXR/L04-D120 (@ (@ | 12 10| 6 (150 25| 9 - |-10°|-16°| 0.4 a
E12Q-SWLXR/L04-D140 ® e 14 12| 7 (180 27 | 11 - |-10°|-14°| 0.4 |WXGU0403** 5'
SR34-514 | T-7F | 0.9 o)
E16R-SWLXR/L04-D180 @ ® 18 16| 9 (200 32 | 15| - |-10°|-11°| 0.4 L/R =
E20S-SWLXR/L04-D220 o 0 22 20| 11 |250| 36 | 18 | - |-10°|-10°| 0.4 %
[©)
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders »

(SWLXL04-D**) , and the left hand insert (L) is used for the right hand toolholders (SWLXR04-D**) .

HOMTU=IN S-type Negative rake / Screw-on system

Min. bore dia. Shank dia. arbide
SDXXR/L i3 ) (01020 mr)
Oil Hole

1002 7
re/ =l L L
Cutting edge style x 9{> ﬁ \
I Steel shank Right hand (R) shown.
i i i e Parts
Cat. No Stock poMin. Dimensions (mm) comer Insert : Torque
R|L|gbm |eDs| f |[L1 |L2| h | fo | 68 | a e Clarpp‘;\pg Wrench| (N-m)
A10K-SDXXR/L07-D130 ® @® 13 10 |76 (12520 | 9 | 2.6 |-14°|-16°| 0.4
A12M-SDXXR/L07-D160 ® @® 16 12 | 8.6 |150| 24 | 11 | 2.6 [-14°|-14°| 0.4 |DXGUO703**
SR34-514 | T-7F | 0.9
A16Q-SDXXR/L07-D200 o e 20 16 |10.6/180| 32 | 15 | 2.6 |-13°|-13°| 0.4 L/R
A20R-SDXXR/L07-D240 ® ® 24 | 20(12.6/200| 36 | 18 | 2.6 |-13°|-12°| 0.4
l Carbide shank
Stock| Min_ Dimensions (mm) Std. Parts Torque
Cat. No bore dia radius Insert Clamping a

R|L|gpbm |9Ds| f | L1 | L2 | h | f2 0 a re Soro Wrench (N-m)
E10M-SDXXR/L07-D130 | @ |®@| 13 | 10 | 7.6 [150| 25 | 9 |2.6 |-14°|-16°| 0.4
E12Q-SDXXR/L07-D160 @ @® 16 |12 (8.6 |180| 27 | 11 | 2.6 |-14°|-14°| 0.4 |DXGUO703**
E16R-SDXXR/L07-D200 ® ® 20 |16 |10.6/200| 32 | 15 | 2.6 |-13°|-13°| 0.4 L/R

E20S-SDXXR/L07-D240 @ @® 24 |20 (12.6/250| 36 | 18 | 2.6 |-13°|-12°| 0.4

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SDXXL07-D*) , and the left hand insert (L) is used for the right hand toolholders (SDXXR07-D**) . [ @ : Stocked items. |

( Features Relati Sleeves ' '
=N 25
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DOM‘ll'.URN S-type Negative rake / Screw-on system

(Min. bore dia Shank dia
' : ' teel| [carbid
SDZXR/L & [ses) .
@ Internal retracting )
Lo Oil Hole

e ] <
[ 11— Q
Q
= o L re )
L3 «<f L4
of =3 )
Cutting edge style Z M
I Steel Shank Right hand (R) shown.
Stock| Mi Dimensions (mm 2l Part
Cat. No 9K pore dia (I comer!  Insert Clampir?g S Torque
R|L| gDbm |eDs| f | L1 |L2|L3| h | f2 | 6 a re screw - Wrench | (N.m)
A12M-SDZXR/L07-D140 |% (% | 14 |12 |11|150{30 |13 |11 |4.5|-10°| -14° | 0.4 DXGUO0703*
A16Q-SDZXR/L07-D160 |% (% | 16 |16 |13|180|35|13|15|4.5|-10°|-12.5°| 0.4 R/L SR34-514 | T-7F | 0.9
A20R-SDZXR/L07-D200 |% (% | 20 |20 |15|200|40 |13 |18 |4.5|-10°|]-10.5°| 0.4
l Carbide shank
. : : Std.
% Cat. No Stock bopguéia Dimensions (mm) comer Insert Parts Torque
o} R|L| gpbm |@Ds| f | L1 |[L2|(L3| h | f2| O a re (N-m)
8 E12Q-SDZXR/L07-D180 | |*| 18 |12 |11(180| - |13 |11 [4.5|-11°| -11° | 0.4 |DXGUO703** SR34-514 | =7F | 09
(_8 E16R-SDZXR/L07-D220 |% |%| 22 |16 |13(200| - |13 |15 |4.5|-11°| -9° | 0.4 R/L )
= When using a right or left hand insert, the right hand insert (R) is used with the right hand toolholders
o) (SDZXR07-D**), and the left hand insert (L) is used with the left hand toolholders (SDZXL07-D**). @® : Stocked items.
c % : Available in 2013
2
I lInserts
2 80° Trigon
= Chipbreaker s Dimensions (mm)
Coated
Application A St Coated Sermet Cermet .
- i i i orner
(Cross section) AH725 | GT530 |NS530 I.C. dia. |Thickness|Hole dia. Varita
od s od1 re
G@ WXGUO040302R-SS [ [ J (] 0.2
WXGU040302L-SS (] [ J [ J 6.35 318 27 )
Finishing WXGUO040304R-SS (] [ J [ J ) ’ ’ 0.4
(low cutting *WXGU040304L-SS [ @ [ )
forces) o
>
WXGUO040302R-TS (] o [ J 0.2
Finishing = WXGU040302L-TS [ [ (] )
Cutting 01 * WXGUO040304L-TS [ ) o [ 6.35 3.18 2.7 0.4
g WXGUO040308R-TS ([ [ J [ J 0.8
- WXGU040308L-TS ® ® [ )
55° Rhombic
Chipbreaker Grades Dimensions (mm)
Coated
Application Appearance Cat_ No_ Coated cgram%t Cermet
(Cross section) AH725 | GT530 | NS530 | |-C. dia. |Thickness| Hole dia. ?a"é{f,ir
od s od1 re
Q@ DXGU070302R-SS [ (] [ ] 0.2
DXGU070302L-SS [ [ J (] 6.35 318 27 )
Finishing @ DXGUO070304R-SS ° ° ° : ' : 04
(low cutting *DXGUO070304L-SS () (J [ )
forces) S
5
- I D0XGU070302R-TS D D D 0.2
Finishing DXGUO070302L-TS (] [ J [ J )
; 6 DXGUO070304R-TS [ (] [ ]
to medium
cutting 0.1 *DXGUO070304L-TS [ @ (] 6.35 3.18 2.1 0.4
<3 DXGUO070308R-TS [ [ (] 0.8
DXGUO070308L-TS @ @ [ )

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

( Features Relati Sleeves ‘ '
5-32 i D
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DoMTU=N

Q Standard cutting conditions

SI9P|OY|O0] [eulBiul OV

. . Cutting Speed| Chip- |Depth of cut Feed
Work materials Priority Grades | =,/ (m/min) | breaker | ap (mm) | f(mm/rev)
Low carbon steels . . SS 0.15-1.5 | 0.05-0.2
SS400, SM490, S25C etc. First choice AH725| 50 ~ 180
(Sta2-1, 81553, G2 o5 TS | 03-20 | 008-03
arpon steels For improved . - 1. . - U.
2% Sigu gl Sieais > surface finish | NS980] 80~250 3915350 [0.08-0.3
etc.
Al | For wear B SS 0.15-1.5 | 0.05-0.2
SCM440, SCrd20 ett. (45CrMod, 20Cr4 etc) resistance | @1930| 80 ~ 300 TS 03-20 | 008-03
S Sa0s SUss G et
, tc.
S(XSCrNi18—9, XSCrNiMo17e—1C2—2fetc.) SS 0.15-1.5 1 0.05-0.2
tainless steels (Martensitic and ferriti . .
eSS0 SUSH sto, First choice | AH725| 50 ~ 150
e L
ainless steels (Frecipitation haraenin - -
SUS630 etc. (XSCrNFi)CuNb16-4 etc.)g TS 03-20 10.08-03
. . SS 0.15-1.5 | 0.05-0.2
Firstchoice  |AH725| 50 ~180 451 03.%0 | 0.08-0.3
Grey cast irons For improved SS 0.15-1.5 | 0.05-0.2
FC250 eto. (GG25 etc) surface finisn | NS930| 80 ~ 250 TS | 03-2.0 | 0.08-03
For wear SS 0.15-1.5 | 0.05-0.2
resistance | GT930| 80~300 ¢g 53755 [0.08-0.3
. . SS 0.15-1.5 | 0.05-0.2
First choice AH725| 50 ~ 120 TS 03-20 | 0.08-03
Ductile cast irons For improved SS 0.15-1.5 | 0.05-0.2
FCD700 etc. (GGG70 etc.) surface finish NS530 80 ~ 130 TS 0.3-2.0 0.08 - 0.3
For wear SS 0.15-1.5 | 0.05-0.2
resistance | GT930| 80~180 353750 [ 008-0.3

5-33




STREAMIETS AR P-type Negative rake / Lever-lock system
Min. bore dia. Shank dia.
PCI_N R/I_ [920 mm~][016~50 mm]

Boring & internal facing _h
Qil Hole

6 - .
Cutting edge style L W

Right hand (R) shown.

I Steel Shank

Stock | ,Min Dimensions (mm Std. q Parts
bore. comerl Applicabl ] Torque
Toolholder Cat. No. : ius| ) ——p— 2o Screw
R|L gdlDam @Ds| f | L1 (L2|h |f2]| 0| a ra,qzlus inserts Shim Lever |Clameing S;':)?:g Wrench amm[;?‘{t‘x el (N-m)
A16M-PCLNR/L09-D200 @ @®| 20 | 16 |[11|150|32(15| 3 |-6°|-14°|0.8 " | ssHmaa
A20Q-PCLNR/L09-D250 (@ |@®| 25 | 20 |13(180(36|18| 3 |-6°(-12°|0.8| cNOO0903 - LCL32N |LCS22A| - |P-2F |[EA-20 1.7
A25R-PCLNR/L09-D320 (@ |®| 32 | 25 |17|200|45|23|4.5|-6°|-11°|0.8 EA-25| SSHM5-6
A25R-PCLNR/L12-D320 (@ [@| 32 | 25 [17|200|45(23|4.5|-6°|-13°|0.8 - LOL43N |LCS43| - |P-2.5|EA-25 SSHM5-6 2.7
A32S-PCLNR/L12-D400 (@ [@| 40 | 32 [22|250|50(30| 6 |-6°|-11°/0.8 ONOO204 EA-32
A40T-PCLNR/L12-D500 (@ |@®| 50 | 40 |27|300/60|37| 7 |-6°|-10°(0.8 LSC42BR/L | LCL4 |LCS4 |LSP4 | P-3 SSHM6-6 4.8
% A50U-PCLNR/L12-D630 (@ |®| 63 | 50 |35|350|65|47|10|-6°| -8° |0.8
© When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
_8 (PCLNL OO type), and the left hand insert (L) is used for the right hand toolholders (PCLNR OO type).
8
=
©
c
2 IBasic Selection Chipbreakers CNOO120400-000
6 Operation 2';3:;:;0; Finishing meFti:lr‘ilf,lsgr(‘:%ttt?ng Medium cutting Operation Finishing mgtiir:{fgir::%ttt?ng Medium cutting
|<_: Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130
Page 2-42 2-42 2-45 2-48 Page 2-42 2-46 2-49
TF L TSF ™ TH M SF SM SH
Steel | Chipbreaker =1 n'-'j' . -'_ :-_ﬁ._? . = Stainless | Chipbreaker i _‘ -
s V 2 N \
((0 Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) (( Vc (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)
oot ap (mm) | 0.3(0.05-05) | 1.0(0.3-1.5 | 3.0(1.0-5.0) | 4.0(3.0-6.0) | [co— | ap (mm) 1.0(0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0)
f(mm/rev) | 0.1 (0.03-0.15) | 0.15 (0.08-0.3) | 0.3 (0.2-0.5) | 0.3(0.2-0.6) f(mm/rev) | 0.1(0.03-0.15) | 0.3(0.2-0.5) | 0.3(0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.6
Operation Biccision Finishini nShina)e Medium cuttin: Operation faiecision Finishin gishinalio
P finishing 9 medium cutting 9 B finishing 9 medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX120 TH10 GH110
Page 3-7 2-43 2-46 2-49 Page 3-21 2-42 2-48
T-CBN CF CcM CH [T-DIA Withchiptreaker| 0 P
Castlron | Ghipbreaker ‘ - - - Non-ferrous | Chipbreaker -l! 0 \\‘&\
; v WV
((0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) (( Vc (m/min) [1500 (500-2500)] 600 (100-1000) | 600 (100-1000)
conti ap(mm) | 0.3(0.05-05 | 1.0(0.5-20) [ 2.0(1.0-5.0) | 4.0(2.0-6.0) | |comm ap (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) [ 2.0 (0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)| 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
Operation Zﬁgﬁf; mgjjr;f:igﬂttt?ng Medium cutting Operation ':ﬁgﬁ':; Finishing
Grade BX470 AH905 AH120 Grade BXM10 BXM20
Page 3-7 2-47 2-48 Page 3-7 3-7
s T-CBN SA H T-CBN T-CBN

HMM
Superalloys | Chipbreaker é 6 Q whard | Chipbreaker -,:,f : -,:,f :

((. Ve (m/min) | 200 (100-280) | 50 (20-100) 50 (20-80) Ve (m/min) | 200 (150-350) | 150 (70-220)

Conti ap (mm) 0.3 (0.1-0.5) 1.5 (0.5-3.0) 2.0 (1.0-4.0 Contir ap (mm) 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.2(0.1-0.3) 0.3 (0.2-0.5) f(mm/rev) | 0.1 (0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm) 0.4 0.4

For other machining types, see “Selection System” (2 2-4 ~

[ @ : Stocked items. |

( Features Relati Sleeves '
5-34 i D



STREAMIETS AR P-type Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PDUNR/L B (5 (o550 m
Internal profiling _h
‘ Oil Hole

O©

<=
Cutting edge style u

Right hand (R) shown.

I Steel Shank

Stock| Min Dimensions (mm) Std. Applicable Parts Torene
ore.dia orner . - T
Toolholder Cat. No. oom|@Ds| £ | L1 [La| h |f2] 6| a [ Tinserts | Shim | Lever (20| S0 | sy foran | (N'm)
3 ment hole

A20Q-PDUNR/L11-D250 25 | 20 [13[180(36[18| 3 |-6°|-14°[0.8 ONOOH 104 - LCL33NL|Lcs22a] - | P-2F [EA-20[SSHM2.5-3] 1.7
A25R-PDUNR/L11-D320 32 | 25 [17]200[45|23]4.5/-6°|-12°|0.8 ELSD317BR/AL | LCL33L | LCS3 | LSP3 |P-2.5|EA-25| SSHM3-4| 2.7

A32S-PDUNR/L15-D400 40 | 32 [22]250[50[30] 6 |-6°|-13°[0.8 EA-32| SSHM5-6
A40T-PDUNR/L15-D500 50 | 40 [27[300[60 |37 -6°[-10° DNOO1504 | LSD42BR/L | LCL4 | LCS4 |LSP4 | P-3 | _ SSHM6-6 4.8

A50U-PDUNR/L15-D630

7 0.8
63 | 50 |35|350(65[47]10|-6°| -8 [0.8
A32S-PDUNR/L1506-D400 0.8

40 | 32 |22[250[50(30| 6 |-6"|-13"|0. EA-32| SSHM5-6
A40T-PDUNR/L1506-D500 50 | 40 [27]300/60 |37 | 7 [-6°|-11"|0.8 | DNOC1506 | ELSD42 | LCLA4 |ELCS4|LSPAS| P-3 | | ooy ool 4.8
A50U-PDUNR/L1506-D630 63 50 [35[350 /65|47 [10[-6°[-10°/0.8

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (PDUNL OO type), and the left hand insert (L) is used for the right hand toolholders (PDUNR OO0 type).

