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INTRODUCTION ﬂ

SwissCut was founded with vast experience and has grown to be a robust and stable company recognized
globally for the products we offer for machine shops. With outstanding human resources and distinguished
technology, SwissCut is always looking towards the future. SwissCut has gained continuous trust from
customers by virtue of obtaining an efficient logistics system and also a shortening delivery time. We
periodically acquire and update technology for meeting specific requirements of customers. Through the skill
and innovation of our people, we deliver products that solve customer challenges and enable exceptional
perfarmance. Our mission is all about performance for our customers, SwissCut Is committed to customer

requirements and satisfaction. We provide guality products to excel in reguired performance, reliability,
durability, consistency, cost-effectiveness and delivery.

OUR NETWORKING

) INDIA

AHMEDABAD - RAJKOT - MUMBA| - PUNE - AURANGABAD - BANGLORE - CHENMA
DELHI - COIMBATORE - ZIRAKPUR - CHANDIGARH - [KOLKATA - HYDERABAD - NASHIIK
INDORE - SURAT - BELGALUM

) EXPORT

LUSA - UK - FRANCE - GERMANY - PORTUGAL - AUSTRALIA - ITALY
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Corporate Vision:

= To be the world leader in providing our customers high-guality products and creative
solutions that will allow our customers (o prosper.

Corporate Mission :

* Swisscut 's mission is to provide cutting tool products with outstanding quality, service and value.
We focused on delivering customer satisfaction by praviding cutting tools that increase productivity,
reduce costs and improve work piece quality

= Our Mission at Swiss Cut Works is to adapt change, to take the respensibility, make a

commitment and fulfill it
« |t is to ensure our customers that when we smile at them it's because we mean L.

Quality :
= Quality fArst begins inside and then it works its way out. We believe in
accuracy & we raise the guality standard of our products as much as we can. .
= Qur principle is that the job cannot be Anished before it is improved to .
please the customers. We work as closely as possible to reach MISSION
our boundaries of our abilities.
* What we can do - is only what we can do.




PRODUCT INDEX ﬂ

) CONTENTS

- ABOUT US
* CORPORATE VISION, MISSION, & QUALITY
* CONTENTS

) PRODUCT DETAILS

) CARBIDE ENDMILLS

* 4 FLUTE - FLAT END 45, 55, 63 HRC

* 2 FLUTE - FLAT END 45, 55, 63 HRC

* 4 FLUTE - BALL NOSE 45, 55, 63 HRC

» 2 FLUTE - BALL NOSE 45, 55, 63 HRC

* ROUGHING ENDMILL 45, 55 HRC

* 6 FLUTE FLAT ENDMILL - 55HRC

25 3FLUTE - FLAT END - FOR ALUMINUM

* 4 FLUTE - CORNER RADIUS END - 45, 55 HRC
* 4 FLUTE - LONG NECIK END - 55HRC

* 2 FLUTE - LONG NECIK BALL NOSE - 55HRC

) CARBIDE DRILLS

* SOLID CARBIDE DRILLS - 3D FLUTE - 45,55 HRC
*SOLID CARBIDE DRILLS - 5D FLUTE - 45,55 HRC
* SOLID CARBIDE DRILLS - EXTRA LONG FLUTE-55HRC
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) MILLING & DRILLING INSERT

* MILLING INSERTS
* MILLING CUTTERS
* DRILLING

> INDEXABLE DRILLS

* INDEXABLE DRILLS /7 U-DRILLS - 2D
* INDEXABLE DRILLS /7 U-DRILLS - 3D
* INDEXABLE DRILLS / U-DRILLS - 4D
* INDEXABLE DRILLS /7 U-DRILLS - 5D

) TURNING INSERT

* TURNING INSERTS
* TURNING HOLDER
* BORING BARS

* PARTING INSERTS

* HEALTH & SAFETY
* CONTACT DETAILS




PRODUCT DETAILS H

) 4 FLUTE - FLAT END 45 HRC

* Designed for a mild steel, copper, plastic, wood, brass and aluminum
* Excellent Wear Resistance

* Application in high speed machining, wet and dry cutting condition.
* TiAIM coated

« 4 flutes allows for better work: plece finish

« Mill dia. Tolerance{mm)| - O to -0.030

* Shank dia. Tolerance - hé

4 FLUTE - FLAT END 45 HRC

) 4 FLUTE - FLAT END 55 HRC

* Designed for a Carbon Steel, Tool Steel, Alloy Steel and Stainless Steel
+ Excellent Wear Resistance

* Application in high speed machining, wet and dry cutting condition

* TIAIN coated

« 4 flutes allows for better work piece finish

= Mill dia, Tolerance{mm) - O to -0.030

* Shank dia. Tolerance - hé

4 FLUTE - FLAT END 55 HRC

) 4 FLUTE - FLAT END 63 HRC

* Designed for a Carbon Steel, Tool Steel, Alloy Steel

» Excellent Wear Resistance

» Application in high speed machining, wet and dry cutting condition.
* Manocomposite PLATIT Coating (nACo Coating)

« 4 flutes allows for better work piece finish

* Mill dia. Tolerance{mm) - O to -0.030

* Shanh dia. Tolerance - hé

4 FLUTE - FLAT END 63 HRC




4 FLUTE - FLAT END 45, 55, 63 HRC
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PRODUCT DETAILS ﬂ

) 2 FLUTE - FLAT END 45 HRC

* Designed for a mild steel, copper, plastic, wood, brass and aluminum
» Excellent Wear Resistance.

* Application in high speed machining, wet and dry cutting condition.
* TiAIN coated

* Mill dia. Taleranceimm) - O to -0.030

* Shank dia. Tolerance - his

2 FLUTE - FLAT END 45 HRC

) 2 FLUTE - FLAT END 55 HRC

* Designed for a Carbon Steel, Tool Steel, Alloy Steel and Stainless Steel
+ Excellent Wear Resistance

* Application in high speed machining, wet and dry cutting condition

* TIAIN coated

« Mill dia, Tolerance{mm) - O to -0.030

* Shank dia. Tolerance - hé

2 FLUTE - FLAT END 55 HRC

) 2 FLUTE - FLAT END 63 HRC

* Designed for a Carbon Steel, Tool Steel, Alloy Steel

» Excellent Wear Resistance

» Application in high speed machining, wet and dry cutting condition.
* Manocomposite PLATIT Coating (nACo Coating)

+ 2 flutes allows for better work piece finish

* Mill dia. Tolerance{mm) - O to -0.030

* Shanh dia. Tolerance - hé

2 FLUTE - FLAT END 63 HRC




2 FLUTE - FLAT END 45, 55, 63 HRC
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PRODUCT DETAILS n

) 4 FLUTE - BALL NOSE 45 HRC

* Designed for a mild steel, copper, plastic, wood, brass and aluminum

* Excellent Wear Resistance

* Designed for milling of radius bottom slots, fillets and special contours
= Application in high speed machining, wet and dry cutting condition

* TIAIN coated

« 4 flutes allows for better work piece finish

= Mill dia. Tolerance{mm) - O to -0.030

* Shank dia. Tolerance - hé

4 FLUTE - BALL NOSE 45 HRC

) 4 FLUTE - BALL NOSE 55 HRC

* Designed for @ mild steel, copper, plastic, wood, brass and aluminum

+ Excellent Wear Resistance

* Designed for milling of radius bottom slots, fillets and special contours
* Application in high speed machining, wet and dry cutting condition.

* TisIN coated

= Mill dia, Tolerance{mm) - O to -0.030

* Shank dia. Tolerance - hé

4 FLUTE - BALL NOSE 55 HRC

) 4 FLUTE - BALL NOSE 63 HRC

- Designed for a mild steel, copper, plastic, wood, brass and aluminum

+ Excellent Wear Resistance

* Designed for milling of radius bottom slots, fillets and special contours
= Application in high speed machining, wet and dry cutting condition.

