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Safety instructions for using ultra hard cutting tools

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

2. Basic characteristics of ultra hard tool materials

2—1. Meaning and classifications of terms used in this leaflet

Ultra hard tool materials: The collective name for materials used as cutting tools, including carbides,
ceramics, CBN and diamond (PCD) sintered materials.
Carbide: Tool materials where the main component is WC (Tungsten Carbide)
Ultra hard materials: The collective name for materials used as ultra hard tools. Also used as a
convenient way of referring to carbides under a narrower definition.

Ultra hard tools: The collective name for tools using ultra hard tool materials.

2—2. Physical properties
Appearance: Varies depending on the material. Example: gray, black or gold
Odour: No odour
Hardness: Cemented carbide: HV500 up to 3,000 kg/mm?
Specific gravity: Carbide: 9 up to 19

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

3. Precautions for handling ultra hard tool materials

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

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

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

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

4. Precautions for processing ultra hard tools

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

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

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

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

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

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

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



M Precautions for Safe Use of Cutting Tools

Applicable Products

Possible Risks

Safety Measures

General Cutting
Tools

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

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

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

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

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

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

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

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

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

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

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

* Use protective gear such as protective gloves.

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

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

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

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

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

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

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

*Use adequate hand protection.

Throw-Away
Type Tools
(With indexable
insert)

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

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

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

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

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

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

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

Cutters and
Rotational Tools

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

* Use protective equipment such as protective gloves.

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

*Use at a rotational speed within the recommended
conditions.

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

Drills

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

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

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

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

Brazed Inserts /

Olnserts may break or become, detached due to

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

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

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

*Always use and operate as specified, observing the
required safety rules and conditions.
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Guidelines for Catalog

® This catalog lists products as of May 2020.

® Please note that specifications of the products listed in this catalog may be
changed without notice due to continuous research & development and
product improvements.

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

® Stock Status Symbols

: Standard stock available for Right-Hand, Left-Hand and neutral products
: Stock available only in Right-Hand

: Stock available only in Left-Hand

: 1 weeks delivery

: 3 weeks delivery

> While stock lasts

No symbol : Not stocked

H Standard

1) Holder Type Package quantity Notes
Turning holder 1 pc/case
Milling cutter 1 pc/case

2) Spare parts Package quantity Notes

Clamp screw, Clamp bolt, Double screw,

Screw 10 pcs/case Button screw
Seat 10 pcs/case | Shim seat
Clamp 10 pcs/case | Clamp

Wrench and cutter parts

(such as cartridges) 5 pcs/case | Wrench, bit, cutter product
Blade 1 pc/case
Handle, Hose 1 pc/case Handle with magnet, handle and bit
3) Insert Type Package quantity Notes
BIDEMICS (Brazed) 1 pc/case JP2
Endmill 1 pc/case CERAMATIC (Ceramic), S-MILL (Carbide)
CBN 1 pc/case B16, B22, B23, B30, B36, B40, B52, B5K, B6K
PCD, Diamond coating 1 pc/case PD1, PD2, UC1
CTPW insert for cut-off 5 pcs/case | CTPW series
S 1 pc/case | SHFS, SHFB, SBFS, SBFB, SBB, SBG, SBT, SSP
All others 10 pcs/case

*Packaging may vary depending on the product size.
For more information, please contact your nearest distributor or our sales office.
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New Era in Aerospace Machining

WATCH ON

" BIDEMICS fou)

NTK’ s BIDEMICS is the latest revolutionary insert
material to hit the HRSA material machining industry
since the release of Whisker ceramics.

BIDEMICS is a patented material with unique physical
characteristics that are above and beyond current
whisker grades used on HRSA material applications.
The word is spreading through the HRSA industry and
around the world about the results achieved when
using BIDEMICS.

Semi-inishing & Finishing \ r -"s o
JX1/JX3 - / Rough no scale - =™ JP2 Finishing

New
Products

e Up to 480 m/min speed capability ® 10 to 15x speed capability vs. carbide
® Much longer tool life at Whisker ceramics’ speed range ® Better wear resistance and notching
e Better wear resistance and notching resistance than CBNs
resistance than Whisker ceramics ® Superior surface finish to Carbide or CBN
® Superior surface finish vs. Whisker ceramics ® Strong brazing technology

® Newly added JX3 provides toughness to BIDEMICS family

Increase Productivity vs. Whisker ceramics Increase Productivity vs. Carbides

(1 Significantly extended tool life at same speed (D 10 to 15 times higher speed capability

) s | )

whisker ‘
ceramics { W [ cut Downtime ] CBN I

2 Double speed capability Carbides| | 5=
whisker | A=
ceramics
M Application : JX1 & JX3 M Grade
- P2
® Higher speed, more productivity than ceramics. £ 40
JX1 o Suitable for turning in high rigid situation(External/ endface T o0
tuening) Turning in useing more toughness insert like RNGN 5 420r
type O 360l
o Offering excellent notch wear resistance i 300 F
£ 240
@ Turning at the corner part, Grooving. 3 180t

JX3 ® Chipping occured when use JX1 grade % %
® Turning in low rigidity situation
Higher <—————) | ower

Rigidity of workmaterial

Grade Workmaterial Tooling Applcations Cu(trth/gr;{::‘e)ed (m':'ﬁz%v) I(DmOm()Z DRY | WET
Rough no scale 180-480 0.15-0.30 1.00-2.50 ()
Heat resistant alloy Turning
Semi-finish 180-480 0.10-0.25 0.50-2.00 o

Heat resistant alloy Turning Finish 180-520 0.10-0.25 0.20-1.00 ()




(1] Higher Speeds, More Productivity

JX1/JX3's superior physical properties compared

to Whisker ceramic enable you to increase
speeds; potentially as much as 2X Whisker
ceramic speeds; increasing productivity and
potentially offsetting the need for additional

480 m/min

Competitor’s
Whisker

1st pass after 0.50 min

equipment to meet increasing demands.

Chips break easily at higher cutting speeds vs the
typically continuous chips of HRSA materials. The

result is more efficient chip removal.

2] Longer tool life

JX1/JX3's combination of High Hardness,
Superior Thermal Conductivity and Improved

Strength compared to Whisker ceramics

results

in significantly longer tool life when applied at
typical Whisker ceramic speeds, feeds, and depth

of cut.

3] Works well on wide range
of High Temperature Alloys

BIDEMICS has success on
Inconel 718

Inconel 625
©718 Plus ®Rene104
®Rene41 ® Waspaloy
® Rene88
etc.
5/ Speed up grooving
operations

VGW style Grooving
inserts are now
available

2nd pass after 1.00 min

Impossible

[4] Superior surface finish

JX1 Whisker Ceramic
o B ) S zER
; S t é '}“ "'-,“*’: ‘TQ gh "‘:."é_-’5
eV :’4\',* bk i’- "'.-,;:-'_,.'_*_ o
a4 WA i MY A,
¥ % Mt
. Competitor’s
330 m/min Whisker JX1
1st pass after 0.75 min
2nd pass after 1.50 min F
Carbide

Machined
surface
‘ A P.Y A A o~ fo
Roughness e e FAA A AR A
VVyVyvvvyyyw
Ra 0.64 um 1.18 um 2.75 um
Rz 3.36 um 5.56 um 9.64 um
Cutting speed 240 m/min - 35 m/min
Feed 0.15 mm/rev - -
Cycle time 3.3 min - 14.7 min
Removed chip 48 cc - -
JP2's outstanding Wear Resistance and Notching
Resistance results in work piece surface finishes
consistently superior to either CBN or Carbide

New
Products
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BIDEMICS - Game Changer

480m/min Speed Capability
Double tool life at whisker's speed range

BFeatures
* Up to 480m/nin speed capability
* Much longer tool life at Whisker
ceramics' speed range
* Superior surface finish
vs. Whisker ceramics

HMWork Materials
°Inco718 <718 Plus
« Powdered metal
*Inco 625 ¢ Rene

HMFeatures =C2
* 10 to 15x speed capability vs. carbide
* Better wear resistance and

notching resistance than CBNs

» Superior surface finish to Carbide or CBN

BWork Materials
°Inco718 -718Plus
* Powdered metal -Inco 625 ¢ Rene

=»C2

SX7

BMFeatures

+ Can run at same cutting condition
as whisker ceramics

« Best grade for high-speed milling SX3

BWork Materials
*Inco 718 - Inco 625
» Waspaloy - Udimet 720 HFeatures

 Excellent wear resistance and toughness.
Wide range of HRSA machining apgplications:
Roughing with scale - semi finishing turning.
* Able to machine even the newest generation
of HRSA work materials (like Rene)
as well as most common HRSA materials; such as Inconel 718.

BWork Materials

°Inco718 - 718 Plus

» Powdered metal ¢ Inco 625
* Rene

=»C14

SiAION - Workhorse

@ Durable for, scale to semi:finishimachining
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HEFeatures ) - -
* Added toughness in BIDEMICS - :
» Same speed capability as JX1 WA5 / WA1 g - \!vv'
EWork Materials
Inco 718 - 718 Plus - Powdered metal MFeatures
«Inco 625 -+ Rene « Better flank wear resistance compared to SIAION ceramics
»C2 * Better notching resistance compared to competitor's
whisker ceramics
EWork Materials
*Inco 718 -« Inco 625
=»C16

Whisker - Versatile Player

@ Productivity and reliability

HMFeatures
* Best grade for scale and interruptions
* Best grade for machining high-cobalt alloys

EWork Materials

» Waspaloy * Udimet 720
* 718 Plus * Rene 41

% Production by order.

BFeatures HEWork Materials

» Extreme toughness makes higher feed <Inco 718 *Inco 706
and heavier DOC machining possible «Inco 713 « Rene

. Beslt grade for machining Inco 718 with
scale

=»C15
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M Insert Grade

Applications
Scale No scale  Profiling  Finishing Grooving  Grooving Endmilling

Category |Grade Attributes

Special grade with

higher speed and © © . ©

longer tool life potential

BIDEMICS Special grade for @

finish turning

Added toughness in
BIDEMICS © © . ©

Whisker WA1 General versatile . . .

grade for turning

Best balance of

toughness and - © © © ©

hardness
Best grade for ©
Waspaloy with scale .
SIAION
Versatile grade for
turning and milling . . . © ©
Best grade for scale
of Inco718 @ . . . @

© 1st Choice & 2nd Choice

M Grade Map

Grade Rough with

el Rough Semi-Finishing |  Finishing

BIDEMICS

£
=
=
=

Cutting Speed (m/min)
]
o

SiAlON

« € e
. - y
Continuous (s |jght- ) interrupted

interruption




M Applications

Rough with scale

Rough&semi-finish

Profiling Grooving

Milling

Endmilling

’

M Applications

Grade Worll<
material

Application

Cutting speed (m/min)

240 300 360 420
| | | |

180
|

480

Feed (mm/rev)

02 03 04
|

0.1
|

Depth of cut (mm)

0.5 1.0 1.5 20 25

Coolant

Semi-Finish Overall

Rough (e | 1O | | | | |||l Lol ||| |’ o
with Scale SUCH Waspaloy 200(180-240) 0.3(0.2-0.35) 2.0(1.0-5.0) WET
N om | | [ [ ol ||l koo I
200(180-240) 0.3(0.2-0.35) 2.0(1.0-5.0)
ol [ [ el | |l Eeoun
240(180-270) 0.2(0.1-0.22) 2.0(1.0-5.0)
Rough JX1 Overall ,,L—E I,, ,,J_ o I_J ,,,,, J ,,,,, \,, ,,\ ,,,,, L——Q—-—l
no Scale JX3 210-390(180-480) 0.2(0.13-0.28) 1.7(1.0-2.5)
SX9 ‘ : ¢ WET
’ o PR R R RN =T
SX7 210(180-270) 0.2(0.15-0.3) 2.0(1.0-2.5) ;
war R - T
240(180-300) 0.2(0.12-0.25)
Profiling & L4 | € ) _| O] J ,,,,, J ,,,,, \

Overall |--

JX3 210-450(180-480) 0.2(0.1-0.25) 1.5(1.0-2.0) WET
3. [N 1 I O - o O
SX7 240(180-270) 0.2(0.12-0.25) 1.5(1.0-2.0) i .
- wa1 IR R Ll Eed ] [ [ e d [
240(180-330) 0.2(0.1-0.25) 1.5(1.0-2.0)
Finishin 1 1 1| |
g
C > ? | (o) WET

0.25(0.13-0.76)

Overall

360(180-480)

0.07(0.05-0.1)

Grooving

Waspaloy

o | [ [ [

210(180-240)

2o | [ [

0.15(0.07-0.17)

Overall

mom | | [ [

230(180-270)

o | [ [

1.1(0.07-0.15)

Overall

Lo 1 L[ [

240(180-330)

o | [ | [

0.07(0.05-0.1)

Lo Lo

WET

Grade e

Application material

Milling (3¢

SX7

Cutting speed (m/min)

450 600 750 900

1000 1200

Feed (mm/t)
0.05 007 01 012 0.15

Depth of cut (mm)
1.0 1.5 2.0

). Overall

&

0.1(0.07-0.12) 1.7(1.0-2.5)
s o ([ | o | | |Semony
750(450-1000) 0.12(0.1-0.15) 2.0(1.0-2.5)

Coolant

Endmilling

%

). Overall

d

600(300-1000)

0.02-0.03

%)
©
235
Qo
Z o
2
o
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M Insert Item List

@ : 1st Choice @ : 2nd Choice

Steel P
Stainless Steel M
Cast Iron K ° ° ° [ ] [ ]
Non-Ferrous Material N
Heat Resistant Alloy S [ J [ ) o [ J [ J
Hardened Material H [ °
i . Stock
RCGX P/N Dimension(mm) BIDEMICS SiALON ceramics Whisker ceramics
IC T ) €l SX7 | SX3 | SX9 |[WA1:WA5
RCGX 060400 T00520 6.35 4.76 [ ) [ J
060400 T00820 6.35 4.76 [ J [
060700 T00520 6.35 7.94 [ J
090700 E004 9.525 | 7.94 (] [ J
090700 T00520 9.525 | 7.94 [ ] [ ] [}
090700 T01020 9.525 | 7.94 [ J
. 090700 T00820 9.525 | 7.94 { ] (] [
‘ \‘}70 0908 TNB 9.525 | 7.86 [ ] [ ]
! . 120700 E004 9.525 | 7.94 [ ) { ]
o S 120700 T00520 12.70 | 7.94 ® ) °
120700 T00820 1270 | 7.94 [ ) { ] [
120700 T01020 12.70 | 7.94 [ ]
120700 201520 12.70 7.94 [}
1208 TNB 12.70 | 7.86 [
@®Toolholder— L19-21
i . Stock
RPGX P/N Dimension(mm) BIDEMICS SiALON ceramics Whisker ceramics
IC T JX1 B) &l SX7 | SX3 | SX9 |[WA1 ! WA5
RPGX 060400 T00520 6.35 4.76 [ ]
090700 E004 6.35 7.94 o ([
090700 T00520 9.525 | 7.94 [ J [ J [ J
090700 T00820 9.525 | 7.94 (] [ ] [ J [ J
. \ 0908 TNB 9.525 | 7.86 [ ]
' ‘f 1° 120700 E004 9.525 | 7.94 { ] (]
! ) 120700 T00520 12.70 7.94 [ J [ ] [ ]
o T8 120700 T01020 12.70 7.94 [ ]
120700 T00820 1270 | 7.94 [ ) { ] (] [ ]
1208 TNB 12.70 7.86 [ J
@Toolholder— L19-21
i i Stock
RCGY P/N Dimension(mm) BIDEMICS SiALON ceramics Whisker ceramics
IC T DYEN)ERN SX7 | SX3 | SX9 |WA1:{WA5
IC RCGY 090603 TNB 6.35 | 4.76 [}
% - T
T
1_ ‘4 7° - 120603 TNB 635 | 7.94 ®
@Toolholder— L22
i i Stock
RNGN P/N Dimension(mm) BIDEMICS SiALON ceramics Whisker ceramics
IC T JX1 B) &l SX7 | SX3 | SX9 |[WA1 ! WA5
RNGN 120400 T00520 12.70 | 4.76 [ J [ )
120400 T00820 12.70 4.76 [ ]
120400 T00525 12.70 4.76 [ ] [ ]
120400 T01020 12.70 | 4.76 [ ] [ )
120400 T02025 12.70 4.76 [ ]
120700 E002 12.70 | 7.94 [ J
120700 E004 12.70 | 7.94 (] [ J [ J [
120700 T00520 12.70 | 7.94 [ J [} [}
120700 T00525 12,70 | 7.94 [ J [ J
120700 T00820 12.70 | 7.94 ® { ] ([ J [
120700 T01020 12.70 7.94 [ ]
T 120700 201520 12.70 | 7.94 [ J
T 150700 T00520 15.875| 7.94 [}
®] 90" 150700 T00525 15.875| 7.94 [ ) [ ]
150700 T00820 15.875| 7.94 [ J
190700 T00520 19.05 | 7.94 ([
190700 T00525 19.05 | 7.94 [
190700 T00820 19.05 7.94 ([ J
190700 T01020 19.05 | 7.94 [}
250700 T00520 25.4 7.94 (] o
250700 T00820 25.4 7.94 [

@Toolholder— L23



@ : 1st Choice @ : 2nd Choice

Steel P
Stainless Steel M
Cast Iron K ° ° ° [ ) [ )
Non-Ferrous Material N
Heat Resistant Alloy S o (] [ J [ J [ J [ J [ J [ J
Hardened Material H [J °
Dimension(mm) Stock
RPGN P/N SIALON ceramics Whisker ceramics
IC T SX7 | SX3 | SX9 |WA1:WA5
RPGN 060200 T00520 6.35 | 2.38 °
’ 090300 T00520 | 9.525 | 3.18 °
\ " / 120400 E004 12.70 | 4.76 ®
. 120400 EX0004 1270 | 476 °
T 120400 T00520 1270 | 476 °
120400 T00525 1270 | 476 °
2 B B " 120400 T00820 1270 | 4.76 )
120400 T01020 1270 | 476 ° )
@Toolholder— N8
Dimension(mm) Stock
VGW P/N BIDEMICS SIALON ceramics Whisker ceramics
wlrR[7] . IDSENVERNFN SX7 | SX3 | SX9 [WA1 WAS
VGW 4125-1 E004 318 | 04 [475 [127| @ °
4125-2 E004 318 | 0.8 [ 475 | 127 | @ )
4125-2 EX0001 | 3.18 | 0.8 | 475 | 12.7 ° )
4156-1 E004 396 | 04 | 475 127 | @ )
<& ﬁ 4156-2 E004 396 | 08 | 475 [127| @ ®
o 4156-2 EX0001 | 3.96 | 0.8 | 475 | 12.7 ° °
.o, L 4187-1 E004 475 | 04 | 475 [127| @ )
G gij 41872E004 | 475 | 08 | 475 |127| @ °
v 4187-2 EX0001 | 475 | 0.8 | 475 | 12.7 ° )
6250-1 E004 635 | 04 |6.35[19.05| @ °
? 6250-2 E004 6.35| 0.8 | 635 19.05| @ )
ar 6250-2 EX001 | 6.35 | 0.8 | 6.35 [19.05 ° )
6250-3 E004 6.35| 1.2 | 635 [19.05| @ ®
8375-2 EX0001 [9.525| 0.8 | 8.56 | 25.4 ° °
VGW 4125-R E004 3.18 | 159 [ 475 | 127 | @ °
4125-REX0001 | 3.18 | 1.59 | 475 | 12.7 ° )
4156-R E004 396|198 | 475 | 127 | @ )
ﬁ R" 4156-R EX0001 | 3.96 | 1.98 | 475 | 12.7 ° )
G @ 4187-R E004 4751238475 (127 | @ ° ‘
4187-REX0001 | 4.75 | 2.38 | 475 | 12.7 e i o
P 6250-R EX0001 | 6.35 | 3.18 | 6.35 [19.05 o i o
w 8375-R EX0001 [9.525| 4.76 | 8.56 | 25.4 °
@Toolholder— A11-13
Dimension Stock
BIDEMICS : JP2 P/N (mm) | Corer Eff; BIDEMICS SIAION ceramics | Whisker ceramics
c|T DA CRN I SX7 | SX3 | SX9 |WA1 ! WAS5
109, . CNGA 120404 BQ |12.70|4.76| 0.4 |T00520 )
Q/ o 3/ , 120408 BQ |12.70|4.76 | 0.8 |T00520
80 R 120412BQ |12.70(4.76| 1.2 100520 )
1‘ DNGA 150404 BQ [12.70(4.76| 0.4 |T00520 )
R
6/ 9[7 ﬁgy %ﬁ(’ 150408 BQ |12.70(4.76 | 0.8 |T00520 °
55" 150412BQ |12.70(4.76| 1.2 100520 )
; VNGA 160404 BQ |9.525|4.76 | 0.4 {T00520 )
@ R .
’;_; /y ﬂ\% 160408 BQ |9.525(4.76| 0.8 |T00520 )
160412BQ |9.525(4.76| 1.2 100520 )

% NOTE : JP2 : 1pc/Case
@Toolholder— F8-11 - 12-15 - 26-27, G40-41, K34-35
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"W New Modular Tooling

Available in 3 different styles

Most rigid blade system

blade

Position clamp bolt to the

front side
Strong clamping prevents
movement of insert

Strong clamping by
directly fastening the
blades

Wedge style design

RCGX Style
RPGX Style

for BIDEMICS, ceramics insert

0.3

— NTK /

0.25— —— Competitor's A /
E — Competitor's B / /
g o2
ke
(]
3 / /
£
£ 0.15
v
kS
8 //
2 o1
el
k4]
[a)]

0.05

0 | | | | |
0 200 400 600 800 1000 1200

Load(N)

VGW Style(Grooving)

for BIDEMICS, ceramics insert

Grooving/Face grooving
for PVD coated carbide insert

A10

= A14-15

J
= A12-13

= H40




| GTWP-H

Straight style toolholder

Edge height

A

Il Modular Holder Body

ol

]
<

I
|

Right-Hand style shown

Stock Dimensions(mm) Parts
Toolholder
R|L h b h L+ Fi h: Ls Screw Wrench
GTWPR{ 2020-H (@@ 20.0 20.0 20.0 107.5 9 8 28.5 FSI28-6.0x18 Lw-4
2525-H (@@ 25.0 25.0 25.0 132.5 14 7 24.5 FSI28-6.0x18 LW-4
3232-H ( 2K J 32.0 32.0 32.0 152.5 21 — — FSI28-6.0%X18 LW-4
| GKWP-H
L-style toolholder L
9|
— H
Edge height
\
@ <
-
L g
24.0 Right-Hand style shown
*Use oppsoite hand blade
Stock Dimensions(mm) Parts
Toolholder

R|L h b h1 L+ b1 h2 Screw Wrench
GKWPR{ 2020-H (@@ 20.0 20.0 20.0 124 12 8 FSI28-6.0%18 Lw-4
2525-H [ 2 ) 25.0 25.0 25.0 149 7 7 FSI28-6.0X 18 LW-4
32322H |@|® 32.0 32.0 32.0 169 — — FSI28-6.0x18 Lw-4
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B VGW..Series - Blades

For GTWP-H For GKWP-H
L+
~ Ls
LS
al | L,
F2
@ Right hand
Dimensions(mm)
Hand Blade number Stock Holder Insert
L+ L Ls La Ls Le Fi F ar
GTWPR2020-H VGW4125 | 118.7 | 11.2 39.7 34.1 1243 | 243 22.3 31.2 9.5
GKWPL2020-H VGW4156 | 118.7 | 11.2 39.7 34.1 124.7 | 247 227 31.2 9.5
GTWPR2525-H VGW4125 | 143.7 | 11.2 35.7 34.1 149.3 | 243 27.3 36.2 9.5
GBVR-VGW4-3T09 [ J
GKWPL2525-H VGW4156 | 143.7 | 11.2 35.7 34.1 149.7 | 247 27.7 36.2 9.5
GTWPR3232-H VGW4125 163.7 | 11.2 — 34.1 169.3 | 24.3 34.3 43.2 9.5
GKWPL3232-H VGW4156 | 163.7 | 11.2 — 34.1 169.7 | 247 34.7 43.2 9.5
GTWPR2020-H VGW4156 | 125.0 | 17.5 46.0 40.5 | 124.4 | 24.4 22.4 37.5 14.2
GKWPL2020-H VGW4187 125.0 | 17.5 46.0 40.5 | 124.8 | 24.8 22.8 37.5 14.2
GTWPR2525-H VGW4156 150.0 | 175 42.0 40.5 | 149.4 | 24.4 27.4 42.5 14.2
GBVR-VGW4-4T14 [
GKWPL2525-H VGW4187 150.0 | 175 42.0 40.5 | 149.8 | 24.8 27.8 42.5 14.2
GTWPR3232-H VGW4156 | 170.0 | 17.5 = 40.5 | 169.4 | 24.4 34.4 49.5 14.2
GKWPL3232-H VGW4187 | 170.0 | 17.5 = 40.5 | 169.8 | 24.8 34.8 49.5 14.2
GTWPR2020-H VGW6218 | 125.0 | 17.5 46.0 40.5 | 124.8 | 24.8 22.8 37.5 14.2
GKWPL2020-H VGW6250 | 125.0 | 17.5 46.0 40.5 | 125.2 | 25.2 23.2 375 14.2
GTWPR2525-H VGW6218 | 150.0 | 17.5 42.0 40.5 | 149.8 | 24.8 27.8 42.5 14.2
GBVR-VGW6-6T14 (]
GKWPL2525-H VGW6250 | 150.0 | 17.5 42.0 40.5 | 150.2 | 25.2 28.2 42.5 14.2
GTWPR3232-H VGW6218 | 170.0 | 17.5 — 40.5 | 169.8 | 24.8 34.8 49.5 14.2
Right GKWPL3232-H VGW6250 170.0 | 17.5 — 40.5 | 170.2 | 25.2 35.2 49.5 14.2
18]
GTWPR2020-H VGW6250 130.1 22.6 51.1 45.6 | 1247 | 247 22.7 42.6 19.0
GKWPL2020-H VGW6281 130.1 22.6 51.1 45.6 | 125.1 25.1 23.1 42.6 19.0
GTWPR2525-H VGW6250 155.1 226 47.1 45.6 | 149.7 | 247 27.7 47.6 19.0
GBVR-VGW6-6T19 [ J
GKWPL2525-H VGW6281 155.1 22.6 47.1 45.6 | 150.1 25.1 28.1 47.6 19.0
GTWPR3232-H VGW6250 | 175.1 22.6 = 456 | 169.7 | 24.7 34.7 54.6 19.0
GKWPL3232-H VGW6281 175.1 22.6 = 456 | 170.1 | 25.1 35.1 54.6 19.0
GTWPR2020-H VGW8312 | 135.2 | 27.7 56.2 50.7 | 1255 | 25.5 235 47.7 19.0
GKWPL2020-H VGW8344 | 135.2 | 27.7 56.2 50.7 | 1259 | 259 23.9 47.7 19.0
GTWPR2525-H VGW8312 | 160.2 | 27.7 52.2 50.7 | 150.5 | 255 28.5 52.7 19.0
GBVR-VGW8-8T19
GKWPL2525-H VGW8344 | 160.2 | 27.7 52.2 50.7 | 1509 | 259 28.9 52.7 19.0
GTWPR3232-H VGW8312 | 180.2 | 27.7 — 50.7 | 1705 | 25.5 35.5 59.7 19.0
GKWPL3232-H VGW8344 | 180.2 | 27.7 — 50.7 | 1709 | 25.9 35.9 59.7 19.0
GTWPR2020-H VGW8344 | 137.7 | 30.2 58.7 53.2 (1253 | 25.3 233 50.2 28.5
GKWPL2020-H VGW8375 137.7 | 30.2 58.7 53.2 [ 1258 | 25.8 23.8 50.2 28.5
GTWPR2525-H VGW8344 | 162.7 | 30.2 54.7 53.2 [ 150.3 | 25.3 28.3 55.2 28.5
GBVR-VGW8-8T28 (]
GKWPL2525-H VGW8375 162.7 | 30.2 54.7 53.2 | 150.8 | 25.8 28.8 55.2 28.5
GTWPR3232-H VGW8344 | 182.7 | 30.2 — 53.2 | 1703 | 253 35.3 62.2 28.5
GKWPL3232-H VGW8375 | 182.7 | 30.2 — 53.2 | 170.8 | 25.8 35.8 62.2 28.5
Note : All dimensions shown are obtained when blade is set in the holder.
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B VGW..Series - Blades

For GTWP-H For GKWP-H
L3
FZ
Ls a L
17 Ls
F Ls
AN
L
@ Left hand
Dimensions (mm)
Hand Blade number Stock Holder Insert

L+ L Ls L4 Ls Ls Fi F2 ar
GTWPL2020-H VGW4125 118.7 11.2 39.7 34.1 124.3 24.3 22.3 31.2 9.5
GKWPR2020-H VGW4156 118.7 11.2 39.7 34.1 124.7 24.7 22.7 31.2 9.5
GTWPL2525-H VGW4125 143.7 11.2 35.7 34.1 149.3 24.3 27.3 36.2 9.5

GBVL-VGW4-3T09 [ ]
GKWPR2525-H VGW4156 143.7 11.2 35.7 34.1 149.7 24.7 27.7 36.2 9.5
GTWPL3232-H VGW4125 163.7 11.2 — 34.1 169.3 24.3 34.3 43.2 9.5
GKWPR3232-H VGW4156 163.7 11.2 — 34.1 169.7 24.7 34.7 43.2 9.5
GTWPL2020-H VGW4156 125.0 17.5 46.0 40.5 124.4 24.4 22.4 7.5 14.2
GKWPR2020-H VGW4187 125.0 17.5 46.0 40.5 124.8 24.8 22.8 37.5 14.2
GTWPL2525-H VGW4156 | 150.0 | 17.5 42.0 | 405 | 149.4 | 24.4 27.4 | 425 14.2

GBVL-VGW4-4T14 [ ]
GKWPR2525-H VGW4187 | 150.0 | 17.5 42.0 | 405 | 149.8 | 24.8 27.8 | 425 14.2
GTWPL3232-H VGW4156 170.0 17.5 = 40.5 169.4 24.4 34.4 49.5 14.2
GKWPR3232-H VGW4187 170.0 17.5 = 40.5 169.8 24.8 34.8 49.5 14.2
GTWPL2020-H VGW6218 125.0 17.5 46.0 40.5 124.8 24.8 22.8 375 14.2
GKWPR2020-H VGW6250 125.0 17.5 46.0 40.5 125.2 25.2 23.2 37.5 14.2
GTWPL2525-H VGW6218 150.0 17.5 42.0 40.5 149.8 24.8 27.8 42.5 14.2

GBVL-VGW6-6T14 [ )
GKWPR2525-H VGW6250 150.0 17.5 42.0 40.5 150.2 25.2 28.2 42.5 14.2
GTWPL3232-H VGW6218 170.0 17.5 — 40.5 169.8 24.8 34.8 49.5 14.2
Lef GKWPR3232-H VGW6250 170.0 17.5 — 40.5 170.2 25.2 35.2 49.5 14.2

eft

GTWPL2020-H VGW6250 130.1 22.6 51.1 45.6 124.7 24.7 22.7 42.6 19.0
GKWPR2020-H VGW6281 130.1 22.6 51.1 45.6 125.1 25.1 23.1 42.6 19.0
GTWPL2525-H VGW6250 155.1 22.6 47.1 45.6 149.7 24.7 27.1 47.6 19.0

GBVL-VGW6-6T19 [ J
GKWPR2525-H VGW6281 155.1 22.6 47.1 45.6 150.1 25.1 28.1 47.6 19.0
GTWPL3232-H VGW6250 175.1 22.6 = 45.6 169.7 24.7 34.7 54.6 19.0
GKWPR3232-H VGW6281 175.1 22.6 = 45.6 170.1 25.1 35.1 54.6 19.0
GTWPL2020-H VGW8312 135.2 27.7 56.2 50.7 125.5 25.5 23.5 47.7 19.0
GKWPR2020-H VGW8344 135.2 27.7 56.2 50.7 125.9 25.9 23.9 47.7 19.0
GTWPL2525-H VGW8312 160.2 27.7 58 50.7 150.5 255 28.5 52.7 19.0

GBVL-VGW8-8T19

GKWPR2525-H VGW8344 160.2 27.7 52.2 50.7 150.9 25.9 289 52.7 19.0
GTWPL3232-H VGW8312 180.2 27.7 — 50.7 170.5 25.5 35.5 59.7 19.0
GKWPR3232-H VGW8344 180.2 27.7 — 50.7 170.9 25.9 35.9 59.7 19.0
GTWPL2020-H VGW8344 137.7 | 30.2 58.7 53.2 125.3 | 25.3 233 50.2 28.5
GKWPR2020-H VGW8375 137.7 | 30.2 58.7 53.2 125.8 | 25.8 23.8 50.2 28.5
GTWPL2525-H VGW8344 162.7 30.2 54.7 53.2 150.3 25.3 233 55.2 28.5

GBVL-VGW8-8T28 [ )
GKWPR2525-H VGW8375 162.7 30.2 54.7 53.2 150.8 25.8 28.8 55.2 28.5
GTWPL3232-H VGW8344 182.7 30.2 = 53.2 170.3 25.3 35.3 62.2 28.5
GKWPR3232-H VGW8375 182.7 30.2 — 53.2 170.8 25.8 35.8 62.2 28.5

Note : All dimensions shown are obtained when blade is set in the holder.
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A14

B RCGX/RPGX..Series - Blades

| GBRR |
For GTWP-H For GKWP-H
L Ls
Ls
L
=8 ar TI L
- F:
Ls
=
@ Right hand
Dimensions(mm)
Hand Blade number | Stock Holder Insert
L+ L Ls Ls Ls Ls F1 F: ar

GTWPR2020-H RCGX0604 130.1 | 22.6 | 51.1 456 | 125.0| 25.0 | 23.0 | 426 | 19.0
GKWPL2020-H RPGX0604 130.1 | 22.6 | 51.1 456 | 125.0| 25.0 | 23.0 | 426 | 19.0
GTWPR2525-H RCGX0604 155.1 | 22.6 | 47.1 50.7 | 150.0 | 25.0 | 28.0 | 476 | 19.0

GBRR-R23-19 (]
GKWPL2525-H RPGX0604 155.1 | 22.6 | 47.1 50.7 | 150.0 | 25.0 | 28.0 | 47.6 | 19.0
GTWPR3232-H RCGX0604 175.1 | 22.6 — 53.2 | 170.0 | 25.0 | 35.0 | 546 | 19.0
GKWPL3232-H RPGX0604 175.1 | 22.6 — 53.2 | 170.0| 25.0 | 35.0 | 546 | 19.0
GTWPR2020-H |RCGX0907(08) | 135.2 | 27.7 | 56.2 | 45.6 | 125.0| 25.0 | 23.0 | 47.7 | 25.4
GKWPL2020-H |[RPGX0907(08) | 135.2 | 27.7 | 56.2 | 456 | 125.0 | 25.0 | 23.0 | 47.7 | 25.4
GTWPR2525-H |RCGX0907(08) | 160.2 | 27.7 | 52.2 | 50.7 | 150.0 | 25.0 | 28.0 | 52.7 | 254

Right GBRR-R35-25 (]
GKWPL2525-H | RPGX0907(08) | 160.2 | 27.7 | 52.2 | 50.7 | 150.0 | 25.0 | 28.0 | 52.7 | 25.4
GTWPR3232-H |RCGX0907(08) | 180.2 | 27.7 = 53.2 | 170.0 | 25.0 | 35.0 | 59.7 | 25.4
GKWPL3232-H |RPGX0907(08) | 180.2 | 27.7 = 53.2 | 170.0 | 25.0 | 35.0 | 59.7 | 25.4
GTWPR2020-H |RCGX1207(08)| 137.7 | 30.2 | 58.7 | 45.6 | 125.0| 25.0 | 23.0 | 50.2 | 285
GKWPL2020-H |RPGX1207(08) | 137.7 | 30.2 | 58.7 | 456 | 125.0| 25.0 | 23.0 | 50.2 | 28.5
GTWPR2525-H |RCGX1207(08) | 162.7 | 30.2 | 54.7 | 50.7 | 150.0 | 25.0 | 28.0 | 55.2 | 285

GBRR-R45-28 (]
GKWPL2525-H |[RPGX1207(08) | 162.7 | 30.2 | 54.7 | 50.7 | 150.0 | 25.0 | 28.0 | 55.2 | 28.5
GTWPR3232-H |RCGX1207(08) | 182.7 | 30.2 — 53.2 | 170.0 | 25.0 | 35.0 | 62.2 | 285
GKWPL3232-H |RPGX1207(08) | 182.7 | 30.2 — 53.2 | 170.0| 25.0 | 35.0 | 62.2 | 28.5

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




B RCGX/RPGX..Series - Blades
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| GBRL |
For GTWP-H For GKWP-H
Ls —
P i
|
119 F
. ‘ ar L
L
b Ls
Fi e ar o
L
L+
@ Left hand
Dimensions (mm)
Hand Blade number Stock Holder Insert
L+ L Ls Las Ls Le Fi F2 ar
GTWPL2020-H RCGX0604 130.1 | 22.6 | 51.1 456 | 125.0 | 25.0 | 23.0 | 426 | 19.0
GKWPR2020-H RPGX0604 130.1 | 22.6 | 51.1 456 | 125.0 | 25.0 | 23.0 | 426 | 19.0
GTWPL2525-H RCGX0604 155.1 | 22.6 | 47.1 50.7 | 150.0 | 25.0 | 28.0 | 476 | 19.0
GBRL-R23-19 [ J
GKWPR2525-H RPGX0604 155.1 | 22.6 | 47.1 50.7 | 150.0 | 25.0 | 28.0 | 476 | 19.0
GTWPL3232-H RCGX0604 175.1 | 22.6 — 53.2 | 170.0 | 25.0 | 35.0 | 54.6 | 19.0
GKWPR3232-H RPGX0604 175.1 | 22.6 — 53.2 | 170.0| 25.0 | 35.0 | 546 | 19.0
GTWPL2020-H |RCGX0907(08)| 135.2 | 27.7 | 56.2 | 456 | 125.0 | 25.0 | 23.0 | 47.7 | 25.4
GKWPR2020-H |RPGX0907(08)| 135.2 | 27.7 | 56.2 | 45.6 | 125.0 | 25.0 | 23.0 | 47.7 | 254
GTWPL2525-H |RCGX0907(08)| 160.2 | 27.7 | 52.2 | 50.7 | 150.0 | 25.0 | 28.0 | 52.7 | 25.4
Left GBRL-R35-25 [ ]
GKWPR2525-H | RPGX0907(08) | 160.2 | 27.7 | 52.2 | 50.7 | 150.0 | 25.0 | 28.0 | 52.7 | 25.4
GTWPL3232-H |RCGX0907(08)| 180.2 | 27.7 = 53.2 | 170.0| 25.0 | 35.0 | 59.7 | 25.4
GKWPR3232-H |RPGX0907(08) | 180.2 | 27.7 = 53.2 | 170.0| 25.0 | 35.0 | 59.7 | 254
GTWPL2020-H |RCGX1207(08)| 137.7 | 30.2 | 58.7 | 456 | 125.0 | 25.0 | 23.0 | 50.2 | 28.5
GKWPR2020-H |RPGX1207(08)| 137.7 | 30.2 | 58.7 | 45.6 | 125.0| 25.0 | 23.0 | 50.2 | 285
GTWPL2525-H |RCGX1207(08)| 162.7 | 30.2 | 54.7 | 50.7 | 150.0 | 25.0 | 28.0 | 55.2 | 28.5
GBRL-R45-28 [ J
GKWPR2525-H |RPGX1207(08)| 162.7 | 30.2 | 54.7 | 50.7 | 150.0 | 25.0 | 28.0 | 55.2 | 285
GTWPL3232-H |RCGX1207(08)| 182.7 | 30.2 — 53.2 | 170.0 | 25.0 | 35.0 | 62.2 | 285
GKWPR3232-H |RPGX1207(08)| 182.7 | 30.2 — 53.2 | 170.0| 25.0 | 35.0 | 62.2 | 285
Note : All dimensions shown are obtained when blade is set in the holder.
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M Case study
@ BIDEMICS

JX1

1.7 times higer speed

4 times longer tool life
Turbine disc (Rene104 rough/semi-finish)

Turbine disc (Inconel718 rough/semi-finish

RNGN120700T00820, RPGX120700T00820,
Ve=210m/min, f =0.18mm/rev, @&=1.00mm, Wet Ve=210m/min, f =0.16mm/rev, a&=~ 1.50mm, Wet
Rene104 Competitor's whisker ceramic JX1 Competitor's whisker ceramic r
Cutting speed (m/min) 210 - Cutting speed (m/min) 210 350
Tool life (pass) 1 4 Chip removal (cc/min) 50 84
Cycle time (min) 15 9
T 3
-
‘ 0.15mm

$1066 |

- Rene 104 is a difficult material to cut.

-+ JX1 cut 1.7 times faster than Competitor's Whisker and kept

. > ; . . good edge.
JX1 cut 4 times longer tool life than whisker ceramics. - Reducing cycle time dramatically.
Turbine disc (Inconel718) Turbine disc (Inconel718)
Grade wererrs IS Grade wernrs [
Insert Shape RPGX120700 - Insert Shape RPGX120700 -
Cutting speed (m/min) 210 350 e o 4 Cutting speed (m/min) 210 360 !
Feed(mm/rev) 0.15 - = Feed(mm/rev) 0.15 -
D.O.C(mm) 1.5 - D.O.C(mm) 1.8 -
WET - WET -
NTK : JX3 82 cc/min NTK : JX3 100 cc/min
Competitor's H Competitor's :
whisker ceramic 48 cc/min [) whisker ceramic 60 cc/min [)

12 times higher productivty

4 times higher productivty

Turbine disc (Inconel718 finishing)

Turbine disc (Inconel718 no scale, semi-finishing)

CNGA120408,
Ve=240m/min, f =0.08mm/rev, @»=0.25mm, \Wet

CNGA120408,

Ve=180m/min, f =0.10mm/rev, @»=0.4mm, \Wet

Tool life (pass) 1 1

Inco718 Competitor’s coated carbide Inco718 Competitor’s coated carbide
Cutting speed (m/min) 20 240 Cutting speed (m/min) 45 180
Chip removal per minutes (cc/min) 0.4 4.8 Chip removal per minutes (cc/min) 1.8 7.2
Tool life (pass) 1 4

o)

v

<«

.T_

9.36mm J

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

dramatically

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

@ SiALON ceramics
@®Inconel718

Turning(semi-finishing) : Turbine disc

@ Whisker ceramics

current tool NTK Inconel718
Grade Whisker ceramic SX7
Insert Shape RPGX120700 -
Cutting speed (m/min) 240 - @ § ) _
Feed(mm/rev) 0.15 - N— K_ .j .E« .E
D.O.C(mm) 1.50 -
Coolant WET - External turning |  Grroving Ramping
Tool life(min) 7.0 - A A A
Competitor's whisker ceramic SX7 Cutting speed (m/min) 300 300 300
Feed(mm/rev) 0.15 0.1 0.06
D.0.C(mm) 3-4 - 2-3
Coolant WET WET WET
Tool life(min) 20 20 20

Whisker ceramics WA1 achieved stable machining.
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Guideline for grooving HRSA materials

BIDEMICS / Ceramic grooving inserts provide high speed capability to your process. Whisker
ceramic is the most versatile option in this category. NTK also offers BIDEMICS and SiAlION grades
for more productivity and stability.
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, >
A @
Speed @ - - -
Feed @ @
Versatility - - @
Toughness - @
Can run at up to 480 m/min. . . ) -
Double the speed of whisker Double the feed of whisker | Best for Scale and interruption | Versatile grade
@ : 1st choice @ : 2nd choice
ork = Cutting speed Dep
Appticatio G o 0 0 00 60 0 480 | O 0 0 0 0 0 0 0 00
. Overall 0 _____________ q ,,,,,,,,,,,,,,,,,,,,,,
Grooving 360(180-480) 0.07(0.05-0.1)
Waspaloy M ,,,,, J ,,,,, J ,,,,, J ,,,,, J —;QJ ,,,,, J ,,,,,,,,,,,, WET
210(180-240) 0.15(0.07-0.17) r 00
Overall J‘—OA—I ,,,,,,,,,,,, J ,,,,, J -Q—IJ ,,,,, J ,,,,, J ,,,,, J ;
230(180-270) 1.1(0.07-0.15)
AN Overall | —=f 1 l ,,,,, J ,,,,, J q ,,,,, J ,,,,, J ,,,,, J ,,,,, J ,,,,,,,,,,,,,,,,,,,,,,,,,,
240(180-330) 0.07(0.05-0.1)

When applying JX1/JX3, increase speed to over 300 m/min
When applying SX3/5X7/5X5, increase feed rates 100% vs. Whisker Ceramics

M Application Information

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

corner radius chipping or notching.

»

Change to

The grooving insert is plunged down both outside

walls thus maintaining a good finish. The remaining
material can be removed by using a stronger insert
shape such as a RCGX style.

A17
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NEW

New SIALON Grade for
Machining HRSA materials

NTK's versatile SX3 grade has been developed to achieve

a SiAlON material composition with the ideal blend of excellent
wear resistance and toughness to successfully machine

a wide variety of HRSA materials o

_,..id' &l ’

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

Forged surface HRSA materials
(Toughness of SX9 / SX5)

WATCH ON @ﬁﬁm

Youm E}‘;ﬁg

A18



oConsistent in excellent wear resistance and toughness.
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Able to machine HRSA materials widely: Rough turning with scale ~ semi-finish turning.

®Able to machine even the newest generation of HRSA materials (like Rene material) as well as today's

most common HRSA materials; such as Inconel 718.

@ Able to machine milling with high efficiency.

*Please order 10 each.

Part number

Code \ Std. Edge preparstion
T00520 Chamfer 0.05mm X 20°
E004 Round horning R0.04

SiALON ceramic

Dimensions (mm)

Thickness

RNGN120400T00520 RNG43T0220 12.7 4.76 5997929 [

. . ‘ RNGN120700T00520 RNG45T0220 12.7 7.94 5997945 [
' RNGN120700E004 RNG45E02 12.7 7.94 5997952 o
RCGX090700T00520 RCGX35T0220 9.525 7.94 5998042 o

A ." RCGX120700T00520 RCGX45T0220 12.7 7.94 5998059 o
RPGX090700T00520 RPGX35T0220 9.525 7.94 5998075 [ )

\v/ RPGX120700T00520 RPGX45T0220 12.7 7.94 5998083 o

Recommended machined parts || ]llDIl Recommended work-materials || D

Waspaloy

Turbine Disk

Turbine Case

80 5

Cover Shield etc.
o
=

Inconel 718 Hastelloy

Waspaloy Rene(Rene65, Rene88, Rene130 etc..)

Case study

Work material : Rene130 Rough turning (eliminating scale)

Work material : Rene130 semi finish turning (machined surface)

Conventional NTK Conventional NTK
Grade SIAION Ceramic SX3 Grade SIAION Ceramic SX3
Shape SNGN190724 - Shape RCGX120700 -
Cutting speed (m/min) 115 - Cutting speed (m/min) 100 <
Feed (mm/rev) 0.15 - Feed (mm/rev) 0.25 <
Coolant WET - Coolant WET -
Tool life (min) 10.0 <= Tool life (min) 10.0 <

Competito [ON Ceramic Competitor’s SiIAION Ceramic

In turning rough surface, compared to competitor's SIAION, SX3 had no
fracture and good condition.

Competitor's SIAION fractured frequently, however SX3 and SX9 had good
edge damage.

A19



Solid Ceramic Endmill

CERAMATIC Lineup Expansion

New
Products

=i Extremely high speed machining
: for HRSA materials and cast iron.

