Chapter Composition of TAC Internal Toolholders

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

——Cat. No. of TAC boring toolholder

—Typical application

Main application (such as internal turning, Overview of applicable TAC inserts
facing, profiling) of the toolholder type is These charts indicate basic s tio@of
illustrated. grades and chipbreaker types rk
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B Ordering information
@ When ordering TAC boring toolholders, please specify Cat. No. and quantity.

Example: A16Q-STUPR1103-D180 1 piece

e Standard packing quantity is 1 piece . .
* Inserts must be ordered separately. sales@jnterui.com
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TAC Internal Tool%glders

0 Products
cor @.fg

M “Stream Jet Bar”

SCLCRI/L type
SCLPR/L type

ccod inserts;
CPOO inserts,

SDQCR/L e SDUCR/L type (DCOO inserts Boringi&internal profiling «««««sxrereesresrssssneneenees 5-16
SDZCRI/L type DCOO inserts) Internal¥etracting «-«-«-srereeseremmmsssss 5-17
SSKPR/L type SPOO |nsertsg hrough boring -+« «ssererrrrersmrese 5-18
STFCRI/L type COO inserts d hole boring ««wseemeesermsessmssse 5-19
STFPR/L type d hole boring «w+wwrerrrrssrsrrrsrere s 5-20
STUPR/L type OFINIQ ++ e eessseses e 5-21
SVQBRI/L SVUBR/L type Boring & internal profiling =« «=sseseesseeesssnnnneen, 5-22
SVZBR/L typ Internal retracting ««-«-wsreeremersssnen e 5-23
SVJBR/L ty Internal sphere Cutting «-«:-:sssswsesesesesessssssesenes 5-23
SVQCR/L SVUCR/L type Boring & internal profiling =« srsmeessesrsssenenneeees 5-24
SVZCR/L type Internal retracting «««-««swsremererserrsns 5-25
SVJCR/L type Internal sphere cutting «--««x-sssreemssremmnenmneees 5-25
SWUBRY/L type inserts) BOring «+eeeesreressssssssssis 5-27
SEZPR/L type inserts Internal retracting «««-wwerereeeremssrnnsn 5-28
SEXPR/L type nserts, Boring & internal faging ---+-esweressemsesssesseneeeenes 5-28
SYQBR/L type inserts) Internal undercut & profiling «««««sssssssssessrssssnenenens 5-30
SYUBRI/L type 0O inserts) Boring & internal profiling ««««ssrereesrerssseneneeeees 5-30
B “DoMiniTurn”
SWLXR/L typ XOO inserts) Boring & internal faging -« «sssereessessnssssnnennnnnes 5-31
SDXXR/L ty, DXOO insertsg Boring & internal profiling 5-31
SDZXR/Ltyp DXOO inserts Internal retracting -« 5-32
H “Stream Bar”
CNOO inserts Boring & internal faging:««-«-«+ssseesseseesmsennninnenns 5-34
DNOO inserts Internal profiling ««-««-«sssrerssssemsmnnne 5-35
DNOIO inserts Internal retracting «««---«wrerserremsrrermsrre e 5-35
SNOO inserts Through boring:« - s sssrrrsssssssssnsee 5-36
L e PTUNR/L type NOIO inserts Boring:-s«seeeeees - 5-37
L/ yp NOJO inserts Boring & interna . 538
\ NCIO inserts) BOrNG & faging -+« +«+++eseresrsssssrssmnssisininniis 5-39
urning A”
ACLNR/L type CNOO inserts Boring & internal facing -««-«--ssseeeessssmessssnsnnnnens 5-40
ADUNR/L type DNOI inserts Boring & internal facin - 5-41
ASKNR/L type SNOIO inserts) Through boring === 5-42
ATFNR/L type NOO inserts; Blind hole borlnﬁ; 5-43
AVUNR/L type NOO inserts Boring & internal profilin - 5-44
AWLNR/L type NOIO inserts) Boring & internal facing ««««--ssseessesesmsssnmnnnennneens 5-45
B “TurnTec”
TLANR/L type (LNMX inserts) Boring & internal faging ««-«-«sxsesseessssssssnssnsssnes 5-46
H General purpose
TAC boring toolholders PO, TNOO inserts) Boring / blind hole boring -««««--sxxxsssresmssmssnseennnee 5-48
TAC boring toolholders PO, TNOO inserts) Boring «ewesesesssssesssssssniin 5-51
TAC boring toolholders BOO inserts; BOring «roeeerrerssrsssssssss e 5-54
TAC boring toolholders COOO inserts Boring / internal facing ««+««+-«xssressesssmsnnennennnennes 5-55
TAC boring toolholders NOIOJ inserts) Boring / internal faging ««-««+-«srsresressssssnssnnsnneenes 5-58
TAC boring toolholders EPCI0, SPOO inserts) Boring / internal facing «««-«xsessrsrmmssrmsemsenmnnnnns 5-59
TAC boring toolholders SN inserts) Boring / through boring «+««-«ssssrressessssssssssnsnnnnens 5-59
TAC boring toolholders DCOO, DNOIO inserts) Boring / internal profiling ««=««-««ssssesssssesesnssneneens 5-62
TAC boring toolholders BOO, VCOO inserts) Boring / internal profiling ««-««-ssseesessssressssssnnnnens 5-65
TAC boring toolholders DCIZHZI, DNOO inserts) Boring / internal retracting ««««-«x=srerressresreereeneees 5-67
Il SIEEVES -+t rvrerer sttt e 5-68
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Designation System for TAC Internal Toolholders
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® Toolholder length L1 (mm)
A Steel shank Bar diameter is F 80 ]
with oil hole shown in mm. G 90
E Carbide shank with stee H 100
head & oil hole J 110
c Carbide K 125
with L 130
M 150 S
S Steelshank
P 170
Steel shank reinforced Q 180
T with carbide plates
(“Tsuppari-Ichiban”) R 200
JS J series Steel shank & 250
T 300
U 350
sales@jnterui.com
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© Hand of tool Inser ® Oil hole ® Min. bore diameter (mm)

Stream Jet Bar | Tsuppari-Ichiban
D140 214.0 |D14| ©14.0

SJ19P|0Y|00] [eulsiu] OVL

2 Relief angle of insert

0

Only “Tsuppari-
Ichiban” holder

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

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

In above example, TP“00110200
Ls

sales@jnterui.com 5-3



TAC Internal Toolholders

DOMTURN
Remark: pness reduces cutting

ouble sided insert
ber of cutting edges !

I Features

@® Uniquely designed double sided insert

» Minimum bore diameter: 612 mm -
é — Economic advantages with twice the number of cutting edges -
- - -
g Advanced edge shape reduces the cutting fogce = g
8 Similar design to positive type inserts to prevent chatterin
£ One insert type for shank diameter ra
¢ 210 mm ~ 620 mm
= — Left & Right handed inserts with G-class acc y create precision
machining
Ideal grade series for various ?catlons
— AHT725 for general steel cutting, GT5 ith high wear resistance
for fine surface finishes and the NS530 conomic performance
@ Originally designed exclusive insert
~ 8S8: generates low cutting forces
(Recommende or steel machining) (Recommended for stainless steel machining)
MEER -
€
Stoo! Stalnlss Stainless Steel Castlron % ,
Largei |nat|on on edge 3
Reduces cutting forces and chattering "55 1
2 & S
Wide chip-pocket A 8
Prevents chip packing | O i f(z'nﬁm/rev) 0.4
Prevents the re-cutting
of chips
Large rake angle
and optimum
Enhances the pocket shape
clamping rigidity Drastically reduces
. . . - cutting forces
5-4 Uniquely desiggates@jpnterui.com Smooth chip evacua-

precisely fit to the toolholder tion



@® High performance boring bars with optimum design
Excellent chip evacuation and high rigidity

(Same structure as StreamdJetBar series)

soMTU=IN Conventional positive type
insert

Similar to

positive Small rake

type angle
Optimal space to i 4

- : poth chip

evacuate chips . o and

IOiI hole direct to thm"‘“{'

cutting edge = —‘l
|Screw clamping .1.. ﬁ

SJI8PIOY|00] [eussBiu] OV.L

with high

rigidity R E

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

Anti-vibration strongth

Same Stren B Steel shank
H H Cutting speed : Vc = 150 m/min
as pOSItiv e Inserts Work material : S45C / C45
Coolant : Wet (internal supply)

Overha)ng length: 36 mm (L/D = 3) Shank diameter: 12 mm

DoMTU2N Overhang length
20 OK | OK | OK | OK 20 OK | OK | OK | OK

15| OK | OK | OK | OK 15| OK | OK | OK | OK
10/ OK | OK | OK | OK 10/ OK | OK | OK | OK

05 | OK | OK | OK | OK 05| OK | OK | OK | OK
ap/f| 005 | 010 | 0.15 | 0.20 ap/f| 005 | 010 | 0.15 | 0.20

Feed: f (mm/rev) Feed: f (mm/rev)

Depth of cut: ap (mm)

Depth of cut: ap (mm)

sales@jnterui.com 5-5



TAC Internal Toolholders

STREAMIETBAR

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

fvew nanid .
Stream Jet Bar MINI

for small diameter machining applications! 60 '
l Features \
1] Excellent performance for small 4
diameter machining operations
Minimum bore diameter from @4.5 mm
Steel & carbide shank available

Straight shank type available

Can be used with internal coolant supply ‘ o

Well designed chip pocket for excellent chip evacuation
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Easy to adjust overhang due to marked scale on shn
Improved rigidity for minimizing bar deflection &
FEM (Finite Element Method)

Added Z cutting edge style for back borin@

Applicable for a wid@iety
2 of machines
. o
v
v

<

Internal coolant supply

Applicable sleeve for a vagiet all lathes
Supplied with Seal cap&nal)
Suitably designed slgeve for directed external

coolant flow (see EQ below)

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

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

Vv Superior cutting edge due to fine grain carbide grade

V¥ Two grades of inserts: SH730 (for general purpose), ‘
TH10 (for non-ferrous)
V¥ Expansion of corner R0.1 spec on “EPGT04” &

“WBGTO03” insert types

sales@jnterui.com



® Finite Analysis of the load transition

Most rigid region
of the toolholder

Improved chip
evacuation

Region of great
influence on the
rigidity of the
toolholder

4
Pursuing high rigidity

Shape of Stream Jet Bar Shape of Conventional boring bar
B Increased rigidity for minimizing Large head design provides 60
bar deflection & chatter both high rigidity & good

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

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

About 20%
reduction in
deflection
compared to
onventional

—
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STREAMIETSAR &oo

Small

Section

B New pocket design

excellent chip ?uation
® Cutting perfor

STREAMIETESAR Conventional boring bar

The excellent cuation ’

minimize re caused by re-

cutting ¢ oor chip control. . f
chip ation

Dalmage e Wlork surface from pocket & coolant flow helps chips to Chip packing is likely to occur.
chips is also eliminated. effectively evacuate.

evacuation

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

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

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

sales@jnterui.com 5-7



TAC Internal Toolholders

STREAMIETBAR

l Improved tool life

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

tool life.
020 _o— Competitor's boring bar
—o— STREAMIETSAR
0.15 &
Toolholder 1 A16Q-S -D180
Insert - TPMT11 S (GT730)

Work material : S4

Cutting speed : Vc =
Depth of cut .
Feed = 0.2 mm/rev

o

o

o
T

Corner flank wear width VBc (mm)
o
=

a
@
2 0o 5 10 15 20 25 30 C“tt'”@ - Wet
8 Cutting time (min)
= \
© 13 tE]
2 N“Easy to use (o)
£ e Marking specifications
Q -
Toolholder Cat. No.
The minimum bore diameter is
indicated in the Cat. No. The three-
digit number at the end of the text
L UL T P indicates the minimum bore diameter.
(Example)-D140 = 14.0 mm
Applicable clamping screw S overhang length Applicable insert Cat. No.
Cat. No. (Positivetypeonly) . Can identify the insert size & relief
If screw is missing, this detail simplifi eful for easy setting of the angle at a glance. Simplified tool
locating a replacement with Cat. olholder. management.
. J

il Carbide sha@ype
h

Combination of t ly rigid carbide shank &

uation.

improve ¢

the head geo% an increase the tool rigidity &

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

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

® For precision boring

The increased rigidity suppresses chatter, producing
excellent surface finishes.

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

sales@jnterui.com




Clamping Mechanism & Features of TAC Internal Toolholders

lShank material

Steel Shank

Carbide

Shank “Tsuppari-lchiban”

/

"DoMTUaN ~ DoMTUaN
STREAMIETESBAR STREAMIETESAR

® Economical.

® Min. bore dia: 4.5 ~ 663 mm.

® Screw-on, clamp-on, pin-lock
& double clamping types are
stocked.

® Finishing accuracy is good
with excellent resistance to

chatter.

® Screw-on & clamp-on types
(min. bore dia: 4.5 ~ @34 mm)
are standard stocked.

® Provides highly rigid shank

reinforced with carbide plates.

® Good resistanceite éhatter.

® Low cost, cl teel
shank.

® Min. bore 220 mm for
P-type, mm for S-type.

o&oaa le in oil hole shank
D

|Clamping system

o

S

>

Screw-on - Double et '
;V ' clamping X
DoMTUaN
STREAMIETBAR TURNINGA

SI9P|OY|O0] [eulBiul OV

® Simple clamping mechanism.

® Smart shape without overhang area

® Minimum bore diameter: 4.5 mm

® Good cutting action by using p

® Carbide shanks that have gXce
chatter.

plates) are also stocked?

inserts.

resistance to

® “Tsuppari-Ichiban” s@ (reinforced with carbide

® Increased clamping rigidity contributes to superior
cutting edge positioning accuracy & longer tool life.

® Enlarged insert holding area of the clamp allows more
accurate cutting edge positioning. It delivers high
performance even when using VNMG type (35° corner
angle) inserts, which tend to destabilize cutting edge
positioning.

® Simple structure keeps cost low. Easy clamping with

P

Lever-lock

Clamp-on

only one wrench.

Multi
clamping

4 :
‘ﬁ‘\\\\
AL

-

\®

® Negative rake, lever-lock type,
round shank boring bars.

® The insert is positively held into
a two wall pocket, excelling in
indexing accuracy.

® Minimum bore diameter: 20 mm.

® “Tsuppari-lchiban” shanks that are
reinforced with carbide plates are

also stocked.

® Clamp-on type insert locking
mechanism assures secure
holding & accurate indexing.

® For inserts without a hole, it pro-
vides stronger cutting edge strength
than S-type tools & can withstand
heavier cutting conditions.

® Minimum bore diameter: @16 mm

® Combination of lock-pin & top
clamp provides positive insert
holding & superior indexing
accuracy.

® Suitable for medium to large
diameter boring.

® Minimum bore diameter: 32 mm

sales@jnterui.com




List of StreamdJetBar & DoMiniTurn

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

I Positive type STREAMJETSAR
Shank Shank Minimum bore diameter (mm)
Style type  diameter 10 20 30 40 50
7t| ] SEXPR/L _ 5-28 Steel |04 ~ o8 | @45 Emo7
Boring & internal facing . —
= Insert type: EPOIOI Carbide |4 ~ 08 04.5 ERo7
__ SCLCR/L _ 5-12 Steel |04 ~ 025 @5 @27
! E]\’PJ; Boring & internal facing Carbide |04 ~ 225 25 027
= Insert type: CCOO
SWUBR/L - 5-27 Steel |05 ~ 08 06 o8 b‘
Boring . 5 - 08 _ &
Insert type:WBOO Carbide |05 ~ o6 o8
STUPR/L _ 5-21 Steel |07 ~ 032 o8 234
Boring ;
2 Insert type: TPOIC] Carbide |67 ~ 225 28 @2
O
o
< STFPR/L _520] | Steel |08 ~ 025 010 027
o Blind hole Boring Carbid 5
% Insert type: TPOO SRl 78 = Al gl 922
[
g SCLPR/L 2544] | steel |08 ~ 025 ol 21
PN Boring & internal facing | pide |08 ~ 216 20
% Insert type: CPOO arvide |06 ~ 2 E—
STFCR/L _~ 5-19 Steel 08 ~ @2 210 027
Blind hole Boring Carbide |28 ~
Insert type: TCOO arviae 210 027
SSKPR/L ~ 5-18 220 BT 031
Through boring Steel Qo1 ~ 025
Insert type: SPOO
~ SDUCRI/L  5-16 210 ~ 025 213 232
Boring & internal profj rBide |10 ~ 220
Insert type: DCO 013 EEEEEEo27
—_————— 50° SVUCR&I Steel |012 ~ g40 216
2 Boring & intern@pprofiling |Carbide |@12 ~ 825 18— 3 250
K - Insert tye: VCOO 218 _Qs
[ 50 /L = 5-22 Steel |016 ~ 825 220 032
_fl. — internal profiling |Carbide |16 ~ 225 —
type: VBOO 024.5 I 034
_ SDQCR/L 516 | | Steel |010~025 013 030
'>*Boring & internal profiling|Carbide |10~ 220 e
Insert type: DCOO 013 Ml 025
T, _ SVQCR/L = 524| | Steel 210~ 040 013.5
2 ~ Boring & internal profiling |Carbide [@10~ 216 — @50
= © Insert type: veoo 013.5 L 021.5
T,  SVQBR/L 522 | Steel |012~025 017 EEIIEEEe30.5
12 % Boring & internal profiling |Carbide |@12 ~ 825 .
= Insert type: VBOO o7 e 030.5
@ SDZCR/L 25817 | gteel |012 ~ 025 o4 I 005
NS Internal retracting : » —
Insert type: DCOD Carbide (012 ~ 216 018 22
[ — SVZCR/L . 525 Steel |12 216 |
50 Internal retracting
— Insert type: VCOO X )
sales@jnterui.com
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STREAMIETSAR Positive type

Shank Shank Minimum bore diameter (mm)
Style type  diameter o 10 20 30 40 50
= SVZBRIL 56231 siee1 (016 ~ 032 2L B
SN Internal retracting
Insert type: VEOIO
. SEZPRL 598 gl lo4-o5 | 9553 065
Internal retracting . -
= | Insert type: EPOO Carbide | 04 ~ 05 S 9
SWCRL 525 gieel |012- 016 016 52020
A Internal sphere cutting
Insert type:VCOO
SVJBR/L " —
J.5 28| qiool | 020 -~ 025 225 B2 930
\ Internal sphere cutting
Insert type:VBOO
— SYQBR/L 5380 e &
17 B 921.5
2 Internal undercut Steel | 012 ~ 216 ° °
—% & profiling Carbide | @12 ~ 516 217 B 221.5
Insert type:YWO O
—— SYUBR/L ~ 5-30 !
i Steel |216 020§ ﬂ
= Boring & internal profiling|carbide | 212 ~ 216 220 .5
Insert type: YWD
INegative type DOMTURN S AMIETSAR
inimum bore diameter (mm)
Style str;?)gk dgﬁgtlfer 0 10 30 40 50 60 70
p— WLXR/L ; 5-
@ ] S . / .'&I Steel (210 ~ 220 o @22
Boring and facing )
S Insert type: WXGU Carbide| 210 ~ 620 & — @22
— ; 5-31
New 5o SDXXRIL < Steel @10 ~ 013 EEEEE 024
Internal profiling )
= » Insert type: DXGU Carbide| 210 013 T 024
@ —— SDZXR/L ~ 5-32 —
- (@5‘,—45 Internal retracting Ste.em 220 014 S 620
=t Insert type: DXGU Carbi ~ 016 018 IEE 022
————— —  PTUNR/L < 5-37
Boring S 216 ~ 032 020 T 040
= Insert type: TNOO ‘
————— — PTFNR/L 7
Boring Steel @25 ~ @50 232 263
- Insert type: TNE1O
—— PS ~ 5-36
boring Steel |32 ~ 250 240 263
- é type: SNOO
= DUNR/L ~ 5-35
Internal profiling Steel |20 ~ @50 225 263
7= Insert type: DNOO
PCLNR/L ~ 5-34 |
Boring & internal facing| Steel (216 ~ @50 220 263
Insert type: CNOO
PWLNR/L ~ 5-39 |
Boring & facing Steel |@16 ~ 940 220 250
Insert type: WN
p— PVUNR/L ~ 5-38
@! Boring & Internal profiling Steel |@25 ~ 940 037 I 650
= Insert type: VNOO
— 17— PDZNR/L ~ 535
Internal retracting Steel (@32 ~ 050 240 263
= Insert type: DNOO

SI9P|OY|O0] [eulBiul OV

@ .
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STREAMIETS AR S-type

Positive rake / Screw-on system

SCLCR/L ®

05 mm~

Min. bore dia. Shank dia.
[ ] [ 04~25 mm]

Steel| |Carbide
Shank Shank

Boring & internal facing

Cutting edge style L

I Steel Shank

Right hand (R) shown.

tock| Min Dimensions (mm Std. : Parts
Toolholder Cat. No. i L bgggj‘a. ol L | L h( ;2 ) a fgégg A’?r’,’s'fﬁg'e Clamping screw] Wrench T(c;\:qr:lj;a
@DA04F-SCLCR/L03-D050 (@ @ 5 [ 4 [25[80[ 8 [38] - [ 0 [-15°
@DA05F-SCLCR/L03-D060 (@ (@ 6 | 5 [ 3 [80] 9 [48] - | 0 [-1¥ 0.2 | conmosxi CSTAJ&‘F 06
06G-SCLCR/L04-D070 (@ (®@| 7 | 6 [35|90 | 11 (575 - | 0" [-13
07G-SCLCR/L04-D0S0 |@ |®| 8 | 7 | 4 | 90 | 12 |6.75| - | o |-11| 02 | coOD04T CS& T-6F | 06
A08H-SCLCR/L06-D100 (@ |®| 10 | 8 |55 [100| 16 [75] - | 0° [-13°| 0.4 V
A10F-SCLCR/L06-D120 |@ 12 |10 6 |80 ]20| 9 | - | 00 [-10°] 0.4 ”
2 A10K-SCLCR/L06-D120 (@ |®@| 12 [ 10| 6 [125]/ 20| 9 | - | 0 [-10°| 0.4 L 2
5 A12H-SCLCR/L06-D140 | @ 14 | 12| 7 [100]| 24 |11 | - |0 | -804 2 |CSTB-25S| T-8F | 1.2
2 A12M-SCLCR/L06-D140 |@ |@| 14 |12 | 7 [150| 24 [ 11| - | O° | -& 0.46
S A12H-SCLCR/L06-D160 |@® 16 |12 | 9 [100] 24 | 11 0
= A12M-SCLCR/L06-D160 (@ (@] 16 | 12 | 9 [150| 24 | 11 0
g A16K-SCLCR/L09-D180 | @ 18 |16 | 9 [125] 32 | 15 0
*GE) A16Q-SCLCR/L09-D180 (@ |®@| 18 | 16 | 9 [180| 32 | 15 0
= A16K-SCLCR/L09-D200 | @ 20 |16 | 11 [125| 32 | 15 0 .
&c) A16Q-SCLCR/L09-D200 (@ (@] 20 | 16 | 11 [180| 32 | 15 "o [0 | CCHID09TS | CSTB-4S | T-15F | 3.0
= A20R-SCLCR/L09-D220 |@ (@] 22 [ 20 | 11 [200] 32 | 1 -|lo|-so0s8
A25S-SCLCR/L09-D270 |@ |®@| 27 | 25 [13.5]250] 45 o |-6]08
I Carbide Shank
k| Min iméfisions (mm Std. - Parts
Toolholder Cat. No. St oora.dia A h( )fz o | a %;iri‘t?sr A?ﬁslﬁftks)le Clamping screw| Wrench T?I\Tr:lj)e
@DE04G-SCLCR/L03-D050 | @ 9 [38] - | 00 |-15°
@DE05G-SCLCR/L03-D060 | @ 10 |48 - | 00 |1g| 02| CCOO0XT] CSTA6 | T-6F | 0.6
06H-SCLCR/L04-D070 |@ 12 |575] - | O° |-13°
gom-scmmmmnoso o 14 [6.75] - | 00 |-11°| 02 | ceODoaTt | CSTB-2 | T-6F | 06
E08G-SCLCR/L06-D100 | @ 22 [75] - | 00 [-13°| 04
E08K-SCLCR/L06-D100 | @ . 22 75| - | 00 [-13°| 04
E10F-SCLCR/L06-D120 |@ 1 10| 6 [80]25] 9] - |0 [-10]04
E10H-SCLCR/L06-D120 12 | 10| 6 [100] 25| 9 | - | 00 [-10°] 0.4
E10M-SCLCR/L06-D1 12 |10| 6 [150] 25| 9 | - | 0° [-10°] 0.4
E12G-SCLCR/L06- 14 |12 7 |90 |27 11| - | 0o | -8 | 0.4 | ccomoso2 |cSTB-2.55 | T-8F | 1.2
E12J-SCLCR/, ° 14 [12] 7 [110]27 |11 ]| - | o | -804
E12Q-SCL eol@| 14 [12] 7 [180]27|11] - |0 |-8]04
E12G-SCLC ° 16 |12 9 9|27 |11 ] - |0 |-7]04
E12J-SCLCR/06-D160 | @ 16 |12 9 [110]27 |11 ] - [ o |-7]o04
E12Q-SCLCR/L06-D160 |@|@®| 16 | 12| 9 [180|27 |11 | - [0 | -7 |04
E16H-SCLCR/L09-D180 | @ 18 |16 | 9 [100][32 |15 | - | 00 [-10°] 0.8
E16L-SCLCR/L09-D180 |@ 18 |16 | 9 [130]32 |15 | - | 00 [-10°] 0.8
E16R-SCLCR/L09-D180 (@ (@ 18 |16 | 9 (200(32 | 15| - | 0° [-10°]| 0.8 CSTBALOBO
E16H-SCLCR/L09-D200 | @ 20 |16 [ 11 [100[ 32 [15] - | 0o | -9 |08
E16L-SCLCR/L09-D200 |@ 20 | 16 |11 130 32 |15 | - | 0 | -o | 0.8 | CCHEO9™ T-15F) 3.0
E16R-SCLCR/L09-D200 |@|®| 20 |16 | 11 (20032 |15 | - [ 0° | -9°| 0.8
E20S-SCLCR/L09-D220 |@ 22 [ 20|11 250|366 | 18] - | 0o | -8 |08 CSTBAS
E25T-SCLCR/L09-D270 |@ 27 | 25 [135[300| 45 [ 23| - | 0o | -6° | 0.8

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

Feat Relati
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B Basic Selection Chipbreakers ccoooetsono-oo