« 4 flutes allows for better worlk piece finish

* Manocomposite PLATIT Coating (nACo Coating)

« Mill dia. Tolerance{mm) - O to -0.030

* Shanh dia. Tolerance - h&

4 FLUTE - BALL NOSE 63 HRC




4 FLUTE - BALL NOSE 45, 55, 63 HRC
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Product Details ﬂ

) 2 FLUTE - BALL NOSE 45 HRC

* Designed for a mild steel, copper, plastic, wood, brass and aluminum

* Excellent Wear Resistance

* Designed for milling of radius bottom slots, fillets and special contours
= Application in high speed machining, wet and dry cutting condition

* TIAIN coated

« Mill dia. Tolerance{mm)| - O to -0.030

* Shank dia. Tolerance - hé

2 FLUTE - BALL NOSE 45 HRC

) 2 FLUTE - BALL NOSE 55 HRC

* Designed for @ mild steel, copper, plastic, wood, brass and aluminum

+ Excellent Wear Resistance

* Designed for milling of radius bottom slots, fillets and special contours
* Application in high speed machining, wet and dry cutting condition.

* TisIN coated

= Mill dia, Tolerance{mm) - O to -0.030

* Shank dia. Tolerance - hé

2 FLUTE - BALL NOSE 55 HRC

) 2 FLUTE - BALL NOSE 63 HRC

- Designed for a mild steel, copper, plastic, wood, brass and aluminum

+ Excellent Wear Resistance

* Designed for milling of radius bottom slots, fillets and special contours
= Application in high speed machining, wet and dry cutting condition.

+ 2 flutes allows for better work piece finish

* Manocomposite PLATIT Coating (nACo Coating)

« Mill dia. Tolerance{mm) - O to -0.030

* Shanh dia. Tolerance - h&

2 FLUTE - BALL NOSE 63 HRC




2FLUTE - BALL NOSE 45, 55, 63 HRC

Over All Ehanh Number of
Length Flutes

Flute
Length

Endmill
Cutting Dia.

...,:r _ y M l
_l__!_!]j__]_w _‘.!_-_!_I:r b,

%Fﬁwﬂ,uﬂﬁEmv«#ﬁwwrwﬁﬁwﬁwu. ﬁﬁﬁuﬂmwwwgﬁy BEhEELEAKE

AR REgREEARERREREREE LSRR SREEES




Product Details n

) ROUGHING END MILL - 45HRC

* Desined for a Roughing purpose

* Excellent Wear Resistance

* Application in high speed machining, wet and dry cutting condition.
* TiAIN coated

* Mill dia. Taleranceimm) - O to -0.030

* Shank dia. Tolerance - h&

« Corner radius endmills also available

ROUGHING ENDMILL - 45HRC

) ROUGHING ENDMILL - 55HRC

* Desined for a Roughing purpose

+ Excellent Wear Resistance

 Application in high speed machining, wet and dry cutting condition.
* TiAIN coated

* Mill dia. Toleranceimm) - O to -0.030

* Shank dia. Telerance - hé

* Corner radius endmills also available

ROUGHING ENDMILL - 55HRC




ROUGHING ENDMILL
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Product Details ﬂ

) 6 FLUTE FLAT ENDMILL - 55HRC

« Excellent Wear Resistance

= Application in high speed machining, wet and dry cutting condition.
* TiAIN coated

« Mill dia. Tolerance|mm) - O to -0.030

* Shank dia. Tolerance - hé

* Corner radius endmills also available

6 FLUTE ENDMILL - 55HRC

tem Type of Endmill Flute Over All Shank Number of
Number Endmill Cutting Dia. Length Length Dia Flutes

F&-15-50-4F Flat (=] 15 50 (=] &F
F&-20-75:4F Flat (=] 20 75 6F
F&-25-100-4F Flat : 25 &F
FB-20-60-4F Flat 20 &F
F8-25-75-4F Flat 25

FB-35-100-4F Flat 35

F10-25-75-4F Flat J 25

FID-40-100-4F Flat 40

FIZ2-30-75-4F Flat 30

FI2-45-100-4F Flat ; 45

FI2-60-200-4F Flat 60

Fl4-40-100-4F Flat 40

Fl&-40-100-4F Flat 40

FI8-40-100-4F Flat : 40




Product Details E:

> 3 FLUTE - FLAT END - FOR ALUMINUM

« Speccially designed 3 fluted For aluminum

« Excellent Wear Resistance

= Application in high speed machining, wet and dry cutting condition.
= Polished uncoated endmill

= 3 flutes allows for better work piece finish for Aluminum

= Wil dia. Telerance(mm) - O to -0,030

= Shank dia. Tolerance - ht

3 FLUTE - FLAT END - for Aluminum

) 2FLUTE - FLAT END - FOR ALUMINUM

= Speccially designed 3 fluted for aluminum

* Excellent Wear Resistance

« Application in high speed machining, wet and dry cutting condition.
* Palished uncoated endmill

= 3 flures allows for better work piece finish for Aluminum

= Mill dia. Tolerance{mmy) - O to -0.030

« Shank dia. Tolerance - hi

2 FLUTE - FLAT END - FOR ALUMINUM




> 3 FLUTE - FLAT END - FOR ALUMINUM

Itemn Endmill Flute Owver All Shanhk MNumber of
Number Cutting Dia. Length Length Dia Flutes

FI-3-50-3F-Alu 1 50 3/4/6 3F
FL5-4-50-3F-Alu 15 50 /476 3F
F2-6-50-3F-Alu 2 50 3/4/6 3IF
F2.5-8-50-3F-Alu 25 50 3/4/6 3F
F3-8-50-3F-Alu 3 50 /406 3F
F3-10-50-3F-Alu 3 50 /408 3F
F3-12-100-3F-Alu 3 3/4r6 3IF
F35-10-50-3F-Alu 50 416 IF
F4-10-50-3F-Alu 50 4/6 IF
F4-12-75-3F-Alu 75 46 3F
F4-15-100-3F-Alu 416 IF
F5-13-50-3F-Alu 50 3IF
F5-20-75-3F-Alu 75 5/6 IF
F5-25-100-3F-Alu 3F
F6-15-50-3F-Alu 3F
F&-20-75-3F-Alu IF
F6-25-100-3F-Alu IF
F6-30-150-3F-Alu 3F
FB-20-60-3F-Alu 3F
F8-25-75-3F-Alu 3F
FB-35-100-3F-Alu 3F
FB-40-150-3F-Alu 150 3IF
FI0-25-75-3F-Alu 75 S
F10-40-100-3F-Alu 3F
FI0-45:150-3F-Alu IF
F12-30-75-3F-Alu 3IF
F12-45-100-3F-Alu IF
Fi2-50-150-3F-Alu 3F
Fi4-40-100-3F-Alu 40 3F
F14-50-150-3F-Alu 3IF
FI6-40-100-3F-Alu 3F
F16-55-150-3F-Alu . 3F
FI8-40-100-3F-Alu 0 3F
F20-40-100-3F-Alu. : 3F
F20-50-150-3F-Alu : ¥
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Product Details ﬂ

) 4 FLUTE - CORNER RADIUS END - 45HRC

= Desined for a Carbon Steel, Tool Steel, Alloy Steel and Stainless Steel
* Excellent Wear Resistance

* Application in high speed machining, wet and dry cutting condition.

* TiAIM coated

« 4 flutes allows for better work: plece finish

« Mill dia. Tolerance{mm)| - O to -0.030

* Shank dia. Tolerance - hé

4 FLUTE - CORNER RADIUS END - 45HRC

) 4 FLUTE - CORNER RADIUS END - 55HRC

« Desined for a Carbon Steel, Tool Steel, Alloy Steel and Stainless Stee|
* Excellent Wear Resistance

« Application in high speed machining, wet and dry cutting condition.