® Extremely high speed machining for HRSA
materials with our durable SiAION grade "SX9"

® More than 15 times higher productivity than a
Carbide endmill

@ 4, 6 and 8 flutes are available

® Unique patent pending design provides
toughness to the edge

WATCH ON

o IR



RCE for HRSA materials =»>A22 RCS for Cast iron / HRSA materials =A23

@ Ceramic specialist's design
Helix angle
» Designed for the purpose of:
« 4-flute: toughness
« 6-flute: less tool pressure and
better chip evacuation

SX9(SIAION)

» Well balanced for
toughness and
wear resistance

Bottom edge

» Unique shape
provides toughness

Flute

» Optimized for HRSA
materials
* Excellent toughness

Inco 718

Dia 10mm - 6 flute

10
8 -
15x%
T 6+ E Productivity
5 5
4 -
£ S " E
S n £
ou
(v]
0

Helix angle
+ Designed for the purpose of:
« 4-flute: toughness
» 6/8-flute: less tool pressure and
better chip evacuation -

Flute

* Three flute
options up
to 8 flute

End Gash

* Bigger end gash
brings toughness

Edge
» Added chamfer provides
toughness for cast iron machining

Dia 12mm - 6 flute

250
150 3x
= Productivity
£ 100 4
(9]
&

50 £
NE
°8

[

Carbide Carbide
Cutting Speed (m/min) Cutting Speed (m/min)
Feed (mm/t) Feed (mm/t)
DOC (mm) DOC (mm)
4-flute 6-flute 8-flute

- - -

Slotting Pocketing Ramping

Face Milling  Side Milling

- -

Profiling Ramping

gk

A21
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B RCE for HRSA Materials

RCE-H4 (4-flute with Neck)

ONo center cutting edge

¢-~-§E$o

—

Slotting Pocketing Ramping
g L. g
Q o) 4
© © ©
R. Ao max Tolerances
L ®D</ ¢Ds e8 hé
8mm, 10mm, 3/8" | -0.024/-0.047 +0/-0.009
12mm, 1/2" -0.032/-0.059 +0/-0.011
Heat Resistant Alloy |S ™Y | @ : 1st Choice ® : 2nd choice
Grade ¢D- ®Ds ¢D: R As max L L
Item Number “ Flute (m)  (nch) | (m) (nch) | (m)  (nch) [ (m) (nch) | (m)  (nch) | (m) (nch) | (m) (Inch)
RCEM 080H4R100S [ 8.0 — 8.0 — 7.6 — 1.0 — 6.0 — 60 — 16 —
100H4R125S [ 100 | — | 100 | — 9.6 = | 125 || = 7.5 = 65 = 20 =
120H4R150S [ ) 4 120 | — [ 120 — | 16| — 1.5 — 9.0 — 70 — 24 —
RCElI 375H4R047S ([ 9.525| 3/8 |9.525| 3/8 |9.125| .359 | 1.19 | .047 | 7.14 | 9/32 | 63.5 | 25 [19.05| 3/4
500H4R068S [ 127 | 1/2 | 127 | 1/2 | 123 | 484 | 1.73 | .068 | 9.525| 3/8 | 69.9 | 2.75 | 254 1
RCE-J6 (6-flute)
ONo center cutting edge ‘ Q- “ m ‘. // E"
Face Milling  Side Milling Profiling Ramping Z=6
© o
) <
q S
S | E S
R- A max
L|
Tolerances
¢Dc/ dDs e8 hé
8mm, 10mm, 3/8" | -0.024/-0.047 +0/-0.009
12mm, 1/2" -0.032/-0.059 +0/-0.011
Heat Resistant Alloy |S ™Y | @ : 1st Choice @ : 2nd choice
Grade oD ®Ds ¢D: Re Ao max L+ L
Item Number ﬁ FUt | ) o) | @)t | ) k) | ) (k) | 0 o | @) ok | @) ()
RCEM 080J6R100S (] 8.0 — 8.0 — — — 1.0 — 6 — 60 — — —
100J6R125S ([ 100 | — [ 100 | — = — | 125 | — 7.5 = 65 = = =
120J6R150S [ 6 120 | — [ 120 | — — — 1.5 — 9 — 70 — — —
RCEl 375J6R047S ([ 9.525| 3/8 |9.525| 3/8 = — [ 119 | .047 | 714 | 9/32 | 635 | 25 = =
500J6R068S () 127 | 1/2 | 127 | 1/2 — — | 1.73 ] .068 |9525| 3/8 | 699 | 275 | — —

A22




B RCS for Cast Iron / HRSA Materials

RCS-H4 __ N
_ = M
ONo center cutting edge - - ﬁ \ 4 // E
Slotting Pocketing Ramping Z=4
2 L: g
Q a o)
hS3 RY hS3
R Ap max Tolerances
Ls ¢Dc/ ¢Ds e8 h6
12mm, 16mm, 1/2',5/8" |  -0.032/-0.059 +0/-0.011
Cast Iron Kl @
Heat Resistant Alloy S Y @ : 1st Choice e : 2nd choice
Grade oD ®Ds ¢D: R: Ap max L+ L
izt il ﬁ FLU | ) o) | o) | ) o | ) | m) ok | @) nch) | ) (nch)
RCSM 120H4R150S ([ 120 | — 12.0 — 16| — 1.5 — 9.0 — 70 — 24 —
160H4R200S [ J 4 16.0 | — 160 | — 15.5 — 2.0 — 120 | — 75 — 32 —
RCSI 500H4R068S [ ] 127 | 1/2 | 127 | 1/2 | 123 | 484 | 1.73 | .068 | 9.525| 3/8 [69.85| 2.75 | 25.4 1
625H4R078S () 15.875| 5/8 |15.875| 5/8 |15.375| .609 | 1.98 | .078 | 11.91| .469 | 76.2 3 |31.75] 1.25
RCS-J6 / RCS-J8
ONo center cutting edge ] - - i < V4 W // E
Face Milling  Side Milling Profiling Ramping Z=6 Z=8
= 3 g
© = <
< Q Q
a) S| °
4‘5 <
As max
L R. Ap max
L1
Tolerances
¢®D./ dDs e8 hé
12mm, 16mm, 1/2,5/8" | -0.032/-0.059 +0/-0.011
20mm, 3/4" -0.040/-0.073 +0/-0.013
Cast Iron K|l @
Heat Resistant Alloy | S Y @ : 1st Choice @ : 2nd choice
Grade oD ®Ds ¢D: Re Ao max L+ L
e ﬁ P | ) o) [ ) ne) | ) ok | ) | ) o) | m) (nch) | ) (nch
RCSM 120J6R150S [ J 120 | — 12.0 — — — 1.5 — 9.0 — 70 — — —
160J6R200S [ J 6 16.0 | — 160 | — = = 2.0 = 120 | — 75 = = =
RCSI 500J6R068S o 127 | 1/2 | 127 | 1/2 — — 1.73 | .068 |9.525| 3/8 |69.85| 2.75 — —
625J6R078S @ 15.875| 5/8 [15.875| 5/8 — — 1.98 | .078 | 11.91 | .469 | 76.2 3 — —
RCSM 200J8R250S () 8 200 | — | 200 — — — 2.5 — 15.0 — 110 — — —
RCSI 750J8R094S () 19.05| 3/4 |19.05| 3/4 — — | 238 | .094 [14.29| .562 |107.95| 4.25 = =
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@® Recommend Cuttin

Conditions for HRSA material

Cutting Speed (m/min)

Feed

Depth of cut

Width of cut

Application Grade | ¢ D. | Flute 150 600 1000 (mm/t) a, (mm) 2. (mm) Coolant
Face Milling 3/8" 1.4
1/2" 1.9
5/8" 2.4
3/4° 29 Ry
Ta N 8m |4/6/8 1 0.03 1.2 — >""<
10m 1.5 IN
12mm 1.8
16mm 2.4
20mm 3.0
Side Milling 3/8" 4.8 0.9
1/2" 6.4 1.3
5/8" 8.0 1.6
ae 3/4" 9.5 1.9 Ry
W 8m |4/6/8 [ 0.03 40 0.8 >"'<
a 10mn 5.0 1.0 IN
12mm 6.0 1.2
16mm 8.0 1.6
20mn 10.0 2.0
Slotting 3/8" 2.4
1/2" 3.2
5/8" 4.0 oY
gm | 4 I 0.03 2.0 — >"<
10mm 25 IN
12mm 3.0
16mm 4.0
N 3/8" 1.4
D: 1/2" 1.9
T 5/8" 2.4 ORY
8m | 6 ] 0.03 1.2 — >"'<
10mm 1.5 IN
12mm 1.8
16mm 2.4
3/4" 29
16mn 8 0.03 3.0
@ Recommended cutting conditions for Cast Iron
- Cutting Speed (m/min) Feed Depth of cut | Width of cut
Application Grade | ¢ D. | Flute 150 600 1000 (mm/o o (Gl o (i) Coolant
Face Milling 1/2" ‘ 2.4
5/8" “ 5.0 DRY
fas g ELRPYY 0.1 4.8 - >"<
12mm 3.0 AN
16mm 4.0 =
20mm 5.0
Side Milling 1/2" 9.5 2.1
a 5/8" Il 11.9 26 DRY
== N 3/4 14.3 3.2
a 12m | ¥/%/8 0.1 9.0 2.0 X
16m 12.0 2.5 <
20mn 15.0 3.3
Slotting 1/2" 2.4
D. 5/8" Il 4.0 DRY
N 3/4 4.8
4‘ l:ja" o 4/6/8 0.1 30 — >'r<‘
16mn 4.0 =
20mm 5.0

For Maximum Productivity

® A continuous cut is recommended. An interrupted cut may cause chipping or breakage.
® When using a Hydraulic or Shrink chuck, blow air to the arbor body, DON'T blow air to the endmill itself.

® A Minimum speed of 300m/min is required. (Don't run at lower speed.)

0 A 1.5 degree ramping angle is recommended. Run at 50% lower feed rate when ramping cut.

When cutting HRSA materials
@ Continue to machine even if you see BUE, removing BUE may cause chipping or breakage to the edge.

o High speed machining work hardens the material. For this reason, leave at least 0.3mm of material for a finishing process.




NTK

New
Products

SUPER TOUGH COAT

[ For Stainless Steel ]

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

like SUS304.
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Stable and consistent performance
when machining stainless steel

Low tool life , and unstable chip evacuation are factors preventing stable
machining of stainless steel.

The New PVD coated carbide grade ST4 solves the issues related to machining
stainless steel.

Higher hardness and oxidation resistance
NTK's unique coating technology creates a high-aluminum composition.
Extends tool life and allows high-speed machining of stainless steel.

NTK vs. competitor(cut off)
Workmaterial : SUS304(¢ 11) Vc=80m/min f=0.03mm after 200pcs cut-off

T A A g

Super Tough Coat [ST4J

Super Tough Coat
TiCN ®ST4
s TiAIN
TN
)
IIII low Oxidation resistance high

Stable machining,
excellent surface finish = Extended tool life

NTK new PVD coated carbide grade ST4 improved bonding force and
surface smoothness .

It prevents BUE trouble from stainless steel machining, and achived
stable cutting. High

Measurement (Scratch test on coating layer) bonding

| Super Toug Coat[ST4] g o L e ad\ force

e —

High

|||| nardness

:' Conventlonal grade :

workload LS R e

g e

I I I I work load direction



Super Tough Coat >< Chipbreaker for
ST4 stainless steel

NTK's ST4 grade combined with unique chipbreakers meet the demands of your
machining.

Front turning = | Back turning

chipbreaker Y

. 33 Series TBP/TBPA- /I Series

Cut off

Series

Cut off

O |

CTP/CTPA-  Series

New
Products
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Front turning YL« CL+ AM3 « UL chipbreaker [FLlai) )
Shape ltem number Co{qner Sieds | Pl Name Chipbreker Geometry Features
1.C. Thickness 27 - Great combination
1.0 of sharpness and
CCGT 09T301M YL 0.08| @ YL LEXN toughness
. |
09T302M YL 018| @ —4] | Goyers extremely
09T304M YL 038 | @ 9.525 | 3.97 #DCGTI1T302MYL | . Excellent chip control
09T308M YL 0.78 o s
DCGT 11T301M YL 008 | ® / * Sharpest molded
17¢ chipbreaker
11T302M YL 018 | ® R b - . - Excellent chip control
11T304M YL 038 ® 9.525 | 3.97 #DCGT11T302M - Less tool pressure
11T308M YL 0.78 [ ]
1.2
| veer 10301MWL 008 | ® _ - Allpurpose
B~ 110302M YL 018 | ® | 635 | 3.18 e it
110304M YL 0.38 [ ) toughness
%*DCGT11T302
VBGT 160402FN YL 0.2 [ ]
— + Negative insert with
g 160404FN YL 04 | ® [9525| 476 w0 2 positve inserts.
160408FN YL 08 | ® chipbreaker
ot + Reduced burrs
CCGT 060201M CL 0.08 [ ] 635 | 2.38 - Improves microfinish
. . - Superb advantage i
060202M CL 018 @ #TNGG160401MFN cggf ;)e: comer over
09T301M CL 008 | ® positive inserts
09T304M CL 038 | ® BUUEWBRM  CCGT  DCGT  VCGT  WPGT  TNGG
DCGT 070201M CL 0.08 Y Series Series Series Series Series
070202M CL 0.18 Y 6.35 2.38 [CEEENCEIN G23~G24 G24~G27 G28~G31 G32~G33 G38~G39
: @ 070204M CL 038 | @ s Cg?;ligu Ml D22~D23 D24~D27 D28~D31 D32~D33 D36~D37
v 11T301M CL 008| ®
11T302M CL 0.18 [ ) 9.525 | 3.97
11T304M CL 0.38 [ )
= VCGT 110301M CL 0.08 o
e 635 | 3.18
110302M CL 0.18 [ )
CCGT 060201MFN AM3 | 0.08 | @ Chip Control Range )
060202M FN AM3| 0.18 [ ) 6.35 2.38
\/\o\ 060204M FN AM3| 038 | ® 50
\ 09T301TM FN AM3 | 0.08 [ ) '
09T302M FN AM3| 0.18 [ ) 9.525 | 3.97 25
09T304M FN AM3| 0.38 [ ) - '
DCGT 070201M FN AM3 | 0.08 [ ) E 20
070202M FN AM3 | 0.18 [ ) 6.35 2.38 L;
(O]
@ 070204M FN AM3 | 0.38 [ ) e |
V o 1.5
11T301M FN AM3 | 0.08 [ ) < AM3
o
1IT302MFNAM3| 018 | ® | 9525 | 397 | & q0f
11T304M FN AM3 | 0.38 [ ]
VCGT 110301MFN AM3 | 008 | @ 0.5
s 110302MFNAM3 | 0.18 | ® | 635 | 3.18
110304M FN AM3 | 038 | ® ' ' '
. N VPGT 110301TM FN AM3 | 0.08 [ ) 0.05 0.1 0.15
% 6.35 3.18
110302MFN AM3 | 0.18 | @ Feed(mm/rev)
TNGG 160401TM FN UL 0.08 [ ]
160402M FN UL 0.18 [ ]
K. 9.525 | 4.76
160404M FN UL 0.38 [ ]
160408M FN UL 0.78 [ ]
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Front turning TFX Series

Shape
32 32
% 05 %
NP With wiper
Stock Max. Dimensions (mm) Toolholder
Wiper Item number (ﬁ) DOC s
ST4 (mm) d s General catalogue
TFX 3301MR 0.08 o
No 3302MR 0.18 [ ] 5.0 9.525 4.76 G34
3304MR 0.38 [ J
TFX 3301MRW 0.08 (]
Yes 3302MRW 0.18 (] 5.0 9.525 4.76 G34
3304MRW 0.38 o

 Features. )

Specially designed sharp chipbreaker
provides 1 pass turning up to 5.0mm.

Reduce cutting force with high DOC turning, and achieved
excellent chipcontrol with good surface finish.

DOC (mm)

0.02 0.04 0.06 0.08 0.1

Feed (mm/rev)

poc 5.0mm Workmaterial : SUS304 Cutting condition : Vc=80m/min f=0.03mm/rev WET

NTK The Front Max Competitor's chipbreaker designed for high DOC turning

Good chip control and excellent machined surface finish Rough surface

A29
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TBP-BM Series

O

wn
<th T L a
=| = -
oi
16° ; & |

Back turning TBP/TBPA-BM Series

TBPA-BM Series
‘ P

Max. Depth of Cut b

Length of Blade a

12°)
Length of | Max. Depth | Cutting edge Toolholder
[tem number r= (nm) Blade of Cut angle
a (m) b (mm) 2] ST4  General catalogue 2018 SS catalogue

TBP 72FR0O5-BM 0.05 35 53 72°

72FR10M-BM 0.08 35 5.3 72° G52 ~G53 E12~E13

72FR20M-BM 0.18 35 53 72° [ ]
TBPA 70FR05-BM 0.05 55 6.5 70° o

70FR10M-BM 0.08 55 6.5 70° [ ] G54 ~ G55 E14

70FR20M-BM 0.18 55 6.5 70° [ ]

)

Prevents the rough end
face from
hitting the chip

Wiper flat on cutting
edge creates
excellent surface
finishes

BM chipbreaker

=i

Competitor's tool 6.0

Good chip control
s
X

T —
T

50 -~
Unstable chip control

Cutting condition: Vc=
Material: SUS304 ¢ 16 Holder: TBPR12 To
Insert: TM4 TBP72FR10M-BM

80m/min WET

Chip control range

L
0.02

L L L
0.04 0.06 0.08 0.1
Feed rate(z) mm/rev

Superior Surface Finish

1 Pass

Competitor's tool

End face

End face

OD

Excellent surface

Ra:0.72um

Rz : 4.46um

Rough surface

1 At

Ra:1.65um

Rz :6.01um

Cutting condition: Vc=80m/min
Material: SUS304 ¢ 16 Holder: TBPR12

f(x)=0.02mm/rev

f(z2)=0.08mm/rev  ap=3.0mm WET
Insert: TM4 TBP72FR10M-BM
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Grooving GTMH32-GX Series
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Groove width: ~1.0 Groove width: 1.5 ~

) ) - w¥0.025
side turning capability
Details L fe
Front rake angle: 17degree
Side rake angle :14 degree
-
9525 3.8 TN L
Dimension(mm) Stock
Item number W . L Max Depth Max Depth
‘ Grooving (mm) |Side turning (mm)
GTMH32 033RGX 0.33 0.05 0.6 0.25 — [ ]
043RGX 0.43 0.05 1.2 0.9 = ([
050RGX 0.50 0.05 1.2 0.9 — [
053RGX 0.53 0.05 1.2 0.9 = o
075RGX 0.75 0.05 2.0 1.6 0.75 [ ]
095RGX 0.95 0.05 2.0 1.6 1.5 [
100RGX 1.0 0.05 2.0 1.6 1.5 [
100RGX01 1.0 0.1 2.0 1.6 1.5 [ ]
GTMH32 150RGX 1.5 0.05 3.0 2.7 2.0 [ ]
150RGX01 1.5 0.1 3.0 2.7 2.0 ([ J
150RGX02 1.5 0.2 3.0 2.7 2.0 [ ]
200RGX 2.0 0.05 3.0 2.7 2.0 [
200RGX01 2.0 0.1 3.0 2.7 2.0 [ ]
200RGX02 2.0 0.2 3.0 2.7 2.0 [ J
300RGX 3.0 0.05 3.0 2.7 2.0 [
300RGX02 3.0 0.2 3.0 2.7 2.0 o
Center bump and dent design
[~ improve chip control
Help chip curl & control.
Excellent surface finish when grooving.
\ ”
Improve chip control
when side turning.
Chip control performance at side
turning improved (MAX. ap- 2.0mm)
Outer periphery polishing
offers excellent surface finish
Typical Grooving Problems
* Chips remain at the bottom of groove
« Bird's nest of chips M Toolholder

Toolholder

General catalogue 2018 SS catalogue

H18 ~ H21 H8 ~H11
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Cut off CTP/CTPA-CX Series
CTP-TH Series T CTPA-TH Series e e

(Max. Cut-off Dia. ~¢12) (Max. Cut-off Dia. ~¢16)

20.0 %
. A [9] & : o
2y P Zh
Max. Cut-off Dimension(mm) Stock
Type Hand Shape Item number Dia.
(mm) D w A ] re

A CTP 10FR-CX 12.0 1.0 0.32 16° 0.05 °
g - 13FR-CX 12.0 1.3 0.40 16° 0.05 °
5 15FR-CX 12.0 1.5 0.46 16° 0.05 °
° CTP 10FRN-CX 12.0 1.0 — o 0.05 °
. 13FRN-CX 12.0 1.3 — 0 0.05 °
g%y_ﬁ_& 13FRN02-CX 12.0 1.3 — 0 0.2 °
15FRN-CX 12.0 1.5 — ) 0.05 °
cTP 15FRN02-CX 12.0 1.5 — o} 0.2 °
Serles A CTP 10FLK-CX 11.0 1.0 0.32 16° 0.05 °
£ Jﬁ 13FLK-CX 11.0 1.3 0.40 16° 0.05 °
o 15FLK-CX 11.0 1.5 0.46 16° 0.05 °
) CTP 10FLN-CX 12.0 1.0 — o 0.05 °
e 13FLN-CX 12.0 1.3 — 0 0.05 °
i 13FLN02-CX 12.0 1.3 — o} 0.2 °
15FLN-CX 12.0 1.5 — o 0.05 °
15FLN02-CX 12.0 1.5 — 0 0.2 °
S%E CTPA 15FR-CX 16.0 1.5 0.46 16° 0.05 °

R :9
@ME CTPA 15FRN-CX 16.0 1.5 — o 0.05 °
a% ; CTPA 15FLK-CX 145 15 0.46 16° 0.05 °

L 7
@5@; CTPA 15FLN-CX 16.0 1.5 — ) 0.05 °

Max. Cut-off Dia. is indicates the cutting diameter of the insert when the top of the cutting edge is located on center

 Features. )

Folds chip strongly from both ends and achieves
superior machined surface finish.

Fold chips from both
ends strongly.

Center groove guides
the chips.

V-shape has 2 step
action for keeping
nose R sharp and fold

Up sharp edge like a ground ships.
inserts(Rake angle :15 degree)

Excellent chip
control

M Toolholder
Catalogue CTP Series CTPA Series

General catalogue G74 ~ G75 G80 ~ G81

2018 SS catalogue F10~F11 F16 ~F17




Cut-off CTP/CTPA-TH Series(Tough edge type)

CTP-TH Series =t " CTPA-TH Series E:it%
(Max. Cut-off Dia. ~¢12) [ (Max. Cut-off Dia. ~¢16) ™
20.0 25.0
4 J5pe =1 Jise
Max. Cut-off Dimension(mm) Stock
Type Hand Shape Item number Dia.
(mm) D w A C] re
o CTP 10FR-TH 12.0 1.0 0.32 16° 0.05 °
gl ]
(" 15FR-TH 12.0 1.5 0.46 16° 0.05 °
R 5 20FR-TH 12.0 2.0 0.61 16° 0.05 °
B CTP 10FRN-TH 12.0 1.0 — o 0.05 °
T 15FRN-TH 12.0 15 - o 0.05 °
=7
CTP ™ =0 20FRN-TH 12.0 2.0 - o 0.05 °
Series mff% CTP 10FLK-TH 11.0 1.0 032 16° 0.05 °
(W 15FLK-TH 11.0 15 0.46 16° 0.05 °
) T 20FLK-TH 1.0 2.0 0.61 16° 0.05 °
L oo CTP 10FLN-TH 12.0 1.0 — o 0.05 °
3\
EQH 15FLN-TH 120 15 — o 0.05 °
" 20FLN-TH 12.0 2.0 = 0’ 0.05 )
re
) CTPA 15FR-TH 16.0 15 0.46 16° 0.05 °
2/ \a
. L 20FR-TH 16.0 2.0 0.61 16° 0.05 °
SE Q CTPA 15FRN-TH 16.0 1.5 - o 0.05 °
n o 20FRN-TH 16.0 2.0 — o 0.05
Series re
} CTPA 15FLK-TH 145 15 0.46 16° 0.05 °
£
Ie
T . 20FLK-TH 145 2.0 0.61 16° 0.05 °
L
- CTPA 15FLN-TH 16.0 15 - o 0.05 °
g
3 o=0 [ 20FLN-TH 16.0 2.0 — o 0.05 °

#Max. Cut-off Dia. indicates the cutting diameter of the insert when the top of the cutting edge is located on center

Case sutdy

)

-TH achieves superior fracture

resistance

Long tool life on stainless steel cut-off

operation

Material: SUS304 ¢ 11
Cutting condition:
Vc=80m/min f=0.03mm/rev
Tools:

Insert: CTP-TH Series 2.0mm
width

Holder: CTPR12

CTP-TH type

Competitor's tool

i A

200pcs. machined

100pcs. machined

M Toolholder
Catalogue CTP Series CTPA Series
General catalogue G74 ~G75 G80 ~ G81
2018 SS catalogue F10~F11 F16 ~F17
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ID turning FO5 ¢ F1 « FG chipbreaker | Features | )

Stock | Dimensions (mm) - F type chipbreaker allow chips to evacuate backward.

Shape Number Colrzner . Cg;?otilrr;‘:zgg of the F-chipbreakers and Mogul Bar delivers the best
SHEcN 1C. | Thickness P -
— DOC Feed(mm/rev)
R TCGH 060101FRFO5 | 0.1 (mm) 0.05 0.1
[« ) 060102FRF05 | 0.2 397 | 1.59 m—
p— i ' FG chipbreaker Fy N M
060104FR FO5 0.4 P ;‘ ¢ -
TPGH 090201FR F1 0.1 0.1 *:__‘
A <
090202FR F1 0.2 - ,1 -
558 | 238 | B i R
R 090204FR F1 0.4 \
(s s} 090208FR F1 0.8 W,
— ® Best for finishin; 3 ,:‘9 e,

110302FR F1 0.2
110304FR F1 0.4
110308FR F1 0.8
TPGH 090202R FG 0.2

® Works for small DOC 0.3 b3
6.35 | 3.18 (ap-0.5mm) ) ¢
® High rake angle %y, i -
e

556 | 238 F1+FO05 chipbreaker

P 090204RFG | 0.4
ﬁ' e 110302R FG 0.2 bt ANV
635 | 318 i P le
110304R FG 0.4 . U j
05 | ¢ =
ﬁ MBL O0O5FRF1 0.05 ‘%e 4
v 360 | 238 s iR e
Angle 75° O015FR F1 0.15 ® Covers wide range of
conditions
a\. ERGHT 30101FR F1 0.1 ® Ground chipbreaker
v 30102FR F1 0.2 3.97 1159 Note: Righthand Wnserts Wth FG | Material : SCMA35  Holder : $10K-STUPR11D12-OH
Angle 75° 30104FR F1 0.4 should bepused with Insert : TPGH110304 Series ~ Cutting condition : Ve=80m/min

right-hand holders Bore diameter : 12 External coolant Depth of cut : 20mm

CPGH 040101FR F1 0.1

. 040102FR F1 0.2 4.76 1.59
040104 F1 | 04 yp | FO5, F1, FG chipbreakers
060202FR F1 0.2
6.35 2.38
060204FR F1 0.4
CCGT 060201FR F1 0.1
P 060202FR F1 0.2 6.35 2.38
@ 060204FRF1 | 0.4
Direct flow chips forward. Direct chips backwards and
09T302FR F1 0.2 9.525 3.97 Then packed chips damage and eliminate chipping on inserts.

09T304FR F1 0.4 break cutting edge.

\/

Chip control range

M Toolholder
TCGH TPGH MBL ERGHT CPGH CCGT
Caliallezue Series Series Series Series Series Series = 10F
[
K30 K30 K24 K26 K28 = 075}
General catalogue  ISIYES ~K31 ~K25 ~K27  ~K29 K28 E F1 /F05
2018 K36 K36 K30 K32 K34 K34 é 05 F
SS catalogue ~ K37 ~ K37 ~ K31 ~K33 ~ D35 O FG
O o025
@)
1 1 1
0 0.05 0.1 0.15
) Feed(mm/rev)

Combination of the F-chipbreakers
delivers the best performance

All Mogul Bars are coolant
through

Large clearance
for improved chip
evacuation




M Recommended Cutting Condition (Grooving, Cut-off)
GTMH32-GX Series

Feed (mm/rev) Cutting speed (mm/min)
\f\r/r;cr'r;c;] Grooving Side turning
SUS303 SUS304 SUS440C
Range SUS304 Range SUS304
0.33~0.53 | 0.01~0.03 0.02 No capability No capability
0.75~1.0 0.02 ~0.05 0.03 0.015 ~ 0.04 0.02
60 I 150 50 L) 100 30 JET so0
1.5~2.0 0.02 ~0.08 0.04 0.015 ~ 0.06 0.03
3.0 0.03~0.10 0.05 0.025 ~ 0.08 0.04
CTP/CTPA-CX Series
Width Feed (mm/rev) Cutting speed (mm/min)
(mm) Range SUS304 SUS303 SUS304 SuUS440C
1.0 0.02 ~0.04 0.02
1.3 0.02 ~0.05 0.03 60 [T 150 LI 70 BT 30 T 8o
1.5 0.02 ~0.06 0.03
CTP/CTPA-TH Series
Width Feed (mm/rev) Cutting speed (mm/min)
(mm) Range SUS304 SUS303 SUS304 SUS440C
1.0 0.02~0.05 0.03
1.5 0.02 ~ 0.06 0.04 60 TIIJ 150 50 100 30 T 8o
2.0 0.02~0.07 0.04
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Solid Carbide Endmill

S-MILL Line up Expansion
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Ti he sharp edge creates a remarkéble finish on
machined surface

 Excellent surface finish
» Reduce cutting force
* Provide stable machining

e Line up Expansion
#8.0 and ¢10.0 with ¢7.0 shank Dia.

WATCH ON  [E]##5[E]

) R
L Tutc
g



\_/
New
Products

The sharp edge creates a remarkable finish
on machined surface.

Flute angles

ensure good chip
evacuation

High rake angle to

reduce cutting force

0.0 corner radius

Designed for swiss type lathe "~2, 3, 4 fl utes cover a variety of
applications.

$3.0/ 4.0 40.0mm (2 flutes available in @ 2mm)

$5.0/ 6.0 45.0mm
¢7.0/ 8.0/ 10.0 = 50.0mm

L+

A

| I
Y

Comparision of machined surfaces )

NTK (S-MILL) Competitor A Competitor B

Side face

. surface surface
Magnified
(side face)

Excellent surface finish

Tool : 6.0 2 flutes ~ Work material : SUS304(®16.0)  Cutting condition : @=3.0mm &.=1.2mn S=3,000rpm F=300mn/min

Rough surface finish

A37
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RWEM Series

Slotting

- -

Side Milling

Profiling

2 " S 2
Q Q Q
P s = )
R:
L R )
1 L e J
Tolerance: mm Material Group
¢Dc Tolerance h . Ctai 5 f b b i b i
2.3.5 0/ -0.075 B3 iteel M: Stalnlc\ess steel K: Cast iron | N:Nonferrous metal | S: Heat resistant alloy |H: Hardened material
4,6,7 | +0/-0.03 o o
8, 10 +0/—-0.035 O : 1st Choice
M 2 flutes
Grade Cutting dia Shank dia Length Cutting edge length | Corner radius
Shape | Flute ltem Number & D(mm) @ Ds(mm) L +(mm) L >(mm) R<(mm)
RWEM 020H2R00S04 [ J 2.0 4.0 40.0 2.0
030H2R00S04 [ J 3.0 4.0 40.0 3.0
040H2R00S04 [} 4.0 4.0 40.0 4.0
, 050H2R00S06 [ J 5.0 6.0 45.0 5.0
Figure. 1 2 0.0
060H2R00S06 [ J 6.0 6.0 45.0 6.0
070H2R00S08 [ J 7.0 8.0 50.0 6.0
080H2R00S08 [} 8.0 8.0 50.0 6.0
100H2R00S10 [ J 10.0 10.0 50.0 6.0
_ RWEM 080H2R00S07 [ J 8.0 7.0 50.0 6.0
Figure. 2 2 0.0
100H2R00S07 [} 10.0 7.0 50.0 6.0
M 3 flutes
Grade Cutting dia Shank dia Length Cutting edge length | Corner radius
Shape | Flute Item Number 6D.(m) & D-(m) L+(m) L »(um) R-(mn)
RWEM 030H3R00S04 [ J 3.0 4.0 40.0 3.0
040H3R00S04 [} 4.0 4.0 40.0 4.0
050H3R00S06 [} 5.0 6.0 45.0 5.0
Figure. 1 3 060H3R00S06 [ J 6.0 6.0 45.0 6.0 0.0
070H3R00S08 [} 7.0 8.0 50.0 6.0
080H3R00S08 [} 8.0 8.0 50.0 6.0
100H3R00S10 [} 10.0 10.0 50.0 6.0
_ RWEM 080H3R00S07 [} 8.0 7.0 50.0 6.0
Figure. 2 3 0.0
100H3R00S07 [} 10.0 7.0 50.0 6.0
M 4 flutes
Grade Cutting dia Shank dia Length Cutting edge length | Corner radius
Shape | Flute Item Number 6 D.(m) & D-(m) L +(mm) L »(um) R-(mm)
RWEM 030H4R00S04 [} 3.0 4.0 40.0 3.0
040H4R00S04 [} 4.0 4.0 40.0 4.0
050H4R00S06 [ J 5.0 6.0 45.0 5.0
Figure. 1 4 060H4R00S06 [} 6.0 6.0 45.0 6.0 0.0
070H4R00S08 [} 7.0 8.0 50.0 6.0
080H4R00S08 [} 8.0 8.0 50.0 6.0
100H4R00S10 [ J 10.0 10.0 50.0 6.0
_ RWEM 080H4R00S07 [ J 8.0 7.0 50.0 6.0
Figure. 2 4 0.0
100H4R00S07 [} 10.0 7.0 50.0 6.0
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SUS416F(D-cut) ¢ 6mm-2 flutes

$45C(Hexagon machining ¢10=>¢8mm AF) ¢6mm-2 flutes
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Work material : SUS416F Work material : S45C
rev/min 13,200 rev/min 12,600
Feed(mm /rev) : 140 Feed(mm /rev) :480
DOC (mm) 1 0.6 DOC(mm) :1.0
Coolant : WET Coolant T WET
NTK : S-MILL 12,000 pcs/corner+a [) NTK : S-MILL 70 pcs/corner+a [)
Sci?;p::g;riﬁ 10,000 pcs/corner O f;lrgp::g;rj 50 pcs/corner ()
As the competitor's endmill reached the end of its tool life with bad surface The S-Mill's sharpness reduced the occurance of burrs and increased
finish. tool life; clear improvments over the competitor's tool. The sharp
NTK's S-MILL maintained quality surface finish through out its longer cutting edge also produces noticeably less sound than the current
tool life. tooling.
' Recommended Cutting Condition )
Cutting | Carbon steel Alloy steel Stainless steel 2 a i
diameter S45C SCM435 SUS304 ae G -
Flute 6D
(mm) 8e=¢D:cX0.2 | @e=¢D:X0.5 [ @e=¢D:X0.75| @e=¢D:X0.9 ae=@¢D.
gnim (:me/emﬁ) znm,; (E:/emﬂ) zn:’\"; (:me/em?‘) Ap (mm) | Qe (mm) | @p (mm) | Qe (mm) | &p (mm) | Qe (mm) | p (mm) | e (mm) &p (mm)
2.0 6,000 | 100 | 6,000 | 100 | 6,000 90 =20 0.4 =08 1.0 =06 1.5 =05 1.8 =04
3.0 6,000 210 6,000 240 6,000 180 =30 0.6 =1.2 1.5 =09 23 =07 2.7 =0.6
4.0 6,000 | 320 | 5600 | 300 | 5200 | 240 =40 0.8 =16 20 =12 3.0 =10 3.6 =08
_— 5.0 5,000 | 370 | 4500 | 330 | 4,100 | 260 =50 1.0 =20 25 =15 3.8 =1.2 4.5 <10
6.0 4200 | 380 | 3,700 | 340 | 3,400 | 270 =6.0 1.2 =24 3.0 =18 45 =15 54 =12
7.0 3,600 | 370 | 3,200 | 330 | 3,000 | 270 =6.0 14 =28 35 =21 53 =17 6.3 =14
8.0 3,200 360 2,800 320 2,600 250 =6.0 1.6 =32 4.0 =24 6.0 =20 7.2 =16
10.0 2,500 | 320 | 2,200 | 280 | 2,100 | 230 =6.0 2.0 =40 5.0 =30 7.5 S25 9.0 =20
30 6,000 | 250 | 6,000 | 250 | 6,000 | 220 =30 0.6 =12 1.5 =09 2.3 =07 2.7 =06
4.0 6,000 | 390 | 5600 | 360 | 5200 | 290 =40 0.8 =16 20 =12 3.0 =10 3.6 =08
5.0 5,000 440 4,500 400 4,100 310 =5.0 1.0 =20 25 =15 38 =1.2 45 =1.0
3 flutes 6.0 4,200 460 3,700 410 3,400 330 =6.0 1.2 =24 3.0 =18 45 =15 54 =12
7.0 3,600 | 450 | 3,200 | 400 | 3,000 | 320 =6.0 1.4 =28 35 =21 53 =17 6.3 =14
8.0 3,200 | 430 | 2,800 | 380 | 2,600 | 310 =6.0 1.6 =32 4.0 =24 6.0 =20 7.2 <16
10.0 2,500 | 380 | 2,200 | 330 | 2,700 | 280 =6.0 20 =40 50 =30 75 =25 9.0 =20
30 6,000 | 290 | 6,000 | 290 | 6,000 | 250 =30 0.6 =12 1.5 =09 23 =07 27 =06
4.0 6,000 450 5,500 410 5,200 340 =40 0.8 =16 20 =12 3.0 =10 36 =08
5.0 5,000 | 520 | 4500 | 460 | 4,00 | 370 =5.0 1.0 =20 25 S5 3.8 =12 4.5 =10
4 flutes 6.0 4200 | 540 | 3,700 | 480 | 3,400 | 380 =6.0 1.2 =24 3.0 =18 4.5 =15 5.4 =12
7.0 3,600 | 520 | 3,200 | 460 | 3,000 | 380 =6.0 14 =28 35 =21 53 =17 6.3 =14
8.0 3,200 | 500 | 2,800 | 440 | 2,600 | 360 =6.0 1.6 =32 4.0 =24 6.0 =20 7.2 =16
10.0 2,500 440 2,200 390 2,100 320 =6.0 20 =40 5.0 =3.0 7.5 =25 9.0 =20

« Cutting conditions (machine, work material...) affect surface finish and burr generation.
If cutting performance is not good with above cutting conditions, please adjust speed and feed by same %.
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Unique swiss tooling / Front turning insert for large DOC

The Front Max

New
Products

\ s

NEW style front turning insert for swiss type lathe.
Specially designed chipbreaker provides excellent
chip control and sharpness.

MAX DOC

5. Omm available

TFX Series

WATCH ON

w0 (11 Tuhe]

A AN



Are these common issues in your machining operation?
* It is hard to machine a large depth of cut on Swiss type lathes.

%)
©
235
Qo
Zo
2
o

« It is difficult to control chips and dimensions.

LT . gk | O 4 ] Y
Tiho Frent mMax is S gelluticn.

‘ £
£
q

Stable chip control by special
chipbreaker design.

Up to 5.0mm DOC capability

Specially designed chipbreaker reduces
cutting resistance, achieves excellent chip
control and surface finish.

Excellent chip control and surface finish.

Rigid side clamp system

Strong clamping prevents moving insert .
This provides stable turning process.

Tooling for Large DOC

Conventional tooling

Clamping part with
guide bushing

)
(212

chip {}

eLonger cycle time with roughing and finish turning.

® Seam on surfece occurs with separate turning.

® Tool wear increase by 2 passes

® Chip may go into guide-bushing.

@ Need to run multi times due to guide-bushing
limitation

The Front Max

1PASS turnimg

®Reduce cycle time

e Extend insert tool life

@ Improve part quality

@ Simplify machining program

A41



M Insert

B TFX Series(3D molded chipbreaker)
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Shape
ﬁ 32°
<i>| &
No wiper With wiper
All angles shown are obtained when insert is set in the holder
Dimension (mm) PVD coated carbide
shape Ma>a.“n|30c Wiper Item number
re d 8 ST4 DM4 ZM3
TFX 3301MR 0.08 | 9525 | 4.76 o { ]
No 3302MR 0.18 | 9.525 | 4.76 { (
3304MR 0.38 | 9.525 | 4.76 () (
5.0
TFX 3301MRW 0.08 | 9.525 | 4.76 o (
Yes 3302MRW 0.18 | 9.525 | 4.76 o (
3304MRW 0.38 | 9.525 | 4.76 () o
TF Series(Ground chipbreaker)
Shape

=T

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

Dimension (mm) PVD coated carbide
shape Ma)am:li))OC Wiper Item number
re d S ST4 DM4 ZM3
TF 3300R 0.0 9.525 | 4.76 @
3305R 0.05 | 9525 | 4.76 (]
4.0 Yes
3315R 0.15 | 9.525 | 4.76 o
3320R 0.2 9.525 | 4.76 o
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B Toolholder

E¥ TFT-OH2 Series

Coolant through

Coolant hole

Coolant hole

(Screw accessible from both sides)

L+
70
. s
2 5 W s EEDN
Ls| ™
20

& 1<

Taper cut capability

Max. bar diameter when
cutting at A max(D max)

Max. taper depth

A max

Max. taper angle
T max

~
N
h2

\Screw parts B

Th(Screw parts A)
1014 size : M6 X 1.0
1214 size : Rc1/8(PT1/8)

Item Number

Taper cut capability

Dmax | Amax | T max

TFTR 1014H-OH2 20

1214H-OH2 30 2.5 30°

1616X-OH2 40

® Right-Hand style shown

M Toolholder dimension « Spare parts

Dimensions (mm)

Screw parts A

Clamp screw Wrench Screw parts A | Screw parts B
Item Number  |Stock
h | b | Li| h | ha | L2 | Ls
TFTR 1014H-OH2 | @ | 10 | 14 |100| 10 | 4 | 15| 15 LR-S-4*10PW CLR-15S $50605SC $505055C
1214H-OH2 | @ | 12 | 14 [100]| 12 15| 15 LR-S-4*10PW CLR-15S SPR1/8 (Wrench : LW-
1616X-OH2 | @ |16 | 16 |120] 16 | — | — | 175 LR-S-4*10PW CLR-15S SPR1/8 25)

When coolant is supplied from the tool post directly to the tools, please remove screw parts [Bland set screw parts A at side and rear of toolholder.
Wrench for screw parts [A](SS0605SC) is not attached.

Please use Hex wrench3.0(LW-3) for SS0605SC, Hex wrench5.0(LW-5) for SPR1/8.

TFT Series

(Screw accessible
from both sides)

L

0~ v [ S P
3
S mT
Q‘_ @ < lh —
i—L & .
15 ®Right-Hand style shown
Parts
Dimensions (mm)
Clamp screw Wrench
Item Number | Stock Taper cut capability
hlb|Li|f]|hil|h %
TFTR10 @® |10|10(120/0.0{10| 3
12 @® [12|12(120(0.0(12] 1
LR-S-4*10PW CLR-15S No capability for taper cut.
16 @® |16|16(120(0.0| 16| —
20 @® |20|20(120(0.0/20| —
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Cutting performance

0
=S
[CR <]
Z o

2

o

poc 5.0mm Work material : SUS304 Cutting condition : Vc=80m/min =0.03mm/rev WET

NTK The Front Max

Competitor's chipbreaker designed for high DOC turning

Rough surface finish

Workmaterial : SUS304 Cutting condition : Vc=80m/min WET

Excellent chip control in variety
of cutting conditions o
Covers a wide range of Doc's and feeds. 0

{Chip control) @

DOC (mm)
2

1.0

§3 i TFX type

006 008

Feed (mm/rev)

0.5

AT |

e

I

0.03 | 0.05 | 0.08 | 0.1
Feed (mm/rev)

Available in coolant through
toolholder

* Can take 30° taper.
« Use with TFX type insert enables stable turning.

Work material : SUS304 ‘
Competitor

Cutting speed(m/min) 80 110
Feed(mm/rev) 0.03 0.01
DOC(mm/rev) 5.0 -
Coolant Wet -

Insert item number:
DM4 TFX3302MR

Reduces cutting tool
temperature and helps
keep the edge sharp

The Front Max 180pcs./corner .

Improves part tolerance by steady coolant
supply to the edge

A44

Competitor . 50pcs./corner

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




Internal coolant type tool holders

" SPLASH Series Lineup expansion

New
Products

Evacuates chips away from the cutting edge

Reduces chip problems and cycle time.
Wi

Directs coolant supply to the cutting edge
extends tool life which reduces insert costs

‘N

W Hose free capability - OH2 - new feature added
Coolant is supplied from the tool post directly to the tools

3% No coolant hose is needed
NEW [-OH2 typel
%No coolant hose is needed

Tool post

s Conventional type[-OH] type (hose is needed)

| g

};lolder

Connection

hole \1

®Eliminates chip entanglement

on hoses o2 ¢
eUse the tool post space R Ksampleimage

effectively

= Can install more SPLASH WATCH ON  EEHE

toolholders, for higher productivity Youm E'“ 3 .
A
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M Front turning

Inserts

Holder

CC.. Series

SCLC-OH2/0OH

DC.. Series

SDJC-OH2/OH Y-SDJC-OH2/OH

SVJC-OH

VC.. Series

Y-SVJC-OH

TFX33../TF33..Series
TFTR-OH2

M Back turning

Inserts

Holder

TBP Series

TBP-OH2/OH

Y-TBP-OH

TBPA-OH
-

TBPA Series

M Cut off

Inserts

CTP Series

CTP-OH2/OH

CTPA Series

CTPA-OH2/OH

CTDP Series

CTDP-OH2/OH

Holder

GTT-OH2/OH

Y-GTT-OH

GTPA-OH

Y-GTPA-OH

Holder

MAX Bar Dia. ~p12 ~p16 ~®25.4
M Grooving/ Side turning M Threading
Inserts GTM.. Series GTPA.. Series Inserts TTP Series

TTP-OH2

M ID turning - STICK DUO SPLASH-

Inserts

HY-NBH-OH Series

Holder

| NOTE for [-OH2 ] type toolholder

* When coolant is supplied from the tool post directly to the holder:
please remove set screw [B] (SS0505SC) and install both set screws [A] (for
hoseconnections) on side and rear of toolholder.

* Wrench for screw part [A] (§50605SC) is not included.
Please use hex wrench3.0(LW-3) for SS0605SC, hex wrench5.0(LW-5) for SPR1/8.



Front turning

New
Products

SCLC-OH2

L.

Coolant hole

Coolant hole

Th

Th(screw parts [Al)

[ P
* g T -
‘4 T“ 95 Screw partsB : SS05055C (M5)
Coolant hole "
19.5 -
|
. .5] i é | QI Th(screw parts TAl)
1214/1616size : SPR1/8(Rc1/8) oRhand shown
SCLC-OH L |
B L Th

1014size : SS06055C (M6X%1.0)
1214/1616size : SPR1/8(Rc1/8)

®R-hand shown

BToolholder dimension - Spare parts

Coolant hole

« %3.,

. . i . Spare parts
Dimensions (mm) Applicable insert Clamp screw Wrench
Figure Toolholder Stock
h b | hi | L f | L | g
1 SCLCR 1214HO9N-F020H2 [ ] 12 14 12 | 100 | 2.0 | 70 12 LRIS-4% 10 LLR-25S
1616X09N-FO20H2 [ ) 16 16 16 | 120 | 2.0 70 |117.7 LRIS-4 %10 LLR-255
SCLCR 1014F09N-F020H [ ] 10 14 10 | 80 | 2.0 | 55 12 LRIS-4 %10 LLR-25S
2 1214HO09N-FO20H [ 12 14 12 | 100 | 2.0 75 12 LRIS-4 %10 LLR-25S
1616HO9N-FO20H [ ] 16 16 16 | 100 | 2.0 | 75 |17.7 LRIS-4% 10 LLR-25S
L
SDJC-OH2 r
%/

Th(screw parts [Al)
1214/1616size: SPR1/8(Rc1/8)

®R-hand shown

SDJC-OH

e

— =
V77 70720

Coolant hole

Th

Th(screw parts [A])
1014size : SS06055C (M6X%1.0)

i 1214/1616size : SPR1/8(Rc1/8
i ( ) ®R-hand shown
MToolholder dimension « Spare parts
. . . . Spare parts
Dimensions (mm) Applicable insert Clamp screw Wrench
Figure Toolholder Stock -
hlb|m|L|f|L|ld| S
1 SDJCR 1214H11N-FO20H2 [ J 12 14 12 100 | 2.0 70 16 LRIS-4 %10 LLR-25S
1616X11N-FO20H2 [ ] 16 16 16 120 | 2.0 70 18.4 LRIS-4 %10 LLR-25S
SDJCR 1014F11N-FO20H [ ] 10 14 10 80 2.0 55 16 LRIS-4%10 LLR-25S
2 1214H11N-FO20H [ J 12 14 12 100 | 2.0 75 16 LRIS-4 %10 LLR-25S
1616H11N-FO20H [ ] 16 16 16 100 | 2.0 75 18.4 LRIS-4 %10 LLR-25S
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Y-SDJC-OH2

Gang tooling
post

By

Th

T <

Feed direction

Screw partsB : SS05055C (M5)

Th(screw parts [A])

1212size :SPR 1/8(Rc 1/ 8)

®R-hand shown
® Takes Right-hand or Neutral insert

Y-SDJC-OH

=

wka
e =

=1 =
‘_VA!I_/”,'”,_ =

Ls

Gang tooling
post.

Feed direction

Th(screw parts [A])
1212/1616size: SPR1/8(Rc1/8)

®R-hand shown
® Takes Right-hand or Neutral insert

MToolholder dimension -« Spare parts

. . . . Spare parts
Dimensions (mm) Applicable insert Clamp screw Wrench
Figure Toolholder Stock
h b L+ f
1 Y-SDJCR 1212H11S-OH2 [ ) 12 12 | 100 | - LRIS-4 % 8 LLR-255
2 Y-SDJCR 1212H11S-OH [ ] 12 12 100 - LRIS-4 %8 LLR-25S
1616H11-OH [ ) 16 16 | 100 | — LRIS-4 %8 LLR-255

SVJC-N-OH

Coolant hole

4.5

21
Coolant hole

—
— !
< [

Th(screw parts [A])
1014size : SS06055C (M6X1.0)

1214/1616size : SPR1/8(Rc1/8)

Gang tooling
ost

Feed direction

Th(screw parts [A])

" : 1212/1616size: SPR1/8(Rc1/8)
®R-hand shown
EToolholder dimension - Spare parts
. . . . Spare parts
Dimensions (mm) Applicable insert Clmp screw Wrench
Figure Toolholder Stock
h| b |Li|hi|f|L2 g
SVJCR 1014F11N-FO20H [} 10 14 | 80 0 | 20 | 55 - LRIS-2.5%7 CLR-15S
1 1214H11N-FO20H [ ] 12 | 14 [ 100 | 12 | 20 | 75 - LRIS-2.5%7 CLR-15S
1616H11N-FO20H [ ) 16 16 [ 100 | 16 | 2.0 | 75 — LRIS-2.5%7 CLR-15S
) Y-SVJCR 1212H11S-OH [ ] 12 12 [ 100 | — 0 20 - LRIS-2.5%7 CLR-15S
1616H11S-OH [ ) 16 16 [ 100 | — 0 20 - LRIS-2.5%7 CLR-15S
TFT-OH2 g Taper cut capability
70
Screw accessible - g
. H (7]
from both sides =N 77 b
Ly o Q
L] ol 5,
. @©
3 E
20 S <
Coolant hole, = )
'ti v [ v ﬁ -} :I Max. bar diameter when Max. taper angle
Coolant hole, L, ET Screw partsB: cutting at A max(D max) T max
SS0505SC(M5) Taper cut capability
Teali ety D max A max T max
Teae s ) lisaamtey o |
1014size : SS06055C (M6%1.0) 1214/1616size : SPR1/8(Rc1/8) 1616X-OH2 20 .
®R-hand shown
EToolholder dimension - Spare parts
. . . . Spare parts
Dimensions (mm) Applicable insert Clamp screw Wrench
Toolholder Stock
h b L hi h2 L Ls
TFTR 1014H-OH2 [ ) 10 14 100 10 4 15 15 TF / TFX LR-S-4 % 10PW CLR-15S
1214H-OH2 [ J 12 14 100 12 2 15 15 TF / TFX LR-S-4 % 10PW CLR-15S
1616X-OH2 [ ) 16 16 120 16 - - 17.5 TF / TEX LR-S-4 % 10PW CLR-15S




Back turning

TBP-OH2

E
=l

-+
|

Th(screw parts [A])

1212/1616size :SPR1/8(Rc1/8)

®R-hand shown

TBP-OH

Th

—
e

Th(screw parts [Al)

1012size : SS06055C (M6%1.0)

- L. < 1212/1616size : SPR1/8(Rc1/8
stze (Re178) ®R-hand shown
BToolholder dimension - Spare parts
. K i . Spare parts
Dimensions (mm) Applicable insert Clamp screw Wrench
Figure Toolholder Stock : a
h|b | h|L|f|Le]h|Ls m
1 TBPR 12H-OH2 [ 12 {12 |12 |100| 35| 10 | 20 | 70 TBP LRIS-4:12PW CLR-15S
16X-OH2 [ ) 16 | 16 | 16 [120| 35| O 0 70 TBP LRIS-4%12PW CLR-15S
TBPR 1012H-OH [ 10 | 12 | 10 |100| 35| 19| 4 75 TBP LRIS-410PW CLR-15S
2 12H-OH [ 12 | 12 | 12 |100| 35| 10 2 75 TBP LRIS-4%12PW CLR-15S
16H-OH [ 16 | 16 | 16 |100|3.5] O 0 |75 TBP LRIS-4%12PW CLR-15S
TBPA_OH Coolant hole
Th
[=] e
=
= <y 3
[ =]
Th(screw parts [Al)
1212/1616/2020size : SPR1/8(Rc1/8) el
q Gang tooling
Screw accessible Q] Q post
from both sides
(A]
< Feed direction
~
77777772 Th(screw parts [Al)
/I
e Sie 1212/1616size: SPR1/8(Rc1/8)
75 ~ ®R-hand shown
e = ITh ® Takes Right-hand or Neutral insert
EToolholder dimension - Spare parts
K . . . Spare parts
Max." Dimensions (mm) Applicable insert Clmp saiew Wrench
cut off -
Figure Toolholder Stock | Dia. _ a
| h | b | h|Li|f|L]|h m
oD N —
TBPAR 12H-OH [ ) 25 12 12 12 | 100 | 3.4 10 4 TBPA LRIS-412PW CLR-15S
1 16H-OH [ 35 16 16 16 | 100 | 3.4 10 2 TBPA LRIS-4%12PW CLR-15S
20H-OH [ ) 50 20 20 20 | 100 | 3.4 0 0 TBPA LRIS-4:12PW CLR-15S
2 Y-TBPR 12HS-OH [ ) = 12 12 - 100 | 35 20 - TBP LRIS-4%12PW CLR-15S
16H-OH [ ) - 16 16 - 100 | 35 25 - TBP LRIS-4:12PW CLR-15S
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*Max Dia. would be changed by insert.