STREAMIETS AR P-type Negative rake / Lever-lock system

Min. bore dia.| {  Shank dia.
PDZNR/L & (55 (e

Internal retracting 2D _h

7]7 77777 - SN 7 > | : Oil Hole
( ' ~[ Neg §93°N

rg/ I_; Ly

] |

000060066 T
00000000

SJ19P|0Y|00] [eulsiu] OVL

Cutting edge style & s Right hand (R) shown.
I Steel Shank
Stock| wmin Dimensions (mm) Std. ) Parts
ore.dia. orner| Applicable = = i Torque
Toolholder Gat. No. RIL hQD:n @Ds| f | L1 |L2|h | f2 | 6| a ra,qslus inserts Shim Lever “c':gr'gx‘g S%?:g Wrench ;ﬁ?;é}{_ ?ro:::?ﬁ (N-m)
ment ole
A32S-PDZNR/L15-D400 (@ (@] 40 | 32 [22[250(50[30[11.5/-6"|-13"]0.8 EA-32| SSHM4-5
A40T-PDZNR/L15-D500 |®|®| 50 | 40 |27|300|60|37[14.5|-6"|-10°| 0.8 |DNOIC1504|L5Z42BR/L| LCL4 |LCS4|LSP4|P-3| _ |SSHM5-6| 4.8
A50U-PDZNR/L15-D630 ®|/®| 63 | 50 |35/350|65[47]14.5]/-6°| -8 0.8 SSHM6-6

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders (PDZNR OO type), and the left hand insert (L) is used for the left hand toolholders (PDZNL OO type).

IBasic Selection Chipbreakers DN[1504001-(0]

B Precision A Finishing to ; ; 0 S Fra Finishing to . :
Operation finishing Finishing medium cutting Medium cutting Operation Finishing medium cutting Medium cutting
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130
Page 2-52 2-52 2-55 2-58 Page 2-53 2-55 2-58
TF TSF ™ TH M SF SM SH
Steel Chipbreaker | ©— - qﬁy & - L] Stainless | Chipbreaker - - L.
= 5 iy . ¥
Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) Ve (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)
ap (mm) 0.3 (0.05-0.5) | 1.0(0.3-1.5) 3.0 (1.0-5.0) 4.0 (3.0-6.0) Conti ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0) 3.0 (3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.4)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.2
: Precision . Finishing to : " : Precision A Finishing to
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX120 GH110 GH110
Page 3-7 2-53 2-56 2-59 Page 3-21 2-52 2-58
T-CBN CF CM CH T-DIA With chipbreaker0q P

Castlron | Chipbreaker . - - - Non-ferrous | Chipbreaker - oy - - .- -
q-#w o N e \ l - - e Ny

Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) Ve (m/min) |1500 (500-2500)] 600 (100-1000)| 600 (100-1000)
ap (mm) | 0.3(0.0505) | 1.0(0.5-2.0) | 2.0(1.0-5.0) | 4.0(2.0-6.0) | |oommooys. @R (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0 (0.5-4.0)

f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3(0.15-0.4) | 0.4 (0.2-0.5) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)| 0.3(0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
. Precision o Finishing to . q n Precision en
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing
Grade BX470 KS20 AH905 AH120 Grade BXM10 BXM20
Page 3-7 2-53 2-56 2-55 Page 3-7 3-7
s T-CBN SS HMM All-round H T-CBN T-CBN

Superalloys | Chipbreaker @ e 6 @ wéididis | Chipbreaker | : )y | § a )
e %

Ve (m/min) | 200 (100-280) | _ 50 (30-70) 50 (20-100) 50 (20-80) Ve (m/min) | 200 (150-350) | 150 (70-220)
ap (mm) 0.3(0.1-05 | 1.0(05-3.0) | 1.5(0.53.0) | 3.0(1.0-6.0) | |commmousl_@P.(mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.08-0.2)| 0.2(0.1-0.3) | 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 0.8 re (mm! 0.4 0.4

For other machining types, see “Selection System” o 2-4 ~
Features Relating _
I WEW> 535




STREAMIETS AR P-type Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PS KN R/I— @,} [ 240 mm~] [ﬂ32~50 mmJ
Through boring e
g Oil Hole

Cutting edge style K

Right hand (R) shown.

I Steel Shank

Stock win Dimensions (mm) Std. ) Parts
o dia orner| Applicable - = i — Torque
Toolholder Cat. No. RIL hQD:n oDs| f | L1 |La|h|f2| 6 a ra;!lus inserts Shim Lever c':C"r':v';'g“ S?)?:g Wrencl g,‘{?;é#‘! ?orr?)il (N-m)
€ ment hole
A32S-PSKNR/L12-D400 (@ |@®| 40 | 32 |22|250|50|30| 6 |-6°|-10°(0.8 EA-32| SSHM4-5
A40T-PSKNR/L12-D500 (@ |@®| 50 | 40 [27|300|60|37| 7 |-6°|-10°|0.8| SNOO1204 |LSS42BR/L| LCL4 |LCS4 |LSP4|P-3 SSHMB.6 4.8
A50U-PSKNR/L12-D630 |@ |®| 63 | 50 |35|350|65(47|10|-6°| -8 |0.8

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(PSKNL OO type), and the left hand insert (L) is used for the right hand toolholders (PSKNR OO type).

n
P
3
9 IBasic Selection Chipbreakers SNCI11204000-000]
re) . Precisi Finishing t q A A Finishing t B .
8 Operation ﬁ;eigﬁ':gn Finishing i e(lir;:fm”::%n?n 9 Medium cutting Operation Finishing i e(lzl%smlr(]:%ttci)n 9 Medium cutting
': Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130
[ Page 2-61 2-61 2-64 2-67 Page 2-62 2-64 2-67
c TF TSF ™ TH M SF SM SH
[©] -
e Steel | Chipbreaker - - 5 '-‘ - Stinless | Chipbreaker - ) -
6 E i e | (
I Vc (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) Vc (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)
= Continaos|__@p(mm) | 0.3(0.05-05) | 1.0(0.3-1.5) | 8.0(1.0-5.0) | 4.0(3.0-6.0) | |comimuousl@P (mm) 1.0(0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.4) 0.3 (0.2-0.3)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.6
q Precision i Finishing to : ; : Precision Finishing to
Operation finishing Finishing | 1gium cutting |Medium cutting Operation finishing | medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX140 GH110
Page 3-8 2-62 2-65 2-67 Page 3-21 2-66
T-CBN CF CM CH T-DIA - P
Castiron | Chipbreaker - - -~ Nonserous | Chipbreaker - q,
Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) ( Vc (m/min) [1500 (500-2500)] 600 (100-1000)
come— | _ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) 2.0 (1.0-5.0) 4.0 (2.0-6.0) | |coma ap (mm) 0.5 (0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.3(0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8
q _— Finishing to . . 3 P
Operation Finishing medium cutting Medium cutting Operation Finishing
Grade BX480 AH905 AH120 Grade BXM20
Page 3-8 2-65 2-66 Page 3-8
s T-CBN HMM SA H T-CBN

sueralloys | Chipbreaker E = whard | Chipbreaker -

((0 Ve (m/min) | 200 (70-300) 50 (20-100) 50 (20-80) Ve (m/min) | 150 (70-220)
ap (mm) 0.3 (0.1-0.5) 1.5 (0.5-3.0) 2.0 (1.0-4.0) - ap (mm) 0.2 (0.05-0.30)

f(mm/rev) | 0.1(0.05-0.3 0.2 (0.1-0.3) 0.3 (0.2-0.5) f(mm/rev) | 0.1 (0.05-0.25)
re (mm; 0.4 0.8 0.8 re (mm] 0.4

For other machining types, see “Selection System” (_ 2-4 ~

Continuous

[ @ : Stocked items. |
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STREAMIETSA R P-type Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PTENR/L & B S5

Boring h
91 e
a_] ° Q
[¢)
‘ 7T, <
<= | re f—=2_ L1
Cutting edge styl
uHting edge syie F 0 : _‘/l=‘ Right hand (R) shown.
I Steel Shank
Stock| min Dimensions (mm) Std. - Parts
ore.dia, ormer) Applicable - - ; Torque
eslichiog 2 (= hQde @Ds| f | L1 [La| h |f2| 6| a 29 ‘inserts | Shim | Lever |%ameing| SErNG |yena ;,fgé;t,x ?gr'??( (N-m)
ment ole
A25R-PTFNR/L16-D320 |@|®| 32 | 25 |17 [200[45|23[1.2|-6°|-12°[0.8 ELsTo17BRA| LOL33 EA-25! SSHM4-5
A32S-PTFNR/L16-D400 (@ |®| 40 | 32 [22[250|50(30[1.1/-6"[-10°|0.8 TNOO1604 Lcs3 | Lsp3 |p-2.5EA22 27
A40T-PTFNR/L16-D500 (@ |[®| 50 | 40 [27[300[60|37|1.1[-6°[-10°/0.8 LST317BR/L| LCL3 T SSHM6-6 :
A50U-PTFNR/L16-D630 |@® |@®| 63 | 50 [35|350|65 |47 [1.1|-67| -8 [0.8

When using a right or left hand insert, the right hand insert (R) is used for the left hand
toolholders (PTFNL OO type), and the left hand insert (L) is used for the right hand toolholders
(PTFNR OO type).

STREAMIETSBA R P-type Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PTU N R/ |_ 220 mm~] [g16~32 mm]

=

O

_ h =
Boring g 3
95° f S

T g 2

L —

©) & O
o r/ Lo = =
z . 3

- | g
[0}

»

Cutting edge style u 6 + e
—— % Right hand (R) shown.

I Steel Shank

; i i Std.
Toolholder Cat.No. [ betesa oimgnetope (o ome! Appicablo Parts o T Sow | Toraue
" |R|L|gpm|@Ds| f | L1 |L2| h |f2| 6| a [ insers Shim | Lever |%&mpng| SBNg | wiencn Sgey | foral | (N'm)
A16M-PTUNR/L11-D200 (@ |®| 20 | 16 [11[150[32|15| 1 [-6°[-14°|0.4 -
A20Q-PTUNR/L11-D250 |®|®]| 25 | 20 [13[180]36]18] 1 |-6°[-12°[0.4] NOOMO® | - |LOL22Njoseen) - |P2F g g SSHMS4) 1.7
A25R-PTUNR/L16-D320 (@ |®| 32 | 25 [17[200[45|23|1.4[-6°[-12°/0.8 ELST317BR/L| LCL33 EA-25
9 5 TN 1604 P-2. -
A32S-PTUNR/L16-D400 | ® @] 40 | 32 [221250150(30 1.31-6'[-10°10.8] "2 [tsrarrmre| Lois | -O58 | LSP3 P25 g SSHMAS) 2.7
* The insert hole conforms to the ISO standard. When using a right or left hand insert, the right hand insert (R) is used for the
* Tool holder length may be different to the ISO standard. left hand toolholders (PTUNL OO type), and the left hand insert (L) is used
for the right hand toolholders (PTUNR OO type).
I Basic Selection Chipbreakers TNOO160400-00
Operation l;ﬁ:;,ﬁ:%‘ Finishing mg&?{fﬂgﬂ&?ng Medium cutting Operation Finishing mgir;:fr:"g%ttt?ng
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130
Page 2-70 2-71 2-74 2-77 Page 2-71 2-74
TF TSF ™ TH M SF SM
Steel | Chipbreaker - .’& - -~ Stainless | Chipbreaker - -
((0 Ve (m/min) | 200 (150-250) | 200 (150-300) | 200 (150-300) | 220 (150-300) ((0 Ve (m/min) | 150 (100-200) | 120 (70-150)
cort ap (mm) 0.3(0.05-0.5) | 1.0(0.3-15) | 3.0(1.0-5.0) | 4.0(3.0-6.0) | |coms ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0)
f (mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) | 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.4)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8
: Precision . Finishing to : ; 9 Precision A Finishing to
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX120 GH110 GH110
Page 3-8 2-72 2-75 2-77 Page 3-21 2-70 2-76h
T-CBN ,, CF CcM CH T-DIA Winciprater 01 P
Castlron | Ghipbreaker A - - - Non-ferrous | Chipbreaker - i A
( M T el ( [*1 =l 1 J =
(0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) (0 Ve (m/min) [1500 (500-2500)| 600 (100-1000) | 600 (100-1000)
cor ap (mm) 0.3(0.05-05) | 1.0(05-2.0) | 2.0(1.0-5.0) | 4.0(2.0-6.0) | |cormuous. @R (mm) 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)| 3.0 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
Operation zﬁgﬁf; Finishing mg&?ﬁ;’gﬂ&?n  [Medium cutting Operation :ﬁgﬁg‘ Finishing
Grade BX470 KS20 AH905 AH120 Grade BXM10 BXM20
Page 3-8 2-71 2-75 2-76 Page 3-8 3-8
s T-CBN SS HMM SA H T-CBN T-CBN
Superalloys | Chipbreaker A - A whard | Chipbreaker ;
oS =T == l‘a.‘»s—%
((’ Ve (m/min) | 200 (100-280) 50 (30-70) 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
coni ap (mm) 0.3 (0.1-0.5) 1.0(0.5-3.0) | 15(0.5-3.0) | 2.0(1.0-4.0) | |cominoousl_ @R (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f (mm/rev) 0.1 (0.05-0.2) | 0.1 (0.03-0.15)| 0.2 (0.1-0.3) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 0.8 re (mm; 0.4 0.4
For other machining types, see “Selection System” (2 2-4 ~ [ ® : Stocked items. |
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STREAMIETS AR P-type Negative rake / Lever-lock system

P R Min. bore dia. Shank dia.

VU N /I_ @ [ 0370r:mj] [925~40 mm]

.
Qil Hole

Boring & internal profiling

Cutting edge style U
Right hand (R) shown.

