— “u.u:lursn

Supplement to general
catalogue 2009

Turning, drilling, milling

— WALTER TURNING, DRILLING, MILLING

Tool iInnovations



These 2 catalogues show you
the current Walter tool range
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You will find the complete current range of precision tools and indexable inserts from our Walter
specialist brand clearly laid out in the two catalogues shown.

The supplementary news catalogue 2008 is integrated into this 2009 catalogue

and is therefore no longer valid.

We reserve the right to make technical changes in the interest of progress.

More productivity —
products and services

The future belongs to economic machining.

We recommend you order the current catalogues for our specialist brands Walter Titex and
Walter Prototyp now.

In these catalogues you will find everything you need for productive drilling, threading and milling.



Contents

Turning

Contents
Indexable inserts and cutting tool materials
Toolholders for turning and grooving

Technical information

Boring

Contents
Indexable inserts and cutting tool materials

Tools for
drilling, boring, precision boring and reaming

Technical information

Miscellaneous

Milling

Contents
Indexable inserts and cutting tool materials

Tools for
surface, shoulder, slot and copy milling

Technical information

Miscellaneous

Miscellaneous

Master A 100 M - HSK
Clamping screws and keys

Alphanumeric index

a4
78

91
92

112
134
242

153
154

184
226
242

242
243
246



— ||UJl=ILTER



Turning

Page
Indexable inserts and Product range overview 4
CUttlng tool materials Indexable inserts for turning
with negative basic shape 6
Indexable inserts for turning
with positive basic shape 19
Walter Cut grooving inserts 30
Walter NTS threading inserts 36
Cutting tool material application tables 42
Toolholders for turr“ng ) Walter Turr@l) ISO toolholders
. dth di and Novex™ Capto toolholders
rooving an readin
g g g Walter Turn — External application
Product range overview 44
Negative toolholder range 46
Positive toolholder range 48
Walter Turn 45°
Product range overview 64
Negative toolholder range 65
Positive toolholder range 67
Walter Turn — Internal application
Product range overview 70
Positive toolholder range 71
Walter Cut grooving holders
Product range overview 74
One-piece grooving holders 76
Technical information ISO Turning
Cutting data 78
Applications for indexable inserts 84
Grooving
Cutting data 86
Feed data 85, 89



Product range overview for indexable inserts for turning

ISO toolholders Insert shape Description Page

per

C Negative basic shape 6
I[E
‘//4 j/ Positive basic shape 19

[ *

V\liper Negative basic shape 9

s Negative basic shape 1
O Ve
jj# '// Positive basic shape 24

@ @ D j\/lj ’jy Positive basic shape 21
R j\/fljy Positive basic shape 23

Negative basic shape 14

I/E
jj# J Positive basic shape 25
= Negative basic shape 16

ME
Positive basic shape 26
Negative basic shape 17

\/E
'//‘ j/ Positive basic shape 27

4 Indexable inserts and cutting tool materials




Product range overview of indexable inserts
for grooving and threading

threading inserts

Walter Cut grooving holders Insert shape Description Page
‘j’_"’ j\/E/jy Gx Walter Cut grooving inserts 30
/ Q jr’ j/ FX Walter Cut grooving inserts 34
D _/ l"j/ LX Walter Cut grooving inserts 35
Walter NTS threading holders Insert shape Description Page
Walter NTS
NTS 3