CTP-OH2

Screw partsB : SS05055C (M5)

L
Coolant hole Ls ! Th
s - % MEQI
19.5 2 LT %
Y
: o -
) LL_Z, <

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

Th(screw parts [Al)
1212size : SPR1/8(Rc1/8)

Coolant hole

A A

¢D

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

Th(screw parts [A])
1012size : SS0605SC (M6x1.0)
1212/1616size : SPR1/8(Rc1/8)

BToolholder dimension - Spare parts

) . . . Spare parts
Max. Dimensions (mm) Applicable insert Clamp screw Wrench
. cut off .
Figure Toolholder Stock | pia ) e
’ h|ihi|b|Li|h|Lz|Ls|F
oD
1 CTPR{ 12H-OH2 o 12 12 (12|12 (100 2 | 10|70 |15 CTP LRIS-4 % 12PW CLR-15S
CTP?* 1012H-OH o 12 10 12|12 ({100 4 |19|75 |15 CTP LRIS-4 % 12PW CLR-15S
2 12H-OH [ ] 12 12 (12|12 ({100 2 {10 |75 |15 CTP LRIS-4 % 12PW CLR-15S
16H-OH [ J 12 16 |16 | 16 [100| O 0 [75]15 CTP LRIS-4 % 12PW CLR-15S
Dimension is set 1.5mm width insert
i g
Cootant hote s Coolant hole Ls
R
L |2
A <l I TN e Sl o
SSo30%sC005) S Seos0tscon
@ < > @ <
I 1 ° @ | 1 Th(screw parts [A])
D 1212/1616size:SPR1/8(Rc1/8)
CTPAR{12H-OH2 CTPAR{16X-OH2 @ !-hand coolant through holders are designed for R-hand machines
(Location of coolant connection parts is same with R/L hand holders.)
®Right-Hand style shown
EToolholder dimension - Spare parts
. . . . Spare parts
Max. Dimensions (mm) Applicable insert Clamp screw Wrench
cut off .
Toolholder Stock |pig ) =
’ h|lhi|b|Li|h|Lz|Ls| F
oD
CTPAR{ 12H-OH2 o 16 12112 ] 12 {100 10 70|20 CTPA LRIS-4 % 12PW CLR-15S
16X-OH2 [ ] 16 16 16| 16 {120 0 70|20 CTPA LRIS-4 * 12PW CLR-15S

A50
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CTPA-OH

Coolant hole |4 L ~
» Ls
o l.lTh
b 4 S
% ! I:l 4; z L{ Qe
A
P B, o o
EY
= Q
Coolant hole 7 | A Cel
¢ Th(screw parts [Al)
ée N © | :e 1212/1616size: SPR1/8(Rc1/8)
L, N @ [-hand coolant through holders are designed for R-hand machines
¢D < (Location of coolant connection parts is same with R/L hand holders.)
®Right-Hand style shown
BToolholder dimension - Spare parts
. - ) . Spare parts
Max. Dimensions (mm) Applicable insert Clamp screw \Wiereh
Toolholder Stock cut of =
Dia. (mm) h|{hi| b |Li|ha|La|Ls| T o
oD
CTPAR{ 12H-OH o 16 12112 ]12 |{100 107520 CTPA LRIS-4 3 12PW CLR-15S
16H-OH [ J 16 16 | 16 | 16 |100 0 |75]|20 CTPA LRIS-4 % 12PW CLR-15S
*Dimension is set 2.0mm width insert
L
L L —— g
Th P
| 1h '
F% o‘ = EEE . o‘ Az EQJ Q)
o AL a1 L &
7T 7/—_1 £
N7 [ 48
= < \ B
y | a SE Sp -
Screw partsB
D [112:21 [120:275 Da ‘L_‘_Ef
S505055C(MS) Th(screw parts [A])
CTDPR{12-20D25-OH2 1212/1616/2020size : SPR1/8(Rc1/8)
; CTDPR{16-20D25-OH2
R{ 20- .
CTDPR/{20-25D34A-OH2 eR-hand shown
CTDP-OH . R
~ = T
2
Y Y | kai t
A A T P
i . o]
1.5(x-3.0), [, i )
o %)
B |
11
W\ T i
) AN 7 <
) Th(screw parts [A])
5 [ 210 | A 1212/1616size: SPR1/8(Rc1/8)
. <
®R-hand shown
EToolholder dimension - Spare parts
- - ) . Spare parts
Max. Dimensions (mm) Applicable insert Clamp screw Wieneh
Figure Toolholder Stock cut off
igu ;
Dia- @)\ p | b | b [ L | he| Lo | La| f /
oD
CTDP?{ 12-20D25-OH2 [ J 25.4 12| 12 |20.5/100| 8.5 |22.0| 70 |0.15 CTDP20 LRIS-4 %12 LLR-25S
1 16-20D25-OH2 [ J 25.4 16 | 16 |20.5/100| 4.5 |22.0| 70 |0.15 CTDP20 LRIS-4 %12 LLR-25S
20-25D34A-OH2 [ J 34.0 |25 20 | 20 [24.0{120] 4.0 |28.5| 75 |0.15 CTDP25 CS0516LSH LW-3
9 CTDP?4 12-20D25-OH [ J 25.4 12 | 12 |20.5{100| 8.5 |22.0| 75 |0.15 CTDP20 LRIS-4% 12 LLR-25S
16-20D25-OH [} 25.4 16 | 16 |20.5[100| 4.5 |22.0| 75 |0.15 CTDP20 LRIS-4 %12 LLR-25S
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Grooving / Back turning

GTT-OH2 ]
L2 ]
Max.
ar grooving depth Th, Grooving
—
— : 0 Fl =
| v i - Back "I
T 173 ' turning -
Screw partsB : SS05055C (M5)
é 195 |w
IS, & -
¥ Th(screw parts [Al)
& o 1212/1616size : SPR1/8(Rc1/8)
i 13
®R-hand shown
GTT-OH L
Max. Lo _
ar grooving depth Th
Grooving
~ * ;\‘T ‘ Back 1
Coolant hole 93 turning
Th(screw parts [A])
1012size : SS06055C (M6X1.0)
1212/1616size : SPR1/8(Rc1/8)
®R-hand shown
B Toolholder dimension - Spare parts
. R . . Spare parts
Dimensions (mm) C\;‘vricé?r\]lg Applicable insert Clamp screw Wrench
Figure Toolholder Stock (am) 4
h|b|h|Li|f|L]|a|h | 7
w v
1 GTTR 12H00-OH2 [ ] 12112 |12|100{ 0 |70 |1.6| 1 |03~3.00 / TBMH32 LRIS-4%10PW CLR-15S
16X00-OH2 [ J 16 (16|16 (120 O |70 |1.6| O |0.3~3.00 / TBMH32 LRIS-4%10PW CLR-15S
GTTR 1012H00-OH [ ] 10(12]10(100{ O |70 |1.6| 1 |0.3~3.00 LRIS-4%10PW CLR-15S
2 12H00-OH [ ] 12(12(12(100{ 0 |70 |1.6| 1 |0.3~3.00 / TBMH32 LRIS-4%10PW CLR-15S
16H00-OH [ J 16|16 |16 (100 O [70 {1.6| O [03~3.00 / TBMH32 LRIS-4%10PW CLR-15S
Dimension (ar) shows max. grooving depth. Max. grooving depth would be changed by insert.
Y-GTT-OH 5
Q.
. % _l Gang tooling
Screw accessible 2l 7 post
from both sides %8
S w o
© Ol @ ___________ -Ct #‘ Feed direction
f g ~—
. Ly
5 b -
| | o = D¢ Th(screw parts [A])
Th 1212/1616size: SPR1/8(Rc1/8)
75 y
®R-hand shown
® Takes Right-hand Insert
B Toolholder dimension - Spare parts
i . . . Spare parts
Dimensions (mm) svl}?i?r‘:s Applicable insert Clamp screw Wrench
Toolholder Stock (am) 4
h b | Li]| h f L>| ar | h2 @
w 3
Y-GTTR 12H00S-OH [ 12 (12 (100 — | O | 20 |1.6| — [0.3~3.00 | GTM__32 / TBMH32 LRIS-4%10PW CLR-15S
16H00-OH o 16 [ 16 (100 — [ O | 25 |1.6| — [0.3~3.00 32 / TBMH32 LRIS-4%10PW CLR-15S

A52
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GTPA-OH =
75
7.5 + Th
0 ; Z
- F | ==t
N ®
19.5 LY
== ~|
| I Th(screw parts [Al)
< ! < 1214size : SPR1/8(Rc1/8)
I 1
! ®R-hand shown
BToolholder dimension - Spare parts
. . . . Spare parts
Dimensions (mm) Applicable insert Clamp Screw Wrench
Toolholder Stock
h b L+ hi f L
GTPAR 1214H-OH [ ] 12 14 100 12 0.1 - GTPA LRIS-4 % 12PW CLR-15S

Y-GTPA-OH

Th(screw parts [Al)

1014size : SS06055C (M6%1.0)
1216/1616size : SPR1/8(Rc1/8)

®R-hand shown

BToolholder dimension - Spare parts

. . . . Spare parts
Dimensions (mm) Applicable insert Clamp Screw Wrench
Toolholder Stock 4
h b L+ hi f L -

Y-GTPAR 1014FSS-OH [ J 10 14 80 - 0.1 15 GTPA LRIS-4 % 12PW CLR-15S
1216HS-OH [ ] 12 16 100 - 0.1 20 GTPA LRIS-4 % 12PW CLR-15S
1616H-OH [ ] 16 16 100 - 0.1 25 GTPA LRIS-4 % 12PW CLR-15S

Threading
TTP-OH2 2
80 i
Ls MH—FOT
|
0 1
— | -1 -l— a] QO ‘Ci
- z Hq =
20 ‘
5.5  mirs— 5
ot Screw parts B: SS05055C (M5)
Max. shoulder clearance R bl ( | © l ‘
= //L @ < Th(screw parts [A])
1212/1616size : SPR1/8(Rc1/8)
18 ] o
Max Bar Dia at Max DOC L> < ®R-hand shown
EToolholder dimension - Spare parts
. . . . Spare parts
Dimensions (mm) Applicable insert Clamp screw Wrench
Toolholder Stock - )
h b L hi h L Ls { ’

TTPR{ 12H-OH2 [ ] 12 12 100 12 2 10 70 TTP LRIS-4 % 12PW CLR-15S

16X-OH2 [ ] 16 16 120 16 0 - 70 TTP LRIS-4 % 12PW CLR-15S
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. STICK DUO SPLASH

Coolant through sleeves for ID Boring with Adjustable Overhang Mechanism

 Features | )

Can choose from 2 coolant directions

Coolant towards backside of insert Coolant hole

® Good chip evacuation for blind
hole machining

Coolant towards insert edge

® Good chip evacuation for
through-hole machining

e®Coolant to insert edge lmproves }
wear resistance
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@Rear connection (Rc1/8)
3 coolant connection

options ®Sealed end for closed unit

Adjustable overhang length
(Hyper system)

(M2 front connections (M6 X 1.0)

Machined work piece comparison DI Picture for jointing coolant hose [P

Front connection example

External coolant STICK DUO SPLASH

[ Chip paked I No chip inside hole

Work material : SCM435
Insert : SHFSO40R005S
Cutting speed : Ve=50m/min
DOC : a,=0.2

Feed : f=0.02mm /rev

Hole depth : 15mn

Pilot hole : ¢5.1X28L
Coolant pressure : 5SMPa
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STICK DUO SPLASH(HY-NBH-OH Series)

- L
LL4
o~ 3
h,90. gl L4l
°
I 13 N
Ls Mex1 R 10
2 Coolant hole = - -
()
Dimensions (mm) Overhang length of bar (mm)
Shape C,gde Holder number .

0. od ® D+ & D: h L L Ls La Ls Le Min. Max.
) HY-NBH 02016G-OH 2 16 19 15 90 80 15 19 9.5 29 5 18
(] 02516G-OH 2.5 16 19 15 90 80 15 19 9.5 30 6.3 19.5

Fig.1 [ 03016G-OH 3 16 19 15 90 80 15 19 9.5 31 7.5 21
o 03516G-OH 3.5 16 19 15 90 80 15 19 9.5 23 8.8 24.5
° 04016G-OH 4 16 19 15 920 80 20 24 12 24 10 28
o 05016G-OH 5 16 19 15 90 80 20 24 12 16 12.5 35
[ ) HY-NBH 02019J-OH 2 19.05|19.05| 18 110 | 100 15 — 9.5 49 5 18
() 02519J-OH 2.5 19.05[19.05| 18 110 | 100 I5 = 9.5 50 6.3 19.5
o 03019J-OH 3 19.05[19.05| 18 110 | 100 15 — 9.5 51 7.5 21
(] 03519J-OH 3.5 19.05[19.05| 18 110 | 100 15 = 9.5 43 8.8 24.5
[ J 04019J-OH 4 19.05|19.05| 18 110 | 100 20 — 12 44 10 28
° 05019J-OH 5 19.05[19.05| 18 110 | 100 | 20 = 12 36 12.5 85
[ ] 06019J-OH 6 19.05[19.05| 18 110 | 100 | 20 — 12 | 285 15 42
) HY-NBH 02020J-OH 2 20 20 19 110 | 100 15 = 9.5 49 5 18
[ ] 02520J-OH 2.5 20 20 19 110 | 100 15 — 9.5 50 6.3 19.5
() 03020J-OH 3 20 20 19 110 | 100 I5 = 9.5 51 7.5 21
[ 03520J-OH 3.5 20 20 19 110 | 100 15 — 9.5 43 8.8 24.5
() 04020J-OH 4 20 20 19 110 | 100 | 20 = 12 44 10 28
[ 05020J-OH 5 20 20 19 110 | 100 | 20 — 12 36 12.5 35
o 06020J-OH 6 20 20 19 110 | 100 | 20 = 12 | 285 15 42
) HY-NBH 02022X-OH 2 22 20 21 120 | 110 15 25 9.5 59 5 18
° 02522X-OH 2.5 22 20 21 120 | 110 15 25 9.5 60 6.3 19.5
[ ] 03022X-OH 3 22 20 21 120 | 110 15 25 9.5 61 7.5 21

Fig.2 () 03522X-OH 3.5 22 20 21 120 | 110 15 25 9.5 52 8.8 24.5
[ 04022X-OH 4 22 20 21 120 | 110 | 20 25 12 54 10 28
[ ] 05022X-OH 3 22 20 21 120 | 110 | 20 25 12 46 12.5 35
[ 06022X-OH 6 22 20 21 120 | 110 | 20 25 12 | 285 15 42
() HY-NBH 02025.0K-OH 2 250 | 20 24 125 | 115 15 25 9.5 64 5 18
[ 02525.0K-OH 2.5 25.0 | 20 24 125 | 115 15 25 9.5 65 6.3 19.5
° 03025.0K-OH 3 250 | 20 24 125 | 115 15 25 9.5 66 7.5 21
[ J 03525.0K-OH 3.5 25.0 20 24 125 115 15 25 9.5 58 8.8 24.5
o 04025.0K-OH 4 250 | 20 24 125 | 115 | 20 25 12 59 10 28
[ 05025.0K-OH 5 250 | 20 24 125 | 115 | 20 25 12 51 12.5 35
[ ] 06025.0K-OH 6 250 | 20 24 125 | 115 | 20 25 12 | 285 15 42
) HY-NBH 02025.4K-OH 2 254 | 20 24 125 | 115 15 25 9.5 64 5 18
(] 02525.4K-OH 2.5 254 | 20 24 125 | 115 15 25 9.5 65 6.3 19.5
[ ) 03025.4K-OH 3 25.4 | 20 24 125 | 115 15 25 9.5 66 7.5 21
o 03525.4K-OH 3.5 254 | 20 24 125 | 115 15 25 9.5 58 8.8 24.5
[ ] 04025.4K-OH 4 25.4 20 24 125 115 20 25 12 59 10 28
() 05025.4K-OH 5 254 | 20 24 125 | 115 | 20 25 12 51 12.5 3B
o 06025.4K-OH 6 254 | 20 24 125 | 115 | 20 25 12 | 285 15 42

Dimension "T" show overhang length of STICKDUO(hyper) bar when attached to sleeve with adjustment screw 3,@.
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®M6 screw

e MIRANILL -\ _
k
@screw fixture for coolant hose

m connecting to backside

®Positioning clamp screw / @Clamp screw

®Overhang ®Screw fixture for coolant hose
®M6 screw adjustment screw  connecting to frontside
Clamp screw Overhang adjustment M6 screw Wrench
Holder number : :
® @ ® @ ®*2 ® for ©,@ |for ®,@,6| for ®©
HY-NBH 02000-OH SS04045FS SS0406F SS0811R-OH | SS0806F-OH (Through hole SSO806F SS06055C LW-2 LW-4x104 LW-3
02500-OH SS04045FS SS0406F SS0811R-OH | SS0806F-OH (Through hole SS0806F S50605SC LW-2 LW-4x104 LW-3

)
)
03000-OH | SS04045FS SS0406F SS0811R-OH | SS0B06F-OH (Through hole) | SSO806F S50605SC LW-2 LW-4%104 LW-3
)
)
)

03500-OH | SS04045FS SS0406F $S0811R-OH | SS0806F-OH (Through hole SS0806F S50605SC LW-2 LW-4x104 LW-3
04000-OH | SS04045FS SS0406F $S0811R-OH | SS0806F-OH (Through hole, SS0806F 5506055C LW-2 LW-4x104 LW-3
05000-OH | SS04045FS SS0406F 550811R-OH | SS0806F-OH (Through hole SS0806F S50605SC LW-2 LW-4+104 LW-3

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

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

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

(MCoolant to insert edge @Coolant to insert backside

Coolant hole

()da)

Screw for coolant leak
Front view prevention

Coolant hole Screw for coolant

leak prevention
3
ak

Screw for coolant lex

prevention Front view

Coolant hole Screw for coolant leak Coolant hole
prevention

A57



%)
©
235
Qo
Zo
2
o

A58

Coolant Components

)

Coolant hose for connecting with R1/

Machine side =
(Rc 1/8 external thread)

8

: Holder side Pa."s — PN
Coupling (Rc 1/8 external thread) Conversion joint JOINT-ST-R1/8
_ —~ I, hose HOSE-R1/8-CN-400
. Plug PLUG-RC1/8
Ex. of connecting ® Coupling COUP-R1/8
Extension joint SCJ-R1/8-RC1/8-L

® Line up a wide range of coolant hose
length

@ Available for 2 types of coupling
and conversion joint

® Working pressure MAX. 20.6 MPa

@ High quality flexible stainless steel
braided hose

Ex. of connecting ®

W chart for connecting coolant components

Coupling Joint Hose
(MCase: Use "HOSE-R1/8-CN" for
connecting hose
R1/8 external nut type G1/8
thread internal thread
Connect to .
Holder Coupling  — Rc1/8 internal m w
or thread
Machine a =i _"p EJ R1/8 T T—— @0)
R1/8 Plug
COUP-R1/8 PLUG-RC1/8 @® HOSE-R1/8-CN
@Case: Use "HOSE-CN-CN" for G1/8 external
connecting hose - thread
w (307 nut type G1/8 nut type G1/8
internal thread internal thread
c tt R1/8
ONAECLLO JOINT-ST-R1/8 = =
Holder Couplng —  Rei/Binternal | _ w w
or thread G1/8 external
H =R¥ ol - thread
Machine a Hr= p = ' (309 T G1/8 —
| | e 1 internal thread (30°)
R1/8 Plug R1/8
COUP-R1/8 PLUG-RC1/8 JOINT-AN-R1/8 @ HOSE-CN-CN
BHose
Dimensions
(mm) Working Working
Shape P/N pressure pressure
L MAX. MIN. R1/8 External
thread
® R1/8 External thread + nut: G1/8 intrenal thread HOSE-R1/8-CN-200 | 200 20.6 50 Fix by rotating hose
L HOSE-R1/8-CN-250 | 250 20.6 50
S 13/53 HOSE-R1/8-CN-300 | 300 20.6 50
§ o HOSE-R1/8-CN-400 | 400 20.6 50
F- — | HOSE-R1/8-CN-500 | 500 20.6 50 nut G1/8 internal
HOSE-R1/8-CN-800 | 800 20.6 50 thread
HOSE-CN-CN-200 200 20.6 50 Fix by rotating nut
HOSE-CN-CN-250 | 250 20.6 50 (No need to rotate hose)
HOSE-CN-CN-300 300 20.6 50
HOSE-CN-CN-400 400 20.6 50
HOSE-CN-CN-500 500 20.6 50
HOSE-CN-CN-800 800 20.6 50
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SPLASH Series Selection Support Sheet

Able to search the material you need by choosing the combination you wish to the support sheet.

CUTTING TOOLS

Conversion / Extension Joint

%)
©
25
Qo
Z o
2
o

L L. B S . " Dimensions (mm)
5

oc pare parts T T Lol L B d

[ ] SCJ-M6-RC1/8-L M6 Rc1/8 (PT1/8) 16 15 13 2.5
[ ] SCJ-R1/8-M10-L Rc1/8(PT1/8) | M10X1 16 12 13 4.5
[ ] SCJ-R1/8-RC1/8-L |Rc1/8(PT1/8) | Rc1/8 (PT1/8) 16 15 13 4.5
o SCJ-R1/8-NPT1/8-L |Rc1/8(PT1/8) | NPT1/8 16 15 13 4.5
o SCJ-M6-M10 M6 X1 M10X1 6 15 12 2.5
o SCJ-M6-RC1/8 M6X1 |Rc1/8(PT1/8) 6 15 13 2.5
[ ) SCJ-M6-NPT1/8 M6 X1 NPT1/8 6 15 13 2.5
[ ] SCJ-M8-RC1/8 M8X1 Rc1/8 (PT1/8) 6 15 13 35
[ ] SCJ-R1/8-M10 Rc1/8(PT1/8) | M10X1 10 15 12 4.5
o SCJ-R1/8-NPT1/8 |[Rc1/8(PT1/8) | NPT1/8 10 15 13 4.5

#1 To prevent hitting the coolant connecting part of holder from the gang tool post, "L1" dimension length is set longer.
NPT: ANSI/ASME B.1.20--+1-1983(National Taper Pipe)

Joint Coupling
S,:égf Xte".'al - Suitable use of Coupling and Joint
(307 "ﬁ.ﬂ ® Detach Hose frequently
R1/8 . . .
Connect to = Coupling is suitable
. ) Holder
Rc1/8 internal Coupl
G1/8 external thcreadIn e cHupTne o] ¢ ®Less detach Hose
Gort e — AT Machine = Joint is suitable
- .
g riss Plug R1/8
G1/8 external
thread
309 ; L
) i R1/8
Connect to
Rc1/8 internal Coupling Holder
G1/8 external thread or
thread ' F
309 % Sfp— it w Machine
= i y
B riss Plug R1/8
B Conversion joint (nut G1/8 internal thread) ECoupling
Parts Straight style L style Parts Plug Coupling
P/N JOINT-ST-R1/8 JOINT-AN-R1/8 P/N PLUG-RC1/8 COUP-R1/8
Working pressure Working pressure
MAX. MAX.
20 0 HEX:14 R1/8
G1/8 [13 RC1/8 g:
n
Shape > 1 3 Shape =i % 7] t —
©. AR HEX:14 / [15.5 9
L s
R1/8 26 30

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

Tool Materials / Selection Guide

® Application Range of NTK Insert Grades -- B2
® Recommended Types of Materials and Applications - - B6
® Chipbreakers for Positive Inserts ------ B8
® Chipbreakers for Negative Inserts------ B12
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m Tool Materials / Selection Guide T

NTK Cutting Tools offer a wide range of tool materials, including PCD, CBN, ceramics and coated
carbides, to accommodate various cutting applications.

In the SS Tool series, PCD and micro-grain ultra-hard carbides are set as the standard materials to
meet the requirements of automatic and sliding head machines.

They are especially suited to micro-machining, offering excellent cutting performance and high quality surface finish.

Diamond coating

—_ @
wn D
=3
g2
S o
==
=9
oL
o

=

® Material map

>

BIDEMICS

CVD coated carbide

PVD coated micro-grain
carbide
Micro-grain carbide

Wear-resistance
(Cutting speed)

&

Toughness / Strength
(Feed rate)

c
~pe0 D

e
" ceramic |
(WD coated catie )
wmginane P
(Micogan carice )

a

Highly efficient machinig for
Heat resistance alloy

High-speed cutting of
non ferrous metals

High-speed cutting of high
hardness materials and cast irons

Highly efficient cutting of high
hardness materials and cast irons

General and multi-purpose
machining of steels and cast irons

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

Cutting of nonferrous metals
and non-metal materials

)

V V vV vV VvV v

BIDEMICS
JX3, JX1, JP2

Polycrystalline diamond

PCD

PD1, PD2

CBN

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

B5K, B6K B16

Whisker grade  Alumina/Titanium carbide grade
WAS5 WA1, HC2, HC7, ZC7, HC6

Alumina grade Silicon nitride grade

HC1, HW2, $X3, SX6, $X7, SX9, SP9

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

PVD coated micro-grain carbide

ST4, TM4, ZM3, QM3, VM1,
DT4, DM4

Micro-grain carbide

KM1
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Minsert grade recommendation by work material type

ISO Ceramic / CBN PCD | PVD coated micro-grain carbide - s
CVD coated carbide CrALN coating 2
5 o1 | mm |
Carbon steel 2 - - S 3
Alloy steel o0 _ = TiN coating
s - S
L

CP7

TiCN coating

TM4

TiAIN coating

20
30 \
40

<=
Toughness

Carbide w/o coating

M 01

24
Stainless steel [] % _
Cast steel 10 s 5 BIDEMICS
S =
20 Whisker-based ceramic
<t
30 = 1
a Silicon nitride-based ceramic
40 ‘ ¥
g ]

K 01

Cast iron
Ductile cast iron

f Alumina-based ceramic

B52 |

10

Wear resistance

HC2, HC6

CBN

D

20
PCD

B16 | B23, B30,

30

<=
Toughness

N

Aluminum alloy
Nonferrous metal

S N it

o k%]
Inconel 3 8
Hastelloy ) g
Waspalloy S =
Rene o

x

-

<=
Toughness

H

Very hard material
Roll turning

-

Wear resistance

<=
Toughness




m Tool Materials / Selection Guide

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

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

5>

C_re

\4

@ BIDEMICS
CVD coated carbide

PVD coated micro-grain
carbide
Micro-grain carbide

Toughness / Strength
(Feed rate)

BIDEMICS Highly efficient machinig for Heat resistance alloy

NTK"s BIDEMICS is the latest revolutionary insert grade to
hit the HRSA material machining industry since the release of
Whisker ceramics.

BIDEMICS is a patented material with unique physical
characteristics that are above and beyond current whisker
grades used on HRSA material applications.

The word is spreading through the HRSA industry and around
the world about the results achieved when using BIDEMICS.

—
G 2=
=3z
22
< S
==
=39
=L
S o
= on

Wear-resistance
(Cutting speed)

&

For more information, please go to --- C2

For high-efficiency cutting of hardened materials and cast irons

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

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

For more information, please go to --- C8

For high-speed cutting of hardened materials and cast irons

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

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

For more information, please go to --- C6



PVD coated micro-grain carbide

NTK

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

The carbides in this grade has been developed by reducing the size of the WC hard
grains, which are the main component of cemented carbide, to approximately 1.
By coating such carbide by the PVD method with TiN, TiCN, or TiAlN,
these materials are the most suitable for precision cutting and cutting of
difficult-to-cut materials.

PVD coating on such micro grain carbide offers much improved wear
resistance and thermal shock resistance.

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

For more information, please go to --- D2
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52
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For cutting of non-ferrous metals and non-metal materials

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

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

For more information, please go to - D2

For general cutting of steels and cast irons

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

For more information, please go to -- D6

For Carbon and Ceramic

High purity and high hardness diamond coating are filmed

minutely, so it has better wear resistance comparing to
the past PCD tools.

For more information, please go to --- C4

For high-speed cutting of non-ferrous metals

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

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

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

For more information, please go to --- C5



H Tool Materials / Selection Guide T

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

Normal cast iron SX6 o o
5X9 =0 © o
§ SP9 o O ® O
& |HC1/HW2 OO o
HC2/HC6 0|0 o | O
WAT1 0|0 e o
B23 Q O | @
C
B| B30 o o O | @
B16 o Ol O | e
Special cast iron 2| Hw2 w )
©
‘ & HC2 Q0 |0 e | O
Ductile cast iron o| SX9 ﬁ # ® O
£
S| spo Qe [E=Qm— ® | O
Y1 Hce K-2K-B ol e
§| B52 K-2K-X O | @
Heat-resistant alloy g JX3/JX1 o: ¢ o
S Jp2 O e e
2 | SX7/5X3/5X9 : O o | @
©
& | WA1/WAS [0 mO= O | @
Hardened material HC4/ZC7 M ()
' B52 [mesmmOmmmninOn O @
B36 [mmmwQuess(  WO= o o
B40 |mmmeOuems| mmQum( 0 | O
Rolls Hehoced | & | WA/ WASmmQuens. [msQues ® O
stee B22/B23/B36 e e O
HC2/HC7 O s e O
Cast iron
B22/B30 Qe Omm— ® | O
sX9 [ Omessmm e Qums ® | O
Ductile iron
B22/B52 Qe Omm— ® | O
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m Part No. Designation Codes for Inserts and Chipbreakers msss———

M Molded Chipbreakers for Positive Inserts

Name Chipbreaker Geometry Features Chip Control Range

@Great combination of
sharpness and toughness

5.0

3.0
1.0
0.5
0.3

Depth of cut (mm)

YL @Covers extremely wide
o range OJOAOS 0.1 0.2 0.4
o *DCGT11T302 type @Excellent chip control Feed rate (m/rev)
0.3 30
: E . o~ 30
@Designed for very light 5 10
AMX 10° depth of cut g o8
@Good sharpness 8 oa

#DCGT11T302 type 005 0.1 02 04

Feed rate (mm/rev)

5.0

0.4
y > C @Excellent chip control at To
AZ7 ?".Y p light feed and light depth o
of cut

0.1
¥DCGT11T302 type 005 01 02 04

Feed rate (mm/rev)

Depth of cut (mm)

5.0
3.0

1.0
0.5

@AIL purpose chipbreaker

Depth of cut (mm)

AM3 e @Sharp edge with P
a—— toughness oo
#*DCGT11T302 type l ’ Feed. rate (r;lm/rev)
4.8 @Sharpest molded £
~ 3.0
oL % Chipbreaker B8
@Excellent chip control g 03
o

.1
%DCGT11T302 type @Less tool pressure 005 01 02 04

Feed rate (mm/rev)




M Molded Chipbreakers for Positive Inserts

NTK

Name Chipbreaker Geometry Features Chip Control Range
2.2 T 50
~ 30
8° @CVD-coated versatile EREY
AZ8 chipbreaker with its high £ 00
cutting performance g 011005 oo
%DCMT11T302 type  Feedrate (m/rev)
@Exclusively designed for
ID boring
@Evacuates chips
- ‘ 15 BACKWARD at light depth g Zg
*—-h. 1 - of cut ERE
FG @Sharp cutting edge with £ o
high rake angle Eol
¥TPGH110304 type & . ’ Feed. rate (r;lm/rev)
Chip baa:rd
0.9 . . g3
@Chipbreaker for boring Z 30
. 3 1.0
e 6 .Prov_ides both good 5 o Q
cutting performance and g o3
#CPGH060202 type Chlp control o0s o Fee(cji.zrate (()r;l:/rev)
Molded chipbreaker
~ 3.00F
E
S
5 2.00F
o
= I AZ8
& 1.00r-
a)
0.50
I | I J

0.05 0.10 0.20
Feed rate 7 (mm/rev)

0.30

—_—_ @
=
=3
52
ST o
==
=5
o D
(=3

=
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m Part No. Designation Codes for Inserts and Chipbreakers

M Ground Chipbreakers for Positive Inserts

Name Chipbreaker Geometry Features Chip Control Range
o @Excellent chip control on o
: finishing cuts = 30
o . .. 3 1.0
KHG 14 @For super high-precision 5 o0
i machining g 03
a 01
ici i 0.05 0.1 0.2 0.4
%DCET11T302 type * Precision t?lerance In Feed rate (mn/rev)
corner radius: £0.01
1.0 : e
@Superb chip control on S 30
N . . . . a 1.0
~ 15 finishing applications 5 o5
@Sharp cutting edge with g 03
: 0.1
high rake angle © Yomsor 02 oa
¥ TPGH090202 type Feed rate (mn/rev)
1.1 @Sharp cutting edge g3
@Covers wide cutting g0
UHG R condition range £ os
—— Q Y-
= . * Precision tolerance in ol 1
*DCET11T3008 type corner radius: £0.01 Feed rate (m/rev)
= 50
R @Sharp cutting edge 310
U-u1 R prevents materials from £
. o .
7
ﬁ #DCGT11T302 type work hardenlng Qs o oz 04
Feed rate (mm/rev)
1.0 @Standard ground E 28
e chipbreaker with wide ERT
S cutting condition coverage | 2 gi
] B 0.
. . 8
_ @Sharp cuttlng edge with 8ol 1
%DCGT11T302 type excellent chip control Feed rate (m/rev)
1.0 @Excellent adhesion ~ 50
R resistance with 2 30
dimensional stabilit 200
AT Jis oY 2 o5
— @Best for small diameter & o
_ DCGT11T302 ¢ parts and for machining 10.05 R
* eed rate (mm/rev,
‘ ype low carbon steels
. 1.3 g 5.0
@Exclusively designed for 5 20
FO5 f 3 ID boring E 05
{ @Evacuates chips B o
_ "005 0.1 02 04
3 TPGHO060102 type BACKWARD Feed rate (w/rev)
@Excellent choice for blind
. hole machining
v 1.8 g 50
: 3.0
3 1.0
F1 i 30 & E 05
/ ; 5 03
— Chip backward e 0'10.05 01 02 04
%TPGH110302 type Feed rate (w/rev)




M Ground Chipbreakers for Positive Inserts

NTK

Name Chipbreaker Geometry Features Chip Control Range
= 5.0
0.15 0.6 €5
o 3 1.0
B1 10 E 0.5
B 03
8 o.1005 01 02 04
%TCGH060102 type " Feed rate (m/rev)
0.15 1.0 £
10° | @Stable cutting when 5 10
B2 boring thanks to sharp £ 00
and tough cutting edge g %) I
#TPGH090202 type . " Feed rate (m/rev)
1.3 g 50
: 3.0
@oe 310
O 0.5
B3 £ 03
. 8 0055 o 02 04
% TPGH090202 type Feed rate (mn/rev)
0.15 1.0
14°
A
E 5.0
%CPGH080202 type @Tough cutting edge and S 30
good chip control 5 05 (D
@General-purpose ID g0 G
0.8 ; Q 0.1
0.15 chipbreaker 005 01 02 04
Feed rate (mm/rev)
14°
A1
¥ CPGH040102 type
A 0.8 . . g0
@Control chips at light feed | T 30
Rk 3 1.0
A2 20° and light depth of cut 5 o5
@Sharp cutting edge due to g o3
. "0.05 0. 02 o.
ERGHT30102 type large rake angle ’ 1Feed rate (m;:/rev)
Ground chipbreaker
~ 3.00
=
E
c%
5 2001 AT/S/UHG/U/U1
S i
=
& 1.00F
)
0.50F

1 J
0.20 0.30

0.05 0.10
Feed rate 7 (mm /rev)

=
=
=3
2
S o
=S
=5
S 3
(=3

=

B11



m Part No. Designation Codes for Inserts and Chipbreakers

M Molded Chipbreakers for Negative Inserts

B12

Feed rate 7 (mm /rev)

Name Chipbreaker Geometry Features Chip Control Range
@Negative insert with a .
4.0 positive insert's chipbreaker | £ 5,
m Lo | @Reduced burr g o
@®@Improved microfinish g gf
#TNGG160401 type @Superb advantage in cost per 005 0T i mate (avren
corner over positive inserts
@Double-positive rake and f
2p sharp cutting edge iy
@Low tool pressure even at §
HCNMGT20408 type heavy depth Of CUt 005 o Feegzrate (mm/rev)
0.2 g 50
@\/ery tough insert 5 7o Q
Z5 @Designed for machining £ os
with heavy interruption S JS S—
#CNMG120408 type Feed rate (mm/rev)
0.2 E ig
@Tough chipbreaker for 310 D
G roughing with exceptional | £ o2
Stablllty gf 0:1005 0.1 0.2 0.4
#CNMG120408 type l ’ Feed. rate (r;lm/rev)
0.2 g 50
=~ 3.0
@Tough chipbreaker for 310 D
AM1 roughing with exceptional | £ °3
Stablllty § 0:1005 0.1 0.2 0.4
3% VNMG160408 type " Feed rate (m/rev)
Molded chipbreaker
~ 3.00F
E
\—; p— ZP
T UL
= 2.00}
o
5 L
=
& 1.00F
a
0.50
o
L | 1 | 1 |
0.05 0.10 0.20 0.30




NTK

M Ground Chipbreakers for Negative Inserts

Name Chipbreaker Geometry Features Chip Control Range

—_—_ @
=
=3
52
< o
==
=5
o
(=3

=

2.5 = 50
= 30
3 1.0
DA 15° % 05
£ 03

8 0'1005 01 02 04

X¥TNGG160401 type Feed rate (mm/rev)
@Excellent chip control and
sharp cutting edge
y
’.“' 25 = 5.0
[ — = 30
; = L . 3 1.0 C]

Cj(\<h5 B 05
D1 p o £ 03
8 o

"005 01 02 o04
%TNEG160402 type Feed rate (mm/rev)

5.0

23 5
@Reduced burr and work 5 7o D
u2 R hardening due to high S
rake deSign 8 %05 o7 02 o4
TNGG160402 type . ' Feed rate (r;un/rev)
Y/ / | o 2.2 g0
HQ @General-purpose < 20 Q
C ; J14 chipbreaker with 5 0s
. . excellent toughness and g 03
- chip control © %5 01 0z os

%TNGG160402 type Feed rate (mm/rev)

Ground chipbreaker
~ 3.00F
t@‘ (
= 2.00F
o
bS] L
£
o 1.00F
a N
0.50F | DA
1 | 1 | 1 I
0.05 0.10 0.20 0.30

Feed rate £ (mm /rev) B13
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2 i BN
BIDEMICS, PCD,
CBN and Ceramics

OBIDEMICS:ccccvcceccececccccccecccnnnns C2
® Diamond Coating ...................... C4
OPCD +ccccecceeccccccntcncccnccnncnnnes Cbk
OCBN -cccccecereeetteicccnnnnccccccnnns cé
O@Ceramics +-ccccceerrcetccttctccancannns C8
Alumina-based Ceramics -« ----+wsrrrerrremerrarrriaeruaeeenns c10
Alumina TiC-based Ceramics: -« =--=reseesresensensenne C12
Silicon Nitride-based Ceramics -«-------==-rrresrrrreaerernnnn. C14
Whisker-reinforced Ceramics «--------rsreerermermrearennans C16
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= BIDEMICS
M BIDEMICS

NTK’ s BIDEMICS is the latest revolutionary insert
material to hit the HRSA material machining industry
since the release of Whisker ceramics.

BIDEMICS is a patented material with unique physical
characteristics that are above and beyond current
whisker grades used on HRSA material applications.
The word is spreading through the HRSA industry and
around the world about the results achieved when
using BIDEMICS.

¥ L
Semidinishing & Finishing & ¥~ =™ . T
JX1 /JX3 NEW 1 Rough no scale — - Finishing 06&“._

-
a.L
()

=85
w33
oS
=E
=
0 o

e Up to 480 m/min speed capability ® 10 to 15x speed capability vs. carbide
® Much longer tool life at Whisker ceramics’ speed range ® Better wear resistance and notching
e Better wear resistance and notching resistance than CBN
resistance than Whisker ceramics ® Superior surface finish to Carbide or CBN
® Superior surface finish vs. Whisker ceramics ® Strong brazing technology

® Newly added JX3 provides toughness to BIDEMICS family

Increase Productivity vs. Whisker ceramics Increase Productivity vs. Carbide

(1 Significantly extended tool life at same speed (D 10 to 15 times higher speed capability

il F S
hisk : -
coramics | S @EEITID| | ce il
2 Double speed capability Carbide ||| S=ises
| S
h' k Py
coramics | ==x

H
()]
G
]
Q
®

M Application : JX1 & JX3

® Higher speed, more productivity than ceramics.

JX1 oSuitable for turning in high rigid situation(External/ endface
tuening) Turning in useing more toughness insert like RNGN
type

o Offering excellent notch wear resistance

JP2

540
480
420
360
300 |+
240

® Turning at the corner part, Grooving. 180 |

® Chipping occured when use JX1 grade '\
® Turning in low rigidity situation - F
Higher (———) | ower

Rigidity of workmaterial

Cutting speed(m/min)

Grade Workmaterial Tooling Applications Cu(trtri]n/g"fip:]e)ed (an??rcév) ?mom(): DRY | WET
Rough no scale 180-480 0.15-0.30 1.00-2.50 ®
Heat resistant alloy Turning
Semifinish 180-480 0.10-0.25 0.50-2.00 ®

Heat resistant alloy Turning Finish 180-520 0.10-0.25 0.20-1.00 ®




NTK

(1] Higher Speeds, More Productivity

H Competitor’s
480 m/min Whisker

JX1/JX3's superior physical properties compared
to Whisker ceramic enable you to increase 1st pass after 0.50 min
speeds; potentially as much as 2X Whisker
ceramic speeds; increasing productivity and
potentially offsetting the need for additional 2nd pass after 1.00 min
equipment to meet increasing demands.

BIDEMICS, PCD
CBN and Ceramics

JX1
Chips break easily at higher cutting speeds vs the Seumr \
typically continuous chips of HRSA materials. The - g _~: i
result is more efficient chip removal. 4 55;;' ks
¥ S
Longer tool life
330 m/min Competitor's

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

1st pass after 0.75 min

2nd pass after 1.50 min

'3/ Works well on wide range [4] Superior surface finish
of High Temperature Alloys

BIDEMICS has success on
Inconel 718

Inconel 625
Machined
surface
©718 Plus ®Rene104
®Rene41 ® Waspaloy I — T 1
e Rene8s Roughness | riirfidintiicr — ATATATAATATATATATA
etc. Ra 0.64 um 1.18 um 2.75 um
Rz 3.36 um 5.56 um 9.64 um
. Cutting speed 240 m/min - 35 m/min
5/ Speed up grooving Feed 0.15 mm/rev - -
operations Cycle time 3.3 min - 14.7 min
Removed chip 48 cc - -
VGW style Groovin . . . .
infertssgyree r?m?vo & JP2's outstanding Wear Resistance and Notching
i Resistance results in work piece surface finishes
available

consistently superior to either CBN or Carbide



= PCD

M New diamond coating

High purity and high hardness diamond coating
are filmed minutely, so it has better wear
resistance comparing to the past PCD tools.
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UC1 For Carbon and Ceramic

Comparing to the past diamond coating, [NFElat )
particle diameter is less than 1/10 e Improve wear resistance

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

® High adherence efficiency
NTK's original carbide base material and technical
surface treatment development, acquires high
adherence efficiency and can reduce the cause of
unusual damage by coating exfoliate and able to cut
more stable and long term.

New diamond coating "UC1" eImprove chip control - More shape variations

Excellent chip-control of molded chipbreakers will be

able to reduce the manufacuturing lines stopping time.
-1 t is able to deal with NTK standard chip-breaker
coated by UC1 as special manufactures!

-

" -

® High cost performance

Increasing the number of corners, it contributes to
the improvement of machining cost.

[Case study ] [Carbon Ceramic ]

Application of carbon machining Carbon ® Improve wear resistance due to the adoption of

Work material + Carbon sharp standard chipbreaker,and long expectancy

$1000

Cutting speed (m/min) : 300 ® Maximum 6 corner negative inserts are lined-up

—
Feed (mm/rev) :0.1~04 as well.
i jon!
Depth of cut (m)  : 1.0 9 Contributed to cost reduction!
Coolant : DRY
NTK : UC1 4 pcs/corner [)

Competitor's diamond

coating 3 pcs/corner ()




M Diamond sintered body, PCD

]

— iy

NTK

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

PD1 / PD2 For high speed machining of nonferrous metals!

o Elevated cutting speed when compared to carbide

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

® Incorporates a very sharp cutting edge condition

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

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

®Further improved strength by poly-
crystallizing dense diamond micro grains

® Excellent deposition resistance thanks to a
lower affinity to nonferrous materials
® Sharp cutting edge attained

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

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

[Recommended cutting conditions]

Work material Cutting speed (m/min)

Feed rate (mm /rev) Cutting oil

aluminum alloy Turning : ~ 350 Milling : ~ 4000 Turning : ~ 0.12mm /rev

Copper alloy Turning : ~ 200 Milling : ~ 1000 Milling : ~ 0.20mm /t

WET

[Actual machining examples]

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

Conventional cutting tool NTK Material grade : A6061 PD2
; Competitor' s brazed carbide PD1
Material grade q : l ) )
grade cutting too Cutting speed (m/min) : 170
Cutting speed (m/nin) 100 200
Feed rate (mm/rev) 0.02 0.06 Feed rate (mn/rev) ~ :0.06 —_— — —
Cutting oil WET - _ ¢8T L1
Grooving (5) followed by cinele strok Depth of cut (mm) 10.15 |
Machining method o ingle stroke 70
: profiling of the grooves Cutting oil S WET
Life (pcs./corner) 1,000 10,000

PD1

10,000 pcs./corner [)

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

PD2, excellent in wear resistance, achieved twice the life of

Shorter cycle time due to single pass machining.

PD1 produces an excellent surface finish without deposition, higher efficiency and prolonged life resulted.

competitor's product.

-9
a2
o

n_g
5 D
Bo
==
i s
==
o 8



= CBN

M High-pressure sintered compact

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

[Actual machining examples]

Rough cutting of disc brake

Work material : FC250 | B1 6

Cutting speed (m/in) =
1,000

Feed rate (mm/rev) =0.7 l

Depth of cut (m) =1.0

Cutting oil : WET T T T T

® Solid CBN with multiple corners available 5106 TN

.e.’c.lhgee scoat'"g allows easy checking of used cutting Competitor's CBN product 650 pcs./corner {

B16 produced tool life of 1. 2 times the competitor's product.

Material grade | Main binder | CBN content Major application

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

Machining of roll

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

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




NTK

EZCUBE

CBN inserts offer high performance, low price and versatility !

@ Seven grades available for different component materials
®Large range for various applications
® Multiple corners on both insert sides contributes to cost reduction
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Easy to distinguish corners used! Excellent brazability!

NEW CBN (Cubic Boron Nitride)
oNTK EZ(UBE /EZ CUBE

Original hard coating by NTK!

Economical due to multiple corners!

Material grade Main binder CBN content Major application
TiC-base 50% Elg?stm#gog? gﬁ gﬁgi-cigg(terirrg;r)lted machining of hardened steels
TiCN-base 65% Semi-interrupted to interrupted machining of hadened steels
B23 Ti-base 90% High-speed semi roughing of cast iron/sintered alloys
B30 Ti-base 95% High-speed finishing of cast iron
B36 TiCN-base 65% semi-interrupted to interrupted machining of hardened materials
B40 TiN-base 65% Interrupted machining of highly hardened materials
B52 TiC-base 50% Finishing of ductile cast iron and continuous machining of highly hardened materials

%PVD coating CBN

Arial Narrow Bolg

[Actual machining examples]

Interrupted boring of continuous-velocity universal joint

Work material:S55C(HRC62)

Cutting speed (m/nin) =110

Feed rate (m /rev) =0.14

Depth of cut (mm) =0.15

Cutting oil : DRY

27410

2,300 pcs./corner

Competitor's CBN product | 1,500

pcs./corner ||

Work material : FCD600

B52 |

Cutting Speed (m/i) =350~400 |

Feed rate (mn /rev) =0.08 1

Depth of cut (mm) =0.2

Cutting oil : WET

Competitor's CBN product

60 pcs./corner

30 pcs./corner

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

The life of B52 grade

inserts was twice that of the competitor product.

Work material : FC250

B23

Cutting speed (m/nin) =250

Feed rate (mm /rev) =0.2

Depth of cut (mm) =2.0

Cutting oil : WET

Cutting of outer side of oil pump housing

v
[
A

<

210 pcs./corner

Competitors CBN product

70 pcs./corner

Work material : FC materia

Continuous boring on cylinder block

' B30

Cutting speed (m/mn) =800

Feed rate (m /rev) =0.3

Depth of cut (m) =0.1

Cutting oil : WET
=610

Competitor's CBN product

800 pcs./corner

500 pcs./corner ||

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

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




BIDEMICS, PCD,
CBN and Ceramics

m Ceramics

® Alumina-based Ceramics

(White ceramics)

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

® Alumina TiC-based ceramics

(Black ceramics)

The toughness of this type is
improved by adding TiC

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

Il Advantages of ceramic cutting tools®

The material retains
high hardness even at

elevated temperatures !!

A

Carbide P10
Cermet

Black ceramic HC2
White ceramic HC1

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

Excellent wear resistance at high cutting speed !

Vickers Hardness (GPa)

[Hardness at high temperature by tool material]

0 200 400

600 800 1000 1200

Temperature ('C)

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

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

@ Silicon nitride-based ceramics

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

® Whisker-based ceramics

Wear resistance and fracture
resistance are strengthened
by adding SiC whisker

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

Il Advantages of ceramic cutting tools®

Material breaking strength

is not greatly affected by high

temperature conditions !!

¥

—e— Carbide P10
—e— Cermet

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

Stable machining is possible in the high speed range

[Breaking strength at high temperature by tool material ]
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NTK

Physical properties*

Applications /
Features

Applications and
ceramic property map

Thermal
expansion
coefficient

Material code name / Coating Therma

conductivty
W/m K

Transverse
intensty
MPa

Hardness
HRA

Density
g/an

Youn%s
modulus

GPa

X10-¢/K

White ceramics
Alumina - based ceramics

HC1

”

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

4.0

94.0(700|400| 7.8

HW2

® Semi-finishing to finishing of
cast iron

@ Cylinder Liner machining

®Excellent fracture resistance

4.

94.0{750(390| 7.8

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

-

Wear resistance

High
Toughness / strength ) g

Black ceramics
Alumina + TiC-based ceramics

HC2

$

ALOs+TiC

® Semi-finishing to finishing of
cast iron

43

94.5/800|420| 7.9

21

HCé6

TiC+ALOs3

® Semi-finishing to finishing of
ductile cast iron

® Semi-finishing to finishing of
cast iron with coolant

4.7

94.0/800|450| 7.6

29

HC7

>
>

ALOs+TiC

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

4.6

95.0(1,100|420| 7.9

23

ZC7

AlLO3+TiC
TiN coat

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

4.6

95.0{1,100{ 420 | 7.9

23

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

HC2 [

Toughness / strength  mmp

Wear resistance

High

[Cutting of hardened materials]
High

-

Wear resistance

High
Toughness / strength  mmp g

Silicon nitride - based ceramics

SX3

®

SIAION

®Rough / Semi-finish
Best balance of toughness and hardness

3.3

93.0(1,100{ 290 | 3.4

SX6

SizsNa

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

3.2

93.5(1,200/320| 3.0

50

SX7

SIAION

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

3.3

93.0/900|290| 3.4

SX9

g
g
&

SIAION

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

33

93.5(1,200{ 330 | 3.0

SiAION

® Heat resistant alloy turning

@ Rough turning of normal cast iron

s Substitute for SP2

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

33

93.5(1,200{ 330 | 3.0

Whisker - based ceramics

Al203+SiC

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

3.7

94.5(1,200)400| 7.0

35

SP9
WA
WA

1
5

y ‘J >
v ALO3+SiC

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

3.8

94.5(1,200{ 400 | 7.1

35

[Cutting of normal cast iron / Roughing]

SX9

High

Wear resistance

High
Toughness / strength I g

[Heat-resistant alloy / Roughing]
High

Wear resistance -

High
Toughness / strength ) 8

% For coated products, the values of the base material are indicated.
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m Ceramics

M Alumina-based ceramics (White ceramics)

® Characterized by high oxidation resistance as well as
deposition resistance, these ceramics utilise alumina
that is thermally and chemically stable. They are
best suited for high-speed cutting applications where
the temperature at the edges may become high.
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[Normal cast iron, Finishing, Dry cutting, White ceramic]
High

Wear resistance mmp

High

Toughness/strength

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

@ Outstanding wear resistance for high-speed cutting of cast
iron, especially semi-finishing or finishing without coolant

®Most suitable for high-speed and high-temperature
cutting thanks to the high heat resistance, using
high-purity alumina as the main component

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

Pulley machining Tube Scarfing

Work material : FC250 | HC 1 Work material: SPHT4 | HC ] B
Cutting speed (m/in) =500 Cutting speed (m/nii) =70

Depth of cut(mm) =3.0
Feed rate (mm /rev) ‘ epth of cut (m)

=0.15-0.10—-0.05 Cutting width (m) =5.0 < - ©
Cutting oil : DRY Cutting oil : DRY @ )

70 min./corner [)

600 pcs./corner [)

Competitor's black ceramic {| 300 pcs./corner Competitor's black ceramic 30 min./corner

HC1 achieved double the tool life of the competitor product. With its outstanding wear resistance characteristic, HC1 produced double the competitors tool life.

c10



NTK

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

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

Work material : FC250 | HW 2 0127 Work material: specia castion | H\I\ 2.