I Steel Shank

Stock| i Dimensions (mm! Std. i Parts
Joellieliels G ety “Q,'En @Ds| f | L1 |L2 (h )fz 0| a [ Mmsorts | shim | Lever [cameal somma st ol iy
A25R-PVUNR/L16-D370 |@ |@| 37 | 25 |22]200|45|23|9.5(-5°|-14°|0.8 EA-25 SSHMBA
A32S-PVUNR/L16-D400 (@ |@| 40 | 32 |22(250|50|30| 6 |-5°|-12°|0.8| vNOO1604 |Lsv317BR/L|LCL3V LCS3V|LSP3 |P-2.5|EA-32 2.7
A40T-PVUNR/L16-D500 (@ |@| 50 | 40 |27|300|60|37| 7 |-5°|-10°|0.8 - | SSHMs-6

I Basic Selection Chipbreakers VNO160400-00

n
5 - Precision o Finishing to q A~Fof Finishing to
% Operation finishing Finishing e c%tting Operation Finishing | o ium c?ming
(_3 Grade NS730 GT730 T9115 Grade T6120 T6130
c Page 2-87 2-87 2-89 Page 2-87 2-89
g TF TSF ™ M SF SM
= Chipbreaker | . & ¢ e Stainless | Chipbreaker - -
®©
< «
(T) Ve (m/min) | 200 (150-250) | 200 (150-300) | 180 (150-300) . Ve (m/min) | 150 (100-200) 120 (70-150)
= ap (mm) | 0.3(0.05-0.5) | 1.0(0.3-1.5) | 2.0(1.0-4.0) comt ap (mm) 1.0 (0.5-3.0) | 2.0(0.5-4.0)
—_ f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.4) f(mm/rev) | 0.1(0.03-0.15) 0.3 (0.2-0.4)
g re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.8
= Operation Zﬁ:ﬁ%‘ Finishing m'e:éir?fnrjnlrz]:%ttt?n 9 Operation Zﬁgﬁfg Finishing
Grade BX930 T5115 T5115 Grade DX120 GH110
Page 3-21 2-87

'T-DIA With chipbreaker|Qq

Page 3-9 2-88 2-89
T-CBN CF CM

Castiron | Ghipbreaker * . -, Nonferous | Ghipbreaker h‘;"’ w
SSha® Bt

((0 Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) ((0 Vc (m/min) [1500 (500-2500) 600 (100-1000)
Cor ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) 2.0 (1.0-4.0) Continuou: ap (mm) 0.5 (0.05-1.0) 0.5 (0.05-1.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.2
) Precision - Finishing to . Precision L
Operation finishing Finishing medium cutting Operation finishing Finishing
Grade BX470 BX480 AH905 Grade BXM10 BXM20
Page 3-9 3-9 2-90 Page 3-9 3-9
s T-CBN T-CBN HMM H T-CBN T-CBN
sweralls | Chipbreaker ‘ * o mitarais | Chipbreaker ¢- ¢-
((0 Ve (m/min) | 200 (100-280) | 200 (70-300) | 50 (20-100) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
cont ap (mm) 0.3 (0.1-0.5) 0.3(0.1-0.5) | 1.5(0.5-3.0) Comtinaousl_@p (mm) [ 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.05-0.3) | 0.2(0.1-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 re (mm] 0.4 0.4

For other machining types, see “Selection System”  (J 2-4 ~

[ @ : Stocked items. |
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STREAMIETS AR P-type

Negative rake / Lever-lock system

I Steel Shank

0t i
Cutting edge style L {EM

Min. bore dia. Shank dia. Steel
220 mm~] [01 6~40 mm]
@Dm h ﬂ
‘ <‘—’ Qil Hole
95° I [ o

Right hand (R) shown.

Stock| Min Dimensions (mm) std. Applicable Parts Torque
) corner| ) B Oil St
Toolholder Cat. No. RIL bérscrirl]a. oDs| f L1 L2 h f2 0 a rat;‘zjs inserts Shim Tever m:::sx‘g S;:)?:g Wrenc :r‘t?‘%?‘i‘y_ 15::%7 (N-m)
A16M-PWLNR/L06-D200 @ | @| 20 | 16 [11]|150(32|15| 3 |-8°|-17°|0.8 - - -
— LCL33N|LCS33 P-2F SSHM3-4| 1.7
A20Q-PWLNR/L06-D250 (@ |®| 25 | 20 |13|180|36(18| 3 |-6°|-14°|0.8 WNDO0604 - - EA-20
A25R-PWLNR/L06-D320 (@ |@®| 32 | 25 [17|200|45|23|4.5|-6°|-12°|0.8 LCS3B P-2.5|EA-25
. . LSW312BRL | LCL3 LSP3 SSHM5-6| 2.7
A32S-PWLNR/L06-D400 (@ |®| 40 | 32 |22|250|50({30| 6 |-6°|-11°|0.8 LCS3 P-2.5|EA-32
A25R-PWLNR/L08-D320 @ |®| 32 | 25 |17|200|45|23|4.5|-6°|-13°|0.8 - |LoL4sN|iosas| - |Pas|Ea2s| | 2.7
A32S-PWLNR/L08-D400 (@ |®| 40 | 32 |22|250(50|30| 6 |-6°|-11°|0.8| wNODo0go4 EA-32
. . LSW42BR/L | LCL4 |LCS4 |LSP4| P-3 4.8 -
A40T-PWLNR/L08-D500 (@ |®| 50 | 40 |27|300|60|37| 7 |-6°|-10°|0.8 - | SSHMe6-6 Cj?)
=
=
(0]
-
>
O
3
IBasic Selection Chipbreakers WNLI08040-C1] =
Operation r:l:’lelts:;’:lr?; Finishing mgcljr;:frglré%ttt‘i)n g Medium cutting Operation Finishing meFéir;:fnr;"c]:%ttt(i)n g Medium cutting %
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130 ?)
Page 2-80 2-80 2-83 2-85 Page 2-80 2-83 2-85
TF TSF ™ TH M SF SM SH
Steel | Chipbreaker -‘ ‘ - - Stainless | Chipbreaker F_ N -~ ke
d - s Rt
((‘ Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-250) ((‘ Ve (m/min) | 150 (100-200) 120 (70-150) 120 (70-150)
Conti ap (mm) 0.3 (0.05-0.5) 1.0 (0.3-1.5) 3.0 (1.0-5.0) 4.0 (3.0-6.0) Conti ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0) 3.0 (3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) 0.3 (0.2-0.5) 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.6
Operation F;ﬁ:;::,?gn Finishing m:ilr?ijsnr:iré%ttt‘i)ng Medium cutting
Grade BX930 T5115 T5115 T5115
Page 3-9 2-81 2-84 2-86
T-CBN _ CF CcM CH
Castlron | Ghipbreaker - - -~ -
(0 Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400)
Conti ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) 2.0 (1.0-5.0) 4.0 (2.0-6.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) | 0.4 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2
Operation 2;‘:"3:'%" mg:jrrul.nsr:”::%ttt?n g Medium cutting Operation Ff’;ﬁg;:l:gn Finishing
Grade BX480 AH905 KS20 Grade BXM10 BXM20
Page 3-9 2-84 2-85 Page 3-9 3-9
s T-CBN _ HMM SA H T-CBN T-CBN
Superalloys | Chipbreaker - A & waiard o | Chipbreaker H ﬁ
u ——— E—
((0 Ve (m/min) | 200 (70-300) | 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
oot ap (mm) 0.3(0.1-0.5) | 1.5(0.5-3.0) | 3.0(1.0-6.0) Comin— <_a@p (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-02) | 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm; 0.4 0.4
For other machining types, see “Selection System” (2 2-4 ~ [@ : Stocked items. |

4 Features Relating Sleeves >
(5-6) pages (5—-69)
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TURNINGA. A-type Negative rake / Double clamping system
Min. bore dia. Shank dia.
AC I_N R/ I_ { 032 mm~] [625~50 mm] Steel
Dm
Boring & Internal facing 2 .
a6 e

ki —————— °
L | le
a L4
Cuting eage sy L. 0 %;ﬁ Right hand (R) shown.
Stock| Min Dimensions (mm) Std. Applicable

Cat. No. bore.dia. E P

an o R[L| obm|oDs| f | Li | Lz | h | £ | a | 8 |“p | |insers age
A25R-ACLNR/L12-D320 @@ 32 | 25 | 17 | 200 | 45 | 23 | 45 | -13°
A32S-ACLNR/L12-D400 @@ 40 | 32 | 22 | 250 | 50 | 30 | 6 |-10° 5
A40T-ACLNR/L12-D500 e® 50 | 40 | 27 | 300 | 55 | a7 | 7 | -sv | © | 08 CNDO120400 ) 2-42-
A50U-ACLNR/L12-D630 ° 63 | 50 | 35 | 350 | 65 | 47 | 10 | -7°

T-CBNinserts (o 8-7~| T-DIAinserts (_ 3-21~

Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) Ve (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)

A
Y

CD - - -
& IBasic Selection Chipbreakers CNO1204000-010
© q Precision — Finishing to . o n e Finishing to q q
5 Operation finishing Finishing medium cutting Medium cutting Operation Finishing medium cutting Medium cutting
e Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130
o Page 2-42 2-42 2-45 2-48 Page 2-42 2-46 2-49
|9 TF . TSF ™ TH M SF SM SH
-
= Chipbreaker T |:. @ - ‘_— 5 ._ﬂ Stainless | Chipbreaker il o~ -
c ’ oy
[©]
et
£
2
=

Cor ap (mm) 0.3 (0.05-0.5) 1.0 (0.3-1.5) 3.0 (1.0-5.0) 4.0 (3.0-6.0) Cor ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0) 3.0 (3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.6) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.6
) Precision e Finishing to . q A Precision . Finishing to
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX120 TH10 GH110
Page 3-7 2-43 2-46 2-49 Page 3-21 2-42 2-48
T-CBN . CF CM CH T-DIA With chipbreaker|0q P
1 - - - Non-ferrous

Chipbreaker \..jp @ \.s.

B
((0 Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) ((0 Vc (m/min) |1500 (500-2500) 600 (100-1000)| 600 (100-1000)
ap (mm) | 0.3(0.05-0.5) | 1.0(05-2.0) | 2.0(1.05.0) | 4.02.0-6.0) | |oommmooys|_@P(mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0(0.5-4.0)

Castlron | Chipbreaker

Cor
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3(0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)| 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
Operation ISR AT Medium cuttin Operation i Finishin:
B finishing medium cutting 9 [ finishing 9
Grade BX470 AH905 AH120 Grade BXM10 BXM20
Page 3-7 2-47 2-48 Page 3-7 3-7
s T-CBN _ HMM SA H T-CBN T-CBN
5
Superalloys | Chipbreaker @ - whare | Chipbreaker ~ ~
v . -
((0 Ve (m/min) | 200 (100-280) | 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap (mm) 0.3(0.1-0.5) | 1.5(0.5-3.0) | 2.0(1.0-4.0) CominooL__@p (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f (mm/rev) 0.1 (0.05-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm; 0.4 0.4

For other machining types, see “Selection System” (2 2-4 ~

Q Parts for A-type

Clamp | C©amping Shim | Shimscrew | Spring | Springpin | Wrench
Applicable Recommend
Cat. No. : <> clamping
inserts @ @U‘ % O =E'=. torque(N-m)
AOOO-ACLNR/L CNOO120400 ACP4S ACS-5W | ASC422 | CSTB-3.5 BP-7 SP-2.5 T-15F 4.0

Note: Replacement parts of former A-type toolholders are not applicable to “Turning A” toolholders.

[ @ : Stocked items. |

S 5 |



TURNINGA. A-type Negative rake / Double clamping system

Min. bore dia. Shank dia.
AD U N R/ I_ [ 232 mm~] [z25~50 mm] Steel
e -3

Boring & Internal facing

Lo ‘ ?‘Q'
L+ |
. 0 |
Cutting edge style U %M Right hand (R) shown.
Stock| Min Dimensions (mm) Std. Applicable
Cat. No. bore.dia. F
ak o RILIgDm | 0Ds| f | Li | Lo | h | fo | a | 8 || inserts Page
A25R-ADUNR/L15-D320 o e 32 25 17 | 200 | 45 23 | 45 |-13°
A32S-ADUNR/L15-D400 ® @ 40 32 22 | 250 | 50 30 6 |-11°
-6° . DNOO1504 2-52~
A40T-ADUNR/L15-D500 [ J 50 40 27 | 300 | 55 37 7 -8° 6 0-8 0150400 °
A50U-ADUNR/L15-D630 [ 63 50 35 | 350 | 65 47 10 | -7°
A25R-ADUNR/L1506-D320 (@ @ | 32 25 17 | 200 | 45 23 | 45 |-13° o
A32S-ADUNR/L1506-D400 @ @ 40 32 22 | 250 | 50 30 6 |-11° 6 0.8 | DNOD1506010 2-52~

T-CBNinserts (2 3-7~ | T-DIAinserts (2 3-21~

IBasic Selection Chipbreakers DNC1150401-00] |
. Precisi Finishing t ; ! § Finishing t q q >
Operation fiﬁgﬁlr?; Finishing meli?:fmlré%tt?ng Medium cutting Operation Finishing me(l:ir;:JSm”::?Jttci)ng Medium cutting O
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130 =)
Page 2-52 2-52 2-55 2-58 Page 2-53 2-55 2-58 c'T)"
TF TSF ™ TH M SF SM SH 3
0 : Y]
Steel | Chipbreaker | i ™™ - @ - - Stainless | Chipbreaker - - - :{
((0 Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) ((0 Ve (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150) 5
Cont ap (mm) 0.3 (0.05-0.5) | 1.0(0.3-1.5) 3.0 (1.0-5.0) 4.0 (3.0-6.0) Conti ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0) 3.0 (3.0-6.0) o
f(mm/rev) | 0.1(0.03-0.15) | 0.15 (0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.4) %
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.2 a
: Precision i Finishing to : " : Precision ST Finishing to
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX120 GH110 GH110
Page 3-7 2-53 2-56 2-59 Page 3-21 2-52 2-58
T-CBN CF CM CH T-DIA Wit chipbreaker|0q P
Castlron | Chipbreaker | @ "~ -~ . Non-ferrous | Chipbreaker -l e | s - - -
i | D S| <& ke | G | > | =

((0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) ((‘ Ve (m/min) |1500 (500-2500)] 600 (100-1000)| 600 (100-1000)
ap (mm) | 0.3(0.05-05) | 1.0(0.5-2.0) | 2.0(1.0-5.0) | 4.0(2.0-6.0) ap (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0 (0.5-4.0)

Continuou:

co f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)[ 0.3 (0.15-0.4) | 0.4 (0.2-0.5) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)| 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
Operation zﬁgﬁfg Finishing mggﬁ:’gﬂ;ﬁn g Medium cutting Operation Ff,lﬁgﬁlr?; Finishing
Grade BX470 KS20 AH905 AH120 Grade BXM10 BXM20
Page 3-7 2-53 2-56 2-55 Page 37 37
s T-CBN SS HMM All-round H T-CBN T-CBN
sweraloys | Chipbreaker | g/ #% 0 |« 6 @"‘ mitdis | Chipbreaker | . M | !I -
((0 Ve (m/min) | 200 (100-280) | 50 (30-70) 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
cont ap (mm) 0.3(01-05) | 1.0(05-30) | 1.5(05-3.0) | 3.0(1.0-6.0) | |cominuous. @R (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.08-0.2)| 0.2(0.1-0.3) | 0.3 (0.2-0.5) f (mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 0.8 re (mm) 0.4 0.4
For other machining types, see “Selection System” ~ 2-4 ~
Q Parts for A-type
Clamp | Clamping Shim | Shimscrew | Spring | Springpin | Wrench
Applicable Recommend
Cat. No. : <D clamping
inserts H
(=) @D % T || orauetvm
AOOO-ADUNR/L15 DNOO150400 ACP4S | ACS-5W | ASD432 | CSTB-3.5 BP-7 SP-2.5 T-15F 4.0
AOOO-ADUNR/L1506 DNOO150600 ACP4S | ACS-5W | ASD423 | CSTB-3.5 BP-7 SP-2.5 T-15F 4.0

Note: Replacement parts of former A-type toolholders are not applicable to “Turning A” toolholders.