Indexable inserts and cutting tool materials




Indexable inserts for turning
with negative basic shape

HC = Coated carbide
CN = Silicon nitride SigN,4
CN M G BL = CBN with low CBN content
s BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
w
slslelg|s|2|g|8(8|2|e|s|=|8|8 3]s
d | S r ala|lala|la|S|=s|ES S|l |z|=2|=|a|am
. . o o o o o < < w w << << << w w w (&) (&)
Designation mm mm mm mm = I I I I T I O I I O I I O O
Wiper CNMG 120404 — NF 12.7 12.9 4.76 0.4 A Al A Al A A
CNMG 120408 — NF 12.7 12.9 4.76 0.8 A Al A Al A A
Wiper CNMG 120408 — NM 12.7 12.9 4.76 0.8 A|A|A Al A Al A A
CNMG 120412 - NM 12.7 12.9 4.76 1.2 A|A|A Al A A A A
CNMG 120404 — NF 3 12.7 12.9 4.76 0.4 A Al A
CNMG 120408 — NF 3 12.7 12.9 4.76 0.8 A Al A
CNMG 120412 - NF 3 12.7 12.9 4.76 1.2 A Al A
CNMG 120404 — NF 4 12.7 12.9 4.76 0.4 A|lA|A A
CNMG 120408 — NF 4 12.7 12.9 4.76 0.8 A|lA|A A
CNMG 120412 - NF 4 12.7 12.9 4.76 1.2 A|A|A A
CNMG 120404 — NS 6 12.7 12.9 4.76 0.4 A Al A
CNMG 120408 — NS 6 12.7 12.9 4.76 0.8 A Al A
CNMG 120412 — NS 6 12.7 12.9 4.76 1.2 A Al A
CNMG 120404 — NM 4 12.7 12.9 4.76 0.4 A|lA|A|A|AAA|A A A
CNMG 120408 — NM 4 12.7 12.9 4.76 0.8 A|lA|A|AAAA]|A A A
CNMG 120412 — NM 4 12.7 12.9 4.76 1.2 A|lA|A|A|AAA|A A A
CNMG 120416 — NM 4 12.7 12.9 4.76 1.6 A|A|A A|A|A A A
CNMG 160608 — NM 4 15.875 16.1 6.35 0.8 A|A|A|A A|A|A A A
CNMG 160612 — NM 4 15.875 16.1 6.35 1.2 A|lA|A|A A|A|A A A
CNMG 160616 — NM 4 15.875 16.1 6.35 1.6 A|A|A A|A|A A A
CNMG 120404 — NM 5 12.7 12.9 4.76 0.4 A|A|A
CNMG 120408 — NM 5 12.7 12.9 4.76 0.8 A|lA|A
CNMG 120412 - NM 5 12.7 12.9 4.76 1.2 A|A|A
CNMG 120416 — NM 5 12.7 12.9 4.76 1.6 A|A|A
CNMG 160608 — NM 5 15.875 16.1 6.35 0.8 A|A|A
CNMG 160612 — NM 5 15.875 16.1 6.35 1.2 A|lA|A
CNMG 160616 — NM 5 15.875 16.1 6.35 1.6 A|A|A
CNMG 190612 - NM 5 19.05 19.3 6.35 1.2 A|A|A
CNMG 190616 — NM 5 19.05 19.3 6.35 1.6 A|A|A
CNMG 190624 — NM 5 19.05 19.3 6.35 2.4 A|A|A
= New addition to range
v, ®
Tiger-tec
wipe!

See the general catalogue, page 218 for the
achievable surface finishes and possible applications.