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

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

Competitor' s black ceramic | 65 pcs./corner {] Competitor' s black ceramic | 30 pcs./corner{]
HW?2 achieved twice the tool life of the competitor’s product, due to its superior strength. HW?2 produced finished surfaces of excellent qualty in addtion to the [fe being double that of the competitor's product.

C11



m Ceramics

M Alumina TiC-based ceramics (Black ceramics)

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

HC2 A

Toughness / strength -

Wear resistance )

High

HC2

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

[Machining of hardened materials]
High

1

Wear resistance

High
Toughness / strength  mmEp &

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

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

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

Machining of lining material

C12

HC2 @
<_
B )

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

HC2

lig

—

¢1200

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

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




NTK

For machining of hardened parts with varying levels of hardness!

@ Covers a wide range of hardened materials
(HRC45 - 60)

0 ZC7 coated with TiN provided as standard
stocked product

einserts are available with both wiper
facets and chipbreakers to further
improve machining efficiency
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Gear cutting

Work material: Case carburizing steel ZC7 l E
Cutting speed=200m/min |—|-::

Feed rate=0.20m /rev

Depth of cut=0.70mm

Cutting oil : DRY

70 pcs./corner

Competitor's CBN
(w/ 2 corners)
ZC7 realized significant cost reduction, through longer tool life as

compared with the competitor’s CBN product.

50 pcs./corner {

For machining of ductile cast iron!

® World’s first TiC-based ceramic put into practical use

eldeal for semi-finishing and finishing of ductile
cast iron at low to high-speed levels

®Also produces excellent dimension stability
in machining of cast iron under WET cutting

conditions Gear cutting @ Work material: Equivalent to FCD450 + copper alloy
Conventional cutting tool NTK
. Competitor’s
Material grade cermet HC6
Cutting speed (m/in) 300 -
. . Feed rate (mn/rev) 0.05 -
M Cutting performance : V-T curve Depth of cut (i) 05 -
Cutting conditions Cutting oil WET pe
® wo Work material : FCD550(HB240 ~ 260) Life (pcs/corner) 20 50
g :
= Insert : SNGN 120408 HCé6 @ +
2 200 Depth of cut : 0.5m "’1710 990 Copper 2oy
g Feed rate : 0.2mm /rev
1o Reference life : Amount of VB wear=0.4mn = =
TooL e (i) HC6 produced remarkably long life, less dimensional variations and
better wear resistance compared with the competitor's product.

Cc13



m Ceramics

[Normal cast iron, Roughing]
High

1

Wear resistance

SX9

Toughness / strength  mp

M Silicon nitride-based ceramics

High

igh

[High Temperature Alloy, Roughing]

The silicon nitride-based ceramics have approximately
twice the fracture toughness of alumina-based, having
high fracture resistance equal to some carbide tools.
These grades allow efficient machining in high

speed ranges where traditional ceramic tools were not
able to perform well, including milling of cast iron and
interrupted cutting in poor surface conditions.

Rough turning (Rene130) with Scale

Shape : SNGN190724

Cutting speed (m/min) : 115

Feed (mm/rev) : 0.15

Various depth of cut

WET

Competitor’s

SIAION

Competitor’ s
SIALON Ceramic

10mn «was chipping a lot

®Excellent wear resistance and toughness.
Wide range of HRSA machining applications: Rough turning with scale ~ semi-finish turning.

®Able to machine even the newest generation of HRSA work materials (like Rene) as well as today's
most common HRSA materials; such as Inconel 718.

@ Able to mill with high efficiency.

Grade

C14

Cutting speed

Feed

Depth of cut

Work material Application Purpose (m/min) (mm/rev) {mm) DRY | WET
Rough scale 180-270 0.15-0.3 1.0-5.0 [ ]
Turning Rough no scale 180-270 0.15-0.35 1.0-2.5 [
Heat resistant alloy
Semi finish / profiling 180-270 0.15-0.3 1.0-2.0 [ ]
Milling - 600-1200 0.08-0.15 1.0-2.5 [




Wear resistant SIALON ceramic

lm Turbine case(Waspaloy semi finish)
® Better notching resistance compared shape : RPGX120700 —
to Whisker ceramics Cutting speed(m/min) : 240
No need to program ramping Feed(mm/rev):0.3 \ _ =
o Better flank wear resistance compared to |\/arious depth of cut 639" SE
other SiAION ceramics 83
Superior performance vs. whisker WET s
ceramics under same conditions-even 7.2 in k)
higher productivity at higher feed rates .
® Excellent thermal shock resistance Competitor’s -
High speed milling can be performed | \Whisker ceramic 5.3Mmn_-groken ||
at 3000SFM or higher

Best grade for roughing Inco 718 with scale

lm Housing(Inco 718 with scale)
B Comp. Whisker
: :x:;ellegt r;(otch wear' rteslstance Shape RCGX120700| ¢ l
etter rank wear resistance | Cutting speed (m/min) 180 I B —
compared to competitor's silicon ! |
nitride ceramics Feed (mm/rev) 0.13 0.2 — |
o Superior toughness compared to | Depthofcit (mm) | 2.5 bl R e
Whisker-reinforced ceramics WET -
@ Best thermal shock resistance ° *Hlizh productivity
@ Best grade for roughing Inco 718
with scale Competitor’s |
Whisker ceramic

Premium Silicon Nitride

o Excellent wear resistance in Gray cast iron
applications where notch wear Cutting speed(m/min):1,100
appears Feed(mm/rev) : 0.5

oStable tool life in the applications | pepth of cut (mm):2.0 ~ 3.0
where thermal shock resistance is

WET
required : such as WET machining
or milling o 75 pcs
eLong tool life and high productivity Competitor’s

silicon nitride ceramic 0apcs [)

at high cutting speed

SPg High Speed machining with low cutting forces
lm Brake rotor

@ Excellent wear-resistance and chipping | Gray cast iron
resistance with CVD coated high-
strength silicon nitride-based ceramic

Cutting Speed (m/min) : 550

® Achieves lower tool pressure with Feed(mm/rev) :0.4 T
minimal edge preparation DRY v
® Also usable for finishing
P 120 pcs
Competitor’s
silicon nitride S00C U

C15
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m Ceramics

M Whisker-based ceramics

[Heat-resistant alloy]

High

Wear resistance -

High
Toughness

-

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

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

[External profiling of heat-resistant alloy with WA5]

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

| Features

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

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

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

500mm

WAS |

50mm

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

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

8

=

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




NTK

oExcellent thermal shock resistance
enables to machine high temperature
alloy with high speed v. = ~500m/min
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®Superior wear resistance allows high
speed cutting v.=~ 1,000m/min on cast iron.

® Wet machining is feasible by high
thermal shock resistance

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

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

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

[ ]

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

For technical data of machining heat-resistant alloys with ceramic cutting tools, please go to page L6
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Micro-grain Carbide,
PVD / CVD-coated Carbide

OQOVerVIeW *++cvreeeeccccecccccccccnnnnns D2
® PVD-coated Carbide :---++ccvceeeeeee D4
® Micro-grain Carbide :---+:ccececeeeee D6
® CVD-coated Carbide ------c-vvcevven.. D6
®PVD Coatings ::ccecrereereiieiiienn. D7




® Micro-grain Carbide and PVD/CVD-coated Carbide mm——n

X 03 P S

General carbide structure Micro-grain carbide structure  Super micro-grain carbide structure

M Micro-grain Carbide and PVD/CVD-coated Carbide

Excellence in precision machining and
machining of hard-to-cut materials

These material grades use WC micro-grain
carbide, the hard layer of which is granulated to a
micro size 1um as the substrate. Furthermore, the
substrate is coated by the PVD method with TiN,
TiCN, and/or TiAIN. The end results are materials
that are suitable for precision machining and
machining of difficult-to-cut materials. Inserts in
these grades are tougher and harder than carbide
and come with precision sharp cutting edges. They
even have superior toughness and sharper cutting
edges than ultra micro-grain carbide grades, with
excellent wear resistance and thermal crack
resistance.

The result of intensive research and
development for improving carbide grades

The NTK carbide grade series shows very stable
performance under a wide range of conditions. NTK
uses micro-grain carbide substrate with a balance of
wear resistance and toughness.

)

No burrs Burrs

Machined with NTK insert with Machined with a competitor's
a sharp cutting edge product with a honed cutting edge

Relentless pursuit of better cutting
performance

NTK takes pride in its carbide grade series.

Their outstanding cutting performance is due to the
grinding of ultra sharp cutting edges. Sharper cutting
edges provide for better burr control, lower tool
pressure, holding tighter tolerances and reducing
work hardening.

m Precise analysis on insert wear patterns )

Build-up edge

Flank wear Wear on rake

Continuous research on insert tool life

Damage to insert cutting edges varies depending

on the machining process and the work material.
There are various types of coatings that reduce such
damage to prolong the tool life. NTK carbide series
offer various coatings developed to improve their
resistance characteristics including wear, fracture,
adhesion and oxidation, by utilizing state of the art
technology.




NTK

Physical properties*

+ Thick film ALOs-TiCN coat

Grade / Coating Applications / Features Densly Hardnes ?ﬁ&‘f’g}ﬁ rﬁﬁﬁﬂfui elr;;%_rn';‘iglr; comﬂcr?i?/%ty Applications map
coetfiicien
g/cni | HRA [ MPa | GPa | X10-¢/K |W/m «K
ST4 CEmL P [ m [s[H
Micro-grain ®Best grade for Stainless Steel 14.4191.013000| 580 5.8 63 WCorrelation chart 1
carbide
+ Thick CrAIN coat g D%
DM4 P M [s[H z
P Nicrograin | v ngh impersne | 14.4(91.0(3000{580 | 58 | 63 | % (—
carbide | Machnne i VM1
+ Thick TiN-TiCN-TiAIN coat
DTa P | M | s | H == \WEAR RESISTANCE
% @ e Excellent oxidation resistance
v N\icro.grain for Swiss-type lathes 14.4191.0/3000| 580 5.8 63 B Correlation chart 2
carbide
+ Thin TiN-TiCN-TiAIN coat ! @
T™M4 P | Mm[N[s Cma)
4] VM1
_— ®Best combination of wear %
: Micro-grain resistance and toughness 14.4191.0/3000| 580 5.8 63 a2
carbide and adhesion resistance for > DT4
Swiss-t lath z
AT TNTICNTN coat | L %
E P [ M | N == TOUGHNESS ms
8 ®Best Adhesion resistance
O Micro.grain enabl_8§ high accuracy 14.4191.0|3000| 580 5.8 63
Q carbide | ™achnng
2 + Thick TiN coat
QM3 P | m |s|H
= . ~— ®Best wear resistance enable
U g Micro-grain | stable machining 14.4191.0/3000{ 580 | 5.8 | 63
s carbide
+ Thick TiCN coat
VM1 P M [N
e .
- o _ Micro-grain| oo wear resance | 14.8(92.0(2500|640 | 57 | 84
carbide
+ Thin TiCN coat
AC3 CEml P [ M [NTs
@ Developed for solid carbide
Micro-grain | endmill 14.2(191.0/3000| 560 | 6.1 49
carbide
+ Thin TIACrN-TIAIN coat
uct N
. . e Pure and hard diamond 148192012500l 620 | 57 84
- Vo i -grai ting. . . .
g Micrograin coatng MAluminum / Brass
carbide
+ Diamond coat .
B [KM1 P m] N 1
o . : &
g - it o e 114.8(92.0(2500) 640 | 57 | 84 | & Cran D
(=
> Micro-grain carbide ] @
CP1 K ~ ~
® Good balance of wear % é@\ Q
o resistance and toughness for 14.9192.0(2400| 640 - - Continuous Lt Interruption
g Carbide | castiron machining interraption
8 + Thick film ALOs-TiCN coat
(O]
a |CP7 P P
5 -v 9- og?tsjtgé;irgand semi-finishing 13.8190.1 (22001 580 . .
Carbide

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




® Micro-grain Carbide and PVD/CVD-coated Carbide mm——n

o S T4 Best grade for stainless steel

® Best grade for SUS304 thanks to New ST coating
® Excellent adhesion and wear resistance

Best for Optimized for | Excellent in

Conventional lathes | Adhesion

- il Ess SEek Swiss-type lathes | resistance

Excellent oxidation resistance

@ Best oxidation resistance for high temperature machining
® Optimized for Conventional / Swiss-type lathes

Best for Optimized for | Excellent in
® Titanium alloys

® Stainless steels

® Alloy steels

® Carbon steels

® Heat resistant alloys

Conventional lathes | Oxidation
Swiss-type lathes | Heat resistance

Excellent heat resistance for Swiss-type lathes

® Excellent oxidation resistance for Swiss-type lathes

Best for Optimized for | Excellent in
® Titanium alloys
® Stainless steels
® Alloy steels Swiss-type lathes
® Carbon steels

® Heat resistant alloys

Oxidation
Heat resistance

® Excellent toughness and wear resistance for wide
speed range

® Stable interrupted machining of steel

Best for Optimized for | Excellent in

® Carbon steels

® Stainless steels Swiss-type lathes
® Alloy steels Conventional lathes

® Heat resistant alloys

Wear resistance




insert substrate

® Excellent dimensional stability and tool life thanks
to triple titanium layers with excellent adherence to

NTK

Best for

® Carbon steels
® Stainless steels

® Alloy steels

Optimized for

Swiss-type lathes

Excellent in

Balance

® Especially for machining free cutting steels (SUM materials)

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

Best for

® Carbon steels
@ Stainless steels

® Alloy steels

Optimized for

Swiss-type lathes

Excellent in

Edge sharpness

The best selling grade for Swiss-type lathes

® Stabilizes machining dimensions thanks to the
coating being firmly adhered to the substrate

® A wide range of cutting tools in various sizes available
for Swiss-type lathes

Best for

® Carbon steels

® Stainless steels

® Alloy steels

® Non-ferrous materials

Optimized for

Swiss-type lathes
Conventional lathes

Excellent in

Adhesion resistance

® Newly developed for Carbide endmill
® Excellent sharpness and great wear resistance

Developed for soilid carbide endmill




® Micro-grain Carbide and PVD/CVD-coated Carbide mm—n

® Very sharp cutting edges with uncoated Micro-grain
carbide

® Excellent adhesion resistance because of mirror-finish

® A wide range of cutting tools in various types
available for Swiss-type lathes

Best for Optimized for | Excellent in

® Aluminium

® Plastic (PEEK) Swiss-type lathes | Edge sharpness
© Non-ferrous materials

@ Sharp edge
® Mirror-finish

For roughing cast iron and ductile cast iron

® High wear resistance achieved by laminating thick
film TiCN layer and Al:Os layer as the coating; Great
for cast iron cutting even in high-speed range

® Excellent deposition resistance due to our original
surface treatment

® Can also be used for machining ductile cast iron

Best for Optimized for | Excellent in

@ Ductile cast iron
Conventional lathes | Wear resistance
® Gray cast iron

For roughing at high speed in steel machining !

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

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

® Best for machining of automotive components on
automatic lathes

Best for Optimized for | Excellent in

® High-speed
machining of alloy Conventional lathes | VWear resistance
steels




NTK

M PVD Coatings for Turning

NEW ST4 ST-Coat

Q-Coat
Best Best
grade for Stainless wear resistance
Steel o Stainless steel
, ® Carbon steel
® Stainless steel o Alloy steel
DT-Coat
Best Best balance of
heat resistance heat resistance
@ Heat resistant alloy and shar, P edges
o Stainless steel e Titanium alloy
® Hardened material @ Heat resistant alloy
@ Stainless steel
® Hardened material

Best balance of

Best

wear resistance edge sharpness
aﬂC{ adhesion @ Titanium alloy
resistance ® Non-ferrous material
@ Stainless steel
® For small part @ Plastic
machining in general
Best
adhesion resistance
@ General purpose machining
Coating Specifications
ST-Coat Q-Coat | DM-Coat | DT-Coat | TM-Coat | V-Coat Z-Coat
Thickness Thick Thick Thick Thin Thin Thin Thick
Wear Resistance O @) O O O O
Heat Resistance O @) @) O
Adhesion Resistance O O ©)
Edge Sharpness O O O
Composition CrAlN TiCN Multilayer | Multilayer | Multilayer TiCN TiN

O1st choice  O2nd choice
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@ SO /INCH Insert Nomenclature-------- E2
@ Part No. for BIDEMICS, Ceramics and CBN insert /

Specifications of cutting edge treatment -- E4
O BIDEMICS *« Ceramics =cccccccececccccss E6
® BIDEMICS (Brazed) +CBN+PCD ------ E20
o Carbide ................................ E36
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m ISO/INCH Insert Nomenclature mssssssssssssssssssssns

= (DCode for shape (3®Codes for accuracy
Classification | Cod Sh A e (d Symbol i inscribed cil i i . .
U asslication Io-ie e ular?g: " PEX a:gze(()egree) yn(w)o Code Dlamem(rjd l?:;[:l;ed e thcme"is Cg;ner(r"i:g)ht Tolerances for each insert size Except for inserts with 55, 50 or 35 degrees in apex angle
r— i : ' .| Inscribed circle diameter tolerance Corner height tolerance
E O | Regular octagon 135 e} A* +0.025 t 0005 Diameter, ofnscbed d -
Regular " 0. dide
E polygons P_| Reglr entzgon 108 o F +0.013 d (mm) C|l<as,3\J',\lL, Class U NC\ lgﬁ\l Class U
(7] S| Sqae 90 9 ] |c| o025 |t0025 635 =
U T | Equilateral triangle 60 A " £ 0.013 +0.013 955 + 0.05 +0.08 + 0.08 +0.13
° 1€ 80 c 12.70 £008 | £0.13 | +0.13 | +£0.20
D 55 R + 15.875
8 ko |- = | *T00% oy £0025 1o0s | £010 | £018 | £015 | +0.27
———  Rhomboids &
— equiateral | F 50 J* + 0.005 25.40 +0.13 + 0.25 +0.18 + 0.38
- o | + 0.05~
E ureaiat [ m 86 K* o +0025| +0.013 o ,
L angles V] 35 +0.13 The tolerances for class M inserts with 55 degrees in apex angle are as follows|
Q W1 oo 80 A L* +0.025 Diameter. of inscribed circle | Inscribed circle diameter tolerance (w) | Comer height tolerance: ()
— g M| 005~ |£013|+008~ L) d m
o Rectangles | L | Rectangle 90 ) — sk ok 6.35
A 85 N +0.13 +0.025 *0.18 9.525 + 0.05 + 0.1
Parallelograms | B | Parallelograms 82 o + 0.08 ~ +0.13~ 12.70 +0.08 £0.15
] ok +0.13 % 15.875
K 55 +0.25 +0.38 19.05 +0.10 +0.18
Circles | R Circle - o E&?Stlecsal ; h:pgflteeélstlé fn)s'e'lijéceaéifptgeaé s;\ethacachl]eraac a'Snge . Note : The accuracy range of “m” can be spread for inserts with apex angles smaller than 55 degrees.
Note : The smaller of the apex angles is used. Eg&?r?#r%g gsyt%gksl(ze)Apgﬁceamessetr?at fhe accuracy fange is

Type of insert material

v QM3 DN MG 120404 TN
« QM3DNMG431TN

—— o LlL—=

@Codes orelefanges @Codes for grooved holes @Codes for corner radii
Relief angle | For normal series For small-size series For corner R
(degree) Code | Provision of holes | ~ Shape of hole | Chipbreaker |  Pattern Code | Provision of holes | Chipbreaker [ | ComerRnominal | Inch | Metric
3 A N None |C T3 E None value (m) | system | system
- 5 R No — Singlesided | 3 ©F S No Single-sided Sharp
F Dowlesided| €3 EL) D°‘,‘\5’f:g’ed Cro”ff)rz —
7 C e 0.
A o : Nong 0D 9w P Yes Single-sided 0.4 1 04
15 D M Cylindrical | Singlesided |ETI3 €T K Doublesided 08| 2 08
G Double-sided T X — — 1.2 3 12
20 E .. . -
W Partially cylindrical None |OIO  OUF| | Note: Use the smaler size series for the inch system 16| 4 16
25 F T Single-sded: 40 - 60 deg | Singlesided |CI]  CUL| | when inscribed circle cameter is 7.94 mm or less S0l 5 20
Y — N " However, use normal series only when the diameter 54 6 24
30 G Q es Partially cylindrical one is 6.35 mm ghing priorty o the smallsize seres. :
U Double-sided: 40 - 60 deg. | Double-sided 9)l6] 3.2 8 32
0 N i
B Partially cylindrical Nne |30 OO Othe.r radi X -
11 P H Single-sided: 70 - 90 deg. | Singlesided (LT TILY Foirnts:g:tuslar 0 IS\%*
Other relief C Partially cylindrical None B4 —-
®) e 70 - - Notes : “00” (double zero)
angles J Doublesed:70- 90 0¢ | Doublesided)  CITY is used for insert circle
Note : The relif anel X — — — diamete_r indicated in ipches.
m?Jset.beetfqzéeo?nti: Note : Only the normal series is to be used for the metric system. MO” is used for insert
maior cutting edee Always use code X for scalene inserts. However, X must not be used circle diameter indicated in
I § eage. for inserts of shapes not defined in the table (1) above. millimeters.




NTK

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

Diameter of | Inch system Metric system Inch system
inscribed circle| Normal | Smallsize Shapes Thickness S [Inscribed circle series|  Metric
d (mm) series [sees | H | O | P | S| T|C|[DJE|]F|[M]|]V]|W]|R (mm) Normal |Smallsize| ~ System
3.97 o 5 06 T series | series
1.59 — 2 01
476 — | 6 08 04
2.38 — 3 02
5.56 — | 7 05|09 |05|06|05]|07]|05]|09]|03
3.18 2 4 03
6.35 2 | (8 |03|02|04|06|11|06|07|06|08|06]|11|04]|06
794 | — | 0 |oa|o03|os|o07|13|08|09| 08| 1007|1305/ 07 3.97 - > &
9525 | 3 | — |05 | 04|07 09|16 09|11 0912|0916 06|09 4.76 3 6 04
1270 | 4 | — 07|05 |09 |12 (22|12 |15 |13 |16 |12 |22 08| 12 256 - - 05 £8
1)
=
15875 | 5 | — [09 |06 | 11|15 |27 |16 19|16 |20 | 15|27 |10 |15 6.35 4 - 06 =g
19.05 6 | —|11]07|13[19|33[19[23[19|24|19]33|13]19 7.94 5 - 07
25.40 8 | — [ 1410 |18 | 25|44 | 25|31 |26 |33 |25 |44 |17 | 25 9.52 6 — 09
31.75 0| — 18|13 |23 |31 |54|32|38|32]41]|31]|54]|21]31 12.70 8 — 12

——S— R

<

@Codes for chipbreaker shapes
® j
Parallel-honing type (nm)
Code| W | 6°
W

A |1.0] 14

B |15 14 }—‘
C |22 14 '@H,
D 28] 10

®Codes for major cutting edges (©@)Codes for ftight handed nses Type N (Double-positive type) (m)
Without honing (Tool nose F Tyoe Code Code| W w
processing) yP
_ ) N1 |15 a
Angular honing T Right-handed R 1 '\QT4° g
Round honing E Left-handed L i
Angular honing + round honing | S Not specified N Type P (Angle type) (o
Code| W
Special honing K I
P1 | 0.9 ‘ ~ Jio° o é
Special honing + round honing | P Zi
P2 |1.25
Full-arc embossed type (nm)
Code| W

F |15

‘_L.]
G |22 l-\/——
H | 2.8




m  Part No. for BIDEMICS, Ceramics and CBN insert/ Specifications of cutting edge treatment - mmmm—m

CIINI |G |A|[{12/ (04 |12

Part No. Designation Code for Inserts — Refer to page E2.

(» Codes for major cutting edges

E
S
£
©
(
O
7
o
=
L
o
o

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

Code Shape

Sharp edge F
Round honing E \ R

Angular grinding T

Q
|9
c
©
£
P
(]
——
—
()]
o
bo
C
=
4
>5
O]

Alh

Angular grinding + round honing

'
,,,,,

2-step chamfering + round honing P




NTK

T|/010| 20

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

0.1 :

R\ 20°

N\

Insert

-
10
4
=
[}
=

® Codes for cutting edges and the shapes

Code Shape of the cutting edge

EO002 Round honing with R = 0.02
E004 Round honing with R = 0.04
EOQ7 Round honing with R = 0.07
EX0004 | Round honing with R = 0.02
S01015 | Chamfering 0.10 mm x 15 deg. + round honing with R = 0.04 (*R0.03)
S01020 | Chamfering 0.10 mm x 20 deg. + round honing with R = 0.04 (*R0.03)
S01325 | Chamfering 0.13 mm x 25 deg. + round honing with R = 0.04 (*R0.03)
S01535 | Chamfering 0.15 mm x 35 deg. + round honing with R = 0.04 (*R0.03)
502025 Chamfering 0.20 mm x 25 deg. + round honing with R = 0.04 (*R0.03)
T00320 | Chamfering 0.03 mm x 20 deg.
T00520 | Chamfering 0.05 mm x 20 deg.
T00525 | Chamfering 0.05 mm x 25 deg.
T00820 | Chamfering 0.08 mm x 20 deg.
T01015 | Chamfering 0.10 mm x 15 deg.
T01020 | Chamfering 0.10 mm x 20 deg.
T01025 | Chamfering 0.10 mm x 25 deg.
T01515 | Chamfering 0.15 mm x 15 deg.
T01520 | Chamfering 0.15 mm x 20 deg.
T01525 | Chamfering 0.15 mm x 25 deg.
T02020 | Chamfering 0.20 mm x 20 deg.
T02025 | Chamfering 0.20 mm x 25 deg.
Z01015 | Chamfering 0.10 mm x 15 deg. + round honing with R = 0.02
Z01025 | Chamfering 0.10 mm x 25 deg. + round honing with R = 0.02
Z01030 | Chamfering 0.10 mm x 30 deg. + round honing with R = 0.02
Z01520 | Chamfering 0.15 mm x 20 deg. + round honing with R = 0.02
202025 | Chamfering 0.20 mm x 25 deg. + round honing with R = 0.02

* CBN=R0.03




= BIDEMICS * Ceramics mmm

Item Number IC T
CN_1204_| 12.7 | 476
E
L . .
= (80 degree Rhombic Negative type)
© Steel P
qh, 1007 R Stainless Steel | M
U’ H\ Cast Iron K 0O 0 @ 0. @ 0o/@ 0.0 0: 0|0 ®|®:stChoie
U - -0 Non-Ferrous Material | N @ : 2nd choice
) [NV Heat Resistant All S|0:i® [ BN BN | o0
(7, i ) H::de::l; :I?ateri(;yl H (2K ) () oo
U I Ceramics _
Bt - rT— o licabl
E Shape ISO ltem Number Inch Item Number | R A‘:umma-based Siicon nitride-based Wik b:id Forﬁg&écr? :
% CNGA 120404 S02025 |[CNGA431-SNF | 0.4 °
120404 T01025 431-TN |04 °
120404 202025 431-ZNF | 0.4 )
120408 S02025 432-SNF | 0.8 Y
120408 T00520 — 0.8 ° °
v 120408 T01020 — 08 0
S o
BE 120408 T01025 432TN |08 o oo
P4
120408 T02020 — 0.8 °
120408 T02025 432-TNF | 0.8 PY
F9
o > 120412 502025 433-SNF | 1.2 ° G:O
K34
120412 T00520 — 1.2 °® °
120412 T01020 — 1.2 oo
120412 T01025 433-TN |12 ° ) [ 30 )
120412 T02020 — 1.2 Py
120412 T02025 433-TNF | 1.2 P
120416 T00520 — 1.6 Py °
120416 T01020 — 1.6 )
120416 T02020 — 1.6 )
120416 T02025 434-TNF | 1.6 Y
. CNGA 120408 WL T01025 | CNGA432WL-TN | 0.8 ) =
d <34
Wiper 120412 WL T01025 433WL-TN | 1.2 Y
g’ CNGG 120408 201030 AG | CNGG432-ZNCGAG | 0.8 o |=F191
G40
ith !
chip"t‘)"rteaker 120412 201030 AG 433-ZNCGAG | 1.2 ) K34

@ : Standard stock

@ : New standard stock

Hl : Scheduled to be produced by order

% : Standard stock (Specified)




NTK

Item Number IC T

CN_ 1204 | 12.7 | 476

CN_1207_| 12.7 | 7.94

CN_1607_|15.875| 7.94

(80 degree Rhombic Negative type)

0 RE 100+ R Stainless seel | M
ﬁj{ P ATl EEmeimmisinisisissisinininius - -
SRl R SN 4 o bl 18 P8 P Il B 14
Shape ISO Item Number Inch Item Number | R BEM - Aium:a':asid ierzmclzf "iz:de':as‘i: — Forﬁﬁ@iﬁ?éle
X 5 BHEIENIEE R BEE B
CNGN 120404 T01025  CNGN431-TN |04 e o
120408 S02025 432-SNF | 0.8 °
120408 T00520 — 0.8 o |o
120408 T00820 — 0.8 °
120408 T01020 — 0.8 ole
120408 T01025 432-TN |08 o oo
120408 T02020 — 08 )
120408 T02025 432-TNF | 0.8 ° o |o
120408 202025 432-ZNF | 0.8 °
120412 S02025 433-SNF | 1.2 °
120412 T00520 — 1.2 o |o
120412 T00820 — 1.2 °
120412 T01020 — 1.2 0 F9
‘ 120412 T01025 433-TN |12 e o oo ° ;;l
120412 T02020 — 1.2 °
120412 T02025 433-TNF | 1.2 ° o |0
120412 202025 433-ZNF | 1.2 )
120416 T00520 — 1.6 °
120416 T02020 — 1.6 °
120416 T01020 — 1.6 °
120416 T02025 434-TNF | 1.6 °
120420 T01025 435-TN |20 °
CNGN 120708 T00520 — 0.8 °
120708 T02025 |CNGN452-TN |08
120712 T02025 453-TN |12
CNGN 160716 T00520 — 1.6 °
( CNGX 120712 T02025 — 1.2 ° F9
’ 120716 T02025 — 1.6 ° K34

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

Insert
Item List
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W
Y
=
m
o
o

M
type

= BIDEMICS * Ceramics mmm

Item Number | IC T
DN_1504_| 12.7 | 476
DN_1507_| 12.7 | 7.94
(55 degree Rhombic Negative type)
RI‘ ) R T Steel P
v /{73/ 9 Y 7{\; 4= 90° Stainless Steel | M
55° ONGA 55° ‘DNG Cast Iron K @00 ci0c|l0cicici0f0Of,. i
R Non-Ferrous Material | N © : 2nd choice
9] | Heat Resistant Alloy | S | @ @ .00 0
A (ke
558/ DNGX Hardened Material | H °:0 () oo
Ceramics
Shape ISO Item Number Inch Iltem Number | R i A‘:umina-based siicon nitride-based Mﬁkmﬁd o ﬁg&ic:ble
DNGA 150404 S02025 [ DNGA431-SNF | 0.4 ®
150404 T01025 431-TN |04 o o0
150404 202025 431-ZNF | 0.4 0
150408 502025 432-SNF | 0.8 0 [
150408 T00520 — 0.8 ° °
150408 T01020 — 0.8 ° F13
150408 T01025 432-TN |08 o e @ F15
s 150408 T02020 — Jos 0 ot
150408 T02025 432-TNF | 0.8 °
150408 Z02025 432-ZNF | 0.8 ° K35
150412 S02025 433-SNF | 1.2 °
150412 T01020 — 1.2 ole
150412 T01025 433-TN |12 ® 0
150412 T02020 — 1.2 °
150412 T02025 433-TNF | 1.2 ®
DNGN 150404 T01025 |[DNGN431-TN |04 °
150408 502025 432-SNF | 0.8 °
150408 T01025 432-TN |08 o0 F13
et 150408 Z02025 432-ZNF | 0.8 0 —
150412 T00520 — 1.2 °
150412 T02025 433-TNF [ 1.2 °
DNGN 150712 T02025 | DNGN453-TN | 1.2 [
F13
% DNGG 150408 Z01030 AG | DNGG432-ZNCGAG | 0.8 () F15
chipbresker 150412 201030 AG|  433:ZNCGAG | 1.2 o o
F13
[— DNGX 150716 T02025 — 16 o F15
K35
@ : Standard stock @ : New standard stock M : Scheduled to be produced by order % : Standard stock (Specified)
= = Item Number | IC T
(75 degree Rhombic Negative type) EN 1307 | 127 | 797
Steel P
IC T Stainless Steel | M
E Cast Iron K ( BN BN BNCEN BRCNE BN [N ) @ | ®: 1stChoice
75° < ) . Non-Ferrous Material | N ® : 2nd choice
"q:'; v Heat Resistant Alloy | S | @ i @ [ J ([ [ J
Hardened Material | H (3K ) () o0
Ceramics
e SO Item Number Inch Item Number | R BDEMICS A‘:umina-based Silicon nitride-based \Aﬁkepbla;ed For rc;i(;))l%liecr:':\ble
ENGN 130708 T02025 |[ENGN452-TN | 0.8 ° .
130712 T02025 453-TN |12 °

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order

% : Standard stock (Specified)




(Round Negative type)

NTK

Item Number

IC

T

RN_1204_

12.7

4.76

RN_1207_

12.7

7.94

RN_1507_

15.875

7.94

RN_1907_

19.05

7.94

RN_2507_

25.4

7.94

IC

& e

Steel
Stainless Steel
Cast Iron
Non-Ferrous Material
Heat Resistant Alloy
Hardened Material

IwnZz2AZT

@ ®| o®: st Choice
® : 2nd choice

Shape

ISO ltem Number

Inch ltem Number

BIDEMICS

=
x
3

(3]
x
(=3

Wiserbas | FOY @pplicable

HC1
HCé

' holder,
< i<C| Seepages:
==

<

RNGN 120400 S02025

120400 T00520
120400 T00820
120400 T00525
120400 T01020
120400 T01025
120400 T02020
120400 T02025
120400 Z02025

RNGN430-SNF

430-TNB

430-TN

430-TNF
430-ZNF

@ | ZC7

120700 E002

120700 E004

120700 EO007

120700 S02025
120700 T00520
120700 T00525
120700 T00820
120700 T01020
120700 T02025
120700 Z01520
120700 Z02025
120700 K20015

RNGN450-ENC
450-SNF
450-TNB

450-TN

450-ZNF

F30

N9
L23

L30

150700 T00520
150700 T00525
150700 T00820

RNGN550-TNB

190700 T00520
190700 T00525
190700 T00820
190700 T01020
190700 K20015

RNGN650-TNB

RNGN 250700 T00520

250700 T00820

@ : Standard stock @ : New standard stock

B : Scheduled to be produced by order

% : Standard stock (Specified)

Insert
Item List




= BIDEMICS * Ceramics mmm

Item Number IC T
E SN_0903_ | 9.525 | 3.18
SN_0904_ | 9.525 | 4.76
v SN_1204_ | 12.7 | 4.76
= (90 degree Square Negative type)
© T - Steel P
qh, R[] R Stainless Steel | M
Cast Iron K ® O 0.0 @ 0|0 000 O|l® @] @®:1stChoice
U QI%)\ BH\%” L_)I/ B, 90° m“ Non-Ferrous Material | N ° :12n:1 choice
. 0 N A Heat Resistant Alloy | S @ @ oo o0 |00
(7, SNGA SNGN Hardened Material | H o0 () o 0
U T Ceramics _
3 Shape ISO Item Number Inch ltem Number | R = A‘:um:a-:asid = i“cc:f nitride-iase: Wﬁmﬁd Forﬁg&l’lacr?l?le
L = 2 BHERENEEEEEEE elas
% SNGA 120408 S02025 [SNGA432-SNF |08 )
120408 T01025 432-TN |os8 )
120408 T02020 — 0.8 P
F17
\ - 120412 502025 433-SNF |12 N F19
- K36
120412 T01025 433-TN |12 Y
(]
2
58 120412 T02020 — 12 °
wd—'
= 120416 T02020 _ 16 o
SNGN 090308 TO1025 [SNGN322-TN |08 )
090316 T01025 324-TN |16 ° ° _
SNGN 090408 TO1025 [SNGN332-TN |[o038 °
SNGN 120404 TO1025 |[SNGN431-TN |04 )
120408 S02025 432-SNF | 0.8 )
120408 T00520 — 0.8 PY
120408 T00820 = 0.8 ®
. 120408 T01020 — 0.8 ® F17
E 120408 T01025 432TN |08 o o oo o | (FI9
F21
120408 T02020 — 0.8 ) K36
N12
120408 202025 432-ZNF |08 ° N16
120412 S02025 433-SNF | 1.2 P
120412 T00520 — 1.2 PY
120412 T00820 — = °
120412 T01020 — 1.2 ole

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

E10



NTK

Item Number IC T
SN_1204_| 127 | 476
SN_1207_| 127 | 7.94
SN_1507_|15.875| 7.94
(90 degree Square Negative type) IN-190y [iocs [ 728
* L L g:::?lf o AE o0 30 100
ast Iron eloioieie @ istChoice
e e 1o (e e EY AR R
SNGN SNGX Hardened Material | H ° oie
Shape ISO Item Number Inch Item Number | R BEM - Aiumi”a'basid ierzmclzf "iz:de':as‘i: — Forﬁﬁ@iﬁ?éle
X 5 BE S R e
SNGN 120412 T01025 |[SNGN433-TN | 1.2 ° (3 ) o
120412 T02020 — 1.2 ° P
120412 T02025 433-TNF | 1.2 °
120412 202025 433-ZNF [ 1.2
120416 S02025 434-SNF |16 [
120416 T00520 — 1.6 °
120416 T01020 — 1.6 ole
120416 T01025 434-TN |16 ° o0 )
120416 T02020 — 16 ) F17
120416 T02025 434-TNF |16 o I'z;?
120416 202025 434-ZNF |16 K36
120420 T01025 435N | 2 . m:
\— 120420 T01020 _ 2 R N16
120420 T02020 — 2 )
120420 T02025 435-TNF | 2 ° °
120424 T01025 436-TN |24
120424 T02020 — 2.4 )
SNGN 120708 T02025 |SNGN452-TN |08 °
120712 S02025 453-SNF | 1.2
120712 T02025 453-TN | 1.2
120716 T02025 454-TN |16 ()
SNGN 150716 T02025 [SNGN554-TN |16 °
SNGN 190616 T00525 |SNGN644-TNB | 1.6 ° —
SNGN 190724 T00525 |SNGN656-TNB | 2.4 °
@, | SNGX 120712 T02025 — 12 o -
’ 120716 T02025 — 1.6 ° K36

@ : Standard stock

@ : New standard stock

B : Scheduled to be produced by order

% : Standard stock (Specified)

Insert
Item List

E11



= BIDEMICS * Ceramics mmm

Item Number IC T
E TN_1103_| 6.35 | 3.18
TN_1603_|9.525 | 3.18
%) TN_1604 | 9.525 | 4.76
i=| <60 degree Triangle Negatlve type)
© 60° Steel
7] Stainless Steel M
U %} & 1%‘ - Nonferohae | N 0 0 o B o
° - Heat Resistant Alloy | S | @ | @ eo0o |oe0
(7)) TNGA TNGN Hardened Material | H °:0 [ ) o0
LE) Shape ISO ltem Number Inch Item Number | R ~e Alumina-based Cerasmclgz LR 2R | LA Forﬁg&l’iacr’able
Q TNGA 160404 S02025 | TNGA331-SNF | 0.4 °
&0 160404 T01025 331-TN |04 °

160404 202025 331-ZNF | 0.4 )

160408 S02025 332-SNF | 038 'Y

160408 T01025 332-TN |08 o o@

160408 T02020 — 0.8 ° F23
éo ® 160408 T02025 332-TNF |08 °® F25
BE — 160408 Z02025 332-ZNF |08 ° G39
= 160412 502025 333.SNF | 12 .

160412 T01025 333-TN |12 e o0

160412 T02020 — 1.2 °

160412 T02025 333-TNF | 1.2

160416 T02025 334-TNF |16 °®

TNGN 110308 T00525 [ TNGN222-TN |08
TNGN 160304 T01025 | TNGN321-TN | 0.4 ° B
TNGN 160404 T01025 [ TNGN331-TN |04

160404 Z02025 331-ZNF | 04 )

160408 S02025 332-SNF |08 °

160408 T00820 — 0.8 °

160408 T01020 — 0.8 ole

160408 T01025 332-TN |08 o o o0

160408 T02020 — 0.8 °

160408 T02025 332-TNF |08 ° F23

160408 202025 332-ZNF | 0.8 ° F25

160412 S02025 333-SNF | 038 °

160412 T00820 — 1.2 °

160412 T01020 — 1.2 °

160412 T01025 333-TN |12 e o o0 [

160412 T02020 — 1.2 °

160412 T02025 333-TNF | 1.2 °®

160412 202025 333-ZNF |12 )

@ : Standard stock @ : New standard stock M : Scheduled to be produced by order ¥ : Standard stock (Specified)
E12



NTK

Item Number IC T
TN_1604_| 9.525 | 4.76
TN_1607_|9.525 | 7.94
TN 2204 | 12.7 | 476
TN_ 2207 | 12.7 | 7.94
(60 degree Triangle Negatlve type)
60° Steel
Stainless Steel M
é Cast Iron K ([ BN J @ 0|@ 0. 0.0 . OO ®| ®:stChoice
e} } & 1%‘ Non-Ferrous Material | N @ : 2nd choice
Heat Resistant Alloy | S | @ : @ ([ BN BN ) [ BN J
R TNGG TNGN Hardened Material | H [ J [ )
Ceramics
BIDEMICS - - — - i
Shape ISO ltem Number Inch Item Number | R A‘:umma-based Siicon nitride-based Whﬁkepb::d o t?glF()iltlecr?ble
TNGN 160416 T01020 — 1.6 )
160416 TO1025 [TNGN334-TN | 1.6 ' 3 )
160416 T02020 — 1.6 )
160416 T02025 334-TNF |16 °
160420 T01025 335-TN |16 ) F23
' ! 160420 T02020 — 2 ° F25
TNGN 160708 T02025 | TNGN352-TN |08
160712 T02025 353-TN |1.2
TNGN 220416 T00520 — 1.6 °
TNGN 220716 T00520 — 1.6 °
TNGG 160408 201030 AG | TNGG332-ZNCGAG | 0.8 ° F23
= F25
with chipbreaker 160412 201030 AG 333-ZNCGAG | 1.2 () G39

@ : Standard stock

® : New standard stock

l : Scheduled to be produced by order

% : Standard stock (Specified)

Insert

-
10
4
=
[}
=
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= BIDEMICS * Ceramics mmm

Item Number IC T
E VN_1604 | 9.525 | 4.76
VN_2204 | 12.7 | 476
) : :
= (35 degree Rhombic Negative type)
© Steel P
dh) l?ﬁl f:tai:llesssmel AI? O O 0.0 @@ 0o|®@. 00 0. 0|® @] @ 15t
v DA A N feros ot | N o o
° 35° Heat Resistant Alloy | S | @ i @ 0.0 ( 3N J
(7)) Hardened Material | H (3K ) [ J o0
U BIDEMICS : CeraTics _ i
E Shape ISO Item Number Inch ltem Number | R - = A‘:um:a-:asid = illcc:z n|tr|de:ased Wﬁkﬁbﬁd Forﬁg@l’lac:ble
Ll %E%%‘:’ﬁﬁﬁ%ﬁ%‘;“;‘*epageﬁ
Q VNGA 160404 502025 | VNGA331-SNF | 0.4 o
m 160404 T01020 — 0.4 °
160404 T01025 331-TN |04 o oo
160404 202025 331-2NF | 0.4 °
160408 $02025 332-SNF |08 °
160408 T00520 — 0.8 °
- 160408 T01020 — 0.8 ° ° F
— 160408 T01025 332-TN |os o oo
160408 Z02025 332-ZNF | 08 °
so 160412 S02025 333-SNF [ 12 °
2 160412 T01020 — 12 ° °
160412 T01025 333TN |12 °
s 160412 202025 333.ZNF | 1.2 °
o VNGA 220424 T01020 — 24 °

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

Item Number IC T
WN_0804_| 12.7 | 476

(80 degree Hexagon Negative type)

80° Steel P
< Stainless Steel | M
. Cast Iron K O 0 @ 0. @ 0/@ 0.0 0:0|O® ®| ®:1stChoice
1.C. {} Non-Ferrous Material | N ® : 2nd choice
R = Heat Resistant Alloy | S | @ i @ ([ BN BN ) [ BN J
E Hardened Material | H (3K J () o0
Ceramics
BIDEMICS . e ——— g | For applicabl
Shape ISO Item Number Inch ltem Number | R A(:umlna-based Siicon nitride-based Mﬂk bﬁd orﬁg&;’a :
WNGA 080408 T00520 — 0.8 °
080408 T01020 — 0.8 PS
2V 2 080408 T02020 — 08 ° -
080412 T00520 — 1.2 ° K37
080412 T01020 — 1.2 PS
m 080412 T02020 — 12 S
080416 T02020 — 1.6 )

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

E14




NTK

Item Number | IC T [Reliefangle
RP_0602_| 635 | 238 | 11°
RP_0903_|9.525| 3.18 | 11°
RP_1204_|1270| 476 | 11°
(Round Positive type)
Steel P
T Stainless Steel | M
Cast Iron K [ BN BN ) @ i0|@:i0:i0: 0 0|0 ®|o:istChoice
9] - - Non-Ferrous Material | N ® : 2nd choice
11° Heat Resistant Alloy | S | @ i @ ([ BN BN ) [ BN J
Hardened Material | H [ () o0
Ceramics
BIDEMICS — = e erhased | FOT @pplicable
Shape ISO ltem Number Inch Item Number | R A‘:umma based Siicon nitride-based Wfkerbﬁd hgl%er,
RPGN 060200 T00520 — - °
RPGN 090300 T00520 — = [
RPGN 120400 E004 — - [
120400 EX0004 — - [
- -
120400 T00520 — - [
120400 T0O0525 |RPGN430-TNB | - o
120400 T00820 — - °
120400 T01020 — = [ [
@ : Standard stock @ : New standard stock B : Scheduled to be produced by order % : Standard stock (Specified)

Item Number | IC T |Reliefangle
SP_0903_ | 9.525| 3.18 11°
SP_1203_| 127 | 3.18 | 11°
SP_1204_| 127 | 476 | 171°
(90 degree Square Positive type)
Steel P
R T Stainless Steel | M
Cast Iron K ( BN BN ) @:i0|@i0:i0: 0 . @|® ®|®:stChoice
4 Qr\ﬁ 904«&}: Non-Ferrous Material | N ® : 2nd choice
\1/ N e Heat Resistant Alloy | S | @ i @ ([ BN BN ) [ J
Hardened Material | H ° () oo
Ceramics
BIDEMICS — T Y seroaed | FOT applicable
Shape ISO Item Number Inch ltem Number | R A‘:um:a based = Siicon nitride-based MEKe bﬁd hgl%er,
% 2 BHEIBER BB R BEEEES
SPGN 090308 T01025 |[SPGN322-TN |08 °
. SPGN 120308 T01025 [SPGN422-TN |08 °
SPGN 120408 T01025 |SPGN432-TN |08 °
120412 T01025 433-TN |12 )

@ : Standard stock @

:New standard stock

l : Scheduled to be produced by order

% : Standard stock (Specified)

Insert

-
10
4
=
[}
=

E15



= BIDEMICS * Ceramics mmm

Item Number | IC T [Reliefangle
E TB_0601_| 3.97 | 1.59 5°
TP_0902_| 556 | 238 | 171°
v TP_1103_| 635 | 3.18 | 171°
" — . e TP_1603_|9.525| 3.18 | 11°
=1 (60 degree Triangle Positive type)
© | Steel P
qh, %60 I I Stainless Steel | M
U i i Cast Iron K 0O 0. 00 . @ 0|0 0.0 :0:0 @ | ®: 15t Choice
9] - - Non-Ferrous Material | N ® : 2nd choice
o R 5 " Heat Resistant Alloy | S | @ i @ 0.0 e 0
(7)) T TP Hardened Material | H i@ ° oie
J Ceramics _
E Shape ISO ltem Number Inch Item Number | R ~e Alumina-based Siicon ntride-based | Wiletast For;g&l;able
% TBGN 060104 T00525 |TBGE521-TN |04 °
060108 T00525 522-TN |08 o
TPGN 090204 T00525 |TPGE731-TN |04 °
090208 T00525 732-TN |08 °
TPGN 110304 T00525 |[TPGN221-TN |04 °
110304 T01025 221-TNC |04 °
110308 T00525 222-TN |08 ) —
e 110308 T01025 222-TNC | o038 °
=a
8= TPGN 160304 T01025 |TPGN321-TN | o0.4 ° °
160304 201025 321-ZNC |04 °
160308 T01025 322-TN |08 o o0
160308 201025 322-ZNC (o038 °
160312 T01025 323-TN |12 °

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

=
£
E’

o
£
=
=

g
=

S
[
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NTK

(For MaChining Mill Rolls and Heat-Resistant A”.OYS) 3For details of insert mesurement, please go to page L18, L22, 126, 127, L31.

Steel P
Stainless Steel | M
Cast Iron K [ 3N J ° o|@®@ e . 0:0:@|® @®| @:1stChoice
Non-Ferrous Material | N ® : 2nd choice
Heat ResistantAlloy | S |®: @ 000 [ BN )
Hardened Material | H [ J () o0
Ceramics
Shape ISO Item Number e BDENCS NAluminj—basei = Silicon nitride-based Wﬁker-bla::d For ﬁg&icr’able
5 2 EHE IR B S BE Bl
CDH 22 PN - E31
CDH 33 PN - L26
RCGX 060400 T00520 - o0
060400 T00820 o0
060400 T02020 - * *
RCGX 060600 P07015 - *
RCGX 060700 T00520 - °
RCGX 090700 E004 - |eoi®
090700 T00520 - oo |0
090700 T00820 -|eo:® [
- 090700 T01020 - [
090700 K20015 = * *
‘ ’ RCGX 0908 PN -
- 0908 TNB - [ °
RCGX 120700 E004 - |®®
120700 T00520 - o 0 ° F32
120700 T00820 -|®® ° L16~21
120700 T01020 - [
120700 201520 - o |22
120700 K20015 - * *
RCGX 1208 PN -
1208 TNB - °
RPGX 060400 T00520 - °
RPGX 090700 E004 - |oie®
090700 T00520 - o0 |0
090700 T00820 -|eo:® () [
RPGX 0908 TNB - [
‘ ’ RPGX 120700 E004 - |oie®
' 120700 T00520 - oo |0
120700 T00820 -|l®® [ [
120700 T01020 - [
RPGX 1208 TNB = [
RCGY 090603 TNB - o
\ 4 L22
RCGY 120603 TNB - [
RBGX 16S PN -
¢ - 16S SN2 - [
‘I‘ﬂ’ RBGX 205 PN - —
RBGX 26S PN -
26 SSN3 - ()

@ : Standard stock

@ : New standard stock

l : Scheduled to be produced by order

% : Standard stock (Specified)

Insert
Item List
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= BIDEMICS - Ceramics
(FOT MaChining Mill Rolls and Heat-Resistant AllOYS) sFor details of insert mesurement, please go to page L13, L31.