: Precision —— Finishing to . 5 q Precision n oo Finishing to . .
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing light cutting Medium cutting
Grade SH730 AH725 T9115 T9125 Grade GH330 AH725 AH725 T6130
Page 2-99 2-96 2-97 2-100 Page 2-97 2-96 2-97 2-100
JS PSF PS PM W20 PSF PSS PM
Chipbreaker @ o e M Chipbreaker o 0 G 0
Steel Stainless
Ve (m/min) | 120 (50-180) | 120 (50-180) | 220 (150-300) | 180 (120-250) Ve (m/min) | 120 (100-150) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Continuous|_@P (Mm) 15(0.1-8.0) | 0.3(0.1-05) | 1.5(05-2.5 | 2.0(1.0-3.0) | [continuous. @P(mm) | 0.5(0.05-02.0) | 0.3(0.1-0.5 | 1.2(0.3-2.0) | 2.0(1.0-3.0)
f(mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.1(0.03-0.15) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm] 0.2 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8 0.8
: Precision Finishing to R q : Precision F e Finishing to
Operation finishing  |medium cutting e dumcuing S aon finishing Finishing | medium cutting
Grade BX930 T5115 T5115 Grade DX120 GH110 KSO05F
Page 3-14 2-97 2-101 Page 3-22 2-97 2-98
T-CBN CcM No chipbreaker T-DIA With chipbreaker \W20 AL
Chipbreaker o /ﬁ . Chipbreaker ‘
CastIron v Non-ferrous
Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (140-400) Ve (m/min) [1500 (500-2500)
Continuous|_@P.(mm) | 0.3(0.05-0.5) | 1.0(0.05-2.0) | 1.5(0.05-2.0) Continuous.__@P (mm) | 0.1(0.03-0.5)
f(mm/rev) | 0.06 (0.05-0.2) | 0.2(0.05-0.3) | 0.15 (0.05-0.3) f(mm/rev) | 0.1(0.05-0.2)
re (mm) 0.4 0.8 0.8 re (mm)
Precision —— -
finishing Finishing >
BX470 BX950 O
3-12 3-14 5
T-CBN T-CBN ol
3
D
Superalloys Mariaenr'ils _'
200 (100-280) | 200 (70-300) 2 150 (70-220) 8
Continuous. 0.1 (0.05-0.5) | 0.3 (0.1-0.5) Continuous| 0-1 (0.05-0.30) | 0.2 (0.05-0.30) =
0.1(0.05-0.3) | 0.1 (0.05-0.2) 0.1 (0.03-0.18) | 0.1 (0.05-0.25) o
0.4 0.4 0.4 0.4 %
=
w

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

Min. bore dia. Shank dia. rbide
SCLPR/L B [5i5nm)(o8755 )

Boring & internal facing

Cutting edge style L 8 {\ ﬁT I
h Right hand (R) shown.
I Steel Shank
Stock| Min. Dimensions (mm) S| Applicable Parts Tari
bore.dia. corner 0 que
Toolholder Cat. No. RIL 8'5"_':‘ oDs| f | L1 ]| La | h f 0 @ fag'us inserts  |Glamping screw| Wrench| (N-m)
AO8H-SCLPR/L06-D100 @ |@®| 10 8 |55(100| 16 | 75| - | +5°| -8° | 0.4 | CPOIO0602 | CSTB-2. T-8F 1.2
A10K-SCLPR/L06-D120 @ |@®| 12 10| 6 [125] 20 | 9 - | +5° | -5° | 0.4 | CPOO0602 | CSTB-2. -8F 1.2
A10K-SCLPR/L08-D120 @ |@®| 12 10| 6 [125] 20 | 9 - | +5°| -5° | 0.4 | CPOII0802 CST& -9F 1.4
A12M-SCLPR/L06-D140 @ @ | 14 12 7 (150 24 | 11 - +5° | -4° | 0.4 | CPOOO0602 STB-2¢ T-8F 1.2
A12M-SCLPR/L08-D140 @ @ | 14 12 7 (150 24 | 11 - +5° | -4° | 0.4 b
CcPOO0802 -3L050| T-9F 1.4
A12M-SCLPR/L08-D160 @ |@| 16 12 9 |150| 24 | 11 - +5°| -3°| 0.4 ‘; 9
% A16Q-SCLPR/L09-D180 @®|®| 18 |16 | 9 |180| 32 | 15| - | +5°|-3.5°| 0.8
© - - - | -3° | 0.
2 A16Q-SCLPR/L09-D200 @ |@| 20 | 16 | 11 |180| 32 | 15 +5o 3° 0.8 4 03 |csTe-aL060| T-15E| 3.0
< A20R-SCLPR/L09-D220 @ |®| 22 | 20 | 11 |200| 36 | 18 | - | +5°| -2° | 0.8
8 A25S-SCLPR/L09-D270 @ | @ | 27 25 |13.5|/250| 45 | 28 - +5° | -1° ﬁ‘
|_
£ O
£
£ 1 Carbide Shank
-~ Stock | Min. Dimensions (mm) Std. | Applicabl Parts
®) PO corner| Applicable Torque
|<£ Toolholder Cat. No. RIL oﬂreDn;a oDs| f L La]| h | f> P fa‘;'eus inserts | Glamping screw| Wrench| (N-m)
EO8K-SCLPR/L06-D100 @ @ | 10 8 |55 |125]| 22 +5° | -8° | 0.4 | CPOOOO0602 | CSTB-2.58 | T-8F 1.2
E10M-SCLPR/L06-D120 @ |®| 12 10 6 |150| 25 +5° | -5° | 0.4 | CPOOOO0602 | CSTB-2.58 | T-8F 1.2
E10H-SCLPR/L08-D120 (@ 12 10 | 6 |100 +5° | -5° | 0.4
P 2 |CSTB-3L042| T- .
E10M-SCLPR/L08-D120 @ |®@| 12 10| 6 |15 +5° | -5° | 0.4 CPOICI080 T-9F 14
E12Q-SCLPR/L06-D140 @ |@®| 14 | 12 | 7 |1 11 +5° | -4° | 0.4 | CPOOO0602 | CSTB-2.5S | T-8F 1.2
E12G-SCLPR/L08-D140 | @ 14 12 7 9 11 - +5° | -4° | 0.4
E12J-SCLPR/L08-D140 | @ 14 12 110 | 27 | 11 - +5° | -4° | 0.4
E12Q-SCLPR/L08-D140 @ @ | 14 12 o 27 | 11 - +5° | -4° | 0.4
P 2 |CSTB-3L050| T- .
E12G-SCLPR/L08-D160 (@ 16 0|27 | 11 - | +5°| -8 | 0.4 CPOICI080 T-9F 14
E12J-SCLPR/L08-D160 (@ 16 9 [110] 27 | 11 - | +5°| -8 |04
E12Q-SCLPR/L08-D160 @ (@ 6 9 (180 27 | 11 - | +5°| -8 | 0.4
E16H-SCLPR/L09-D180 | @ 16 9 |100| 32 | 15 - +5° [-3.5°| 0.8
E16L-SCLPR/L09-D180 (@ 16 | 9 |130( 32 | 15| - | +5°|-3.,5°| 0.8
E16R-SCLPR/L09-D180 18 |16 | 9 [200| 32 | 15| - | +5°|-3.5°| 0.8
CPOO0903 |CSTB-4L060| T-15F 3.0
E16H-SCLPR/L09-D20! 20 |16 | 11 |100| 32 | 15| - | +5°| -3 | 0.8
E16L-SCLPR/L09-D2 20 16 | 11 |180| 32 | 15 - +5° | -3° | 0.8
E16R-SCLPR/LO ® e 20 16 | 11 |200| 32 | 15 - +5° | -3° | 0.8

nd insert, the right hand (R) insert is used for the left hand toolholders
left hand insert (L) is used for the right hand toolholders (SCLPR OO type).

When using ari
(SCLPL OO typ:

[ @ : Stocked items. |
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B Basic Selection Chipbreakers cpomoso3nn-oO

a Precisi Finishing t 5 g . Finishing t A .
Operation ﬂ':’l::,ﬁ'ﬁ; Finishing n etlir;:Jsm"t‘:gtt(i)n g Medium cutting Operation Finishing "g;:ts clt:]tgt;ing Medium cutting
Grade NS530 AH725 T9115 T9125 Grade AH725 AH725 T6130
Page 2-102 2-102 2-108 2-108 Page 2-102 2-102 2-103
W20 PSF PS PM PSF PSS PM
S O O QO M & &S
Steel Stainless
Ve (m/min) | 200 (150-250) | 120 (50-180) | 220 (150-300) | 180 (120-250) Ve (m/min) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Cont ap (mm) 0.5(0.05-2.5) | 0.3(0.1-0.5) | 1.5(0.5-25) | 2.0(1.0-3.0) | |comi ap (mm) 0.3(0.1-0.5 | 1.2(0.3-2.0) | 2.0(1.0-3.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.4 0.4 0.8 0.8 re (mm] 0.4 0.8 0.8
Operation m::ijr;zjsnt;iggttt?ng Medium cutting Operation Finishing
Grade T5115 T5115 Grade TH10
Page 2-103 2-104 Page 2-102
CM o chipbreaker W20 ‘
. Chipbreaker @ o . Chipbreaker o
Cast Iron Non-ferrous
Ve (m/min) | 270 (140-400) | 270 (140-400) Ve (m/min) | 600 (100-1000)
Conti ap (mm) 1.0 (0.05-2.0) | 1.5(0.05-2.0) Continuous|__@P (mm) 0.5 (0.05-2.0)
f (mm/rev) 0.2 (0.05-0.3) | 0.15 (0.05-0.3) f(mm/rev) | 0.1(0.03-0.15)
re (mm) 0.8 0.8 re (mm) 0.4

For other machining types, see “Selection System” o‘”
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STREAMIETS AR S-type

SDQCR/L

Positive rake / Screw-on system

Min. bore dia. Shank dia. St
ee Carbnde
213 mm~] [91 0~25 mm] M Shank

Boring & internal profiling

Cutting edge style Q

I Steel Shank

o1

Right hand (R) shown.

Stock| Min Dimensions (mm) S | Applicabl Parts
Porain corner pplicable Torque
Toolholder Cat. No. R|L ggn';a @Ds| f L1 L2 h fo 6 a ra,qsnus inserts Clamping screw| Wrench| (N-m)
A10K-SDQCR/L07-D130 (@ |®@| 13 10 |76 |125(/ 20| 9 |26 | O° | -8 | 0.4
A12M-SDQCR/L07-D160 | @ | @ | 16 12 | 8.6 150 24 | 11 | 2.6 | 0’ | -6° | 0.4 | DCOOO0702 | CSTB-2. 1.2
A16Q-SDQCR/L07-D200 @ | ®| 20 16 [10.6/180| 32 | 15 | 2.6 | 0 | -5° | 0.4
A20R-SDQCR/L11-D250 (@ (@ | 25 20 (13.7|200| 36 | 18 | 3.7 | 0" | -7° | 0.8
A25S-SDQCR/L11-D300 | @ |® | 30 | 25 [16.2|250| 45 | 23 |3.7| 0" | 4 | 0.8 | Po0d!Ts @ T-18F] 3.0
I Carbide Shank
w i i i Std. .
@ Stock| Min Dimensions (mm) App@ Parts Torae
o) bore.dia. ey Al &l
g Toolholder Cat. No. o Pt T o T ¢ Ly [ L2 h | 2] 6 ] a rags Clamping screw| Wrench | (N-m)
E E10H-SDQCR/L07-D130 | @ 13 10 (7.6 |100| 25 | 9 |25 | O | -8 | 0.4
8 E10M-SDQCR/L07-D130 @ (@ | 13 10 |76 |150( 25| 9 |26 | O° | -8 4
= E12J-SDQCR/L07-D160 | @ 16 12 {86 110 27 | 11 |25 | O°
T [E12Q-SDQCR/LO7-D160 |@ (@] 16 | 12 | 8.6 [180] 27 | 11 |26 O DCOO0702 | CSTB-2.58 | T-8F | 1.2
) E16L-SDQCR/L07-D200 | @ 20 16 [10.6/130| 32 | 15 | 25| O°
E E16R-SDQCR/L07-D200 @ (®| 20 16 [10.6/200| 32 | 15 | 2.6 .
@) E20S-SDQCR/L11-D250 @ | @ | 25 20 [13.7]250| 36 | 18 | 3 ° |1 0.8 | DCOO11T3 | CSTB-4S |T-15F| 3.0
<C When using a right or left hand insert, the right hand insert (R) is used for the left hand toolhol
= (SDQCL OO type), and the left hand insert (L) is used for the right hand toolhold@)CR type).
STREAMIETBAR S-type Positive rake / Screw-on system
in. bore dia. Shank dia. St :
eel| |Carbide
S D U C | :/I_ 213 mm~] [91 0~25 mm] Shank
Boring & internal profiling
Oil Hol
93° K 7 £ g‘ g Il HOle
18
Lo L
Cut edde style u ' w
- J Right hand (R) shown.
I Steel Shank
JoMin Dimensions (mm) (r,aggﬁg Applicable Parts Torque
R @Dm |@Ds| f | L1 | L2 | h fo 0 a re inserts  |Glamping screw| Wrench| (N-m)
® @ 13 10 7 |125/ 20| 9 |2.0| O° |-10°]| 0.4
®/®| 16 |12 93 150| 24 | 11 33| 0 | & | 0.4 | pcomoroz | STB258| 16 | 12
A16Q-SDUCR/L07-D200 @ | ®@| 20 16 (11.3|/180| 32 | 15 |3.3| 0 | -5° | 0.4 CSTB-2.5
A20R-SDUCR/L11-D270 (@ (@ | 27 20 (16.1|200| 36 | 18 | 6.1 | 0" | -5° | 0.8
A25S-SDUCR/L11-D320 (@ (@ | 32 25 [18.6/250| 45 | 23 | 6.1 | 0" | -4° | 0.8 DCOOTS | CSTB-4S | T-15F | 3.0
I Carbide Shank
Stock|_Min. Dimensions (mm) S| Applicable Parts Tari
bore.dia. corner > que
Toolholder Cat. No. RIL %‘Bn':‘ oDs| f L1 ] Lo h f 0 @ fa;‘;us inserts Clamping screw| Wrench | (N-m)
E10H-SDUCR/L07-D130 | @ 13 10 7 |100( 25 | 9 |19 ]| 5 |-3.5°| 0.4
E10M-SDUCR/L07-D130 (@ (@ | 13 10 7 |150( 25 | 9 |20| O° |-10°| 0.4
E12J-SDUCR/L07-D160 | @ 16 12 |93 |110| 27 | 11 |32 | O° | -6° | 0.4 CSTB-2.5S
E12Q-SDUCR/L07-D160 (@ |®@| 16 12 |93 /180 27 | 11 |33 | 0 | -6° | 0.4 behmo702 T-8F 12
E16L-SDUCR/L07-D200 | @ 20 16 (11.3|/130| 32 | 15 |3.2| 0 | -5° | 0.4
E16R-SDUCR/L07-D200 @ (@ | 20 16 [11.3|/200| 32 | 15 |33 | 0° | -5 | 0.4 CSTB-2.5
E20S-SDUCR/L11-D270 | @ 27 20 [16.1|250| 36 | 18 | 6.1 | 0" | -5° | 0.8 | DCOO11T3 | CSTB-4S |T-15F| 3.0
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders . ;
(SDUCL type), and the left hand insert (L) is used for the right hand toolholders (SDUCR type). ‘ ® : Stocked ltems. ‘
5_1 6 Features Relating
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STREAMIETSAR S-type Positive rake / Screw-on system
Min. bore dia. Shank dia. arbide
SDZCR/L [“Gine) [o15728'm)

Internal retracting @Dm

302 .
a
2 Carbide Shank style
Cutting edge style z ! M
I Steel Shank Right hand (R) shown.
Stock | Min. Dimensions (mm) S | Applicabl Parts T
bore.dia. corner pplicable orque|
Toolholder Cat. No. RIL|gbmloDs| f | L1 | Lz | La | h fa 0 = faf;;us inserts  (Glamping screw Wrench| (N-m)
A12M-SDZCR/L07-D140 @ |®| 14 | 12 |10.5|150| 30 |12.5| 11 |45 | 0 | -9° | 0.4
DCOO0702 |CST! 8F| 1.2
A16Q-SDZCR/L07-D160 |@ |@| 16 | 16 [12.5(180| 35 |12.5| 15 (45| 0 | -8 | 0.4 ‘-
A20R-SDZCR/L11-D200 |@ |@®| 20 | 20 [15.5|200| 40 | 15 | 18 |55 | 0" | -8 | 0.8 &
DCOO11T3 4S |T-15F| 3.0
A25S-SDZCR/L11-D250 |@ |@| 25 | 25 | 18 |250| 50 | 15 | 23 |55 | 0 | -6° | 0.8
I Carbide Shank
Stock |, Min. Dimensions (mm) S icale Parts Tor
bore.dia. corner quel -
Toolholder Cat. No. |8 - T T T o T g [ o | S (Ciamping screw]Wrenoh| (N'm) | 2
E12Q-SDZCR/L07-D180 | @ (@ | 18 | 12 (10.5/180| - |[125| 11 |45 | O° | -8 =3
00oo702 TB-2.5| T-8F | 1.2 =
E16R-SDZCR/L07-D220 (@ (@ | 22 | 16 [125|/200| - |125| 15|45 | O° | -6 | O: cs 5| T8 %
When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders DO
(SDZCR OO type), and the left hand insert (L) is used for the left hand toolholders (SDZCL OO type).o 6{
o
3
I Basic Selection Chipbreakers bpcoot11T3o00-00 S
Operation Ff’lﬁgﬁ'rf’; Finishing | Finishing to | Medium cutting tion ';ﬁ:ﬁ':; Finishing Eé’;:f';::‘t%r:; Medium cutting| 7
Grade SH730 AHT725 T9115 T9125 Grade GH330 AH725 AH725 T6130
Page 2-108 2-105 2-106 2-109 Page 2-105 2-105 2-106 2-109
JS PSF PS PM w15 PSF PSS PM

Steel Stainless
Ve (m/min) | 120 (50-180) | 120 (50-180) | 180 (120-250) Ve (m/min) | 120 (100-150) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Conti ap (mm) 1.5(0.1-3.00 | 0.3(0.1-0.5) | 3.0(0.5-2.5) Conti ap (mm) | 0.5(0.05-2.0) [ 0.3(0.1-0.5 | 1.2(0.3-2.0) | 2.0(1.0-3.0
f(mm/rev) | 0.06 (0.02-0.1) | 0.12(0.08-0.2) | 0.15 (0.08-0.3) f(mm/rev) | 0.1(0.03-0.15) [ 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.2 0.4 0.8 re (mm) 0.4 0.4 0.8 0.8
Operation F:I';ﬁ:'r::,?; Finishing Operation l;rr:::::?; Finishing Finishing
Grade BX930 TH10 Grade DX120 TH10 KFO5F
Page 3-14 -106 2-110 Page 3-22 2-105 2-106
. T-CBN W15 A INo chipbreaker T-DIA With chipbreaker|\\/1 5 AL
Chipbreaker Q o 1 | o . Chipbreaker - 'l - \'&. Y ~ r
Cast Iron Non-ferrous
Ve (m/min) | 700 (300-1200) 0 270 (140-400) | 270 (140-400) Ve (m/min) [1500 (500-2500)| 600 (100-1000) | 400 (200-1500)
Cor ap (mm) | 0.3(0.05-0.5) 5 (0.5-2.0) | 1.0(0.05-2.0) | 1.0(0.05-2.0) | |continuous.@P(Mm) | 0.1(0.03-0.5) | 1.0(0.5-2.0) | 2.0(1.0-5.0)
f(mm/rev) | 0.1(0.05-0 .0.3-0.15) | 0.2 (0.05-0.3) | 0.2 (0.05-0.3) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15) | 0.3 (0.2-0.5)
re (mm) 0.4 0.8 0.8 re (mm) 0.4 0.4 0.8
Operation Finishing Operation ';':I:'rﬁ':; Finishing
BX950 Grade BXM10 BXM20
3-14 Page 3-12 3-12
T-CBN T-CBN T-CBN
s Q H Chipbroaker | |
Superalloys Hard
Ve (m/min) | 200 (100-280) | 200 (70-300) Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap(mm) | 0.1(0.05-0.5 | 0.3(0.1-0.5) Continuousl@P.(mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.3) | 0.1(0.05-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 re (mm) 0.4 0.4
For other machining types, see “Selection System”
~ 2-16~

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

SSKPR/L D (e (crosem)

Through boring oD , .ﬁ

“—" Oil Hole

—=_ | g
O e ©
L‘ L4 ‘
Cutting edge style I o= | ”
utting edge style Right hand (R) shown.
Il Steel Shank
Stock | Min Dimensions (mm) Std. Applicable Parts Tor
bore.dia. cormen E que
Toolholder Cat. No. RIL| obm |oDs| f 1] Lo h f2 0 @ fa',{;us inserts  [Glamping smw| Wrench | (N-m)
A16Q-SSKPR/L09-D200 (@ 20 16 | 11 [180| 32 | 15 - | +5°| -6’ | 0.8
SPOID0903 |CSTB-4L0sOL-4BF | 3.0
A20R-SSKPR/L09-D240 (@ 24 20 | 13 |200| 36 | 18 - | +5°] -2° |08
A25S-SSKPR/L12-D310 (@ 31 25 | 17 |250| 45 | 28 - | +5°| -2° | 0.8 | SPOO1204 | CS -20F| 6.0
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SSKPL OO type), and the left hand insert (L) is used for the right hand toolholders (SSKPR OO type).

o*

I Basic Selection Chipbreakers spomoso3soo-oo
o Precision R Finishing to q q q Finishing to
Operation finishing Finishing medium cutting Medium cutting Operation edium cutting
Grade NS530 GT730 T9115 T9125 Grade T6130
Page 2-114 2-114 2-114 2-114 2-114
W15 PS PS PS PS

1 e -
Chipbreaker B . I H M B
= -
ainless

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

Steel
Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 180 (120-250) 150 (100-200) | 120 (70-150)
Continuous|__@P (mm) 0.5 (0.05-2.0) | 1.5(0.5-2.5) 1.5 (0.5-2.5) 1.5 (0.5-3.0) Continuous, 1.5 (0.5-2.5) 1.5 (0.5-2.5)

f(mm/rev) | 0.1(0.03-0.15) | 0.15 (0.08-0.3) | 0.15 (0.08-0.3) | 0.15 (0.08-0.3) 0.15 (0.08-0.3) | 0.15 (0.08-0.3)

re (mm; 0.4 0.4 0.8 0.8 re (mm) 0.4 0.4
Operation Finishing m:ti:lriljjsnt-]nigtgntt?n g Medium cutting

Grade TH10 T5115 T5115

Page 2-114 2-114 2-115

W15 CM No chipbreaker
.
. Chipbreaker B I a i B

CastIron U
Ve (m/min) 70 (30-100) | 270 (140-400) | 270 (140,40
ap (mm) 0.5 (0.05-2.0) | 1.0(0.05-2.0) 0
f(mm/rev) | 0.1(0.03-0.15) | 0.2 (0.05-0.3)
re (mm) 0.4 0.8

For other machining types, see “Selection Syste@

g

Continuou:

< 2-16~
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STREAMIETS AR S-type

Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
STFCR/L 16 o)  08-25 )
Blind hole boring Eﬂ
QOil Hole

—

) il
= L2 ‘ L1
<=
9@ ‘

Cutting edge style F Right hand (R) shown.

I Steel Shank

Stock | Min. Dimensions (mm) S| Applicable Parts e
bore.dia. corner 0 que
Toolholder Cat. No. RIL OgreDn!]a oDs F L L h f2 0 p raﬁzlus inserts Clamping screw] Wrench | (Nm)
AO08H-STFCR/L09-D100 10 8 |55|100| 16 (75|06 | 0" |-12°| 0.4
A10K-STFCR/L09-D120 12 10 | 6.5 |125| 20 9 |06]| 0° |-10°| 0.4 TCOO0902 | CSTB-2. T‘: 0.9
A10K-STFCR/L1102-D120 12 10 | 6.5 [125]| 20 9 |06| 0 |-10°| 0.4 | TCOO1102 | CS ! -8F 1.2
A10K-STFCR/L1103-D120 (@ (@ | 12 10 | 6.5 [125]| 20 9 |06]| 0 |-13°| 0.4 | TCOO1103 S T-8F 1.2
A12M-STFCR/L09-D140 14 12 7 |150| 24 | 11 |05 | O° | -8 | 0.4 | TCOOI0902 2.2 | T-7F 0.9
A12M-STFCR/L1102-D140 14 12 7 |150( 24 | 11 |05 | O° | -8 | 0.4 | TCOO1102 B-2.5 | T-8F 1.2
A12M-STFCR/L1103-D140 (@ (@ | 14 12 7 |150( 24 | 11 |05 | O° TCO TB-2.5 | T-8F 1.2 —
A16Q-STFCR/L09-D180 18 16 | 9 |180| 32 | 156 |06 | O° CSTB-2.2 | T-7F 0.9 (j?)
A16Q-STFCR/L1102-D180 18 16 | 9 |180| 32 | 15 |06 | O° 02 | CSTB-2.5 | T-8F 1.2 5
A16Q-STFCR/L1103-D180 (@ @ | 18 16 9 |180| 32 | 15 |05 | O° 1103 | CSTB-2.5 | T-8F 1.2 @
A20R-STFCR/L1102-D220 22 20 | 11 |200| 36 | 18 [ 0.5 | O° TCOO1102 | CSTB-2.5 | T-8F 1.2 E_,
A20R-STFCR/L16-D220 22 20 | 11 |200| 36 | 18 |04 | O° P~
CSTB-4M - . o
A25S-STFCR/L16-D270 27 25 |13.5|250| 45 | 23 |04 | O° TenoieTs T-15F 3.0 %
I Carbide Shank 2
0]
Stock| Min. Dimensions (mm| Std. | Applicabl Parts »
Bercdinl corner pplicable Torque
Toolholder Cat. No. RIL ore n’lla oDs| F L o rall‘jslus inserts Clamping screw] Wrench|  (N-m)
EO08K-STFCR/L09-D100 10 8 | 55|125 0° |-12°| 0.4
E10M-STFCR/L09-D120 12 [ 10 [ 6.5 150 6| O | 10| 0.4 | |CHH0902|CSTB228 | T-7F | 0.9
E10M-STFCR/L1102-D120 12 10 | 6.5 0.6 | 0 |-10°| 0.4 | TCOOO1102 | CSTB-2.5 | T-8F 1.2
E10M-STFCR/L1103-D120 | @ (@ | 12 10 | 6.5 |1 9 |07]| 0° |-13°| 0.4 | TCOO1103 | CSTB-2.5 | T-8F 1.2
E12Q-STFCR/L09-D140 14 11 |06 | 0 | -8 | 0.4 | TCOO0902 | CSTB-2.2 | T-7F 0.9
E12Q-STFCR/L1102-D140 14 71106 | 0 | -8 | 04 |TCOO1102 | CSTB-2.5 | T-8F 1.2
E12Q-STFCR/L1103-D140 | @ | ® 27 | 11 | 05| 0" |-10°| 0.4 | TCOOOI1103 | CSTB-2.5 | T-8F 1.2
E16R-STFCR/L09-D180 32|15 |06 | 0" | -6° | 0.4 | TCOIO0902 | CSTB-2.2 | T-7F 0.9
E16R-STFCR/L1102-D180 32 |15 |06 | 0" | -6° | 0.4 | TCOOO1102 | CSTB-2.5 | T-8F 1.2
E16R-STFCR/L1103-D180 @ | ® 32 (15|05 | 0 | -7° | 0.4 | TCOO1103 | CSTB-2.5 | T-8F 1.2
E20S-STFCR/L1102-D220 11 36 |18 |06 | 0" | -4° | 0.4 | TCOOI1102 | CSTB-2.5 | T-8F 1.2
E20S-STFCR/L16-D220 11 [250| 36 | 18 | 0.6 | O | -7° | 0.8
TB-4M | T- .
E25T-STFCR/L16-D270 { 25 |13.5/300| 45 | 23 |0.5| 0° | -5 | 0.8 TCO6TS | CS T-15F 3.0
When using a right or left hand insgffs right hand insert (R) is used for the left hand toolholders
(STFCL OO type), and the left ha sert (L) is used for the right hand toolholders (STFCR OO type).
B Basic Selectio breakers TcOO110200-00
Finishing meFL?LS,:ig?,&?ng Medium cutting Operation Finishing Ilrgll':tsgll:]t%rt\g Medium cutting
AH725 T9115 T9125 Grade AH725 AH725 T6130
2-118 2-119 2-122 Page 2-118 2-118 2-122
PSF PS PM PSF PSS PM
& L i
Chipbreaker A é .gu - M Chipbreaker é & -
Steel i Stainless ﬁ
Vc (m/min) 120 (50-180) 120 (50-180) | 220 (150-300) | 180 (120-250) Ve (m/min) 120 (50-150) 120 (50-150) 120 (70-150)
Cor ap (mm) 1.5(0.1-3.0 | 0.3(0.1-0.5) | 1.5(0.5-25) | 2.0(1.0-3.0) | |soni ap (mm) 0.3(0.1-0.5 | 1.2(0.3-2.0) | 1.5(1.0-3.0)
f(mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
re (mm) 0.2 0.4 0.8 0.8 re (mm) 0.4 0.8 0.8
Gparion | Tty ot o
Grade DX120 KS05F
Page 3-22 2-120
T-DIA With chipbreaker| AL
, Chipbreaker ) /H\\
Ve (m/min) [1500 (500-2500)| 400 (200-1500)
Continuousl P (mm) 0.3 (0.03-0.5) | 2.0(1.0-5.0)
f (mm/rev) 0.1 (0.05-0.2) 0.3 (0.2-0.5)
Ie (mm) 04 08 [ @ : Stocked items. |
For other machining types, see “Selection System”
~ 2-16~
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STREAMIETS AR S-type

Positive rake / Screw-on system

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

Blind hole boring

*‘\;@ g g
ElT L ]7

0t et D |
e ——

Cutting edge style F
Right hand (R) shown.