Turning inserts




HC Coated carbide
CN = Silicon nitride SigN,4

CNMG

CN M M N . . BL = CBN w?th Igw CBN content
BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
s|z|e|=|s|e|z|g|2 |2 ]c]s|2|2]8|s]s
d | S I Ja|la|la|la|la|s|s|S|lS|lxx|xx|lxx|z|=|=S|ala
Designation mm mm mm mm ; ; ; ; ; ; ; g g ; ; ; g ; ; g §
CNMG 120408 — NM 6 12.7 12.9 4.76 0.8 AlA|A A
CNMG 120412 — NM 6 12.7 12.9 4.76 1.2 AlA|A A
CNMG 120416 — NM 6 12.7 12.9 4.76 1.6 AlA|A A
CNMG 160608 — NM 6 15.875 16.1 6.35 0.8 AlA|A
CNMG 160612 — NM 6 15.875 16.1 6.35 1.2 AlAA A
CNMG 160616 — NM 6 15.875 16.1 6.35 1.6 AlA|A A
CNMG 190612 — NM 6 19.05 19.3 6.35 1.2 AlA|A A
CNMG 190616 — NM 6 19.05 19.3 6.35 1.6 AlA|A A
CNMG 190624 — NM 6 19.05 19.3 6.35 2.4 AlAA A
CNMG 120408 — NM 9 12.7 12.9 4.76 0.8 AlAJA|A
CNMG 120412 - NM 9 12.7 12.9 4.76 1.2 AlA[A|A
CNMG 120416 — NM 9 12.7 12.9 4.76 1.6 AlAJA|A
CNMG 160608 — NM 9 15.875 16.1 6.35 0.8 AlA|A
CNMG 160612 — NM 9 15.875 16.1 6.35 1.2 AlA]A|A
CNMG 160616 — NM 9 15.875 16.1 6.35 1.6 AlAA|A
CNMG 190608 — NM 9 19.05 19.3 6.35 0.8 AlA|A
CNMG 190612 - NM 9 19.05 19.3 6.35 1.2 AlAJA|A
CNMG 190616 — NM 9 19.05 19.3 6.35 1.6 AlAA|A
CNMG 120408 — NR 4 12.7 12.9 4.76 0.8 AlA|A A| A
CNMG 120412 - NR 4 12.7 12.9 4.76 1.2 AlA|A Al A
CNMG 120416 — NR 4 12.7 12.9 4.76 1.6 AlA|A A| A
CNMG 160608 — NR 4 15.875 16.1 6.35 0.8 AlA|A A| A
CNMG 160612 — NR 4 15.875 16.1 6.35 1.2 AlA|A A| A
CNMG 160616 — NR 4 15.875 16.1 6.35 1.6 AlA|A A| A
CNMG 190612 — NR 4 19.05 19.3 6.35 1.2 AlA|A A| A
CNMG 190616 — NR 4 19.05 19.3 6.35 1.6 AlA|A A| A
CNMM 120408 — NRF 12.7 12.9 4.76 0.8 AlAJA|A
CNMM 120412 — NRF 12.7 12.9 4.76 1.2 AlA[A|A
CNMM 120416 — NRF 12.7 12.9 4.76 1.6 AlAJA|A
CNMM 160612 — NRF 15.875 16.1 6.35 1.2 AlAA|A
CNMM 160616 — NRF 15.875 16.1 6.35 1.6 AlA]A|A
CNMM 160624 — NRF 15.875 16.1 6.35 2.4 AlA[A|A
CNMM 190612 — NRF 19.05 19.3 6.35 1.2 AlAJA|A
CNMM 190616 — NRF 19.05 19.3 6.35 1.6 AlAA|A
CNMM 190624 — NRF 19.05 19.3 6.35 2.4 AlA]A|A
CNMM 250924 — NRF 19.05 19.3 6.35 2.4 AlAA

= New addition to range

Tiger-tec®

Turning inserts




CNMM

HC

Coated carbide

CN = Silicon nitride SizN4
CN MA BL = CBN w?th Iqw CBN content
s s BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%889338%
d | s r ala|la|lajla|s|=s|l=S|lS|lx|xx|xx|z|=E|=|o|a
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ‘é’ ‘é’ § g
CNMM 120408 — NR 8 12.7 12.9 4.76 0.8 A|lA|A
CNMM 120412 —NR 8 12.7 12.9 4.76 1.2 A|lA|A
CNMM 120416 — NR 8 12.7 12.9 4.76 1.6 A|lA|A
CNMM 160612 — NR 8 15.875 16.1 6.35 1.2 A|lA|A
CNMM 160616 — NR 8 15.875 16.1 6.35 1.6 A|lA|A
CNMM 190612 — NR 8 19.05 19.3 6.35 1.2 A|lA|A
CNMM 190616 — NR 8 19.05 19.3 6.35 1.6 A|lA|A
CNMM 190624 — NR 8 19.05 19.3 6.35 2.4 A|lA|A
CNMA 120404 12.7 12.9 4.76 0.4 Al A
CNMA 120408 12.7 12.9 4.76 0.8 Al A
CNMA 120412 12.7 12.9 4.76 1.2 Al A
CNMA 120416 12.7 12.9 4.76 1.6 A A
CNMA 160612 15.875 16.1 6.35 1.2 Al A
CNMA 160616 15.875 16.1 6.35 1.6 Al A
CNMA 190612 19.05 19.3 6.35 1.2 Al A
CNMA 190616 19.05 19.3 6.35 1.6 A A
CNMA 190624 19.05 19.3 6.35 2.4 A A
CNMA 120408 702020 12.7 12.9 4.76 0.8 A A
CNMA 120412 T02020 12.7 12.9 4.76 1.2 Al A
CNMA 120416 T02020 12.7 12.9 4.76 1.6 Al A
CNMA 160612 702020 15.875 16.1 6.35 1.2 Al A
CNMA 160616 T02020 15.875 16.1 6.35 1.6 A A
CNMA 190612 702020 19.05 19.3 6.35 1.2 A A
CNMA 190616 702020 19.05 19.3 6.35 1.6 Al A
CNMA 120408 702020 12.7 12.9 4.76 0.8 A
CNMA 120412 702020 12.7 12.9 4.76 1.2 A
CNMA 120416 T02020 12.7 12.9 4.76 1.6 A
CNMA 120404 12.7 12.9 4.76 0.4 A A
CNMA 120408 12.7 12.9 4.76 0.8 A A
CNMA 120412 12.7 12.9 4.76 1.2 A A
CNMA 120404-2 12.7 12.9 4.76 0.4 A A
CNMA 120408-2 12.7 12.9 4.76 0.8 A A
CNMA 120412-2 12.7 12.9 4.76 1.2 A A