E Steel P
Stainless Steel | M
2 et O [
5 |2 (#4101 Lulel | o] [*]%1®) {28
8 Shape ISO Item Number R — NAl”mi"j'baSEd Ciami;;m" piideoased_|Wseose e
g LNM 6688 PNX8 3.2 °
E 6688 SN2 3.2 ° —
% 6688 SNX6 3.2 °
VGW 4125-1 E004 04|@i®
4125-2 E004 08|@ e
4125-2 EX0001 0.8 o0
VGW 4156-1 E004 04|ei®
4156-2 E004 os|@ie®
4156-2 EX0001 0.8 L 3 )
\’ VGW 4187-1 E004 0slei®
4187-2 E004 os|eie@
4187-2 EX0001 0.8 o0
VGW 6250-1 E004 o4|@i @
6250-2 E004 0s|eie
6250-3 E004 2|0 @ sl
6250-2 EX0001 0.8 o0
VGW 8375-2 EX0001 0.8 o0
VGW 4125-R E004 159|@ @
4125-R EX0001 159 o0
Full ragius | VGW 4156-R E004 19%8|@;®
style 4156-R EX0001 198 30
\ VGW 4187-R E004 238|@i@
4187-R EX0001 238 o0
VGW 6250-R EX0001 3.18 (3}
2 VGW 8375-R EX0001 476 °
=

o
=
=
=

g
=

S
[

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

m
-
(o]
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number | IC T

E CN_1204_| 12.7 | 476
8 (80 degree Rhombic Negative type)
Steel P
o. 1007 R T Stainless Steel | M
* Ul H\ . Cast Iron K [ 3 ) o0 ® @ : st Choice
Z = 90 Non-Ferrous Material | N ®|®:®| o : 2ndchoice
m so~ | R Heat ResistantAlloy | S | @
U Hardened Material | H 0|0 000
* oy | Shoesd| BN (Brazed) 25| PCD [ror aplcatl
— Shape ISO Item Number Inch ltem Number |Edge Prep.| R = holder,
O PN ﬁﬁgggﬂﬁﬁgseepagesz
w - 0000 W B B o B B ) e B WS
(’g CNGA 120404 BQ CNGA431BQ T00520 | 04| @
n IR
e [ / 120408 BQ 4328Q T00520 (08| @
(75
L_) 4 corners available 120412 BQ 433BQ T00520 | 1.2 [ ]
E CNGA 120402 PQ SCD | CNGA4308PQS0415 | S01015 | 0.2 'Y H )
Q
E 120402 PQ SXF 4308PQS0525 | 501325 | 0.2 o0 0
0 120402 PQ SEH 4308PQS0635 | S01535 | 0.2 o0 0
>
=K
120402 PQ TCE 4308PQT0420 | TO1020 | 0.2 °
Z
120404 PQ F 431PQFNX None | 0.4 ) °
120404 PQ SCD 431PQS0415 | s01015 | 0.4 T o0 0
120404 PQ SCE 431PQS0420 | sS01020 | 0.4 )
120404 PQ SXF 431PQS0525 | s01325 | 0.4 o0 o0 0
F9
120404 PQ SEH 431PQS0635 | S01535 | 0.4 (X0 o0 0 F11
120404 PQ TCE 431PQT0420 | T01020 [ 0.4 ° G40
K34
120408 PQ F 432PQFNX None 0.8 () [ )
4 corners available 120408 PQ SCD 432PQS0415 | so1015 | 0.8 ) o0 0
120408 PQ SCE 432PQS0420 | s01020 | 0.8 °
120408 PQ SXF 432PQS0525 | sS01325 | 0.8 CYH) o0 0
120408 PQ SEH 432PQS0635 | S01535 | 0.8 CYH) C OO
120408 PQ TBD 432PQT0215 | TOOS15 | 0.8 ®
120408 PQ TCE 432PQT0420 | T01020 | 0.8 °
120412 PQ F 433PQFNX None |1.2 Y P
120412 PQ SCD 433PQS0415 | s01015 | 1.2 Y o0 0
120412 PQ SCE 433PQS0420 | s01020 | 1.2 Y
120412 PQ SXF 433PQS0525 | s01325 | 1.2 o0 o0 0

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

E20



NTK

Item Number | IC T
CN 1204 | 12.7 | 476

(80 degree Rhombic Negative type)

. Steel
10% R Stainless Steel | M
ul H\ i Cast Iron K eoe () ) ® : 15t Choice
N 90 Non-Ferrous Material | N @®|® ®| * : 2ndchoice
go~ | R Heat Resistant Alloy | S ()
Hardened Material | H 0|0 000
s | aees?| - CBN (Brazed) &5 peD [ applicable
Shape ISO Item Number Inch ltem Number |Edge Prep.| R 8= holder,
CNGA 120412 PQ SEH CNGA433PQS0635 | S01535 | 1.2 e 0 o0 0 »
120412 PQ TBD 433PQT0215 | TOOS15 | 1.2 ° 8z
=0
120412 PQ TCE 433PQT0420 | TO1020 | 1.2 ° =
120416 PQ SCD 434PQS0415 | s01015 | 1.6 o0 o0
120416 PQ SCE 434PQS0420 | S01020 | 1.6 ™
i 120416 PQ SXF 434PQS0525 | sS01325 | 1.6 °
@ 120416 PQ SEH 434PQS0635 | s01535 | 1.6 00
4 corners available 120416 PQ TCE 434PQT0420 | T01020 | 1.6 °
120420 PQ SCD 435PQS0415 | so1015 | 2 o 00
120420 PQ SCE 435PQS0420 | S01020 | 2 °
120420 PQ SXF 435PQS0525 | S01325 | 2 ™
120420 PQ SEH 435PQS0635 | S01535 | 2
120420 PQ TCE 435PQT0420 | TO1020 | 2 °
.| CNGA 120404 PD F CNGA43IPDFNX | None | 0.4 o o F9
@ 120408 PD F BPORNX | None |08 . 21:)
one side 2 corners available 120412 PD F 433PDFNX None 1.2 ([ J K34

CNGA 120404 PQ W SCD | CNGA431PQWS0415| S01015 | 0.4
120404 PQ W SEH 431PQWS0635 | S01535 | 0.4

@ 120408 PQW SCD | 432pqwsoats| 01015 | 08
120408 PQ W SEH 432PQWS0635 | s01535 | 0.8

4 corners available
with wiper 120412 PQ W SCD 433PQWS0415 [ so1015 | 1.2

120412 PQ W SEH 433PQWS0635 | S01535 | 1.2

CNMG 120404 FN ZP CNMG431-FN--ZP None | 0.4 °®

120408 FN ZP 432-FN--ZP None |0.8 °

4 corners available

@ CNMX 120404 P F None |0.4 °

1 corner available with 120408 P F None 0.8 ()
chipbreaker (rake angle 10°)

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order ¥ : Standard stock (Specified)
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number | IC T
E DN_1504_| 12.7 | 476
DN_1506_| 12.7 | 6.35
=t (55 degree Rhombic Negative type)
8 T Steel P
. R Stainless Steel | M
Z e /@}}Z @190 ﬁo?;terlr;:)sr;\naterial II\<I - —- ¢ (I X J : ;tdi:?.z
(aa] 55%/ Heat Resistant Alloy | S (]
U Hardened Material | H 0|0 000
BIDEMICS | CBN (Braze gy
; Shape ISO Item Number Inch ltem Number |Edge Prep.| R ) (CéatEd)d) CoNBrazed ‘ig PeD |or ﬁg&l(iec:ble
o s BEEEEEREHEE R
N _ DNGA 150404 BQ DNGA431BQ 700520 (04| @
g L G/ 150408 BQ 4328Q T00520 |08| ®
~ 4 comers available 150412 BQ 4338Q T00520 (12| @
8 DNGA 150402 PQ SCD | DNGA4308PQS0415 | S01015 | 0.2 ()
E 150402 PQ SXF 4308PQS0525 | S01325 | 0.2 ®o0
[TT| 150402 PQ SEH 4308PQS0635 | s01535 | 0.2 o0
Q 150402 PQ TCE 4308PQT0420 | T01020 | 0.2 °
m 150404 PQ F 431PQFNX None | 0.4 ° °
P 150404 PQ SCD 431PQS0415 | so1015 | 0.4 o0 o0 0
150404 PQ SCE 431PQS0420 | S01020 | 0.4 ®
e 150404 PQ SXF 431PQS0525 | 501325 | 0.4 o0 YO0
150404 PQ SEH 431PQS0635 | S01535 [ 0.4 e 000
150404 PQ TCE 431PQT0420 | T01020 [ 0.4 )
150408 PQ F 432PQFNX None |0.8 () o
150408 PQ SCD 432PQS0415 | s01015 | 0.8 [ M) o0 0
150408 PQ SCE 432PQS0420 | S01020 | 0.8 ()
150408 PQ SXF 432PQS0525 | S01325 | 0.8 [} ) 3 ) F13
150408 PQ SEH 432PQS0635 | S01535 | 0.8 [ ) 00 F15
150408 PQ TCE 432PQT0420 | T01020 | 0.8 ) G41
150412 PQ F 433PQFNX None | 1.2 ° K35
E 4 comers svailable 150412 PQ SCD 433PQS0415 | S01015 | 1.2 o0 000
150412 PQ SCE 433PQS0420 | S01020 | 1.2 ®
150412 PQ SXF 433PQS0525 | S01325 | 1.2 o0 o0 0
150412 PQ SEH 433PQS0635 | S01535 | 1.2 o0 000
150412 PQ TCE 433PQT0420 | T01020 | 1.2 )
150416 PQ SCD 434PQS0415 | S01015 | 1.6 o0 000
150416 PQ SCE 434PQS0420 | S01020 | 1.6 ®
150416 PQ SXF 434PQS0525 | s01325 | 1.6 () 00
150416 PQ SEH 434PQS0635 | s01535 | 1.6 o0 o0 0
150416 PQ TCE 434PQT0420 | TO1020 | 1.6 °
150420 PQ SCD 435PQS0415 | so1015 | 2 °
150420 PQ SXF 435PQS0525 | sS01325 | 2 ) )
150420 PQ SEH 435PQS0635 | sS01535 | 2 )
DNGA 150602 PQ SCD 4408PQS0415 | S01015 | 0.2 )
150604 PQ SCD 441PQS0415 | s01015 | 0.4 °
150604 PQ SXF 441PQS0525 | S01325 | 0.4 °

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

E22



NTK

Item Number | IC T
DN_1504_| 12.7 | 476
DN_1506_| 12.7 | 6.35
(55 degree Rhombic Negative type)
T Steel P
R Stainless Steel | M
@ Cast Iron K ( 3 J [ M ) [ J @ : 15t Choice
2 /@}}Z \9°° Non-Ferrous Material | N @ @ | e : 2ndchoice
55%/ Heat Resistant Alloy | S [ ]
Hardened Material | H 0|0 000
s | aees?| - CBN (Brazed) Eg PCD | For applicable
Shape ISO Item Number Inch ltem Number |Edge Prep.| R 5 holder,
DNGA 150604 PQ TCE | DNGA441PQT0420 | T01020 | 0.4 () =
150608 PQ SCD 442PQS0415 | so1015 [ 0.8 ° *é%
150608 PQ SXF 442pQ50525 | s01325 | 0.8 o £§
150608 PQ TCE 442PQT0420 | T01020 | 0.8 ()
150612 PQ SCD 443PQS0415 | s01015 | 1.2 Y
150612 PQ SXF 443PQS0525 | S01325 | 1.2 °
4 corners available 150612 PQ TCE 443PQT0420 | TO1020 | 1.2 [ J F13
150616 PQ SCD 444PQS0415 | s01015 | 1.6 () F15
150616 PQ SXF 444PQS0525 | s01325 | 1.6 °® Ga1
150616 PQ TCE 444PQT0420 | T0O1020 | 1.6 () K35
9 - DNGA 150404 PD F DNGA431PDFNX None 0.4 [
s 150408 PD F 432PDFNX None |o0.8 °
one side 2 corners available 150412 PD F 433PDFNX None 1.2 ()
W DNMX 150404 P F None | 0.4 Y
1 corner available with 150408 P F None 0.8 ®
chipbreaker (rake angle 10°)

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order

% : Standard stock (Specified)

Item Number | IC T
RN_1203_| 12.7 | 3.18
RN 1204 | 12.7 | 476
(Round Negative type)
Steel P
X Stainless Steel | M
I Cast Iron K ( 3 J ( M J [ @ : 1st Choice
o 90° Non-Ferrous Material | N @ @] o : 2nd choice
- Heat Resistant Alloy | S [ ]
Hardened Material | H o 0|e 00
s | taezs?| - CBN (Brazed) EfZ; PCD | For applicable
Shape ISO Item Number Inch ltem Number |Edge Prep.| R 5 holder,
PN SRR SA|O[a ] seepages
= o 3 mm:mmm MM|iD|ja o
F30
RNGN 120400 S RNGN430S z01015 | - ° :‘123
(top full-face CBN) L30
RNMN 120300 S TN [RNMN420STN | T01025 | — ° —
\ ' F30
_ RNMN 120400 S TN |RNMN430STN | To1025 | - o 9
(Solid CBN) L23
L30
@ : Standard stock @ : New standard stock B : Scheduled to be produced by order > : Standard stock (Specified)
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number IC T
E SN 0903 |9.525| 3.18
SN 1203 | 12.7 | 3.18
= SN 1204 | 12.7 | 476
=l (90 degree Square Negative type)
E - T Steel P
R ﬂ R Stainless Steel | M
é I /f \\ H\ \ H\ Cast Iron K o0 [ M ) [ ) @ : 1st Choice
9] @1  Tioo {{ 90° L 90 Non-Ferrous Material | N @|®: ®)| e : 2nd choice
m N 90 I Heat Resistant Alloy | S | @
U SNGA SNMN Hardened Material | H 0|0 000
o BIDEMCS | CONGrazed) | ~p (Brazed) :.‘g’ PCD | For anplcabl
— Shape ISO Item Number Inch ltem Number |Edge Prep.| R g | (Coxed = ’ l?gl%:ecra :
© A smsgemsasseepages:
w = 0000 W B B o B B ) e B WS
al, SNGA 120402 PE SXF | SNGA4308PES0525 | S01325 | 0.2 o0 0
Pa) 120404 PE SCD|  431PES0415 | so1015 |04 oo
o
8 120404 PE SCE 431PES0420 | S01020 | 0.4 °
E 120404 PE SXF 431PES0525 | S01325 | 0.4 ®
I-IQJ 120404 PE SEH 431PES0635 | S01535 | 0.4 o0
E 120404 PE TCE 431PET0420 | T01020 | 0.4 ®
= 120408 PE SCD 432PES0415 | S01015 | 0.8 Y )
2
120408 PE SCE 432PES0420 | S01020 | 0.8 )
w-l-l
Z 120408 PE SXF 432PES0525 | sS01325 | 0.8 ° F17
120408 PE SEH 432PES0635 | S01535 | 0.8 (3 F19
6 comere auailable 120408 PE TCE |  432PET0420 | T01020 [o0.8 K36
120412 PE SCD 433PES0415 | S01015 | 1.2 o oo
120412 PE SCE 433PES0420 | S01020 | 1.2 °
120412 PE SXF 433PES0525 | S01325 | 1.2 Y
120412 PE SEH 433PES0635 S01535 | 1.2 'Y )
120412 PE TCE 433PET0420 | T01020 | 1.2 ®
120416 PE SCD 434PES0415 | S01015 | 1.6 Y
120416 PE SXF 434PES0525 | S01325 | 1.6 ®
120416 PE TCE 434PET0420 | T01020 | 1.6 Y
SNMN 090308 S TNB | SNMN322STNB T00525 | 0.8 °
090312S TN 3235TN T01025 | 1.2 ®
SNMN 120308 S TN | SNMN422STN To1025 | 058 ° B
120312 S TN 423STN T01025 | 1.2 °
/ SNMN 120408 S TN |SNMN432STN 701025 | 0.8 ° ?7
19
(Solid CBN) F21
120412 S TNF 433STNF T02025 | 1.2 () K36
N12
N
120416 S TNF 434STNF T02025 | 1.6 ® N::

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

Item Number | IC T
TN_1604_|9.525| 4.76
TN_2204_| 12.7 | 476
(60 degree Triangle Negative type
Steel P
Stainless Steel | M
Cast Iron K o0 ( M J [ J @ : st Choice
Non-Ferrous Material | N ®|®: ®| * : 2ndchoice
Heat Resistant Alloy | S [
Hardened Material | H ool 000 _
Shape ISO Item Number Inch ltem Number |Edge Prep.| R ?ggf C%Eéa:d CoNBrazed Efj i For;g&l(iecr’able
e 888838558 =
TNGA 160401 PH F TNGA3304PHFNX None | 0.1 [ »
160401 PH SCD 3304PHS0415| S01015 | 0.1 () e gé
160401 PH SXF 3304PH0525 | 501325 [ 0.1 oo ° £
160401 PH SEH 3304PHS0635| S01535 | 0.1 o0
160402 PH F 3308PHFNX None |0.2 () [ )
160402 PH SCD 3308PHS0415| S01015 | 0.2 () 00
160402 PH SXF 3308PHS0525 | S01325 | 0.2 L ) )
160402 PH SEH 3308PHS0635 | S01535 | 0.2 ) 000
160404 PH F 331PHFNX None |[0.4 Y
160404 PH SCD 331PHS0415 | S01015 | 0.4 () 000
160404 PH SCE 331PHS0420 | s01020 | 0.4 °
160404 PH SXF 331PHS0525 | S01325 | 0.4 [ ) 00
160404 PH SEH 331PHS0635 | S01535 | 0.4 () o000
160404 PH TCE 331PHT0420 | TO1020 | 0.4 °
_ 160408 PH F 332PHFNX None |0.8 Y
® 160408 PH SCD |  332PHS0415 | s01015 |08 oo cee 2
W 160408 PH SCE 332PHS0420 | S01020 |08 ° 2@3
6 comers available 160408 PH SXF 332PHS0525 | S01325 0.8 o0 oo
160408 PH SEH 332PHS0635 | S01535 | 0.8 o0 o000
160408 PH TCE 332PHT0420 | T01020 | 0.8 o
160412 PH F 333PHFNX None | 1.2 ° °®
160412 PH SCD 333PHS0415 | so1015 | 1.2 [ 3 ) o0 0
160412 PH SCE 333PHS0420 | S01020 | 1.2 )
160412 PH SXF 333PHS0525 | S01325 | 1.2 L ) L )
160412 PH SEH 333PHS0635 | SO1535 | 1.2 o0 o000
160412 PH TCE 333PHT0420 | TO1020 | 1.2 °
160416 PH SCD 334PHS0415 | S01015 | 1.6 () )
160416 PH SXF 334PHS0525 | S01325 | 1.6 L ) [
160416 PH SEH 334PHS0635 | S01535 | 1.6 L ) [
160416 PH TCE 334PHT0420 | TO1020 | 1.6 o
220412 PH SCD 433PHS0415 | S01015 | 1.2 °
220412 PH SEH 433PHS0635 | S01535 | 1.2 ®

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order % : Standard stock (Specified)
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number | IC T

TN_1103_| 6.35 | 3.18

E TN_1604_|9.525| 4.76
=l (60 degree Triangle Negative type)
E 60° T 60’ Steel P
H Stainless Steel | M
® Cast Iron K o0 ( M J [ ) @ : 1st Choice
Z 8 %‘ = e J£|190ﬂ Non-Ferrous Material | N ©®|®: ®| e : 2ndchoice
o0 2 L Heat Resistant Alloy | S (]
(@) R TNMN Hardened Material | H oele 000
* s | aees?| - CBN (Brazed) E:‘ija PCD | For applicable
— Shape ISO Item Number Inch ltem Number |Edge Prep.| R = holder,
© PN ﬁﬁgggﬂﬁﬁgseepagesz
m = 0000 W B B o B B ) e B WS
N
E TNGA 160402 PT F TNGA3308PTFNX None | 0.2 [
m
~r
0 £ 160404 PT F 331PTFNX | None |04 °
wl one sice 3 comers avalble 160408 PT F 332PTFNX None | 0.8 Y
=
o 160412 PT F 33PTENX | None |12 o
2o F23
g,,g TNMG 160402 FN ZP | TNMG33Y-FN--ZP | None |0.2 ° F25
z G39
160404 FN ZP 331-FN--ZP None | 0.4 Y
6 corners available
160408 FN ZP 332-FN--ZP None |o0.8 ®
TNMX 160404 P F TNMX331PF None | 0.4 )
S
1 corner available with 160408 P F 332PF None 0.8 [ )
chipbreaker (rake angle 10°)
TNMN 110312 S TNC | TNMN223STNC 1.2 ®
_ _ 160408 S TN 332STN T01025 | 0.8 o
AR O, F23
Ty F25
(Solid CBN) 160412 S TNC 333STN 1.2 o
160412 S TNF 333STNF T02025 | 1.2 °

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

Item Number | IC T
VN_1604 |9.525| 4.76

(35 degree Rhombic Negative type)

Steel
T Stainless Steel | M _
SEMWR‘@'fG ﬁoaniter:;:)sr;\naterial II\(I e e ¢ 0o|®:0® :;rsmtdcc:zlwzz
Heat Resistant Alloy | S | @
Hardened Material | H ool 000 _
Shape ISO Item Number Inch Item Number |Edge Prep.| R o | | BN Braze) E: i Forﬁgﬁicr,able
VNGA 160404 BQ VNGA331BQ T00520 | 04| @ "
= Q/ 160408 BQ 3328Q 700520 |0.8| @ gé
160412 BQ 333BQ T00520 |1.2| @
VNGA 160401 PQ SCD | VNGA3304PQS0415 [ 501015 | 0.1 °
160401 PQ SEH 3304PQS0635 | S01535 | 0.1 °
160402 PQ F 3308PQFNX None |0.2 °
160402 PQ SCD 3308PQS0415 | s01015 0.2 ) o0 0
160402 PQ SXF 3308PQS0525 | SO1325 | 0.2 ) 00
160402 PQ SEH 3308PQS0635 | S01535 | 0.2 o o0 0
160402 PQ TCE 3308PQT0420 | TO1020 | 0.2 °
160404 PQ F 331PQFNX None |0.4 () o
160404 PQ SCD 331PQS0415 | S01015 | 0.4 o0 o0 0
160404 PQ SXF 331PQS0525 | S01325 | 0.4 L ) o0 0
160404 PQ SEH 331PQS0635 | SO1535 | 0.4 o0 00
# comers avalanie 160404 PQ TCE 331PQT0420 | T01020 | 0.4 o F27
160408 PQ F 332PQFNX None |0.8 ° o
160408 PQ SCD 332PQS0415 | so01015 | 0.8 o0 o0 0
160408 PQ SXF 332PQS0525 | S01325 (0.8 () o0 0
160408 PQ SEH 332PQS0635 | SO1535 (0.8 L ) o0 0
160408 PQ TCE 332PQT0420 | TO1020 | 0.8 °
160412 PQ SCD 333PQS0415 | S01015 | 1.2 o0 o0 0
160412 PQ SXF 333PQS0525 | S01325 | 1.2 o0 00
160412 PQ SEH 333PQS0635 | S01535 | 1.2 () o 0o
160412 PQ TCE 333PQT0420 | T01020 | 1.2 )
VNGA 160402 PD F VNGA3308PDFNX None |0.2 [
160404 PD F 331PDFNX None | 0.4 ()
e side 2 comers bl 160408 PD F 332PDFNX None |08 °
160412 PD F 333PDFNX None | 1.2 (]

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order ¥ : Standard stock (Specified)
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number | IC T |Reliefangle
E CC 0602 | 635 | 238 | 7°
CC_09T3_|9.525| 397 | 7°
=l (80 degree Rhombic Positive type)
8 T Steel P
" 100“/‘/ R Stainless Steel | M .
Cast Iron K o0 o0 [ ] @ : 15t Choice
Z © KO 7L\ Non-Ferrous Material | N ®|® ®] ¢ : 2ndchoice
o g0 R 7 Heat Resistant Alloy | S | @
U Hardened Material | H 0|0 000
: e | e’ | con@raze) ([P |rorsppine
P Shape ISO Item Number Inch ltem Number |Edge Prep.| R 8= holder,
O PN ﬁﬁgggﬂﬁﬁgseepages:
w = 0000 W B B o B B ) e B WS
N CCGW 060202 PD F | CCGW21.508PDFNX None |0.2 () ()
© 060202 PD SCD|  21.508DS0415 | 01015 |02 NI
o 060202 PD SXF 21.508PDS0525 [ s01325 | 0.2 o o
(7, 060202 PD SEH 21.508PDS0635 | SO1535 | 0.2 o @
9 060204 PD F NSIPORNX [ None | 0.4 °
E 060204 PD SCD 2151PDS0415 | S01015 | 0.4 S
L 060204 PD SXF 21.51PDS0525 | S01325 | 0.4 o @
Q 060204 PD SEH 21.51PDS0635 | SO1535 | 0.4 o @
(aa] 060208 PD F 21.52PDFNX None |0.8 ®
060208 PD SCD 21,52PDS0415 | so1015 | 0.8 o0 0
060208 PD SXF 21.52PDS0525 | S01325 | 0.8 o0 0
060208 PD SEH 21.52PDS0635 | S01535 | 0.8 000
060208 PD TEE 21.52PDT0620 | TO1520 | 0.8 ()
) | ¢« @ ) [CCGW 09T302PDF | CCGW32S08PDFNX | None |02 o o
i / 09T302 PD SCD|  32508DS0415 | 501015 |0.2 D00
C5 2 corners available 09T302 PD SXF 32.508PDS0525 | S01325 | 0.2 000 G23
097302 PD SEH 32.508PDS0635 | SO1535 | 0.2 L) K28
09T304 PD F 32.51PDFNX None | 0.4 ® Y
097304 PD SCD 32.51PDS0415 | S01015 | 0.4 o0 0
09T304 PD SXF 32.51PDS0525 | S01325 | 0.4 000
09T304 PD SEH 32.51PDS0635 | S01535 | 0.4 o0 0
09T308 PD F 32.52PDFNX None | 0.8 ®
09T308 PD SCD 32.52PDS0415 | S01015 | 0.8 [ 3 )
097308 PD SXF 32.52PDS0525 | S01325 | 0.8 o0 0
097308 PD SEH 32.52PDS0635 | SO1535 | 0.8 o0 0
09T312PD F 32.53PDFNX None 1.2 )
09T312 PD SCD 32.53PDS0415 | S01015 | 1.2 °®
097312 PD SXF 32.53PDS0525 | S01325 | 1.2 ®
P CCMW 091301 — None | 0.1 ®
' 09T302 — None | 0.2 °
v 097304 — None |0.4 °
1 corner available 09T308 — None 0.8 o
CCMT 060201 PB F None | 0.1 °
~ 060202 PB F None | 0.2 Y
v 060204 PB F None | 0.4 °
097301 PB F None | 0.1 Y
with 3D Chipbreaker 097302 PB F None |02 °
(rske angle 107 09T304 PB F None | 0.4 ol 623
K28
0 09T302 P F None |0.2 ®
1 corner available with 09T304 P F None 0.4 o
chipbreaker (rake angle 10°)

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

Item Number | IC T |Reliefangle
DC 0702 _| 635 | 238 | 7°
DC_11T3_|9.525| 397 | 7°
(55 degree Rhombic Positive type)
T Steel P
Stainless Steel | M
Cast Iron K o0 ( M J [ ) @ : 15t Choice
; Non-Ferrous Material | N @|®: ®| * : 2nd choice
7{, Heat Resistant Alloy | S [
Hardened Material | H 0|0 000
BIDEMICS | CBN (Brazed) gy :
Shape ISO Item Number Inch ltem Number |Edge Prep.| R bl CoNBrazed 8 PeD |or ﬁg&l(lecr’able
DCGW 070202 PD F DCGW21.508PDFNX None | 0.2 ()
070202 PD SCD 21.508PDS0415 | S01015 [ 02 ° 2
070202 PD SEH 21.508PDS0635 [ 01535 | 0.2 ° £5
070204 PD F 21.51PDFNX None | 0.4 ° ° —
070204 PD SCD 21.51PDS0415 | SO1015 | 0.4 ®
070204 PD SEH 2151PDS0635 | S01535 | 0.4 ()
070208 PD F 21.52PDFNX None |o0.8 ()
070208 PD SCD 2152PDS0415 | S01015 | 0.8 [ )
070208 PD SXF 2152PDS0525 | S01325 | 0.8 ()
070208 PD SEH 21.52PDS0635 | S01535 | 0.8 ()
DCGW 117301 PD SCD | DCGW32.504PDS0415 | S01015 | 0.1 °
11T302 PD F 32.508PDFNX None |0.2 () ()
1 .’ 117302 PD SCD | 325080050415 | 501015 | 0.2 o 000
2 corners available 117302 PD SXF 32.508PDS0525 | S01325 | 0.2 L)
117302 PD SEH 32.508PDS0635 | SO1535 | 0.2 o0 o0
11T304 PD F 32.51PDFNX None | 0.4 () ®
117304 PD SCD 3251PDS0415 | S01015 | 0.4 () o0 0
117304 PD SXF 3251PDS0525 | S01325 | 0.4 o0 0
117304 PD SEH 3251PDS0635 | SO1535 | 0.4 o0 0
117304 PD TCD 3251PDT0415 | T01015 | 0.4 °
117308 PD F 25POFNX | None |08 o G25
117308 PD SCD |  3252DS0415 | 01015 | 0.8 oo oo
117308 PD SXF 32.52PDS0525 | S01325 | 0.8 Y
117308 PD SEH 32.52PDS0635 | S01535 | 0.8 [ 3 )
117312 PD SCD 32.53PDS0415 | S01015 | 1.2 ®
DCMT 117301 FN AM3 — None | 0.1 )
117302 FN AM3 — None | 0.2 ®
2 corners available 117304 FN AM3 — None 0.4 [ ]
DCMW 11T301 — None | 0.1 °
i Q 117302 = None | 0.2 Y
v 117304 — None |[0.4 °
1 corner available 11T308 _ None 08 °
DCMT 070201 PB F None | 0.1 ®
2 ) 070202 PB F None | 0.2 °
v 117301 PB F None | 0.1 °
with 3D chipbreaker 117302 PB F None (0.2 °
(rake angle 107 117304 PB F None |o0.4 °
e DCMT 070201 P F None | 0.1 ®
1\~/ 070202 P F None | 02 .
1 corner available with 111302 P F ol o et
chipbreaker (rake angle 10°) 11T304 P F None 0.4 [ ]

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order ¥ : Standard stock (Specified)
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number | IC T |Reliefangle
E SP 0903 [9.525| 3.18 | 11°
SC_09T3_|9.525| 397 | 7°
=l (90 degree Square Positive type)
g T c - Steel P
i R Stainless Steel | M
C 5 1 Cast Iron K C30) o0 ° ® : st Choice
Z =1 F\90“ . *@WO“ - Non-Ferrous Material | N @|® @] e : 2nd choice
om T WoR T : Heat Resistant Alloy | S | @
U SPGN SCGW Hardened Material | H 0|0 000
o BIDEMCS | CONGrazed) | ~p (Brazed) z%" PCD | For anplcabl
— Shape ISO Item Number Inch ltem Number |Edge Prep.| R g | (Coxed = orﬁg&écr’a :
© PN ﬁﬁgggﬂﬁﬁgseepagesz
m = 0000 W B B o B B ) e B WS
('g SPGN 090304 PQ SCD |SPGN321PQS0415 | S01015 | 0.4 o0
o
om
:;; 090304 PQ SCE 321PQS0420 | 501020 | 0.4 °
O
E 090304 PQ SEH 321PQS0635 | S01535 | 0.4 °
L
(@) 090304 PQ TCE 321PQT0420 | T01020 | 0.4 °
om
SPGN 090308 PQ SCD |SPGN322PQS0415 | s01015 | 0.8 )
090308 PQ SCE 322PQS0420 | S01020 | 0.8 )
Lo 090308 PQ SEH 322PQS0635 | s01535 | 0.8 °
."ﬁ & 4 corners available
o+ —
- 090308 PQ TCE 322PQT0420 | T01020 | 0.8 °
SPGN 090312 PQ SCD |SPGN323PQS0415 | s01015 | 1.2 ®
090312 PQ SCE 323PQS0420 | S01020 | 1.2 ®
090312 PQ SEH 323PQS0635 | S01535 | 1.2 °
090312 PQ TCE 323PQT0420 | TO1020 | 1.2 ®
SCGW 097304 PQ ZCD |SCGW3251PQZ0415 | z01015 | 0.4 ()
097308 PQ ZCD 32.52PQZ0415 | z01015 | 0.8 ®

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order

% : Standard stock (Specified)




NTK

Item Number | IC T |Reliefangle
TP_1103_| 635 | 3.18 | 11°
TP_1603_|9.525| 3.18 | 11°

(60 degree Triangle Positive type)

&y L :::ienlless Steel AF;\
;% Cast Iron K o0 ( M J [ ) @ : 15t Choice
v i Non-Ferrous Material | N @® @ | ° : 2ndchoice
1m° Heat Resistant Alloy | S o
R Hardened Material | H oele 000
BIDEMICS | CBN (Brazed) g2 '
Shape ISO Item Number Inch ltem Number |Edge Prep.| R bl CoNBrazed 8 PeD |or ﬁg&l(lecr’able
TPGN 110302 PT SCD | TPGN2208PTS0415 | S01015 | 0.2 )
110302 PT SCE |  2208PTS0420 | 501020 | 0.2 ° 2
110302 PT SXF 2208PTS0525 | S01325 | 0.2 o0 EE
110302 PT SEH 2208PTS0635 | S01535 | 0.2 (3
110304 PT SCD 221PTS0415 | S01015 | 0.4 o0
110304 PT SCE 221PTS0420 | s01020 |0.4 °
110304 PT SXF 221PTS0525 | S01325 | 0.4 'Y )
110304 PT SEH 221PTS0635 | S01535 |0.4 Y )
110304 PT TCE 221PTT0420 | T01020 | 0.4 ()
110308 PT SCD 222PTS0415 | S01015 | 0.8 Y )
110308 PT SCE 222PTS0420 | S01020 | 0.8 °
110308 PT SXF 222PTS0525 | S01325 | 0.8 Y )
110308 PT SEH 222PTS0635 | S01535 | 0.8 (3
110308 PT TCE 222PTT0420 | T01020 | 0.8 °®
110312 PT SCD 223PTS0415 | S01015 | 1.2 Y )
110312 PT SCE 223PTS0420 | S01020 | 1.2 °
110312 PT SXF 223PTS0525 | S01325 | 1.2 o0
& 110312 PT SEH |  223PTS0635 | s01535 1.2 oo
.' ' 110312 PT TCE 223PTT0420 | T01020 |12 ° —
—— TPGN 160302 PT SCD | TPGN3208PTS0415 | S01015 | 0.2 Y )
160302 PT SXF 3208PTS0525 | S01325 | 0.2 'Y )
160302 PT SEH 3208PTS0635 [ S01535 | 0.2 e 0
160304 PT SCD 321PTS0415 | S01015 | 0.4 'Y )
160304 PT SCE 321PTS0420 | S01020 | 0.4 °®
160304 PT SXF 321PTS0525 | S01325 | 0.4 'Y )
160304 PT SEH 321PTS0635 | S01535 | 0.4 o0
160304 PT TCE 321PTT0420 | T01020 | 0.4 °®
160308 PT SCD 322PTS0415 | S01015 | 0.8 o0
160308 PT SCE 322PTS0420 | S01020 | 0.8 °®
160308 PT SXF 322PTS0525 | S01325 | 0.8 o0
160308 PT SEH 322PTS0635 | SO1535 | 0.8 (M}
160308 PT TCE 322PTT0420 | T01020 | 0.8 )
160312 PT SCD 323PTS0415 | s01015 | 1.2 o0
160312 PT SCE 323PTS0420 | S01020 | 1.2 °
160312 PT SXF 323PTS0525 | S01325 | 1.2 o0
160312 PT SEH 323PTS0635 | S01535 | 1.2 (30
160312 PT TCE 323PTT0420 | T01020 | 1.2 °®

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

E31



= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number | IC T [Reliefangle
E TP_0902_| 556 | 238 | 11°
TP_1103_| 635 | 3.18 | 171°
8 (60 degree Triangle Positive type)
o 60° T Ste_el P
e éfsi:ll?;smel AI? L) o0 ) ® : st Choice
Z @] % ! ] Non-Ferr<_>us Material | N ® @/ : 2ndchoice
m L1 Heat Resistant Alloy | S ([
(@) R Hardened Material | H 0 0O _|
bl | - N ... e | L | N gl e e
S Wz 888838558 =
E TPGW 090202 PT SCD | TPGD7308PTS0415 | S01015 | 0.2 o o
o 090202 PT SXF 7308PTS0525 | 01325 | 0.2 o o
Y 090202 PT SEH |  7308PTS0635 | s01535 | 0.2 o o
L_) 090204 PT SCD 731PTS0415 | S01015 | 0.4 e @
E 090204 PT SXF 731PTS0525 | S01325 | 0.4 o @
o 090204 PT SEH |  731PTS0635 | 501535 | 0.4 o o
m 090208 PT SCD 732PTS0415 | So01015 | 0.8 o o
090208 PT SXF 732PTS0525 | S01325 | 0.8 o @
090208 PT SEH 732PTS0635 | SO1535 | 0.8 o @
o 090312 PT SCD 743PTS0415 | S01015 | 1.2 o @
=8 090312 PT SXF |  743pTs0525 | 501325 | 1.2 o o
- 090312 PT SEH 743PTS0635 | S01535 | 1.2 o @
TPGW 110302 PT SCD |TPGW2208PTS0415 | S01015 | 0.2 o0 0
110302 PT SXF 2208PTS0525 | S01325 0.2 e o
= 110302 PT SEH 2208PTS0635 | SO1535 | 0.2 oo K30
‘7' 110302 PT TCE 2208PTT0420 | T01020 | 0.2 ® K31
——— 110304 PT SCD | 221PTS0415 | 501015 | 0.4 oo K32
110304 PT SXF 221PTS0525 | S01325 | 0.4
110304 PT SEH 221PTS0635 | S01535 | 0.4 o0 0
110304 PT TCE 221PTT0420 | T01020 | 0.4 °
110304 PT TED 221PTT0615 | TO1515 | 0.4 o0
A 110308 PT SCD 222PTS0415 | 501015 | 0.8 SO
110308 PT SXF 222PTS0525 | S01325 | 0.8
110308 PT SEH 222PTS0635 | S01535 | 0.8 )
110308 PT TCE 222PTT0420 | T01020 (0.8 )
110308 PT TED 222PTT0615 | TO1515 (0.8 °
110312 PT SCD 223PTS0415 | S01015 | 1.2 )
110312 PT SXF 223PTS0525 | S01325 | 1.2
110312 PT SEH 223PTS0635 | SO1535 | 1.2 o0
110312 PT TCE 223PTT0420 | T01020 | 1.2 °
110312 PT TED 223PTT0615 | TO1515 | 1.2 )

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

Item Number | IC T |Reliefangle
TP_0902_| 556 | 238 | 11°
TP_1103_| 635 | 318 | 11°
. ] TB_0601_| 3.97 | 1.59 5°
(60 degree Triangle Positive type)
60° T 60" Steel P
. Stainless Steel | M
Cast Iron K ( M J ( M J [ J @ : st Choice
9] % g Non-Ferrous Material | N @ @ | ° : 2nd choice
R — 17 Heat Resistant Alloy | S ()
P Hardened Material | H ool 000
s | aees?| - CBN (Brazed) Eg PCD | For applicable
Shape ISO Item Number Inch ltem Number |Edge Prep.| R 5 holder,
TPMH 110302 FR F1 TPMH22Y-FR-F1| None |0.2 [ oo
—l
e
£
_ 110304 FR F1 221-FR-F1| None |04 ®
3 corners available
TPMT 090201 PB F — None | 0.1 )
090202 PB F — None | 0.2 ®
-~ 090204 PB F — None | 0.4 °
‘ K30
1 corner available 110301 PB F — e 0.1 ® K31
with 3D chipbreakf:r K32
fake angte 107 110302 PB F — None |02 °
110304 PB F — None | 0.4 ®
TPMT 090202 P F — None |0.2 ®
“ 090204 P F — None | 0.4 °
‘—. 110302 P F — None | 0.2 °
chipbrlaicgrn ?;ai:agr?gtlee mﬂ;
110304 P F — None | 0.4 Y
TBGN 060102 S SNCD |TBGN52YSSN0415 | $01015 | 0.2 )
060104 S SNCD 5215SSN0415 | so1015 [ 0.4 ® —
3 comers available 060108 S SNCD 5225SN0415 | S01015 | 0.8 )

@ : Standard stock @ : New standard stock B : Scheduled to be produced by order > : Standard stock (Specified)
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= BIDEMICS (Brazed) * CBN - PCD mssssssss

Item Number IC T |Reliefangle
E VB_1103_| 635 | 3.18 | 5°
VB_1604_|9.525| 476 | 5
=) (35 degree Rhombic Positive type) TR AR L
g - T Ste_el P
* R R ?:f;:lﬁzsnsmel AI? 30 (30 ° ® : 15t Choice
Z ;my 5" gﬂy 7° Non-Ferrous Material | N 0|0 @ ;2nd choice
o VB ve Heat Resistant Alloy | S (]
U - T Hardened Material | H ool 000
. SEENCS | oM | o (raze)  [EE| e |forpptcate
:a Shape ISO ltem Number Inch Item Number |Edge Prep.| R g E E. § g ﬁ § ﬁ E E» g é § sezoéiegre,s:
ﬂ;’ VBGW 110302 PD F VBGW2208PDFNX None |0.2 o
4 110302 PD SCD 22089050415 | 501015 | 0.2 TS
e 110302 PD SXF 2208PDS0525 | SO1325 | 0.2 e @
8 110302 PD SEH 2208PDS0635 | SO1535 | 0.2 e @
E 110304 PD F 221PDFNX None |0.4 °
L 110304 PD SCD 221PDS0415 | S01015 | 0.4 e @
Q 110304 PD SXF 221PDS0525 | S01325 | 0.4 e @
o 110304 PD SEH 221PDS0635 | S01535 | 0.4 o @
110304 PD TCE 221PDT0420 | T01020 | 0.4 °
110308 PD SCD 222PDS0415 | s01015 | 0.8 ®
110308 PD SXF 222PDS0525 | S01325 | 0.8 )
2e 110308 PD SEH 20050635 | s01535 | 0.8 .
8= 110308 PD TCE 22200420 | T01020 |08 o
110312 PD SCD 223PDS0415 | S01015 | 1.2 °®
110312 PD SXF 223PDS0525 | S01325 | 1.2 °®
110312 PD SEH 223PDS0635 | S01535 | 1.2 °
110312 PD TCE 223PDT0420 | TO1020 | 1.2 °
S | VBGW 160402 PD SCD | VBGW3308PDSO4T5 | s01015 | 0.2 ° _
2 corners available 160402 PD SXF 3308PDS0525 | S01325 | 0.2 °
160402 PD SEH 3308PDS0635 | SO1535 | 0.2 ®
160404 PD SCD 331PDS0415 | S01015 | 0.4 °
160404 PD SXF 331PDS0525 | S01325 | 0.4 ®
160404 PD SEH 331PDS0635 | SO1535 | 0.4 °®
160408 PD SCD 332PDS0415 | S01015 | 0.8 e e
160408 PD SXF 332PDS0525 | S01325 | 0.8 o @
160408 PD SEH 332PDS0635 | SO1535 | 0.8 o o
160412 PD SCD 333PDS0415 | S01015 | 1.2 °
160412 PD SXF 333PDS0525 | S01325 | 1.2 °
160412 PD SEH 333PDS0635 | S01535 | 1.2 °
VCGW 080202 PD SCD | VCGW1.51.508PDS0415 | SO1015 | 0.2 ®
080202 PD SXF 1.51.508PD50525 | SO1325 | 0.2 o
080204 PD SCD 1.51.51PDS0415 | S01015 | 0.4 °
080204 PD SXF 151.51PDS0525 | SO1325 | 0.4 )
080208 PD SCD 151.52PDS0415 | SO1015 | 0.8 ®
080208 PD SXF 151.52PDS0525 | S01325 | 0.8 )

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

Item Number | IC T |Reliefangle
VC_1103_| 635 | 3.18 | 7°
VC_1604 |9.525| 476 | 7°
(35 degree Rhombic Positive type)
Steel P
ler Stainless Steel | M . .
Qﬂy 7° ﬁoaniterlr;:)sr;\naterial II\(I e e ¢ o0 0 :;ZCC:ZE
35 Heat Resistant Alloy | S | @
Hardened Material | H 0|0 000
BIDEMICS | CBN (Brazed) Bz '
Shape I1SO Item Number Inch Item Number |Edge Prep.| R (COEd) ‘D(COEd CoNBrazed) ‘if Fep Forﬁg&l(lecr,able
5 HE &R R s
VCGW 110302 PD SCD |VCGW2208PDS0415 | S01015 | 0.2 [ )
110302 PD SEH 2208PDS0635 | S01535 | 0.2 oo 2
110304 PD SCD 221PDS0415 | 501015 [0.4 o0 £5
110304 PD SEH 221PDS0635 | 01535 | 0.4 o0 —
110308 PD SCD 222PDS0415 | S01015 | 0.8 [ )
110308 PD SEH 222PDS0635 | S01535 | 0.8 (3
110312 PD SCD 223PDS0415 | sS01015 | 1.2 Y )
110312 PD SEH 223PDS0635 | S01535 | 1.2 Y )
VCGW 160402 PD SCD |VCGW3308PDS0415 | S01015 | 0.2 ()
’%& 160402 PD SEH 3308PDS0635 | 01535 0.2 °
G29
2 corners available 160404 PD SCD 331PDS0415 | S01015 | 0.4 o0 G31
160404 PD SEH 331PDS0635 | S01535 | 0.4 (3 G56
160404 PD TCE 331PDT0420 | T01020 | 0.4 Y
160408 PD SCD 332PDS0415 | so1015 | 0.8 (3
160408 PD SEH 332PDS0635 | SO1535 | 0.8 (30
160408 PD TCE 332PDT0420 | TO1020 | 0.8 )
160412 PD SCD 333PDS0415 | S01015 | 1.2 (30
160412 PD SEH 333PDS0635 | SO1535 | 1.2 o0
160412 PD TCE 333PDT0420 | T01020 | 1.2 )
P VCMW 110301 — None | 0.1 °
— 110302 — None | 0.2 °
1 corner available 110304 — None |0.4 °

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

(For Machining Mill Rolls)

Steel P
Stainless Steel | M
Cast Iron K ( 3 J [ M ) [ J @ : 1st Choice
Non-Ferrous Material | N ®|® @] e : 2nd choice
Heat Resistant Alloy | S ([ J
Hardened Material | H 0|0 000
BIDEMICS | CBN (Brazed! 22
(Coated) (Cc(;artaezde)) CBN (Brazed) 58 PCD | For applicable
Shape ISO ltem Number Inch Item Number |Edge Prep.| R = holder,
g Eﬁ%smsgsmsassmm
- 00 E0 - R B B e B W
RBGX 16 S — S01015 | — °
RBGX 20 S — 501015 | — °®
(Top full-face CBN)

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

Item Number IC T
(80 degree Rhomblc Negatlve type) CN 1204 | 127 | 476
Steel 00 @|e
Stainless Steel M . . . . 00 [
1 Cast Iron K o @ : 1st Choice
B Non-Ferrous Material | N ° oie ° e : 2nd choice
Heat Resistant Alloy | S | ® [ J 00
80 Hardened Material | H | ® [ °:0
Carbide For
Shape ISO Item Number Inch Item Number | R PUD) o5l D Coated Chip Control Range a;;];:)l:(c‘g?le
- o< - N = v.
.E.E E = E see pages:
= 5.0
CNGG 120404 FN UL | CNGG431FNUL 0.4 ° ° ° L
120408 FN UL 432FNUL |08 o o @ 8 oot os
Feed (mm/rev)
CNMG 120408 G CNMG432-G 0.8 ° E D
3 1.0
120412 G 433G 1.2 2 os n
120416 G 434G 16 Yoz or a7 o3 =
7 50 G40
e 3.0
310 Q K34
CNMG 120408 TNB Z5 432-TNB-Z5 | 08 ° ° g s
o o 05 01 02 04
Feed (mm/rev)
CNGG 120404 FN ZP |CNGG431-FN-ZP |04| @ @ o )
£ o5
120408 FN ZP 432-FN--ZP 0.8 o0 [} & O d(o,} )0.4

@ : Standard stock

® : New standard stock

M : Scheduled to be produced by order

% : Standard stock (Specified)

Item Number | IC T
(55 degree Rhombic Negatwe type) DN_1504 | 127 | 476
Steel ( BN BY J @|e
- R H Stainless Steel M . Q . O o0 0 o
O Cast Iron K [ @ : 1st Choice
= 90’ Non-Ferrous Material | N ° o o ® e : 2nd choice
55 ‘ Heat Resistant Alloy | S | ® ® e 00
Hardened Material | H | ® () o @
Carbide For
Shape ISO Item Number Inch Item Number | R D ekl D Coated Chip Control Range a;?]%l;;g?le
- < - N|= v.
lg.g E = = 5 see pages:
DNMG 150404 G DNMG431-G 0.4 [
150408 G 432-G 0.8 et 50
150412 G 433G 12 o £a0 D
8 0:1 .05 0.1 0.2 0.4
DNMG 150404 TN G |DNMG431-TN-G |04 ° Feed (m/re)
F13
F15
£ G41
DNMG 150408 TNB Z5 | DNMG432-TNB-Z5 | 0.8 ° ° g o8 Q K35
° 505 o1 0z 04
Feed (mn/rev)
DNGG 150404 FN ZP |DNGG431-FN-ZP |04| ‘@@ ° £ D
S os
S 03
150408 FN ZP 432-FN--ZP 0.8 [ BN J [ ) oo .05 %1 d(o.f )0.4

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order

% : Standard stock (Specified)




NTK

. Item Number | IC T
(90 degree Square Negative type) SN_1204 | 127 | 476
Steel Plo0o®o0 e e e Qe
R 4L StainlessSteel | M | @@ ® ®:®:®:® [
7//? <H>\ Cast Iron K [ ] @ : 1st Choice
S ) T one Non-Ferrous Material | N ° o 0 ) e : 2nd choice
7@ / ‘\90 0 Heat Resistant Alloy | S | ® o (K BN )
Hardened Material | H | ® () ° 0
Carbide For
Shape ISO Item Number Inch Iltem Number | R PVD Coated (D Coated Chip Control Range a%%l;‘cj:?le
lglg :E_r 5 E— g seepagés:
SNMG 120408 G SNMG432-G 0.8 o £ Q
R SNMG 120412 G SNMG433-G 1.2 o
G |SNMG 120416 G SNMG434-G 16 ° el
, — F19 53
pe € 2 2E
E Q K36 | =S
SNMG 120408 TNB Z5 | SNMG432-TNB-Z5 | 0.8 ° ° £ -
75 LS
@ : Standard stock @ : New standard stock B : Scheduled to be produced by order % : Standard stock (Specified)
(60 d T " l N . Item Number | IC T
egree Triangle Negative type) TN 1604 | 9525 | 476
60° T Steel PlO0606 0 6.6 e @|e
StainlessSteel | M |® . ®  ® ®  ® ®: ® o
Cast Iron K o @ : 1st Choice
v Non-Ferrous Material | N ° o0 ) ® : 2nd choice
- Heat Resistant Alloy | S | ® [ ] e 0 0
Hardened Material | H | ® [ 0
Carbide For
Shape ISO Item Number Inch Item Number | R PVD Coated VD Costed Chip Control Range ag\p:)l;gg?le
- < - N|= ’ .
lglg E &8 5 see pages:
TNMG 160408 G TNMG332-G 0.8 ° Q
160412 G 333G 1.2 ® : gz? 0 e (mon;/zrsv)OA
TNMG 160404  TNB Z5 3B1.INBZ5 | 0.4 ° ° Q
160408 TNBZ5|  332TNBZ5 |os o o R
TNGG 160402 FN 2ZP |TNGG33YFN-zP 0.2 o000 'O Ch D
Y 160404 FN ZP 331.FN-ZP |04 o000 O
zp 160408 FN ZP 332.FN-ZP | 0.8 o0 0 ° % e uren
/& N
TNGG 160402 FRi C |TNGG33YFRi-C [0.2 R 208
C 8oy 05 0.1 02 04 F23
R-hand shown Feed (m/rev) F25
A R _ 5.0
& |TNEG 160402 F3( DI 0.2 o T .
o 160404 F®{ D1 04 o 2
R 160408 FRi D1 0.8 ° LT
o = 50
=) 5
Smmmle |TNGG 160401 FR( DA |TNGG331CF%(-DA 01| R 'R N
R-hand shown o Recd @uren)
TNGG 160401 FR4 U2 | TNGG331CFR{-U2 | 0.1 R R g
N 160402 FR{ U2|  33VF%-02 [02] @ D e
5 160404 F?{ U2 B1FR(-U2 [04| ‘@ ° ko
R-hand shown 160408 FRi U2 332-FRi--U2 0.8 o % e e
TNGG 160401TM FN UL | TNGG3304MFNUL | *008 | @ 0 ® ° § %0
- 160402M FN UL 3308MFNUL |08 | @ 0 o i@ g0
Q 160404M FN UL 33IMFNUL [0x|@ ‘@ ‘@ (@ go
uL 160408M FN UL 332MFNUL *078 | @ [ [ [ sy
3 Inserts having 01M, 02M or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order k¢ : Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
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Negative
type