I Steel Shank

Stock| Min Dimensions (mm) o8 | Applicabl Parts TefGEIE
Toolhol . No. bore.dia. r PRUCAE a
eelliellits G N R|L|@Dm |@Ds| f L1 | L2 h f2 6 a ra(;l_:us inserts  |cjamping screw, Wrench|  (N-m)
AO8H-STFPR/L09-D100 ® @ 10 8 |55(100| 16 | 7.5 | 0.7 | +5° | -8 | 0.4 | TPOO0902* | CSTB-2. T-7F 0.9
A10K-STFPR/L1102-D120 (@ (@ | 12 10 | 6.5 |125| 20 9 |07 ]|+5 | -6°| 0.4 | TPOO1102* | CSTB-2. 1.2
A10K-STFPR/L1103-D120 12 10 | 6.5 [125]| 20 9 |07 |+5| -7 | 0.4 | TPOO1103* CST& 1.4
A12M-STFPR/L1102-D140 @ (@ | 14 12 7 |150( 24 | 11 | 0.6 | +5° | -4° | 0.4 | TPOO1102* [, CS T-8F 1.2
A12M-STFPR/L1103-D140 14 [12 [ 7 [150[ 24 [ 11 [06[+5] -4 [0.4 v
5 S TPOO1103* -3S | T-9F 1.4
A16Q-STFPR/L1103-D180 18 16 9 |180| 32 | 15 (0.7 | +5° | -2° | 0.4 9
%) A16Q-STFPR/L13-D180 ® @ 18 16 9 (180 32 |15 |07 | +5°| -2° | 0.4 PO Q&TB—SS T-F 14
% A20R-STFPR/L13-D220 (] 22 20 | 11 |200| 36 | 18 | 0.8 | +5° | -2° | 0.4 CSTB-3 ’
° A25S-STFPR/L16-D270 () 27 | 25 (135|250| 45 | 23 | 0.6 | +5° | -1° | 0.4 TP T13*| CSTB-4M |T-15F| 3.0
L R
g 0 Carbide Shank
= Stock |, Min Dimensions (mm) Aopli Parts
< bore.dia. r pplicable Torque
g Toolholder Cat. No. RIL %'Bn,']a oDs| f L1 | Lo h : inserts  |Clamping screw| Wrench| (N-m)
_gi) E08K-STFPR/L09-D100 ® e 10 8 |55 |125| 22 | 7.5 .4 | TPOOO0902* | CSTB-2.2S | T-7F 0.9
£ E10M-STFPR/L1102-D120 (@ @ | 12 10 | 6.5 [ 150 | 25 9 0.4 | TPOO1102* | CSTB-2.5B | T-8F 1.2
g E10M-STFPR/L1103-D120 12 10 | 6.5 [150| 25 9 0.4 | TPOO1103* |CSTB-3L050| T-9F 1.4
= E12Q-STFPR/L1102-D140 @ @ | 14 12 7 |180| 27 0.4 | TPOO1102* | CSTB-2.5 | T-8F 1.2
E12Q-STFPR/L1103-D140 14 12 7 |180| 27 0.4
TPOO1103* | CSTB-3S - .
E16R-STFPR/L1103-D180 18 16 9 [200| 32 0.4 T-9F 14
E16R-STFPR/L13-D180 o 18 16 9 |[200 0.4 CSTB-3S
TP 1 * - .
E20S-STFPR/L13-D220 [ J 22 20 | 11 |2 3 0.8|+5 | -2°]0.4 01303 CSTB-3 T-9F 14
When using a right or left hand insert, the right hand insert (R) is us@@hfor left hand toolholders
(STFPL OO type), and the left hand insert (L) is used for the right ha olders (STFPR OO type).
* Inserts of TPGH, TPGM and TPGA are not applicable.
B Basic Selection Chipbreakers T oo-0o
Operation Zﬁ:ﬁﬁ’g Medium cutting Operation Zﬁgﬁfg Finishing Il|: gllrt]:tszll?t%rgg Medium cutting
Grade NS730 T9125 Grade GH330 AH725 AH725 T6130
Page 2-123 2-128 Page 2-124 2-123 2-125 2-128
01 PSF, PM W15 PSF PSS PM
Chipbreaker A - M Chipbreaker A é ﬁ ‘
Stoel : — Stainloss = - ——
Ve (m/min) | 200 (150-2 (50-180) | 180 (120-250) | 180 (120-250) Ve (m/min) | 120 (100-150) | 120 (50-150) | 120 (50-150) | 120 (70-150)
Cor ap(mm) | 0.5(0.0 03(01-05) | 3.0(0525 | 20(1.030) | |c ap(mm) | 0.5(0.05-2.0) | 0.3(0.1-05 | 1.2(0.3-2.0) | 2.0(1.0-3.0)
f (mm/rev) 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3) f(mm/rev) | 0.1(0.03-0.15) | 0.12(0.08-0.2) | 0.15 (0.08-0.3) | 0.25 (0.07-0.3)
0.4 0.8 0.8 re (mm) 0.4 0.4 0.8 0.8
m:g;'i;:ig%ttt?n 9 Medium cutting Operation 2ﬁgﬁfg Finishing
T5115 T5115 Grade DX140 GH110
2-126 2-128 Page 3-22 2-124
CM No chipbreaker T-DIA W15
a A 'S
. Chipbreaker F Y /ﬁ . Chipbreaker = A
Cast Iron - » P e Non-ferrous r—— -
Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (140-400) Ve (m/min) |1500 (500-2500)| 600 (100-1000)
Cor ap (mm) | 0.3(0.05-0.5) | 1.0(0.05-2.0) | 1.0 (0.05-2.0) Continuous._@P (mm) | 0.5(0.05-1.0) | 1.0(0.5-2.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.2(0.05-0.3) | 0.2(0.05-0.3) f(mm/rev) | 0.1(0.05-0.2) |0.1(0.0.3-0.15)
re (mm) 0.4 0.8 0.8 re (mm) 0.4 0.4
Operation :ﬁg;:lr?; Finishing Operation 2':2":':; Finishing
Grade BX470 BX950 Grade BXM10 BXM20
Page 3-12 3-14 Page 3-12 3-12
T-CBN - T-CBN - T-CBN T-CBN
s Chipbreaker ) ) H Chipbreaker [ L
Superalloys L] » - » Hard
Ve (m/min) | 200 (100-280) | 200 (70-300) Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap (mm) | 0.1(0.05-05) | 0.3(0.1-0.5) Continuous|@P(mm) | 0.1(0.05-0.3) | 0.2(0.05-0.3)
f (mm/rev) 0.1 (0.05-0.3) | 0.1(0.05-0.3) f(mm/rev) | 0.1 (0.03-0.18) | 0.1 (0.05-0.25)
Iz (mm) 04 04 re (mm) 04 0.4 [ @ : Stocked items. |

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

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

e

Boring
QOil Hole
g
— Lo ‘ L4
. 9@
Cutting edge style U Right hand (R) shown.
I Steel Shank
Stock| Min Dimensions (mm) ot | Applicable Parts Torque
Toolholder Cat. No. o bggcr’:- oDs| f | L1 12| h | fa] @] a |@| insernts |Clamping screw|wrench (Ngm)
@DA07G-STUPR/LO7-D0S0 | @ (@] 8 7 | 4 [ 90| 12 |6.75] 0.4 | +5° |-10°| 0.4 [TPODO701 T- 0.9
AOSH-STUPR/LO7-D0S0 |® |®@| 8 8 | 4 [100[195| 75| 05| +5° |-10°| 0.4 | TPOOO701 0.9
AO8H-STUPR/L09-D100 |@|®| 10 | 8 [55[100] 16 | 75| 0.6 | +5° | -8 | 0.4 | TPODO0902* 0.9
A10F-STUPR/L1102-D120 | ® 12 |10 [65/80 [20[ 9 [14]+5[-6 |04 [ .0 1o
A10K-STUPR/L1102-D120 (@ |®| 12 |10 |65 [125| 20| 9 [07 | +5 | -6°| 0.4 :
A10K-STUPR/L1103-D120 |@|@] 12 |10 |65 (125 20 | 9 [ 0.6 | +5° |-10°| 0.4 [TPOO1103* 1.4
A12H-STUPR/L1102-D140 | ® 14 [12] 7 [100] 24 [ 11 |09 | +5 | -4° | 0.4
A12M-STUPR/L1102-D140 | @ |®| 14 | 12 | 7 |150| 24 | 11 |07 | +5° | 4 |04 | 'O @cSre-258 1.2 JC_>|)
A12M-STUPR/L1103-D140 |@ [@| 14 |12 | 7 [150] 24 [ 11 [ 06| +5 | -6° | 0.4 3* |CSTB-3L050| T-OF | 1.4 =
A12H-STUPR/L1102-D160 | ® 16 |12 ] 9 [100| 24 [ 11 |06 | +5 | -3 | 04 i T
A12M-STUPR/L1102-D160 (@ |[®| 16 | 12 | 9 |[150| 24 | 11 |06 | +5° | -3° 1102 | CSTB-2.58 | T-8F | 1.2 g
A16K-STUPR/L13-D180 | @ 18 |16 ] 9 [125| 32 ] 15 | 0.9 | +5° TPOO1303" | CSTB-3S | T-9F | 1.4 .
A16Q-STUPR/L1103-D180 |@ [@| 18 [ 16 | 9 [180| 32 | 15 [ 0.8 TPOO1103* | CSTB-3S | T-9F | 1.4 8
A16Q-STUPR/L13-D180 |®@|®| 18 |16 | 9 [180] 32 | 15 | 0.6 4 |TPOO1303* | CSTB-3S | T-9F | 1.4 3
A16K-STUPR/L13-D200 | ® 20 |16 | 11 [125] 32 | 15 04 | 1303t g
A16Q-STUPR/L13-D200 |®|®| 20 | 16 | 11 [180] 32 | 15 0.4 CSTB-3S | T-9F | 1.4 3
A20R-STUPR/L1103-D220 |@ @] 22 | 20 | 11 [200] 36 | 1 0.4 |TPOO1103*
A20R-STUPR/L13-D220 |®|®| 22 | 20 | 11 |200]| 36 +5° | -2° | 0.4 |[TPOO1303* | CSTB-3 | T-9F | 1.4
A25S-STUPR/L16-D270 e|®| 27 | 25 [135|250] 45 5| +5° | -1° | 0.8 .
A32T-STUPR/L16-D340 ®|®| 34 |32 17 |300 07 [ +5 | O |08 | "OO16T3" | CSTB-4M | T-15F| 3.0
I Carbide Shank
Stock| Min sions (mm Std. ; Parts
Tooholder Cat. No. [ 27 pofedia SRR RRC o R | et s i i
@DEO7H-STUPR/LO7-D080 |@ | ® 00| 14 [6.75] 0.3 | +5° [ -10°| 0.4 |TPOO0701 |csTe-2.2L038] T-7F | 0.9
E08G-STUPR/L07-D0S0 | ® 0 |445]75] 05| +5 |-10°] 0.4
E0S8K-STUPR/L0O7-D0S0 |® | @ 125 [445| 7.5 | 05 | +5 |10°| 0.4 | T DH0701 josTe-22038) T-7F | 0.9
E08G-STUPR/L09-D100 | @ 55|90 22| 7 |06 |+5]| -8 |04 i
EOSK-STUPR/L09-D100 |® | ® 55125 22 | 7 |06 | +5 | -8 |04 | TH00902" cSTB221038) T-7F | 0.9
E10F-STUPR/L1102-D120 | @ 106580 |25 9 [05]+5]-6°]04
E10H-STUPR/L1102-D120 | ® 10 [65[100| 25 | 9 |06 | +5°| -6° | 0.4 |TPOO1102* |CSTB-2.5S| T-8F | 1.2
E10M-STUPR/L1102-D120 12 [10]65[150| 25 | 9 |06 | +5 | -6° | 0.4
E10M-STUPR/L1103-D1 12 |10 [65]150] 25 | 9 | 0.7 | +5° | -10°| 0.4 |[TPOO1103* [CSTB-3L050| T-9F | 1.4
E12G-STUPR/L1102-D 14 [12] 7 [o0 |27 11 09| +5]| -4 |04 CSTB-25S| T-8F | 1.2
E12J-STUPR/L110 ° 14 [12 [ 7 [110] 27 [ 11 ]06]|+5 [ -4 [04[TPOO102" | o ol rac | 4o
o®| 14 |12 | 7 |180| 27 [ 11 [06]|+5°| -4 | 0.4 '
e/®| 14 |12 | 7 |180]| 27 | 11 [ 07| +5°| -6° | 0.4 |TPOO1103* |CSTB-3L050| T-9F | 1.4
° 16 |12 9 |90 |27 |11 o6 |+5 ]| -3 |04
E12J-STUPR/L1102-D160 | ® 16 | 12| 9 [110] 27 | 11 |06 | +5° | -3° | 0.4 |TPOO1102* |CSTB-2.5B| T-8F | 1.2
E12Q-STUPR/L1102-D160 |@|@| 16 | 12 | 9 [180| 27 | 11 [06 | +5 | -3 | 0.4
E16H-STUPR/L13-D180 | @ 18 | 16 | 9 [100]| 32 | 15 |09 | +5° | -3° | 0.4 [TPOO1303* | CSTB-3S | T-9F | 1.4
E16R-STUPR/L1103-D180 |®@ |®| 18 | 16 | 9 [200]| 32 | 15 | 0.8 | +5°| -4 | 0.4 |TPOO1103* | CSTB-3S | T-9F | 1.4
E16L-STUPR/L13-D180 ° 18 |16 | 9 [130| 32 |15 |06 | +5 | -3° | 0.4
E16R-STUPR/L13-D180 |@|®| 18 | 16 | 9 |200] 32 [ 15 (06| +5 | -3 | 0.4
E16H-STUPR/L13-D200 | @ 20 [ 16 | 11 [100] 32 [ 15 [ 0.6 | +5° | -3° | 0.4 | TPOO1303* | CSTB-3S | T-9F | 1.4
E16L-STUPR/L13-D200 ° 20 | 16 | 11 [130] 32 [ 15 |06 | +5 | -3 | 0.4
E16R-STUPR/L13-D200 |@|®| 20 | 16 | 11 |200| 32 | 15 (06| +5° | -3 | 0.4
E20S-STUPR/L1103-D220 | @ 22 [ 20 |11 |[250] 36 | 18 | 0.7 | +5° | -2 | 0.4 |[TPOO1103* | CSTB-3S | T-9F | 1.4
E20S-STUPR/L13-D220 ° 22 [ 20 [ 11 |250] 36 | 18 | 0.6 | +5° | -2 | 0.4 |[TPOO1303* | CSTB-3 | T-9F | 1.4
E25T-STUPR/L16-D270 ° 27 | 25 [135|300] 45 | 23 | 05| +5° | -1° | 0.8 |[TPOO16T3* | CSTB-4M |T-15F| 3.0

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

[ @ : Stocked items. |

N o o




STREAMIETSAR S-type Positive rake / Screw-on system

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

Boring & internal profiling

Cutting edge style F

Right hand (R) shown.

I Steel Shank

Stock| Min Dimensions (mm) ol | Aoplicabl Parts ToGUE
bore.dia. . pplicable q
Toolholder Cat. No. L %’E"‘]ﬂ oDs| f | L1l L2 h 7 0 a 'aﬁs'us inserts  |Clamping screw| Wrench| (N-m)

R
A12M-SVQBR/L11-D170 | @
A16Q-SVQBR/L11-D215 | @

[
[

A20R-SVQBR/L11-D255
A25S-SVQBR/L16-D305

17 | 12 |{10.5/150| 24 | 11 | 45| -5° |-10°| 0.4
215 |16 | 13 |180| 30 | 15| 5 | -5 | -8° | 0.4 | vBOO1103 CSTli- gF 1.2
T

o

o

@®| 255 | 20| 15 (20036 |18 | 5 | -5 | -6° | 0.4

(] .5 |T-15F| 3.0

30.5 | 25 [17.5|/250| 45 | 23 | 5 | -5 | -8 | 0.8 VBDD1604V

I Carbide Shank 4
Stock | Min Dimensions (mm) comer 9‘ Parts Torque
bore.dia. i .
Toolholder Cat. No. RIL %an;a oDs| f | Li | La| h | 2| @ @ faléslus n (Clamping screw| Wrench| (N-m)

17 | 12 |{10.5/180| 27 | 11 | 45| -5° |-10°| 0.4
215 |16 | 13 |200| 32 | 15 | 5
E20S-SVQBR/L11-D255 255 | 20 | 15 |250| 36 | 18 | 5
E25T-SVQBR/L16-D305 30.5 | 25 |17.5/300| 45 | 23 | 5

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolh:
(SVQBL type), and the left hand insert (L) is used for the right hand toolholders (SVQBR

E12Q-SVQBR/L11-D170
E16R-SVQBR/L11-D215

vBOO1103 | CSTB-2.5 | T-8F 1.2

vBOO1604 | CSTB-3.5 | T-15F| 3.0

[0
P
[0}
i)
(]
<
8
'_
T
«
p-
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o
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2
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Positive rake / Screw-on system

Shank dia. Steel Carbide
216~25 mm Shank | | Shank

Clamping screw

STREAMIETSAR S-type

L4
Carbide Shank style

I Steel Shank Right hand (R) shown.
ock| Min. Dimensions (mm) ool | Aoplicabl Parts Torque
bore.dia. r pplicable q
Toolholder Cat. RIL %"En;a oDs| f L1 Lo h fo 9 a ra?slus inserts  [Clamping screw| Wrench| (N-m)
0 @ @® 20 16 |15.5/180| 35 | 15 8 0| -8 1|04
vBOO1103 -2. - .
250 @ @ 25 20 |17.5/200| 40 | 19 8 0| -71]04 CSTB-2.5| T-8F 12
6-D320 @ |@®| 32 25 |20.5|250| 50 | 23 | 85| 0" | -6° | 0.8 | vBOO1604 | CSTB-3.5 | T-15F| 3.0
I Carbide Shank
Stock| Min. Dimensions (mm) ool | Aoplicabl Parts Torque
bore.dia. " pplicable q
Toolholder Cat. No. RIL %rgn‘lla @Ds| f L1 ] Lo A fo 0 a ragelus inserts  [Clamping screw| Wrench| (N-m)
E16R-SVUBR/L11-D245 @ |@®| 245 | 16 | 16 |200| - 15| 8 0| -8 1|04
VBOO1103 TB-2.5 | T-8F 1.2
E20S-SVUBR/L11-D285 @ (@| 28.5 | 20 | 18 |250| - 19| 8 0| -71]04 CS 5 8
E25T-SVUBR/L16-D340 @ @ | 34 25 |21 |3800| - 23 85| 0° | -6° | 0.8 | vBOO1604 | CSTB-3.5 |T-15F| 3.0

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

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

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

Internal retracting

2.
/s
s

Cutting edge style Z Right hand (R) shown.

I Steel Shank

Stock |, M. Dimensions (mm) cﬁﬁﬁ'er Applicable Parts Torque
Toolholder Cat. No. RIL|@Dm|@Ds| f | L1 | L2 | La| h | f2] @ & ra‘;ﬁ'us inserts  [Glamping screw| Wrench | (N-m)
A16Q-SVZBR/L11-D200 @ @ | 20 | 16 |15.5/180| 35 [12.5| 15 8 0" |-8]04
vBOO1103 T -8F| 1.2
A20R-SVZBR/L11-D250 @ |@| 25 | 20 |17.5|/200| 40 [12.5| 18 8 0° | -77]04 S ‘ 8
A25S-SVZBR/L16-D32 2 | 2 24 |2 17.5| 2 12 ° | -6 . .
5S-S /L16-D320 @ | @ | 3 5 50 | 50 5| 23 0° 60 0.8 VBODO 1604 T-156| 3.0
A32T-SVZBR/L16-D400 @ |@| 40 | 32 |27.5/300| 72 |17.5/ 30 | 12 | 0" | -5 | 0.8 .
When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SVZBR type), and the left hand insert (L) is used for the left hand toolholders (SVZBL type).hh ‘”

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

Min. bore dia. Shank glia.
SVJBR/L R
Internal sphere cutting - .ﬁ
Oil Hole

SJ19P|0Y|00] [eulsiu] OVL

Cutting edge style J 0 Right hand (R) shown.

I Steel Shank
Stock | Min. Dimensions (mm) S| Applicable Parts Tor

bore.dia. Gy : que
Toolholder Cat. No. RIL| obm | @ 1 Lo h fo 0 a ra(;':s inserts Clamping screw| Wrench | (N-m)

A20R-SVJBR/L11-D250 @ |®@| 25 2 |200| 40 | 18 - -5° | -5° | 0.4

vBOO1103 | CSTB-2.5 | T-8F 1.2

A25S-SVJBR/L11-D300 (@ | @ 0 351|250 50 | 23 - -5° | -5° | 0.4

When using a right or left hand insert, t hand insert (R) is used for the left hand toolholders How to use SVJC(B)R/L-type tools (= 5-24

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

I Basic Selection eakers vBOO110300-00
Operation 7 Finishing m:g}:fr:";ﬂé?n g Medium cutting Operation Ff’l';ﬁ:ﬁ'ﬁ; Finishing ||I: é’;:ts 2:}%:9’
AH725 T9115 T9125 Grade J740 AHT725 AHT725
2-133 2-133 2-133 Page 2-134 2-133 2-133
PSF PS PSS FR/L-J10 PSF PSS
- - M Chipbreaker -‘.. @ @
Steel Stainless Sharp edges
Ve (m/min) | 120 (50-180) | 120 (50-180) | 220 (150-300) | 180 (120-150) Ve (m/min) 50 (10-100) 120 (50-150) | 120 (50-150)
Cont ap (mm) 1.5(0.1-3.0) | 0.3(0.1-0.5) 15(05-25) | 1.5(0.58.0) | |cons ap (mm) 1.0(0.5-2.0) | 0.3(0.1-0.5 | 1.2(0.3-2.0)
f (mm/rev) | 0.06 (0.02-0.1) | 0.12 (0.08-0.2) | 0.15 (0.08-0.3) | 0.15 (0.08-0.3) f (mm/rev) |0.03 (0.01-0.05)| 0.12(0.08-0.2) | 0.15 (0.08-0.3)
re (mm) 0.2 0.4 0.4 0.8 re (mm) 0.2 0.4 0.8
5 Precision N Finishing to : Precision S
Operation finishing Finishing medium cutting Operation finishing Finishing
Grade BX930 TH10 T5115 Grade BXM10 BXM20
Page 3-14 2-134 2-133 Page 3-13 3-13
T-CBN J10 CM T-CBN T-CBN
. Chipbreaker * * [= H Chipbreaker = .n- -
Cast Iron Maﬁ:#;ls
Ve (m/min) | 700 (300-1200) 70 (30-100) 270 (140-400) Ve (m/min) | 200 (150-350) | 150 (70-220)
Conti ap (mm) | 0.3(0.05-0.5) [ 1.0(0.5-2.0) | 1.0(0.05-2.0) Continuousl_@P (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) |0.03(0.01-0.05) 0.2 (0.05-0.3) f(mm/rev) | 0.1(0.03-0.18) [ 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 re (mm; 0.4 0.4
For other machining types, see “Selection System” ‘ ® - Stocked items ‘
~ 2-16~

<R N> s




Positive rake / Screw-on system

Min. bore dia. Shank dia. Steel| |carbide
{613.5 mm—J [Q10~40 mm] Shank

h ‘

STREAMIETS AR S-type

SVQCR/L ®

Boring & internal profiling

|, |
. Q 0 {\/ | |
Cutting edge style Right hand (R) shown.
I Steel Shank
Stock|,Min. Dimensions (mm) ool | Aoplicabl Parts TolfGE
bore.dia. r pplicable q
Toolholder Cat. No. RIL &'En_']a oDs| f G || iz h fo 0 a ra?alus inserts  |Clamping screw| Wrench| (N-m)
A10K-SVQCR/L08-D135 @ |@®| 135 | 10 | 8 |125| 20 | 9 3 | -5 | -8 | 0.4 | vCOO0802 | CSTB- 0.6
A16Q-SVQCR/L11-D215 @ |@| 215 | 16 | 13 [180| 30 | 15 |49 | -5 | -8 | 0.4 | vCOO1103 |CSTB- 1.2
A25S-SVQCR/L16-D320 32 25|17 |250| 45 | 23 |45 | 0" | -5 | 0.8
A32T-SVQCR/L16-D400 40 32 | 22 |300| 50 | 23 | 6 0" | -3° | 0.8 | vCcOO1604 TB:;3.5|T-15F| 3.0
A40U-SVQCR/L16-D500 50 40 | 27 |350| 60 | 23 | 7 0 |-1]08 q
£ 1 Carbide Shank *
ie} Stock| Min Dimensions (mm) il ; Parts i
o bore.dia. corne P le orque
8 Toolholder Cat. No. RIL %"Bn': oDs| f | L1 | La| h | 2] 0] a ra?elu rts  [Clamping screw] Wrench| (N-m)
§ E10M-SVQCR/L08-D135 @ |@®| 135 | 10 | 8 |150| 25 | 9 3 |-5]|-8 4 | vCOOoso2 | CSTB-2L | T-6F 0.6
= E16R-SVQCR/L11-D215 (@ |@| 215 | 16 | 13 |200| 32 | 15 | 4.9 | -5° | -8; vcOo1103 |CSTB-2.5| T-8F 1.2
c When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
Qo (SVQCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVQCR O
C
2
F STREAMIETSAR S-type Positive rake / Screw-on system
i Shank dia. )
- Steel| |Carbide
SVUCR/L LY EB|E5
Boring & internal profiling 0 g
ODm Lo Oil Hole
Jp—r
o
' = L1
’ ! | L
6 Carbide Shank style
Cutting e
I Steel Shank Right hand (R) shown.
Min_ Dimensions (mm) oo | Aoplicabl Parts e
bore.dia, r pplicable q
Toolholder Cat. No L %'B n_"a oDs| f L1 | Lo h fo 0 a ra?slus inserts  |Clamping screw| Wrench | (N-m)
A12M-SVUCR/L! ® ® 16 12 | 11 |150| 30 | 11 | 55| 0° | -8 | 0.4 | vCOOO0802 | CSTB-2L | T-6F 0.6
A25S-SVU -D320 @ | @®| 32 25|19 |250| 45 | 23 |65 | 0" | -5 | 0.8 CSTB-3.5
A32T-SVUC 400 40 32 | 22 |300| 50 | 30 | 6 0" | -8° | 0.8 | vCcOO1604 CSTB-3.5L T-15F| 8.0
A40U-SVU 16-D500 50 40 | 27 |350| 60 | 37 | 7 0 |-1]08 )
I Carbide Shank
Stock| Min_ Dimensions (mm) o | Aoplicabl Parts TaGIE
bore.dia. r pplicable q
Toolholder Cat. No. R|L 3r5n;a ODs| f | L1 | L2 | h fo ¢] a ra?elus inserts  |Clamping screw| Wrench | (N-m)
E12Q-SVUCR/L08-D180 @ (@ | 18 12 |11.5(180| - 11| 55| 0° | -8 | 0.4 | vCOOO0802 | CSTB-2L | T-6F 0.6
E25T-SVUCR/L16-D320 @ |@| 32 25 | 19 |300| - 23 | 6.5 | 0° | -5° | 0.8 | vcOO1604 | CSTB-3.5 | T-15F| 3.0
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVUCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVUCR OO type).
| @ : Stocked items. |
5_2 4 Features Relating j i ,
(5-6) pages



STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia.
SV/ZCR/L 516 ) 012 m |

Internal retracting ODm Lo

ODs

Cutting edge style Z
Right hand (R) shown.