* TiAIN coated

« 4 flutes allows for better work piece finish

* Mill dia. Tolerancelmm) - O to -0.030

* Shank dia. Tolerance - hé&

4 FLUTE - CORNER RADIUS END - 55HRC




4 FLUTE - CORNER RADIUS END - 45, 55 HRC
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Product Details H

) 4 FLUTE - LONG NECK FLAT END - 55HRC

* Desined for a Carbon Steel|, Tool Steel, Alloy Steal and Stainless Sree|
* Excellent Wear Resistance

* Application in high speed machining, wet and dry cutting condition.

* TiAIM coated

« 4 flutes allows for better work: plece finish

« Mill dia. Tolerance{mmy) - O ta -0.030

* Shank dia. Tolerance - hé

4 FLUTE - LONG NECK END - 55HRC

) ltem Endmill ~ Flute  Long Neck Qver All Shank  Number of
Number Cutting Dia. Length Length Length Dia Flutes

FO.4-1-2LN-50-2F 0.4 1 2 344
FO5-1-3LN-50-2F 05 1 374
FO5-1-6LN-50-2F 05 1 3/4
FO.6-1-3LN-50-2F 06 1 34
FO.6-1-5LN-50-2F 06 1 344
FO.8-1-3LN-50-2F 08 3/4
FO.B-1-6LN-50-2F 08 34
FI-3-4LN-50-4F I 3/446
Fl-3-6LN-50-4F i 31446
FI-3-8LN-50-4F 3416
FI-3-10LN-50-4F 446
F1-3-12LN-50-4F 3/4/6
Fl1-3-14LN-50-4F 31446
F1-3-16LN-50-4F 3/4/6
F1-3-1BLN-50-4F 3746
F1-3-20LN-50-4F 3/4/6
F1-3-22LN-50-4F 3/4/6
Fl-3-25LN-50-4F /446
FI5-4-BLN-50-4F 3446
F1.5-4-10LN-50-4F 34/6
FI5-4-12LN-50-4F 3/4/6
FL5-4-14LN-50-4F 37446
F15-4-16LN-50-4F 3/4/6
FI5-4-18LN-50-4F 3/4/6
F1.5-4-20LN-50-4F 3/4/6
F15-4-22LN-50-4F 3/4/6
FI.5-4-25LN-50-4F 3/4/6
F2-6-10LN-50-4F 3446
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4 FLUTE - LONG NECK END - 55HRC
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Product Details ﬂ

) 2 FLUTE - LONG NECIK BALL NOSE - 55HRC

* Desined for a Carbon Stesl, Tool Steel, Alloy Steel and Stainless Sree|
* Excellent Wear Resistance

= Application in high speed machining, wet and dry cutting condition.

* TIAIN coated

= & flutes allows for better work piece finish

« Mill dia, Tolerance{mm) - O to -0.030

= Shanh dia, Tolerance - h&

2 FLUTE - LONG NECK BALL NOSE - 55HRC

) ltem Endmill ~ Flute  Long Neck Qver All Shank  Number of
Number Cutting Dia. Length Length Length Dia Flutes

BO.5-1-4LN-50-2F 05 ! 3/4
BO.5-1-6LN-50-2F 05 3/4
BO.5-1-BLN-50-2F 05 3/4
BO5-1-10LN-50-2F 05 3/4
Bl-2-4LN-50-2F | 3/4/6
BI-2-6LN-50-2F 1 416
Bl-2-BLN-50-2F 37476
BI-2-10LN-50-2F 3476
Bi-2-12LN-50-2F 3476
BI-2-14LN-50-2F 3/4/6
BI-2-16LN-50-2F 3/4/6
B1-2-18LN-50-2F 3416
B1-2-20LN-50-2F 3/4/6
BI-2-22LN-50-2F 3/4/6
BI-2-25LN-50-2F 3746
BI5-3-BLN-50-2F 3/4/6
B15-3-10LN-50-2F 3476
B15-3-12LN-50-2F 3/4/6
B15-3-14LN-50-2F 3/4/6
B1.5-3-20LN-50-2F 3416
B15-3-22LN-50-2F 3/4/6
B15-3-25LN-50-2F 3476
B2-4-10LN-50-2F 3456
B2-4-12LN-50-2F 31476
B2-4-14LN-50-2F 3/4/6
B2-4-16LN-50-2F 3/4/6
B2-4-18LN-50-2F I/4/6
B2-4-20LN-50-2F 3/4/6
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2 FLUTE - LONG NECK BALL NOSE - 55HRC

>

Number of
Flutes

: ._ ol 3 u w _.... .w,. _...“ u m 55 w w “_ﬂ_‘ .,_ 3 m £ w € ooovoovoooooo

Shank
Dia
3/4/6
37476
arale
3

Length

e e e SR N R SR e ST

Long Neck  Over All

Length

Flute

e TR el e e e e e e e e e e ) e

Endmill
Cutting Dia.
2
2
25
25

Itermn
MNumber




CARBIDE
ENDMILLS




CARBIDE
DRILLS




Product Details E

) SOLID CARBIDE DRILLS - 3D FLUTE-45HRC

* 30 Flute Lendgth
* Micro Grain Carbide

* TiAlM Coated

SOLID CARBIDE DRILLS - 3D FLUTE-45HRC

) SOLID CARBIDE DRILLS - 3D FLUTE-55HRC

* 30 Flute Lendgth
* Micro Grain Carbide

* TiAIN Coated

SOLID CARBIDE DRILLS - 3D FLUTE-55HRC




SOLID CARBIDE DRILLS - 3D FLUTE - 45,55 HRC
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SOLID CARBIDE DRILLS - 3D FLUTE - 45, 55 HRC
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SOLID CARBIDE DRILLS - 3D FLUTE - 45,55 HRC
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Product Details E

) SOLID CARBIDE DRILLS - 5D FLUTE-45HRC

* 50 Flute Length
* Micro Grain Carbide

* TiAlM Coated

SOLID CARBIDE DRILLS - 5D FLUTE-45HRC

) SOLID CARBIDE DRILLS - 5D FLUTE-55HRC

=50 Flute Length
* Micro Grain Carbide

* TiAIN Coated

SOLID CARBIDE DRILLS - 5D FLUTE-55HRC




SOLID CARBIDE DRILLS - 5D FLUTE - 45,55 HRC
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SOLID CARBIDE DRILLS - 5D FLUTE - 45,55 HRC
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SOLID CARBIDE DRILLS - 5D FLUTE - 45,55 HRC
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Product Details E

SOLID CARBIDE DRILLS -
EXTRA LONG FLUTE-45HRC

* Micro Grain Carbide

= TiAlN Coated

=

SOLID CARBIDE DRILLS - EXTRA LONG FLUTE-45HRC

) SOLID CARBIDE DRILLS -
EXTRA LONG FLUTE-55HRC

* Micro Grain Carbide

* TiAIN Coated

A

SOLID CARBIDE DRILLS - EXTRA LONG FLUTE-55HRC




SOLID CARBIDE DRILLS - EXTRA LONG FLUTE-55HRC

>

lll. 1.u|.l|..|. e

Total
length

B b @ g2 el alsl e 6 & 8 2

Flutes
length
12
18
24
30
33
39
43
&

Shank

Diameter
(mm)
]
15
3
25
3
35
&4
45
5
&
65
7
75
8
85
9
95
10
105
1l
ns
12

Item
MNumber
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COMPARISON CHART