Turning inserts

Tiger-tec®




HC

Coated carbide

CN = Silicon nitride SigN4
D N M G BL = CBN with low CBN content
S S S BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%8893388
d | s r ala|la|lajla|s|=s|l=S|lS|lx|xx|xx|z|=E|=|o|a
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ‘é’ ‘é’ ‘g’ g
Wiper DNMG 110408 — NF 9.525 1.6 4.76 0.8 A A A Al A A
DNMG 150408 — NF 12.7 15.5 4.76 0.8 A A A A A A
DNMG 150608 — NF 12.7 15.5 6.35 0.8 A A A A A A
Wiper DNMG 110408 — NM 9.525 1.6 4.76 0.8 A|lA|A Al A
DNMG 110412 — NM 9.525 1.6 4.76 1.2 A|lA|A A A
DNMG 150408 — NM 12.7 15.5 4.76 0.8 A|lA|A A A
DNMG 150412 — NM 12.7 15.5 4.76 1.2 A|A|A Al A
DNMG 150608 — NM 12.7 15.5 6.35 0.8 A|lA|A Al A
DNMG 150612 — NM 12.7 15.5 6.35 1.2 A|lA|A Al A
DNMG 110402 — NF 3 9.525 1.6 4.76 0.2 A A A
DNMG 110404 — NF 3 9.525 1.6 4.76 0.4 A A A
DNMG 110408 — NF 3 9.525 1.6 4.76 0.8 A A A
DNMG 110412 — NF 3 9.525 1.6 4.76 1.2 A A A
DNMG 150404 — NF 3 12.7 15.5 4.76 0.4 A A A
DNMG 150408 — NF 3 12.7 15.5 4.76 0.8 A A A
DNMG 150412 — NF 3 12.7 15.5 4.76 1.2 A A A
DNMG 150604 — NF 3 12.7 15.5 6.35 0.4 A A A
DNMG 150608 — NF 3 12.7 15.5 6.35 0.8 A A A
DNMG 150612 — NF 3 12.7 15.5 6.35 1.2 A A A
DNMG 110404 — NF 4 9.525 1.6 4.76 0.4 A|lA|A A
DNMG 110408 — NF 4 9.525 1.6 4.76 0.8 A|lA|A A
DNMG 150404 — NF 4 12.7 15.5 4.76 0.4 A|lA|A A
DNMG 150408 — NF 4 12.7 15.5 4.76 0.8 A|lA|A A
DNMG 150412 — NF 4 12.7 15.5 4.76 1.2 A|lA|A A
DNMG 150604 — NF 4 12.7 15.5 6.35 0.4 A|lA|A A
DNMG 150608 — NF 4 12.7 15.5 6.35 0.8 A|lA|A A
DNMG 150612 — NF 4 12.7 15.5 6.35 1.2 A|lA|A A
DNMG 110404 — NS 6 9.525 1.6 4.76 0.4 A A A
DNMG 110408 — NS 6 9.525 1.6 4.76 0.8 A A A
DNMG 150404 — NS 6 12.7 15.5 4.76 0.4 A Al A
DNMG 150408 — NS 6 12.7 15.5 4.76 0.8 A A A
DNMG 150412 — NS 6 12.7 15.5 4.76 1.2 A A A
DNMG 150604 — NS 6 12.7 15.5 6.35 0.4 A A A
DNMG 150608 — NS 6 12.7 15.5 6.35 0.8 A A A
DNMG 150612 — NS 6 12.7 15.5 6.35 1.2 A A A
DNMG 110404 — NM 4 9.525 1.6 4.76 0.4 A|lA|A|A A|lA|A A A
DNMG 110408 — NM 4 9.525 1.6 4.76 0.8 A|lA|A|A A|lA|A A A
DNMG 110412 — NM 4 9.525 1.6 4.76 1.2 A|A|A A|lA|A A A
DNMG 150404 — NM 4 12.7 15.5 4.76 0.4 A|A|A A|lA|A A A
DNMG 150408 — NM 4 12.7 15.5 4.76 0.8 AlA|A|A A|lA|A Al A
DNMG 150412 — NM 4 12.7 15.5 4.76 1.2 AlA|A|A A|lA|A Al A
DNMG 150604 — NM 4 12.7 15.5 6.35 0.4 A|lA|A A|lA|A Al A
DNMG 150608 — NM 4 12.7 15.5 6.35 0.8 AlA|A|A A|lA|A Al A
DNMG 150612 — NM 4 12.7 15.5 6.35 1.2 A|lA|A|A A|lA|A A A
DNMG 150616 — NM 4 12.7 15.5 6.35 1.6 A|lA|A
= New addition to range
H el‘ See the general catalogue, page 218 for the T. t ®
WIP achievable surface finishes and possible applications. ’ger. ec
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DNMG