I Steel Shank

in ; q Std. .
Toolholder Cat. No Stock|, e Dimensions (mm) corner| Applicable Parts Torque
T R|(L|@Dm|@Ds| f | L1 | L2 | L3 | h f2 6 a ratrislus inserts  [Clamping screw| Wrench| (N-m)
A12M-SVZCR/L08-D160 |@ |@| 16 | 12 | 11 |150| 30 | 10 | 11 |55 | 0" | -8° | 0.4 | vCOO0802 | CSTBRL |4-6F | 0.6
When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SVZCR OO type), and the left hand insert (L) is used for the left hand toolholders (SVZCL OO type). &

STREAMIETBAR S-type Positive r Screw-on system

Min. bore dia. Shank dia. ‘ Steel j_>'
216 mm~| | 812~16 m Shank O
=]
@
E @Dm h
Internal sphere cutting o ‘ ‘ o
Qil Hole P~
o
- o
3
i a
a (0]
»
Cutting edge style o Right hand (R) shown.
I Steel Shank
Stock | Min imefsions (mm) Std. . Parts
bore.dia. corner | Applicable Torque
Toolholder Cat. No. RIL @an‘ oDs| f L A h fo 0 a ra?;us inserts Clamping screw| Wrench | (N-m)
A12M-SVJCR/L08-D160 @ |@| 16 12 150 | 28 | 11 - -5° | -5° | 0.4
vcOOooso2 | CSTB-2L | T-6F 0.6
A16Q-SVJCR/L08-D200 @ |®| 20 16 0| 35| 15 - -5° | -5° 04
When using a right or left hand insert, the right hand i is Bised for the left hand toolholders How to use SVJC(B)R/L-type tools «_5-24
(SVJCL OO type), and the left hand insert (L) is use heright hand toolholders (SVJCR OO type).

I Basic Selection Chipbr&s vcOoooso200-00

: Finishing to : Finishing to
Operation medium cutti Operation medium cutting
Grade Grade AH725
Page 2- Page 2-135

PSF

M Chipbreaker @

Stainless

Chipbreaker

(50-180) Ve (m/min) | 120 (50-150)

Cor ap (m 0.3 (0.1-0.5) Conti ap (mm) 0.3 (0.1-0.5)
f (mm, 0.12(0.08-0.2) f(mm/rev) | 0.12(0.08-0.2)
re (mm) 0.4 re (mm) 0.4

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

B General machining information R(D/2)

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

The maximum machinable depth of the bore is within

the L, size of the tool.

B Cautionary points V

To avoid insert breakage the tool point should not overrun To avoid burr, the depth of cb‘l&oe within the

the bore center. corner radius. 0

Less than corner radius

B Machining examples

Machining of internal sphere Machining of the bottom face of a bore
Work material : S45C Work material : S45C

Toolholder : A12M-SVJCRO 6 Toolholder : A12M-SVJCR08-D160

Insert : VCMT080204-PF 730) Insert : VCMT080204-PSF (T9115)
Cutting speed: Vc = ~ 100 in Cutting speed : Vc =~ 100 m/min

No of revs.  :n =3000 onstant) No of revs. :n = 3000 min-1 (constant)

Feed :f=0.1 Feed :f=0.1 mm/rev

Depth of cut :ap =0: : f=0.05 mm/rev (only for plunging)

Depth of cut :ap=0.5mm

N\

ap

20 mm
|[————>

16 mm

Machining from a Machining from a pre- Machining from a solid Machining from a pre-
solid workpiece drilled bore workpiece drilled bore
sales@jnterui.com



STREAMIETSAR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. Steel| [carbide
SWUBR/L o) L5 8 m |
Boring .ﬁ

- h Oil Hole

*Straight shank
Style

Cutting edge style u

I Steel Shank Right hand (R) shown.
Stock|_ Min. Dimensions (mm) S| Applicable Parts Tari
bore.dia. corner > que
Ueslielidtr an b, R|L %an!]a @Ds| f L1 L2 h fo 7] a ra;izlus inserts Clamping screw| Wrench | (N-m)
JrA05F-SWUBR/L03-D060 | @ |@| 6 5 3 |8 | 9 |48 -13°
J*A06G-SWUBR/L03-D070( @ |@| 7 6 |35]90 | 11 |5.75] - 0° |-12°| 0.4 | wBODOO0301 | CSTB- gF 0.6
Jr*A07G-SWUBR/L03-D080 (@ |®@| 8 7 4 |90 | 12 |6.75 -11°
A08H-SWUBRO03-D060 [ ) 6 8 [31(100| 18 | 7.5 | - 0° [-12°]| 0.4 WBOO03071 > | T-6F 06
A08H-SWUBRO03-D070 [ ) 7 8 [36|100| 20 |7.5| - 0° [-12°]| 0.4 V :
I Carbide Shank Qﬂ =
Stock | Min Dimensions (mm) a Parts Tor: O
bore.di corner que hid
Toolholder Cat. No. RTL %rgn;a el T L L h Py ) a rad|u50 Clamping screw| Wrench | (N-m) %
@EOSG-SWUBRILOS-DOGO o ® 6 5 3 |90 | 10 | 4.8 -13° 3
®E06H-SWUBR/L03-D070 e 7 6 |3.5(100| 12 |5.75 WBOO0301 | CSTB-2 | T-6F 0.6 %
®E07H-SWUBR/L03-D080 ® @ 3 7 4 |100| 14 |6.75 8
E08K-SWUBR03-D060 | @ 6 8 |[3.1]125|30 |75 =
WBOO0301 TB-2 | T-6F 0.6 o
EO8K-SWUBR03-D070 (@ 7 8 |3.6[125| 40 | 7.5 cs o
2

When using a right or left hand insert, the right hand insert (R) is used for the left hand to0lh

(SWUBL OO type), and the left hand insert (L) is used for the right hand toolholders (SWUBR type)
I Basic Selection Chipbreakers wsmomooso1o
Operation Finishing Operation Operation Finishing Operation Finishing
Grade SH730 Grade Grade TH10 Grade GH110
Page 2-132 Page Page 2-132 Page 2-132
W08 W08 W08
. Chipbreaker & M Chipbreak . Chipbreaker b . Chipbreaker b
-]
Steel Stainless Cast Iron g Non-ferrous
Ve (m/min) | 100 (50-150) i 100 (30-150) Ve (m/min) 70 (30-100) Ve (m/min) | 600 (100-1000)
Conti ap (mm) | 0.5(0.05-1.0) | |continuous 0.5(0.05-1.0) | |continuousl_@P.(mm) | 0.5(0.05-2.0) | |continuous. P (MmM) 1.0 (0.5-2.0)
f(mm/rev) | 0.06 (0.02-0.1) 0.06 (0.02-0.1) f(mm/rev) | 0.1(0.03-0.2) f (mm/rev) 0.1 (0.03-0.2)
re (mm) 0.2 0.2 re (mm) 0.4 re (mm) 0.2

[ @ : Stocked items. |
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TAC Internal Toolholders

STREAMIETSBAR S-type Positive rake / Screw-on system

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

Fan
Cutting edge style Z 0 T T - - ’%W
Right hand (R) sh .
I Steel Shank ‘gt hand () shown
Stock | Min. Dimensions (mm) oo | Applicabl Parts Tor
bore.dia. r pplicable que
Toolholder Cat. No. RIL | obmloDs| f 1 L1 | L2l h ] f] @ a 'aﬂs'us inserts  Clamping screw| Wrench | (N-m)
04F-SEZPR/L03-D055 @ @ | 5.5 4 |32|80 | 4 |38 -8°
12| O 0.2 | EPOOO03X1 TA-1 T 0.6
@‘-\05F-SEZPR/LO3-D065 ® ® 65 5 [387|80| 5 |48 -6° cs ‘F
I Carbide Shank
Stock| Min Dimensions (mm) JEH bl Parts Torque
bore.d r pplicable q
Toolholder Cat. No. RIL g?)n:a oDs| f L1 Lo h fo 9 a ra?elus inserts ping screw| Wrench | (N-m)
ME04G-SEZPR/L03-D055 (@ |@| 55 | 4 |32|90 | 5 |38 -8 @
12| O 0.2 CSTA-1.6 | T-6F 0.6
05G-SEZPR/L03-D065 @ @ | 6.5 5 [37]9 | 6 |48 -6°
When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SEZPR OO type), and the left hand insert (L) is used for the left hand toolholders (SEZPL OO type). \
STREAMIETSBAR S-type °Positive rake / Screw-on system
- i Steel| |carbide
b Shank Shank
Boring & internal facing ODm h <]
. QOil Hole
~Ae
a
Cutting edge style X ‘ .style
[ | Steel Shank Right hand (R) shown.
Sto in. Dimensions (mm) o4 | Aoplicabl Parts Tt
dia, r pplicable que
Toolholder Cat. No. RIL @Ds| f L1 | L2 h fo 0 a ra(rizlus inserts  |Clamping screw| Wrench | (N-m)
@)*A04F-SEXPR/L03-D045 45 | 4 |23[80 | 8 |38 - | 0" [-15°]0.2
EPOOO03X1 | CSTA-1.6 | T-6F 0.6
@*AO4F-SEXPR/ L03-D050 5 4 |25|80 | 8 |38 - 0" |-18°| 0.2
@*AOSF-SEXPRILO4-D ® 55 5 |275/80 | 9 |48 - 0° |-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
@*AOGG-SEXPR/LO e 7 6 |36|90 | 11 |5.75| - 0° [-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
AO8H-SEXPR ® ® 55 8 |2.75|100| 16 | 7.5 | - 0° [-12°| 0.4 0.6
EPOOO401 | CSTB-2 | T-6F
AO08H-SEX o0 7 8 |36|100| 20 | 75| - 0° [-12°]| 0.4 0.6
I Carbide
Stock |, Min. Dimensions (mm) o4 | Aoplicabl Parts Tor
bore.dia. r pplicable que
Toolholder Cat. No. R|L| @pm |@Ds| f L1 | Lo h fo 0 a 'aﬁ'z'“s inserts Clamping screw|Wrench | (N-m)
@ *E04G-SEXPR/L03-D045 @ (@ | 45 4 23|90 | 9 |38 - 0" |-15°| 0.2
EPOOO03X1 TA-1.6 | T-6F 0.6
@ *E04G-SEXPR/L03-D050 @ (@| 5 4 25|90 | 9 |38 - 0" |-18°| 0.2 cs
@ *E05G-SEXPR/L04-D055 @ (@ | 55 5 12,75/ 90 | 10 | 4.8 | - 0° [-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
@ *EO6H-SEXPR/L04-D070 @ (@ | 7 6 |3.6[100| 12 [5.75| - 0" |-12°| 0.4 | EPOO0401 | CSTB-2 | T-6F 0.6
EO8K-SEXPR/L04-D055 @ @ | 5.5 8 |2.75|125| 28 | 75| - 0" |-12°| 0.4 0.6
EPOOO401 | CSTB-2 | T-6F
EO8K-SEXPR/L04-D070 @ |®@| 7 8 |36|125|40 | 75| - 0" |-12°| 0.4 0.6

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

[ @ : Stocked items. |

{ Feat Relati ales@
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I Basic Selection Chipbreakers epomo40100-00

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

Sleeves

SJ19P|0Y|00] [eulsiu] OVL

[ @ : Stocked items. |

D> N>
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STREAMIETS AR S-type Positive rake / Screw-on system

Min. bore dia. Shank dia. arbide
SYQBR/L B (570 (o2 6 m
Internal undercut & profiling  ODn , .ﬁ
o Qil Hole
> I F D
* ‘ €]

N ©. -
‘. Lo ?
L+
Cutting edge style Q
Right hand (R) shown.
I Steel Shank gnthand ()
Stock | Min Dimensions (mm) o | Applicabl Parts TetEE
IIJUIU-d. . i Pp Ica e q
Toolholder Cat. No. RILI @b loDs] f (L1 |2l h | 2] 6] a radus| inserts  |Clamping screv\{ Wrench | (N-m)
A12M-SYQBR/L11-D170 | @ |@| 17 12 |10.5|/150| 24 | 11 | 45| -5° | -10°| 0.4 ?F
ywoOoi11T2 TB- S 0.6
A16Q-SYQBR/L11-D215 @ |@| 21.5 | 16 | 13 |180| 30 | 15 5 -5°| -8 |1 0.4 s

l Carbide Shank

Stock| Min Dimensions (mm) iSid Torque
bore.dia. f
" Toolholder Cat. No. RIL 35 rrlla oDs| f L1 | L2 h f2 ) a ragilus (N-m)
g E12Q-SYQBR/L11-D170 @ @ | 17 12 |10.5|/180| 27 | 11 | 45| -5° | -10°| 0.4 06
° E16R-SYQBR/L11-D215 @ |@®| 215 | 16 | 13 |200| 32 | 15| 5 | -5° | -8° | 0.4 ’
<
S
= "
= STREAMIETBAR S-type \ Positive rake / Screw-on system
C
E Min. bore dia. Steel| | carbide
< 220 mm~ Shank ) { Shank
Q
<
= . . -
Boring & internal profiling . [
©Dm 2 h Qil Hole
| 93° ] o "
. [ \_ .
/ i Q
/i () Y
S
& L1 ‘
. | |
Cutting edge style U
I Steel Shank Right hand (R) shown.
i Dimensions (mm) comer| Applicable Parts Torque

Toolholder Cat. No. Ds f L1 Lo h fo 0 a 'a"fsi”s inserts Clamping screw| Wrench (Nm)

16 [15.5(180| 35 | 15| 8 | 0° | -8 | 0.4 | YwOO11T2 | CSTB-2L | T-6F 0.6

A16Q-SYUBR/L11-D200

I Carbide Shank
tock| Min Dimensions (mm) cg;g-e, Applicabl Parts Torque
bore.dia. r pplicable q
Toolholder Cat. No? RIL %’Bn;a @Ds| f | L1 | L2 ] h f2 0 a ra;‘e'“s inserts  |Glamping screw| Wrench| (N-m)

® ® 20 |12 |135(180| 27 |11 |75| 0" | -8 | 0.4

ywOoi11T2 - - .
® ® 245 |16 | 16 |[200| 32 | 15| 8 | 0" | -8° | 0.4 csTe-2L | T-6F 06

I Basic Selection Chipbreakers ywoo11T200-00

Operation Finishing | Filishing to o
Grade GT730 To125
Page 2-139 2-139
ZF ZM

Chipbreaker | «. » | & >

Steel

Ve (m/min) | 200 (150-300) | 180 (120-250)

ap (mm) 0.5 (0.2-1.0) 1.4 (0.75-2.0)

f(mm/rev) | 0.15(0.08-0.2) | 0.2 (0.1-0.25)
re (mm) 0.4 0.8

[ @ : Stocked items. |

Feat Relati j
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DOMTURN S-type Negative rake / Screw-on system

Min. bore dia. Shank dia. arbide
SWLXR/L B Sz m] (016250 m)

Boring & internal facing h
_ Oil Hole
<

o P n
100 T , %
- @
r 5/ S— L1
Cutting edge style L 6#, 4/ ] -
I Steel shank ‘Hﬁ Right hand (R) shown.
Stock| Mi Dimensions (mm Std. Parts
Cat. No 2K bore e ) S| nsert o —
RIL| opm |eDs| f | L1 | L2 | h |f2 | 6 | a | Fr amping | wrench| (N-m)
A10K-SWLXR/L04-D120 (@ | ®@| 12 | 10| 6 [125/ 20| 9 | - [-10°|-16°| 0.4 Y 2
A12M-SWLXR/L04-D140 (@ | @| 14 |12 | 7 [150| 24 | 11 | - [-10°|-14°| 0.4 |WXGU0403** s 7 | o9
A16Q-SWLXR/L04-D180 (@ | ®@| 18 |16 | 9 [180| 32 | 15| - [-10°|-11°| 0.4 L/R '
A20R-SWLXR/L04-D220 (@ |®| 22 | 20 | 11 |200| 36 | 18 | - |-10°|-10°| 0.4 V
I Carbide shank R g
Cat. No Stock| Min_ Dimensions (mm) cgggér Parts Eer °
: R|L|gpm |oDs| f |L1|L2| h |f2| 6 | a|®RS Clamping - |wrench| (N-m) =
E10M-SWLXR/L04-D120 |@® |®| 12 | 10| 6 |[150{ 25| 9 | - |-10°|-16° & 2
E12Q-SWLXR/L04-D140 ® O 14 12 | 7 [(180]| 27 | 11 - |-10° -1467WXGU0403** sr34-514 | T7F | o9 6'
E16R-SWLXR/L04-D180 |@ |®| 18 |16 | 9 |200| 32 | 15| - 4 L/R ' %
E20S-SWLXR/L04-D220 o0 22 20 [ 11 |250| 36 | 18 | - 0.4 %
@
When using a right or left hand insert, the right hand insert (R) is used for the left hand to »

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

DOMITURN s-type

SDXXR/L

Negative rake / Screw-on system

Shank dia. h
Steel| |Carbide
Qil Hole

Boring & internal profiling

L,

L+

Right hand (R) shown.

Cat ) Stock| Min Dimensions (mm) cﬁﬁﬁér Insert Parts o
R|L|gpm |eDs| £ [ L1 2| n || 8| o |adus Clamping | wrench| (N-m)
® e 13 10 |76 |125| 20 | 9 | 2.6 [-14°|-16°| 0.4
® ® 16 12 | 8.6 |150| 24 | 11 | 2.6 [-14°|-14°| 0.4 |DXGUO703** SR34-514 | T-7F 09
A16Q-SDXXR/L07-D200 ® e 20 16 (10.6|180| 32 | 15 | 2.6 [-13°|-13°| 0.4 L/R )
A20R-SDXXR/L07-D240 o0 24 20 |12.6/200| 36 | 18 | 2.6 |-13°|-12°| 0.4
B Carbide shank
Stock| Mi Dimensions (mm Std. Parts
Cat. No belS i o | nsert g Toraue

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

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

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

WEN> s

SR34-514 | T-7F | 0.9

Sleeves

.lc.tin‘.g (5o69)

pages




DOM‘ll'.URN S-type Negative rake / Screw-on system

(Min. bore dia Shank dia
' : ’ teel| [carbid
SDZXR/L & (5] (1550 m)
@ Internal retracting )
Lo Oil Hole

. 93° n
ﬁ yAN, g
Q
© Lt !
L3 ! of L4
o =y ]
Cutting edge style Z M
Right hand (R) shown.
J] Steel shank ight hand (R) shown
- - - Std.
M
Cat. No Stock boMin. Dimensions (mm) comer| |nsert Clam:):i’r?grts Torque
R|L| gDbm |eDs| f | L1 |L2|L3| h | f2 | 6 a re ot rench | (N-m)
A12M-SDZXR/L07-D140 |% (% | 14 |12 |11|150(30 |13 |11 |4.5|-10°| -14° | 0.4 DXGUO703**
A16Q-SDZXR/L07-D160 |% (% | 16 |16 |13|180|35|13|15|4.5|-10°|-12.5°| 0.4 R/L S -7F | 0.9
A20R-SDZXR/L07-D200 |% (% | 20 |20 |15|200|40 |13 |18 |4.5|-10°|]-10.5°| 0.4
il Carbide shank ﬁV
f ; ; Std.
Cat. No Stock b Dimensions (mm) comer| | X 2 Parts Torque
R|L| gpbm |@Ds| f | L1 |[L2|(L3| h | f2| O a re (N-m)
E12Q-SDZXR/L07-D180 | % | 18 |12 |11[180| - |13 |11 [4.5|-11°| -11° | 0.4 0703"| gr34-514 | T-7F | 0.9

E16R-SDZXR/L07-D220 |% |%| 22 |16 /13 |200| - |13|15[4.5]|-11°] -9° Q R/L

When using a right or left hand insert, the right hand insert (R) is used with the right hand toolholders
(SDZXR07-D**), and the left hand insert (L) is used with the left hand toolholders (SDZXL07-D**).

I Inserts &oo

@ : Stocked items.
% : Available in 2013

wn
p-.
[O)
k)
[©)
<
8
=
©
=
p—
[©)
=
£
2
=

80° Trigon
Chipbreaker Grades . .
Coated Cormet Dimensions (mm)
Application Appearance Cat. No. rm :
- . . . —
(Cross section) GT530 | NS530 I.C. dia. |Thickness|Hole dia. ; a?diues
od s ad1 re
Nevy s | o 0.2
Finishi 6.35 3.18 2.7
inishing [ [ 0.4
(low cutting P ® :
forces)
[ [ [ 0.2
Finishing A 40302L-TS ° [ ° .
to medium GUO040304R-TS [ ) )
cutting o1 *WXGU040304L-TS (] () [ 6.35 3.18 2.7 0.4
' WXGUO040308R-TS [ J () [ 0.8
X WXGU040308L-TS ° o (] )
55° Rhombic
Grades Dimensions (mm)
Application Cat. No Coated sy Cermet
o AH725 | GT530 | NS530 | !-C- dia. [Thickness| Hole dia.| Soyner
od s od1 re
G@ DXGUO070302R-SS [ J () [ J
DXGUO070302L-SS [ J (] [ J 6.35 318 57 0.2
Finishing @ DXGUO070304R-SS ° ° ° : ' : 04
(low cutting *DXGUO070304L-SS () (J [ )
forces) S
35)
- IS 0XGU070302R-TS D D D 0.2
Finishing DXGUO070302L-TS [ J () [ )
; DXGUO070304R-TS [ J () [ J
to medium
cutting 0.1 *DXGUO070304L-TS [ J (] [ J 6.35 3.18 2.7 04
) DXGUO070308R-TS [ J o [ J 0.8
DXGUO070308L-TS [ J o [ J )

Note: Chipbreaker cross-sections are of * marked inserts. i
| @ : Stocked items. |

Feat lati
sz <D




DoMTU=N

Q Standard cutting conditions

SI9P|OY|O0] [eulBiul OV

. . Cutting Speed| Chip- |Depth of cut Feed
Work materials Priority Grades | =,/ (m/min) | breaker | ap (mm) | f(mm/rev)
Low carbon steels . . SS 0.15-1.5 ] 0.05-0.2
SS400, SM490, S25C etc. First choice AH725| 50 ~ 180
(Sta2-1, 81553, G2 of0) TS [03.20 |0.08-03
L For improved B A5 -1. .05 - 0.
2% Sigu gl Sieais > surface finish | NS830| 80250 3975350 [0.08-0.3
etc.
Al | For wear B SS 0.15-1.5 | 0.05-0.2
SCM440, SCr420 etd. S(EleZSCSrMo4, 20Cr4 etc.) resistance GTS30| 80 ~ 300 TS 0.3-2.0 | 0.08-0.3
S04 SUsaTE e
s tc.
(X5CrNi18-9, XSCrNiMo_1_7e—1C 2-2 etc) S 0.15-1 3'05 -02
Stalnlesssslﬂesig(()lf/lgﬁgqilg%te?.d ferritic) First choice AH725| 50 - 150
S S P Koo
ainless steels (Frecipitation haraenin - -
SUS630 etc. (XSCrNFi)CuNb1 6-4 etc.)g TS 3 0.08-03
First choice AH725| 50 ~ 180 ?S 21 65 882 : 82
Grey cast irons For improved 0.15-1.5 | 0.05-0.2
FC250 etc. (GG25 etc.) surface finish | NS930| 80 ~ 250 0.3-2.0 | 0.08-0.3
For wear S 0.15-1.5 ] 0.05-0.2
resistance | GT930| 80 ~ TS | 0.3-2.0 | 0.08-0.3
Firstohoice | AH725| 50 55 015 18 00e-02
Ductile cast irons For improved NS5 o 150 SS 0.15-1.5 | 0.05-0.2
FCD700 etc. (GGG70 etc.) surface finish TS 03-2.0 0.08-0.3
For wear SS 0.15-1.5 | 0.05-0.2
resistance 630 80~180 ™45 1 03-2.0 [ 0.08-0.3
s\
sales@jnterui.com
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STREAMIETS AR P-type Negative rake / Lever-lock system
Min. bore dia. Shank dia.
PCI_N R/I_ [QQO mm~][016~50 mm]

Boring & internal facing _h
Qil Hole

0 S
Cutting edge style L W

Right hand (R) shown.