) PVD GRADES

B Mitsutisni (3 TaeguTec  SRREvs [T \sans

Finish SeliC icanT

Medium 5C330 VPISTF  TiB020 //TT9030  GC I0IS/CCI025 Ic 908

Ch330/

FAH330 2o

Semi Rough 30 VPIORT TTB020 // TT9030  GCIOBH/GCI0S
Rough
Finish VPISTF  TTBO20 //TT9030 GC I02S/GCI030
Medium = §C330 VP20RT TT8030 GC 1025//GCI030.
Medium SCo VPISTF GC 1010//CC1020
Rough 1 WP20RT TT6030 G020
Light SCIHO VPISTF TT6030 aciozs

Medium sC33 VPISTF ooz

Heavy




GRADES RECOMMEND CUTTING CONDITION ﬂ

STEEL

MMSMRMSIR <0 - 572D v o7+ Ao FEED (7 =D 1 o) D | P

DESCRIPTIONISO | Fz-Min Fz-Max Vec-Min Vc-Max  Ap-Min Ap-Max| Fz-Min Fz-Max

APKTIOO3PDTR -PM-SC330 ol 0.8 130 190 05 9 ol 021
APKTIOO30BPOTR-PM-SC330 Ol 0.8 130 190 05 9 0.1l 02!
APKTIG040BPOTR-PM-SCII0 02 035 130 190 05 15 022 03s

APMTII3SPOTR-PF-SC330 0.2 02 130 190 05 10 012 02

APMTIIESPDTR-PM-SCI30 016 024 130 190 05 10 016 024
APMTIBDAPDTR- PM-SCE30 02 a3 120 190 05 15 02 03
AOMTIZ360BPOTR-PMSCI30 Ol 018 120 190 05 1 0.1 018

TPKNIGOIPDTR-SC330 016 025 130 190 05 12

TPKN2204PDTR-SC330 0.8 03 130 190 05 18

TPIKRIGOIPOTR-SC330 012 0.9 120 120 05 2 0l3 (sfil=
TPKRZ204PDTR-SCI30 016 025 130 190 05 18 016 025
ROMTIOT3MO-PM- Sc330 015 0.44 130 190 05 25 015 05
ROMTI204MO-PM-SC330 021 05l 130 190 05 3 021 058
RPMTOST2MO-PM-SC330 014 D38 120 190 05 25 014 o038
RPMTIOTIMO-PM-SC330 015 0.44 130 190 05 25 015 05
RPMTI204MO-PM-5C330 021 05! 130 190 05 3 0.2l 058

RPMWI204MO-SC330 023 052 130 190 03 2

SPKNIZ03PDTR-SCI30 0I5 03 130 190 05 7

SPIKRIZ03 POTR-SC330 0.5 03 130 190 05 7 015 o3
SEKTI204AFTN-PM-SC330 015 032 130 190 05 6 015 032
SEKTIZT3AGSN-PM-SC330 015 032 130 190 05 6 015 032

SEIKNI2O3AFTN-5C330 015 032 130 190 05 7

SEKNIZD4AFTN-SCI30 015 032 130 190 05 7

SEIRIZDIAFTN-SC330 0I5 032 130 190 05 7 015 032

SEKRIZO4AFTN-SCI30 o015 D32 130 150 05 i 015 032
OFMTOSTI0STN-SCI30 018 035 130 150 05 35 018 035

WEMX030208-PM-SC330 0.04 0.09 100 170

WCMX040208-PM-SC330 0.04 0.09 100 170 004 009

WCMX050308-PM-5C330 0.05 0l 100 170 0.04 009

WCMXO6T308-PM-5C330 0.06 ol 100 170 0.05 ol
WCMX0B0412-PM-5C330 0.07 014 100 170 0.06 ol
SPMGO50204 -PM-SC330 0.04 0.09 100 170 006 o}l
SPMGOE0204-PM-SC330 0.04 009 100 170 0.04 .09
SPMGO7TI08-PM-5C330 0.05 ol 100 170 0.04 0,09
SPMGOR0408-PM-SC330 0.06 ol 100 170 0.05 ol
SPMGOII408-PM-SC330 0.07 014 100 170 0,06 ol

SPMGIS0ST2-PM.SCI30 . . . . 006 om



)| DEPTH (Ap) | FEED IFz}’SFEEDM]FEED (Fz)| SPEED (V) [DEPTH (Ap) | FEED (Fz) | SPEED (Vq)| DEPTH (Ap) |

Ap-Min Ap-Max | Fz-Min Fz-Max v-:-Mln Vc-Max ﬁp-mm

Ve-Min  Ve-Max
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) MILLING INSERTS DESIGNATION SYSTEM- ISO

1. INEERTSHAPE . i i‘ iiiiCE ANGLE EI ii iiecnun

w -Eﬂ EARJRJIE EEE
--ﬂl:l ---- EE-
DB e

T W X

[ o 34

o (2

3. TOLERANCEOLERANCE [MM)

£:0005 ++0025  ++0025
+40013  +£:0025 40025 ; ‘
420025 +£0025 ££0025 5 et
+20005 440025 ++0013 - 3 ) o
££0025  £:013 %0025 [
+£0013 $20025 £:0013 |4
+4008
£2010
£4013
£4008

+:0013  +20025
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MILLING INSERTS

) MILLING INSERTS DESIGNATION SYSTEM- ISO

6. Thickness (mm) 8. Edge 9. Cutting 10. Chip Breaker

reiaral:mn Direcin

g

- HIIIIII% M

el Tl

7. Lead Angle & Relief Angle of Minor
Cutting 1

5. Cutting Edge Length (mm)
ool R

o
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E-g-
o o o wmo
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U
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|72 e e | el
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MILLING INSERTS ﬂ

) MILLING INSERTS

Dimensions Ceometry &

Insert Shape Designation . _ D 5 @ R Related Cutter

AOMT
123608PDTR

APKT 1003PDTR
APKT 100308PDTR
APKT 1604PDTR

APIKT 160416PDTR

APMT 1135PDTR

APMT N3508PDTR

APMT 1604P0TR

i* ODMW 060508

—

‘@' OFMT O5T305TN
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MILLING INSERTS

h P

) MILLING INSERTS

Geometry &

ReAC Curtar

Dimensions

Insert Shape

Designatiun

o ow oW w oW oW ow oW = =

I A
M

v @ 2 8 ¢ @ 2 o o




MILLING INSERTS

| Dimensions Geometry &
Insert Shape Designation _ : R Related Cutter




MILLING INSERTS ﬂ

) MILLING INSERTS

Dimensions Geometry &
Insert Shape Designation D 5 p Related Cutter

TPKN 1603P0OTR

TPKM 2204PDTR

TPKR 1603POTR

TPIKR 2204PDTR




MILLING CUTTERS

) MILLING CUTTERS

Cutter Shape

Designation

¥EBro0i0-D040/&

YBPI0I10-DOS0/T7

¥BR9010-D063/8

YERPSO0I0-DOB0/S10

YBP2016-D040/4
YBP2016-D050/5
YEP9O016-DO63/6
YBPZ016-D0BOST
YEBP2016-DI00/E
YEP2016-D125/9

¥BP901&6-D160/10

YEP2O11-DO10S

YBPRON-DO12A1

YEPON-DO1&/2
YEPZOI11-DO20/3
YBP2011-DO16/2
YBPO11-DO20/2
YEP2ON-D025/4
YBPS011-D0O25/4
YBrI01-D032/5
YEP0N-D032/4

YBO9012-DO40/6

¥B0O9012-DO50/7

D2

D

40

50

63

B0

40
50
63
80
100
125

160

12
&
20
16
20
25
25

32

40

50

Dimensions

d L
& 40
22 40
22 40
27 50
{3 40
22 40
22 40
27 50
32 50
40 63
40 63
16 100
-] 100
16 120
20 120
& 150
20 150
25 150
25 200
25 150
25 200
22 40

o 0

B ol B B NN W K = -

AP

0 0 0 {0 0 0 0 0 0 0

10

GCeometry &
Related Cutter




MILLING CUTTERS ﬂ

) MILLING CUTTERS

Dimensions Geometry &
Cutter Shape Designation D2 - d L. | _ Related Cutter

YED4206-00404 16 40
YBD4Z206-D0504 22
YBO4206-D0EHS 27
YBD4206-DO80E a2
YBD4206-D1007 40
¥BED4206-D1257 40
YBF4305-D03213 16
YBF4305-D0403 16
YBF4305-00504 22
YBF4305-D063I5 22
YBF4305-DO80E 27
YBF4305-01007 32