Positive
type

E38

m Carbide

. . Item Number | IC T
(35 degree Rhombic Negative type) VN 1604 | 9525 | 476
Steel PlO0O O O OO @|e
*I_TT StainlessSteel | M |0 ® ©®:® ®: O °
RO . Cast Iron K o ® : 1st Choice
MW lgo Non-Ferrous Material | N ° o e () ® : 2nd choice
35° Heat Resistant Alloy | S | ® [ J 00
VN__ Hardened Material | H | @ [ °:0
Carbide For
Shape ISO Item Number Inch Iltem Number | R Pl e D Costed Chip Control Range a;;];:)l:(c‘g?le
.E.E :E: 5 E g see pages:
_ |VUNMG 160404 TNB AM1 | 331-TNB-AM1 [ 0.4 o o ta
T (O
AM1 160408 TNB AMT 332-TNB-AM1 | 0.8 ° ° " oosarwa s
VNMG 160404 G VNMG331-G 04 o 5% D
"¢ 160408 G 332G 0.8 ° : os F27
© 160412 G 333G 1.2 o O e
UNGG 160402 FN ZP |VNGG33YFN-zP |02 o ° g%
w 3 10
e 160404 FN  ZP BIAN-ZP |04 ° ° g o D
“ 160408 FN  ZP 3FN-ZP |08 . o A

@ : Standard stock

® : New standard stock

H : Scheduled to be produced by order

% : Standard stock (Specified)

. Item Number IC T
(80 degree Hexagon Negative type) WN 0804 127 | 476
oo . Steel PO O O O ® O O @|e
< 1 StainlessSteel | M |0 ©®: ®: ®:®:®: O °
Cast Iron K [ ] @ : 1st Choice
9@9’ = Non-Ferrous Material | N ° oo o ® : 2nd choice
Heat Resistant Alloy | S | ® [ J 00
WN__ Hardened Material | H | @ ® P
Carbide For
Shape I1SO Item Number Inch ltem Number | R PVD Coated VD Costed Chip Control Range a;;]%l{(c‘:?le
.E.g :E_r 5 E g see pages:
WNMG 080408 G WNMG432-G 0.8 ° a D
£ o3
080412 G 433G 1.2 o R
WNMG 080408 TNB Z5 |WNMG432-TNB-Z5 | 0.8 ° ° o Q
080412 TNB Z5 433-TNB-Z5 | 1.2 () (] S s o7 s
Feed (mm/rev) F29
- 50 K37
WNGG 080404 FN ZP |WNGG431-FN-ZP |04 | @ @ ° S D
080408 FN ZP 432FN-2P |08| @ @ ° " Mbosor oz s
WNGG 080404 FN UL |WNGGA431FNUL | 0.4 o o o e
5 o
080408 FN UL 432FNUL | 08 o o @ e o

@ : Standard stock

® : New standard stock

B : Scheduled to be produced by order

% : Standard stock (Specified)




NTK

Item Number | IC T |Reliefangle
. .y . 2. 7°
(80 degree Rhombic Positive type) cC 0T sl 2oy | 7
Steel PlOO® O® 0 0 @0 @|e
100“/‘/ R T StainlessSteel | M |0 ® ©® @ ® ®: ©® °
- - Cast Iron K ® @ : 1st Choice
9%% BE Non-Ferrous Material | N ° o 0 [ ® : 2nd choice
80" R > Heat Resistant Alloy | S | @ () e 00
Hardened Material | H | ® @ °:0
Carbide For
Shape ISO Item Number Inch Item Number | R D) GeEites D Coated Chip Control Range a;?]%l;ggt)le
IE.E :E: 5 5 g seepagés:
CCGT 060200 FN AM3 003 o0 0
060202 FN AM3 0.2 ) ()
060204 FN AM3 0.4 )
060201M FN AM3 008 | @ ° 30
060202M FN AM3 08 | @ ° o0
060204M FN AM3 038 | ® ° )
CCGT 09T300 FN AM3 003 XX .
. 097302 FN AM3 0.2 T3 5?.2
““\\% 09T304 FN AM3 04 oo s >
e 09T301M FN AM3 w|(eieeeee S o o
09T302M FN AM3 mmleeeie e e
09T304M FN AM3 3|00 000 @
CCMT 060202 FN AM3 0.2 )
060204 FN AM3 0.4 °
CCMT 09T302 FN AM3 0.2 )
097304 FN AM3 0.4 )
097308 FN AM3 0.8 °
CCGT 060200 AZ7 003 °
060201M AZ7 008 ° 50
R 060202M AZ7 018 ° i
0 CCGT 097300 AZ7 w| ee ee =l ) a2
. 09T301M AZ7 | ee e e Sopl K28
09T302M AZ7 018 o 0 o0 Feed (m/ren
09T304M AZ7 038 o0 [ 3 )
CCMT 060202 ENA AZ8 0.2 °
060204 ENB AZ8 04 of | 2
Q 060208 ENB AZ8 08 o | i D
CCMT 097302 ENA AZ8 0.2 ° go
AZS8 097304 ENB AZ8 0.4 ° O e wren)
097308 ENB AZ8 0.8 °
| CCGT 060201 F®( FI o1[R_ R R -
@ 060202 FR{ F1 02|[RI R IR
060204 FR{ F1 04[RI [R{ IR 50
R_hanzlhown CCGT 097302 FRi F1 02|rRi iRI iR ol
097304 FR1 F1 04|R R R
CCET 0602005 Ri KHG 005 °
0602008 Ri KHG 008 )
0602018 Ri KHG 018 o E
\./ 060202 ¢ KHG 02 o 3o
CCET 0973005 Ri KHG 005 ®: R g
KHG 0973008 R{ KHG 008 Y O e
0973018 R1i KHG 018 @R
097302 Ri KHG 0.2 ® R

3 Inserts having 01M, 021 or 04M as the R code can be used for machining when the

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

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

Insert
Item List

E39



m Carbide

Item Number | IC T |Reliefangle
. my e CC 0602 | 6.35 | 238 | 7°
= (80 degree Rhombic Positive type) CC 0973 [3525 | 307 | 7
Steel PlO® @ O @|e
100“/‘/ R T Stainless Steel | M | @ o0 °
- Cast Iron K @ : 1st Choice
© 1O T Non-Ferrous Material | N ° () ® : 2nd choice
s R > Heat Resistant Alloy | S | @ )
Hardened Material | H | ® [ )
For
Shape ISO Item Number Inch Item Number | R I iz D Csted Chip Control Range am(cg?le
.E.E o E é seepagés:
CCGT 060200 R{ S 003 ° °
060201 Ri S 0.1 ° °
060202 R{i S 0.2 ° °®
060201M R1i S 008
- 060202M Ri S 018 R
N&F (CCGT 091300 5 S on| TRl e
s 097301 Ri S 0.1 Ri@ :
Lhand shown 097302 Ri S 0.2 Ri@ eor o o
09T304 Ri S 0.4 R
09T301M R1i S 008 R R
09T302M R1 S 018 R R
09T304M Ri S 038 R R
CCGT 060200 Ri U 003 R R
060201 Ri U 0.1 ° R
” @ 060202 R{ U 02| e R
. CCGT 097300 Ri U1 003 ° RIR
§+‘ U - Ul 09T301 '%. U1 0.1 [ } R:R 055 0T 02 04
R-hand shown 097302 R{ U1 0.2 [ ] R:R Feed (m/ren
097304 Ri U1 0.4 ° RIR
CCGT 060201M CL 008 | @ ° o0
060202M CL m|lel e eie W
097300 CL 003 o0 g1 G23
09T301M CL 008 | @ ° L3 . K28
CL %2 09T302M CL wlel e e eie e
09T304M CL 038 | @ ° o0 0
CCGT 097300 YL 003 o0 _
g 09T301M YL wlel o e e e 53
R 09T302M YL vs|l@i el eieie 2 j
VL 09T304M YL 038 | @ ° e 0o 0 R vy
09T308M YL ws|e @ eiele e ey
CCGW 060200 FN 003
060201 FN 0.1
060200 H ® 003 °
060201 H © 0.1 °
060202 H © 0.2 ®
CCGW 097300 FN 003
\""/ 097301 FN 0.1
. 09T300 H © 003 ° N
ch\iglgr]gglter 091301 H © 0.1 Py
09T302 H © 0.2 P
09T302M P © 018
09T30 V o 0.0 °
09T301 P ® 0.1 °
097302 P © 0.2 °

s Inserts having 01M, 02M or 04M as the R code can be used for machining when the
component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.
%2 The specifications of CL chipbreaker are slightly diferent from the above dimensions, but it
has no problem for machining.
E40

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




NTK

Item Number | IC T |Reliefangle Item Number | IC T |Reliefangle
. e CP 0401 | 476 | 159 | 11° CP 0802 | 794 | 238 | 11°
(80 degree Rhombic Positive type> CP 0602 | 635 | 238 | 11° CP 0903 | 9525 318 | 11°
: Steel PlO® O® 0 0 @ 0 @|e
10(%—/ R StainlessSteel | M | © @ ® ®:® @ o
Cast Iron K [ @ : st Choice
al a b Non-Ferrous Material | N ° () Y e : 2nd choice
80&/ R 12 ] Heat Resistant Alloy | S | @ () e 00
Hardened Material | H | ® @ °:0
Carbide For
Shape ISO Item Number Inch Item Number | R PVD Coated Gzt Chip Control Range a%%l;g:?le
.E.é :E: 5 5 g seepagész
CPGH 060202 FN AMS5 | CPGP83Y-FN--AM5 | 0.2 ) ()
CPGH 080202 FN AMS | CPGPO3Y-FN-AM5 |02| '@ . .
- (¥ =2
V CPGH 090302 FN AMS | CPGM32Y-FN~AM5 [ 02| (@ ° o D
AMS R
090304 FN AM5 321-FN--AM5 | 0.4 ° °
090308 FN AM5 322-FN--AMS5 | 0.8 ) °
CPGH 040102 FR1L A1 |CPGP62Y-FRi--A1 | 0.2 L L
040104 FR4 A1 621-F?{--A1 | 0.4 L L
% CPGH 060202 FR¢ A  |CPGP83Y-FR(-A 02| L L £
g 05 @
A+ A1l 060204 FR{ A 831-FR1--A 0.4 L L 8 o .050.2 04
L-hand shown Feed (mn/rev)
CPGH 080202 FR{i A CPGPO3Y-FR{-A |0.2 L L
080204 FR( A 031F%-A 04| |1 L K28
K29
CPGH 040101 FR4 F1 0.1|R R R
. 040102 F®4 F1 02 (R R R L
A ot
040104 FR{ F1 04 (R R R g o
F1 8 o1 05 01 02 04
Khandshow | CPGH 060202 F®4 F1 02|Ri iR IR
060204 FR{ F1 0.4 |R R R
CPGH 040101 ®4 S 0.1 L L
040102 ®1 S 0.2 L L .
w :fl 3:0
‘ 040104 ®( S 04 LioL 2 os
L-hand shown " e (n(w:l;frev) 4
CPGH 060202 Rt S 0.2 L L
060204 ®1 S 0.4 L L

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

Item Number | IC T |Reliefangle
. g n DC 0702 | 635 | 238 | 7°
= (55 degree Rhombic Positive type) DC 1173 | 8525 | 307 | 7
T Steel PlOo0®© 06 6.0 e Qe
R StainlessSteel | M | O @ @ ®: ® @ ® [
T/ Cast Iron K o ® : st Choice
Y Z‘Gy T Non-Ferrous Material | N ° oo ® ® : 2nd choice
55°%/ 7’ Heat Resistant Alloy | S | @ (] 00
Hardened Material | H | ® [ J (K )
Carbide For
Shape 1SO Item Number Inch Item Number R PVD Coated it Chip Control Range a‘mgg?le
.E.g :E: 5 E é see pages:
DCGT 070200 FN AM3 003 o o000
070201 FN AM3 0.1 ® o
070202 FN AM3 0.2 D 0
070204 FN AM3 0.4 ® O
070201M FN AM3 008 | @ ® o0
070202M FN AM3 8 |e@ °® OO
SeeT %(I)%ggM FN AM3 038 | @ 0 o0 o
- FN AM3 003 D) e 0 o0 €
= 117302 FN AM3 02| e e e ()
117304 FN AM3 04| ‘@@ @ §os
AM3 11T301M FN AM3 wleie e e e e Yoz or o7 od
11T302M FN AM3 Mmoo e e e e
11T304M FN AM3 8|00 eee
DCMT 070202 FN AM3 0.2 D
070204 FN AM3 0.4 °
DCMT 117302 FN AM3 0.2 D
117304 FN AM3 0.4 °
117308 FN AM3 0.8 D
g, DCGT 070201M AMX 008 OO0 —
S 070202M AMX *018 o0 0 €3
S | omom Ak w ceoe o
DCGT 11T301M AMX 008 o0 0 §os
AMX 117T302M AMX 018 e 00 *owor a7 os
117304M AMX 038 00 o
DCGT 070200 AZ7 003 °
070201M AZ7 008 o .
- 070202M AZ7 018 ° £ 5
N /" DCGT 117300 AZ7 003 00 o0 %;‘;D G25
11T301M AZ7 008 00 o0 § o3 G27
AZ7 11T302M AZ7 018 o0 o0 ol A
117304M AZ7 % e e e.e e
117308 AZ7 0.8 o0 0
PO 70204 ENB AZs ol 2
a 0.4 o % 30
8 070208 ENB AZ8 08 of | i D
' DCMT 117302 ENA AZ8 0.2 D §os
AZ8 117304 ENB AZ8 04 o
117308 ENB AZ8 0.8 ® o
o DCET 11T301M Ri AT 008 R fig
AT 11T302M RA AT *0.18 R 8 010555 d(o.f )0.4
DCET 0702005 Ri KHG 005 0
0702008 B¢ KHG 008 o .
0702018 % KHG 018 o
L 070202 ®i KHG 0.2 o 34
) DCET 1173005 Ri KHG 005 @R § o
KHG 1173008 Ri KHG 008 ® R *os o oo
1173018 R1 KHG 018 @R
117302 Ri KHG 0.2 @ R
© R 008 R € 30
w& > |DCET 0702008 % UHG .
MG IDCET 1173008 B¢ UHG 008 R
* Inserts having 1M, 02 or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order Y  Standard stock (Specified)

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

Item Number | IC T |Reliefangle
. ay s DC 0702 | 635 | 238 | 7°
(55 degree Rhombic Positive type) DC 1173 [ 0525 | 397 | 7
T Steel K BN BN BN BN BN BN J @|e
R l f:t:;:lﬁisnSteel I\é\ o0 0. 0.0.0:0 - ° o 1o
. /‘€ y E Non-Ferrous Material | N ° () () e : 2nd choice
55/ ) Heat Resistant Alloy | S | ® o °:i0 0
Hardened Material | H | ® @ °:0
Carbide For
Shape ISO Item Number Inch Item Number | R I iz D Coated Chip Control Range a;?]%l;ggt)le
IE.E :E: 5 5 g see pges
DCGT 070200 R{i S 003 ° ° R
070201 R S 0.1 ° °
070202 R{ S 0.2 ° °
070204 R{ S 0.4- R
. 070201M R{ S 008 R R o
070202M R7 S 018 R R 5
T e 10w | R @ RR 2o
s 11T3°1 '%. S 0.1 RiR:® 8 o1 05 0.1 02 04
R-hand shown 11T302 R/L S 0.2 RiR @ Feed (m/rev)
117304 RL S 0.4 R
1T301M RL S 008 R RIR
1MT302M RL S 018 R RIR
11T304M R{ S 038 R RIR
DCGT 070200 Ri U 003 R R
070201 Ri U 0.1 R R s
=S5 070202 % U 02| e ® i
DCGT 117300 R{i U1 003 L RIRIR 20
U-ut 117301  R{ U1 01| ‘@ RIRR
R-hand shown 11T3°2 RA U1 0.2 P RIRIR Feed (mn/rev)
117304 R4 U1 0.4 ° RIRIR
DCGW 070200 FN 003 °
070201 FN 0.1 °
070200 H © 003 ° G25
070201 H © 0.1 ° G27
P 070202 H © 0.2 °
e 4 07020 V @ 0.0 °
without |DCGW 117300 FN 003 °
chipbreaker 117301 FN 0.1 [ J
M7300 H © 003 )
M7301 H © 0.1 °
1M7302 H o 0.2 °
MT30 V © 0.0 °
DCGT 070201M CL 008 | @ ° o0 0
070202M CL 08 | @ ° o0 0 g ool
@ 070204M CL (e e e e e g
DCGT 11T301M CL 008 | @ [ L3 ) g o
CL %2 11T302M CL m|lel e e e e 0% e i)
117304M CL 038 | @ ° C3C M)
DCGT 070201M YL 008 ° °
070202M YL 018 ° °
. 070204M YL 038 ° ° E
<Z2» [DCGT 117300 VL 003 QD s )
' 11T301M YL (el ‘e eeie g
L 11T302M YL m|el el e e e O e
11T304M YL 038 | @ ) L 3B )
11T308M YL 078 | @ ° { 3B )

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

component drawing specfies that the radius is less than R=0.1, R=0.2 or R=04 respectively.
32 The specifications of CL chipbreaker are slightly different from the above dimensions, but it

has no problem for machining,

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

Insert

-
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4
=
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m Carbide

Positive

Item Number | IC T |Reliefangle
H H TFD_07 | 6.35 | 2.38 7
E (TFD with Wlper edge) TFD 11 | 9525| 397 | 7
T Steel PlOo0®© 0 6. e e ®|e
StainlessSteel | M |0 . ®:® @ ® ®: ® [
T R Cast Iron K [ ] @ : 1st Choice
< ]‘G *; R EERY Non-Ferrous Material | N ° oo ° e : 2nd choice
55/ /. Heat Resistant Alloy | S | @ ) °ci0: 0
7
Hardened Material | H | ® [ J (K )
Carbide For
Shape ISO Item Number Inch Item Number | R PVD Coated Gzt Chip Control Range a;?]%lll(cig?le
- < - iN|= v.
.E.E E == E See pages:
TFD 11 FR 05 AM3 | DCGT32.502AM3-WP | 005 R RIR
23 (O
5 03
° 0'10.05 01 02 04
Feed (mm/rev)
11 FR 15 AM3 32.506AM3-WP | 0.15 R RiR
TFD 07 FR¢ 05 DCGT21.502R4S-WP | 005 @ RiR
\Q\, 07 F*% 15 2506%(SWP [015| @R L
.:._,-;--'_ E :):5
g s* ITFD 11 FR 05 DCGT32502RWP  [005| R R R " Moo
= R-hand shown
11 FR 15 32.506RS-WP | 0.15 RiR
G25
G27
TFD 07 FR 05 U DCGT21.502RU-WP 0.05 RiRIR
\Q\ 07 FR 15U 21506RUWP |ois| iRIR ;?E
s §0:5
go.s
U-UT* ITED 11 FR 05 U1 [DCGT3250RUIMWP 005 (RiR R " a2 s
R-hand shown
11 FR 15 U1 32.506RUT-WP | 0.15 RIR
TFD 07 FR 05 H ©|DCGW21.502RH-WP | 005 R
(=)
e
without o
chipbreaker
TFD 11 FR 05 H ©|DCGW32.502RH-WP | 005 R

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

*Note: NTK WP style inserts have a wiper facet design.
The insert has a 0.3mm flat on the cutting edge when the insert is set into the toolholder.
The flat on the cutting edge ensures a superior surface when feed rates are increased.

WP style inserts can be used in toolholders: SDJC, Y-SDJC, CH-SDUCL and DS-SDUL.

E44

% : Standard stock (Specified)




NTK

. g m Item Number | IC T |Reliefangle
(75 degree Rhombic Positive type) ER 7301 | 397 | 159 | 9
. Steel Plo0o®o0 e o e @|e
R StainlessSteel | M |0 @ @ @ @ @@ °
o = ] Cast Iron K [ ] @ : 1st Choice
B Non-Ferrous Material | N ° o0 [ ) ® : 2nd choice
750 o Heat Resistant Alloy | S | @ ® °e: 0 0
Hardened Material | H | ® () (3K )
Carbide
Fpr
Shape ISO Item Number Inch Item Number | R SuE e D Csted Chip Control Range a%%l;g:?le
=< = N|= ' .
ERGH T30102 FR{ A2 |ERGP52Y-FR{--A2 | 0.2 o meo .
% "pv Ix 2
© o. 1)
%. 0: £ E
A2 o 05 0.1 02 04 —
R-hand shown R Feed (mn/rev)
T30104 FR? A2 521-F®{--A2 | 0.4 L °
K27
ERGH T30101 F®1 F1 — 0.1|Rr R R
/E = 50
7 < 30
v § 1.0
T30102 F*¢ F1 — 02fRi{ R IR £ 0
F1x ° 055 5T 02 04
R-hand shown Feed (mn/rev)
T30104 F®¢ F1 — 0.4 |R R R
¥For FO5, F1 and FG chipbreaker, right-hand inserts @ : Standard stock @ : New standard stock I : Scheduled to be produced by order ¢  Standard stock (Specified)
fit to right-hand toolholder.
g = Item Number | IC T |Reliefangle
(90 degree Square Positive type) SD 0602 | 635 | 238 | 15
Steel CANN BN BN BN BN BN BY J @|e
IC T StainlessSteel | M |0 ® @ ® @ ®:@® °
| Cast Iron K [ ] ® : 1st Choice
— 90" ] Non-Ferrous Material | N ° o0 [ J ® : 2nd choice
R A 15 Heat Resistant Alloy | S | @ (] e 0:0
Hardened Material | H | ® [ J (3K )
Carbide For
Shape ISO ltem Number Inch Iltem Number | R PVD Coated (D Coted Chip Control Range a%%l;;:?le
=< = N|= ’ ’
9’ |SDEW 060202 FN 02| e _ _
without
chipbreaker

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

Item Number | IC T |Reliefangle Item Number | IC T |Reliefangle
. e TC 0601 | 397 | 159 | 7 TC_0902 | 556 | 238 | 7°
(60 degree Triangle Positive type) [Tcoer 1597 [ 755 | 7 | [T 1102 635 | 238 | 7
Steel Pl OO O . O . ® O O @|e
60, T StainlessSteel | M |0 . @ ® ®: ® @®: ® [
L] Cast Iron K [ ] @ : 1st Choice
o E Non-Ferrous Material | N ° o 0 () ® : 2nd choice
R =7 Heat Resistant Alloy | S | @ ) (K 3 )
Hardened Material | H | ® @ °:0
Carbide For
Shape ISO Item Number Inch Item Number | R I iz D Coated Chip Control Range amggt’le
- < - N| = ’ .
.E.g E == 5 see pages:
: TCGH 060102 FR{i K 0.2 L 250
K § g:?o.os 0.1 0.2 0.4
L-hand shown 060104 FRA K 0.4 L Feed (nn/rev)
TCGH 060102 FR{ B1 |TCGP52Y-F®i-B1 |0.2 L L 5o
é E ERY K30
£ o K31
B1 8 o1 05 01 02 04 K32
Lhand shown 060104 FR{ B 521F5-B1  |04| L L
()
20 £ 50
3s TCGH 060101 F®{ FO5 |TCGPS21CFR(-F05 |0.1|R| R| iR Eht
(- P 205
x g
" 060102 FR{ F05 52Y-FR{-F05 [02|Ri@iRimi® O eed i)
FO5
R-hand shown _
060104 FR¢ FO5 521FR{-F05 [04|RiRiR MR N
chip backward
TCGT 090201 RL S 0.1 R °
é’ 090202 *{ S 02| iw g};\‘
S o 05 01 02 04
R-hand shown Feed (m/rev)
TCGT 110201 Bi S 0.1 R °
E TCGT 090201 R U 0.1 R 250
—_— ﬁ a3s
u ° 0'Wc.o5 01 02 04
Rhand shown 090202 ®{ U 02| iR
TCGW 06T108 FN 0.8 °
TCGW 090200 FN 003 )
&
- 090201 FN 0.1 ) _
without
chipbreaker | TCGW 110200 FN 0| e
110201 FN 0.1 )

¥For FO5 chipbreaker, right-hand inserts fit to right-

hand toolholder.
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@ : Standard stock @ : New standard stock I - Scheduled to be produced by order ¢ : Standard stock (Specified)




NTK

Item Number | IC T |Reliefangle
TP_0802 | 476 | 238 | 11°
. mym TP_0902 | 556 | 238 | 11°
(60 degree Triangle Positive type) TP 1103 | 635 | 318 | 11
Steel P|lOO®O® O O 0 0 ®|e
o0 T StainlessSteel | M |0 ®: @ ®: ® ®:  ® °
n Cast Iron K o ® : 1st Choice
v =EA o Non-Ferrous Material | N ° oo () ® : 2nd choice
R Heat Resistant Alloy | S | ® [ ] 0 0
Hardened Material | H | ® [ J °: 0
Carbide For
Shape 1ISO Item Number Inch Item Number | R PVD Coated e Chip Control Range aﬁg{gg?le
=g - N|= ’I
lglg E &i8 5 see pages:
TPGH 090202 F®?¢ B2 |TPGP73Y-FR{--B2 | 0.2 L L 7
fop]
L g
3 1.0 =
090204 F?i B2 731-F’%{-B2 | 0.4 L L 2 08
8 o
* s e
ﬁ"’ 090208 F®i B2 732-F?{-B2 | 0.8 L L
B2 -B3
Lhand shown | TPGH 080202 FR{ B3 |TPGP63Y-FRi-B3 |02| L L .
S o8
B 03
° oo o o7 04
080204 F®1 B3 631-FR{--B3 | 0.4 L L eeamiey
TPGH 090202 F’1 K 0.2 L
£l
é'b ERY
090204 FR{ K 0.4 L £ o3
K 8 o1 1 2 4
L-hand shown 0.05 oF.eed (mc;/rev) 0. K30
090208 FR1 K 0.8 L K31
K32
TPGH 080202 F®¢ F1 |TPGP63Y-FR{--F1 0.2 R RiR
080204 FR1 F1 631-FR{-F1 |04 R RiR 250
) TPGH 090201 FR{ F1 |TPGP731CF*(~F1 [0.1|R| Ri iR £
o 090202 F®t F1 73Y-FR{-F1 |02|R{RIRIRIR §o
o 090204 F% F1 |  731.F%-F1 |07 R & R R T
Pl 090208 F?{ F1 732F%-F1 |08|RIR R] R
R-hand shown
TPGH 110302 FR4 F1 |TPGH22Y-FRi-F1 [0.2|R iR iR iR iR &
110304 F®*¢ F1 221-FR{--F1 |04 |RiRiR{R{R chip bickware
110308 F®¢ F1 222-FRi-F1 |[08|RIRIR R
TPGH 090202 ®i FG 02|R R R .
% 30
§ 1.0
E "N 090204 * FG 0.4 |R R R §31§
X : O e
FG* 1 TPGH 110302 * FG 02|R{ iR IR &
R-hand shown
110304 I%_ FG 04 R R R chip backward
¥For F1 and FG chipbreaker, right-hand inserts fit to @ : Standard stock @ : New standard stock Il * Scheduled to be produced by order ¥k = Standard stock (Specified)
right-hand toolholder.
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m Carbide

(]
20
=a

-
o.

Item Number | IC T |Reliefangle
. . TFT 09 | 556 | 238 | 7
E (TFT with Wlper edge) TFT 11 | 635 | 238 | 7
Steel PlOO. O . ©.© O O @|e
£0, T StainlessSteel | M | @ ® ®:® ® @ ® [
N Cast Iron K o @ : 1st Choice
v g Non-Ferrous Material | N ° o0 () ® : 2nd choice
R =7 Heat Resistant Alloy | S | @ ) ci0® @
TFT(TC_) Hardened Material | H | ® [ ) LR )
Carbide For
Shape ISO Item Number Inch Item Number | R PVD Coated Gzt Chip Control Range al?]%ll'ggt’le
.E.% :E: 5 E g 568 pages:
TFT 09 FR 05 TCGT7302RS-WP 0.05 )
09 FR 15 7306RS-WP | 0.15 °
/ . |TFT 11 FR 05 TCGT2150RWP |005| @ .
O\ i
503
O o1
> 11 FR 15 21.506RSWP |015| (@ O e
R-hand shown
TFT 09 FL 05 TCGT7302LS-WP 0.05 )
09 FL 15 7306LS-WP 0.15 )
G36
TFT 09 FR 05 U TCGT7302RU-WP 0.05 [
09 FR 15 U 7306RU-WP | 0.15 °
éu €0
\= § 1.0
g 0.5
U-U1lx 8 2113(.05 01 02 04
R-hand shown Feed (mn/rev)
TFT 11 FR 05 U1 |TCGT21.502RU1-WP | 0.05 )
11 FR 15 U1 21.506RU1-WP | 0.15 )

30°

Corner
radius

E48

@ : Standard stock

® : New standard stock

l : Scheduled to be produced by order

*Note: NTK WP style inserts have a wiper facet design.
The insert has a 0.3mm flat on the cutting edge when the insert is set into the toolholder.
The flat on the cutting edge ensures a superior surface when feed rates are increased.
WP style inserts can be used in toolholders: STAC

% : Standard stock (Specified)




NTK

Item Number | IC T |Reliefangle Item Number | IC T |Reliefangle
. 0 VB_1604 |9.525| 476 | & VC_1103 | 635 | 3.18 | 7°
(35 degree Rhombic Positive type) VC 1303 | 794 | 316 | 7
Steel Plo0o®o0® e e e @|e
T . StainlessSteel | M |® . ®: ® ®: ® ®: ® °
N7\ I A" Cast Iron K [ ] @ : 1st Choice
35~‘ / @ 5’ 35~‘ / @ 7' Non-Ferrous Material | N ° °o:e0 o ® : 2nd choice
VB vC__ Heat Resistant Alloy | S | ® o (BN BY )
Hardened Material | H | ® [ J °: 0
Carbide For
Shape ISO Item Number Inch Iltem Number | R e (VD Coted Chip Control Range a%%l;g:?le
IE.E :E: 5 5 g see pages
VBGT 160402 FN YL 02)@ ® L 50
= g?g t‘"_,é
= 160404 FN YL 04| o o :] — | B
YL oo s £
160408 FN YL 08 |® o o
‘ ] g EE\
UHG VCET 1103008 Ri UHG 008 R £l
R-hand shown *os B (;;frev) 04
VCGT 110300 AZ7 003 o0
e @ 110301M AZ7 | ele g;ng G29
£ 03 G31
AzZ7 110302M AZ7 | ele S olm oo | (686
! F‘eed (mn;/rev) !
110304M AZ7 038 o0
VCGT 110300 FN AM3 003 OO0
110301 FN AM3 0.1 o o .
110302 FN AM3 02| e ‘e
< 110301M FN AM3 e e eee s ()
AV 110302M FN AM3 mle] e e e e §o
110304M FN AM3 Ble: 00 e e O ™
VCMT 110302 FN AM3 0.2 0
110304 FN AM3 0.4 ®
VCGT 130300 FRi2M 003 i € o
== i G29
2M Eoe G62
R-hand shown 130301 FR{ 2M 0.1 ° O e e
VCGT 110300 Ri U 003 R R
. 110301 01| iRi IR e
% “u ERE
y 110302 ®¢ U 02| i i 2o
R-hand shown 110301M RA U *008 R ) o o#;ed (nf;?rev)o.4
110302M R{ U 018 R G29
G31
VCGW 110300 H (] 003 ° G56
-—®
_ 110301 H o 0.1 ° _
without
chipbreaker
110302 H (] 0.2 P
sk Inserts having 01M, 020 or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock I : Scheduled to be produced by order ¥ : Standard stock (Specified)
component drawing specifies that the radius is less than R=0.1, R=0.2 or R=04 respectively. E49



m Carbide

Item Number | IC T |Reliefangle Item Number | IC T |Reliefangle
. 0 VC_ 1102 | 635 | 238 | 7° VP_0802 | 476 | 238 | 11°
(35 degree Rhombic Positive type) [vc 1103 ess (315 7 | [P 1103 635 318 | 1r
Steel P|lO0®.® 0.0 0 ®|e
~f I StainlessSteel | M\ |©® . ® ©:® ® ®: 0@ (]
M N g ® Cast Iron K (] @ : 1st Choice
v‘AY 7' 3§ ”' Non-Ferrous Material | N ° o e o ® : 2nd choice
VC__ VP__ Heat Resistant Alloy | S | ® [ ) Y 3 )
Hardened Material | H | @ [ °:0
Carbide For
Shape ISO Item Number Inch Item Number | R I iz D Coated Chip Control Range amggt’le
- < - N = v.
.E.g E == 5 see pages:
VCGT 110202M CL 018 o o0 0
— é ?g
VCGT 110301M CL wle: e e.e.e £ g;g‘: G29
CL %2 oo s
Feed (mn/rev)
110302M CL mlel e eieie
VCGT 110301M YL ele e e eie
_ §§§ G29
S 110302M YL le o eee 2o ) G31
YL 8 o 05 01 02 04 G56
(] Feed (mn/rev)
=X}
F35 110304M YL 3|0 e e eie
[
VPET 0802005 Ri KHG 005 ® R
0802008 Rt KHG 008 @ RIR
0802018 R4 KHG 018 Y
TS| 080202 % KHG 02 OF 53
KHG  |VPET 1103005 ®{ KHG 005 ® R 3 o8
Rhnd shoun 1103008 ®4¢ KHG 008 o R i I
1103018 R4 KHG 018 o R Feed (m/rev)
110302 R{i KHG 0.2 o R
e |VPET 0802008 ®( UHG o8 ° 2o 633
Rhand shown LT
VPGT 110300 FN AM3 003 o0
110301M FN AM3 wlie e eie 2o )
O e
110302M FN AM3 mmle e ee
s Inserts having 01M, 02M or 04M as the R code can be used for machining when the @ : Standard stock @ : New standard stock Il * Scheduled to be produced by order vk = Standard stock (Specified)

component drawing specifies that the radius is less than R=0.1, R=0.2 or R=0.4 respectively.
32 The specifications of CL chipbreaker are slightly different from the above dimensions, but it
has no problem for machining,
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(TFV with Wiper edge) TRV T ess Tas | o

Steel P|lOO0 O . ® 0 0.0 @|e
- StainlessSteel | M\ |©O . @ ©:® ® ®: @ (]
J N Cast Iron K ( @ : st Choice
35‘ 7‘ Non-Ferrous Material | N ° o0 [ ) ® : 2nd choice
TFV(VC_) Heat Resistant Alloy | S | ® o 00
Hardened Material | H | ® [ J (3
Carbide F
.or
Shape ISO Item Number Inch Item Number | R PUD) o5l D Coated Chip Control Range a%;:)l;gg?le
- o< - iN|= ’ :
UH HH  EHE
)
o
=
TFV 11 FR 05 U  |VCGT2202RUWP |005| @ @ =5
~ 50
g 3.0
1 é 1.0
@ S o5
3 03]
o 05 0.1 02 04
U : F‘eed (mm‘/rev) )
1M FR10U 2204RU-WP | 0.10 e o
G29
G31
TFV 11 FR 05 SX |VCGT2202RSX-WP | 0.05 (] (
— 50
E 3.0
@ 310
S o5
8 03]
Small flat o o1 05 0.1 02 04
on edge Feed (mn/rev)
11 FR 10 SX 2204RSX-WP | 0.10 o @
@ : Standard stock @ : New standard stock B : Scheduled to be produced by order 5 : Standard stock (Specified)
*Note: NTK WP style inserts have a wiper facet design.
S — The insert has a 0.2mm flat on the cutting edge when the insert is set into the tool-
J’—( -~ 7 ; holder.
/ N @ Tﬁe felgt on the cutting edge ensures a superior surface when feed rates are increased.
. ;‘ / N N WP style inserts can be used in toolholders: SVJC

E51



MEMO

S10NpOId |8ping uooajes (s
[ S[eliae 00 |

12139 PUE NGO | 400 03

Jadeys

Buljooy ai

uonaNpoU|
uoneslddy

S|o0]
Buieiloy

uolrew.oyuy

E52



General Turning Toolholders

®Selection Guide -+:-vccccrrreeaaaaann F2
® Holder Identification System ----:----- F4
OFOr CN..INSerts --«ccsteoeeeessosccncsans F8
OFOr DN.. Inserts::--ctesveececassoscans F12
OFOr SN.. INnserts «----cceeveccecoasaannns F16
OFOr TN..INserts ---ccceeveccecassancans F22
OFor VN..Inserts «--+-cteeveccescasannnns F26
OFor WN..INSerts::--ctveveccecassascans F28
OFOr RN.. InSserts «--cccteeveccesaasaannnn F30
OFor CDH..Inserts -::-tvsveccecossoncnns F31
® For RCGX/RPGX.. Inserts «:--cccecevvve- F32
OFOr RCGY..INSertg -« +esceeeecossoccans F33
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Selection Guide

® General Turning Toolholders I ———————

Lead Angle/ o 5 o . 5 .
Insert shape 75"/ CNLI] 95°/CNLI] 95°/ WNLI[J 75"/ CNLICJ 75"/ TN 75° /SN
Tooling \
©
= WWLM type
o g WCLN type --F28 WCBN type
- 3 2 --F8 WWLN-2 type ~-F10
g | 3 --F28
£
pa S w
S a g TCLN type TCBN type
N E & --F8 --F10
o S
2
s [
v) § g HCLN type
E —g_ ; ...F8
8 &)
E’ £ C31 type C11 type
a % CCKN type /CCLN type CCBN type C23 type --F18
59 ~F10 ~-F10 --F24 C16 type
LT e
2 % g 2 PCLN type PSBN type
wc -
Lead Angle/ . BT c .
Insert shape 107°30'/DN | 117°30'/VNLI] Round R ][] 45° /SNLI[] 75° /SNLIC]
Tooling 117°30° Ko\\ I
- -2 i
o
5 3
T g WDHN type WVPN type WSDN type
. | 2 Z ~F14 --F26 ~+F16
5 &
g
g | 532 TSDN type
2 WG 6
5 | 82 ~F16
9
E o
3 | Eg
O ] % HDHN type HVPN type HSDN type
s | g2 ~-F14 --F26 ~-F16
= ET
8 a)
g) 5 g C54 type C55 type C14 type e
o = ype
£ 3 /CRDN type /CRGN type /CSDN type
& ---F20
o ~-F30 --F30 --F16
GE
2 % g % PSDN type
59 | 3o ~F16
wc -




NTK

60° /SNLI] 60° / TNLI[] 85° /SNLI[] 91° /TNLIC] 93° /DNLI[] 93" /VNLIL]
93" h
- [P\
WTGN type WDJN type WVJN type
--F22 --F12 ---F26
TTGN type
--F22
HDJN type HVJN type
--F12 --F26
C21 type
C13 type C24 type CSHN type --F22 CDJN type
~-F18 --F24 --F18 C22 type --F12
--F22
PDJN type
--F12
85" /SNLI[] 45° /SNLI] 91° /TNLI 72°30'/VNLI] 62°30'/DNLIC]
| O J
* @ 62‘3:
'''' -‘-
WSSN type WTFN type WVVN type WDNN type
--F16 ..F24 .-F26 --F14
TSSN type TTFN type
--F16 .-F24
HSSN type HVVN type HDNN type
---F16 ---F26 ---F14
C12 type C25 type
C17 type Y|
-F20 /CSSN type F24
--F16

=
=
Eo
Ek]
=1
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==
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® General Turning Toolholders I ———————

Holder Identification System

C : Clamp-on type

(C type) A T : Triangle
P : Lever-lock type . .
(P type) S 1 Square
: - R : Right hand
S : Screw-on type E C: 80° rhombic g
(S type) L : Left hand || Shank height Shank width Any ID symbol
: - ) indicated in “mm” indicated in “mm” | | or number
W : Doqble clamp type g D : 55 rhombic | | N : Neutral
T : Clamp-on type . ape .
(Multi Clamp Toolholders) LY7| V357 rhombic
— H : Dimple-clamp type @ )
£5 (Mutti Clamp Toolholders) R Round
T5 . Shank Size Shank Size
8 Clamping System Insert shape Hand of tool (Height) (Width) Other ID data

C

C

25

25

M

12

. Length of Insert size
Approach Angle Insert Relief Angle toolholder (cutting edge length)
(mm)
A B C D E F
F: 80 @ s
91° 75° 91 45° 60° 91°
H:100 i ‘ L
K:125
G H ] K C M L:140 f
C
91 1075° 93 75¢ 95° 50° N:O° Negative M:150
tﬂ m > m B:5° Positive N:160 DU
, C:7° Positive P:170 L
N P R g T U P :11° Positive Q:180 ‘
625 1175° 75 & 60° 93" D :15° Positive R:200 Eﬂ
m Ym Y\I ‘T\ Y\i E:20° Positive 5250 L
Y W X Y
72.5° 60° Special 85°
cutting
edge

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




NTK

Structures and Features of NTK Toolholders for General Turning

Series Structure Features
c ®Secures the insert with high
g_ clamping force
E ® Excellent in indexing accuracy
© ® Suitable for heavy-duty applications
o including interrupted cut machining
5 ®eClamping system for ceramic
cutting tools
o
S =
5 £g
o S
O §£
3
o
é-; ® Shim screw clamping methods can
= be utilized by a simple clamp shim

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

®Prevents insert breakage by
optimizing the clamping force

®Allows for highly accurate
machining with highly repeatable
accuracy

®Inserts can be easily changed as
clamping is possible from the front
and back of the tool

H type : Dimple-clamp | T type : Clamp-on

Insert

® General-purpose toolholder

® Allows for smooth chip control
without fouling any clamping
mechanism

Clamping screw

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

P type : Lever lock




® General Turning Toolholders I ———————

Multi-Clamp Toolholders

Measurement result of clamping force by sheet.

Even and rigid clamping!!

NTK's double clamp go%nt;&eglt;r:;fo

Opposite side . .
of cutting edge Side Side

m =

® Three clamping configurations available with
one toolholder just by changing a clamp

@ Clamp screw also accessible from bottom
of the toolholder Dramatically improved
accessibility when using toolholder up-side
down

bl

Bottom A 4 Bottom

Cutting edge side

(Tightening Torque 7.5Nm. Red part is clamped well.)

Clamp for various style of inserts available

Three types of inserts can be set by only changing the clamp.

M Double-clamp type M Dimple-clamp type M Clamp-on type




NTK
nstructions

P Recommended tightening torque for setting insert is Z5Nm when using
Wrench LLR-T20 and 5.0Nm when using LLR-T15.

Excessive or insufficient tightening may result in inadequate clamping.
P Change the clamp and remove one shim when using dimple insert as
the thickness of compatible dimple insert is 7.94mm.

wFollow the instructions below to put on a clamp.

1. Put the clinched end (1) of spring to the groove beside the screw hole (2).

Spring
Toolholder

(2) Groove beside the screw hole (1) Clinched end of spring

2. To put the clamp on the toolholder, Put the pin (3) of the clamp into the
groove (4) provided on the toolholder. Make sure that the screw hole
(1) of the clamp and spring hole (2) on the toolholder are matched.
Caution : Confirm the clinching end of spring is in the groove 5 provided on underside of the clamp.

(1) Screw hole

(2) Spring hole

(3) Pin of the clamp
(4) Groove for clamp pin

3. Finish up by tightening the screw.
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® General Turning Toolholders

CN.. Inserts

C31/CCLN S
L .
Clamp-on L X I
,%—-Ei‘—'_; ‘____t
x |
1 I‘_r
®Right-hand shown
PCLN-N
Lever lock L .
Able to tighten both sides
% 1@ -
g
{ B -
®Right-hand shown.
P L —
CLN - :
Lever lock - o
Able to tighten both sides [ 10 j{
0}6. 95 O
6° COD( | -
< v J!c -
®Right-hand shown.
M Multi-clamp holder
TCLN »
Clamp-on =
WCLN o e
Double-Clamp 16 5
HCLN
Dimple-Clamp 2]
< =

®Right-hand shown.




NTK

M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions(mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cremiaey) | SPap ring
Figure Item Number
R | L RthLwh1sz g % N@
5538293 C31R1-33 @ 19]19(14019|25|32 BS0829W
-34 25/19(160[25/25|32
1 [5538301/5536319 -44 ®|®|[25[25)160[25/32132) COAW [ACN422 scogscyy | M3* 12| LW-4 | SRO8
5601422/5601430 -45 @ @ 32(25(160(32(32(32
5700315/5700299| CCLNR{3225P12 |@ |@® [32(25(170)32|32|32
Clamp Pin | Clamp Screw Spring
2 |5259056 PCLNR1L1620X43N |@| |16]|20/120{16/0.0)25 — LSC42 & é LW-3 @
LCL4 | LCS4CA LSP4
Clamp Pin | Clamp Screw Spring ER
5321997/5322003| PCLNR12020K43 | @ |@® [20(20/12520|25|28 g =
3 — | Lsca2 & é LW-3 @ £2
5322011(5322029 2525M43 (@ (@ 25/25(15025(32(28
LCL4 LCS4 LSP4

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

M Dimensions of toolholders and spare parts / Multi-clamp holder
Code No. Stock | Dimensions(mm) | Clamp | Shim | Clamp Screw| Shim Screw | i\l | o oo | SPYINgG

, ™) &
Figure . 1 Item Number RILIh|b|L:| k| F|L: ﬁ}, % ? N N g
5701610/5701628{ TCLN®{2525M12 | @ |@ |25[25[15025/32[32
5701131570163 3225P12 | @|@|32)25[17032/32/32 TCOCN
3232P12 3232170323932
56825705662588] WCLNR{2525M12 | @ | @ |2525(15025[32[32 AOS6
DC6CN «| FSS15-
4 [5682604]5682612 3225P12 |@|@[3225/170/32[32(32] Doubie- |ACNA23| *30W* | 20127 11IR-T20 LLR-T10| ASGLE-D
3232P12 32[321170[323932] ™ flomboth encs
5701145570156 HCLNB(2525M12 @@ 2525150253232
5701875(5701883 3225P12 |@|®@32025/170332/32/32] oimeie.
3232P12 32[3217032[39[32] ™

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

M Applicable inserts

Figure Item Number Insert Listed on pages
€318+
1| CelNpi12¢ CNLIN1204(1207) ‘ E7
CNCJA1204
2 |PCLN®(--43N =t $ E6-20-21-36
3 | PCLNR{(---43 gmgg} %83 $ E6+20-21-36
TCKLN®(--12* | CNLCIN1204(1207) ‘ E7 Multi-clampholder
Just changing the clamps
CNCJAT204(1207) | i ,
4 |WCLNSC-12% | oNCiG1204(1207) | N2 E6-20-21-36 enables the holder to clamp pin
HCLNR( 12 CNCIX1207 . E7 type, flat or dimple style inserts.

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



® General Turning Toolholders I ———————
CN.. Inserts

CCBN o
Clamp-on ( W
o a
@ L—é@ 75° I =
\/_/ . '\‘°L2 | |
e L L .
—~{_ -
§ X @
I3 -
\ ",’ T~
L
2, ®Right-hand shown.
CCKN
Clamp-on
=i |
L.
R_\Q/ R L
®Right-hand shown.
M Multi-clamp holder
TCBN
Clamp-on T L
Lo
WCBN =
Double-Clamp 6° -
4;
<
/
/ g
®Right-hand shown.

F10
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M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cyeniaey) | SPap ring
Figure Item Number
Bl R L u RthL1h1sz g % \p D)
1 |5830617 CCBNR{2525M12 |@| (25(25|1502522|32| cCO8M* acnazalssoszsw  mzs 12| twa | sros
2 [5613690 CCKNR{2525M12 |@| [25/25[150125|32(30 (CCO8W)

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

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

Code No. Stock | Dimensions (mm) | Clamp | Shim  |Clamp Screw | Shim Screw | o o Seeu | ot S sctew) | SPFINg

Figure ltem Number ) &
R | L RthL1h1sz % NN

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

3225P12 32]25[17032]22[32| TC6CN £5
Pern AOS-6 e
3232P12 32/320170/32]29[32 | FSS15- £3
3 ACN423 | * 30W* LLR-T20|LLR-T10|ASGL6-D| &
5682620/5682638| WCBNR{2525M12 | @ | @ [25|25(15025(22|32 DCECN ewatle 3.0%12
3225P12 32/25[170132[22[32| Doubte-
3232P12 32[320170j322932] “°™

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

M Applicable inserts

Figure Item Number Insert Listed on pages
1 | CCBNR{2525M12
CNLIN1204(1207) . E7

2 | CCKNR{2525M12 Multi-clampholder
hanging the clam)

TCBN®(-12 CNIIN1204(1207) ‘ E7 Just changing the clamps

3 enables the holder to clamp pin
CNLIA1204(1207) 65K i i

WCBN®{-+12 CNCIG1204 (1207) @ E6 - 20« 21+ 36 type, flat or dimple style inserts.

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

F11



® General Turning Toolholders
DN.. Inserts

CDJN L
Clamp-on '3——1
o i °
+
—
r%’ép OBl
7 [PDJN-N
| Lever lock Li
- Able to tighten both sides <L—7
A - Q
Ol [A] &
- E
®Right-hand shown.
PDJN Li
Lever lock i .
Able to tighten both sides — J Q\
i E L 0/@®
I
= o
®Right-hand shown.
M Multi-clamp holder
WDJN - L

Double-Clamp
— ® <
HDJN @,
6] A
(e}

Dimple-Clamp

h:

Figure-4 eRight-hand shown.

F12
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M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cympsaey) | SPap ring
Figure Item Number
Bl R | L u RthL1h1sz g % \p G
CDJNR{2525M15 25|25(150125(32|32| ccosm
1 ADN422|BS0835W | M3 12| LW-4 SRO8
3225P15 32(25/170[32(32]32| (CCO8W)
Clamp Pin | Clamp Screw Spring
2 5259072 PDJNR11625X43N |@ 16|25/120116(0.0{25 — LSD42 & é LW-3 @
LCL4 |LCS4CA LSP4
Clamp Pin | Clamp Screw Spring
5322037|5322045| PDJNR{2020K43 | @ | @ |20/20/12520|25/32 — LSD42
: 818 | |
5682463 2525M43 |@| |25/25(15025(3232 — LSD42 LCL4 LCSa LSP4

=
£ v
53
=S
==
==
Lo
o =
(&)

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

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

Code No. Stock | Dimensions (mm) | Clamp | Shim | Clamp Screw |Shim Screw | Coersoey | o i tomg | SPYiNg

Figure ltem Number ) &
R | L RthL1h1sz NN

5682729|5682737| WDJNR{2525M15 | @ | @ [25|25|150125(32|38

DC6DN
5682745 5682752 3225P15 |@| @ [32(25/17032/3238| Docbie-
3232P15 32[32/1703232/38] “°™ AOS-6
4 ADN423| %30W# | FSS15-1) | 0 1501 | R-T10|ASGLE-D
5701263|5701271| HDJNR{2525M15 | @ |@ [25/25(15012532[38 HC6DN Jewatle 3.0%12
5701269|5701297 3225P15 |@|@[32[25/170132/32138| bimpre.
3232P15 32[3201701323938] ™

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

M Applicable inserts

Figure Item Number Insert Listed on pages
1 | CDJNB{---15* DNLIN1504(1507) v E8
DNJA1504 o 9.3,
2 |PDJNE(--43N DNDIG1204 —— E8-22-23-36
3 | PDJNS(--43 Bmgélggj N~ E8-22-23+36 Multi-clampholder
o DNLIA1504(1507) - o on. Just changing the clamps enables
, | WPINETST | DNCIG1504(1507) st E8:22-23-36 {the holder to clamp pin type, flat
HDJN®{---15 DN[IX1507 | “— ES or dimple style inserts.