I Steel Shank

Min i i Std. )
Toolholder Cat. No. :OT ;doiD;:l ODs| f Dlli]:ejzlzonls‘l(nfrzn 6| a ;a\;(.lilllrsl A?r?sllgﬁgl Shim Lever cm’x‘z”asr;)'i?’:‘g Wrench! ;,‘{E:‘:’LX ?:rr%‘iﬁll T(‘:\:?:)e
€ ment hole
A16M-PCLNR/L09-D200 @ @®| 20 | 16 [11|150|32(15| 3 |-6°|-14°|0.8 S‘M3-4
A20Q-PCLNR/L09-D250 |® | ®| 25 | 20 |13|180(36|18| 3 |-6°|-12°|0.8| cNOD0903 - LCL32N |LOS22A| - | P-2F 1.7
A25R-PCLNR/L09-D320 |@|@| 32 | 25 |17|200|45|23]4.5/-67-1170.8 & SSHVS-6
A25R-PCLNR/L12-D320 (@ |®| 32 | 25 |17|200|45|23(4.5|-6°|-13°(0.8 - LCL43N [LCS43 P-25T1EA-25 SSHM5-6 2.7
A32S-PCLNR/L12-D400 (@ [@| 40 | 32 [22|250|50(30| 6 |-6°|-11°|0.8 oNOD1204 EA-32
A40T-PCLNR/L12-D500 @ @| 50 | 40 [27|300|60(37| 7 |-6°|-10°|0.8 LSC42BR/L | LCL4 |LCS4 | L 4.8
A50U-PCLNR/L12-D630 |@ | ®| 63 | 50 |35|350|65|47(10|-6°| -8° |0.8 ‘ T |Sore
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(PCLNL OO type), and the left hand insert (L) is used for the right hand toolholders (PCLNR OO type). o

o

I Basic Selection Chipbreakers CNO120403-00

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

Operation 2';3:;:?; Finishing m;’::f:]'g%ttﬁong Medium cutting eration Finishing mgtlir::f;”::%ttt?ng Medium cutting
Grade NS730 GT730 T9115 T9115 de T6120 T6130 T6130
Page 2-42 2-42 2-45 Page 2-42 2-46 2-49
TF TSF ™ TH SF - SM SH
din. | & - - o
Steel | Chipbreaker | = ; v _:,::? Chipbreaker . :

Ve (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)
ap (mm) 1.0 (05-3.0) | 2.0(05-4.0) | 3.0(3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.3(0.2-0.5) | 0.3 (0.2-0.5)

Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300)
ap (mm) | 0.3(0.05-05) | 1.0(0.3-15) | 3.0 (1.0-5.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15 (0.08-0.3)

A
o

Continuous

)

re (mm) 0.4 0.4 re (mm) 0.4 0.8 1.6
q Precision . : Precision (i Finishing to
Operation finishing Finishing Operation finishing Finishing medium cutting
Grade BX930 T5115 Grade DX120 TH10 GH110

2-43

Cast Iron Chipbreaker

Page 3-7
T-CBN

Page 3-21 2-42 2-48
T-DIA With chipbreaker|Qq P

Non-ferrous | Chipbreaker \.‘L. o

Ve (m/min) |1500 (500-2500)] 600 (100-1000) | 600 (100-1000)

((o Ve (m/min) | 700 (300-1200)

270 (150-400) | 270 (140-400)

Conti ap (mm) 0.3 (0.05-0.5) 2.0 (1.0-5.0) 4.0 (2.0-6.0) Contir ap (mm) 0.5 (0.05-1.0) | 0.5(0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) 0.3(0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15) | 0.3(0.2-0.5)
re (mm) 0.8 1.2 re (mm) 0.4 0.4 0.8
Operation Pre inishing to Medium cutting Operation faleclslen Finishing
medium cutting finishing
Grade AH905 AH120 Grade BXM10 BXM20
Page 2-47 2-48 Page 3-7 3-7
s H T-CBN T-CBN

Superalloys | Chipbre!

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

HMM SA
o o wiiard | Chipbreaker % - % -
s o

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

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

[ @ : Stocked items. |

{  Features Relati - sales@j i
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STREAMIETS AR P-type Negative rake / Lever-lock system

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

©)
(@
<=
Cutting edge style U Right hand (R) shown.
I Steel Shank
Stock| wmin Dimensions (mm) Std. ) Parts
ore.dia ornerl Applicable - = i Torque
Toolholder Cat. No. [T ng:n ops| £ | L1 [L2| h [f2] 0] a [ insents shim | Lever [oamina] Seig [y, 3,‘,%,%%{ ?i,:é‘:,” (N-m)
A20Q-PDUNR/L11-D250 (@ |®| 25 | 20 [13[180(36(18| 3 |-6"|-14°[0.8 ONOOH 104 - LCL33NL|Lcs22a] - [ P-2F [EA-20[SSHM2.5-3[ 1.7
A25R-PDUNR/L11-D320 (@ [@®| 32 | 25 [17[200[45|23|4.5/-6°[-12°/0.8 ELsp3t7rA | LCL33L [ LCS3 [ LSP3 |P-2.5|EA-25[ SSHM3-4| 2.7
A32S-PDUNR/L15-D400 @®|®| 40 | 32 [22[250|/50(30| 6 |-6°(-13°[0.8 -32
A40T-PDUNR/L15-D500 @®|/®| 50 | 40 [27[300|60|37| 7 |-6°[-10°| 0.8 | DNOO1504 | LSD42BR/L | LCL4 |LCS4 |LSP4 4.8
A50U-PDUNR/L15-D630 @®|®| 63 | 50 [35[350|65(47[10|-6°| -8 [0.8
A32S-PDUNR/L1506-D400 |@ |@| 40 | 32 |22|250|50(30| 6 |-6°|-13°|0.8
A40T-PDUNR/L1506-D500 (@ |®| 50 | 40 {27 (30060 |37 | 7 |-6°[-11°[0.8| DNOO1506 | ELSD42 | LCL44 |ELCS4|LSP4S 4.8
o e

A50U-PDUNR/L1506-D630 63 | 50 |35[350 (65|47 [10|-6°[-10°]0.8
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (PDUNL OO type), and the left hand insert (L) is used for the oolholders (PDUNR OO type).

STREAMIETS AR P-type Negative ral‘ Lever-lock system

ga Min. bore dia. Shank dia. °‘ Steel .
= 240 mm~ | { @32~50 m Shank 9
3
@
Internal retracting . @Dm _h F o
N ‘ Oil Hole 3
— . / ® A WD Qj _ Q
& TN 8 =
o)
/| f Q
‘ L1 %
. = | H
Cutting edge style & Right hand (R) shown.
I Steel Shank
Stock| wmin Dimensions (mm) Std. . Parts
ore.dia, ormer| Applicable - - i Torque
ollioleCiic L RIS S oom|@Ds| £ | L1 [L2| h a 23 Vinserts | Shim | Lever [0S SPrNG |y | supbl ool | (Nm)
ment ole
A32S-PDZNR/L15-D400 |@|(®| 40 | 32 |22[250(50(30 556" [-13°]0.8 EA-32| SSHM4-5
A40T-PDZNR/L15-D500 |@ |(®| 50 | 40 |27[300 (60|37 | -10°| 0.8 |[DNOO1504|LSZ42BR/L| LCL4 [LCS4|LSP4|P-3|  [SSHM5-6| 4.8
A50U-PDZNR/L15-D630 ®|/®] 63 | 50 [35]35065/@7[14.5]-6°[ -8° [0.8 SSHM6-6

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

I Basic Selection Chipbreakers D O-00
Operation zﬁ(s:ﬁr?; Medium cutting Operation Finishing meFiir;:fnr;i?:%ttt(i)n g Medium cutting
Grade NS730 T9115 Grade T6120 T6130 T6130
Page 2-52 2-58 Page 2-53 2-55 2-58
TF TS TH M SF SM SH
Steel | Chipbreaker | f=— ™ @ - - = - Stainless | Chipbreaker - - -
= - \‘ = ¥

Ve (m/min) | 200 (150-
ap (mm)

-
(150-300) | 220 (150-300) | 220 (150-300) Ve (m/min) | 150 (100-200) | 120 (70-150) | 120 (70-150)
1.0(0.3-15) | 3.0(1.0-50) | 40@3.06.0) | |com ap (mm) 1.0 (0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0)

f (mm/rev) 0.15 (0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.4)
re (mm) 0.4 0.8 1.2 re (mm) 0.4 0.8 1.2
N
W i - Finishing to ; ; q Precision i Finishing to
Oper; ishing Finishing medium cutting Medium cutting Operation finishing Finishing medium cutting
Gra BX930 T5115 T5115 T5115 Grade DX120 GH110 GH110

Pag 3-7 2-53 2-56 2-59 Page 3-21 2-52 2-58
T-CBN CF CM CH T-DIA With chipbreaker|Q1 P

Castlron | Chipbreaker ‘# | | % - "‘:” Non-ferrous | Chipbreaker N-;l | ¢ :’3 -Hf"‘"ﬁ-

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

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

Superalloys | Chipbreaker ’;@ s~ whard | Chipbreaker A 1
S

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

For other machining types, see “Selection System” o 2-4 ~
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STREAMIETS AR P-type Negative rake / Lever-lock system
L Min. bore dia. Shank dia. Steel

240 mm~ | | 832~50 mm Shank
?
| Oil Hole

Through boring

Cutting edge style K
Right hand (R) shown.
I Steel Shank
Stock| ;i Dimensions (mm) Std. i Parts
" omer| Applicable i —— Torque
Toolholder Cat. No. RIL B’B:: @Ds| f | L1 |La|h|f2| @ a ra;!ius 'i)r?ser[s Shim Lever c':C"r':vi;'g“ S;;?:g Wrencl g,‘{?;c'l’#‘! ?orr?)il (N-m)
€ ment hole
A32S-PSKNR/L12-D400 (@ |@| 40 | 32 |22(250(50|30| 6 |-6°|-10°|0.8 SSHM4-5
A40T-PSKNR/L12-D500 @ [@| 50 | 40 [27|300|60(37| 7 |-6°|-10°|0.8| SNOO1204 |LSS42BR/L| LCL4 |LCS4|LSP4|P-3 V.6 4.8
A50U-PSKNR/L12-D630 |@|@| 63 | 50 |35350|65|47|10|-6"| -87|0.8 &

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

[0
P
3
9 IBasic Selection Chipbreakers SNCI11204000-000]
8 Operation :ﬁgﬁ'ﬁgn Finishing meF(I:Ir;:JSrrr:";%tttci)n 9 Medium cutting Operation Finishin mgclzl%s:'nlr(]:%ttt?n 9 Medium cutting
': Grade NS730 GT730 T9115 T9115 Grade 120 T6130 T6130
© Page 2-61 2-61 2-64 2-67 Page -62 2-64 2-67
c TF ™ TH M 5 SH
*GEJ Steel | Chipbreaker - - - Stainless | - - o
6 ( N s flces |
I (. Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) 150 (100-200) [ 120 (70-150) | 120 (70-150)
= co—— | ap(mm) 0.3(0.05-0.5) | 1.0(0.3-1.5) | 3.0(1.0-5.0) | 4.0(3.0-6.0) 1.0(0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3 (0.2-0.4) 0.3 (0.2-0.3)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.8 1.6
0 Precision ] Finishing to q Precision Finishing to
REeiEtion finishing Finishing | e dium cutting Cfziiem finishing | medium cutting
Grade BX930 T5115 T5115 Grade DX140 GH110
Page 3-8 2-62 2-65 Page 3-21 2-66
T-CBN CF CM T-DIA - P
castiron | Chipbreaker - Chipbreaker - q,
e —" e
((0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 Vc (m/min) [1500 (500-2500) 600 (100-1000)
eoc—— | ap(mm) | 0.3(0.05-05) | 1.0(0.5-2.0) 4.0 (2.0-6.0) | |comm ap (mm) | 0.5(0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15 (0.05-0.2) 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.3(0.2-0.5)
re (mm) 0.4 . 1.2 re (mm) 0.4 0.8
Operation Finishing Operation Finishing
Grade BX480 Grade BXM20
Page 3-8 Page 3-8
s SA H T-CBN
Superalloys | Chipbreaker mitarhis | Chipbreaker -
Vc (m/min) 50 (20-100) 50 (20-80) Ve (m/min) 150 (70-220)
Comtimious 1.5(05-3.0) | 2.0(1.0-4.0) cont ap (mm) | 0.2 (0.05-0.30)
0.2(0.1-0.3) | 0.3(0.2-0.5 f (mm/rev) | 0.1 (0.05-0.25)
0.8 0.8 r'e (mm; 0.4

For other machin ypes, see “Selection System” (2 2-4 ~

[ @ : Stocked items. |

{ Feat Relati jnterui.com
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STREAMIETSA R P-type Negative rake / Lever-lock system

Min. bore dia. Shank dia.
PTENR/L & E)E%.

Boring h
91° —
a.] o Q
()
/ I <
<= | re f—=2_ L1
Cutti d tyl
utng adgestye [P N | — Figh hand () shown.
I Steel Shank
Stock| min Dimensions (mm) Std. - Parts
ore.dia, ormer Applicable - - ; Torque
eslichiog 2 (= hQde @Ds| f [ L1 [La| h |f2| 6| a 24 ‘inserts | Shim | Lever %amein| SErNG |yena ;,fgé;t,x ?gr'??( (N-m)
ment 0le
A25R-PTFNR/L16-D320 (@ |®| 32 | 25 |17 /200|45[23[1.2|-6°|-12°|0.8 ELST317BR/L | LCL33 EA-25| oo iMia-s
A32S-PTFNR/L16-D400 (@ |®| 40 | 32 [22[250|50(30[1.1|-6"[-10°|0.8 TNOO1604 Lcs3 | Lsp3 |p-2.5 EA22 27
A40T-PTFNR/L16-D500 |@|®| 50 | 40 [27[300|60 |37 [1.1]-6"[-10°|0.8 LST317BR/L| LCL3 ) SSHM6-6 :
A50U-PTFNR/L16-D630 |@® |®| 63 | 50 [35|350 65|47 [1.1|-67 -8 [0.8

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

STREAMIETSBA R P-type Negative rM&ver—lock system

Min. bore dia. Shank dia.
PTU N R/ |_ 020 mm~J [g16~32 mm] o

_|
>
O
. h 35
Boring T 5]
95°, = g & & ﬂ 3
“ Q Oil Hole =
; [ Je 5
Q rz/ Lo 2
1 >
Cutting edge style U 6+ @
Right hand (R) shown. (%]
I Steel Shank
Stock| min Dimensions (mm) St 5 Parts
e din roery Applicable - - g Torque
Toolholder Cat. No. o[, ﬁD’:n ops| f| Ly |Lalh|fale e inserts Shim | Lever [0amens|Sering |y, :H?;él’ﬁ( ?5:?:‘3' (N-m)
ment ole
A16M-PTUNR/L11-D200 (@ @] 20 | 16 [11[150(32[15] 1 0.4 -
A20Q-PTUNR/L11-D250 |® @] 25 | 20 (1318036 |18 0| Bai2 [0.4] 001108 | - |LOL22N|uoseer] - |P2Figiop|SSHME4] 1.7
A25R-PTUNR/L16-D320 (@ @] 32 | 25 [ 17200 |45 |23|1.4]¢6 [-12°[0.8 ELSTo17BR/L| LCL33 EA-25
A32S-PTUNR/L16-D400_| @ |®| 40 | 32 |22]250/50]3 "1-10°[0.8] U1 [isrsirern | LoLa | MOS8 | LSPS P25 gag,| SSHMAS| 2.7

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

for the right hand toolholders (PTUNR OO type).

* The insert hole conforms to the ISO standard.
* Tool holder length may be different to the ISO standard.

I Basic Selection Chipbreakers T, O-00

Precision Finishing to

Operation finishing Finishing cutting Medium cutting Operation Finishing medium cutting
Grade NS730 T9115 T9115 Grade T6120 T6130
Page 2-70 2-74 2-77 Page 2-71 2-74
TF TS TH M SF a SM
Steel | Chipbreaker / ._ - -~ Stainless | Chipbreaker - -
( i Pl - (
(0 Ve (m/min) | 200 (15 0 (150-300) | 200 (150-300) | 220 (150-300) (. Vc (m/min) | 150 (100-200) | 120 (70-150)
Conti ap (mm) . 1.0 (0.3-1.5) 3.0 (1.0-5.0) 4.0 (3.0-6.0) Conti ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0)
f (mm/rev) 0.15(0.08-0.3) | 0.3(0.2-0.5) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) | 0.3(0.2-0.4)
0.4 0.8 1.2 re (mm) 0.4 0.8
L Finishing to ; ; q Precision Ao Finishing to
Finishing medium cutting Medium cutting Operation finishing Finishing medium cutting
T5115 T5115 T5115 Grade DX120 GH110 GH110
2-72 2-75 2-77 Page 3-21 2-70 2-76h
T-CBN ., CF CcM CH T-DIA Vit ctsbreser 0 P

Castlron | Chipbreaker ‘ - i - Non-ferrous | Chipbreaker - - A
( S Fes 3 Ry ( j e 1 g —
(0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) | 270 (140-400) (0 Vc (m/min) |1500 (500-2500)| 600 (100-1000)| 600 (100-1000)

@p(mm) | 0.3(0.0505) | 1.0(052.0) | 2.0(1.05.0) | 4.02.06.0) | |oommes._@p(mm) | 05(0.051.0) | 05(0.05-1.0) | 2.0 (0.5-4.0)

Cor
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3(0.15-0.4) | 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)| 3.0(0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2 re (mm) 0.4 0.4 0.8
) Precision o Finishing to . q A Precision N
Operation finishing Finishing medium cutting Medium cutting Operation finishing Finishing
Grade BX470 KS20 AH905 AH120 Grade BXM10 BXM20
Page 3-8 2-71 2-75 2-76 Page 3-8 3-8
s T-CBN SS SA H T-CBN T-CBN

HMM
7 £
Superalioys | Chipbreaker .- A whard | Chipbreaker T ]
e —=Ti] =

((’ Ve (m/min) | 200 (100-280) 50 (30-70) 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)

o ap(mm) | 03(0.1-05 | 1.0(05-30) | 15(05-80) | 2.0(1.0-40) | [oomoe, [ @p(mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)| 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 0.8 re (mm 0.4 0.4 _
For other machining types, see “Selection System” (2 2-4 ~ [ ® : Stocked items. |
Ssalese) Keitdig Sleeves ' _
4 pages (5-69) 5-37




STREAMIETS AR P-type Negative rake / Lever-lock system
Min. bore dia. Shank dia.
PVUNR/L ) ()

Boring & internal profiling h
N Qil Hole

Cutting edge style u
Right hand (R) shown.

I Steel Shank

q i i Std. Part
Toolholder Cat. No o S pmensions (i) | AyereleEtel ) Clampin aSpSring Torque
T R|L|gpm|9Ds| f | L1 [L2| h | f2 0| a mréus inserts Shim Lever (Cempnal SEi (N-m)

37 | 25 |22|200(|45|23|9.5|-5°|-14°(0.8
40 | 32 [221250|50|30| 6 |[-5°|-12°|0.8| vNOO1604 |Lsv317BR/L|LCL3V [LCS3V | LSP3
50 | 40 |27|300|60|37| 7 |-5°|-10°(0.8

A25R-PVUNR/L16-D370
A32S-PVUNR/L16-D400
A40T-PVUNR/L16-D500

2.7

I Basic Selection Chipbreakers VNO160400-00

n
= § Precision o Finishing to -
8 Operation finishing Finishing medium cutting Operation
o) Grade NS730 GT730 T9115 Grade
< Page 2-87 2-87 2-89 Page
8 TF TSF ™ M
= Chipbreaker | g & ¢ @ Stainiess | Chipbreaker - -
®©
< «
CTJ Ve (m/min) | 200 (150-250) | 200 (150-300) | 180 (150-300) . 0 (100-200) 120 (70-150)
= ap(mm) | 0.3(0.05-05 | 1.0(0.3-1.5) | 2.0(1.0-4.0) Continious 1.0 (0.5-3.0) | 2.0(0.5-4.0)
—= f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.4) 0.1(0.03-0.15) | 0.3 (0.2-0.4)
O re (mm) 0.4 0.4 0.8 0.4 0.8
<
= : Precision - Finishing to : Precision M,
Operation finishing Finishing medium cutting Operation finishing Finishing
Grade BX930 T5115 T5115 Grade DX120 GH110
Page 3-9 2-88 2-89 Page 3-21 2-87
T-CBN CF CM T-DIA Wit chipbreaker|0q
Castiron | Chipbreaker ‘ "M-.:,:-ﬂ"" = ;ﬂ' Nonferous | Ghipbreaker # w
((0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) 0 ((0 Vc (m/min) [1500 (500-2500) 600 (100-1000)
Cor ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) Continuou: ap (mm) 0.5(0.05-1.0) | 0.5(0.05-1.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)
re (mm) 0.4 0.4 re (mm) 0.4 0.2
Operation Zﬁ:ﬁlr?gn Finishing Operation Zﬁgﬁlr?gn Finishing
Grade BX470 Grade BXM10 BXM20
Page 3-9 Page 3-9 3-9
s T-CBN H T-CBN T-CBN
swerallys | Chipbreaker ‘ mitarais | Chipbreaker * *
((o Ve (m/min) | 200 (100-280 (70-300) | 50 (20-100) ((0 Vc (m/min) | 200 (150-350) | 150 (70-220)
co ap (mm) 0.3 (0.1-0. 0.1-0.5) | 1.5(0.5-3.0) comim—L_@p (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1 (0. .1(0.05-0.3) | 0.2(0.1-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 re (mm] 0.4 0.4

For other machining typ

Ss

election System” (J 2-4 ~

[ @ : Stocked items. |

; jnterui.com
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STREAMIETS AR P-type Negative rake / Lever-lock system
Min. bore dia. Shank dia. teel
220 mm~J [01 6~40 mm]

DI Qil Hole

Cutting edge style L {EM

Right hand (R) shown.

I Steel Shank

Stock| Min Dimensions (mm) Std. FrealeD Parts Torque
ore.dia orner] ) ) ol S
Toolholder Cat. No. gy sstlons] ¢ [ L1 [La| h [f2] 6] a || “inserts | shim | Lover |oamers] soira o] z8he| Sorar | (Nem)
A16M-PWLNR/L06-D200 @ | @®| 20 | 16 [11]|150({32|15| 3 |-8°|-17°|0.8 - -
T LCL33N | LCS33 1.7
A20Q-PWLNR/L06-D250 (@ |®| 25 | 20 |13|180|36(18| 3 |-6°|-14°|0.8 WNDO0604 - -
A25R-PWLNR/L06-D320 (@ |®| 32 | 25 |17|200|45|23|4.5(-6°|-12°|0.8 LCS3B
~ -~ LSW312BR/L | LCL3 L 2.7
A32S-PWLNR/L06-D400 (@ |®| 40 | 32 |22|250(50({30| 6 |-6°|-11°|0.8 LCS3
A25R-PWLNR/L08-D320 (@ |®| 32 | 25 |17(200|45|23|4.5(-6°|-13°/0.8 - |LCL43N|LCS43| - SIEADS| e 2.7
A32S-PWLNR/L08-D400 (@ @| 40 | 32 [22|250|50|30| 6 |-6°|-11°|0.8| wNODo0804 EA-32
o o LSW42BR/L | LCL4 ‘P P-3 4.8 =
A40T-PWLNR/L08-D500 |@|®| 50 | 40 [27]300/60(37] 7 [-6°]-10°[0.8 - |ssHme-6 2
=
=
[©)
-
>
AN -
O 8
IBasic Selection Chipbreakers WNCI080400-0101 =
o
) Precisi Finishing t . : Finishing t . . ey
Operation ﬁﬁ:ﬁ%‘ Finishing metlir;ljsmlr::%tt‘i)ng Medium cutting P Finishing me(lir;:Jsm"::%tt(i)ng Medium cutting %
Grade NS730 GT730 T9115 T9115 ade T6120 T6130 T6130 a
Page 2-80 2-80 2-83 2-85 age 2-80 2-83 2-85
TF a TSF ™ SF A SM SH
Steel | Chipbreaker -‘1 & - Chipbreaker N ) -
d e
((‘ Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) Ve (m/min) | 150 (100-200) 120 (70-150) 120 (70-150)
Conti ap (mm) 0.3 (0.05-0.5) 1.0 (0.3-1.5) 3.0 (1.0-5.0) ap (mm) 1.0 (0.5-3.0) 2.0 (0.5-4.0) 3.0 (3.0-6.0)
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.15) 0.3 (0.2-0.5) 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.8 1.6
Operation Ffﬁ:;,ﬁ:,?gn Finishing
Grade BX930 T5115
Page 3-9
T-CBN _ CF
Castlron | Chipbreaker -
N g
((0 Vc (m/min) | 700 (300-1200) 270 (150-400) | 270 (140-400)
Conti ap (mm) 0.3 (0.05-0.5) 1.0 (0. ) 2.0 (1.0-5.0) 4.0 (2.0-6.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) | 0.4 (0.2-0.5)
re (mm) 0.4 0.4 0.8 1.2
Operation I;-:i:]eici ; e:jr;li.usr:izgttt?ng Medium cutting Operation ?ﬁg;:lr?; Finishing
Grade AH905 KS20 Grade BXM10 BXM20
Page 2-84 2-85 Page 3-9 3-9
s @, HMM SA H T-CBN T-CBN
Superalloys | Chip| - A e wiiard | Chipbreaker H ﬁ
U = — = —
((0 Ve (m, 200 (70-300) | 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
cond ap (mm) 0.3(0.1-0.5) | 1.5(0.5-3.0) [ 3.0 (1.0-6.0) comim—L_@p (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) | 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) [ 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm; 0.4 0.4
For other machining types, see “Selection System” (2 2-4 ~ [@ : Stocked items. |

R;l n Sleeves
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TURNINGA. A-type Negative rake / Double clamping system

Min. bore dia. Shank dia.
AC I_N R/ I_ [ 032 mm~] [z25~50 mm] Steel
Boring & Internal faci abm
oring & Internal facing =N |
- 5 [, - Il Hole

|
|
|
|
1 oDs

L | le
a L+
Cutting edge style I 0 é Hi l_ﬂfifif Right hand (R) shown.
Stock| Min Dimensions (mm) Std. Applicable
Cat. No. bore.dia. E P

a e R[L| obm|oDs| f | Li | Lz | h | £ | a | 8 || |insers age
A25R-ACLNR/L12-D320 o @ 32 25 17 | 200 | 45 23 | 45 | 13°
A32S-ACLNR/L12-D400 ® e 40 32 22 | 250 | 50 30 6 |-10° o
A40T-ACLNR/L12-D500 ® @ 50 40 27 | 300 | 55 37 7 -8° -6 0.8 | CNOO12ge0
A50U-ACLNR/L12-D630 Ld 63 50 35 | 350 | 65 47 10 | -7°

nserts ( 3-21~

T-CBNinserts (2 3-7~

I Basic Selection Chipbreakers CNOO120400-00
Operation ?ﬁg;ﬁ'ﬁ; Finishing mggff:";%é?n g Medium cutting Operation Fini 5 diumlr;%ttt?n 9 Medium cutting
Grade NS730 GT730 T9115 T9115 Grade T6 T6130 T6130