[ @ : Stocked items. |

Relati
ERNEN> 5




TURNINGA. A-type

ASKNR/

L

Negative rake / Double clamping system

Min. bore dia. Shank dia.
©25~32 mm

232 mm~

Steel
Shank

Through boring

Cutting edge style K

Right hand (R) shown.

Stock| Mmi Dimensions (mm A
Cat. No. Tty b, cgﬁgér A’i)r?shgggle Page
R|L| @bm | @Ds f L4 Lo h fa a 0 re
A25R-ASKNR/L12-D320 ®® 32 | 25 | 17 | 200 | 45 | 23 | 45 |-13°| _.
A32S-ASKNR/L12-D400 oo 20 | 32 | 22 | 250 | 50 | 30 | 6 |—10°| © | 08 |SNOO2040D ) 2-61~

I Basic Selection Chipbreakers SNO0120400-000

T-CBNinserts (2 3-8~ | T-DIAinserts (2 3-21~

((0 Vc (m/min) 200 (70-300)

50 (20-100) 50 (20-80)

5 Precision o Finishing to . q n N Finishing to . .
Operation finishing Finishing medium cutting Medium cutting Operation Finishing medium cutting Medium cutting
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130
" Page 2-61 2-61 2-64 2-67 Page 2-62 2-64 2-67
5 TF TSF ™ TH M SF SM SH
% Chipbreaker - | - i - - Stainless | Chipbreaker: - o -
o] Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) (‘ Vc (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)
|9 ap(mm) | 0.3(0.05-05 | 1.0(0.3-15) [ 3.0(1.0-5.0) | 4.0(3.0-6.0) | |com ap (mm) 1.0(0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0)
= f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) 0.3 (0.2-0.4) 0.3 (0.2-0.3)
& re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 08 1.6
p—
[0} S Precision ] Finishing to i q 0 Precision Finishing to
E Operation finishing Fllitig medium cutting el @uiidlig) Operation finishing medium cutting
- Grade BX930 T5115 T5115 T5115 Grade DX140 GH110
Q Page 38 2-62 2-65 2-67 Page 3-21 2-66
|<_: T-CBN CF CM CH T-DIA - P
Gattvon | Ghipbreaker H -~ - - nims | Chipbreaker | | 'ql
(¢ a0 | 210 isoa0 | zoanoar| ||
(0 Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) (0 Vc (m/min) [1500 (500-2500)] 600 (100-1000)
Conti ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) 2.0 (1.0-5.0) 4.0 (2.0-6.0) Continuous_ 8P (mm) 0.5 (0.05-1.0) 2.0 (0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.3(0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8
. L Finishing to f ; q -
Operation Finishing medium cutting Medium cutting Operation Finishing
Grade BX480 AH905 AH120 Grade BXM20
Page 3-8 2-65 2-66 Page 3-8
s T-CBN HMM SA H T-CBN
r i
Sueralloys | Chipbreaker H =) | waiard o | Chipbreaker -

@ Vc (m/min)

150 (70-220)

cont ap (mm) 0.3(0.1-0.5) [ 1.5(0.5-3.0) | 2.0(1.0-4.0) Comtinaousl_@p (mm) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.3) | 0.2(0.1-0.3) | 0.3(0.2-0.5) f (mm/rev) | 0.1(0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm; 0.4
For other machining types, see “Selection System” (_ 2-4 ~
Q Parts for A-type
Clamp C'g,g',‘gx'g Shim | Shimscrew | Spring | Springpin | Wrench
Applicable 7 Recommend
Cat. No. : <> clamping
inserts @ D % e pyd I
ACICC0-ASKNR/L SNO[120400 | ACP4S | ACS-5W | ASS422 |CSTB-3.5| BP-7 SP-2.5 T-15F 4.0

Note: Replacement parts of former A-type toolholders are not applicable to “Turning A” toolholders.

S s |

[ @ : Stocked items. |




TURNINGA. A-type Negative rake / Double clamping system
l s Min. bore dia. Shank dia.
TFN R/I_ { 032 mm~] [®25~32 mm]

Blind hole boring ==y
I | [ ] 0il Hole

g
w\i =
Lo <
a L
Suileeipegol 7 R — Right hand () shown,
Cat. No. Stock bo':gi.rt‘jia. Dimensions (mm) ccs,:ﬂér Applicable page
R/L|@gbm|@Ds| f | L1 | Lo | h | 2 | a 0 | re Lzt
A25R-ATFNR/L16-D320 o e 32 25 17 | 200 | 45 23 | 45 |-13°
-6° . TNOO160400 2-70~
A32S-ATFNR/L16-D400 e @ 40 32 22 | 250 | 50 30 6 |-10° 6 0.8
T-CBN inserts (~ 8-8~ | T-DIAinserts (_ 3-21~
IBasic Selection Chipbreakers TN1160400-000]
Operation zﬁgﬁf; Finishing mgg:ﬂ:‘"&%&?n g Medium cutting Operation Finishing meFiir;:fnr;i?:%ttt?n g
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130
Page 2-70 2-71 2-74 2-77 Page 2-71 2-74
TF TSF A ™ TH M SF SM
Steel | Chipbreaker - H'h - - Stainless | Chipbreaker - -

Ve (m/min) | 150 (100-200) | 120 (70-150)
ap (mm) 1.0 (0.5-3.0) | 2.0(0.5-4.0)

B

eSS St | —
Ve (m/min) | 200 (150-250) | 200 (150-300) | 200 (150-300) | 220 (150-300)
Conti

ap (mm) | 0.3(0.05-05) | 1.0(0.3-1.5 | 3.0(1.0-5.0) | 4.0 (3.0-6.0)

SJ19P|0Y|00] [eulsiu] OVL

f(mm/rev) | 0.1(0.03-0.15) | 0.15 (0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) co f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.4)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8
Operation Zﬁ:ﬁ:%] Finishing m:&?{?ﬂﬁ"&%gﬁn 9 Medium cutting Operation '?I:ﬁg;ﬁfgn Finishing merljr;:Jsr:"g%ttt(i)n g
Grade BX930 T5115 T5115 T5115 Grade DX120 GH110 GH110
Page 3-8 2-72 2-75 2-77 Page 3-21 2-70 2-76h
. T-CBN . CF CM CH . T-DIA "i"whinmake'm P

Castlron | Ghipbreaker A - - - Nor-ferrous | Ghipbreaker - - ‘\
( 1 b ( L | &=

(0 Vo (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) (0 VG (m/min) _[1500 (500-2500)] 600 (100-1000)] 600 (100-1000)
ap (mm) | 0.3(0.05-05) | 1.0(0.52.0) | 20(1.05.0) | 4.0(2.06.0) | |ooimmcre @P(mm) | 0.5(0.05-1.0) | 05 (0.05-1.0) | 2.0(0.54.0)

cor f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3(0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)| 3.0(0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
Operation Riec Sl Finishing Finishing to |y 0 4ivim cutting Operation Acestan Finishing
finishing medium cutting finishing
Grade BX470 KS20 AH905 AH120 Grade BXM10 BXM20
Page 3-8 2-71 2-75 2-76 Page 3-8 3-8
s T-CBN SS SA H T-CBN T-CBN

HMM
-
Superalloys | Chipbreaker A - A whard - | Chipbreaker » -
- . -9 F ] o |

((0 Ve (m/min) | 200 (100-280) | _ 50 (30-70) 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
ap (mm) 0.3(0.1-05 | 1.0(05-3.0) | 1.5(053.0) | 2.0(1.0-4.0) | |commmousl_@P(mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)| 0.2(0.1-0.3) | 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 0.8 re (mm! 0.4 0.4

For other machining types, see “Selection System” 24~

Conti

Q Parts for A-type

Clamp C'gg;g‘jpg Shim | Shimscrew | Spring | Springpin | Wrench
Applicable Recommend
Cat. No. : > clamping
nsedts | /=) | @D o | T fioraue tem)
ACOO-ATFNR/L TNOO160400 | ACP3S | ACS-5W | AST322 |CSTB-3.5| BP-7 SP-2.5 T-15F 3.0

Note: Replacement parts of former A-type toolholders are not applicable to “Turning A” toolholders.

[ @ : Stocked items. |

Relati
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TURNINGA A-type Negative rake / Double clamping system
l s | { Min. bore dia. Shank dia.
\/U N /I_ { 240 mm~] [032~40 mm]
,,,,,,,,, & Qil Hole
& r

Cutti dge styl = i
HHng ecese u G%M Right hand (R) shown.

Boring & internal profiling

Stock| i Dimensions (mm) 1 .
Cat. No. e cgﬁger A?r?sllgggle o
R|L| @bm | @Ds f L L> h fa a 0 re
A32S-AVUNR/L16-D400 ® o 40 32 22 | 250 | 50 30 6 |-10° 6° | 08 vNOO160400 2-88~
A40T-AVUNR/L16-D500 ® @ 50 40 27 | 300 | 55 37 7 -8° ’ YNOO160400 2-87~

T-CBN inserts (2 8-9~ | T-DIAinserts (-~ 8-21~

I Basic Selection Chipbreakers VNO160400-00

n
P
S Operation mgﬁfé‘ Finishing mg&?ﬁ:";%ttt?ng Operation Finishing mng;:f;'g% ttt?ng
_8 Grade NS730 GT730 T9115 Grade T6120 T6130
6 Page 2-87 2-87 2-89 Page 2-87 2-89
|9 TF TSF ™ M SF SM
— Chipbreaker | .. ™ - v Stainless | Chipbreaker - -
S| ’ | RO S °
c
s || (
Qo Vc (m/min) | 200 (150-250) | 200 (150-300) | 180 (150-300) Vc (m/min) | 150 (100-200) | 120 (70-150)
js cond ap(mm) | 0.3(0.05-0.5 | 1.0(0.3-1.5) | 2.0 (1.0-4.0) cont ap (mm) 1.0 (0.5-3.0) [ 2.0 (0.5-4.0)
O f (mm/rev) | 0.1 (0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.4) f(mm/rev) | 0.1(0.03-0.15) | 0.3(0.2-0.4)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.8
<
) Precision e Finishing to A Precision e
Operation finishing Finishing medium cutting Operation finishing Finishing
Grade BX930 T5115 15115 Grade DX120 GH110
Page 3-9 2-88 2-89 Page 3-21 2-87
T-CBN CF CM T-DIA With chipbreaker| 0
Castlron | Chipbreaker * - - - Norfermus | Chipbreaker h-. L= w
((0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) ((‘ Ve (m/min) [1500 (500-2500)| 600 (100-1000)
cont ap (mm) | 0.3(0.05-05 | 1.0(0.5-2.0) | 2.0 (1.0-4.0) Comtimiousl__@P (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2) | 0.3 (0.15-0.4) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.2
A Precision s Finishing to : Precision .
Operation finishing Finishing medium cutting Operation finishing Finishing
Grade BX470 BX480 AH905 Grade BXM10 BXM20
Page 3-9 3-9 2-90 Page 3-9 3-9
s T-CBN T-CBN HMM H T-CBN T-CBN
Sueralloys | Chipbreaker * * o M2, | Chipbreaker ﬂ‘—' ﬂ‘—'
((0 Ve (m/min) | 200 (100-280) | 200 (70-300) | 50 (20-100) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap (mm) 0.3 (0.1-0.5) 0.3 (0.1-0.5) 1.5 (0.5-3.0) Continuou: ap (mm) 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.05-0.3) | 0.2(0.1-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.4

For other machining types, see “Selection System” (_J 2-4 ~

Q Parts for A-type

Clamp | Clamping Shim  |shimscrew | Spring | Springpin | Wrench
Applicable Recommend
Cat. No. : D clamping
inserts f ? @U‘ % ——— =EI= torque(N-m)
VNOO160400
ACICO-AVUNR/L YNOO160400 ACP3L | ACS-5W | ASV322 |CSTB-3.5| BP-7 SP-2.5 T-15F 3.0

Note: Replacement parts of former A-type toolholders are not applicable to “Turning A” toolholders.

[ @ : Stocked items. |

S 5 |



TURNINGA. A-type Negative rake / Double clamping system

Min. bore dia. Shank dia.
AWLNR/L (555 ma) 02550
Oil Hole

Boring & facing

Cutting edge style L

Right hand (R) shown.

Stock| Min Dimensions (mm) Std. .
Cat. No. bore.dia ot A|ci>r|?sllé:ratlgle ot
R|L| @Dm | @Ds f L4 Lo h fa a 0 re

32 25 17 | 200 | 45 | 23 | 45 | -13°
40 | 32 22 | 250 | 50 | 30 6 |-10°
32 25 17 1200 | 45 | 23 | 45 | -13°
40 | 32 22 | 250 | 50 | 30 6 |-10°
50 | 40 | 27 | 300 | 55 | 37 7 -8°
63 50 35 | 350 | 65 | 47 10 | -7°

A25R-AWLNR/L06-D320
A32S-AWLNR/L06-D400
A25R-AWLNR/L08-D320
A32S-AWLNR/L08-D400
A40T-AWLNR/L08-D500
A50U-AWLNR/L08-D630

-6° | 0.8 |wNOOoe0400O 2-80~

-6° | 0.8 |wNODOo080400O 2-80~

T-CBN inserts (2 8-9~

I Basic Selection Chipbreakers WNC080400-000 =
Operation mgﬁ'ﬁ; Finishing mgjjr;:f:]iré%,:ﬁong Medium cutting Operation Finishing meFiﬂLsgiT:%ttt?ng Medium cutting 9
Grade NS730 GT730 T9115 T9115 Grade T6120 T6130 T6130 =
Page 2-80 2-80 2-83 2-85 Page 2-80 2-83 2-85 Q
TF TSF ™ TH M SF SM SH 8
& =2
Steel Chipbreaker ‘ » & ] - Stainless | Chipbreaker ] - . —
((0 Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-250) ((0 Ve (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150) g
Cont ap (mm) 0.3 (0.05-0.5) 1.0 (0.3-1.5) 3.0 (1.0-5.0) 4.0 (3.0-6.0) Conti ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0) 3.0 (3.0-6.0) o
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) [0)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.8 1.6 »
s Precision S Finishing to . .
Operation finishing Finishing medium cutting Medium cutting
Grade BX930 15115 15115 15115
Page 3-9 2-81 2-84 2-86
T-CBN _ CF CM CH
Castlron | Ghipbreaker e - - -

(0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400)

Conti ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) 2.0 (1.0-5.0) 4.0 (2.0-6.0)
f (mm/rev) 0.1 (0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) 0.4 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2
Operation fascislol ni=hinolig Medium cuttin Operation iscislol Finishini
2 finishing medium cutting 9 B finishing 9
Grade BX480 AH905 KS20 Grade BXM10 BXM20
Page 3-9 2-84 2-85 Page 3-9 3-9
s T-CBN HMM SA H T-CBN T-CBN
Superalloys | Chipbreaker (] A & whard o | Chipbreaker -~ -~
(0 Ve (m/min) | 200 (70-300) | 50 (20-100) 50 (20-80) (0 Ve (m/min) | 200 (150-350) | 150 (70-220)
oot ap(mm) | 0.3(0.1-0.5 | 1.5(0.5-3.0) | 3.0(1.0-6.0) Comtine— s__@p (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm) 0.4 0.4
For other machining types, see “Selection System” (2 2-4 ~ [@ : Stocked tems. |

Q Parts for A-type

Clamp | ©'amping Shim | Shimscrew | Spring |Springpin | Wrench
Applicable Recommend
Cat. No. : < ~ clamping
inserts @ @»-). % — =E|= torque(N-m)
AOOC-AWLNR/LO6 WNO[1060400C1 | ACP3S | ACS-5W | ASW322 |CSTB-3.5| BP-7 SP-25 | T-15F 3.0
ACICICO-AWLNR/LO8 WNLI[I080400] | ACP4S | ACS-5W | ASW422 |CSTB-3.5| BP-7 SP-2.5 T-15F 4.0

Note: Replacement parts of former A-type toolholders are not applicable to “Turning A” toolholders.