YBF4305-0125/8 40

YEDROG-DO162

YBODROG-002003

YBDROG-DO253

YBDROB-D2002

YBOROB-DOZ5

YBOROB-DO32/3

YBEDR10-D0202

YBOR10-D026/3

YBDR10-0032/3




A

R

@ a2 @&

Geometry &
Related Cutter

Designation

MILLING CUTTERS

Cutter Shape

D MILLING CUTTERS




MILLING CUTTERS

) MILLING CUTTERS

Dimensions GEUI‘HEKW =
Cutter Shape Designation D2 D d L Z AP Related Cutter
YBE4512-D040/3 53 40 6 40 &
YBE4512-DO50/4 63 50 22 48 4 6
YBE4512-D063/5 76 63 | 22 48 5 6 LA =
YBE4512-D0O80/6 93 80 27 50 & & m: v NP
T =
YBE4512-DI00/6 13 100 32 50 6 6 e
YBEAS512-D125/7 38 125 40 63 7 6
YBE4512-DI60/8 173 160 40 63 8 )
YBP7512-D63/4 &9 63 22 40 4 9
-t -
YBP7512-D80/5 86 80 27 50 5 9 : o /[ h.?.:
- ki
= \"‘ﬂ-\.‘ fw
YBP7512-DI00/7 06 100 32 50 7 9 - T
(R
YBR7512-DI25/8 B 125 40 63 8 9
YBP7515-DI00/7 |08 100 32 50 12 7
YBP7515-D125/8 133 125 40 63 12 8
YBP7SIS-DI6O/I0 168 160 40 63 12 10
YBP7515-D200/12 208 200 60 @ 63 12 12
YBP9012-D040/3 - 40 6 40 3 1
YBP90IZ-DOS0/4 : 50 22 40 4 1l
g N -
¥BPOOR2-DO63/5 - 63 22 48 5 6 1 £
B [
YBP90I2-DBO/6 S s0 BN so NS 6 |[E= = ===
| P S—
YBP90I2-DI00/S - o0 32 50 & 6
¥BRPoDIZ-DN25/8 - 125 40 &3 7 (2]
YBP7512-D063/4 69 63 22 40 4 9
YBP7512-D080/S5 86 B0 27 50 5 9
YBP7512-DI00/7 06 1000 32 50 7 9
YBP7512-DI25/8 131 125 40 63 g 9

5l



MILLING CUTTERS H

) MILLING CUTTERS

Dimensions Geometry &
L Related Cutter

50

Cutter Shape Designation

YEPO016-DE34

YEP2016-DaOS 50

YEPA016-D100/6 50

YBP2016-D125% 63
YBPo022-Daiy
YBP2022-D100/5
YEPI022-D125/6
YBPO022-D1607
YEPI016-DE3M
YBP2016-Da0s

YBP016-D100/%6

YBPO016-D125/8

D2




AN

DRILLING . n:-

) DRILLING INSERTS

Dimensions Geometry &
_Cutter Shape Desfgnal:lnn _- s | Related Cutter

AN




U DRILLING

INDEXABLE
DRILLS




DRILLING H

J

= High hole diameter accuracy f
* Unigue insert design te centrol chip flow
= Made out of high quality HI2 material

INDEXABLE DRILLS /7 U-DRILLS - 2D

) INDEXABLE DRILLS /7 U-DRILLS - 2D l,‘

) INDEXABLE DRILLS / U-DRILLS - 3D

* High hole diameter accuracy

- Unigue insert design to control chip flow
= Made out of high quality HIZ material

INDEXABLE DRILLS /7 U-DRILLS - 3D

) INDEXABLE DRILLS /7 U-DRILLS - 4D |
= High hole diameter accuracy
« Unigue insert design to control chip flow
= Made out of high quality HI3 material

INDEXABLE DRILLS /7 U-DRILLS - 4D

) INDEXABLE DRILLS / U-DRILLS - 5D |
* High hole diameter accuracy

« Unigue insert design to control chip Aow

= Made out of high quality HI2 material

INDEXABLE DRILLS / U-DRILLS - 5D




Size Wrench

i g

5]

o

ka

WT_E-

8RR T F AR Y YRR S 2EE DR E SRS

o g% 5lg R E e N S S

mm Length
L3

D#

Size in Flute

) INDEXABLE DRILLS - 2D
Items #




2D

) INDEXABLE DRILLS - 2D

ummamsmamwwnnnwwwmamwm wwﬂwwm

§ 9883833388283 T 2L EEE RS

£
n:,_._._.

g
EX|8 = 88 8 A e T T e

Y
Y

Sizein Flute

ltems #




> INDEXABLE DRILLS -3D

Size in Flute L
mm Length i Screw
ltems # D# L3 Inserts Size Wrench

SP125:520-30 125 375
SPI13-520-30 39
SPI3.5-520-320

5P14-525-3D
SPi45-525-3D
SPI5-525-3D
5P155-525-30
5P16-525-30
SP1a.5-525-30
SPI7-525-30
§P175-525-30
5P1B-525-30
SPIB.5-525-30
SP19-525-3D
5PI95.525-3D
SP20-525-3D
5P205-525-3D
SP21-525-3D
SP215-525-3D
SP22-525-3D
SP225-525-3D
5P23-525-3D
SP235-525-3D
SP24-525-3D
5P24,5-525-3D
5P25-532-3D
SP255-532-3D
SP26-532-3D
5P265-532-30
SP27-532-3D




s

Size Wrench

.I—
Screw

f * IR
L
L

Shank
Size
S

1

-~}
—\—._____ '
—— 1}

rr
I
E
For
Inserts

5886888383 S8 8=z388¢% 8¢

memmm 2835858888 ABRRYLETAERE

£
n:,_._._.

g
EX|8 = 88 8 A e T T e

Y
Y

Sizein Flute

3D

) INDEXABLE DRILLS / U-DRILLS - 3D
ltems #




> INDEXABLE DRILLS / U-DRILLS - 4D

Size in Flute i
mm Length For Screw
ltems # D# L3 L2 Inserts Size Wrench

5PI25-520-4D 125 50
SPI3-520-4D 52
SPI35-520-4D : 54

SP14-525-4D 56
SP14 5-525-40 ; 58
SPI5-525-4D 60
5PI5.5-525-4D : 62
5P16-525-4D 64
SPI65-525-4D0 66
SPI7-525-4D 68
SPI75-525-40 . 70
5PIB-525-4D 72
SPI85-525-4D 74
5PI9-525-4D 76
5P19.5-525-4D 78
SP20:525-4D 80
SP205-525-4D 82
SP21-525-4D
SP215:525-4D
5P22-625.4D
SP22.5-525-4D
SP23-525-4D
SP235-525-4D
5P24-525-4D
§P245-535-4D
SP25-532-4D
SP255.532-4D
5P26-532-4D
SP265-532-4D
SP27-532-4D