Page 2-42 2-42 2-45 2-48 Page 2-42 2-46 2-49
F TSF ™ ™ M & SM SH

i
Chipbreaker - Ij- W —““__;:a - Stainless l‘ -_p

=
Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300)
ap (mm) | 0.3(0.05-05) | 1.0(0.3-1.5 | 3.0(1.0-5.0)

150 (100-200) | 120 (70-150) | 120 (70-150)
1.0 (0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0)
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Cor
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.1(0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.5)
re (mm) 0.4 0.4 0.8 0.4 0.8 1.6
) Precision e Finishing to A Precision T Finishing to
Operation finishing FERRE, medium cutting PEsaton finishing (RIS medium cutting
Grade BX930 T5115 T5115 Grade DX120 TH10 GH110

Page 3-21 2-42 2-48
T-DIA With chipbreaker|0{ P

Page 3-7 2-43 2-46
T-CBN CF CM
Cast Iron Chipbreaker $ '—' 4 - Non-ferrous Chipbreaker \- LR o "\\b
o

’
((0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-40Q) | 270 {140-400) ((0 Vc (m/min) |1500 (500-2500) 600 (100-1000)| 600 (100-1000)
ap (mm) | 0.3(0.05-05) | 1.0(0.5-2.0) 4.0 2.06.0) | |comoousl_@p (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0 (0.5-4.0)

cor f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0. 0.4 (0.2-0.6) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)| 0.3 (0.2-0.5)
re (mm) 0.4 0.4 1.2 re (mm) 0.4 0.4 0.8
q Precision Finishing to 0 Precision I
Oz finishing medium c%ttin Oz finishing IRl
Grade BX470 Grade BXM10 BXM20
Page 3-7 Page 3-7 3-7
s T-CBN H H T-CBN T-CBN
Superalloys | Chipbreaker 0 wiard | Chipbreaker a™ a™
((0 Ve (m/min) | 200 (100-2 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
cont ap (mm) . 1.5(0.5-3.0) | 2.0 (1.0-4.0) Continuousl_@p (mm) | 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f (mm/rev) 0.2 (0.1-0.3) 0.3 (0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.8 0.8 re (mm; 0.4 0.4
For other machining” “Selection System” (2 2-4 ~
Q Parts -type
Clamp | C©amping Shim | Shimscrew | Spring | Springpin | Wrench
Applicable Recommend
Cat. No. : <> clamping
inserts N ) =| : |=' H
@ @)U. % ¢ torque(N-m)
AOOO-ACLNR/L CNOO120400 ACP4S ACS-5W | ASC422 | CSTB-3.5 BP-7 SP-2.5 T-15F 4.0

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

[ @ : Stocked items. |

in | jnt i.
R - |



TURNINGA. A-type Negative rake / Double clamping system

Min. bore dia. Shank dia.
AD U N R/ L { aszorimi] [g25~50 mm] Steel
- R é” Qil Hole

Cutting edge style U 0 %M Right hand (R) shown

Boring & Internal facing

Stock| Min Dimensions (mm) Std. .
Cat. No. bore.dia. et AFi)rF\’s"e‘z:ratus)le e
L| @Dbm | @Ds f L4 Lo h fo a 2] re

R
A25R-ADUNR/L15-D320 ele| 32 | 25 [ 17 [ 200 ] 45 | 23 | 45 [-13°

A32S-ADUNR/L15-D400 ele| 40 [ 32 [ 22 |250] 50 | 30 | 6 |-11° s
A40T-ADUNR/L15-D500 ° 50 | 40 | 27 | 300 | 55 | 37 | 7 | —s° | © | 08 |DNODMSQMOO | 2-52-
° X4
[ ]
[ ]

A50U-ADUNR/L15-D630 63 | 50 | 35 | 350 | 65 | 47 10 | -7°

e 32 25 17 | 200 | 45 23 | 45 | -13°

A25R-ADUNR/L1506-D320

-6° 0.8 |DN [m]m] 2-52~
A32S-ADUNR/L1506-D400 ®| 40 32 22 | 250 | 50 30 6 |-11°
T-CBN inserts &-DIA inserts (2 3-21~
IBasic Selection Chipbreakers DN1150401-00] ﬂ 1
Operation Zﬁ:ﬁlr?; Finishing meF:j?ifnqig%ttt‘i)ng Medium cutting Operation Finishi m{%&?ﬂg Medium cutting (j'>)
Grade NS730 GT730 T9115 T9115 Grade T6 T6130 T6130 =)
Page 2-52 2-52 2-55 2-58 Page 2- 2-55 2-58 6
TF TSF ™ TH M SM ) SH 3
Steel | Chipbreaker | - - @ . _‘-‘_’? = T Stainless | Chipbreaker \ - - :):)1
o
Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) ((0 Ve ( 0 (100-200) | 120 (70-150) 120 (70-150) =5
o ap(mm) | 0.3(0.05-05 | 1.0(0.3-15 | 3.0(1.0-50) | 40(3.0-6.0) | |com pliom 1.0(0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0) [}
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3) | 0.3 (0.2-0.5) 0.3 (0.2-0.5) (m 0.1 (0.03-0.15) | 0.3 (0.2-0.5) 0.3 (0.2-0.4) %
re (mm) 0.4 0.4 0.8 1.2 (mm) 0.4 0.8 1.2 P
o o Precision S Finishing to Medi ti o ti Precision Finlshi Finishing to
P finishing INISNING | edium cutting | S°"UM Cutting R finishing NIShiNg | medium cutting
Grade BX930 T5115 T5115 T5115 Grade DX120 GH110 GH110
Page 3-7 2-53 2-56 Page 3-21 2-52 2-58
T-CBN CF CM CH T-DIA With chipbreaker| 01 P
Castlron | Chipbreaker | g #‘ -~ : - Non-ferrous | Chipbreaker - = W % i"“-\-
—— - i NS \-"I » " |
((‘ Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) @ Vc (m/min) [1500 (500-2500)] 600 (100-1000)| 600 (100-1000)
oo ap(mm) | 0.3(0.05-05) | 1.0(0.5-2.0) | 2.0 (1.0-5.0 0. Conma=sl__@p (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0. 0.4 (0.2-0.5) f(mm/rev) | 0.1(0.05-0.2) | 0.1 (0.03-0.15)[ 0.3 (0.2-0.5)
re (mm) 0.4 0.4 1.2 re (mm) 0.4 0.4 0.8
Operation Zﬁgﬁlr?; Finishing edium cutting Operation ?ﬁgﬁfgn Finishing
Grade BX470 AH120 Grade BXM10 BXM20
Page 3-7 2-55 Page 3-7 3-7
s T-CBN SS All-round H T-CBN T-CBN
Superalloys | Chipbreaker Q\Q = ® o @ wataris | Chipbreaker | : sy | o = )
((0 Ve (m/min) | 200 (100-28 0 (30-70) 50 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
oot ap (mm) | 0.3(0.1-0. (05-3.0) | 1.5(0.5-3.0) | 8.0(1.0-6.0) | |oommmousl@p (mm) | 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f (mm/rev) .15 (0.08-0.2) | 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) [ 0.1 (0.05-0.25)
re (mm) | 0.8 0.8 0.8 re (mm! 0.4 0.4
For other machining ty election System” — 2-4 ~
N\
Q Parts foRA-type
Clamp | Clamping Shim | Shimscrew | Spring | Springpin | Wrench
Applicable Recommend
Cat. No. : <D clamping
inserts H
@ @U‘ % a— I : I torque(N-m)
AOOO-ADUNR/L15 DNOO1504000 ACP4S ACS-5W | ASD432 | CSTB-3.5 BP-7 SP-2.5 T-15F 4.0
AOOO-ADUNR/L1506 DNOO150600 ACP4S ACS-5W | ASD423 | CSTB-3.5 BP-7 SP-2.5 T-15F 4.0

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

[ @ : Stocked items. |

sales@jnterui.com m 5-41




TURNINGA. A-type Negative rake / Double clamping system
Min. bore dia. Shank dia. Steel

232 mm~J | 825~32 mm Shank

BN e ———— —. é’ Oil Hole

Through boring

S~
1
L | fe
L4
Cutting edge style K 0 T P — - .
Right hand (R) shown.
Stock| Min Dimensions (mm) Std. -
Cat. No. bore.dia. ot A[i)r?élgsgle e
R|L| @bm | @Ds f L4 Lo h fo a 0 re
A25R-ASKNR/L12-D320 ® e 32 25 17 | 200 | 45 23 45 | -13°
-1 —6° 0.8 | sSNOO120400 2-61~
A32S-ASKNR/L12-D400 ® ® 40 32 22 | 250 | 50 30 6 |-10
T-CBNinserts (~ 3-8~ | T- insets (o 3-21~
IBasic Selection Chipbreakers SNO120400-00] &
Operation ?lrr?lglkilr?; Finishing mgg:ﬁg"é%&?n g Medium cutting Operation Finishing meFiir;:fnTr;uttl dium cutting
Grade NS730 GT730 T9115 T9115 Grade T6120 T61 30” T6130
1) Page 2-61 2-61 2-64 2-67 Page \ 2-67
5 TF TSF ™ TH M SF SH
% Chipbreaker - H : ‘.‘ - Stainless | Chipbreaker -
< =] - e | (
o] Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-300) (. Vc (m/min) 120 (70-150) | 120 (70-150)
|9 ap (mm) | 0.3(0.05-05) [ 1.0(0.3-1.5) | 3.0(1.0-5.0) | 4.0(3.0-6.0) | |com ap (mm) 2.0(0.5-4.0) | 3.0(3.0-6.0)
= f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.5) 0.3 (0.2-0.5) 0.3 (0.2-0.4) 0.3 (0.2-0.3)
& re (mm) 0.4 0.4 0.8 1.2 0.8 1.6
p—
[0} S Precision ] Finishing to i q Precision Finishing to
= Operation finishing Finishing | o gium cutting | Medium cutting finishing | medium cutting
- Grade BX930 T5115 T5115 T5115 DX140 GH110
Q Page 38 2-62 2-65 2-67 3-21 2-66
|<_: T-CBN CF CM CH T-DIA - P
Castlron | Chipbreaker - - - Chipbreaker . ql
( e P, — e
(0 Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) Vc (m/min) [1500 (500-2500)] 600 (100-1000)
Cor ap (mm) 0.3 (0.05-0.5) 1.0 (0.5-2.0) 2.0 (1.0-5.0) ap (mm) 0.5 (0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)[ 0.3 (0.15-0.4) f(mm/rev) | 0.1(0.05-0.2) | 0.3(0.2-0.5)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.8
) s Finishing to q L
Operation Finishing medium cutting Operation Finishing
Grade BX480 AH905 Grade BXM20
Page 3-8 Page 3-8
s T-CBN HMM H T-CBN
sweraloys | Chiplreaker wiard | Chipbreaker -
(’ Ve (m/min) 200 (70-300) 50 0 (20-80) @ Vc (m/min) 150 (70-220)
cond ap (mm) 0.3 (0.1-0.5) (0 2.0 (1.0-4.0) comin—_@p (mm) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.3) .2 (0. 0.3 (0.2-0.5) f(mm/rev) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 0.8 re (mm; 0.4

For other machining types, see &61 System” (_ 2-4 ~

Q Parts for e

Clamp Cﬁ‘gggjyg Shim | Shimscrew | Spring | Springpin | Wrench
Applicable 7 Recommend
Cal g : <> clamping
inserts @ D % e py o I
ACCO-ASKNR/L SN[O[120400 | ACP4S | ACS-5W | ASS422 |CSTB-3.5| BP-7 SP-2.5 T-15F 4.0

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

[ @ : Stocked items. |

0 | jnt i
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TURNINGA. A-type Negative rake / Double clamping system
Min. bore dia. Shank dia.
232 mm~]) | 925~32 mm

Blind hole boring ==y
! | [ 7 Oil Hole

o ————— 3
L2 \ fa
a L4
SRR e%ﬁ;} Right hand (R) shown.
Stock| mi Dimensions (mm .
Cat. No. b°"e-rf‘“a- ¢ ) cgtt‘gér Aprﬁ);lé::ls)le Page
R|L| @Dm | @Ds | f Li | Lo | h f2 a 0 re I
A25R-ATFNR/L16-D320 @@ 32 | 25 | 17 | 200 | 45 | 23 | 45 |-13° j
A32S-ATFNR/L16-D400 el® 40 | 32 | 22 | 250 | 50 | 30 6 |—10°| & | 08 | TNODOiE04OD |  2-70~

T-CBNinserts (~ 3-8~ | T- ins‘s « 3-21~

IBasic Selection Chipbreakers TN1160400-000] ‘ &

) Precisi Finishing t . q . Finishi
Operation ﬁﬁgﬁfg Finishing - eg}lfm"é%ﬁ?n g Medium cutting Operation Finishing m eg;:fm”c]:%tti
Grade NS730 GT730 T9115 T9115 Grade T6120 T61 30”
Page 2-70 2-71 2-74 2-77 Page 2-71 —
TF TSF ™ TH M SF C]_>)
Steel | Chipbreaker - F:gh - - Stainless | Chipbreaker - =
N8 it yagar = 3 =
((0 Ve (m/min) | 200 (150-250) | 200 (150-300) | 200 (150-300) | 220 (150-300) ((. Vc (m/min) 120 (70-150) 3
oo ap (mm) | 0.3(0.05-0.5 | 1.0(0.3-15) | 3.0(1.0-56.0) | 4.0(3.06.0 | [o5m ap (mm) 0 | 2.0(0.5-4.0) QO
f(mm/rev) | 0.1(0.03-0.15) | 0.15 (0.08-0.3) | 0.3 (0.2-0.5) | 0.3 (0.2-0.5) f (mm/rev) )| 0.3(0.2-0.4) —
re (mm) 0.4 0.4 0.8 1.2 058 8
S Precision ] Finishing to i q Precision A Finishing to =
Operation finishing Finishing | e dium cutting | Medium cutting finishing Finishing | 1 dium cutting %
Grade BX930 T5115 T5115 T5115 DX120 GH110 GH110 D
Page 3-8 2-72 2-75 2-77 3-21 2-70 2-76h %)
T-CBN ., CF CM CH T-DIA Wi ipredkr 0 P
Castlron | Chipbreaker ‘ - - Chipbreaker - - ‘\
( T— O [ g =
(0 Vc (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) Vc (m/min) [1500 (500-2500)] 600 (100-1000)| 600 (100-1000)
oo ap(mm) | 0.3(0.05-05 | 1.0(0.5-2.0) | 2.0(1.0-5.0) ap (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0) | 2.0(0.5-4.0)
f(mm/rev) | 0.1(0.05-0.2) | 0.15(0.05-0.2)| 0.3 (0.15-0.4) f(mm/rev) | 0.1(0.05-0.2) | 0.1(0.03-0.15)| 3.0 (0.2-0.5)
re (mm) 0.4 0.4 0.8 re (mm) 0.4 0.4 0.8
. Precision o Finishing to n Precision P
Operation finishing Finishing s G Operation finishing Finishing
Grade BX470 KS20 Grade BXM10 BXM20
Page 3-8 2-71 Page 3-8 3-8
s T-CBN _ ss H T-CBN T-CBN
Superalioys | Chipbreaker Ma’{:ﬁ’als Chipbreaker g g
((0 Ve (m/min) | 200 (100-280) 0 (20-100) 50 (20-80) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
oot ap (mm) 0.3 (0.1-0.5) 15(05-3.0 | 2.0(1.0-40) | |oomm= | @p(mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f(mm/rev) | 0.1(0.05-0.2) 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.4 0.8 0.8 re (mm] 0.4 0.4
For other machining types, see “ System” 24~
Q Parts for e
‘ Clamp C'gg;g‘:;‘g Shim | Shimscrew | Spring | Springpin | Wrench
Applicabl Recommend
Ca L pplicable <D clamping
nsets | /7] | QXD T [ ] toraue (vom)
ACICIO-ATFNR/L TNOO160400 | ACP3S | ACS-5W | AST322 |CSTB-3.5| BP-7 SP-2.5 T-15F 3.0

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

[ @ : Stocked items. |

sales@jnterui.com m 5-43




TURNINGA A-type Negative rake / Double clamping system
l s Min. bore dia. Shank dia.

\/U N R/I_ { 240 mm~] [032~40 mm]

777777777 ~ % Il Hole

Boring & internal profiling

L | fe
L+
Cutting edge style 0 . i .
g edge styie U %ﬁ; Right hand (R) shown.
Stock| Min Dimensions (mm) Std. -
Cat. No. bore.dia. corner A?r[])sllgﬁgle Page
R|L| @Dm | @Ds f L4 Lo h fa a 0 re
A32S-AVUNR/L16-D400 ® ® 40 32 22 | 250 | 50 30 6 |-10° 6 | 08 vNOO160400 2-88~
A40T-AVUNR/L16-D500 ® @ 50 40 27 | 300 | 55 37 7 -8° ’ YNOO160400 2-87~
T-CBNinserts (2 8-9~ | T-BlAinsegts (2 3-21~
0 I Basic Selection Chipbreakers VNO160400-00 Qﬂ
ko) Operation mgﬁfé‘ Finishing mg&?f:,'g%&?ng Operation Finishi m'r;%ttt?ng
_8 Grade NS730 GT730 T9115 Grade T6 T6130
6 Page 2-87 2-87 2-89 Page 2- 2-89
|9 TF TSF ™ M SM
c—g Chipbreaker w ¢ ‘-ﬁ:-"- Stainless 3
p—
Q Ve (m/min) | 200 (150-250) | 200 (150-300) | 180 (150-300) ((0 50 (100-200) | 120 (70-150)
< ap(mm) | 0.3(0.05-05) | 1.0(0.3-1.5) | 2.0 (1.0-4.0) o |8 1.0 (0.5-3.0) | 2.0 (0.5-4.0)
O f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.4) 0.1 (0.03-0.15) | 0.3 (0.2-0.4)
D4 re (mm) 0.4 0.4 0.8 0.4 0.8
Operation zﬁ:ﬁr?; Finishing mle::j?:frglgﬂtt'(‘i)n g Operation :ﬁgﬁfg Finishing
Grade BX930 15115 15115 Grade DX120 GH110
Page 3-9 2-88 2-89 Page 3-21 2-87
T-CBN CF CM T-DIA With chipbreaker|Q{
Castlron | Chipbreak - [ - Nonferrous | Chipbreak - -
ipbreaker * S N ipbreaker | g ] - v
((‘ Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) ((‘ Ve (m/min) |1500 (500-2500)| 600 (100-1000)
oo ap (mm) | 0.3(0.05-05) | 1.0(0.5-2.0) Contimiosl_@p (mm) | 0.5(0.05-1.0) | 0.5(0.05-1.0)
f (mm/rev) 0.1 (0.05-0.2) | 0.15(0.05-0.2) f (mm/rev) 0.1 (0.05-0.2) | 0.1 (0.03-0.15)
re (mm) 0.4 0.4 re (mm) 0.4 0.2
Operation Ff::ﬁ:;,ﬁ:,?; Finishing Operation Zﬁgﬁf; Finishing
Grade BX470 Grade BXM10 BXM20
Page 3-9 Page 3-9 3-9
s T-CBN H T-CBN T-CBN
sueralloys | Chipbreaker mitankis | Chipbreaker ¢ ¢
((0 Ve (m/min) | 200 (100-2 (70-300) | 50 (20-100) ((0 Ve (m/min) | 200 (150-350) | 150 (70-220)
Pwrr ap(mm) | 0.3(0.1; 3(01-0.5) | 1.5(0.5-3.0) comim— |__a@p (mm) | 0.1(0.05-0.30) | 0.2 (0.05-0.30)
f (mm/rev) 0.1(0.05-0.3) | 0.2(0.1-0.3) f(mm/rev) | 0.1(0.03-0.18) | 0.1 (0.05-0.25)
re (mm) 0.4 0.8 re (mm) 0.4 0.4
For other machinirBty Selection System” (2 2-4 ~

Clamp | Clamping Shim | shimscrew | Spring | Springpin | Wrench

Recommend

Q Parts )A-type
clamping

Applicable =
Cat. No. D

inserts Q__) ’
@ o % — (o] | torauetim)

ACOO-AVUNR/L VNOO160400 ACP3L | ACS-5W | ASV322 |CSTB-3.5| BP-7 SP-2.5 T-15F 3.0

YNOO160400

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

[ @ : Stocked items. |

in | int i.
T - |



TURNINGA. A-type Negative rake / Double clamping system
Min. bore dia. Shank dia.

AWLNR/L (555 em) (02556 o)

Oil Hole

Boring & facing

Cutting edge style L Right hand (R) shown.

Stock| Min Dimensions (mm) Std. .
Cat. No. bore.dia ot Al?r;:sllgggle Page
R|L| @Dm | @Ds f L4 Lo h fa a 0 re

32 25 17 | 200 | 45 23 | 45 | 13°
40 32 22 | 250 | 50 30 6 |-10°

32 [ 25 [ 17 [200 ] 45 | 23 [ 45 [-13° P\
40 | 32 | 22 |250 | 50 | 30 | 6 |-10°| . b
50 | 40 | 27 | 300 | 55 | a7 | 7 | —s= | © | 08 WN% 2-80-~

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

-6° | 0.8 |wNOOoe0400O 2-80~

A50U-AWLNR/L08-D630 63 50 35 | 350 | 65 47 10 | -7°
VCBN inserts (2 8-9~
I Basic Selection Chipbreakers WNC080400-000 Q‘. =
Operation 2::?3:'%‘ Finishing mgmfgigﬂgﬁng Medium cutting Operation Finishi mir::%ttt?ng Medium cutting 9
Grade NS730 GT730 T9115 T9115 Grade T6 T6130 T6130 =
Page 2-80 2-80 2-83 2-85 Page 2- 2-83 2-85 Q
TF TSF ™ TH M 2 SM SH 5
Steel | Chipbreaker ‘_7 & - - Stainless | Chipbreaker, - . :1
d e A 8
((0 Ve (m/min) | 200 (150-250) | 200 (150-300) | 220 (150-300) | 220 (150-250) ((0 150 (100-200) 120 (70-150) 120 (70-150) g
corm ap(mm) | 0.3(0.05-05) | 1.0(0.3-15) | 3.0(1.0-5.0) | 4.0(3.0-6.0) | |comimaon 1.0(0.5-3.0) | 2.0(0.5-4.0) | 3.0(3.0-6.0) Fon
f(mm/rev) | 0.1(0.03-0.15) | 0.15(0.08-0.3)| 0.3 (0.2-0.5) | 0.3 (0.2-0.5) 0.1(0.03-0.15) | 0.3(0.2-0.5) | 0.3(0.2-0.5) o)
re (mm) 0.4 0.4 0.8 1.2 0.4 0.8 1.6 %)
Operation hiocision Finishin IFIIG) ifo Medium cuttin:
P finishing 9 medium cutting 9
Grade BX930 T5115 T5115 T5115
Page 3-9 2-81 2-84 2-86
T-CBN _ CF CM CH
Castlron | Chipbreaker e - -
(0 Ve (m/min) | 700 (300-1200) | 270 (140-400) | 270 (150-400) -400)
oot ap(mm) | 0.3(0.05-0.5 | 1.0(0.5-2.0) .0 (1.0-5.
f (mm/rev) 0.1 (0.05-0.2) | 0.15(0.05-0.2)
re (mm) 0.4 0.4
) Precision Finishing to ; : Precision .
Operation finishing medium cutting Oz finishing a=lnd
Grade BX480 Grade BXM10 BXM20
Page 3-9 Page 3-9 3-9
s T-CBN _ H T-CBN T-CBN
Superalloys | Chipbreaker (] whard | Chipbreaker -~ -
(0 Ve (m/min) 200 (70-3 (20-100) 50 (20-80) (0 Ve (m/min) | 200 (150-350) | 150 (70-220)
Cont ap (mm) 0.3 (0.1 .5 (0.5-3.0) 3.0 (1.0-6.0) Continuous,__ 8P (mm) 0.1 (0.05-0.30) | 0.2 (0.05-0.30)
f (mm/rev) 0.2(0.1-0.3) | 0.3(0.2-0.5) f(mm/rev) | 0.1(0.03-0.18) [ 0.1 (0.05-0.25)
re (mm) 0.8 0.8 re (mm) 0.4 0.4
‘Selection System” (2 2-4 ~ [@ : Stocked items. |

For other machiningty

Q Parts )A-type
_ Recommend

Applicable < ;
Cat. No. - D ~ clamping
inserts @ @»-). % ) =E|=' e

Clamp | ©'amping Shim | Shimscrew | Spring |Springpin | Wrench

ACICIO-AWLNR/LO6 WNL[J06040000 | ACP3S | ACS-5W | ASW322 |CSTB-3.5| BP-7 SP-2.5 T-15F 3.0
ACCCO-AWLNR/LO8 WNLI[I080400] | ACP4S | ACS-5W | ASW422 |CSTB-3.5| BP-7 SP-2.5 T-15F 4.0

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

[ @ : Stocked items. |
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TURNTEC Negative rake / Screw-on system

Min. bore dia. Shank dia.
TLANR/L (558 ) (02550 o

Boring & Internal facing
N = q"’]
- el
| Lo L1 h
0,
E¢ Right hand (R) shown.
Stock Min Dimensions (mm)
Toolholders Cat. No. bore.dia. a 0 Applicable inserts
R L @Dm oDs f L4 Lo h h,
S25T-TLANR/L12-D530 e o 53 25 17 | 300 | 40 23 | 11.5 | -6° | -14°
S32U-TLANR/L12-D530 ® o 53 32 22 | 350 | 45 29 | 145 | -6° | -14° | LNMX1204JCL/R
S40V-TLANR/L12-D530 ® o 53 40 27 | 400 | 53 36 18 -6° | -14° ¢
S50U-TLANR/L16-D850 e o 85 50 37 | 350 | 63 46 23 -6° | -10 1606JCL/R
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders V
(S-TLANLOO type), and the left hand insert (L) is used for the right hand toolholders (S-TLANROO type).

o

0
: O
e}
- ¢)
<
8
= Hinserts for TurnTec
g ed grades Dimensions (mm)
*GE) Cat. No eRiEs
—= L , IE ’ 9 T9125 | AH725 | W | L h | re
Q ‘ ) L R|L|R]|L
< N\
= D FROLPEL o oo o 48]12.0/116] 08
= - o
Aot v ) e o o o 4.8 [12.0/11.6/ 1.2
! e o o o 6.4 |16.2|13.5| 0.8
<< e o o o 6.4 [16.2/13.5| 1.2
e o o o 6.4 [16.2|13.5| 1.6
o @ I LNMXi60608R/L-MDR| @ | © % | % | 6.4 (16.2/13.5| 0.8
J L 0612R/L-MDR | % | % % | % | 6.4 (16.2|/13.5| 1.2
@é\ XT20408R/L-TWR | % | % | % | % 4.8 |12.0/11.6| 0.8
‘ MX120412R/L-TWR | % | % | % | % 48 12.0/11.6| 1.2
LNMX160608R/L-TWR | % | % | % | % 6.4 |16.2/13.5| 0.8
Right han wn.
LNMX160612R/L-TWR | % | % | % | % 6.4 |16.2/13.5| 1.2
I Parts for Tur
Applicable q : 1 . | Wrench for | Clampin
) Inserts Shim Shim Screw | Spring pin Gl SEEy scrgw 9 Wrench
Toolholders Cat. No. )
o] =8 - T 8§ |7
S25T-TLANR/L12-D530
S32U-TLANR/L12-D530 | LNMX1204000L/R| TSL12L/RI |CSTF-2L055-S - T-6F-S 2B s | KEYV-TI0
S40V-TLANR/L12-D530
S50U-TLANR/L16-D850 |LNMX1606CJ0IL/R| TSL16L/RI - PSP-16 - CSTB-4L115-S| KEYV-T15

® : Stocked items
% : Available from 2013

in | jnt i.
R - |



TURNTEC

TLANR/L

o Standard cutting conditions

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

. Chip- Cutting speed Depth of cut: ap (mm) Feed: f(mm/rev)
Work materials breakers Grades ve (m/min) re: 0.8 re:1.2 re: 0.8 re:1.2
T9115| 120 - 250
TDR 0.5 '252 o8- 0.15- 0.6 0.25-0.8
Steels T9125| 80 - 180 0.5-2. ene
S45C, SCM415 etc.
(C45, 18CrMo4 etc.) T9115| 120 - 250
05-5 0.8-5
TWR 0.15-0.6 0.25-0.8
T9125 80 - 180 0.5 - 2.2 0.8 - 2.2 ‘
T9115| 100 - 180
. TDR 0.5-5 08-5 0.15 €0.6 0.25-0.8
Stainless steels T9125| 80 - 180 0.5-2.2 0.8-2.2
SUS304, SUS316 etc. ﬂ
(X5CrNi18-9, } 1
X5CrNiMo17-12-2 ete) o Wik iley= ik 05-5 0.8-5 e?o B 0.95 - 0.8 B
o @ 0.5-2.2 0.8-2.2 0 -
[0}
\ 5
o
LNMX160611-1C0 9 g‘
. Chip- Cutting speed Depth of cut; a Feed: f(mm/rev) g
Workmaterials lpreakers| Grades | “yc (m/min) re: 0.8 r re:1.6 re:0.8 re:1.2 re:1.6 g
»
T9115| 120 - 250
TDR oof -54W 08 '362 11 '382 0.15-0.6 | 0.25-08 | 0.3-1
Steels T9125 80 - 180 R no mo
S45C, SCM415 etc.
(C45, 18CrMo4 etc.) T9115| 120 - 250 08-6
TWR - - 0.15-0.6 | 0.25-0.8 -

T9125| 80-180 0.8-3.2

T9115| 100
TDR 05-5 08-6 1-8 0.15-0.6 | 0.25-0.8 | 0.3-1

05-32 | 0.8-3.2 1-3.2

T9125 -980
Stainless steels
SUS304, SUS316 etc. TIRSEEH0-150 | o o | 5.7
(X5CrNi18-9, MDR > | 0.8-3.2 - 0.1-0.5 | 0.15-0.7 -
X5CrNiMo17-12-2 etc.) AH7 50-150 | 0-5-3.2| 0.8-3.