[ @ : Stocked items. |
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TURNTEC Negative rake / Screw-on system
Min. bore dia. Shank dia.
TLANR/L (555 ) (025-50 )

Boring & Internal facing

N = Q"’]
- >y
Lo L1 h
0,
E¢ Right hand (R) shown.
Stock Min. Dimensions (mm)
Toolholders Cat. No. bore.dia. a 0 Applicable inserts
R L @Dm oDs f L4 Lo h h,

S25T-TLANR/L12-D530 e o 53 25 17 300 40 23 | 115 | -6° | -14°
S32U-TLANR/L12-D530 e o 53 32 22 350 45 29 | 14,5 | -6° | -14° | LNMX12040CL/R
S40V-TLANR/L12-D530 e o 53 40 27 400 53 36 18 -6° | -14°
S50U-TLANR/L16-D850 e o 85 50 37 350 63 46 23 -6° | -10° | LNMX1606JCIL/R

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(S-TLANLOO type), and the left hand insert (L) is used for the right hand toolholders (S-TLANROO type).

0
g
_8
o
¥ Nlnserts for TurnTec
g Stocked grades Dimensions (mm)
*GE) Cat. No. Godtod
- L | E T9115 | T9125 | AH725 | W | L h | re
Q ‘ a RIL|R|L|RJ[L
= . f@%@@ LNMX120408R/L-TDR | @ ([ @ © @ 4.8]12.0/11.6] 0.8
& v ) LNMX120412R/L-TDR © © [ ® @ 4.8 |12.0|11.6| 1.2
! LNMX160608R/L-TDR | ® © | © | @ 6.4 [16.2/13.5 0.8
<< LNMX160612R/L-TDR © © ([ ©® @ 6.4 (16.2/13.5| 1.2
LNMX160616R/L-TDR © © [ ©® | @ 6.4 (16.2/13.5| 1.6
N @ I LNMX160608R/L-MDR| @ | @ % | % | 6.4 16.2/13.5| 0.8
J LNMX160612R/L-MDR | * | % % | % | 6.4 |16.2|13.5/ 1.2
@"\ LNMX120408R/L-TWR | % | % | % | % 4.8 |12.0|/11.6| 0.8
‘ LNMX120412R/L-TWR | % | % | % | % 4.8 [12.0|11.6| 1.2
Right hand (R) shown. LNMX160608R/L-TWR | % | % | % | % 6.4 |16.2/13.5]/ 0.8
LNMX160612R/L-TWR | % | % | % | % 6.4 |16.2/13.5| 1.2
I Parts for TurnTec
Aylnr?;igﬁts)le Shim Shim Screw | Spring pin g\rlili?nnggr];% Cl:g:gxlg Wrench
Toolholders Cat. No. ) S
BlI=LENsE
S25T-TLANR/L12-D530
S32U-TLANR/L12-D530 | LNMX1204000L/R| TSL12L/RI |CSTF-2L055-S - T-6F-S 2B s | KEYV-TI0
S40V-TLANR/L12-D530
S50U-TLANR/L16-D850 |LNMX16060J0L/R| TSL16L/RI - PSP-16 - CSTB-4L115-S| KEYV-T15

® : Stocked items
% : Available from 2013

S o |



TURNTEC

TLANR/L

o Standard cutting conditions

*Values i h th ition for faci
LNMX420400000-00000 alues in red shows the condition for facing

. Chip- Cutting speed Depth of cut: ap (mm) Feed: f(mm/rev)
Worlmaterials  lpreakers| Grades | "y (m/min) re: 0.8 re:1.2 re:0.8 re:1.2
T9115| 120 - 250
TDR 0.5 '252 o8-5 0.15- 0.6 0.25-0.8
Steels T9125| 80 - 180 0.5-2. ene
S45C, SCM415 etc.
(C45, 18CrMo4 etc.) T9115| 120 - 250
TWR 05-5 08-5 0.15- 0.6 0.25-0.8
T9125| 80- 180 05-22 0.8-22
T9115| 100 - 180
. TDR 05-5 08-5 0.15- 0.6 0.25-0.8
Stainless steels T9125| 80 - 180 0.5-2.2 0.8-2.2
SUS304, SUS316 etc.
(X5CrNi18-9, } 4
X5CrNiMo17-12-2 ete) o Wik iley= ik 05-5 0.8-5 T 0.95 - 0.8 B
T9125 80 - 180 0-5 - 2-2 0-8 - 2-2 §
[0}
S
o
LNMX160611-1C0 g’
. Chip- Cutting speed Depth of cut: ap (mm) Feed: f(mm/rev) g
Work materials Grad . o
breakers| “f4%€% | yc (m/min) [ o8 re:1.2 re:1.6 re:0.8 re:1.2 re:1.6 g
[¢2]

TO115| 120-250 | . . | oo 6 | 1.8

TDR 05-32 | 08-32 1-32 0.15-0.6 | 0.25-0.8 0.3-1

Steels T9125| 80-180
S45C, SCM415 etc.
(C45, 18CrMod etc.) T9115| 120 - 250
TWR 05-5 | 08-6 - 0.15-0.6 | 0.25- 0.8 -

To125| 80-180 | 0-5-32 | 0.8-3.2

T9115| 100 -180 05-5 08-6 1-8

TDR 0.15-0.6 | 0.25-0.8 03-1
80 - 180 05-32 | 0.8-3.2 1-3.2

T9125
Stainless steels
SUS304, SUS316 etc. T9115| 100-150 | .o o | ;5.7
(X5CrNi18-9, MDR > | 0.8-3.2 - 0.1-0.5 | 0.15-0.7 -
X5CrNiMo17-12-2 etc.) AH725| 50-150 | 0-5-3:2 | 0.8-3.

To115| 100 - 180
TWR 05-5 | 08-6 - 0.15-0.6 | 0.25-0.8 -

To125| 80-180 | 0-5-32 | 0.8-3.2

Relati
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S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Carbide
@8mm~ ©8~32mm Shank
Blind hole boring Min. bore dia: @Dm h
S
STEPR/L o 91— 7::§°
Lo
a L1
50
%ﬁ % CO8K-STFPRO7
91° ‘ 7 @
Se
Lo ‘
Cutting edge style F L1 Right hand (R) shown.
I Steel Shank
o A ) e 0 g
RIS oo T e [ ] [ o ] ' = =
- 3 070100 ) y
S08H-STFPR/L07 8 8 4 100 | 20 7 - 10 0.4 | TPGM % CSTB-2.2S T-7F
0902000
wn = o - —
2 S08H-STFPR/L09 10| 8 |55 |100| 16 | 7 - | 8 |04 Sgupan (CSTB228|  TF
S
2 | S10K-STFPR/L11 12|10 |65 |125 20 | o | - |6 | 110200 N
o) ) — . -
© | S12M-STFPR/L11 1612 | 9 |150 | 24 | 11 | 115]| 4° - e
c_éj S16Q-STFPR/L13 20 | 16 | 11 | 180 | 30 | 15 | 155 3° 04 Ecept' , 130300
= 4 | Exceptin CSTB-3 T-9F
2 o GH, o 2-123~
2 S20R-STFPR/L13 24 | 20 | 13 | 200 | 40 | 18 | 19 | 2 Tron, 2212 |
O S25S-STFPR/L16 31 | 25 | 17 [ 250 | 45 | 23 | 24 0 TPGA | 16T300
0° . } -
£ | e—— 39 | 32 | 22 [ 300 | 50 | 30 | 31 2123-]| CSTB-4 - T-15F
T-CBNinserts (2812~| T-DIAinsert (1822~
l Carbide Shank
O A ) e 0 g €
el &l oo v T e [ [ [ ] -] = =F
CO8K-STFPR/LO7 8 | 8 | 4 |125| 45 | 7 | - | 10° 04| TRaM | S CSTB22S| T
CO8K-STFPR/L09 10| 8 |55 /125 - | 7| - | 8 |04 090208 puzgmy OSTB225 | T-7F
C10M-STFPR/L11 12| 10 | 65 | 150 9 6° 110200
- - 0.4 Sosp30|| CSTB-2.5 | T-8F
C12Q-STFPR/L11 16 | 12 | 9 | 180 11 4° - & 2123
C16R-STFPR/L13 20 | 16 | 11 | 200 15 3° s | 130300
- - 0.4 | Excepting <orpay)| CSTB-3 | T-9OF
C20S-STFPR/L13 24 | 20 13 | 250 18 2° ' Iﬁgu o 2128
TPGA’
C25T-STFPR/L16 31| 25 | 17 |300| - | 23| - | 0 |08 1eTsod CSTB-4 | T-15F
: U 2-123~ - -
Notes: ® When using a right or left hand insert, the right hand insert is used T-CBNinserts (28-12~| T-DIAinsert (23-22 ~
for left hand toolholders and the left hand insert is used for right hand
toolholders.
[ @ : Stocked items. |
- Relating Sleeves
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P-type / Internal Turning Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PTFN R/ I_ [ 240mm-~ ] [g32~5omm] |§ﬁgﬂfl

Boring Min. bore dia: Dm h
PTFNR/L \ m
p ! ) o
% 7% {5%
< d \A/ I
a L1

%

Right hand (R) shown.

Cutting edge style F

I Steel Shank

Clamping Spring | Wrench

Dimensions (mm) screw
Applicable inserts ‘ L)
oDs| 1 | Li| L) b | b a| NS |
S32S-PTFNR/L16 |® |@®| 40 | 32 | 22 [250 | 50 | 30 |29.5
0 | 40 | 27 |300 37 |3 10" 0.8 | TNOO 1604000 sz LCL3 | LCS3 | LSP3 | P-25
S40T-PTFNR/L16 |®|®| 5 7 55 | 37 |37.5 : sou709| | A -
S50U-PTFNR/L16 |@ 63 | 50 | 35 |350 | 65 | 47 |47.5| 8°
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand T-CBNinserts (~ 3-8 ~ | T-DIAinserts (_ 3-21

toolholders and the left hand insert is used for right hand toolholders.

M-type / Internal Turning Negative rake / Multi clamping system
Min. bore dia. Shank dia.
MTFNR/L (533 ) a5 |

Blind hole boring Min. bore dia: eDm

MTFNR/L N |

91°

;li - SN

—]
>
O
=]
=
[©)
=
>
D
g
Q
>
o
Q.
(0]
=
(@]

oi— — B

Cutting edge style F Right hand (R) shown.

I Steel Shank

N T & T T L n Lo e | | e m=ere [FERTEN PIL

S25R-MTENR/L16 (A |A| 32 |25 | 17 |200| 40|23 [22.5/12°| 0.8 | TNOD | 00400 MLP3L Mok oM MCSs| - | P-2F |P-2.5
. 2-70~

Notes: ¢ When using a right or left hand insert, the right hand insert is used T-CBNinserts (_ 3-8 ~ | T-DIAinserts (_ 8-21
for left hand toolholders and the left hand insert is used for right hand Note: « ked parts t No. is f t N
toolholders. ote: » marked parts type No. is former type No.

@ : Stocked items.
A : Will be replaced by new products.

Relati ' _
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C-type / Internal Turning Positive rake / Clamp-on system
Min. bore dia. Shank dia. 1| [carbide
CTF P R/ I_ [ 016mm~ ] [m 2~32mm] l e

Blind hole boring Min. bore dia: eDm h

CTFPR/L \
- Tf

o
Cutting edge style F %@ Right hand (R) shown.

ols ‘
.

l Steel Shank
S12M-CTFPR/L11 |@ |®@| 16 | 12 | 9 |150| 25 |11 |11.5] 6° 110300 | CSW-00
0.4 P-2.5 - -
S16Q-CTFPR/L11 |® ®| 20 | 16 | 11 [180| 30 |15 | 15 | 4° - 224804 | ;o5
o S20R-CTFPR/L16 @ @ 25 | 20 | 13 |200| 40 | 18 |18.5| 2° wirout 09| 160500 CSG-6S ] ]
8§ | S25S-CTFPR/L16 @ ® 32 | 25 | 17 |250 | 45|23 22.5 oo | 08 czs | PO
§ S32T-CTFPR/L16 @ |®| 40 | 32 | 22 |300| 50 | 30 |29.5 PAT-32 | M3x0.5x6
§ T-CBN inserts (38514'%] T-DIAinserts (3 893
g
g M Carbide Shank
< d O dia O e AYele dDIE < @ L
2 ]| | ool e T [n ] o] o) N=
C12Q-CTFPR/L11 |® @®| 16 | 12 | 9 |180 11 6° CSW-00
@ - - 0.4 | TPOO | 110300 P-2.5 - -
C16R-CTFPR/L11 (@ @ 20 | 16 | 11 |200 15 40 (Without hole) (22:130+| | csG-55
Notes: ® The hole of inserts conforms to ISO standard. T-CBN inserts(~ 3-14 ~| T-DIAinserts (= 3-23

e When using a right or left hand insert, the right hand insert is used
for left hand toolholders and the left hand insert is used for right hand
toolholders.

O Parts for positive-rake C-type toolholders when using chipbreaker piece

Toolholder Cat. No. | Shape | Clamp set | Chipbreaker piece
C12Q / S12M-CTFPR/L11 - -
C16R / S16Q-CTFPR/L11 =] CSG-5 CBT-2M, (S)
S20R-CTFPR/L16 © S
S25S-CTFPR/L16 CSG-6 CBT-3M, (S, L)
S32T-CTFPR/L16

Note: When using chipbreaker piece, order above optional parts separately. Chipbreaker piece grade: TX30

[ @ : Stocked items. |

-_ Relati SI
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S-type / Internal Turning Positive rake / Screw-on system

_|_ F) | % Min. bore dia. Shank dia. Tsuppari- Steel Carbid;
S U /I— [ Q8mm~ ] [ G8~32mm ] [Ign::lr(‘){smnk Shankl
Boring .ﬁ
Min. bore dia: eDm Carbide reinforcement ; —
STUPRIL (Only for TOOO) ‘—L- Qil Hole
o 4 - & @ Q
Q AR
TW \
9=

#

Right hand (R) shown.