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

F13



® General Turning Toolholders

DN.. Inserts
M Multi-clamp holder

WDHN
Double-Clamp
HDHN
Dimple-Clamp I L
J& Y
3= < E <
®Right-hand shown.
WDNN —
Double-Clamp
HDNN L\62“30' A
Dimple-Clamp L+ /‘\
L
&) 2
%’
2|
L
= I

F14
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M Dimensions of toolholders and spare parts / Multi-clamp holder

Code No. Stock | Dimensions (mm) | Clamp | Shim | Clamp Screw | Shim Screw | o teet ey | or shse sty | SNAP Ting
Figure Item Number @ &
B R | L R | Lih|b|Lim|flL SNBSS T l NN%
N N - '
568278/5662786 WDHN{2525M15( @ | @ [25(25[15025[3235] |
3225P15 32/25[170[32[32/35| Doubie-
Clamp
3232P15 32(32/170[3239/35 . .
1 ADN423| A9>-6 TFSST15-1)) o 10| LLR-T10|ASGLED
5701313(5701321) HDHNR{2525M15 |@ | @ |25(25(150/25/32(35 HCEDN *30W#|3.0%12
3225P15 32/25[17032/32/35| pimple-
3232P15 32[32170[32[3935] <™
5682760 | WDNNN2525M15| @ [2525[150250125008 |
3225P15 32/25[170[32012.5425 Double-
Clamp AOS-6
3232P15 32[320170[32[16.01425 . .
2 ADN423| %30W# | FSS15-1) | 0 1501 [R-T10|ASGLE-D
5701305 |HDNNN2525M15 | @ [25[25[150125[125425 sewable | 3.0%12 _
HC6DN from both ends £ o
3225P15 32(25[170[32/12.5425 ' Dimpte- EE
3232P15 3232017033216} ™ £8

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

M Applicable inserts
Figure Item Number Insert Listed on pages

WDHNBR/{---15% DN[JA1504(1507)

E8+22.23-36

™
et Multi-clampholder
HDHNR(---15 DNIIX1507 Eﬁ E8 Just changing the clamps enables
— the holder to clamp pin type, flat
or dimple style inserts.

WDNNN---15* DN[JA1504(1507)

g™
HDNNN---15 DNLIX1507 iﬁ E8

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

E8+22.23-36

F15



® General Turning Toolholders I ———————

SN.. Inserts

C14/CSDN
Clamp-on 9/ e ———

P
= %§ B
C12/CSSN . L N

Clamp-on _‘__@ B I[ 1

=3
£ v
53
=1
s=
==
=z
o =
(&)

Fi 2 /
igure-2 N ®Right-hand shown.

PSDN .
Lever lock ,@)_L L ~

M Multi-clamp holder
TSDN L

Clamp-on |

WSDN
Double-Clamp ‘A)s

HSDN
Dimple-Clamp

TSSN

Clamp-on

WSSN
Double-Clamp

HSSN
Dimple-Clamp

Figure-5 e Right-hand shown.
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NTK

M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cepsaewy | SNap ring
Figure Item Number
Bl R L u RthL1h1sz g % N D)
N N
5538327 | C14M-33 ® [1919[140119[9535 BS0829W
5538335 .34 ® [25/19[16025/9.535
1 | 5538343 -44 ® [2525[16025/12535 (%%%88’\\5‘\,') ASN423 M3#%12| LW-4 | SRO8
BSO835W
5638036 -45 ® [3225[16032]12535
5700349 | CSDNN2525M12 | @ |25[25[15025/12535
5538178[5538186| C12%(-33 ®|®|19]19/1401927/28 (%%%88"\;‘65) BS0829W
5538194/5538202 -44 @@ [2525[160125/35/31
2 [o620869[5637277 -45 @@ [32/25/16032[35(31] ccogm | ASN423 — M3#121 LW-4 | SRO8
5700448 CSSNR{2525M12 | | @ |25|25/15025(32/31](CCO8W)
5857172 3225P12 @ [32[2517032/32]31
Clamp Pin | Clamp Screw Spring -
5523451 |PSDNN2020K43 | @ [2020[12520/1030 =
3 — | Lss42 & é LW-3 @ g5
5764006 2525M43 | @ [2525/150125(12530 =
lCL4 | LCS4 LSP4

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

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

Code No. Stock | Dimensions (mm) | Clamp | Shim | Clamp Screw |Shim Screw | ver o | o Sty | SPYINgG
Figure Item Number >y < N N g
R L R| Llh|b|L|hi]|f|L| L 5
| | LAY sl
5701784 |TSDNN2525M12 | @ [25|25(150/25[12535
5701792 3225P12 | @ [32]25[1703212535| [SOCN
3232P12 32[32[17013216/35
5682935 | WSDNN2525M12 | @ [25[2515025[12535] 5 ~¢ - AOS6 | _ o
4 | 5682943 3225P12 | @ (32(25[170132(12535| Double- |ASN423 | * 30W* 30 *1i LLR-T20|LLR-T10|ASGL6-D
Clam screw-able .
3232P12 32(32[170[32/16.035 P from both ends
5701503 |HSDNN2525M12 | @ [25[25[150125/12535,,~ccp
5701511 3225P12 | @ [32(25[17032[12535| bimple-
3232P12 32[32170[32[16[35| amp
5701768[5701776| TSSNR{2525M12 | @ |@][25]25[15025[32[35
3225P12 32[2517032[32)35| TCOCN
3232P12 32(32[170132/39/35
5682901]5682919) WSSN®{2525M12 | @[ @ [25[25[15025[3235| 5 ~¢ AOS6 |
5 3225P12 32/25(17032|32[35| Double- |ASN423 | * 30W* 30412 |LLR-T20|LLR-T10|ASGL6-D
3232P12 32[3217032[39|35| <mP fombomends|
5701487]5701495) HSSN®{2525M12 | @ |@[2525[15025[32135 ., .,
3225P12 32(25(17032|3235| bimple-
3232P12 32(32[170[32[39|35| <amP

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

M Applicable inserts

Figure| ltem Number Insert Listed on pages Figure| [tem Number Insert Listed on pages
C14M----* 5 ~11 24«
T | CSDNN-12* | SNTINT204 o120 37 TSDNN--12% | SNLIN1204(1207) . E10~11+24+37
C128%(" (1207) . .19% | SNCIA1204(1207) |(es 1 0 5¥ e
2 | CssNs-12¢ 4 |WSDNN-12* | gNFG1904(1207) | \esew | E10~11-24-37
SNJA1204 | | e 1194 » .
3 |PSDNN---43 SNCIG1204 \ i | E10~11-24-37 HSDNN---12 SNLIX1207 E11
TSDNN--+12* | SNCIN1204(1207) . E10~11+24 37
Multi-Clamp holder 5 | WSDNN--12+ | NDAT204(1207) 1 {es | E10~11.24.37
Just changing the clamps SNLIG1204(1207) =
enables the holder to clamp pin HSDNN--12 SNCIX1207 . E11
type, flat or dimple style inserts.
%A holder having the dimension “h ™ of 25 or greater comes with two shim seats. An insert “7.94-mm thick” can be also mounted by removing one of the shim seats. F17



® General Turning Toolholders I ———————

SN.. Inserts
C13

Clamp-on

(y

C11 S ¥ —
Clamp-on —t -
NV B

=3
£ v
53
=1
s=
==
=z
o =
(&)

C16 L . l
Clamp-on h — [ T
T | & |

CSHN NN T
k2 |
Clamp-on N )
- 1 =
b _ v
NS g/
-
_Ef,‘ \ !‘\,7 SR
. — | S
—t e Right-hand shown.
PSBN )

Lever lock

® Right-hand shown.
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NTK

M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cepsamwy | SN@p ring
Figure Item Number
B R L u RthL1h1sz g % N@
5538244[5538251| C13%{-33 ®|®|19/19]14019)12535 BS0829W
5538269 .34 ®| [25/1901602512535| ccosm
1 ASN423 M3%12| LW-4 | SRO8
5538277/5538285 -44 @ |@® 25/25(160125(18535| (CCO8W) BS0835W
5684816/5802863 -45 @ |® [32[25]16032[18535
5538608[5538616| C117{-33 ®|®|19]19[14019[15534 BS0829W
5538624 .34 ®| [2519)16025015534| ccosme
ASN423 M3%12| LW-4 | SRO8
2 5538632(5538640 -44 @ | @ 2525(16025[21.534| (CCO8W) BSO835W
5778170571076 -45 ® | @ 3225160321534
5538350[5538368] C16R{-33 @ @ 1919140192232 BS0829W
3 [5536376[5538384 .44 ®|®|2525/160125)25)25 (%%%88"6‘\?5) ASNA23|_ o [M3%12] LW-4 | SROB
5684824[5746862 -45 @ | @ [32[25]16032[25/25 2,
4 [5692488[5692470| CSHNR{2525M12 | @ |@[25(25(15025(27130 (%%%88"6‘\,) ASN423 |BSOB35W|M3#12| Lw-4 | SR08 | B
Clamp Pin | Clamp Screw Spring =
5 [59345185934492| PSBNR{2020K43 | @ |@[20[20/1252017]28] — | Lss42 & é LW-3 @
lCL4 | LCS4 LSP4

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

M Applicable inserts

Figure Item Number Insert Listed on pages

1 |C13es

2 |c1tes
SNIIN1204(1207) E10~ 112437
3 |c16ms

4 | CSHN--12%

5 PSBN:---43

SN[CIA1204 \u E10~11-+24-37

SNLJG1204

=1

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

SN.. Inserts

C15
Clamp-on
kl ,{g /_’\ =
L]
> ) L
6° —
% ‘:\
/‘( —
2,
= \—
®Right-hand shown.
C17
Clamp-on
%
S ﬁg / Q
v
L
£ - L,
60
(% ——
I J
< |
1 1
®Right-hand shown.
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M Dimensions of toolholders and spare parts

NTK

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' tepsamwy | SN@p ring
Figure Item Number
B R L u RthL1h1sz g % N@
5566070(5538210| C15R{-33 @ | @(19(19/140[19/2529 BS0829W
5538228 -34 @ |25(19/160[25|25|29| ccogm
1 ASN423 M3%12| LW-4 | SRO8
5538236/5576863 -44 @ |@® 25/25(16025(31/28| (CCO8W) BS0835W
58028485759865 -45 @ @ (32(25/16032/31/28
5538145 C17R{-33 ®| 19)19[14019]2430 BS0829W
2 |55381525538160 -44 ®|®[2525/160253030 (%%%88’\\;‘\,) ASNA23[ o [M3%12| LW-4 | SROB
5755400(5743281 -45 @ | @(32[25[16032/30[30

M Applicable inserts

% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.

¥ For other shank sizes, please contact us for more information.

Figure Item Number

Insert Listed on pages

1

C15:-+%

2

SNIN1204(1207) . E10~11+24.37
C17-+%

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

=
=
Eo
Ek]
=1
==
==
Lo
D =
(&)
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® General Turning Toolholders
TN.. Inserts

C21 )
Clamp-on N 'Lz: o | WV 77777 T
o | <l )
Bt LN
= . 91 C—
TR {
F%‘Qﬁy
b R
e Right-hand shown.
C22 L
éé Clamp-on 4=
AaCInE
pe |
® Right-hand shown.
PTLN
Lever lock 25 =
o "
iJL o
e Right-hand shown.
M Multi-clamp holder
TTGN L.
Clamp-on L
S— o <
WTGN %
Double-Clamp J‘é ﬂ
o
< <
® Right-hand shown.
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NTK

M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cemsamwy | SN@p ring
Figure Item Number
Bt | L u RthL1h1sz g % N@
5538426 C21R{-33 @®| [19/19[140119|19/28 BS0829W
5538434, -34 @ [25|19/160125|19|28| CCO8MS*
1 ATN323 M3%12| LW-4 SRO8
5538442|5538459 -44 @ | ® 25(25(160,25|25/28|(CCO8WS) BS0835W
5760558/5650411 -45 @ | @ 32(25(160[32(25|28
5538467|5538475| C22R{-33 @ | @ 19(19(140[19|25|25 BS0829W
5538483 -34 @®| |25[19[160/25|25(25| cCosMs*
2 ATN323 M3%12| LW-4 SRO8
5538491(5538509 -44 @ | ® 2525(160/25|30|25|(CCO8WS) BS0835W
5695630|5692231 -45 @ | @ 32(25(160[32(30(25
Clamp Pin | Clamp Screw Spring
3 [5552336/5552344/ PTLNR{2020L33 |@ |@|20|20[140120|25[25] — LST317 & é LW-2.5 @ =,
LCL3 LCS3 LSP3 §§

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

M Dimensions of toolholder and spare parts / Multi-clamp holder

Code No. Stock | Dimensions (mm) | Clamp | Shim | Clamp Screw |Shim Screw | ives o | o s | SN@P ring

Figure ltem Number ) &
R | L RthL1h1sz % \]\]

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

3225P16 32]25[17032[32]25| T2 TN
pron AQS-5
3232P16 32[32017032[39]25 . .
4 ATN 26w | FSST5-1) | o 715|1LR-T10|ASGLS-D
5682976(5682984 WTGNR{2525M16 | @ | @ |25(25(150/25/32[25 DCSTN 323 Jewatle 3.0%12
3225P16 32/25/170132[32[25| Double-
3232P16 32[320170[32[39)25| ™

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

M Applicable inserts

Figure Item Number Insert Listed on pages
1 |c21-®
TNLIN1604(1607) ‘ E12~13 « 25~26 ¢ 37
2 |€22-%
TNLIA1604 a ;.
3 |PTLN--33 TNOG1604 © E12~13 « 25~26 ¢ 37 Multll clampholder
A Just changing the clamps enables
TTGNR(--16% TNLIN1604(1607) ‘ E12~13 + 25~26 « 37 :
4 the holder to clamp pin type, flat
WTGN®---16* TNIJA1604(1607) o E12~13 « 25~26 + 37 or dimple style inserts.

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

TN.. Inserts
C23

Clamp-on @5 Lo 5
1@

0
*Q..l"
e ~

Figure-1 ®Right-hand shown.

C24

Clamp-on @/ - L
i N
]

=3
o
53
=S
s=
==
=z
o =
(&)

VA== :
i o
B '

; ~J
Figure-2 e Right-hand shown.

C25

Clamp-on L, o

Figure-3 e Right-hand shown.

M Multi-clamp holder
TTFN

Clamp-on =

WTEN o e -

Double-Clamp L&

L

h

l

O
h

Figure-4 eRight-hand shown.
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NTK

M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim Screw | ' Cepsamwy | SN@p ring
Figure Item Number
Bt o | L u RthL1h1sz g % \? S
5538541 C23R{-33 ®| 19/19[14019[14530| ccosms* BS0829W
1 ATN323 M3%12| LW-4 | SRO8
5576939/5538558 -44 @ | @ [25(25(160/25[20530| (CCOBWS) BS0835W
5538517 C24R{-34 ®| [25(19/160(25[10532| ccogms* BS0829W
ATN323 M3%12| LW-4 | SRO8
2 5538525/5538533 -44 @ |@® 25/25(160125/16.532| (CCO8WS) BS0835W
5538566/5538574] C25R{-33 @ @ 19/19[140/19|25/25 BS0829W
5576954 34 ®| [25/19[16025(25/25| ccogms*
ATN323 M3%12| LW-4 | SRO8
3 lissem2 5538590 -44 @ |@® 25/25(160[25(30|28| (CCO8WS) BS0835W
5720875 -45 @ [3225[16032[30/28

3% CCO8W clamp incorporates a hard carbide facing to eliminate excessive wear from the chip flow.
% For other shank sizes, please contact us for more information.

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

Code No. Stock | Dimensions (mm) | Clamp | Shim | Clamp Screw |Shim Screw | o iver | for Sy ) | SN@P ring

Figure Item Number > = Q
R L RthL1h1sz % NN

57018595701867) TTFNR{2525M16 |@ | @ [25(25|15025(32(27

=
£ v
53
=S
==
==
Lo
o =
(&)

3225P16 32]25[17032[32]27| T2 TN
amp-on AOS-5
3232P16 32(32[17032|39|27 «| FSS15-
4 ATN 323| * 26W* LLR-T15|LLR-T10|ASGL5-D
5682992(5683008] WTFNR{2525M16 | @ | @ |25(25(15025(32(27 DCETN Saeuable 3.0%12
3225P16 32/25(17032|32[27| Double-
3232P16 323217032/39)27| <™

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

M Applicable inserts

Figure Item Number Insert Listed on pages
1 |c23-
TNCIN1604(1607) ‘ E12~13 « 25~26 + 37
2 |c24--
3 |c25-- TNCIN1604(1607) ‘ E12~13 +» 25~26 » 37 Multi-clampholder
Just changing the clamps enables
TTFNB(--16 TNCIN1604(1607) ‘ E12~13 « 25~26 + 37 )
4 the holder to clamp pin type, flat
WTFNB;----16 TNLIA1604(1607) -~ E12~13 + 25~26 « 37 or dimple style inserts.

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

VN.. Inserts
M Multi-clamp holder

WVJIN

L

Double-Clamp T

HVJN

Dimple-Clamp

h+
3

)
>
=
=]
=
=]
S
=

® Right-hand shown.

=
=
£
=
=
=
D
=
>
(&)

WVPN

L

Double-Clamp

HVPN
Dimple-Clamp Lﬂﬂ -

—
7,)1?0 NN |~

110°

hs

®Right-hand shown.

WVVN
Double-Clamp

L

HVVN g
Dimple-Clamp

15°

h;
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NTK

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

Code No. Stock | Dimensions (mm) | Clamp | Shim | Clamp Screw | Shim Screw | o teet ey | for shse sty | SNAP Ting
Figure 5 1 Item Number R L ulalslidnlslL 5@2 % N N g
N N ~ '
Se8282856626%) WV INS(2525M16| @ | @ [25[25/150253241]
5682844[5682851 3225P16 |@|®[3225/17032[32/41| Doute-
3232P16 32[32[170[32/39}41| “*™ ACS6 | occic.
1 AVN 323/ *30W LLR-T20 |LLR-T10| ASGL6-D
57013965701412) HVJNR{2525M16 |@ | @ [25|25|15025(32(41 HCBVN Saeuable 3.0%12
5701420570143 3225P16 |@|®[32[25(17032[32/41| bimple-
3232P16 32[32170[32[39)41| <™
S682885/5¢42893] WVPN®{(2525M16| @ | @[25[25[150253235] .
3225P16 32[25[170132/32/35 oguie o5t
2 3232P16 32)321703232,35 AVN 323| #30W# | FSS15- 11 p 190 |1 R-T10| ASGLE-D
5701461/5701479) HVPNR{2525M16 | @ |@® [25|25(150/25|32(35 HCBVN ewavle 3.0%12 —
3225P16 32[25[17032/32[35| imple- EE
3232P16 32[32]17032[39[35] “*™" EE
5662677 | WVVNN2525M16| @ [2525/15025/12044] =
3225P16 32[25/170[32[125/44 Dgue o5t
3 3232P18 32532/1703216124 AVN 323 % 30W*| FS515- 112 120 |LLR-T10| ASGLE-D
5701453 |HVVNN2525M16 | @ [25(25|15025(125(44 N ewatle 3.0%12
3225P16 32[2517032012544| bimple-
3232P16 3232170321644 ™

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

M Applicable inserts

Figure Item Number Insert Listed on pages
VNLIA1604(1607) - Do,
1 WVINB % VNLIG1604 L E14+27-38
HVINB - VNGX1607 — .
‘ Multi-clampholder
WVPNR---* v G E14.27-38 Just changing the clamps enables
2 the holder to clamp pin type, flat
HVPNR;-- VNGX1607 — , .
" ‘ or dimple style inserts.
VNLIA1604(1607) - Do,
; WVPNE -+ VNLIG1604 S E14-27-38
HVPNR{-- VNGX1607 L —

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

WN.. Inserts
M Multi-clamp holder

WWLN
Double-Clamp
L
L
- Q
E
6
- s
P |
== "
25 < <
e Right-hand shown.
WWLN-2
Double-Clamp
L
L
@ Y SN <
le :
Y
‘of
; |
< <
® Right-hand shown.
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NTK

M Dimensions of toolholders and spare parts / NEW Multi-clamp holder

Code No. Stock| Dimensions (mm) | Clamp | Shim |Clamp Screw |Shim Screw (forvc‘l’a’ne,’;‘scahew) fordiench )| Spring
Figure ltem Number N /e &
R | L RthL1h1sz . NN
5630165683024 WWLNR{2525M08 | @ |@|[25/25(15025/32[33 AOS-6
DC6CN FSS15-
1 3225P08 32(25|170(32|32(33| Double- |AWNAZZW *30XV 3.0% 12 |LLRT20|LLR-T10 | ASGL6-D
screw-aple .
3232P08 32[320170132[40[33] <™ fomboth encs
5701578[5701586| WWLNR{ 2525M08-2 | @ | @ [25]25(15025/32[30 AOS-6
DC6CN FSS15-
2 3225P08-2 32[25170132[32/30| Dounie- AW | * 30W | 72527 |LIR-T20|LLR-T10 | ASGLE-D
3232P08-2 32321703240[30] ™ fom bothends

M Applicable inserts

Figure Item Number Insert Listed on pages =
Rfeee gé
T |WWLN% WNJA0804 ‘ E14-38 5
2 | WWLNB--2 WNLIG0804 &"

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

RN.. Inserts
C54/CRDN S PR

Lo
Clamp-on ‘*

C55/CRGN — Lo

Clamp-on | S
1 ]
Y | Q
@%

=3
£ v
53
=1
s=
==
=z
o =
(&)

\u_,/
YA = - e
1 1
<| \ El <
. o 1
Figure-2 e Right-hand shown.

M Dimensions of toolholders and spare parts

Code No. Stock | Dimensions (mm) | Clamp Shim | Clamp Screw | Shim ScreW | ol Sy | SNAP ring

2HCHE BRSNS

Figure ltem Number
Lih|{b|L:i|h:i|f|L

n

N N
5538392 | C54M-44 @ |25(25|16025|12533

1 5700323 |CRDNN2525M12 | @ |25(25|150125|12534| CCO8M | ARN42 |BS0835W | M3312 | LW-4 SR0O8
5700331 3225P12 @ [32(25|170132(12534

5538400 C55R{-33 @®| |19(19[140/19|28(30 BS0829W

5573027/5538418 -44 @ | @®|25(25(16025|30(30

2 5768221 -45 @®| [3225[16032/30(30 CCOBM | ARN42 BS0835W M3*12) Lw-4 >RO8
5829395 CRGNR{3225P12 |@| |32]25/17032|32/30

M Applicable inserts

Figure Item Number Insert Listed on pages

C54M----

1
CRDNN---12

RNCIN1204(1207) E9 - 23

C558{-++

2
CRGNR{----12

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

~
~

Py N

h1
N

®Right-hand shown.

B Dimensions of toolholders

Code No. Stock Dimensions (mm) ) =2
. Item Number : insert ZE
R ~n L R v L h b L hi L =
5454921 HRCD-22 () 30 CDH22
5144274 -33 ® 50 y CDH33
5454947 -42 50 | 50 | 300 | 50 | 80 CDH42
5844113 -43 80 CDH43
-53 100 CDH53
[(lgeY = E17 - L26
M Spare parts
Parts Clamp Screw Washer Shim for cﬁ;ﬁgcgc,ew)
Toolholder / /\
HRCD-22 CS0316 W120 HACDH22 LW-2.5
HRCD-33 CS0625 W110 HACDH33 LW-5
HRCD-42 1/4-20UNC % 11/4 HACDH42
W106 LWU-4
HRCD-43 1/4-20UNC % 11/2 HACDH43
HRCD-53 3/8-16UNC*11/2 W107 HACDH53 LWU-5
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® General Turning Toolholders
RCGX/RPGX.. Inserts

CRDC

L
L |

E; <
{F/TQ

®Right-hand shown.

B Dimensions of toolholders

';E Code No. Stock Dimensions (mm) .

ZE . Item Number : insert

= R ~n L R nL| h b L | hi | Lo
5720750 CRDCN2525M06 3RCGX/RPGX0607 (08)
5478706 2525M09 25 150 | 25 3¥RCGX/RPGX0907(08)
5691613 2525M12 - 20 3RCGX/RPGX1207 (08)
5911557 3225P06 () 3RCGX/RPGX0607 (08)
5829528 3225P09 () 3 170 | 32 3RCGX/RPGX0907 (08)
5829510 3225P12 () 25 3¥RCGX/RPGX1207/(08)
5634241 3232P15 32 30 RCGX/RPGX1510

3% Both of thickness 07&08 can be used.
[f=lgeq = E17 - L18 - L27

M Spare parts

Parts Clamp Screw Washer Shim Clamp Spring pin (for C‘{g{ﬁg%‘crew)
Toolholder ‘ : @ ® ‘ ‘ll /\
CRDCN3225P06 BS0520 WS-5 HARCGXO06 (A) HC35KR-4099 — LW-3
CRDCN3225P09 HARCGX0908V (B) HC35KR-6075 2% 8AW
BS0625 WS-6 Lw-4
CRDCN3225P12 HARCGX1208V (B) HC35KR-6076 2.5%8AW

F32
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RCGY.. Inserts
CRXC

L
L l

®Right-hand shown.

B Dimensions of toolholders

Code No. Stock Dimensions (mm) ) =2
, Item Number : insert ZE
R n~n L R nL|h | b |Li]| h | f | L =
5981469 CRXCR{3232P09Y ° 28 RCGY090603
32 | 32 [ 170 32 | 327
5981188 3232P12Y ° 38 RCGY120603
Inserts GAAVAIYY]
M Spare parts
Parts | Clamp Screw Washer Shim Shim Screw Spring Clamp (for Clnenerew)
/ (@) < f @ ' /\
Toolholder
CRXCR3232P09Y CS0425 Ws-4 HARO9Y M2 8 ASGL4 CRN4 Lw-3
CRXCR3232P12Y CS0525 WS-5 HAR12Y M3 %8 ASGL5 CRN5 LW-4

F33
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Unique Swiss Tooling

Tooling for Swiss-type Lathes G2 I

Spare Parts - Wrenches ..................... G4
, Clamp Screws and Wrenches ----------+ G5
Holder and inserts Combination -------- G6 =
y Front Turning G7 I
y
y
| Back Turning G43 l
Cut-off G63 I
Original Series G93 I
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= Tooling for Swiss-type Lathes m—

Tooling example for a small CNC automatic lathe (gang type)

§ Guide bushing

S
L
S

Cut-off

Back Front
Turning Turning

Grooving Threading

Threading

— |
Work material Guide bushing

Tooling for gang type tool post

Tooling example for a small CNC automatic lathe (turret type)

5G43~
Back Turning  Grooving

Cut-off ~ Back Turning Front Turning

Tooling for turret type tool post




NTK

Tooling example for a small CNC automatic lathe (horizontal gang style)

BFront Turning

Unique

(=)
=
=)

S
=

»
D

=
(%]

MBack Turning CH-SVUCL @Yk
CH-SVUPL (CX<EE]

=1

BWGrooving CH-GTTL @2<&)

JI{[

Y

Tooling for horizontal gang style tool post

WD Tooling CH-GTTL
=\

Eich

CH-LBML
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= Tooling for Swiss-type Lathes m—

M Spare Parts - Wrenches

Standard Items Optional Items
(LLR Type)
Item Number Appearance Item Number Appearance
CLR-13S
(Formerly f LLR-13S
RLR-13S)
CLR-15S
(Formerly LLR-15S
RLR-15S)
W
RLR-20S ' LLR-20S J)
LLR-25S e W]
LLR-255-20: 65 tJj
s 2
LLR-28S '
(Driver type wrench for increased adaptability)
Item Number Magnetic Driver Handle Item Number Replaceable Bits
HLR-13S
HLR-15S
XX2815-04 [ O wina SoftFinish®
HLR-20S
HLR-25S

(Driver type wrench kits)

Item Number Contents
XX2815-04-13S XX2815-04 with HLR-13S
XX2815-04-15S XX2815-04 with HLR-15S
XX2815-04-20S XX2815-04 with HLR-20S
XX2815-04-255 XX2815-04 with HLR-25S

Wiha SoftFinish®




M Clamp Screws and Wrenches

NTK

Clamp Screw Dimension (mm) Standard Wrench | |Adaptable standard
Appearance Order Code | Item Number a b | c [6()]OrderCode |Iltem Number|| LR | ffgelota
5704739 |LR-S-2% 3.5 M2 % P0.4 31| 35| 82
5907704 |LR-S-2X%3.7 M2 %X P0.4 31| 37| 82
5681994 | CLR-13S LR-1 T-6
5907712 |LR-S-2%X 4.4 M2 % P0.4 3.1 | 44 | 82
5907720 |LR-S-2X%5.5 M2 % P0.4 3.0 | 55 | 90
5907738 |LR-S-2.5%X4.8 |M2.5xP0.45 | 3.6 | 4.8 | 82
5704747 |LR-S-2.5X5.5 |M2.5%xP0.45 | 3.6 | 5.5 | 82
5681978 | CLR-15S LR-2 T-7
5907746 |LR-S-2.5%X6 M2.5%P0.45 | 35 | 6.0 | 90
5907753 |LR-S-2.5%X 6.8 |M2.5XP0.45 | 3.5 | 6.8 | 90
5773619 |LR-S-3%5.8 M3xP0.5 4.1 | 58 | 90
5907761 |LR-S-3%X6.2 M3XP0.5 52 | 6.2 | 82
5907779 |LR-S-3%X7.8 M3x%P0.5 4.0 | 7.8 | 90 | 5485164 | RLR-20S LR-3 T-10
5907787 |LR-S-4%X5.8 M4 % P0.7 58 | 6.0 | 82
5907795 |LR-S-4X9 M4 % P0.7 58 | 9.0 | 82 . %’
Accessible from front and back | 5116991 | LR-S-4 X 10PW | M4 xP0.7 5.8 |10.0| 90 | 5681978 | CLR-15S LR-2 T-7 § E
=
5534029 |LRIS-2%6 M2 X P0.4 26 | 6.0 | 60 =2
5681994 | CLR-13S LR-1 T-6
5907803 |LRIS-2.2%X6 M2.2XP0.45 |3.15| 6.0 | 60
5989181 |LRIS-2.5%X5 M2.5XP0.45 | 3.6 | 5.0 | 60
5681978 | CLR-15S LR-2 T-7
5907811 |LRIS-2.5%X7 M2.5XP0.45 | 3.6 | 7.0 | 60
5907829 |LRIS-3X6 M3XP0.5 40 | 6.0 | 60
5485164 RLR-20S LR-3 T-10
5428156 |LRIS-3X8 M3x%P0.5 42 | 80 | 60
5477328 |LRIS-4X5 M4 %xP0.7 5.85| 5.0 | 60
5907837 |LRIS-4%X6 M4 % P0.7 5.85| 6.0 | 60
5364930 | LLR-25S
5977566 |LRIS-4%8 M4 X P0.7 5.85| 8.0 | 60 LR-4 T-15
5794698 | LLR-255-20 65
5907845 |LRIS-4%10 M4 % P0.7 5.85[10.0| 60
5684105 |LRIS-4%12 M4 % P0.7 5.85[12.0| 60
5907852 |LRIS-5%10 M5 % P0.8 7.0 | 95 | 60 | 5364948 | LLR-28S - T-20
5116983 |LRIS-4 X 10PW | M4XP0.7 5.7 |10.0| 60
ey 5681978 | CLR-15S LR-2 17
Accessible from front and back 5090576 LRIS'4 X 1 2PW M4 XxP0.7 5.7 12.0 60

| Attention: When tightening screws | |  Recommended Tightening Torque |

* Make sure the wrench tip and wrench hole are Item Number Recommended Tightening Torque (N-m)
neither deformed nor stripped CLR
- Engage the wrench straight to screw hole LR 135 0.7
4 X X CLR
LLR .
RLR
% LLR .
i 20S 3.0
* Do not apply more torque than the LLR 50
recommended amount (as shown to the right) HLR 255 .
Note: Wrenches and bits come in a pack of five Hi_% 28S 7.0
Clamp screws come in a pack of ten
LW-4 12
LW-5 15




= Holder and inserts Combination
Inserts can use the same toolholder!!

CSV series Q<] CTPS series Gl
Able to use in Cam-style machine lathe Best for

‘ =/ (S ‘/ =/ ¥ ‘
“

CTPS

" 4

CsvC CsSVG GTPS

>
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=20
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wn

& J & J
GTT type GLiE CTPA type Gd<t:lY
Grooving
GTM32 GT32 GTMH32-GX GTMX32 —-CTPA TBPA

\/ "

@ﬁﬁﬂ?

r Insert can be attached,
‘ but it will interfere the
4 machining process due to

TBMH32 GTPA the difference of set angle.

" 4

J

*%No compatibility in CTP (Cut-off) « TBP (Back Turning) « TTP(Threading)

Any insert can be attached in each holder, but it will interfere the machining process due to the difference of set angle.

Cut-off Back Turning Threading
CTP Qi TBP Clck)] TTP C25
55 = L L
o AN o
1 AL AN & L HED) o L of
r 2 N % 7
Set angle : 1° Set angle: —3° Set angle : 0°




General Turning /
Front Turning

® Front Turning ToOolg cceceeeceecceeenns GS8
® Recommended Cutting Conditions -- G10
® General Information ---ccccceeeeeen G11
OToOlList +ccceereecceececnccacennnnns G20
CSV SEri@S < vrvrrererrrrsereeniiiiiiiiiiiiiiiii e G20
CC Series ............................................................... G22
DC Series ............................................................... G24
VG, SOII@S - +v+vvererecncnsacusatetmetatetntueutatusutetsetotecscacuoases G28
VP.. SEII@S v tvveerecncncecneutetuetaiiintiiiutuiuietieiecacencnennes G32
TFT S@ri@S v covvveerrerereraneiniiiiiiiiiiiiiiiiiiiiiiiiienees G34
TC.. SEII@S v cvvvrrrrrerretantiiiiiiiiiiiiiiiiiii i, G36
TN.. Series ............................................................... G38
CN.. S@II@G -+t cvrerererereetoteneutuiuiuiuiieieiiteentutusereaiecees G40
DN Series ............................................................... G4‘|
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Swiss Tooling



= Front Turning

NTK General / Front Turning Tools - Product Lines

Insert CSVF

00
=
©

o
-

7
i

3
wv)

)

=
=

c
-

Holder
91 =@
Lacrl) <
Insert CC..0602/09T3.. = E30 ~
SCLC SCLC-OH2/0OH SCLC-F
g L] t 1 t
=
= Holder L m
— ° |
- 95 ‘ﬁ ‘\»u X
e on — o »G22 »G22 »G22
Coolant through Shifted DS Holder DS-ACH

Insert DC..0702/11T3.. DC..0702/11T3..WP

SDJC SDJC-OH2/0OH SDJC-F

Holder
| IR
{ R

=G24 =»G24

Coolant through Shifted Y-axis Y-axis/Coolant through

Insert DC..0702/11T73..

DC..0702/11T3..-WP
DS-SDUL  DS-SDUL-ACH SDXC DS-SDX SDQC

Holder

B

<>
»G26 »G26 »G26
DS Holder DS-ACH DS Holder Y-axis




NTK

nsert Ve, 1103.-wp Ve 1103. =»E49 ~

SVJC-OH Y-SVXCL Y-SVJC-OH

Holder

=»G28 Rl =G28 JE »G29 JallS =»G29
Coolant through Y-axis Y-axis/Coolant through
Insert VC..1103.. VC..1102..

=E50
DS-SVX SVAC-1L

Holder i b
99° a @ 72°30° 91 . %’
=G30 N =G30 Jammd =»G28 D 3
DS Holder
Insert VP..0802.. VP..1103..
CH-SVUP DS-SVXP DS-SVVPN DS-SVVPN-ACH

t 72°30° 7230
Holder 93&@ \‘ 7 . — e I
Vg
- —
DS Holder DS Holder DS-ACH
Insert TFX33.. TF33.. TC..0902.. CN..1204.. DN..1504..

macEX)  TC..0902/1102..-WP =»E46 =»E36

Holder

Insert TN..1604..

DS-PTX DS-PTX-ACH PTAN PTLN
]t . ™| -]
Holder i
1TJOE‘<— 100° ™ €= 910&‘ * hf
*4—
«
DS Holder DS-ACH




"= Front Turning
Recommended Insert Grade and Cutting Conditions
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Front Turning

G10

Cutting
Speed
(m/min)
S10C 10 1010
Low Carbon Steel { ! ! ZDA.II.‘: AMX AQA:’TYS%JL S(,:A{_',FZLT LY ELF 130
S30C 30 1030 T e
S45C 45 1045
Carbon Steel 0 ! t gx“i AMX AQAEII_YG:JL SC/:-\L'I"ZLT LY T 120
S55C 55 1055 v U
SCr415 15Cr
Alloy Steel { ! 5140 gmi AMX AQAAE;_’I_YLLJ’%JL S%‘I"ZLT LY T 120
SCr440 40Cr AL Al
Stainless Steel . ST4 AM3,YL,UL CL,UL
T ——— SUS303 | Y1Cr18Ni9 303 DT4 AMX SAT.UT SAT.U1 50 m130
. SUS304 0Cr18Ni9 304
St&zgz; istitSEl SUS316 | 0Cr7NiMe2 | 316 g'T': AMX (S:%L’Ll# s(/:ALT’UuL1 40 BTN 100
SUS316L |00Cr17Ni14Mo2 316L e e
Stainless Steel SUS430 1Cr17 430 ST4 CL,YL,UL CL,UL
(Ferritic) SUS430F | Y1Cr17 430F DT4 AMX SATU1 | saTu1 |50 3180
Stainless Steel 9Cr18
(Martensitic) SSLJLJS;643O§ 11Cr17 440C I;;I\-Ai AMX AMS?’ ::.::’UL %LAL_JI_L 40 T{F 90
(Precipitation hardenic) 9Cr18Mo ’ ’
Sulfur free cutting steel | SUM22 1213
Sulfur complex SUM23 Y15 1215 \'I{:\\AA:. AMX gl;j_(l_l'tq' S%‘I"ULII- 1 50 (Pl 200
free cutting steel SUM24L 12114 T T
. SUY-0
Electromagnetic SUY-1 DT4 AMX CLSZP | CLSZP |200 WERL) 350
soft iron QM3
SUY-2
Electromagnetic DT4 AM3,CLSS | AM3,CLS
stainless Qm3 AMX ULZP uLzp |50 E120
High-carbon chromium DM4 AM3,YL,UL CL,UL
bearing steel SuJ2 Gers 52100 Qm3 AMX S,AT,U2 S,AT,U2 SN
. 6AL-4V DT4 CL,YL,UL CL,UL
Titanium alloy 6AL-AVEL| T™4 AMX SAT.UT SAT.UT 50 7 120
A5052
) 5A02 5052 KM1 No No No 60 TEJ 200
Aluminum alloy ﬁsgg; 7A09 7175 PD2 (Mirror finish) | (Mirror finish) | (Mirror finish) | 100 2L 350




— M General Turning Inserts Explained

@®Advantage for each geometry

CC.. Style (80°)

@ Increased toughness. Cutting
edge is close to insert pocket.
® Not applicable to undercut

@Chip Control and Finish

SCLCR

Rigid clamping
High dimensional repeatability

DC.. Style (55°)

®) "

@ Versatile geometry. Toughness
of CC.. with flexibility of VC..
® Up to 30 deg. undercuts

SDJCR

Increased room for chip evacuation
creates better surface finish

VB / VC / VP Style (35%)

@ 45°

e\Wide coverage in work
geometry.
® Up to 45 deg. undercuts

SDNCN

Chips flow away from the work

<%}
=

=1
1=

o

G11

Swiss Tooling



= Front Turning

— M Surface Finish in General Turning Using Inserts with Wiper Flat —

Inserts with wiper

cr o

Slower feed rates create better Fast feed rates improve chip Inserts with a wiper flat
finishes but sacrifices cycle control but produce a bad create good chip control and
time, chip control, and tool life. surface finish. surface finish when feed rates
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are increased.

— Wiper Flat Insert - WP series
DCGT.. -WP (TFD) TCGT.. -WP (TFT) VCGT.. -WP (TFV)

<O YoN o>

for SDJC toolholders for STAC toolholders for SVJC toolholders
_ J

— M Roughing and Finishing Long Work on Swiss Lathes ——

Conventional toolholders
are not suitable for
roughing or finishing of
long parts. The guide-
bushing cannot hold
machined bar stock.

Front Turning

Single pass machining is
common in Swiss front
turning operations.

Guide-bushing

®Shifted Holders

Guide-bushing

Shifted Holders make a finishing process possible without worrying about
the bar stock coming out of the guide-bushing.

Coolant flows effectively which improves chip control thanks to the
increased room between the tools and guide-bushing.

@ SCLC-N-F
SDJC-N-F

Guide-bushing
@®Combination of Grooving Tool and DS Holders

Rough with grooving tool Finish by using general
for good chip control turning inserts with DS

Holders

ol GTWP Holders —
? DS Holders

G12



Y'aXiS TOOlhOlderS Chip control by gravity

WATCH ON
Features. (M Tue]
® Chip drops down to the bed of the machine due
to gravity, and chip control problem is solved
® Available in coolant through style

® Front turning, grooving, and back turning
operations can be performed by utilizing Y-axis
control

Unique
Swiss Tooling

@ Perfect solution for chip problems
® Less wear, more stable dimensions

Programming guidance

Regular Toolholder Y-axis Toolholder

®HT300 Select tool ®HT300
@G0 X11.0 Z0 T3 Position tool @G0 Y11.0 Z0 T3
® ® X0
@G1 X8.0 F0.08 Move to OD to cut | @G1 Y8.0 F0.08
® Z5.0 F0.05 Cut 5mm length ® Z5.0 F0.05
® X11.0 Cut face ® Y11.0
@G0 X11.0 @G0 X11.0

Cut by X-axis Cut by Y-axis

Note: Need Y-offset for holder shank size.

=»G27 - G29 - G31

G13



= Front Turning

TFD-AMS3 breaker
Good surface! "E{)

v
Y
Good chip control! »E) \
Y
Good inside corner R! 'E&
E : Yy,

Lined up Front turning
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Edge design

AN
-

Surface finish in front turning

Front Turning

Unstable chip control at low feed Bad surface finish at high feed TFD wiper insert offers good chip
rate to keep surface finish rate to improve chip control control and surface finish
Work material SUS304
Cutting speed Ve =30 ~ 80m/min
Feed speed f =0.015mm /rev S (UUURUIYY (RN ISR I
Depth of cut a,=0.15mm

DT4 TFD11FRO5AM3 1500pcCs /corner ‘ 1—|

Conventional tool 700pcs/corner

Surface finish of conventional tool after 500pcs machined was Ry10.2 um, and dimensional change 0.1mm occurred
at start of machining.

TFD-AM3 chipbreaker(DT4 grade) achieved stable machining with no dimensional change after 1,000pcs machined.
Surface roughness was Ry2.3 um.

=E44

G14
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Front Turning Chipbreaker Quartet

YL Chipbreaker CL Chipbreaker

=E40 - E43 - E49 - E50 =E40 - E43 - E50

® Great combination of WATCH ON WATCH ON

sharpness and toughness Youm Youm ® Sharpest molded Chipbreaker
® Covers extremely wide range X 'R @®Excellent chip control

e Excellent chip control ® Less tool pressure

%)
=
=1
=
o

Swiss Tooling

“Codant trough 3 AMX Chipbreaker

2
holder available £ QO)

(2

=E39.E42-E44 -E49-E50
WATCH ON

Youm

® Designed for very light A
depth of cut
® Exceptional sharpness

5
(9]
® All purpose chipbreaker 2
e Sharp edge with toughness | &
| xmx!:-l L L J
0.05 0.1 0.15 0.2
Feed (mm /rev)

G15



m Front Turning L

6 corner insert for Swiss machines

e First negative style insert designed for Swiss
machines

® Less tool pressure and good chip control
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Cuts Like Positive Inserts

500

Negative insert Positive insert
(TNG331) (DCGT32.51)
400

z
» 300
o
8
2
= £ 200
_E A AR 8
E Positive insert with sharp With UL chipbreaker, negative 100
- cutting edge is required insert provides sharp cutting
= for Swiss machining. edge AND more corners.
e
I

{SUS304) 260 SFM WET

* 0.03mm /rev  0.5mm DOC * 0.1mm /rev  2.0mm DOC

Depth of cut (mm)

ok

, . . BN iy —y
0 0.05 0.1 0.15

Toolholders for Swiss Machines

Holders _Jcki:]
Inserts 159/

Available in ACH (Adjustable centerline height)toolholder

G16
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AT breaker

o Almighty breaker which combines sharp edge and cutting edge strength!

® By mirror finish breaker, it is able to suppress built up edge in slow speed
region and sticky work material (such as $10C e.t.c.)

®Able to machine high precision due to E class precision inserts.

5.0
3.0
1.0
0.5
0.3
O.l
. 0.1 A4

Feed f (mm /rev)

D.O.C ap (mm)

=
=
=
S8
==
= n
=9
=3
(%)

(Cutting edge shape)

ﬁ%

mirror finished face

Case study
Shaft machining Shaft machining
Work material 1515C Work material 1 S45CL

Cutting speed (m/nin) : 20 ~ 150 Cutting speed (m/min) : 200

Feed (mm/rev) 1 0.02 Feed (mm/rev) 1 0.07
o @®

Depth of cut(mm)  :0.10 . Depth of cut(mm)  : 0.5

Coolant WET Coolant WET

TM4 AT breaker 1,600 pcs/corner [) TM4 AT breaker 1,500 pcs/corner [)

Competitor's polished breaker

Competitor's polished breaker

500 pcs/corner 900 pcs/corner ()

(PVD coated carbide) (PVD coated carbide)
Due to the strict dimensional tolerance, tool life was not stable using
conventional product. Stable machining and longer tool life can realize due to the sharp edge
Thanks to AT breaker, deposition has been restrain and tool life and cutting edge toughness of AT breaker.

became longer.

G17



m Front Turning L

DS-ACH Toolholders

| Features e
You R}
® Adjust centerline height simply with a wrench A

Adjust centerline height easily 1 Turn screw clockwise

o Eliminate center boss on end faces
@ Provide constant OD dimension
® Adjust easily in machine
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2 Adjustment wedge
Range of
goes down centerline height
adjustment

! Adjustment wedge

Optimized design reduces vibration Tested cutting conditions (SUS304)
Work material : SUS304

- Holder : DS-SDUL19-11-ACH
Improved chatter resistance. Insert : DCGT11T302MCL TM4

Cutting condition : Ve=75m/min. f =0.05mm/rev. a=2.0 WET

3 Insert edge moves up

Front Turning

DS-ACH type Conventional type

70mm Overhang

i

== Excellent surface : Chattered

i e
@Install the holder slightly below @Measure the diameter of the (3Raise the center height by one  @Re-machine the end face.
centerline. Then take a facing centerboss. half of the diameter of the boss.
test cut. Adjustment references are

*Adjustment instructions are supplied in the tool case available in the tool case.

=»G23 - G27 - G33 - G39
G18
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DS Toolholders

Make the most of vacant drill sleeves
NE INE RENITa I 21D a s

| | |

N

W)W/l i B\\W/i\vi\ j _/,

W) W il

%)
=
=1
=
o

Swiss Tooling

Are you satisfied with the number
of tool positions in your machine?

NTK DS type toolholders are useful
when additional tool positions are
required

Front turning, Back turning,
Grooving, Threading, and Small
boring which fit into the machines'
vacant drill sleeves

DS Series toolholders can be used
with both Swiss or non-Swiss type
CNC lathes

® More turning tools without any
hassle

® Available for Front turning,
Back turning, Grooving,
Threading, Micro-boring, and
interchangeable tooling

® Available shank size range:
from 14 mm to 32 mm

=»G23 + G27 * G31 - G33 - G39
G19



m Front Turning L

B CSV Series
Csv

For Cam-style machine

Y @// " Q

W oLael -

L

h;
h
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Flgu re-1 ® Right-Hand style shown

CSV-NC

For Gang-style machine

S @ ¥ Q

TR

L

Front Turning

h1
_[
h

Figure-2 ®Right-Hand style shown

CSV-NC-F

For Gang-style machine

2 @®

(a] 20 -

Ba

L

h+
_[
h

Figure-3 e Right-Hand style shown

Y7All the inserts can use the same toolholder  CSV series

G20
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B CSV Series - Toolholders
. . . Spare Parts
Code No. Stock Dimensions (mm) Gage insert CempScrew | Wrench
Figure Item Number
R L RIL|h|b|L|m|flg ﬂ =] %
5492962 CSVR107GX o 2|5 85 . 05
5303169 5303193 07 (X 140 '
5492954 08GX o sl s 85 8
5303151 5303201 08 [ AN J 140
1 0.1 CSVF LR1S-2.5+7 | CLR-15S
5303136 095 o 95195 140 9.5 0.0
5303144 5303177 10 @ (® 10|10 10 '
5474770 12GX o 85
12112 12
5327929 12 o 140
5514062 |5514070| CSV?{ 08NC ® @® 8|8 [120] 8 0.1
5563010 10GXNC | @ 85
2 10| 10 10 - CSVF LR1S-2.5+7 | CLR-15S
5477492 | 5477542 T0NC [ AN 120 0.1
5477534|5477500 12NC ® O® 12|12 12
0.0
3 |5789615 CSVR{08NC-F o 8 | 8 (120| 8 0S1 - CSVF LR1S-2.5+7 | CLR-15S
B CSV Series - Inserts
_|_Dimensions (m) PVD Coated Carbide
Shape Item Number bfeglﬁer Max. Depth | Edge Geometry D14
ofCut | (axp) R [Stock| L |Stock R |Stock L Stock R |[Stock
CSVFIIFRLV @ 0.3x5° 5303516 | @ | 5303557 | @
L\ 00 MFRLVA @ 03X 5358858 | @
Thickness:2.38 s NO —_
—i T1FRAV-M @ 0.15X2° |5436019 | @ 5386248 | @ | 5386255 | @ | 5850235 | @
e .
®Right-Hand style shown %30 11F'%'V-C @ 015)(5 5358577 .
CSVF11FRLVB @ 0.3x5° 5313168 | @ 5313150 | @
N 00 11FRLVBAQ 03X2 5358692 | @
Thickness:2.38 = Yes | 3.00
/‘ 11FRAVB-M®@ 0.15X2" |5436001 | @ 5386263 | @ | 5386271 | @ | 5850243 | @
I
. 30 11FRLVB-CO 0.15%x5° 5358700 | @
@ Right-Hand style shown
For Profiling .
@ | CSVFIRR(VX @ | No | — 5358866 | @
® Left-Hand style shown

Note: All angles shown are obtained when insert is set in the holder.

%)
=
=1
=
o

G21

Swiss Tooling



= Front Turning

M Toolholders for CC..

Inserts

SCAC-N

‘4—

\@\f

4 BT <

®Right-Hand style shown

g

lb.]
i

G
l N

SCLC-N-F

(Shifted) L

B eUTAS

00
=
©

o
-

7
i

3
wv)

)

=
=

c
>

<4

Y
12

<

Figure-3

®Right-Hand style shown

SCLC

=

A
@‘t

4

L]

I ’
h

Figure-4

SCLC-OH2

70

(Coolant

FT

through)

g; -

e -

.