HC = Coated carbide
D N M M CN = Silicon nitride SigN,
BL = CBN with low CBN content
DNMA shkolshkols BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%8893388
d | s r ala|la|lajla|s|=s|l=S|lS|lx|xx|xx|z|=E|=|o|a
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ‘é’ ‘é’ ‘g’ g
DNMG 110404 — NM 5 9.525 1.6 4.76 0.4 A| A
DNMG 110408 — NM 5 9.525 1.6 4.76 0.8 A A
DNMG 110412 - NM 5 9.525 1.6 4.76 1.2 A|A
DNMG 150408 — NM 5 12.7 15.5 4.76 0.8 A A
DNMG 150412 — NM 5 12.7 15.5 4.76 1.2 A A
DNMG 150608 — NM 5 127 155 6.35 0.8 AlA
DNMG 150612 — NM 5 127 155 6.35 1.2 Al
DNMG 110408 — NM 9 9.525 1.6 4.76 0.8 A|lA[A|A
DNMG 110412 - NM 9 9.525 1.6 4.76 1.2 A|lA[A|A
DNMG 150408 — NM 9 12.7 15.5 4.76 0.8 A|lA[A|A
DNMG 150412 — NM 9 12.7 15.5 4.76 1.2 A|lA|A|A
DNMG 150416 — NM 9 12.7 15.5 4.76 1.6 AlA[A|A
DNMG 150608 — NM 9 12.7 15.5 6.35 0.8 A|lA[A|A
DNMG 150612 — NM 9 12.7 15.5 6.35 1.2 A|lA[A|A
DNMG 150616 — NM 9 12.7 15.5 6.35 1.6 AlA|A|A
DNMG 110408 — NR 4 9.525 1.6 4.76 0.8 A|lAA A A
DNMG 110412 — NR 4 9.525 1.6 4.76 1.2 A|lA]A A A
DNMG 150408 — NR 4 12.7 15.5 4.76 0.8 AlA|A A| A
DNMG 150412 — NR 4 12.7 15.5 4.76 1.2 AlA|A A| A
DNMG 150608 — NR 4 12.7 15.5 6.35 0.8 A|lA]A A A
DNMG 150612 — NR 4 12.7 15.5 6.35 1.2 A|lAA A|A
DNMM 150608 — NRF 12.7 15.5 6.35 0.8 A|lA]A
DNMM 150612 — NRF 12.7 15.5 6.35 1.2 A|lA[A|A
DNMM 150616 — NRF 12.7 15.5 6.35 1.6 AlAA|A
DNMA 110404 9.525 1.6 4.76 0.4 Al A
DNMA 110408 9.525 1.6 4.76 0.8 Al A
DNMA 150408 12.7 15.5 4.76 0.8 A A
DNMA 150412 12.7 15.5 4.76 1.2 A|A
DNMA 150608 12.7 15.5 6.35 0.8 A A
DNMA 150612 12.7 15.5 6.35 1.2 Al A
DNMA 150608 T02020 12.7 15.5 6.35 0.8 A
DNMA 150612 T02020 12.7 15.5 6.35 1.2 A
DNMA 150604 12.7 15.5 6.35 0.4 Al A
DNMA 150608 12.7 15.5 6.35 0.8 A A
DNMA 150612 12.7 15.5 6.35 1.2 Al A
DNMA 150604-2 12.7 15.5 6.35 0.4 Al A
DNMA 150608-2 12.7 15.5 6.35 0.8 Al A
DNMA 150612-2 12.7 15.5 6.35 1.2 A A