Cutting edge style U

I “Tsuppari-lchiban” (Reinforced with carbide)

0 bore | O D C O d — =
< e ole orneri App able e T
RIL| g "% oDs) 7 Ll L Lo h b e =1
T12M-STUPR/L11-D14 |@® 14 7 24 | 59 Y
- 112 150 11 - 4° 0.4 ! 1322?::'23 CSTB-2.58 T-8F
T12M-STUPR/L11 ® ® 16 9 25 | 58 22-123-| CSTB-2.5
= = [ 18 9 3.5° CSTB-3S
T16Q-STUPR/L13-D18 |16 180 | 30 | 59 | 15 j_>'
T16Q-STUPR/L13 ® ® 20 11 ) 3° 04 TPOO | 130300 CSTB-3 ToF @)
. 123~ =3
T20R-STUPR/L13C-D22|®| | 22 |rets 35 “Excepting| | 22233 | csTB-35 =
20 200 49 | 18 2° TPGH 3
T20R-STUPR/L13 e e 24| - 13 40 PG, CSTB-3 3
TPGA —
- - 13.5 40 1° 5
T25S-STUPR/L16C-D27 |® 27 |Ret/4 o5 050 64 | o3 | - 0.8 123;:33 CSTB-4S T15F %
T25S-STUPR/L16 ® ® 31 | - 17 45 0° z2les 3
o
T-CBN inserts ( 3-12~ T-DIA inserts ( 3-22 ~ %

l Steel Shank

0 Dime 0 : amping o
- O bore orne APP dple e 1
RIL|gpl oDl f Lol Lot h b a | == &
ozo1O0O
S08H-STUPR/L07 8 8 4 1100 | 21 7 - 10°| 0.4 TPGM o127 CSsTB-2.28| T-7F -
090200
S08H-STUPR/L09 10 8 |55 (100 | 16 7 - 8° | 04 Spqpay| |CSTB-22S| T-TF -
12 | 10 | 65 | 125 | 2 - | 6 11020000
S10K-STUPR/L11 0)65]125] 20| 9 | o4 opas (OSTB-2.5 T8F )
S12M-STUPR/L11 16 | 12 9 |150| 24 | 11 |11.5] 4°
o TrPoo 130300
S16Q-STUPR/L13 20 | 16 | 11 [ 180 | 30 | 15 |15.5| 3 0.4 *Eéf;eﬁ,tmg <23y | CSTB-3| TOF )
S20R-STUPR/L13 24 | 20 | 13 | 200 | 40 | 18 | 19 2° TPGM,
TPGA
o 161300
S$25S-STUPR/L16 31 25 | 17 | 250 | 45 | 23 | 24 o | o8 <pup3%) | CSTB-4S| T-15F )
S32T-STUPR/L16 39 | 32 | 22 |300| 50 | 30 | 31
TPOO 130300
A2OR'STUPR/L1 3 24 20 13 200 40 18 19 0.4 *Excepting 2 2-123~ CSTB-3 T-9F EA-20
TPGH,
oo |1eT300
A25S-STUPR/L16 31 | 25 | 17 | 250 | 45 | 23 | 24 0.8 (02-123~| |CSTB-4S| T-15F | EA-25
Notes: ¢ When using a right or left hand insert, the right hand insert is used for left T-CBNinserts (~28-12~| T-DIAinserts (2 3-22 ~

hand toolholders and the left hand insert is used for right hand toolholders.

[ @ : Stocked items. |

Relati Sleeves ' ' -
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S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Steel| [caride
STUPR/L (") (e

i Carbide Shank
° bore O U € O d L i =
E dia. \holel ol f | Lo|Le L | h | b al. PR f— T
070100
COsK'STUPRlL07 8 - 8 4 125| 45 _ 7 _ 10° 04 TPGM O 2127 CSTB-2.2S T-7F
090200
CO08K-STUPR/L09 10 - 8 | 551|125 - - 7 - g | 04 2123~ CSTB-2.2S| T-7F
C10M-STUPR/L11 12 10 | 6.5 | 150 9 6° 110200
_ - _ - 0.4 (>2-123-| |[CSTB-2.5| T-8F
C12Q-STUPR/L11 16 12| 9 | 180 11 4° TPOD
C16R-STUPR/L13 20 16 | 11 | 200 15 3° "Excepting| 13030001
- - - - 0.4 |rean, (S2-1284| | CSTB-3 | T-OF
C20S-STUPR/L13 24 20| 13 | 250 18 2° ﬁggﬂy
16T300
C25T-STUPR/L16 31 |- | 2517|300 - | - [23| - | 0|08 (22:1234] |CSTB-4S | T-15F
1%
e E08J-STUPR/LO7 110
D 070100
3 8 | -| 81| 4 40| - |75 - - _ G CSTB-2.2S| T-7F
S | E08G-STUPR/LO7 90 0.4 | TPGM 22123
S | E08J-STUPR/L09 110 0s02000
= 10| -] 8 |55 - - 175] -] - |04 (5244284 |CSTB-2.2S| T-7F
c_és E08G-STUPR/L09 90
2 E10K-STUPR/L11 120
< 12 | - | 10 | 6.5 95| - -
(@) E10H-STUPR/L11 100 TPOO
|<£ -] - 0.4 troopting| 10200 CSTB-2.5| T-8F
E12L-STUPR/L11 6. l12] o 130 115 - ) Iﬁg; ~2-123~
E12J-STUPR/L11 110 TPGA
E16M-STUPR/L13 150 130300
20 - 16 | 11 - - |15.5| - - 0.4 . 5.123. CSTB-3 T-9F
E16L-STUPR/L13 130 <
Note: ® When using a right or left hand insert, the right hand insert is used for left hand T-CBN inserts (283-12 ~ T-DIAinserts (2 3-22 ~

toolholders and the left hand insert is used for right hand toolholders.

[ @ : Stocked items. |

-_ Relati SI
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P-type / Internal Turning Negative rake / Lever-lock system
Min. bore dia. Shank dia. Teuppari-| [ carbide
220mm-~ 216~50mm Shank ) | Shank

Boring Carbide reinforcement . -

Min. bore dia: eDm Only for TOOO
PTUNR/L ﬁ ‘(‘ nly for ) % Oil Hole
Q

NORS el - ———-—- —-
[©)

a
oDs
®

L2 | ‘ L3
L+
o —

I “Tsuppari-lchiban” (Reinforced with carbide)

R P M--ﬂﬂ .
T16Q-PTUNR/L11 20 | - 180 110300

- 0.4 LCS22A| P-2F |LCL22N| - -
2-70~
T20R-PTUNR/L11C 25 20|13 |200| 35| 49| 18 12° >

Rc1/4
ELST317B

32 25|17 | 25040 | 64 | 23 12° ™OO RIL

Right hand (R) shown.

Cutting edge style U

L RSEA

[ J
[ J
(]
T32U-PTUNR/L16C | ® 40 32 |22 | 350| 50 | 103| 30 160400 | Los3 | P25 LsP3
{
{

T25S-PTUNR/L16C LCL3 j_>|
O
- |10°| 0.8 LST317B. 5
T40V-PTUNR/L16C 50 |Rc1/2| 40 | 27 | 400| 55 | 88 | 37 22-70~ | RIL o
LCL3 3
o >
T50W-PTUNR/L16C 63 50 | 35 |450| 65 | 63 | 47 8 o
T-CBNinserts (- 3-8 ~ | T-DIAinserts (~ 3-21 g
=
I Steel Shank S
O : 2 e [¢2]
at. No able @ @ -
RIL oD ﬂ.ﬂﬂﬂ 5 =S H e &
S16M-PTUNR/L11 @ @ 20 150 15.5|14° 110300
0.4 LCS22A | P-2F | LCL22N - - -
S20Q-PTUNR/L11 |® ® 25 |20 |13 |180 (35 |18 [19 |12° S 2270~
S25R-PTUNR/L16 |@ @] 32 |25 |17 1200|40 |23 |24 |12°) 0.8 160408 1) os3 | p-2.5 | LoLas| Lsp3 ESTIB|
- o2s70= ’ RL
A32S-PTUNR/L16 |@® @| 40 |32 |22 |250| 50 | 30 [29.5/ 12°| 0.8 | Tnoo | 160400 1| cs3| p-2.5| LCL3 | LSP3 |\ST317B| EA.32
S2-70~ AL
Notes : ® The hole of inserts conforms to ISO standard. T-CBNinserts (2 3-8 ~ | T-DIAinserts (2 3-21

¢ Toolholder lengths do not always conform to ISO.
e When using a right or left hand insert, the right hand insert is used for left
hand toolholders and the left hand insert is used for right hand toolholders.

[ @ : Stocked items. |
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S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Carbide
@6mm~ @8mm Shank

m Min. bore dia: @Dm h
q{t ; \ — = 7l = 0
\Z Lo
a 3°

=\
~—
a

oDs

Right hand (R) shown.

Cutting edge style U

I Steel Shank
O D e O _ 2lulptlage < C
nECDARnEnEaCE — | T
S08H-SWUBR036 6 31 18
8 100 7 - 12° - 0.4 | wBOO |030100 CSTB-2 T-6F
S08H-SWUBR037 7 36 20 2132
l Carbide Shank

O < O
APP dDIC

sl O A rARATEDY s — |
CO08K-SWUBRO036 6 3.1 30
8 125 7 - 12° - 0.4 | wBOO |o030100 CSTB-2 T-6F
C08K-SWUBRO037 7 36 40 2132

Notes : ® The hole of inserts conforms to ISO standard.
e When using a left hand insert, it is used for right hand toolholders.

[0
P
[0}
i)
(]
<
8
'_
T
c
p—
O
o
I=
2
'_

[ @ : Stocked items. |
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S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Tounpari) (gt (carbi d;
210mm~ 28~25mm Shank ) | shank )  Shank )
Boring & Internal facing ) )
Min. bore dia: aDm Carbide reinforcement
SCLCR/L - bore dia: (Only for TOOID) o.. File
Re = —7—1g }
A ) S — — ui@
L2 Ls
a L+
Cutting edge style L Right hand (R) shown.
I “Tsuppari-lchiban” (Reinforced with carbide)
O b 0O ) e O d amping €
d O o 0 alole aDI€ - — —
RIL gD ™ oDs] 1 | Lol Lel Ll h 1 b al o = T
060200
T12M-SCLCR/L0O6 (@ ®| 16 | - |12 | 9 150|22 |59 |11 | - |10°| 0° | 0.4 (5296~ || CSTB-2.5 T-8F
T16Q-SCLCR/LO9 |®|®| 20 | - |16 |11 |[180 |27 | 59 | 15 10° ccoo
- 097300 =
T20R-SCLCR/L09C |®|®| 25 |Rc1/4|20 |13 (200 |35 |49 |18 | - | 8° | 0° | 0.8 . 2-96- CSTB-4S T-15F (-_)
T25S-SCLCR/L09C (@ @ 32 [Re1/4) 25 |17 1250 1 40 | 64 | 23 6° =
T-CBN inserts (~23-12 ~| T-DIAinserts (- 3-22 s?_)
I Steel Shank g
- =N g
-t No Applicable — a
L D Ly | Lo | L @
RIL) o IIIIHII = T1T| §
S08H-SCLCR/L06 10 100 13° CSTB-2.5S8
- 04 060200
S10K-SCLCR/L06 13 | - |10 | 7 |125 -1 9 12°| 0° | O. 2-96~ T-8F
25 22965 | orpos
S12M-SCLCR/L06 16 12| 9 |150 11 |11.5[10° conn
S16Q-SCLCR/L09 20 16 | 11 |180| 30 15 |15.5[ 10°
. - B o| 08 097300 i ;
S20R-SCLCR/L09 25 20 | 13 |200| 35 18 | 19 o 0 52558 CSTB-4S | T-15F
S$25S-SCLCR/L09 32 25|17 |250| 40 23| 24
T-CBNinserts (23-12 ~| T-DIAinserts (2 8-22
I Carbide Shank
d O DOre App able o —
Rl MIII!HH = U
C08K-SCLCR/L06 10 125/21.5 13° CSTB-2.58
C10M-SCLCR/L06 13 10| 7 |150 9 12¢] 0° | 04 0602000 T8F
i - ' 2296 csTB-25
C12Q-SCLCR/L06 16 12| 9 180 11 10°
ccoo
C16R-SCLCR/L09 20 16 | 11 |200 15 10°
° ° 091300
C20S-SCLCR/L09 25 | - |20 |13 250 - | - | 18| - | 8| 0°| OB < ogeu) | CSTB-4S | T-15F
C25T-SCLCR/L09 32 25 17 1300 23 6°
Notes: ® The hole of inserts conforms to ISO standard. T-CBNinserts (28-12 ~| T-DIAinserts (2 8-22
e When using a right or left hand insert, the right hand insert is used for left
hand toolholders and the left hand insert is used for right hand toolholders.
[ @ : Stocked items. |
Relating Sleeves ' ' _
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P-type / Internal Turning

Negative rake / Lever-lock system

Min. bore dia. Shank dia. Tls(;mg::;i- Steel
220mm~ 216~50mm Shank ) | shank
Boring / Facing
Carbide reinforcement ﬂ —=
PCLNRIL M|n bore dia: 6Dm (Only for TOOD) h 0il Hole
—T___ 7 — 1 ef
’ % =T RCE
Lo ‘ Ls
L4
Cutting edge style L Right hand (R) shown.
I “Tsuppari-Ichiban” (Reinforced with carbide)
a O App b @ L
Wl E m..nn B ILIAS
T16Q-PCLNR/L09 |@ 20 | - 180 14°
090300
T20R-PCLNR/L09C |@® 25 Rel/a 20 {13 |200 |35 |49 |18 | - [12°]| 0.8 (J2:42<|1L.CS22A) P-2F |LCL32N -
» T25S-PCLNR/L0O9C |@® 32 25 |17 |250 |40 | 64 | 23 11°
o] cNOo
° T32U-PCLNR/L12C (@ 40 32 |22 |350 |50 |{103| 30 11° 1204000
% T40V-PCLNR/L12C |@ 50 [Rc1/2] 40 |27 [400 |55 |88 |37 | - |10°| 0.8 (39495 LS4 | P-3 | LOL4 '-SF?/‘I‘EB LSP4
2 |T50W-PCLNR/L12C |® 63 50 | 35 450 |65 | 63 | 47 8°
g T-CBN inserts (2 3-7 ~ | T-DIAinserts (~ 3-21
Q
£ [ Steel Shank
&) ampina | wrench| Leve pring
|<£ | bo A [ L
3 0 oo pplicab g o @
RIL o M--ﬂﬂ 5 1L I8S[e]
S16M-PCLNR/L09 @ ®| 20 | _ 150 15.5| 14°
090300
S20Q-PCLNR/L0O9 @ |®| 25 | - | 20|13 (180(35| - | 18|19 [12°] 0.8 (351457 |LCS22A] P-2F |LCLS2N
S25R-PCLNR/LO9 (@ | ®| 32 - [ 25]17 |200]| 40 23|24 [11° —
S32S-PCLNR/L12 (@ (@ 40 | - | 32|22 |250|50 30 |29.5| 11° 1204000
S40T-PCLNR/L12 |@|®| 50 | - | 40|27 |300|55| - | 37 |37.5/10°| 0.8 syagpu| 1034 | P8 | Low LsgfLZB LSP4
S50U-PCLNR/L12 |® |®| 63 | - | 50| 35 |350]| 65 47 |47.5| 8°
Notes: ¢ When using a right or left hand insert, the right hand insert is used for left hand T-CBN inserts (2 8-7~ | T-DIAinserts (2 3-21
toolholders and the left hand insert is used for right hand toolholders.
[ @ : Stocked items. |
- Relating Sleeves
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M-type / Internal Turning

Negative rake / Multi clamping system

Min. bore dia. Shank dia. Steel
MCLNR/L (“Saen ) (_55mm ) &
Boring / facing Min. bore dia: eDm
MCLNR/L N
AE g
=951 —————————
Lo
a Lq
o 2T
i
Cutting edge style L Right hand (R) shown.