Coolant hole

o -

Screw parts B: S505055C (M5)

Th (Screw parts A)
1214/1616 size:SPR1/8(Rc1/8)

Front Turning

SCLC-OH

(Coolant through)

L+

1014 size H55]
5 1214/1616 size: 75
= ] Th

h

<}

=

Th (Screw parts A)
1014 size : SS06055C (M6x1.0)
1214/1616 size : SPR1/8(Rc1/8)

®Right-Hand style shown

DS-SCL

(DS Holder)

-1t
e

® Left-Hand style shown
YTakes Right-hand or Neutral insert

%

DS-SCLL-ACH

(DS-holder with Adjustable centerline height)

(Parts)
Shank
016
$19.05
20
22
25

$25.4

Wedge |Screw for Wedge
WS060415-003

(5795539)

ACH-W18
(5805601)

WS060419-004

ACHW24 | " 5769226)

ACH-W24
(5805619)

L

-1
l—"@

® Left-Hand style shown
YcTakes Right-hand or Neutral insert

G22




B CC.. Series - Toolholders

NTK

Code No. Stock Dimensions (mm) Gage insert c[ampggzvrve Ps\r/trsenCh
Figure Item Number @
R L RIL| Do [ h|b|Li|h|Ff]|g = /@
= (®)
5137013|5137922 | SCACR1 0808X06N o0 8 | 8(120] 8 LRIS-2 547 CLR-15S
| [5119060|5137914 1010X06N  [@(@| _ [10[10[120[10] | ' ®
5459847 1212GX09N | @ 12(12(85[12 | LRIS-4+10 LLR-255
5137088 5137906 121209\ |@|® 12[12]120] 12 ®)
5137021/5137898 | SCLCRL0808X06N | @|® 8] 8[120 8 RISy | CLR15S
5122171|5137880 1010X06N |@|® 10[10120[ 10 ' ®
5873872 1010HN  |@ 10|10 [100[ 10
2 |5152889(5152897 1010X09N |@|®| — [10[10[120[10/00| = |
5459839| 5459821 1212GX0N (@@ 12/12(85| 12 Eo83ouag | LRIS-4+10 | L2
5137039(5137872 1212X09N  |@|® 12[12[120] 12
5191200/5191218 1616X09N |@|® 16|16 [120] 16
5700240 5700257 | SCLCR4 1015X09N-FO5 | @ 10[15[120[10] 5 | 2
3 5700265|5700273 1020X09N-F10 | @ _110/20 120/ 10 | 10| 2 | cCIi71097T3 LRIS=4+10 LLR-255
5700364 5700372 1218X09N-F06 | @ 12(18(120{ 12| 6 | 0 |E28:39~40 (B)
5700380 5700398 1224X09NF12  |@ 12]24[120[12]12] 0
4 |5744719|5884911|SCLC?(20-X09  |@|®| — |20{20(120/20 LRIs-4+10 | 25>
5 |5037957 SCLCR{1214HO09N-FO20H2 | @ — [12[14]100] 12 Risge1o | LLR25
5044011 1616X09N-F020H2 | @ 16 [16{120| 16 | 2 |17.7| E28-39~40 (B)
5905740 SCLCR4 1014F09N-FO20H | @ 10[14]80]10] 2
6 [5905732 SCLC®( 1214H09N-FO20H (@ | — [12[14[100[12| 2 |12 gogisgmpg | LRIS-410 | MRS
5905658 SCLCR4{ 1616H09N-FO20H | @ 16|16 [100[ 16 | 2 [17.7
5602636 | DS-SCL?/ 14F-06 @|14.000[ 13[ 1380
5486923 15H-06 ®[15.875) | 100
5601703 16F-06* @ 16.000 80
5338876 19-06 @/19.050( 18] 18120 —— CLRis
5520630 20X-06 [ 95 o 2040 | LRIS-2.5+7 A
5388608 20-06 o 20000191197 £28:39~40 w
5484936 22-06 @|22.000] 21 21120
5520689 25-06MET @500, [, | |
5486691 25-06 @ |25.400 150
, 5601729 14F-09 ®[1400013[13]80| | | _
5486931 15H-09 ®[i5es| | oo ™
5601711 16F-09* @ |16.000 80
5563168 19GX-09 ®[19.050] | 185
5338884 19-09 @ 19.050 120 s LLR-5S
5520655 20X-09 ° 9 o | LRIS-4+8 | -20%65
5374699 20-09 @ 20000191197 £28:39~40 ®)
5401096 22-09+ @|22.000] 21 21120
5520671 25-09MET o500, [ | |
5486709 25-09 @ |25.400 150
5939327 32-09 @/32.000] 30| 30150
5833694 | DS-SCL?{ 16F-09-ACH* | | @] 16.00 [15.515.5 80
5833702 19-09-ACH @ 19.05 [18.0[18.0
8 5833710 20-09-ACH @| 20.00 19.019.0[120 60l — CCHI09T3 LRIS-4+8 L—LZRO_*26555
5833728 22-09-ACH* | |@|22.00 21.0]21.0 ' E28:39~40 ®)
5934013 25-09MET-ACH | | @] 25.00 [24.0[24.0[150
5833736 25-09-ACH @ | 25.40 [24.0[24.0[150
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Swiss Tooling

s Compatible with 16mm / 22mm round shank DS Series holders. DS-Sleeve XD G23
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Front Turning
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= Front Turning

B Toolholders for DC.. Inserts

SDJC-N/SDJC

. L
s [ °>l
® : <}
H 4
ERTanE

SDJCR/L20-X11
LT
-
N <
/9
&
< ‘ <

=~

®Right-Hand style shown

SDJC-OH2

'éz/'/
(Coolant
through) %ﬁ%
g 93

Coolant hole

Th (Screw parts A)

1214/1616 size:SPR1/8(Rc1/8)

SDJC-OH

(Coolant
through)

Coolant hole

Th (Screw parts A)
1014 size : 5506055C (M6%1.0)
1214/1616 size : SPR1/8(Rc1/8)

®Right-Hand style shown

SDJC-N-F

®Right-Hand style shown

®
%0
I <

e E
(Shifted) S i s-EE t
dﬁ@é—w =) g | "
Eigy N
o
Sl S
® Right-Hand style shown
SDXC-N — - 1/[sbQc —
L. = 17°30° =
29" | > B~
- . g £ -
3 V L il ! =~

®Right-Hand style shown

SDNC

L+

CH-SDUC

o
Vg

B <
\ o
L |

® Left-Hand style shown
YcTakes Right-hand or neutral insert




NTK

B DC.. Series - Toolholders

Gage insert Spare Parts
Code No. Stock Dimensions (mm) age Inser Clamp Screw | Wrench
Figure ltem Number Q)
R L R'L|h|b|Li|hi|Ff|L|g J
N N (B)
5137047 | 5137864 |SDJCR{0808XO7N |@|@| 8 [ 8 [120] 8
5502125 1010GX07N | @ 85 E29-42~43 | LRIS-2577 LR 3
10 [ 10 — 10 TFD07 E44
5120464 | 5137856 1010X07N o0 120 -0
5463070 1212X07N (@] | 12|12 |120| 12 E29-42~43 | LRIS-25+7 CLR-15
TFD07 E44
5873880 1010H1IN | @ 100
0F— |o]19]2
1| 5152863 | 5153234 1010X11N (@ | @] 10 10 _
120
5122155 1012X11N | @
12
5459813 | 5473681 1212GX11N  |@|® ;
— 85 LRIS-4+10 HR-2S
5503215 1216GX11IN (@] |12 16 12 0
5122163 | 5137849 1212X11N (@ | @ 12
5180583 | 5180609 1616X11IN  |@ | @ |16 | 16 |120| 16 =
5744743 | 5852793 20-X11 NOIEIES 20 |50] |- 28
=]
) 5034871 SDJCRA1214H11N-FO20H2 | @ 12|14 |100| 12 2 1 16 RIS-4410 LLR-255 &
5044029 SDJCRA1616X1INFO20H2 (@ | | 16 | 16 {120 16 18.4 ®)
5903208 SDJCR{1014F1IN-FO20H (@ | | 10 80 | 10 55
14 1 16 | ;
3| 5886254 1214H1INFO20H |@ | | 12 122 ~ | E29:42~43 | Ris-a0 HR2S
00— | 75 — D11 E44
5003216 1616H1IN-FO20H (@ | | 16 | 16 16 184
5700588 | 5700570 | SDJCR{ 1015X07N-FO5 | @ 15 5 DCCII0702 CLR-15S
- - 1]o E20-42~43 | [RIS-25+7 e
5700562 | 5700554 1020X07N-F10 | @ 2 10 TFD07 E44
10— |10
5700547 | 5700539 1015X11N-FO5 | @ 15 5
— 19| 2 | 12
5700521 | 5700513 1020X11N-F10 | @ 2 10
* [ 5700505 | 5700497 1218X11N-FO6 | @ 8| 6 TEoT
12— |12} E44 LRIS-4+10 LLR-255
5700471 | 5700463 1224X11N-F12 | @ 21 12
-lo
5974456 1620X11N-FO8 | @ 2 8
60— | 16— 185
5974464 1628X11N-F16 | @ 28 16
5525449 SDXCR{1010X1IN  |@® 10 20| 3
10— |10
5553169 1016X11IN | @ 16 -lo
5 | 5525456 1212X11N | @ 12 [120 0f20[1]|- LRIS-4+10 LLR-255
12— |2
5553177 1216X11IN | @
6| — | -0
5525464 1616X11N @ |16 16
5743711 | 5743752 | SDQCR{10-X07 ®|®| 10|10 10 | 12 RIs-257 | ORI
o | 574729 | 5743760 1211 e o 2| [12/16] |_|_
5743737 | 5747332 16-X11 ® @ |6 16 | 20 LRIS-4+10 LR35
5743745 20-X11 o |(w|w 20|25
5742184 SDNCNO08-X07 ® |53 8 | 4 i
Psudoay | RIs-257 | RS
5742192 N10-X07 ® |10/ 0] 5
7 5742200 N12-X11 ® (12|12 12|6|-|-]-
5742218 N16-X11 ® [16]16 16| 8 BSG.damiy | LRIS-4<10 LR35
5742226 N20-X11 ® (0| 2 | 10
5659222 | CH-SDUCR{ 1010H11 ® 10|10 10 | 15 6
100 15 — —
5659230 1212H11 o 12|12 12 (17 4 DCCIIT3 LRSS
8 E29-42~43 | LRIS-4+10PW "
5004148 1616H11 ®| 16|16 [100[ 16|21 [15] 0 D11 E44
5939616 2020H11 @ 20|20 (10022 [15]0

G25



= Front Turning

B Toolholders for DC.. Inserts

Y-SDJC

(Y-axis)

Gang tooling
post’

®Right-Hand style shown
YcTakes Right-hand or

Gang tooling
post

' Feed direction
-

21

L.

L1

Figure-1 IR} ENE

neutral insert
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Front Turning

G26

Y-SDJC-OH2

(Y-axis/

Coolant through)

Gang tooling
post

Feed
direction

Th (Screw parts A)
1212 size:SPR 1/8(Rc 1/ 8)

®Right-Hand style shown
YcTakes Right-hand or
neutral insert

Y-SDJC-OH

(Y-axis/

Coolant through)

Gang tooling
post

Feed
direction

Th (Screw parts A)
1212/1616 size:SPR1/8(Rc1/8)

® Right-Hand style shown
YcTakes Right-hand or
neutral insert

DS'SDU O.l
o
(DS Holder) I‘ 1
20
L
2 h Ds
N .
N
~etfE=—= e — <
: . E e Left-Hand style shown
Flgure's 3 Y¢Takes Right-hand or neutral insert
DS-SDU-ACH ; ,
(DS-holder with Adjustable centerline height) “ \
(Parts) \
Sar:asnk Wedge | Screw for Wedge K] $ 30
016 WS060415-003 fo 20
#19.05 | ACHW18 (5795539) 8o Ly
$20 | (5805601) e
022 <S o 2
WS060419-004 B
925 | pcHw2a | (5799226) . h /&
0254 | (5805619)
=L 2 e L eft-Hand style shown
igure- wTakes Right-hand or neutral insert
DS'SDX o'l
< 1
(DS Holder)
0. @&
1
2
%. h Ds
k}j .......... .I*. ....... - _Q
g & 5 ® Left-Hand style shown
Flgure'7 - YcTakes Right-hand or neutral insert




NTK

B DC.. Series - Toolholders

Gage insert Spare Parts
Code No. Stock Dimensions (mm) age INSETt " Clamp Screw | Wrench
Figure | Item Number - % /
R Lt RILI D. | h|b|Li|f]|L @
5371646 Y-SDJCR{10-07§ ° 100/ 10 702 CLR-15S
E29-42~43 | LRIS-25+7 o
5371661 12-07$ ° 120 12 20 | TFD07 E44
5926001 10118 ° 100
1| 5950431 10-11M$ ° - |100 120 | 00 | 22
LLR-255
5600671 12118 ° 120 16 20 LRIS-4+10 2065
B,
5950423 12-11M$ ° 120 2
5890025 16-118 ° 16.0 20
5479191 Y-SDNCN12-11$ ° 120] 12 6.0 .
2 - 120 20 [RIS-4+10 | HR-230720°65
5485875 N16-11S ° 160 16 8.0
DCIITT3 s
3| 5035209 Y-SDJC%{1212H115-OH2 | ® — | 12|12 |10 - | 20| E2042~43 | Ris-awip |HRBE20065
D11 E44
5910575 Y-SDJCR{ 1212H115-OH | ® - [n2|n 20| DCTITNT3 e =
4 100 - E29-42~43 LRIS-4+10 | MR 25;3)20 65 W
5910583 1616H11-OH |® ~ |16 16 25| TFDIT E44 EE
5348545 | DS-SDUR{ 14F-07 ® | 14000 (130 13 | 80 -
5348107 15H-07 ® | 15875 100
5520598 16F-07+ ° 150| 15 | 80
_ 16.000 0
5341516 16X-07* ° 95 E3Sedran ] CLR-15S
6.0 S LRIS-2.5+7 o
5278247 19-07 ® | 19050 (180 18 | 120 e
5520606 20X-07 ° 95
20.000 | 19.0{ 19
5278239 20-07 °
120
5330758 22-07¢ @ | 22000 (210 21
5601745 14F-11 @/ 12.000 | 130/ 13
80
5 5601737 16F-11¢ ® | 16000 150 15 100 -
5278262 19-1 ° 120
19.050 [18.0 18
5572730 19-11SPL ° 160 [11.0
5520614 20X-11 ° 95 DCETIT3
20.000 | 19.0{ 19 B9 dr i LLR-255
5278254 20-11 ° D LRIS-4+10 2065
120 B
5324025 2211+ ®| 22000 |21.0] 21 E44
100
5638606 23-11-007 ®| 23000 [220] 22 | 70
5483417 25.11MET ® | 25.000 120
5317136 25-11 ® | 25.400 |240| 24
150
5713581 25-11SPL ® | 25.400 12.5
5805635 | DS-SDUR 16F-11-ACH* ® | 16000 [155] 15 | 80
5805627 19-11-ACH ® | 19050 180/ 18
DCE i} _
5799614 20-11-ACH @ | 20000 {19.0( 19 | 120 | Easeinas ) LLR-255
6 100 D LRIS-4+10 20465
5799622 22-11-ACH* ®| 2000 [210| 21 e ®)
5934021 25-11MET-ACH ® | 25.000 (240 24
150
5799648 25-11-ACH ® | 25.400 240 24
5462429 | DS-SDX®{19-11 ® | 19050 (180 18 | 120
5520622 20X-11 ° 95
20.000 | 19.0{ 19
7 5462437 20-11 ° 00| — Ris-4+10 | MR
120
5520697 25-11MET ® | 25000 (240 24
5939335 32-11 @ | 32000 (30,0 30 | 150
»Compatible with 16mm / 22mm round shank DS Series holders.  DS-Sleeve Gz}

G27



= Front Turning

B Toolholders for VC.. Inserts

SVAC-N L.

.

<

3l S

SVACR1010X11N is also available
for cam-style machine

O
@\
& /

:

®Right-Hand style shown

SVAC-N-1L L —

(For VCGT1102) __uj

00
=
©

o
-

7
i

3
wv)

)

=
=

c
>

\
C TS
B .. ®Right-Hand style shown

SVAC-NW E—r—
(For VCGT1303) 1’»:&;
4 L& 5
5/
.

+

Front Turning

4 B0

L
SVAC —
o Qo
@
o;(
[
Fi 4 S ' <
i
SVAC-W s L
(For VCGT1303) Jd 5= Q
®
&/
Lo 10&_
= <
SVJC-N L —
159\ev > —
~ e <)
$ il
“-\
ErH l ' Qt ®Right-Hand style shown

G28



SVJC-N-OH -
L2
o Th
(Coolant through) ‘ /
S . — ] '_E Q9
18
Coolant hole Q
N
21 <
Coolant hole
. i Th (Screw parts A)
. '*:i 9 ! ci 1014 size : SS06055C (M6x1.0)
Figure-7 | | 1214/1616 size : SPR1/8(Rc1/8) eRight-Hand style shown
i Gang toolin
(Y-axis/ & L] t—=—— Estg ’
Coolant through) N EF—=—=—=""" - “I T
L L
1
- |
S u : Wéigi < Feed direction
A T077000077.
Th
- - Th (Screw parts A) ® Right-Hand style shown
Figure-8 1212/1616 size: SPR1/8(Rc1/8) YrTakes Right-hand or neutral insert

%)
=
=1
=
)

Swiss Tooling

B VC.. Series - Toolholders

) i Spare Parts
Code No. Stock Dimensions (mm) Clamp Screw|  Wrench
Figure Item Number Gage insert %
R L RIL| h|b|Lm|f|L]g = K
= ®
5304043|5304092| SVACR{1010X11N @ @[ 10|10 |10
1 |5304050|5304076 1212X1IN (@[ @] 1212|120 12] 00| - | - | Fie 4o 00 [RIS257 | LRI
5304068 1616X1IN (@ |16|16| |16
5473053|5473038| SVACR{1010X11N-1L (@ |@| 10| 10| |10 §
2 10— 00| - | - | YGEO? |wris2s7| I
5473061 |5473046 1212X11NIL | @ (@ 12| 12| | 12
5401724(5401708| SVACR{ 1010L13NW (@ |@| 10| 10| |10
3 |5401732|5401716 1212L13NW | @[ @] 1212|140 12|00 |25 | — | VF0P | irisag| R0
5401740|5431077 1616M13NW (@ @16 | 16| | 16
4 |5744768 SVAC®{20-X11 ®| [ 20|20 (12020 |550[ 30 | — | fez.4omgp |RIs-257| RIS
5| 5474549 SVACR(2020M13W | ®| |20{20 |150| 20 250/ 30 | — | "E,3P | 1Ris-38| RAIO
5878012 SVJCR 0808H1IN (@ |8 |8 |100( 8|0 [19]2
, |5339940/5517750|SVICB{1010X11N | @|@| 10| 10| |10 T Rl CLRAISS
5339932 5517768 1212X11N @ @] 1212120 12| 00| — |~ | [EY ' ®
5339924 | 5517743 1616X1IN (@ |®| 16 16| |16
5020482 SVICH0FIINFOZOH @ |10 | 180 | 10| |55
Vel 1103 CLR-155
5000419 1214H11NFOJOH (@ | | 12 1220 |- LRIS-25+7
5020508 1616H11NFO20H (@ | | 16 (16| | 16
5021209 Y-SVJCR{1212H11S-OH |@| | 12|12 é’§54911g?6 LRSS
8 100 = | 0| 20| | F¥75 70 wis2s7|
5021191 1616H11S-0H |@| | 16 | 16 E51

G29
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Front Turning
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B Toolholders for VC.. Inserts

SVXC-N L
96
Ty
6 o
- S
j
Y-SVXCL
(Y-axis) I : | < Gang oolng ‘
:
00 L |
c§’3 -Qt 8 Feed direction 1
. Left-Hand le sh
A YeTakes Lef.t-heaad i)r: nzm;lsinc;\grr;
SVQC -
Y
8 Yo N
G
4 [ <
SVVC-N L
4&\90\_
] o
1 ¢ 1 "t
- < | 2
® Right-Hand style shown
SVVC-N N — I -
‘% —
== s
\ \Y/
Q
= o
L
DS-SVX -
|
(DS Holder) +\Er | I=
L -
%7‘ h D r—l .
N ‘ 3
&\  — S — -9

® eft-Hand style shown
YcTakes Right-hand or neutral insert




CH-SVUC
<} <}
X T
S @
< e
3 >
15
: < L ® Left-Hand style shown
YcTakes Right-hand or neutral insert
B VC.. Series - Toolholders
Spare Parts
Code No. Stock Dimensions (mm) C[amp Screw Wrench
Figure Item Number Gage insert
R L RIL| D |h|b|Li|hi|f|La|g =
N N —
5393731/5415815| SVXCR11012X11N @@ 10 10 V1103
1 - —12{120——0.0| — | — E35°49~50 LRIS-2.5+7 | CLR-15S
5393749 1212X11N (@ 12 12
2 5917182 Y-SVXCL12-11S | |@ — [12[12120] — | = | 20| — [ o103 1Ris-25:7 | cir-15
3 |5744776 SVQCR120-X11 o — 120/20{120| 20 | — - LRIS-2.5%7 | CLR-15S
5523238 SVVCR11212X11N (@ 12112 12
4 - 120—— 5| —|— LRIS-2.5%7 | CLR-15S
5523212 1616X11N |@ 16(16 16
5877998 SVVCNO808H11N o 8181100/ 8 | 4
5 5461835 SVVCN1010X11N ® | - [10[10 0/5|—|— LRI1S-2.5+7 | CLR-15S
120
5744792 N20-X11 o 20|20 20|10
5601778 DS-SVX®R1 14F-11 @|14.000(13{13| 80
5418413 15H-11 @®| 15.875 100
I bl 15/15—  [10.0 T
5601752 16F-11* @ 16.000 80
5393756 19-11 o 120
19.050( 18|18 ——
5572722 19-11SPL o 160 11.0
6 - = |- LRIS-2.5%7 | CLR-15S
5520663 20X-11 o 95
20.000 19|19 —
5393764 20-11 o
120
5486675 22-11* @|22.000| 2121 10.0
5953252 25-11MET| |@|25.000
2424|150
5486683 25-11 @/ 25.400
5997077| CH-SVUCR11010H11| @ — |10{10(100| 10|18 2
5095634 1212H11] (@ - |12[12[100 12| 20| |0 |fSc 01O
7 1 TRV LRI1S-2.5+7 | CLR-15S
5997085 1616H11| @ — [16(16|100| 16| 24 0 E51
5997093 2020H11| |@ — (20/20/100/20 |28 0
Compatible with 16mm / 22mm round shank DS Series holders.  DS-Sleeve
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=
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=

)

Swiss Tooling
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= Front Turning

B Toolholders for VP.. Inserts

oV}
i [SVXP-N 5 ——>
(o] 96° —
o S 1
I_ ® QI @
7)) i
L] & L
) . s
v SHEERE
O Figure-1 e Right-Hand style shown
c
=1 | SVQP-N L - ?
16.0
{Dimension of recessed groove) _ 27°30°  ——
R [ap[0DMin)] | ————- - al2 S > d
02| 25 e & | °2
995 o5 45 _QI
008 |55 4o | —2=D)®
ore (021 35 L‘“ 2l s L -
02| 35 Q |
02 o5 55 I ~ 1
. < <
Flgure-2 ® Right-Hand style shown
=
=+ [CH-sVUP _
S < <}
=
o
(e &
n
Y O _Qt
EAD >
13 L
: 1 e Left-Hand style shown
Flgure'3 YTakes Right-hand or neutral insert
DS-SVVP L
27 h Ds Em—
(DS Holder) .
. |
g o e IR T
, =
S D o
i
| J~=E
°
DS-SVVP-ACH L R
(DS+holder with Adjustable centerline height) (s
1 - T
(Parts) <]
Shank | Wedge [Screw for Wedge ~ 35.0 ﬁ _%
16 WS060415-003 o -
$19.05| ACHw1s | (5795539) | 2+ L I
$20 |(5805601) EO h D.
o e E | 28 -
CH-W2 o £
9254 | (3505619) by /T ZA -
=1 \)
|

G32




NTK

DS-SVXP —
| T‘
(DS Holder) Y i
= 1
L1 O\—\ V————— —]
20 h Ds '
46° ‘ [
Y ) |
- f— - — - ZL J [ I ©
o- |
: ! ® Left-Hand style shown
YcTakes Right-hand or neutral insert

B V/P.. Series - Toolholders

. Spare Parts
Code No. Stock DimenSionS(mm) Gage insert ClampScrew Wrench
Figure Item Number
R L RIL| D. | h|b|L|n|f|g| = BE %
N N —
5511506|5511514| SVXPR{1012X1IN |®|® 10.0 10 s _
1 — —12120—00| — " ggg | LRIS-25+7| CLR-155 | B
5511522 5511548 1212X11N |@|® 12,0 12 g2
2
5600622 | 5600614 | SVQPRL 1010X08N |@ @ 10.0, 10 35
2 | 5600598 | 5600606 1212X08N |@|® - [12.0 12120/ 10 |0.0[15 VPE58802 LRIS-2+6 | CLR-135
5600580 | 5600564 1616X08N |@|® 16.0, 16 -
5659206 | CH-SVUP®{ 1010H08 ° 10010| |10/15) 2|
3 - 100 “E50 7| LRIS-256 | CLR-13S
5659214 1212H08 Y 12012 |12]17] 0
5511555 | DS-SVVPN19-11 ® |19.050/18.0 18 s
4 120 — | = | = | P g0 10| RIS-257 | CLR-155
5511563 N22-11 ® | 2200 210/ 21
5805643 | DS-SVVPN16-11-ACH: | @ |16.000(15.5 15
5799655 N19-11-ACH | @ [19.05018.0 18
120 VPIT1103
5 5799663 N20-11-ACH | @ (20000119019 | | —|—| | £g0'%| RIS-25:7] cLR-155
5799671 N22-11-ACH: | @ |22.000[21.0] 21
5807524 N25-11-ACH | @ |25.400 4.0 24 |150
5534003 | DS-SVXP®{ 19-08 @ 10.050[18.0 18
5534011 20-08 @ 20.00019.0, 19 120
6 —110] = |08 LRiIs-26 | CcLR-135
5600549 22-08¢ ®|22.000 21.0 21
5533997 25.08 @ 25.400 4.0 24 |150

¥ Compatible with 16mm / 22mm round shank DS Series holders.  DS-Sleeve G&<klL
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= Front Turning

B Toolholders for TEX / TF .. inserts

TFT-OH2

(oT0)
_!:
_ou Taper cut capability
o (Coolant through)
| Screw accessible L £
from both sides 70 @
7 Th o
L] =) 7 3
~ J S
= S = EEnk £
7] : o E
Ls “”T S <
() :
: 20 ) |
U' Max. bar diameter when Max. taper angle
-E Coolant hole _ cutting at A max(D max) T max
=) SIS ﬂ\ 1 <!
Lo | & [ screw parts B: 5505055C(M5) | ltem Number Taper cut capability
Dmax | Amax | T max
'1|'g1(icrew p:srgssgéscws 1.0) TFTR1014HOH2 | 20
size': X1, .
1214/1616 size : SPR1/8(Rc1/8) 1214H-OH2 | 30 25 30
®Right-Hand style shown 1616X-OH2 40

Spare Parts
Dimensions (mm)
Clamp screw Wrench

g ltem Number Stock
= h b L hi h2 L Ls
ol
=
[ —
= TFTR 1014H-OH2 [ ] 10 14 100 10 4 15 15 LR-S-4*10PW CLR-15S
o
= 1214H-OH2 ( } 12 14 100 12 2 15 15 LR-S-4*10PW CLR-15S

1616X-OH2 o 16 16 120 16 - - 17.5 LR-S-4*10PW CLR-15S

When coolant is supplied from the tool post directly to the tools, please remove screw parts [BJand set screw parts A at side and rear of toolholder.
Wrench for screw parts [A](SS0605SC) is not attached.
Please use hex wrench3.0(LW-3) for SS0605SC, hex wrench5.0(LW-5) for SPR1/8.

TFT L

Screw accessible T R ]
from both sides 0~y 1 N I S

Q‘_ \, ) < f— —
A Y |

15 ®Right-Hand style shown
*No capability for taper cut

Spare Parts
Dimensions (mm)
Clamp screw Wrench
Item Number Stock
h b L f hi he %
TFTR 10 [ ] 10 10 120 0.0 10 3
12 ( } 12 12 120 0.0 12 1
LR-S-4*10PW CLR-15S
16 ([ ) 16 16 120 0.0 16 -
20 ([ ) 20 20 120 0.0 20 =
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B TFX Series - inserts (3D mold chipbreaker)

Shape
ﬁ 32°
<i>| - d > G
No wiper With wiper
All angles shown are obtained when insert is set in the holder
Dimension (mm) PVD coated carbide
shape Ma?;ml]:)aoc Wiper Item number
i d 8 ST4 DM4 ZM3
TFX 3301MR 0.08 | 9.525 | 4.76 o o
No 3302MR 0.18 | 9.525 | 4.76 [ ) 28
3304MR 0.38 | 9.525 | 4.76 (] [ 5
5.0
TFX 3301MRW 0.08 | 9.525 | 4.76 { (
Yes 3302MRW 0.18 | 9.525 | 4.76 o o
3304MRW 0.38 | 9.525 | 4.76 { (
B TF Series - inserts (Ground chipbreaker)
Shape
32°
0.5 \:
All angles showm are obtained when insert is set in the holder
Dimension (mm) PVD coated carbide
shape Maﬁnlgoc Wiper Item number
7 d 8 ST4 DM4 ZM3
TF 3300R 0.0 | 9525 | 476 (]
3305R 0.05 | 9.525 | 4.76 ([
4.0 Yes
3315R 0.15 | 9525 | 4.76 (]
3320R 0.2 | 9525 | 476 ([
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= Front Turning

B Toolholders for TC.. Inserts

STAC-N L

>
fl
«
[>]—
‘1@

Figu re-1 ®Right-Hand style shown

00
=
o

o
|

v
4

S
a

)

S
g

c
-

CH-STUC g |!

13
z ® Left-Hand style shown
L« YcTakes Right-hand or neutral insert
=
=
=
2
=0 WTC.. Series - Toolholders
(e _ _ Gage insert Spare Parts
Code No. Stock| Dimensions (mm) 8 Clamp Screw Wrench
Figure Item Number a
R L RiL|h|b|[Li|hi| T — ‘i
5137005 5137831 STACRL0808X09N |@ 8|8 8 TCL 110902
E46 LR1S-2.2+6 CLR-13S
1 5137096 | 5137948 1010X09N (@ |® | 10|10 120 10 00 TFT09 E48
T oTCEi1102
5119078|5137930 1212X11N (@ |@| 12 | 12 12 E46 LR1S-2.5+7 CLR-15S
TFT11 E48
2 100 E46 LR1S-2.2+6 CLR-13S
5659198 1212H09 @ 12|12 12 | 15
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= Front Turning

B Toolholders for TN.. Inserts

b0
- [PTAN-N L
8 (Lever - lock) 22
- Screw accesssible ®
from both sides 4 e\ Q
wv) a
) J
= & o
(7)) i |
S A
> |
c
=1 | PTLN L
25
(Lever - lock)
Screw accesssible o
from both sides

PTXN-N L

(Lever - lock)

(=2
=
=
S
—]
-
L
=
o
Lt
L

h

= 17.5
Flgu re-3 ®Right-Hand style shown

DS-PTX

\_
(Lever - lock) v =
DS Holder IJ O \D i 1

6 h /& ?} ]I'

f
[
°

==
|

* —
|

|

b

IS
Jr

Fi 4 ® eft-Hand style shown
igure- YcTakes Right-hand or neutral insert

DS-PTX-ACH

(DS-holder with Adjustable centerline height)

Adjustable range
0-+0.2

A
(Parts) \
Shank | Wedge [Screw for Wedge 38.0
16 W%06041 5-(;03 . h D
19.05| ACH-W18 5795539 s
$20 |(5805601) RO.1 /
$22 WS060419-004 “‘i Py ’
®25 | ACHW24| (5799226) ] —Q
$25.4 | (5805619) |
. 107 j. ® | eft-Hand style shown
Flgure-5 L YcTakes Right-hand or neutral insert
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STXNR-N B
Screw-on =
i J
O
leth, |-#
%Only for UL Chipbreaker ®Right-Hand style shown
B TN.. Series - Toolholders
: : Gage Spare Parts
Code No. Stock Dimensions (mm) insert | Shim |Clamp Pin|Clamp Screw| Spring | Wrench
Figure Item Number A
R L R|L| D [h|b|Lilhi|f|h| Loy | &
TN 1604
1 |5252325 PTANRL 1616X33N @ — 116(16[120116|0.0| — [E25~26¢ | LST317 | LCL3 | LCS3 | LSP3 |LW-2.5 E
37 23
TN 1604 = %
2 |5552336 | 5552344 | PTLNRL  2020L33 @ ® - [20(20(140120| 25 | — [E25~26¢ | LST317 | LCL3 | LCS3 | LSP3 |LW-2.5
37
5479860 PTXNRL 1016X33N | @ 101 [12010 2
5016183 1216X33NGX | @ 85
121161—12 TN 1604
3 | 5479852 1216X33N |@ - 1200 |0.0 0 E25~26. LCL33N| LCS33 LW-2
5489901 1616X33N | @ 6| | Jie 7
5513965 2020X33N |@ 20120 |20
5815766 | DS-PTXR1 16-33 % |16.0015(18
5519707 19-33 @ 19.05|18(18 11.0
120 TN 1604
4 5519715 20-33 @ 20.00 (19(19| |- — |E25~26¢ LCL33N| LCS33 LW-2
591029 2233 o 202 | o | ¥
5519699 25M-33 @/ 25.40|24(24150 130
5805650 | DS-PTXR1 16-33-ACH* @/ 16.00 [155[15
5799689 19-33-ACH @ 19.05(18 18120 11.0
5799697 20-33-ACH @ 20.00{19(19 TN 1604
5 ' — —— |E25~26¢ LCL33N| LCS33 LW-2
5799705 22-33-ACH* @ 22.00 | 21|21 12.0 37
5934039 25-33MET-ACH| |@|25.00
24124150 [13.0
5799713 25-33-ACH @ 25.40
. . . Spare Parts
Code No. Stock Dimensions (mm) Gage insert Clamp Screw Wrench
Figure Item Number A\
R | L R|L| D. |h|b|Li|n|f|n:] ey = N
5837893 STXNR1016X33N @ 0] {12010
5016191 1216X33NGX | @ 85 TNGG1604( ][]
6 - |12016—12| 0 — MFNUL LR-5-3.5x10 LLR-20S
5837901 1216X33N @ - E37
5837919 1616X33N @ 16 16

s Compatible with 16mm / 22mm round shank DS Series holders.  DS-Sleeve GX<kllZ)
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= Front Turning

B Toolholders for CN.. Inserts

oV}
=1 | PCLN-N
—
8 (Lever - lock) L
P L2
wv)
]
S 5 |® B
(7,3 s
g b |4
i3 .
c K \ i
= = i -
®Right-Hand style shown
PCLN 5 - '
(Lever - lock) L,
Screw accesssible |
from both sides ‘ e}
- ~| & < 95°
£ q/‘ o|®
= |
- j)
= ) 2
(=] ©
(s 6
< ‘
H
e Right-Hand style shown
B CN.. Series - Toolholders
) i Spare Parts
Code No. Stock| Dimensions (mm) Shim | Clamp Pin | Clamp Screw | Spring | Wrench
) Gage
Figure Item Number T
R L R(L|h|b|Li|hi|F L2 N
N_in204
1 | 5259056 PCLNR11620X43N |@| (16/20(120[16]0.0{25| E20~21+ | LSC42 | LCL4 |LCS4CA| LSP4 | LW-3
36
5321997 | 5322003 | PCLNR{2020K43 | @ @ 20 201252025 28| 1y
2 E20~21 | LSD42 | LCL4 | LCS4 | LSP4 | LW-3
5322011 | 5322029 2525M43 |@ |@ |25|25/150 25|32 | 28| 36

% For other shank sizes, please contact us for more information.
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B Toolholders for DN.. Inserts

(Lever - lock) L+
L2
Q
5
® Right-Hand style shown
(Lever - lock) L. %_g
Screw accesssible L. =
from both sides
.———'r“ Q
o/@®
5
3
_ o, _
i T/Fr -
|
|
®Right-Hand style shown
B DN.. Series - Toolholders
) i Spare Parts
Code No. Stock| Dimensions (mm) Shim | Clamp Pin [ Camp Screw | Spring | Wrench
: Gage
Figure Item Number ;
insert
R L RIL|h|b|Lijhi|f |L: &é@“
DN 11504
1 | 5259072 PDJNR11625X43N | @ 16(25(120[16 (0.0 (25| E22~23¢ | LSD42 | LCL4 |LCS4CA| LSP4 | LW-3
36
2 32| E22~23¢ | LSD42 | LCL4 | LCS4 | LSP4 | LW-3
5682463 2525M43 |@| |25]25/15025(32 3

¥ For other shank sizes, please contact us for more information.
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Back Turning

®Back Turning Tools -« --c-ceeeeeeee.. G44
® Recommended Cutting Conditions -- G45
® General Information ---ccccceeeeeen G46
o Tool Llst ............................ G50
CSV Series ............................................................... G50
CTPS Series ............................................................ G51
TBP Series ............................................................... G52
TBPA Series ............................................................ G54
TBVC Series ............................................................ G56
TBDP Series ............................................................ G57
TB Series .................................................................. G58
TBMH Series ............................................................ G60
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Swiss Tooling
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= Back Turning

NTK Back Turning Tools - Product Lines

Shift amount

CSVB Gd<El)

Insert

b

Holder

CI<ED
a ~1.0mm
b ~2.0mm
a: Length of Blade Shift amount 1.1~1.5mm

b: Max Depth of Cut

00
=
©

o
-

7
i

3
wv)

)

=
=

c
-

Insert

TBP-OH2/OH Y-TBP
=»G52 =»G52 =»G52
=»G51 =»G52 Coolant through Y-axis Y-axis/Coolant through DS holder
a ~4.8mm ~4.8mm
b ~4.8mm ~5.3mm
Shift amount 2.4mm 3.5mm

Insert

TBPA-OH CH-TBPA

Holder

(oG54 R
=»G54 Coolant through =»G54
a ~6.3mm
b ~6.8mm
Shift amount 3.4mm

VC..1103. CHEERED
TBVC

(=]
=
=
S
=
—_
==
[
(3]
(--]

Insert TBDP B =G59 VC.1303. €D

CH-SVXCL SVAC...(N)w

Holder

Y-axis
a 3.5mm ~4.0mm 8.0mm — —
b ~5.0mm ~8.8mm 8.0mm — —
Shift amount 2.05mm 4.0mm 7.5/10mm 10mm —

Insert

Coolant through Y-axis Y-axis/Coolant through
a ~1.3mm
b ~2.7mm
Shift amount 1.0/1.5mm

G44




NTK

Recommended Cutting conditions

Work Material csv TBP/TBPA-BM TB32/TB43
Cutting
Speed
(m/min)
Common Name JIS Grade Feed Rate Grade Feed Rate Grade Feed Rate
(mm/rev) (mm/rev) (mm/rev)
s10c X0.02 X0.02 X0.02 X0.02
Low Carbon \ " |so iz DT4 | (0005009 TM4 | (001003 | QM3 | (001003 | . | (001004
Steel c30¢ VM1 7003 | DM4 | z006 | zZM3 | Z0.04 70.06
(0.005-0.04) (0.05:0.1) (0.02:0.06) (0.030.1)
casc X0.02 X0.02 X0.02 X0.02
DT4 |(0.005003)| DM4 | (001003 | QM3 | (0.01-0.03) 0.01-0.04)
Carbon Steel 5535C so (IR 100 |\ 70.02 ™4 7006 | zm3 2004 | M3 006
(0.005-0.04) (0.05:0.1) (0.02-0.06) 0.030.1)
Scrats X0.02 X0.02 X0.02 X0.02
DT4 |(0.0050.03)| DM4 | (001003 | QM3 | (0.01-0.03) (0.01-0.04)
Alloy Steel SCrz 40 o 0| v | 7003 | Tma | zooe | zm3 | zooa | ZM3 | 7006
(0.005-0.04) 0.05:0.1) (0.02:0.06) 0.03-0.1) =
X0.02 X0.02 X0.02 X0.02 g8
Stainless Steel ZM3 | (0.005-0.03) | ST4 | (0.01-0.03) (0.01-0.03) (0.01-0.04) =2
(Austeniti) | SUS303 |50 [EE10 | 70.03 DT4 2006 | M3 | 000 | M3 | 2006 2
(0.005-0.04) 0.05:0.1) 0.02:0.07) 0.03-0.1)
US304 X0.02 X0.02 X0.02 X0.02
Stainless Steel | 2131 |40 1| DT4 |(0005003)| ST4 | (001003 | QM3 | (001003 | Ly | (001004
(Austenitic) | o0 VM1 70.03 DT4 7006 | zM3 | 2004 20.06
(0.005-0.04) (0.05:0.1) (0.02:0.06) (0.030.1)
X0.02 X0.02 X0.02 X0.02
Stainless Steel | SUS430 | o | VM| (0005003) | ST4 | (001003) | VM1 | (001:003) | o | (007004
(Ferritic)  |SUS430F ZM3 | 7003 DT4 2006 | zM3 | 2004 20.06
(0.005-0.04) 0.05:0.1) (0.02-0.06) 0.030.1)
tainloss Steel X0.02 X0.02 X0.02 X0.02
e DT4 |(0.005003)| ST4 | (001003 | QM3 | (0.01-0.03) (0.01-0.04)
(Pre(c'i\/‘;;;g:i:r'ggnic) sUs630 | © 0|y 70.02 DT4 70.06 ™4 70.04 ZM3 | 005
P (0.005-0.04) 0.05:0.1) (0.02:0.06) 0.03-0.1)
. X0.02 X0.02 X0.02 X0.02
Sulfur free cutting steel | SUM22
VM1 | (0.005-0.03) (001-0.03) | VM1 | (001-0.03) (0.01-0.04)
frse”e”g;tct;m‘;lteexel SSLLJJ,\’X‘zzj’L >4 " bra | 2003 | ™4 | 200 | zm3 | zoos | M3 | 7006
: (0.005-0.04) (0.05:0.1) (0.02:0.06) (0.03:0.)
Y0 X0.02 X0.02 X0.02 X0.02
Electromagnetic i VM1 | (0.005-0.03) (0.01-0.03) | VM1 | (0.01-0.03) (0.01-0.04)
softiron | ooy | o0 pra | w0 | P™ | z006 | zm3 | 2000 | PM3 | 700
(0.005-0.04) 0.05-0.1) (0.02:0.06) 0.03-0.1)
X0.02 X0.02 X0.02 X0.02
Electromagnetic DT4 | (0.005-0.03) (0.01-0.03) (0.01-0.03) (0.01-0.04)
stainless s0 1200\ 70.02 e 2006 | M3 000 | M3 | 006
(0.005-0.04) 0.05:0.1) (0.02:0.06) 0.03-0.1)
X0.02 X0.02 X0.02 X0.02
High-carbon chromium DT4 |(0.005-0.03)| DM4 | (0.01-0.03) (0.01-0.03) (0.01-0.04)
pearngsteel | o992 |0 Ny 1000 | Ttma | z006 | OM3 | 000 | ZM3 | oo
(0.005-0.04) 0.05:0.1) (0.02:0.06) 0.030.1)
ALY X0.02 X0.02 X0.02 X0.02
. DT4 | (0.005-0.03) (001-0.03) | TM4 | (001-0.03) 0.01-0.04)
Mgz el f\fELil 3 Ol om3 | z003 | ™4 | 006 | zm3 | zood | M3 | z006
(0.005-0.04) 0.05:0.1) (0.02-0.06) 0.030.1)
AS052 X0.02 X0.02 X0.02 X0.02
. (0.005-0.03) (001-0.03) | PD1 | (0.01-0.03) (0.01-0.04)
Aluminum alloy 2?82; 50 [0 250 ZM3 7003 T™M4 70.06 KM1 20,04 ZM3 70.06
(0.005-0.04) 0.05:0.1) 0.02:0.07) (0.03-0.15)
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BRecommended max. depth of cut for each pass
(Multiply this ratio by the length of blade (a) to obtain the max. depth of cut for each pass)

Grade PVD Coated Carbide
Work material ST4-QM3-DT4-DM4-TM4-VM1-ZM3
Steel ax0.7
Stainless Steel ax0.6
Non-ferrous material ax0.9
Plastic ax0.9

a : Length of Blade b : Max. Depth of Cut

00
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(o)
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c
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BWhen the length of blade (a) is not long enough

End face

NTK BM-chipbreaker

Competitor

Back turning can be performed multiple
times until the total depth of cut
reaches (b).

Excellent surface

B When experiencing rough finish on shoulder '

(=2
=
=
ol
=
—_
=
[
(3]
(--]

G46

Turning the shoulder twice can improve
the finish.

This problem can be solved by using
TBP-BMW, TBPA-BM, TBDP inserts without
increasing the number of passes

TBP-BM, TBPA-BM, TBDP come with NTK's
uniquely designed molded chipbreaker providing
single pass machining. These inserts can provide
excellent surface finish.

TBP-BM

TBPA-BM

TBDP




NTK

WFinishing cut

Roughed section goes into the guide
bushing when performing finish cuts.
(Deburring may be needed upon roughing)

TBP

Unique

=
=
°
S
=
%)
2
=3
(%)

TBDP-L

TBDP Left-hand toolholder will eliminate TBVCR--F10

the risky process of pulling back the turned
bar stock into the guide-bushing for finishing Cutting edge is located away from the guide-
process, because its cutting point is away bushing. Roughing can be performed without
from the guide-bushing. retracting roughed part from guide-bushing.

MUndercut
&’
Assume undercut exists on back turning section TBMH style inserts should be used to cut the
6 =22" type undercut
0 =45° type Inserts »G61
Holders

G47



= Back Turning

TBP-BM / TBPA-BM for Back Turning

@ "Single Pass Back Turning" offers excellent surface finishes
® Up-right style insert and screw clamping provides high rigidity

® Wiper flat on cutting edge offers excellent surface finishes
even under high feed cutting conditions

B New BM chipbreaker

® Prevents the rough end face from hitting
the chip

00
=
©

(o)
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® Wiper flat on cutting edge creates
excellent surface finishes

Best Solution for Chip Control | TBP-OH2 / OH TBPA-BM
TBPA-OH Y-TBP-OH .
Coolant through toolholders g
nOW available g conventinonal
tool
) 003 008
Feed rate 7(z) (mm/rev)
Superior Surface Finish
1Pass BMI c;hjg;@uga_kgr; Competitor's tool

End face oD End face oD

g s b v T e o LR AL Pt b
Excellent surface 250 0 (0724700 Rough surface
Rz : 4.46um Rz :6.01um

Material : SUS304 (¢ 16) , Cutting condition : ve=80m/mn f (x)=0.02mm/rev  f (z2)=0.08mm/rev a,=3.0mm WET

(=2
=
=
ol
=
—_
==
[
(3]
(--]

Excellent Chip Control

BM chipbreaker Competitor
Feed rate f (z) (mn /rev)
0.05 0.08 0.05 0.08
D.O.C av (mm)

@ -

0.5

3.0 - Q‘? &;

T &
Material : SUS304 (¢ 16) , Cutting condition : ve=80m/mn WET
=»G53 « G55

G48
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BACK DUO

® New chipbreaker covers a wide range of cutting conditions
® No-compromise quality back turning tools

@ High quality finish in a single pass

® No finishing cut required = Reduced cycle time

® Multi point clamping system ensures rigidity

W
New 3D chipbreaker Chip control range

Excellent surface with good chipcontrol
30
Evacuates chips away , ‘:{z 20 £
A0 (A=
from the shoulder —_ 8 BACK DUO %E
8 -2
1.0 — =
Improved surface finish thanks to wiper flat and | |
precision grinding on cutting edge 0.03 0.08
Feed rate 7(z) (mm/rev)
Surface finish comparison for SUS304
1Pass DUO Competitor
Diameter End face Diameter

End face

L £ T s i

Ra:0.90um

. Excellent surface Rough surface
Diameter Rz : 4.11um

Work material : SUS304  Holder : TBDPR12  Insert : TBDP2201MR TM4
Cutting condition : ve=80m/min  f (x)=0.02mm/rev  f (z)=0.08mm/rev a,=3.0mm WET

Chip control comparison
BACK DUO! Competitor

SUS304 £ (2) (mm /rev)
0.05

f .
Depth of cut 2.0 {8 et~ ¢
&

ap (mm)

Work material : SUS304  Holder : TBDPR12  Insert : TBDP2201MR TM4
Cutting condition : Ve=80m/min  f (x)=0.02mm/rev  f (z)=0.08mm/rev a,=3.0mm WET

Holders =» G57 Inserts =» G57
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G50

B CSV Series Best for up to 5mm diameter material

M CSV Series - Inserts

For Cam-style machine For Gang-style machine
c»l " ]
! (ad N B *ﬁ ® Yy n‘
5 led 4 & 1
®Right-Hand style shown e Right-Hand style shown
CSV-NC-F
. 3 ® . <
For Gang-style machine n T
n] - @
L
< <
e Right-Hand style shown
B CSV Series - Toolholders
Code No. Stock Dimensions (mm) Gage insert [ —mo sqz\?vare Parti/vfench
Figure Item Number
R | L RiL|n|o|e|m|fle| K %
5492962 CSVR® 07GX [ J 717 85 7 05
5303169 | 5303193 07 ( [ J 140 )
5492954 08GX [ ] 8|8 85 8
5303151 | 5303201 08 { JX ) -9 Ex -
T 53013 095 (@ [95(95|140[95/%"| | O WRIS257 | (LR35
5303144 | 5303177 10 @ @® 1010 10 )
5474770 12GX [ ) 1211 85 1
5327929 12 [ ) 140
5514062 | 5514070 | CSV®+ 08NC @/ ® 8 | 8 [120] 8 [0.1
5563010 10GXNC @ 85 _ oy B
2 5177492 | 547754 10NC o0 10 |10 0 10 0.1 (SVB LR1S-2.5+7 CLR-15S
5477534 | 5477500 12NC @@ 12[12 12
3 |5789615 CSVR{ O8NC-F |@ 8 | 8 [120] 8 00~01] — (SvB LR15-2.5+7 CLR-15S
7rAll the inserts can use the same toolholder  CSV series @CX<ELY

Shape Item Number %
- VBTIFRLY @
. j\ﬁ 11FR4AV-A @

s .| NP O
.A\@ 55| 1FRVC ©
Thickness:2.38 0.0 11FRAV12 (W}
Right-Hand style shown 11FR/LV14 (W)
- CSVB11FRIVB @
E 11FR{VB-A ©@

G@ AT
5 g 11FR1VB-C @
—— 7 w 11FR{ VB12@
Right-Hand style shown 11FRLVB14®

For Profiling

&
XN

Thickness:2.38

Left-Hand style shown

CSVBIFRAVX @

0.035

No

Length of | Max Depth

Blade

a

Dimensions (mm) PVD Coated Carbide
of at Edge Geomelry D 1 4
b W l@xB) [ R Rl R ko L [ R oo
0.3X5° 5303573 | @] 5303532 | @
1.00 03x2° 5358791 | @
\ ) 0.15X2° | 5435995 | @ | 5386289 | @ | 5386297 |@| 5827480 | @
0.15%X5° 5358809 | @
. 5344890 | @
0.3%5 534908 | @
03X5° 5358825 | @
0.3%x2° 5358833 | @
0.15X2°| 5435987 | @ 5386305 | @ | 5386313 | @ | 5827472 | @
0.15X5° 5358841 | @
. 5358718 | @
0.3%3 535672 | @
— 5358817 | @
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B CTPS Series
CTPS

L

5.0

h

e Right-Hand style shown

B CTPS Series - Toolholders

Gage insert Spare Parts
Dimensions (mm) g Clamp Screw |  Wrench oL
Code No. Item Number | Stock g i
hl b | Li| m | f % 2
5346572 CTPSR10 o 10 | 10 10
120 0.0 TBPS LR1S5-2.5+7 CLR-15S
5397187 R12 o 12 | 12 12
¥All the inserts can use the same toolholder ~ CTPS series @€XEL)

B TBPS Series - Inserts

Shape Iltem Number

Length of | Max Depth | Dimensions(m) | PVD Coated Carbide

Blade of cut
a | b | 0] r [PAVE]son| VT E]soc

Chip-breaker

{with Chipbreaker)
1
—= g b TBPS 60FRO0 0.0 [5346150| @ |5362553| @

T@ﬁﬁ

2.5

0.5

Yes 60°

6
i a 60FR10 0.1 |5346168| @ |5362561| @

®Right-Hand style shown

| 60

{without Chipbreaker)
< —r ’

20 ~

ES © N ¢ 4 TBPS 60FRV @

\—: a

®Right-Hand style shown

re
)
(=]

0.7

0.0 |5357058| @ |5362579| @

Note: All angles shown are obtained when 