£

w0

-
"
-

"

o %
e

-

] L

.,

y
N

Q
3
n
=l
=
2
o
>
S
n
-
=
o4
a
L
d
w
L
o
£

Size Wrench

L
Screw
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Inserts
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) INDEXABLE DRILLS 7 U-DRILLS - 5D

Sizein Flute .
mm Length For Screw
ltems # Dt L3 Inserts Size Wrench

5P15-525-50 75
SP|6-525-50 80
SPI7-525-5D 85
SP1B8-525-5D 90
SP19-525-50 o5
SP20-525-50 '

SP21-525-5D
5P22-525-50
SP23.525-5D
SP24-525-50
SP25-532-5D
SP26-532-5D
SP27-532.5D
SP28-532-5D
S§P29.532.5D
SP30-532-5D
SP31-532-5D
5P32-532-5D
5P33.532-5D
SP34-532-5D
SP35-532-5D
SP36-532-5D
SP37.532-5D
SP38-532-5D
SP39-532-5D
SP40-532-50
SP4I-532-5D
SP42-540-50
5P43-540-50
SP44-S40-5D




) INDEXABLE DRILLS / U-DRILLS - 5D

For Screw
Inserts Size Wrench
SPNICH: / SPVES I

Shank

[
Hun
5 I

DRASRRUEARRERRERRR

y

S RN RRE 2R ERRRE

e T e e e

L3

in Flute
mm Length

ize
D#

S

ltems #







GRADES COMPARISON CHART-CVD TURNING

> CVD TURNING

SlISs5 -
}I-”: B commmene  MISUBISHI @) TaeguTec ;m} Tungaioy [P

Finish 75CI0 KCPOS KC9105 VPIOMF ICBIS0

Medlum SCeae0E e Rl Tti300 4005 GCAZ05  T9005 mﬁmﬁa* :

SC 8020 THFOID VP MF TTI500 LS Tools mm

KCP25KCO025  VPISTE CAOISCCAZS 1o 1c9350,1C656,
KCOI25Tn7015  WP20MF 112200 TT5100 G025 T9025 Ica3s0

IKCP30 KCP4O
KCBO50 TN7025

Semi
Rough

Rough SC5030

Finish SC5030 VPIOMF 72500 owas OB om0

Medum SC6020 KCMI5,TN70I0  goiol 113500 02015 T90I5 i
VPIORT
SCE020 KCO225TN7OIS | WPISTE TTIZ00

KVIKIS, KCK20

5C 7010 Kcgais, VPISTF TTI500
KCOII0 TNS0IS -

KCIK20,KC9320  VPOSRT
TN5020 VPIORT

KC5410 KCS010 VP]ETF

KC5025 KC5525  VPISTF




COMPARISON CHART- CHIP BREAIKER H

) CVD TURNING

SUuIS5S

DUTK

HIGHER QUALITY, GEEATEN PIECICN

Finish PE
hMedium PM
Semi Rough (S70)
Rough PR
| Finish FE
M Yl
Medium M
Medium QS'I'D]_,
K
Rough (A) F!ul
Light T
s Medium PM

Heawy

# 4
KENNAMETAL SEcoz  YHToUBIOH
FF FFI,FF2 | Pi¢ F!;H. FP
P MN MIF3 MFS, M3 M MP MA MH
B o iy
MR RM RH R?ﬂ&,rem HR, HZ, HL HM, HX
FP MFI SH, LM
LF’ MF4 MS, GE%MM.MA
MP M5 "“"E;E“
RP,UN =7
W MEGMPS: LS MIMJ
UP, P, NGP" [ MS
RP RS, GJ




!! ) ||LUF—LTE|=1

FPS
MPS
RPS, ﬁﬁgm
NR6,NRE
NF&

RMS NM4.

NF4, NFT
NMS, NMT

NRS, NRT

ﬁl TaeguTec SANDVIK

r Coromant

FA QF LC
PC, MP MT SM PM QM, XM
i PR, HM XMR
e | onmim
5F MF
gl fida MM QM, XM K
KM
EA 5GP

\]

2 SRSMR

lungaloy gLl E!

or TF, 1 DP* GP, PP
ZF XP, XP-T, XF
NM, ZM TM, AM PG, CJ, GS PS, HS
DM, 33,37,38 PT
TH PHGT
Sid. Std.
TRS TU TUS %
ss MQ, GU
F SM MS, MU SU, HU,
SA, SFSM 5 ML? ;
CM & 5 :. . e
Sid, . KG, Std, C
KH, GC
HRF
HRM SA, HMM MS, MU, TK




RECOMMEND CUTTING CONDITION - TURNING H

CVD FOR TURNING APPLICATION

STEEL
BASE INFORMATION

DESCRIPTIONISO | Fz-Min Fz-Max Vc-Min Vc-Max Ap-Min Ap-Max| Fz-Min Fz-Max

CNMGI20404-PF-5C5030 010 0.40 120 260 03 15 010 040
CNMGI20404-PF-SC6020 0.0 0.40 120 280 03 15 010 040
CNMGL20408-5C5030 0.8 045 120 200 05 7.0 018 045
CNMGI20408-PF-SC5030 010 0.40 120 260 0.4 15 0.10 040
 CNMGI20408-PF-SC6020 0.0 0.40 120 280 04 15 010 040
' 012 030 120 300 0.4 55 012 030
012 030 120 280 04 55 012 030
- 08 503 0.2 030 120 260 04 55 012 030
CNMGI20408-PR-SCTOI0 020 050 140 220 07 70 020 050
- CNMGIZ0408-PR-SC6020 020 050 140 220 o7 70 020 050
CNMGI20408-PR-5C5030 020 050 120 200 07 70 020 050
CNMGI20412-5C7010 018 045 140 220 08 7.0 018 045
CNMGIZ0412-506020 018 045 140 220 08 7.0 o8
CNMGI20412-PM-5C7010 012 030 120 300 07 55 0.12
CNMGI20412-PM-5C6020 0.12 030 120 280 07 55 0.2
CNMGI20412-PM-SCS030 012 03D 120 260 o7 55 012
CNMGI20412-PR-SC7010 020 050 140 220 0 7.0 020
CNMGI20412-PR-SC6020 020 050 140 220 0l 7.0 020
CNMCI20412-PR-5C5030 020 050 120 200 0l 70 020
DNMGHO404-PFSCO0R20 010 040 120 280 03 15 010
DNMGIO408-PM-SCA020 010 040 120 220 05 15 010
DNMCISOS08-PF-SCE020 010 0.40 120 280 0.4 15 010
DNMGIS0608-PM-5C6020 010 040 120 240 05 15 010
TNMGI60408-SC7010 020 055 120 210 06 55, 020
TNMGIE0412-SC7010 020 055 140 220 08 55 020
TNMGIG0404-PF-5C6020 0.0 0.40 120 240 03 5 010
TNMGI60404-PF-SCIO 010 0.40 120 220 03 25 010
TNMGIS0404-PM-SCIIO 0.5 050 120 220 0.4 50 015
TNMGIS0408-PF-SCII0 010 040 120 220 04 25 010
TNMGIG0408-PM-SCIIO 015 050 120 320 05 50 015
TNMGIG0408-SC6020 020 055 120 240 06 55 020
TNMGI60408-PFSCE020 010 0.40 120 240 0.4 15 010 040
THMGIE0408-PM-SCE020 015 050 120 240 05 50 05 050
TNMGI60408-PR-SC6020 020 055 120 240 0.7 60 020 055
TNMGI60412-5C6020 020 055 120 240 08 55 020 055
TNMGIE04I2-PM-SCE020 0I5 050 120 240, 07 50 015 050
TNUXI60404-R-SC1I0 0.10 020 120 220 03 25 010 020



hﬁ;¢ﬁ;%wggn@ sE 5328 3358355858

823893388882 8%883%¢

SGcoscecgcdslcsed 8865588 0855558885
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RECOMMEND CUTTING CONDITION - TURNING ﬂ