I Steel Shank

S25R-MCLNR/L12 @ |®| 32

25

17 |200| 40 | 23 |22.5|12°

P-2.5F

MLP44|MCPM-21MCS620-3 -

120400
25z

0.8 | CNOO P-3

T-CBNinserts (2 3-7 ~ | T-DIAinserts (2 3-21

3
O
: i, =1
S-type / Internal Turning Positive rake / Screw-on system @
Min. bore dia. Shank dia. Tlsuhpgari- S?_J
o14mm~ 212~25mm ;ha:k CO_)1
5
o
. . Q_
Boring / facing . . Carbide reinforcement ﬂ @
Min. bore dia: eDm (Only for TOOIO)) h »
SCLPR/L : Y ‘ Oil Hole
A ~ —— 8 (&) =
«] 952 o] /i iy
Lo Ls
a L4
0 :% —
Cutting edge style I Right hand (R) shown.
I “Tsuppari-Ilchiban” (Reinforced with carbide)
o " 0 ) e O d amping
Flu| & lon] T e[ ] n o]0 = =TT
T12M-SCLPR/L08-D14 |e@ 14 7 22 4° 080200
- |12 150 59 | 11 5°1 04 (32-{024|| CSTB-3L050 T-9F
T12M-SCLPR/L08 ® @ 16 9 25 3°
T16Q-SCLPR/L09-D18 |@ 18 9 27 3.5° CSTB-4L060
- 116 180 59 | 15
T16Q-SCLPR/L09 @ ® 20 30 4° CSTB-4S
- y = 11 cpPOO
T20R-SCLPR/L09C-D22 |@ 22 |Rct/4 CSTB-4L060
20 200| 35|49 |18 | 2°| 5°| 0.8 09??,?5)2 T-15F
T20R-SCLPR/L09 e 25 | - 13 221024 csT-4s
T25S-SCLPR/L09C-D27 |@ 27 |Roi/4 13.5 1° CSTB-4L060
25 250 | 40 | 64 | 23
T25S-SCLPR/L09 e e 32 | - 17 0° CSTB-4S
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand toolholders and the left hand insert is used for right hand
toolholders.
[ @ : Stocked items. |
Relating Sleeves ' ' _
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P-type / Internal Turning Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PVVI_N R/ I_ [ zzo?n;fl] [Q16~25mm] [Stee

Boring / facing

Min. bore dia: @Dm h

Cutting edge style L Right hand (R) shown.

I Steel Shank

0 ] Dimensio ; over |55y X

SO AR N I et © - G ()
S16M-PWLNR/LO6 @ ® 20 | 16 | 11 |150| 30 | 15 |15.5] 17°

060400 - |LoLsaN|Lcs33| - | P2F

S20Q-PWLNR/LO6 @ @ 25 | 20 | 13 |180| 35 | 18 | 19 | 14°| 0.8 | wNOO 280~

S25R-PWLNR/LO6 |@ |@| 32 | 25 | 17 |200 | 40 | 23 | 24 | 12° Lwotze

LCL3 | LCS3B| LSP3 | P-25

&a
(0]
°
o
= . . . .
§ M-type / Internal Turning Negative rake / Multi clamping system
— Min. bore dia. Shank dia. Steel
© R l
c MW I_N /I_ [ 232mm~ ] [625~50mm ] Shank
[©]
<
2 Boring / facing
= Min. bore dia: eDm
50 _
2 | E— i P 9
S~ 1l Q St
L2 L1 P
a o (L-"{E

Right hand (R) shown.

Cutting edge style I.

I Steel Shank

7 oo 7w [ T RN

S25R-MWLNR/LO8 (A | A| 32 |25 | 17 |200| 40 | 23 |22.5 12°

S32S-MWLNR/LO8 (A | A| 44 |32 | 22 |250| 50 | 30 [29.5

0.8 | wNOO 0203_5'0':' MGPIG MO bosr | pos
S40T-MWLNR/LO8 |a | A| 54 |40 | 27 |300| 60 | 37 [37.5 10° 228 | e s

S50U-MWLNR/LO8 (A | A| 70 |50 | 35 |350| 75| 47 |47.5

T-CBNinserts (2 3-9

@ : Stocked items.
A : Will be replaced by new products.
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S-type / Internal Turning Positive rake / Screw-on system
: Min. bore dia. Shank dia. Carbide
[ 05.5mm~ @8mm Shank
Boring & facing
SEXPRIL Min. bore dia: gDm h

B - ) — )}
o fFE————— )&
\Z/ Lo

a 10° L1

Cutting edge style x Right hand (R) shown.

l Steel Shank

Dimensions (mm)

S08H-SEXPR/L045

55 16
JSO08H-SEXPR/L045 [ ] 2.7 0401000
8 100 CSTB2 | T-6F
S08H-SEXPR/L047 7 3.6 20 ~2-111
JSO08H-SEXPR/L047 |@ ' o
T-DIAinserts (2 3-23 C_)
S
il Carbide Shank g
in. QO
: —_— —
: b= =LF| 8
3
CO08K-SEXPR/L045 5.5 2.75 28 o
8 125 7 - 12° 040100 CSTB-2| T-6F %
C08K-SEXPR/L047 7 3.6 40 2111 o
Notes: ¢ When using a right or left hand insert, the right hand insert is used for left hand T-DlAinserts (2 3-23

toolholders and the left hand insert is used for right hand toolholders.

S-type / Internal Turning Positive rake / Screw-on system
Min. bore dia. Shank dia.
SSKPR/L (‘s ) (o16-520m) [See

Through boring

SSKPR/L w

Cutting edge style K Right hand (R) shown.

l Steel Shank

0 » o O amping scre
e [T E o T T e v [ e = =TT
S16Q-SSKPR/L09 20| 16 | 11 180 | 30 | 15 | 165 & | 000300 | ool
S20R-SSKPR/L09 24 | 20 | 13 | 200 | 40 | 18 | 19 | 2° | - 2 2114 ]
S25S-SSKPR/L12 31 25 17 | 250 45 23 24 2° 120400
0.8 CSTB-5 T-20F
S32T-SSKPR/L12 39 | 32 [ 22 [300| 50 | 30 | 31 | 0° o 2:114]
Notes : ® The hole of inserts conforms to ISO standard. T-CBN inserts (2 3-15

® When using a right or left hand insert, the right hand insert is used for left hand
toolholders and the left hand insert is used for right hand toolholders.

[ @ : Stocked items. |

Relati Sleeves ' ' -
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P-type / Internal Turning Negative rake / Lever-lock system
Min. bore dia. Shank dia. Steel
240mm~ 232~50mm Shank

Through boring
Min. bore dia: eDm h

a
©
Cutting edge style K Right hand (R) shown.
I Steel Shank
. o bore =L Applicable inse L]
RILgp o0l f | L) b]h bl e L EHIL
S32S-PSKNR/L12 | @ 40 | 32 | 22 |250 | 50 | 30 |29.5
10° 0.8 120400 LsS428
S40T-PSKNR/L12 |@ 50 | 40 | 27 |300 | 55 | 37 |37.5 .8 | SNOO i | RiL LCL4 | LCS4 | LSP4 | P-3
o S50U-PSKNR/L12 |@ 63 | 50 | 35 |350 | 65 | 47 |47.5| 8°
% Notes: ® When using a right or left hand insert, the right hand insert is used for left hand T-CBNinserts (2 3-8 ~ | T-DIAinserts (2 3-21
° toolholders and the left hand insert is used for right hand toolholders.
e
8
|_
g M-type / Internal Turning Negative rake / Multi clamping system
0] - - -
c Min. bore dia. Shank dia. Steel
6 232mm 225mm Shank
<

Boring & through boring

MSKNR/L Min. bore dia: eDm

oDs

L2
L+
Cutting edge style I Right hand (R) shown.
I Steel Shank
o _ D e 0 g S|P amp e s
a O orne APP able e
AL oo a S P L
S25R-MSKNR/L12 |A |A| 32 |25 |17 |200| 40 | 23 22.5/12°| 0.8 | snOm | 1204ED oL &
= . . 2 2-61~ MLP44 | Beor 0 | MCs620-3 | - P-2.5F | P-3
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand T-CBN inserts (2 8-8 ~ | T-DIAinserts (2 38-21
toolholders and the left hand insert is used for right hand toolholders. Note: « marked parts type No. is former type No.

@ : Stocked items.
A : Will be replaced by new products.

—_ Relati
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C-type / Internal Turning Positive rake / Clamp-on system

Min. bore dia. Shank dia. Carbide
220mm~ 216~32mm Shank

Boring & Through boring

CSKPR/L

Min. bore dia: e6Dm

An~===p
Right hand (R) shown.

Cutting edge style K

I Steel Shank

S16Q-CSKPR/L09 |® 20 | 16 |11 [180/ 30 | 15 | 15 | 4° 0 090300 |CSG-59 o
S20R-CSKPR/L09 |@|®@| 25 | 20 | 13 |200| 40 | 18 |18.5) 2° | (\?V'_’tﬁlﬂt 22116] | o3G5 '
Ithou
S25S-CSKPR/L12 |@ 32 | 25|17 |250| 45 | 23 [22.5 hole - -
0°| 0.8 ) 1293':”:' CSG-6| P-3 V3
S32T-CSKPR/L12 40 | 32 |22 |300| 50 | 30 |29.5 2 2-116] PAS-42| oEoe

T-CBNinserts (2 3-14 ~| T-DIAinserts (2 3-22

I Carbide Shank

SJ19P|0Y|00] [eulsiu] OVL

- ; 09030001 _ R _ _
C16R-CSKPR/L09 @ 20 |16 | 11 (\Arl:g;;m 2116 CSG-58 P-2.5
Notes: © When using a right or left hand insert, the right hand insert is used T-CBN inserts (2 3-14 ~| T-DIAinserts (J 3-22

for left hand toolholders and the left hand insert is used for right
hand toolholders.

o Parts for positive-rake C-type toolholders when using chipbreaker piece

Toolholder Cat. No. | Clamp set Chipbreaker piece
C16R - S16Q-CSKPR / L09
CSG-5 CBS-3M, (S, L
S20R - CSKPR / L09 ~ S~ (S 1)
>
S25S - CSKPR / L12 A
S32T - CSKPR / L12 CSG-6 CBS -4M, (S, L)

Note: When using chipbreaker piece, order above optional parts separately. Chipbreaker piece grade:TX30

[ @ : Stocked items. |

Relati Sleeves ' ' _
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S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Steel lcarbide
SDUCR/I— { Q13mm~ ] [Q1 0~25mm] Shank

Internal profiling h

SDUCR/L

Min. bore dia: eDm

Cutting edge style U Right hand (R) shown.

I Steel Shank
0 ] Dimensio 4 b <
W E ool o ] v [ 5] ' =T
S10K-SDUCR/L07 13 10 7 125 | 25 9 10 | 10°
. 070200
S12M-SDUCR/L07 16 12 9 150 | 25 11 115| 8 0.4 2105~ CSTB-2.5| T-8F
S16Q-SDUCR/L07 20 16 11 | 180 | 30 15 | 15.5| 6° bDcOO
%)
O S20R-SDUCR/L11 25 | 20 18 | 200 | 35 18 | 18.5| 8° 11T3OO | CSTB-4S
° 0.4 T-15F
_8 S25S-SDUCR/L11 32 | 25 17 | 250 | 40 23 24 | 4° £2-105-| | cSTB-4
§ T-CBNinserts (~23-12 ~| T-DIAinserts (2 3-22
= M Carbide Shank
c
_‘GL_‘.) o _ » e 0O : amping e e
E O dia orne AVe]e able e __u_
5 RIL|gpiaDs | f | Li | L) h | b | a_ = U
|<£ C10M-SDUCR/L07 13 10 7 150 | 24 9 - 10°
0702000
- 16 12 9 180 11 12 8° CSTB-2.5 T-8F
C12Q-SDUCR/L07 ) 0.4 2105
C16R-SDUCR/LO07 20 | 16 | 11 | 200 15 | 16 | 6° pcon
C20S-SDUCR/L11 25|20 | 13 |250 | - | 18 | - | 8 |04 1T300 [ osTB-4S| T-15F
> 2-105~
Notes: ® The hole of inserts conforms to ISO standard. T-CBN inserts (28-12~| T-DIAinserts (2 8-22

e When using a right or left hand insert, the right hand insert is used for left
hand toolholders and the left hand insert is used for right hand toolholders.

- Relati S|
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P-type / Internal Turning Negative rake / Lever-lock system
Min. bore dia. Shank dia. Touppari-| (e o)

P D U N R/I_ { 225mm-~ ] [@20~50mm] Isrr:abnk l Sh?nf
Internal profiling o

. . Carbide reinforcement
PDUNRIL Min. bore dia: gDm (Onlyl for Tl]l]l]) h Oil Hole
A [ I ] @
@-«I 93"/— D ——— @ “

Cutting edge style U Right hand (R) shown.

I “Tsuppari-lchiban” (Reinforced with carbide)

. =S = i

T32U-PDUNR/L15C (@ 40 32 |22 |350| 50 |103| 30 13° 0.8
ol 150400 g LSD42B
T40V-PDUNR/L15C (@ 50 |[Rei2| 40 |27 |400|55 |88 |37 | - |10 DNOO IR LCS4 | P8 | LOL4 \mom 77| LSP4
T50W-PDUNR/L15C | @ 63 50 |35 |450|65 |63 |47 8° 1
T-CBN inserts (2 8-7 ~ | T-DIAinserts (2 _8-21 (j?)
I Steel Shank =1
O 0O D e 0 d corew | Wre eve pring g
a O ...'- _ O e APpP dble Lil —
R IL| oD "%0Ds) £ | L L Ll b | 3 LIS &
S20Q-PDUNR/L11 (@ | @ 25 20113 /180| 35 18119 | 14° 11040000 |LCS22A| P-2F |LoL3aNL g
- - 0.8 e}
S25R-PDUNR/L11 (@ |@| 32 25 |17 | 200 | 40 23|24 | 12° &£ 252~ || |cs3 | P25 [LoLaaL S Lspy %
»
S32S-PDUNR/L15 (@ @ 40 32 |22 25050 30 [29.5| 13° DNOO
1504
S40T-PDUNR/L15 |@ @] 50 | - |40 |27 |300|55 | - |37|37.5 10°| 0.8 ?)0 2‘_:;2 Lcs4 | P-3 | LCL4 L;D/“iB LSP4
S50U-PDUNR/L15 @ |@| 63 50 |35|350 | 65 47 |47.5 8°
Notes: ¢ When using a right or left hand insert, the right hand insert is used for left hand T-CBNinserts (2 8-7 ~ | T-DIAinserts (2 8-21
toolholders and the left hand insert is used for right hand toolholders.
M-type / Internal Turning Negative rake / Multi clamping system
Min. bore dia. Shank dia. Steel
232mm~ @25mm Shank
Internal profiling Min. bore dia: eDm
MDUNR/L @ R 57— 1
u— _ 1 ©
Lo
L+
B
Cutting edge style u a Right hand (R) shown.
I Steel Shank
o bore » - 0 g ock p amp ping A et
- R ,‘.,' o) b O g % F L
110400 MCL- 6+
- o MLP33L 4| MCS620-3 - P-2F P-3
S25R-MDUNR/L11 |A |[A| 32 |25 |17 |200| 40 | 23 |22.5/12°| 0.8 | DNOO . 252~ MCPM-21
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand Note: + marked parts type No. is former type No.

toolholders and the left hand insert is used for right hand toolholders.