115| 100 - 180

e T9125| 80-180

05-5 0.8-6
05-3.2 | 0.8-3.2

- 0.15-0.6 | 0.25-0.8 -

sales@jnterui.com m 5-47
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S-type / Internal Turning

Positive rake / Screw-on system

Min. bore dia. Shank dia. Carbide
28mm~ 28~32mm Shank
Blind hole boring Min. bore dia: @Dm h
N
" STFPR/L _ =7 &
STFPR/L N = Q::&”“
L2
a L4
59 o
%ﬁ S CO8K-STFPRO7
91° ‘ f yamcum) @
RN )4
Lo ‘
Cutting edge style F L1 Right hand (R) shown.

I Steel Shank

Dimensions (mm)

Wrench

in. Clamning screw
Applicable inserts 1
RILIgDn oDs| f | L) L) h| b | a = i? - ~(hgo
S ESUAHA 8 | 8 | 4 |100|20 | 7 | - |10° 04| TPam | TS T-7F
(2 S08H-STFPR/L09 10| 8 | 551|100 | 16 | 7 - | 8 |04 o '?1?3 CSTB-2.2S| T7F
(0] 123~
S
2 | S10K-STFPR/L11 12|10 |65 |125 20 | o | - | & | 0200 N
[} ) — 0. -
© | S12M-STFPR/L11 1612 | 9 |150 | 24 | 11 | 115/ 4° ND Gz
‘T | S16Q-STFPR/L13 20 | 16 | 11 | 180 | 30 | 15 | 155 3° | 130500
o) ospin 530|| CSTB-3 T-9F
£ | S20R-STFPR/L13 24 | 20 | 13 |200 | 40 | 18 | 19 | 2° TeGH 2 2128 |
O S25S-STFPR/L16 31| 25 | 17 | 250 | 45 | 23 | 24 0 TPGA | 167300
it S32T-STEPR/L16 39 | 32 | 22 [300| 50 | 30 |_31 ' Qzizss)| CSTB-4 | TSF
T-CBNinserts (2 8-12~| T-DIAinsert (_ 3-22 ~
l Carbide Shank
O i, ) O g €
ol e =
CO8K-STFPR/LO7 8 4 7 | - | 10°| 04 | tpam | 7002 CSTB-2.28 | T-7F
‘ o 2127
CO8K-STFPR/L09 10 &@ 125 | - | 7 | - | & |04 090208 puizgmy OSTB225 | T-7F
C10M-STFPR/L11 12 | 1 6.5 | 150 9 6° 110200
- - 0.4 Sop30|| CSTB-2.5 | T-8F
C12Q-STFPR/L11 12 | 9 | 180 11 4° - 2 2123
C16R-STFPR/L13 0| 16 | 11 | 200 15 3 Ercepting | 1303000
- - 0.4 | Excert Soqoge| CSTB-3 | T-OF
C20S-STFP 24 | 20 | 13 | 250 18 2° TPGH 2 2123
TPGA’
025T-STF|§1 31| 25 | 17 |[300| - [ 23| - | 0° |08 16T3'3‘)E'2_123~ csTB-4 | T15F
Notes: ® When using a right or left hand insert, the right hand insert is used T-CBNinserts (2812~| T-DlAinsert (23-22 ~
for left hand toolholders and the left hand insert is used for right hand
toolholders.
[ @ : Stocked items. |
- Relating Sleeves jnterui.com
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P-type / Internal Turning Negative rake / Lever-lock system

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

Boring Min. bore dia: eDm h
PTFNR/L \ L
. ) A‘ i 77[77 \) » a
D g O
| 91 > —— S
< B Lo
a L1

%

Right hand (R) shown.

Cutting edge style F

I Steel Shank
Dimensions (mm) im | Lever [Clamping| gpring | wrench
Applicable inserts N @CT
oDs| f | L) L h | b | a = LSt
S32S-PTFNR/L16 @ ®| 40 | 32 | 22 |250 | 50 | 30 |29.5 ®*
10° 160400 | &he
S40T-PTFNR/L16 |® |@®| 50 | 40 | 27 |300| 55 | 37 |37.5 0.8 | TNOO 50708 | A/ 3 | LCS3 | LSP3 | P-2.5
S50U-PTFNR/L16 |@ 63 | 50 | 35 |350 | 65 | 47 |47.5| 8° ﬂ

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

Notes: ® When using a right or left hand insert, the right hand insert is used for left hand T—CE o ) 3-8 ~ | T-DIAinserts (2 3-21

gative rake / Multi clamping system
Steel

Shank

M-type / Internal Turning

MTENR/L

Min. bore dia.

232m

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

Blind hole boring Min. bore dia: gDm 0
] o
R PR St h e ————————————— 8
- | Q)
Lo
a L1
o= ———— -
Cutting edge style | Right hand (R) shown.
I Steel Shank
o » ~ 0O d o p a P _7 D t 5 amp °
a O € orne Applicable o
CEENE g P L
*
S25R-MTFNR/L16 32 | 25 | 17 |200| 40 | 23 2.5 12 0.8 | TNoOT | 1E04HE ey Mo oM ocss| - | P-2F |P-25
~ 2-70~
Notes: ¢ Whe i ght or left hand insert, the right hand insert is used T-CBNinserts (_~ 3-8 ~ | T-DIA inserts (_ 8-21
for left olholders and the left hand insert is used for right hand i .
toolhol Note: * marked parts type No. is former type No.

@ : Stocked items.
A : Will be replaced by new products.
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C-type / Internal Turning Positive rake / Clamp-on system
Min. bore dia. Shank dia. 1| [carbide
CTF P R/ I_ [ 016mm~ ] [m 2~32mm] l oo

Blind hole boring Min. bore dia: aDm

CTFPR/L \

f
©,
eDs‘
.

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

I Steel Shank

S12M-CTFPR/L11 @ /@®| 16 | 12 | 9 |150| 25|11 |11.5] 6° 110300
0.4 - -
S16Q-CTFPR/L11 |® | ®| 20 | 16 | 11 [180| 30|15 [ 15| 4° - 22:130-|
0 S20R-CTFPR/L16 (@ | ® 25 | 20 | 13 |200| 40 |18 |18.5| 2° Withouthol| 160300 ) )
8 S25S-CTFPR/L16 @ | ®| 32 | 25 | 17 |250| 45 |23 |22.5 0° 0.8 pP-3
E S32T-CTFPR/L16 (@ |®| 40 | 32 | 22 |300| 50 | 30 |29.5 PAT-32 | M3x0.5x6
§ T-CBN insed‘ 3544 ~| T-DIAinserts (3323
g O
g M Carbide Shank
C
PN 0 Dime 0 amp se e .
Q c O .-..> or; DP able e
= AL 16D oDs| f | L L | h | b Y| L =
C12Q-CTFPR/L11 (@ ® 16 | 12 | 9 |180 il TPOO 110300 | CSW-00
- - P-2.5 - -
C16R-CTFPR/L11 |@|®@| 20 | 16 | 11 |200 15 (Without hole) 221804 | csG-5s
Notes: e The hole of inserts conforms to ISO standard. T-CBN inserts (2 8-14 ~| T-DIA inserts (~_3-23
e When using a right or left hand insert, the right h I s used
for left hand toolholders and the left hand insert is u right hand

toolholders.

oolholders when using chipbreaker piece
| Clamp set | Chipbreaker piece

O Parts for positive-rake C

Toolholder Cat. No. | Shape
C12Q/ S12M-CTFPR/L11 s

CSG-5 CBT-2M, (S)

C16R / S16Q-CTFPR/L11
S20R-CTFPR/L16
S25S-CTFPR/L16 CSG-6 CBT-3M, (S, L)

S32T-CTFPR/L16
Note: When using chipbreak

, order above optional parts separately. Chipbreaker piece grade: TX30

[ @ : Stocked items. |

- Relati sI jnterui.com
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S-type / Internal Turning Positive rake / Screw-on system

_|_ F) | % Min. bore dia. Shank dia. Tsuppari- Steel Carbid(:

S U /I— [ QSmm~ ] [ G8~32mm ] [Ign::lr(‘){smnk Shankl

Boring .E

Min. bore dia: eDm Carbide reinforcement ; —

STUPR/L (omyI for T;:ll:ll:l) ‘L Qil Hole

TW \ o
9=

#

]
- Q
Q

/L I

Right hand (R) shown.

Cutting edge style U

I “Tsuppari-lchiban” (Reinforced with carbide)

Dimensions (mm)

Clamping screw| Wrench
Ennannnn o)
T12M-STUPR/L11-D14 |@ 14 7 24 | 59 1 O ]
- 112 150 11 - 4° | 0.4 T-8F
T12M-STUPR/L11 ® ® 16 9 25 | 58 CSTB-2.5
- = [ ] 18 9 3.5° CSTB-3S
T16Q-STUPR/L13-D18 |16 180 | 30 | 59 | 15 ‘ﬂ j_>|
T16Q-STUPR/L13 ® e 20 i1 ¥ 04 sosmg | CSTBS | o @)
' - 2-123~ =]
- = [ ) 22 |Rc1/4 35 : CSTB-3S =
T20R-STUPR/L13C-D22 20 200 49 | 18 o0 ng %
T20R-STUPR/L13 0 24 | - 13 40 TPGM, CSTB-3 2
TPGA 3
- - 13.5 40 1 [e)
R | | 27 P 250 64 |23 | - 8 1?;32'5'1':'2& CSTB-4S | T-15F S
T25S-STUPR/L16 ® ® 31 | - 17 45 ¢ 3
aQ
T-CBN inserts (_ 3-12~ T-DIA inserts (_ 3-22 ~ %

l Steel Shank

) — amping "
- O bore orne APP dple e 1
RIL|oBo | 005l £ | L] : == | &
ozo1O0O
S08H-STUPR/L07 8 8 4 (100 | 2 - 10°| 0.4 TPGM 2127 CcsTB-2.2s| T-7F -
090200
S08H-STUPR/L09 10 8 |55 (1 7 - 8° |04 [39-1234| |CSTB-2.28 T-7F -
12 1 2 2 _ o 110200
S10K-STUPR/L11 0 5|20 9 5 | o4 ouipas| |OSTB-2.5 T-8F ;
S12M-STUPR/L11 16 180 24 1 11 115 4°
° TPoo 130300
S16Q-STUPR/L13 20 11 | 180 | 30 | 15 |155| 3 0.4 *Eéf;eﬁ,tmg o3y | CSTB-3| TOF )
S20R-STUPR/L13 20 | 13 |200| 40 | 18 | 19 2° TPGM,
TPGA
H 161300
S$25S-STUPR/L16 25 | 17 | 250 | 45 | 23 | 24 o | os Soipas| (CSTB-4S| T-15F )
S32T-STUPR/L16 39 | 32 | 22 |300| 50 | 30 | 31
Oq TPOO | 130300
A20R-STU 24 20 13 200 40 18 19 0.4 *Excepting - 2-123~ CSTB-3 T-9F EA-20
TPGH,
oo |1eT300
A25S-STUPR/L16 31 | 25 | 17 | 250 | 45 | 23 | 24 0.8 (02-123~| |CSTB-4S| T-15F | EA-25
Notes: ¢ When using a right or left hand insert, the right hand insert is used for left T-CBNinserts (28-12~| T-DIAinserts (2 3-22 ~

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

[ @ : Stocked items. |

sales@jntgrwirs ' '
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S-type / Internal Turning Positive rake / Screw-on system

| | ) | { Min. bore dia. Shank dia. Steel| [carbide
S U /I_ { @8mm~ ] [ 28~32mm ] Shank
l Carbide Shank
E s oDs| f | Li|Le|La|m | b]|al. SPRAECARIE b= = [T
CO8K-STUPR/LO7 0r0lE . |csTB-2.28| T7F
- 8 8| 4 |125| 45| - | 7 | - |10°| 0.4 | TPGM _ 2127 2. -
09020001
CO08K-STUPR/L09 10 8 | 551|125 - - 7 - g | 04 2123~ CSTB-2.2S| T-7F
C10M-STUPR/L11 12 10 | 6.5 | 150 9 6° 110200
- - - 0.4 (>2-123-| |[CSTB-2.5| T-8F
C12Q-STUPR/L11 16 121 9 | 180 11 4° TPOO
C16R-STUPR/L13 20 16| 11 | 200 15 3° "Excepting| 13030001 ’v
- - - 0.4 |TPGH, 2-123~ T-9F
C20S-STUPR/L13 24 20| 13 | 250 18 2° Thon x’
16T3
C25T-STUPR/L16 31 25|17 /300 - | - | 23| - | 0°|08 YR STB-4S | T-15F
% E08J-STUPR/LO7 8 8 4 1o 40 7.5 @D CSTB-2.2S T-7F
e} - - : b 104 |TP 103 e -
o | E08G-STUPR/LO7 90 0 22123
S | E08J-STUPR/L09 110 0s0200
= 10| -| 8|55 - - 175 -] - |o. (3251232 |CSTB-2.2S|  T-7F
c_éi E08G-STUPR/L09 90
3 E10K-STUPR/L11 120 o
< 12 | - | 10 | 6.5 95| -
Q E10H-STUPR/L11 100 TPOO
|<£ -l - 0.4 s Excepting 110200 CSTB-2.5 T-8F
E12L-STUPR/L11 130 ~2-123~
16 | - | 12 9 . - - Iggn
E12J-STUPR/L11 110 TPGA
E16M-STUPR/L13 150 130300
20 - 16 | 11 15.5| - - 0.4 2123~ CSTB-3 T-9F
E16L-STUPR/L13 130
Note: ® When using a right or left hand insert, the righighand insert is used for left hand T-CBN inserts (283-12 ~ T-DIAinserts (2 3-22 ~
toolholders and the left hand insert is used for rj nd toolholders.
s
[ @ : Stocked items. |
- Relating Sleeves jnterui.com
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P-type / Internal Turning Negative rake / Lever-lock system
Min. bore dia. Shank dia. Teuppari-| [ carbide
220mm-~ 216~50mm Shank ) | Shank

Boring Carbide reinforcement . -

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

NORS el ———-—- —-
[©) 1

a
oDs
®

L2 | ‘ L3
L+
o r—

I “Tsuppari-lchiban” (Reinforced with carbide)

Right hand (R) shown.

Cutting edge style U

L] M--ﬂﬂ 5
T16Q-PTUNR/L11 |@® 20 | - 180 0.4 110300 - LoLaon
- : 2-70~ B B
T20R-PTUNR/L11C |@® 25 cot/4 20 |13 /200 35| 49| 18 12° > V
C
o ELST317B
T25S-PTUNR/L16C | @ 32 25|17 |250| 40| 64 | 23 12 ™NOO ‘” LCL3 R/L j_>|
- 4 2 | 22 1 0
T32U-PTUNR/L16C | @ 0 3 350| 50 | 103] 3 ol 08 6 Los3 | p-2.5 LsP3 o ('_)
T40V-PTUNR/L16C | @ 50 |Rc1/2| 40 | 27 | 400| 55 | 88 | 37 70~ RIL %
LCL3 3
T50W-PTUNR/L16C| @ 63 50 | 35 |450| 65| 63 | 47 8° E_)
inserts (2 3-8~ | T-DIAinserts (2 3-21 g
>
i Steel Shank o S
0 d i — Z
a O '.': e AD able e !!! @ S
RIL| o MIIIII sl | RAIENES
S16M-PTUNR/L11 @ @ 20 150 15.5 |44° 110300
0.4 LCS22A | P-2F | LCL22N - - -
S20Q-PTUNR/L11 (@ | ®| 25 |20 |13 [180|35 |18 S 2270~
S25R-PTUNR/L16 @ @| 32 |25 |17 20040 |2 12°| 0.8 160408 1) os3 | p-2.5 | LoLa3| Lsp3 FSTIB|
- o2t70= ’ RL
A32S-PTUNR/L16 (@ @| 40 |32 |22 |2 0 29.512°| 0.8 | TNOO | 160400 || cs3| p-2.5| LCL3 | LSP3 |-ST317B| EA-32
2 2-70-~ AL
Notes : ® The hole of inserts conforms to, IS rd. T-CBNinserts (2 3-8 ~ | T-DIAinserts (2 3-21

© Toolholder lengths do not al to ISO.
* When using a right or left insert, the right hand insert is used for left

hand toolholders and the left haR@’insert is used for right hand toolholders.

[ @ : Stocked items. |

sales@jntgrwirs '
g i e e




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

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

__SWUBR Min.boredi: oD :

%’ 7“:}»7@? — = /( lj
N

—\
==
|
a

oDs

Right hand (R) shown.

Cutting edge style U

I Steel Shank
Dimensions (mm) \ Applicable Clamping screw | Wrench
e £ n inserts
S08H-SWUBR036 6 3.1 18
8 100 7| - 122 - |o
S08H-SWUBR037 7 3.6 20 =
[0
o} .
S N Carbide Shank
< ——— :
o
O O ~ —
= Lol L f— -]
- | m-
& | CO8K-SWUBR036 6 3.1 30
£ 8 125 4 | wBOO |o030100| CSTB-2 T-6F
Q | Co8K-SWUBR037 7 36 40 2132
|_

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

[ @ : Stocked items. |

—_ Relatin Sleeves jnterui.com
554 I IS



S-type / Internal Turning Positive rake / Screw-on system
Min. bore dia. Shank dia. Touppari-| (4o o) Carbid;
SC I—C R/I— [ 210mm-~ ] [ 28~25mm ] [I'Sz:nk} [Shgn?} [Shankl

Boring & Internal facing Carbide reinforcement

schRIL Min. bore dia: eDm (Only for TOOID) o|| -
~_. éj

a L+

Right hand (R) shown.

Cutting edge style L

I “Tsuppari- Ichlban” (Relnforced with carbide)

Clamping screw |  Wrench

Std.
corner

re

T12M-SCLCR/L0O6 |®|® 16 | - |12 |9 [150| 22 |59 |11 | - [10°| 0° | 0.4 T-8F

T16Q-SCLCR/L09 |® ®| 20 | - |16 |11 [180|27 |59 |15 10°

_|
T20R-SCLCR/L09C |®|®| 25 |Rc1/4|20 |13 (200 |35 |49 |18 | - | 8° | 0° | 0.8 CSTB-4S T-15F (:%
T25S-SCLCR/L09C |@ @ 32 [Rc1/4 25 |17 250 40 | 64 | 23 6° g
VBN inserts (23-12 ~| T-DIAinserts (2 3-22 E_;
l Steel Shank g
s TG Z g
: o o Applicable inse _— aQ
EAE II T T = =17 ¢
S08H-SCLCR/L06 10 100 13° CSTB-2.58
- 04 060200 o
S10K-SCLCR/L06 13 | - | 10| 7 |125 - 12°| 0° | O. 96~ -
25 > CSTB-2.5
S12M-SCLCR/L06 16 121 9 |150 1.5/ 10° cenn
S16Q-SCLCR/L09 20 16 | 11 |180 5 |15.5| 10°
_ _ ol 08 097300 ) .
S20R-SCLCR/L09 25 20 [ 13 |200| 3 18 | 19 o 0 S296s CSTB-4S | T-15F
S25S-SCLCR/L09 32 25 | 17 40 23 | 24
T-CBNinserts (23-12 ~| T-DIAinserts (2 8-22
 Carbide Shank ‘
c O e App able e o —
RIL| g5 IIIIHII — 1
CO08K-SCLCR/L06 8 125/21.5 13° CSTB-2.5S
C10M-SCLCR/L06 10 7 |150 9 12°) 0° | 0.4 0602010 T8F
i - ' £2:96-]| csTB-2.5
12| 9 [180 11 10°
ccoo
16 | 11 |200 15 10°
1 e 091300
- |20(13 250, - | - | 18| - | 8| 0°| 08 296 CSTB-4S | T-15F
C25T-SCLCR/L09 25|17 |300 23 6°

Notes: ® The hole of inserts conforms to ISO standard. T-CBNinserts (28-12~| T-DIAinserts (2 8-22

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

[ @ : Stocked items. |

sales@jntgrwes ' '
TVEEREE B> 55
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P-type / Internal Turning Negative rake / Lever-lock system
Min. bore dia. Shank dia. Tsuppari| [Gpo o)
PC I—N R/I— [ 220mm-~ ][Q16~50mm] l Sh:?

Boring / Facing
g

Carbide reinforcement

PCLNRIL M|n bore dia: gDm (Only for TODOO) h Oil Hole
A \ ] 1 of
* @ T el S =——4 @3

L4

Cutting edge style L Right hand (R) shown.

I “Tsuppari-Ichiban” (Reinforced with carbide)

RlL| 5 m..nn i
T16Q-PCLNR/L09 |@ 20 | - 180 14°
0903000 V
T20R-PCLNR/LOSC |® | | 25 | 120 |13 20035 |49 |18 | - |12°| 0.8 o402 |LcSMP oF |clsoN - | -
T25S-PCLNR/L0OSC (@ | | 32 25 [17 |250 |40 | 64 |23 11° ‘ﬂ
cNOo
T32U-PCLNR/L12C |® | | 40 32 |22 (350 |50 {10330 11° 1
T40V-PCLNR/L12C |@® 50 |Re1/2| 40 |27 |400 |55 |88 |37 | - |10°| 0.8 452 LCS4 | P-3 | LCL4 LSF({:/‘I‘_ZB LSP4
T50W-PCLNR/L12C |® 63 50 | 35 450 |65 | 63 | 47 8°
T-CBN inserts (2 38-7 ~ | T-DIAinserts (2 8-21
I Steel Shank
Al | & na. BIEIRS ]
S16M-PCLNR/LO9 (@ |® 20 | . 150 14°
0903001
S20Q-PCLNR/L0O9 @ |® 25 | _ | 20| 13 (1803 19 |12°| 0.8 (351457 |LCS22A] P-2F |LCL2N
S25R-PCLNR/L0O9 (@ |®| 32 | - | 25|17 | 200 23 | 24 |11° -
S32S-PCLNR/L12 |®|®| 40 | - [ 32|22 |250|5 30 [29.5| 11° -
S40T-PCLNR/L12 |@ |®| 50 | - | 40| 27, 55| - | 37 |37.5/10°| 0.8 sy 1034 | P8 | Low LsgfLZB LSPa
S50U-PCLNR/L12 (@ |@

63 - 50< 507 65 47 |47.5| 8°
Notes: ¢ When using a right or left hand ins@e ight hand insert is used for left hand T-CBNinserts (2 3-7~ | T-DIAinserts (2 3-21

toolholders and the left hant& d for right hand toolholders.

[ @ : Stocked items. |

- Relati s jnterui.com
o [EEENIED> W



M-type / Internal Turning

Negative rake / Multi clamping system

Min. bore dia. Shank dia. Steel
MCLNR/L “sges] [ Sommm ) [stee
e ]
]85 - 3
Lo
a Lq
o A
e ol ) |
Cutting edge style L Right hand (R) shown.
l Steel Shank
a D - 0 , ock p amp ook pin_ |50 A_ 5
a O 0 ADD ble S
N '. » b o g h.% ﬁﬂ L
S25R-MCLNR/L12 (@ @®| 32 |25 | 17 |200| 40 | 23 |22.5/12°| 0.8 | CN 120400 T |p -
= . . (|| MLP44 |mcCi MCS6R0 P-25F | P-3
 2-42~

T-CBN inserts_ ( T-DIA inserts (2 3-21 -
>
o) 5
S-type / Internal Turning tive rake / Screw-on system @
Min. bore dia. Shank Tlsuhpgari- g_)
o14mm~ 212 ghla:;: Co_)i
=
o
. . Q_
Boring / facing ) . arbide reinforcement ﬂ @
Min. bore dia: eDm nly for TOICICI) h »
SCLPR/L : Y ‘ Oil Hole
: @-
a
Cutting edge style I Right hand (R) shown.
I “Tsuppari-Ichiban” (Rein ith carbide)
o ) e O d amping
| oDs| 7 | L\ Lo | Lol h] a0 = =T
T12M-SCLPR/L08-D14 14 7 22 4° 0802000
- 12 150 59 | 11 5° 104 CSTB-3L050 T-9F
T12M-SCLPR/L08 16 9 25 30 £2-102+
T16Q-SCLPR/L09-D1 18 9 27 3.5° CSTB-4L060
- 116 180 59 | 15
T1GQ-SCLPRIbO ® ® 20 30 4° CSTB-4S
T 11 crPOO
T20R-SCL 22 @ 22 |Rct/4 CSTB-4L060
20 200| 35|49 | 18 | 2°| 5°| 0.8 0903,?5)2 T-15F
T20R-SCLP 9 e e® 25 | - 13 £2-1024| (csTB-48
T25S-SCLPR/L09C-D27 |@ 27 |Retn 13.5 1° CSTB-4L060
25 250 | 40 | 64 | 28
T25S-SCLPR/L09 e e 32 | - 17 0° CSTB-4S
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand toolholders and the left hand insert is used for right hand
toolholders.
[ @ : Stocked items. |
sales@jntgranin sl '
g eeves —
TR > 5



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

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

Boring / facing

Min. bore dia: @Dm h

Cutting edge style L Right hand (R) shown.