CVD FOR TURNING APPLICATION

STEEL
BASE INFORMATION

DESCRIPTIONISO | Fz-Min Fz-Max Vc-Min Vc-Max Ap-Min Ap-Max| Fz-Min Fz-Max

TNUXI60408-7-5C110 014 024 120 220 04 25 014 024
VNMGIS0404-PF-SCE020 0.08 030 140 250 03 15 008 030
VNMGI60408-PM-5C6020 0.08 030 140 250 04 15 008 030
WNMGO60404-PF-SCH020 010 0.40 120 280 02 15 010 040
WINMGO60408-PM-5C5030 0.10 0.40 120 260 04 15 010 040
WNMCDE0S0B-PM-SCH020 010 040 120 280 0.4 15 Q10 040
WNMGOBO404-PF-SC5030 010 040 120 260 03 15 010 040
WNMGOBO4O4-PF-SCH020 0.0 040 120 280 03 15 010 0.40

WNMGOBO408-SC70I0 0.18 045 140 220 05 70 018 045

WNMGOB040B-SC6020 018 045 140 220 05 70 o8 045

WNMGOBO4DB-5CS5030 0.8 045 120 200 05 7.0 018 045
WNMGO80408-PF-5C5030 010 0.40 120 260 04 15 010 0.40
WNMGOBO4DE-PF-SCE020 010 040 120 280 04 15 010 '
WNMGOBO408-PM-SC70I0 012 030 120 300 04 55 012
WNMGOBO408-PM-SCH020 0.2 030 120 280 04 55 012
WNMGOB0408-PM-5C5030 0.2 030 120 260 0.4 5.5 012
WNMGOBO408-PR-SC7010 020 050 140 220 07 7.0 020
WNMGDBO408-PR-SCE020 020 050 140 220 07 70 020
WNMCOBO40BPRSC5030 020 050 120 200 07 70 020

WNMGDBO4I2-5C6020 0J8 045 140 220 08 7.0 0ie

WNMGOBO4I2-5C7010 018 045 140 220 08 7.0 018
WNMGOB0412-PR-SC7010 020 050 140 220 Qi 7.0 020
WNMGO80412-PR-SC6020 020 050 140 220 ol 7.0 020
WNMGOB04I2-PR-SC5030 020 050 120 200 0l 70 020

CNMAZO40B-SC70I0

CNMAIR0412-5C7010

TNMAIS0404-SC70I0

WNMADS0408-SCT0I0

WNMADBO4I2-SCT010

COMTOB0204-PM-SCTI0 012 0.8 120 210 03 14 012 018
COMTOB0204-PM-SCE020 0.2 0.8 120 210 03 14 012 018

CCMTO9T304-PM-SCIIO 0.4 022 120 210 03 2 0.4 0.22

COMTOSTI04-PM-SCE020 0.4 o 120 210 03 o 014 022
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RECOMMEND CUTTING CONDITION - TURNING ﬂ

CVD FOR TURNING APPLICATION

STEEL
BASE INFORMATION

DESCRIPTIONISO | Fz-Min Fz-Max Vc-Min Vc-Max Ap-Min Ap-Max| Fz-Min Fz-Max

COMTOST308-PM-SCIC 014 oz 20 210 05 32 0l oz
CCMTOSTI08-PM-SCH020 0l 022 20 05 2 Ol o2
CCMTI20408-PM-SCIO 018 03 120 210 05 4 018 03
CCMTI20408-PM-SCE020 018 03 120 210 05 4 ol:} 03
DCMTO70204-PM-SCTIO D08 0I5 120 210 03 14 006 015
DCMTO70204-PM-SCE020 008 0l5 120 210 03 14 006 oI5
DCM TIT304-PM-5CTI0 o1 018 120 210 03 2 008 o
DCMTIIT304-PM-SC6020 ol 0I8 120 2i0 03 2 008 o1z}
DCMTIIT308-PM-SCII0 08 04 120 210 05 32 02 04
DCMTIIT308-PM-SC6020 018 04 120 20 05 32 02 04
KNUXI60405LII-SCI0 ol 018 20 210 03 33 008 [o1:]
KNUXIS0405RI-SCIIO ol 0IB 120 210 03 33 008 m
TCMTTIO204-PM-SCTIO 008 als 120 210 14 006 a5
TCMTIIO204-PM-5C6020 008 0I5 120 210 03 4 006 0I5
TCMTIST304-PM-SCIO 0l 8 120 210 03 2 008 (11
TCMTIET304-PM-SC6020 0l oi8 120 210 03 2 008 o}:]
TCMTIGT308-PH-SCIO 0l8 034 20 210 05 4 02 034
TCMTIGT308-PM-SC6020 0i8 034 120 210 05 4 02 034
VBMTIG0404-PM-SCTIO o1 018 20 210 03 2 008 s):]
VBMTIE0404-PM-5CA020 ol (611:3 20 210 03 2 ooe (o]}
VBMTI60408-PM-5CTIO 06 032 120 210 05 28 018 o032
VBMTI60408-PM-SCH020 06 032 120 210 05 28 018 032
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TURNING INSERTS n

) Turning Inserts Designation System-|SO

I. Insert Shape 2. Clearance Angle 4. Cross Section

] [=] <> < P

7 5% 200
---- 0~ - 0 --

. O a9 30~ Q" iln EE‘D Djj SPeClalL
CSinkdlr- 60" CEnkd0r- 60
- T S - S . [ [

A SPeClaL

3. Talerance olerance (mm)

ek o oem wEm e m

+ 0005 +0.025
+ 0.013 + 0025 + 0025
+ 0025 + 0025 + 0.025
+ 0005 + 0025 + 0013
+ 0025 + Q13 + D025
+ 0025 + 0013
+0.05
+ 0.08
+ 010
+ 013
1 005
< 008
+ 01D
+ 013

| | D
m m “l-m
1 : v N
. LC - - 1C. - - LC. - 1Ih-




TURNING INSERTS

) Turning Inserts Designation System-1SO

5. Cutting E dge Length (mm) 6. Thickness (mm)

Ce T A e T T

- L4

357 03 04 03 06 02
476 04 05 04 08 08 ; s
556 0s 06 05 0% 0% 03 - o
635 06 o7 06 I 1 04
754 08 09 o7 3 E} 05 o i
9525 09 n 09 09 16 16 06 1% 32 it
127 12 15 12 22 2 08 05 Lo ety
15875 16 19 15 15 27 27 10 06 635
19.05 9 23 19 19 I3 33 i3 10 o7 794
254 25 3 5 25 a4 44 17 09 952
8. Chip Breaker 7. Nose Radius (mm)
For Application i’ \
12 04 08 S : o
5 6 2 g8 o2 02
04 04
08 08
1o 10
12 12
6 L6

20 20




TURNING INSERTS ﬂ

)TURNING INSERTS (NEGATIVE)

Dimensions Geumetw &
Cutter Shape Designation N = ER Related Cutter

CHNMA 120408-BC : 1270

CHMA 120412-BC 1270

CHMA 160612-BC 1588
CNMG 120404-BF 290 1270

CNMG 120408-BG 290 1270

CHNMG 120412-BR 80 1270
DNMG 150404-BF 1270
DNMG 150408-BG 1270

DNMG 150604-BF 1270

DNMG 150608-BG : 1270

DMNMG 150612-BR 1270

DNUX 150608R

KM 160405 L

KMNLX 160405 R

SMMA 120408-BC

SMMA 120412-BC

SMNMG 120404-BF

SNMG 120408-BGC

SNMG 120412-BR




TURNING INSERTS

) TURNING INSERTS (NEGATIVE)