@ : Stocked items.
A : Will be replaced by new products.
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S-type / Internal Turning

SDQCR/L

Positive rake / Screw-on system

[

Min. bore dia.
213mm~

Shank dia. ]

] [Q1 0~25mm

N

Tsuppari- .
Ichiban Steel | [Carbide
Shank Shank Shank J

Internal profiling

SDQCR/L

Min. bore dia: eDm

Carbide reinforcement
(Only for TOOO)

<] -

Oil Hole

@

oDs

a

L+

. ~ ez — 777\17]
~..I107.57vfn; ui 1 f

Ls

Cutting edge style Q

Right hand (R) shown.

I “Tsuppari-lchiban” (Reinforced with carbide)

e 0 ) e 0 d ) .
RILIgp, ""*0Ds | £ L] Ll b la = Tl
[ X J . 070200
T16Q-SDQCR/LO07 20 | - | 16| 11 (18027 | 89 | 16 | - 6° | 0.4 (32405 |CSTB-2.5 T-8F
bDcOO
T20R-SDQCR/L11C © @ | 25 20 | 13 |200| 35 | 49 | 18 6° 1173000 CSTB-4M
4 Ro1/4 - 0.8 97105 T-15F
8 T25S-SDQCR/L11C (@ |®| 32 25|17 |250| 40 | 64 | 23 4° & 2-105] CSTB-4
E T-CBNinserts (- 3-12 ~| T-DIAinserts (, 3-22
(@]
o M Steel Shank
O orne APP apble o —
3 L| o [hole flo | || h f—= -]
g RIL o5, " 0Ds | 0L Lo | b b e N
O S10K-SDQCR/L07 13 10| 7 |125| 25 9 - | 10°
I 070200
= S12M-SDQCR/L07 16 | - | 12| 9 |150| 25 - 11 [11.5] 7° | 0.4 2105 CSTB-2.5| T-8F
S16Q-SDQCR/L07 20 16 | 11 | 180 30 15 |16.5| 6° bcOO
S20R-SDQCR/L11 25 20 | 13 |200| 35 18 | 19 | 6° 1117300 | CSTB-4M
- - 0.8 T-15F
$25S-SDQCR/L11 32 25 | 17 |250 | 40 23 |24 | & 22405] | csTB-4
T-CBNinserts (~3-12 ~| T-DIAinserts (- 3-22
i Carbide Shank
O , ) e O d <
O " orne APP apble T
/Ju| 5 mons ] T [ ]t [ o [o o = =T
C10M-SDQCR/L07 13 10| 7 150 9 10°
C12Q-SDQCR/LO7 16 12 9 | 180 11 7 | 04 070208 |os1R05| T-8F
- - - - : _ 2-105 :
C16R-SDQCR/L07 20 16 | 11 | 200 15 6° DcOO
117300
C20S-SDQCR/L11 25 | - | 20|13 |250| - | - | 18| - | 6° |08 (sorps| | CSTB-4M|  T-15F
Notes:  The hole of inserts conforms to I1SO standard. T-CBNinserts (2812 ~| T-DlAinserts (2 8-22 |
e When using a right or left hand insert, the right hand insert is used for left
hand toolholders and the left hand insert is used for right hand toolholders.
[ @ : Stocked items. |
_ Relating Sleeves
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S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Tlsuhqgari—
@25mm @20mm Shark

Internal profiling Min. bore dia: Dm Carbide reinforcement h g
squR/L ﬁ (Only for TOOO) Oil Hole
| ) - of
S ) e S ——————— = 773'i| ) =
: Lo L ‘ Ls
a L4

Right hand (R) shown.

Cutting edge style u

I “Tsuppari-lchiban” (Reinforced with carbide)

x P O O n e APP aple e ; : - -
i ° H ,'.' Ol = <o>| [mm L
T20R-SVUBR/L11C (@ 25 |Re1/4/ 20 |14 |200| 30 | 59 [121| 18 8° | 0.4 | vBOO 1103DD037525 T-8F
: ¢ - . Q28 . . .

T-CBN inserts (2 3-13 ~

S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. Tlsuhpgari— Steel
chiban
232mm~ 025~40mm Shank ) | shank
Internal profiling ) o Carbide reinforcement <]
Min. bore dia: eDm (Only for TOOO) h oifole

SJ19P|0Y|00] [eulsiu] OVL

Right hand (R) shown.

Cutting edge style U

I “Tsuppari-lchiban” (Reinforced with carbide)

Dime 0 r corow | Wre v e
e [O orner| A able e
i : E '.n' oI = <o>| [mm L
T25S-SVUCR/L16C |@| | 32 |reia| 25 | 19 |250| 40 | 64 23 5o | 08 | vooo | %00 cesal T-1sr
- ¢ i i : oemss| B R

T-CBN inserts (2 8-13 ~| T-DIA inserts (2 3-22 ~
I Steel Shank

O B e O d scrow © < ©
DOTe O O e ADPP dDle e
N el Sl T o To ] | o|==Jom=| |
S25S-SVUCR/L16 32 25 |19 | 250]| 40 23|24 | 5° - - -
S32T-SVUCR/L16 40 | - |32 22 (300|50 | - | - |30]31] 3 |08 | veoo | 0% |eaa|Tesr
.~ 2135 SSV32| orss-a5| P-3.5
S40U-SVUCR/L16 50 40 | 27 | 350| 60 37 |38.5| 1° (Gradeioa0)
Notes: ® The hole of inserts conforms to ISO standard. T-CBNinserts (_ 3-13 ~| T-DIA inserts (_ 3-22 ~

e When using a right or left hand insert, the right hand insert is used for left hand
toolholders and the left hand insert is used for right hand toolholders.

[ @ : Stocked items. |
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S-type / Internal Turning

Positive rake / Screw-on system

Min. bore dia. Shank dia. Tlsuhpgari.
225mm 220mm Shark

Internal profiling

Carbide reinforcement ﬂ —

SVQBR/L ﬁMin. bore dia: 2Dm (Only for TOOO) h Oil Hole
_ £ N\h e mpp— Qo
Y . ©,

Cutting edge style Q

Right hand (R) shown.

I “Tsuppari-lchiban” (Reinforced with carbide)

o ) e 0 d
0 0
R &]a)e]

T20R-SVQBR/L11C |@® 25 |Rc1/4) 20| 141200(30| 59|18 | - | 7°| 5°| 0.4

APP able e
—=| =1 | <> [mm L

110300
VBOO | sy ™25 T8F| - | - | -

Notes: e The hole of inserts conforms to ISO standard.

S-type / Internal Turning

T-CBN inserts (2 3-13 ~

Positive rake / Screw-on system

Min. bore dia. Shank dia. Tsuppari-| (gt
SVQC R/ |_ {raszmm ][a25~40mm] ';n'::: |Shi?

Internal profiling ) )
. - Carbid f t
SVQCR/L Min. bore dia: eDm (Oar:IyI fgrr_le_glggt)amen gHole
—

N ‘ - H
[ I | u>
@* IRy =) A N e — E—T— “H:& @7
Lo ‘ Ls
a L+
AR T —
Cutting edge style Q Right hand (R) shown.
I “Tsuppari-lchiban” (Reinforced with carbide)
O o 0 D e 0 d e B e :
. R ".' 0 D b | q ° e = | =11| <<>| [mm L
ol 160400
T25S-SVQCR/L16C | @ 32 Re1/4 25|17 |250/40|64|23| - | 5°| 0°| 0.8 | vCcOO (vaqas| [ T-15F| - - -

l Steel Shank

Dimensions (mm)

0s| Lo Lal Lo | b a6 ]
25117250/ 40 23|24 | 5°

S§255-SVQCR/L16 32
S32T-SVQCR/L16 40 | - |32(22|300{50| - [30|31| 3°| 0°| 0.8
S40U-SVQCR/L16 50 40| 27 | 350| 60 37 [38.5) 1°

T-CBNinserts (23-18 ~| T-DIAinserts (23-22 ~

Applicable inserts
Bl

160400

~2-135 ~

vcono cstB-3.5 T-15F

SSV32 |DTS5-3.5 P-3.5
(Grade:D30)

Notes: e The hole of inserts conforms to ISO standard.
e When using a right or left hand insert, the right hand insert is used for left
hand toolholders and the left hand insert is used for right hand toolholders.

—_ Relati
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T-CBN inserts (2 3-13 ~| T-DIA inserts (_ 3-22 ~

[ @ : Stocked items. |




S-type / Internal Turning Positive rake / Screw-on system

Min. bore dia. Shank dia. teel| [carbice
SDZCR/L (Ghlrens) (0127550 ) e

Internal retracting

Min. bore dia: eDm h
\ ! ,
: ] N , - . — & .o
- Op et [ I ) © |
L3 | 93°| L2
a L+

Right hand (R) shown.

Cutting edge style z

l Steel Shank
EI M--ﬂﬂ : =~
S12M-SDZCR/L07 14 10.5 | 150 | 32.5 o5 11.5 s | oa 0702000
S16Q-SDZCR/L07 16 | 16 |12.5|180 |375| | 15 |155| 8&° ' (C2sose) CSTB-25 | T8F
pcOoOd
S20R-SDZCR/L11 20 | 20 |15.5| 200 | 40 » 18 | 19 | 8 o5 | os 117300 | CSTB-4S . .
S$25S-SDZCR/L11 25 | 25 | 18 | 250 | 50 | | 23 | 24 | & | ' 2105+ csTBR-4M 9]
T-CBN inserts (2 3-12 ~| T-DIAinserts (- 8-22 %
. S
I Carbide Shank 3
amping scre : 3
O bo d AYele dDIie O
a O O e o— > =
LD L | Lo | L : f— -] 3
RIL | op E-ﬂﬂﬂ LT S
C12Q-SDZCR/L07 18 105 | 180 0702000 | L
- |125 - 45 | 0.4 | pcoO TB-2.5| T-8F
C16R-SDZCR/L07 22 | 16 | 12.5 | 200 15 6° 2105~
Notes: ® The hole of inserts conforms to ISO standard. T-CBNinserts (~3-12 ~| T-DIA inserts (2 3-22

e When using a right or left hand insert, the right hand insert is used for right hand
toolholders and the left hand insert is used for left hand toolholders.

P-type / Internal Turning Negative rake / Lever-lock system

Min. bore dia. Shank dia.
P DZ N R/ I_ [ 040mm-~ ] [a32~5omm] |Ssﬁ§f;"

Internal retracting Min. bore dia: aDm h
PDZNRIL Z T )| P i
Bl e K i VA
XN 93°
25 %
Lo

L4

o
Right hand (R) shown.

Cutting edge style z

I Steel Shank
3 o APP aple ||
IHI m--nn : /7If5 B 1L
S32S-PDZNR/L15 40 29.5| 13°
150400  |Lsz42B
40T-PDZNR/L1 50 | 40 | 27 | 325 | 60 | 37 |37.5| 10°| 0.8 DNOO LCL4 | LCS4|LSP4| P-3
S40 /L15 |@ (o) | R/t
S50U-PDZNR/L15 |@ 60 | 50 | 35 | 375 | 65 | 47 |475| 8°

Notes: ¢ When using a right or left hand insert, the right hand insert is used for right T-CBNinserts(2_8-7 | T-DIAinserts(2 8-21
hand toolholders and the left hand insert is used for left hand toolholders.

[ @ : Stocked items. |
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Sleeves

BLM type (Round shank for StreamJetBarMini)
h

@Do

10 L1
Dimensions (mm) Replacement parts
lampi ,
Gat.No.|Stock| 5o |aDi{oDn | L1 | h | b | S1| Sz |8y [ CRTPRISCIONE wrench | Sealcan
BLM159-04 | @ 4 15 | 15
BLM159-05 | @ 5 CA-16
15.875 15.875 - - - -
BLM159-06 | 5| 15 100 15 5 " SSHM4-4 | SSHM4-4 | SSHM4-4 |  P-2 (M)
BLM159-07 | @ 7
n -
S [pimieos | e : 1515
E BLMi606 e | 16 g 15[100/15] 16 | 5 T SSHM4-4 | SSHM4-4 | SSHM4-4 |  P-2 (M)
S |[BLM16-07 | @ 7
'(:tj BLM19-04 | @ 4 15| 15 SSHM4-6 | SSHM4-6
c |BLM19-05 | @ 5 CA-16
& [BLMio-0s | ® 19.05/—— 18 100 18 |19.05| 5 oo S N U B (M)
S |BLM19-07 | @ 7
< | BLM20-04 | 4113 15 | 15 SSHM4-6 | SSHM4-6
BLM20-05 | @ 5 | 14 CA-16
BLM20-06 | @ | 20 (g 1351700[ 19| 20 | 5 SSHM4-4 pP-2 (M)
20 | 20 SSHM4-4 | SSHM4-4
BLM20-07 | @ 7 | 16
BLM22-04 | @ 4 |13 15 | 15
BLM22-05 | @ 5 | 14 CA-16
BiMo206 e | 22 635 1125/21| 22 |5 - SSHM4-4 | SSHM4-6 | SSHM4-6 | P-2 (M)
BLM22-07 | @ 7 | 16
BLM25-04 | @ 4 |13 15| 15
BLM25-05 | @ 5 | 14 SSHM4-8 | SSHM4-8 CA-16
BiMo506 e | 25 615 1125/24| 25 | 5 - SSHM4-4 P-2 (M)
BLM25-07 | @ 7 | 16 SSHM4-6 | SSHM4-6
BLM254-04 | @ 4 |13 15| 15
BLM254-05 | @ 5 | 14 SSHM4-8 | SSHM4-8 CA-16
BLM254.06 | @ | 254 [ 115 1125/24| 254 | 5 1o SSHM4-4 P-2 (M)
BLM254-07 | @ 7 | 16 SSHM4-6 | SSHM4-6

*Seal cap (optional)
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Sleeves

BLS type (Sauare sani ot No. | ook | Bl | Dimensions )
‘ 3 ‘ oD J/ h b
BLS16-08 [ ] 8
BLS16-10 [ ) 10 125 28 12.5
BLS16-12 | @ 12
b
( )isfor BLS16-08 |
BLS-C type (Square shank) Cat. No. | Stock /S\ﬁgr"ils%?: Dimensions (mm)
¢ oD 9 h b
50 BLS16-08C o 8
- *5 BLS16-10C | @ 10 100 | 28 | 125
% ,\Nq BLS16-12C | ® 12
- m RA i Q 7
Ve O
R3/8 =1
o)
>
Applicable Dimensions (mm) L
BL M type (Round shank) Cat. No.  |Stock shaglbdla. od 2 h b 8_)4
BLM19-08 o 19.05 18 =
oD 3-M5X0.8
BLM20-08 | @ 20 | 09| ™ %
BLM22-08 o 8 22 21 21 a
° % 8 BLM254-08 | @ 25.4 125 24
T - BLM25-08C| @ o4
h £ BLM25-10C| @ 10 25 55 23
Above drawing shows BLM25-00C type. BLM25-12C| @ 12
BLC tyoe (tancara e ot No. | stook | A | Dimensions )
oD 21 02 od
BLC40-8 o 8
BLC40-10 o 10
BLC40-12 [ ) 12 73 13 40
BLC40-16 o 16
ot No. | stook | B | Dimensions )
o ¢ oD | 01 02 od
Flat BLC32-8C o 8
BLC32-10C [ ) 10 45 20 32
BLC32-12C [ ) 12
— BLC40-8C o 8
BLC40-10C [ ] 10
BLC40-12C [ ] 12 55 13 40
BLC40-16C [ 16

[ @ : Stocked items. |
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