I Steel Shank

S16M-PWLNR/L06
S20Q-PWLNR/LO6 @ @ 25 | 20 | 13 (180 | 35 | 18 | 19 | 14°| 0.8
S25R-PWLNR/LO6 |@|@| 32 | 25 | 17 |200| 40 | 23 | 24 | 12°

LCS33 - P-2F

060400

~ 2-80~

LCL3 | LCS3B| LSP3 | P-25

a
(0]
o
£ ¢
g M-type / Internal Turning ga rake / Multi clamping system
|_
- Steel
c Shank
[©]
<
2 Boring / facing
= Min. bore dia: eDm
° I ) T
= — g - [} Q
O 1l Q St
Lz L1
h
o ,L_"{E

Right hand (R) shown.

Cutting edge style I.

I Steel Shank

L i P AT Rl © (> £ O | L

S25R-MWLNR/LOS |4 | A 25 | 17 |200| 40 | 23 [22.5 12°
S32$-MWLNF¥L 44 |32 | 22 |250| 50 | 30 [29.5

0.8 | wNODO Oioigu MCPM-6 MO P-25F | P-2.5
S40T-MWLNR/EOS |a | A| 54 | 40 | 27 |300| 60 | 37 |37.5/ 10° MLP46 o

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

T-CBNinserts (2 3-9

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

- Relati sI jnterui.com
o EEENIE> W



S-type / Internal Turning Positive rake / Screw-on system
: Min. bore dia. Shank dia. Steel||carbide
SEXPR/L (o5 atm | I

Boring & facing

SEXPRIL Min. bore dia: @Dm h

)}
o e B . ) — B Q1.
| pon % 7l B%
\Z/ Lo
a 10° L1
Cutting edge style x Right hand (R) shown.

l Steel Shank

lamping screw| Wrench

Cl
Applicable inserts * 4

Dimensions (mm)

S08H-SEXPR/L045
JS08H-SEXPR/L045 ([ ] 2.7

8 100 7 - 12°| 0.4
S08H-SEXPR/L047

CSTB-2 | T-6F

JSO08H-SEXPR/L047 [ ] j_>'
T-DlAinserts (2 3-23 C_)

)

i Carbide Shank g
O

R Applicable inserts > Y

LTl 8

>

CO08K-SEXPR/L045 55 2.75 28 o
8 125 7 040100 CSTB-2| T-6F %

CO8K-SEXPR/L047 7 3.6 40 « 2-111 3

T-DIAinserts (_~ 3-23

Notes: ® When using a right or left hand insert, the right hand insert is us r left hand
toolholders and the left hand insert is used for right hand toolhold

S-type / Internal Turning Positive rake / Screw-on system
Min. bore dia. Shank dia.
SSKPR/L st ) (01652 [See

Through boring

&0 n. bore dia: gDm ‘ ,
P

0: “
Cutting ¢ Q Right hand (R) shown.

l Steel Shank
' AL, E!--IIII = 1T
S16Q-SSKPR/L09 20 180 15.5 08 0903000 cstBas | TASE
S20R-SSKPR/L09 24 | 20 | 13 | 200 | 40 | 18 | 19 | 2° ' - w2114
S25S-SSKPR/L12 31 | 25 | 17 | 250 | 45 | 23 | 24 | 2° 120400
0.8 CSTB-5 | T-20F
S32T-SSKPR/L12 39 | 382 | 22 [ 300 | 50 | 30 | 31 0° L2114
Notes : ® The hole of inserts conforms to ISO standard. T-CBN inserts (2 3-15

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

[ @ : Stocked items. |

sales@jntgrwes '
TEEREED B> 5o




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

Min. bore dia. Shank dia.
PSKNR/L (o) o) e

Through boring
Min. bore dia: e6Dm h
N I
T&# — & (o)<
“— 75% @ DI I — Q Z
L2
L+
a
Cutting edge style K Right hand (R) shown.

I Steel Shank

Dimensions (mm)
Applicable inserts

S32S-PSKNR/L12 | @ 40 29.5
S40T-PSKNR/L12 (@ 50 | 40 | 27 |300 | 55 | 37 |37.5
S50U-PSKNR/L12 (@ 63 | 50 | 35 | 350 | 65 | 47 |47.5| 8°
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand T—C@

10° 120400

LCS4 | LSP4 P-3

Q 3-8 ~ | T-DIAinserts ( 3-21

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

}tive rake / Multi clamping system

dia. Steel
Shank

M-type / Internal Turning

MSKNR/L
Boring & through boring 0
MSKNR/L Min. bore dia: eDm

Min. bore dia.

232mm

[0
P
[0}
i)
(]
<
8
'_
T
«
p-
[0
o
I=
2
'_

|
oDs

L1
Cutting edge style I Right hand (R) shown.
I Steel Shank
0 ! Dime 0 y ock p clyle ° S || ey
a O orne APP able € D
- oD 0 O % % ﬁa L
S25R-MSKNR/L12 2 |25 |17 |200| 40 | 23 [22.5 12°| 0.8 | snoOo | 1204HH oL &
= . . 2 2-61~ MLP44 | Beor 0 | MCs620-3 | - P-2.5F | P-3
Notes: ¢ Whe % ht or left hand insert, the right hand insert is used for left hand T-CBNinserts (2 3-8 ~ | T-DIAinserts (2 3-21
toolho’S the left hand insert is used for right hand toolholders. Note: « marked parts type No. is former type No.

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

n | H i.
S - [



C-type / Internal Turning

CSKPR/L

Positive rake / Clamp-on system

Shank dia. Steel || carbide
Shank )\ Shank

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

Boring & Through boring

CSKPR/L

Cutting edge style K

Min. bore dia: e6Dm

Right hand (R) shown.

I Steel Shank

Shim screw

Wrench | Shim

td.
corner

S16Q-CSKPR/L09 (@ 20 | 16|11 |180| 30 | 15|15 | 4° 0.8 0903010
S20R-CSKPR/L09 @ @ 25 | 20 | 13 |200| 40 | 18 [18.5 2° | (\?vl':tEDt 2 2116
ithou
S25S-CSKPR/L12 |e@ 32 | 25|17 |250| 45 | 23 |22.5 o | 08 hole) 120300 b3 - - 4
S32T-CSKPR/L12 40 | 32 |22 |300| 50 | 30 [29.5 PAS-42| M3, 3
T- s (8-14 ~| T-DIAinserts (_~ 3-22 %
l Carbide Shank B
)
Qo
=
o
&
_ 090300 _ ~ _ _ %)
C16R-CSKPR/L09 (@ 20 | 16 2116 CSG-55 P-2.5
Notes: ¢ When using a right or left hand insert, the right hand insel T-CBN i 44~ T-DIAi 22
for left hand toolholders and the left hand insert is used inserts (A inserts (2 822 |
hand toolholders.
o Parts for positive-rake C-type toolholdergen using chipbreaker piece
Toolholder Cat. No. Shape | Clamp set | Chipbreaker piece
S20R - CSKPR/ L09
S25S - CSKPR/ L12
$32T - CSKPR/ L12 CSG-6 CBS -4M, (S, L)
Note: When using chipbreaker piece, order e optional parts separately. Chipbreaker piece grade:TX30
s
[ @ : Stocked items. |
sales@jntgrain S| '
g eeves —
R > 5o



S-type / Internal Turning

SDUCR/L

Positive rake / Screw-on system

Min. bore dia.
213mm~

Shank dia. Steel Carbide
[Q1 0~25mm ] Shank

Internal profiling

Min. bore dia: eDm

SDUCR/L

Cutting edge style U

Right hand (R) shown.

l Steel Shank

Clamping screw Wrench
Applicable inserts D" =

S10K-SDUCR/LO7
$12M-SDUCR/LO7 T-8F
$16Q-SDUCR/LO7
é S20R-SDUCR/L11 25| 20 | 13 | 200 | 35 | 18 | 185| & | soo [OSTB-4S|
O |s255-SDUCR/L11 32| 25 | 17 | 250 | 40 | 23 | 24 | 4° 224054 | cSTB-4
B QBN inserts (2 8-12~| T-DIAinserts (~ 3-22
w MB Carbide Shank
S SGErARATS s il —
< | c1om-SDUCR/LO7 13| 10 | 7 | 150
C12Q-SDUCR/LO7 16| 12 | 9 | 180 8° | 0.4 07322‘_:1'0‘:‘5~ CSTB-2.5| T-8F
C16R-SDUCR/L07 20 | 16 | 11 | 200 6° pcoo
C20S-SDUCR/L11 25 | 20 | 13 | 250 8° | 0.4 11300 | co1R-45| T-15F
> 2-105~

Notes: e The hole of inserts conforms to ISO standard.
e When using a right or left hand insert, t
hand toolholders and the left hand insert i§Use

hand insert is used for left
r right hand toolholders.

- Relati sI jnterui.com
o RN W

T-CBN inserts (23-12 ~| T-DIAinserts (2 3-22



P-type / Internal Turning

Negative rake / Lever-lock system

Min. bore dia. Shank dia. Touppari-| (4o 0]
P D U N R/ I_ { @25mm~ ] [a20~5omm] ihiban | >.ee

Internal profiling
. ) Carbide reinforcement ﬂ —
PDUNRIL Min. bore dia: gDm (Only for TOOO) h Oil Hole
i iz \ I ] of
1%5' ’’’’’’’’’’’’’’’ =7 —9% @ﬂ
Lo ‘ Ls
a L+

Cutting edge style U

Right hand (R) shown.

I “Tsuppari-lchiban” (Reinforced with carbide)

Dimensions (mm)

Std.
corner|

Clamping
oW Wrench | Lever

Shim | Spring

Applicable inserts

Li|L|Ls| h | b |a re
T32U-PDUNR/L15C (@ 40 32 |22 |350| 50 |103| 30 13° 0.8
3 . _ of 150400 LoL4 [-SP42B| | gpy
T40V-PDUNR/L15C (@ 50 |re2| 40 |27 |400| 55 | 88 | 37 10 .50~ R/L
T50W-PDUNR/L15C | @ 63 50 |35 |450|65 |63 |47 8° 4
T-DIA inserts (C_3-21 | 35
I Steel Shank =1
3 O dia _ orne D b ! =
]| & oo ¢ 1T s [0 [ 6] o LR &
S20Q-PDUNR/L11 (@ | @ 25 20113 /180| 35 18119 | 14° 11040000 |LCS22A| P-2F |LoL3aNL g
S25R-PDUNR/L11 (@ |@| 32 i 251171200140 | ~ | 23|24 |1 ' &£ 252~ || |cs3 | p2s [LoLaaL S Lspy %
»
S32S-PDUNR/L15 (@ (@ 40 32 |22 25050 30 [29.5 13° DNOO
150400 LSD42B
S40T-PDUNR/L15 |@ @] 50 | - |40 |27 |300|55| - |37 0.8 Samspy| | LS4 | P8 | Lo | OFF Lspa
S50U-PDUNR/L15 (@ @ 63 50 |35 | 350 65
Notes: ¢ When using a right or left hand insert, the right hand jgi§eft i d for left hand T-CBNinserts (2 8-7 ~ | T-DIAinserts (2 3-21
toolholders and the left hand insert is used for right d t@@lholders.
M-type / Internal Turning Negative rake / Multi clamping system
‘ Min. bore dia. Shank dia. Steel
232mm~ @25mm Shank
Internal profiling Min. bore dia: eDm
MDUNR/L a2 e ———— 15
e l Y - ] @
Lo
L+
B
Cutting edge style u a Right hand (R) shown.
I Steel Shank
o o » - 0 g ock p amp ping kD et
- R ,‘.,' o) b O g (h% F L
110400 MCL- 6+
- o MLP33L 4| MCS620-3 - P-2F P-3
S25R-MDUNR/L11 |A |A| 32 |25 |17 |200 |40 | 23 |22.5/12°| 0.8 | DNOO = 252~ MCPM-21
Notes: ® When using a right or left hand insert, the right hand insert is used for left hand Note: + marked parts type No. is former type No.
toolholders and the left hand insert is used for right hand toolholders.
@ : Stocked items.
A : Will be replaced by new products.
esaitericon EERWEN> 5
pages



S-type / Internal Turning Positive rake / Screw-on system
Min. bore dia. Shank dia. Tsuppar-| | Steel Carbid;
SDQC R/ |_ [013mm~ ] [a10~25mm] {';n':::} {eeJ {

Internal profiling o
. - Carbide reinforcement ﬂ =

SDQCRIL Min. bore dia: 6Dm (Only for TOODO) h O Hole
: I [

ﬁ—?—?‘{— ————————————— g é"]
T 1075,/ I 1t ) ) 2|
Lo ‘ Ls

a Ly

Right hand (R) shown.

Cutting edge style Q

I “Tsuppari-lchiban” (Reinforced with carbide)

) Dimensions (mm) Aoslicable insert Ca
pplicable inserts _4 —T
o] e e [ n o o ! U
([
T16Q-SDQCR/LO07 20 | - | 16| 11 (18027 | 89 | 16| - 6° | 0.4 T-8F
bDcOO
T20R-SDQCR/L11C © @ | 25 20 | 13 |200| 35 | 49 | 18 6° CSTB-4M
5 Rot/4 - 0.8 T-15F
8 T25S-SDQCR/L11C (@ |®| 32 25|17 |250| 40 | 64 | 23 4° CSTB-4
E s (w312 ~| T-DIAinserts (o 3-22
(@]
o M Steel Shank
. ock| Min . :
= O dia alele aple e o —
k5 R|L| 8 : f=—=| = LT
£
O S10K-SDQCR/L07 13 1
070200
|<£ S12M-SDQCR/L07 16 ° 104 2105 CSTB-2.5| T-8F
S16Q-SDQCR/L07 20 6° bDcOO
S20R-SDQCR/L11 25 6° 111300 | CSTB-4M
0.8 TR T-15F
$255-SDQCR/L11 32 4° £2:405] | o5TR-4
T-CBNinserts (~23-12 ~| T-DIAinserts (- 3-22
l Carbide Shank
0 g » 0 . e <
O " orne APP apble e T
/[L| & [P 7 e [oe s [ o ]2 | = =TI
C10M-SDQCR/L07 13 7 1150 9 10°
C12Q-SDQCR/LO7 16 12 9 | 180 11 7 | 04 070208 |os1R05| T-8F
- h - : « 2-105 :
C16R-SDQCR/L07 16 | 11 | 200 15 6° DcOO
117300
C20S-SDQCR/L11 -|20|13|250| - | - |18 | - | 6°| 08 (sorps| | CSTB-4M|  T-15F
Notes: » The hof® rts conforms to I1SO standard. T-CBNinserts (2812 ~| T-DlAinserts (2 8-22 |
e Wh ﬂa right or left hand insert, the right hand insert is used for left
hand t olders and the left hand insert is used for right hand toolholders.

[ @ : Stocked items. |

—_ Relatin Sleeves jnterui.com
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S-type / Internal Turning Positive rake / Screw-on system

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

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

Right hand (R) shown.

Cutting edge style u

I “Tsuppari-lchiban” (Reinforced with carbide)

0 ) e O d Scrow
bore | O orner| A able o
a5 5
T20R-SVUBR/L11C |® 25 |re1/4| 20 |14 [200| 30 | 59 [121]| 18 8° | 0.4 | vBOO 11030000
- © ; : 2133

S-type / Internal Turning

SVUCR/L sl

D L

Tramban | [Steel
Shank Shank
rbide reinforcement ﬂ

nly for TOOO) h Oil Hole

SJ19P|0Y|00] [eulsiu] OVL

Internal profiling

Min. bore dia: eDm

: )] ol
“‘I 93;@ o 4 ——————— — 77771 73& i
La ‘ Ls
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Cutting edge style U Right hand (R) shown.
I “Tsuppari-lchiban” (Rein with carbide)

d
O = APP aple

i ) e O oo i : .
3 0 E dia . = <o>| [mm L
T25S-SVUCR/L16C | @ Rel/4) 25 |19 250 | 40 | 64 23 5° | 0.8 | vcOO 190400 ol T-15F
- o - . : Qoass|| | B

T-CBN inserts (2 3-13 ~| T-DIAinserts (_ 3-22 ~

I Steel Sh
o Dime 0 d scrow | Wre e ©
. b bore O 0 e APP aple e
el B oo T e o o |||
S25S-SVUCR/L16 32 25 |19 | 250]| 40 23|24 | 5° - - -
S32T-SVUCR/L16 40 | - |32 22 (300/50 | - | - |30]31] 3 |08 | veoo | 0% |eaa|Tesr
.~ 2135 SSV32| orss-a5| P-3.5
S40U-SVUCR/L16 50 40 | 27 | 350| 60 37 |38.5| 1° (Gradeioa0)
Notes: ® The hole of inserts conforms to ISO standard. T-CBNinserts (_ 3-13 ~| T-DIA inserts (_ 3-22 ~

e When using a right or left hand insert, the right hand insert is used for left hand
toolholders and the left hand insert is used for right hand toolholders.
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S-type / Internal Turning Positive rake / Screw-on system
Min. bore dia. Shank dia. Tlsuhpgari.
225mm 220mm Shark

Internal profiling
) .. Carbide reinforcement ﬂ —
SVQBR/L Min. bore dia: eDm (Only for TOOO) h Oil Hole
H —
. ] o

] T @

~ W—QES$‘*’*’*’*’*’*’*’%’*’ ’**Ql

A 117.5{ © I IL | ST
Lo ‘ L3

a L+

o+

Right hand (R) shown.

Cutting edge style Q

I “Tsuppari-lchiban” (Reinforced with carbide)

e | O Dimensio : amoing |\yre T .
S DD kel — -G L
25 |Re1/4| 20 | 1

110300
T20R-SVQBR/L11C | @ 41200(30|59|18| - | 7°| 5°| 0.4 | vBOO 2133 5 - - -
Notes: e The hole of inserts conforms to ISO standard. ‘ﬂ T-CBNinserts (2 3-13 ~
S-type / Internal Turning Qtive rake / Screw-on system

| { Min. bore dia. Shank Tsuppari- lSteeI
SVQC /L { Q32mm~ ] [ Shank
Internal profiling

. . ide reinforcement
SVQCR/L Min. b?re dia: eDm for TOOIO) h
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Right hand (R) shown.

Cutting edge style Q

I “Tsuppari-lchiban” (Rein with carbide)
0 o » e 0 d e
. R 5 °laD blale . SPRACABIE INSE = =1r| <<>| [mm L
T255-SVQCR/L16C| ® ot 25| 17250/ 40 | 64| 23| - | 5°| 0°| 0.8 | VOO | coggg oS TASF| - | - | -

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

Dimensions (mm)

0s| | Lo el o) b a6 ]
25117250/ 40 23|24 | 5°

Applicable inserts
Bl

S§255-SVQCR/L16 32

) °l 0° 160400 ose-3.5 T-15F
S32T-SVQCR/L16 40 32(22/300/50| - [30|31| 3° 0°| 0.8 | vcOO 52135 4 50 T- ssvan Iorssad pas
S40U-SVQCR/L16 50 40| 27 |350| 60 37 38.5] 1° (Grade030)

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

Notes: e The hole of inserts conforms to ISO standard.
e When using a right or left hand insert, the right hand insert is used for left
hand toolholders and the left hand insert is used for right hand toolholders.
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S-type / Internal Turning Positive rake / Screw-on system

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

Min. bore dia: eDm h

\ ! ,
: ] N , - . — & .o
- Op et [ I ) © |

Ls | 93°] L2

Internal retracting

Right hand (R) shown.

Cutting edge style z

I Steel Shank

in. Dimensions (mm) \ Applicable Clamping screw‘ Wrench
oo [ e o Lo o o (| meee (Do fimE
S12M-SDZCR/L07 14 | 12 | 10.5| 150 | 32.5 11 | 11.5] 9°
12.5 5 . - ~
S$16Q-SDZCR/L07 16 | 16 |12.5| 180 | 375 15 |155| 8° STB-2.5 | T-8F
S20R-SDZCR/L11 20 | 20 |[15.5| 200 | 40 18 | 19 8° CSTB-4S
14.4 6.5 T-15F ;_>'
S$25S-SDZCR/L11 25 | 25 | 18 | 250 | 50 23 | 24 | 6° CSTB-4M ®)
s (L3-12~| T-DlAinserts (2 3-22 %
. S
l Carbide Shank 3
—— n 5
5 £ bore D € O d. AVele aple Q
Rl & oo ] o [ [n o il 0— | =TT ¢
Q
C12Q-SDZCR/L07 18 | 12 | 105 180 11 o 070200 2
- | 125 - 4.5 | 0.4 | bcOO CSTB-2.5 T-8F
C16R-SDZCR/L07 22 | 16 | 12,5 | 200 1 6° 2-105-
Notes: ¢ The hole of inserts conforms to ISO standard. T-CBN inserts (283-12 ~| T-DIAinserts (2 3-22
e When using a right or left hand insert, the right hand insert is right hand
toolholders and the left hand insert is used for left hand to

Negative rake / Lever-lock system
Min. bore dia. Shank dia.
|
040mm~ ] [a32~5omm] |Ssﬁ§nf

Min. bore dia: Dm h

P-type / Internal Turning

PDZNR/L

Internal retracting

| PDZNR/L |
DZNR/L o *L =% )=
o5 93°

L4

o
Right hand (R) shown.

¢
[

‘z[s

I Steel Shank

0 . Dime 0 d. o eve pring [Wre
~ el o] T fn e ol ; 8L
S32S-PDZNR/L15 |@|@| 40 | 32 | 22 | 275 | 55 | 30 |29.5| 13°

S40T-PDZNR/L15 |@®| | 50 | 40 | 27 |325 | 60 | 37 |37.5| 10°| 0.8 | pnmm | 20400 15248/, 01 4|\ csa|LsPa| P-3
o 252~

S50U-PDZNR/L15 |@ 60 | 50 | 35 | 375 | 65 | 47 |47.5| 8&°

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

BLM type (Round shank for StreamJetBarMini)

h
@)
2 3
10 L1
Dimensions (mm) Replacement parts
Clamping screws *
Cat.No-|Stoek| 6po | oDi|oDn| L1 | h | b |S1|S2| 88— = s waosvi”}'é’é‘éw)
BLM159-04 | @ 4 15 | 15
BLM159-05 | @ 5 CA-16
15.875 15 |100| 15 |15.875| 5 SSHM4-4 | SSHM4-4 | SSH pP-2
BLM159-06 | @ 6 20 | 20 (M6)
BLM159-07 | @ 7 A
¢ | BLM16-04 ° 4 15| 15
< | BLM16-05 ° 5 CA-16
S 15 [100/ 15| 16 | 5 SSHM4-4 | SSHW4- HM4-4 | P-2
£ |BLM16-06 | @ 16 7% 20 | 20 (M6)
S [ BLM16-07 ° 7
'(:B BLM19-04 ° 4 15 | 15 M4-6 | SSHM4-6
¢ | BLM19-05 ° 5 CA-16
= pP-2
£ |BLM19-06 o | 1905 ¢ | 18100118 119.05) 5 20 | 20 SS% SSHM4-4 | SSHM4-4 (M6)
o [Bmi9-07 | e 7 &
< gtmg'gg : ‘5‘ 12 15 15 SSHM4-6 | SSHM4-6 At
BLM20'06 e | 2 5351100/ 19| 20 |5 SSHM4-4 p-2 (M'G)
~ SSHM4-4 | SSHM4-4
BLM20-07 ° 7 | 16
BLM22-04 ° 4 |13 % | 15
BLM22-05 ° 5 | 14 CA-16
125| 21 SSHM4-4 | SSHM4-6 | SSHM4-6 P-2
BLM22-06 o | 2 [6 15| 20 20 | 20 (M6)
BLM22-07 ° 7 | 16
BLM25-04 ° 4 |13 15| 15
- SSHM4-8 | SSHM4-8 .
BLM25-05 | @ | 55 |2 1141, 25 | 5 SSHM4-4 P2 | Ny
BLM25-06 ° 6 | 15 20 | 20
BLM25-07 ° 7 416 SSHM4-6 | SSHM4-6
BLM254-04 | @ 15 | 15
BLM254-05 | @ 5 SSHM4-8 | SSHM4-8 CA-16
. 125\ 24 | 25.4 | 5 SSHM4-4 pP-2
BLM254-06 | @ | - 15 20 | 20 (M6)
BLM254-07 | @ 16 SSHM4-6 | SSHM4-6

*Seal cap (optional)
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Sleeves

BLS type (Saueroshank ot No. | ook | S| Dimensions )
\ 2 ‘ oD J/ h b
BLS16-08 ® 8
BLS16-10 [ ] 10 125 28 12.5
BLS16-12 [ 12
b
( )is for BLS16-08 |
BLS-C type (Square shank) Cat. No. | Stock /s\ﬁgr"iED%?f , Dimensions (mm) .
) )
50 BLS16-08C ® 8
10 BLS16-10C o 10 100& 8 12.5
BLS16-12C | @ 12 V
: o :
O
R3/8 e =]
o)
Aﬁplilt(:%t?le Dimensions (mm) 8
BLM type (Round shank) agD ia. od 7 h b CO-){
19.05 18 =
oD 3-M5X0.8
BL ° 20 | 10 49| ™8 %
B o 8 22 21 21 a
4 8 L ° 254 | 12° 24
T - M25-08C| @ ”
h £ M25-10C| @ 10 25 55 23
Above drawing shows BLM25-0000C type. | BLM25-12C| @ 12
BLC e (standard ype ¥ oot o | oo | oL Dimensons ()
oD 21 92 od
BLC40-8 [ J 8
BLC40-10 [ J 10
BLC40-12 o 12 73 13 40
BLC40-16 o 16
Gat. No. | Stock | shank dia, Dimensions (mm)
- toe oD |  £1 02 od
BLC32-8C [ J 8
BLC32-10C o 10 45 20 32
BLC32-12C o 12
BLC40-8C ® 8
BLC40-10C| @ 10
BLC40-12C| @ | 12 > 13 40
BLC40-16C| @ 16
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