Dimensions

Geometry &

Cutter Shape Designation

Related Cutter

TNMA 160412-6C
TNMG 160412-8R
TNMG 220412-BR
TNUX 160404 L




TURNING INSERT ﬂ

) TURNING INSERTS (POSITIVE)

Dimensions Geometry &
Cutter Shape Designation 1 D S R Related Cutter

CCMT D&0204-3F &45 635 0.4

CCMT 060208-BC 645 635 ; 08

CCMT 09T304-BF g65 852 : 04

CCMT 09T308-BG 965 952 ! 08

CCMT 120408-BG 129 127 , 08

DCMT 070204-BF Aia 635 : 0.4

DCMT NIT204-BF e 852 : 04

DCMT NT308-BG e 9852

RCMT 0602MO 6.00

RCMT 0803M0 B.OO

RCMT 1OT3IMO

RCMT 1204M0O

SCMT O9T304-BF

SCMT 09T3208-BG

SCMT 120408-BG

TCMT 110204-BF

TCMT 16T304-BF

TEMT 16T308-BG

VBMT 110304-BF

VEMT 160404-BF

VBMT 160408-BG

VCMT 110304-BF

WVEMT 160404-BF

VCMT 160408-BC
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Spare Details
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Insert Shape

e A

) "D" CLAMPING TURNING HOLDERS




TURNING HOLDERS ﬂ

"S" CLAMPING TURNING HOLDERS

Insert Shape

Description

Dimension in mm

1

Spare Details
|

SCLCR 1212 FOS

SCLCL 1212 FOG

SCLCR 1616 HOG

SCLEL 1616 HOG

SCLCR 1212 FO3

SCLCL 1212 FO9

SCLCR 1616 HOZ

SCLCL 1616 HOD

SCLCR 2020 K09

SCLCL 2020 KOF

SCLCR 2525 MO

SCLCL 2525 MO9S

151

L=}

20

BO

TORX TURE
NS MY
LCETw MEY
80 _

& | 7




TURNING HOLDERS

) "P" CLAMPING TURNING HOLDERS

Dimension in mm Spare Details

Insert Shape Description
'PCLNR 1616 HI2

| : E
i

= N e el FOS e RS N e

PELNLI6I6 Hi2

P—

B

PCLNR 2525 MI2

3
#
g
z

B 3
B 0 8 8 B & 7

PCLNR 3225 P12

PCLNL 3225 P12

RN 2325 12

PCBNL 2525 M2 150

2
:
8

%
ranasaeuas

150

[PWLNR 2020 MO8 150

5 808 8 8 B B 8N

:
8
W

150

o
An
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TURNING HOLDERS . ]

) "M" CLAMPING TURNING HOLDERS

Dimension in mm Spare Details

Insert Shape

f
:

MTINL 2020 KI6

MTINR 2525 MI&

i
|
;
I

MTNL 2525 Mi6

MTINR 3225 P&

MTINL 3225 Pi6

"S" CLAMPING BORING BARS

Spare Details

Insert Shape Description

S25T GCLNR 12

S25T GCLNL 12

525T GDUNL 15

R ..' .. a7y m




BORING BARS ﬂ

) "S" CLAMPING BORING BARS

Dimension in mm g
Spare Details

Insert Shape Description 2Dg6 DMin. f

SOBH SCLCR 06 B I &

S08H SCLCL 06

SIOK SCLCR 06

=2 . o

w -

S101K SCLECL 06 Coat e - Wit u
SI2M SCLCR 06
SIZM SCLCL 06

SleR SCLCR 09

T
= ..-‘ ™

= - -

5205 5CLCR O9 o - w3 T

S205S5CLCLO9




BORING BARS ﬂ

>“5’" CLAMPING THROUGH COOLANT BORING BARS

Dimension in mm .
Spare Details

Insert Shape Description @Dgé DMin.

ADGF SCLCR 06 6 - 4.5

ADEF SCLCL 06 & 9 45

AOBH SCLCR 06

ADBH SCLCL 06

Al0) SCLER 06

AlO) SCLCL 06

ALK SCLCR 06

AZICSCLOL 05

Al6M SCLCR 06

AleM SCLCL 06

ALZIKSCLCR O9

ARIKSCLCL 09

Al6M SCLCR 09

AleM SCLCL 09

A20Q SCLCR 09

A200Q SCLCL 09

AZ5R SCLCR 09

AJSR SCLCL 09




PARTING INSERTS

) [Parting Inserts

85

Application Clan Family ltem Chip-Breakers Fits to
MGMN - Type MGMN 2002 BN BP KOROLOY
= P MGMN 3004 BN BP KOROLOY
. MGMN 4004 BN BP KOROLOY
MGMN 5008 BN BP KOROLOY
TDC - Type TDC /TDJ 2002 BN BP TAEGUTEC
50 TDC /TDJ 3004 BN BF TAEGUTEC
; TDC/ TDJ
w2y 4 TDC /TDJ 4004 BN BP TAEGUTEC
TDC /TDJ 5008 BN EP TAEGUTEC
Threading Inserts
Application Clan Family ltem Chip-Breakers Fits to
16ER AG55 VARGUS | ISCAR
SEMI - PROFILE 16ER 16ER AGEO VARGUS / ISCAR
=l 16 EL 16EL AGS5 VARGUS [ ISCAR
16EL AGBO VARGUS / ISCAR
16 IR 16IR AGS55 VARGUS / ISCAR
\ 16IR AG60 VARGUS / ISCAR
16 1L 16IL AG55 VARGUS / ISCAR
16IL AGED VARGUS / ISCAR
16ERM 1.25 ISO NARGES ISR
FULL - PROFILE SEERM 16ERM 1.5 ISO VARGUS / ISCAR
16ERM 1.75 IS0 VARGLUS / ISCAR
16ERM 2.00 ISO VARGUS/ISCAR
16IRM 1.25 ISO N ARGHS AR
16 ERM 16IRM 1.5 1ISO VARGUS / ISCAR
16IRM 1.75 I1SO VARGLUS / ISCAR
<8 16IRM 2.00 1SO VARGUS IoGAR
16ELM 1.5 IS0 VARGUS / ISCAR
" A Ry 16ELM 1.75 ISO VARGUS / ISCAR
1 16ELM 2.00 ISO VARGUS / ISCAR
16 ILM 16ILM 1.5 1SO VARGUS / ISCAR
16ILM 1.75 ISO VARGUS / ISCAR
16ILM 2.00 ISO LR g S,
16ERM 16 UN VARGUS / ISCAR
16 ERM - UN 16ERM 14 UN VARGUS / ISCAR

16ERM 12 UN

VARGUS / ISCAR
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Health, Safety and
Environment ’lan

We ensure that all tools, matenals and equipmentused in
the tfarmance/delivery of the works are in good
condition and are capable of performance of their
intended functions without any detrimental [hammiful]
effect to safety, health or the environment as well as
complying with all applicable statutory [fixed]
requirements,

We take responsibility for the discipline of our
employees, sub-contractors and agents o ensure that
they perform thelr dutles in a safe, orderly, clean and
environmental-friendly manner.

We maintain highest standards of environmental care
recognizing the impact of plant site activities.

We Follow and comply with the environmental policy ac
site by Complying with legislation [laws l:uILEI:t'iveIYI] and
whatsoever possible exceeding minimum [egal
requirements,

We camply with ganeral rules as prevailing at the site like
hygiene and safety environment, permit to work,
personal profective equipment eic.

We carry out basic health screening of our staff deployed
and keep copy of reports, Apart ?rl:lm statutory needs,
additional precautions are taken by us as directed by
plant health center

We provide to our workmen [as and when necessary|
protective clothing and safety aids such as helmets,
gumboots, safety shoes, hand gloves, earplugs, nose
muffs, first aid box with kit erc.