10

= New addition to range

Turning inserts
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7 - _ .
HC = Coated carbide
a | O Y CN = Silicon nitride SigN,
SN M G i BL = CBN w?th Iqw CBN content
[ S S s BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%8893388
d | s r ala|la|lajla|s|=s|l=S|lS|lx|xx|xx|z|=E|=|o|a
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ‘é’ ‘é’ ‘g’ g
SNMG 120404 — NF 3 12.7 12.7 4.76 0.4 A Al A
SNMG 120408 — NF 3 12.7 12.7 4.76 0.8 A Al A
SNMG 120412 — NF 3 12.7 12.7 4.76 1.2 A Al A
SNMG 120404 — NF 4 12.7 12.7 4.76 0.4 A|A|A A
SNMG 120408 — NF 4 12.7 12.7 4.76 0.8 A|A|A A
SNMG 120412 - NF 4 12.7 12.7 4.76 1.2 A|A|A A
SNMG 120404 — NS 6 12.7 12.7 4.76 0.4 A Al A
SNMG 120408 — NS 6 12.7 12.7 4.76 0.8 A Al A
SNMG 120412 — NS 6 12.7 12.7 4.76 1.2 A Al A
SNMG 120404 — NM 4 12.7 12.7 4.76 0.4 A|A|A Al A
SNMG 120408 — NM 4 12.7 12.7 4.76 0.8 A|lA|A|A|A[AA|A A A
SNMG 120412 - NM 4 12.7 12.7 4.76 1.2 A|lA|A|AAAA|A Al A
SNMG 120416 — NM 4 12.7 12.7 4.76 1.6 A|A|A A|lA|A A A
SNMG 150608 — NM 4 15.875 | 15.875 6.35 0.8 A|lA|A
SNMG 150612 — NM 4 15.875 | 15.875 6.35 1.2 A|A|A
SNMG 150616 — NM 4 15.875 | 15.875 6.35 1.6 A|lA|A
SNMG 120408 — NM 5 12.7 12.7 4.76 0.8 A|A|A
SNMG 120412 - NM 5 12.7 12.7 4.76 1.2 A|A|A
SNMG 120416 — NM 5 12.7 12.7 4.76 1.6 A|A|A
SNMG 150608 — NM 5 15.875 | 15.875 6.35 0.8 Al A
SNMG 150612 — NM 5 15.875 | 15.875 6.35 1.2 A|A|A
SNMG 150616 — NM 5 15.875 | 15.875 6.35 1.6 A|A|A
SNMG 190612 - NM 5 19.05 19.05 6.35 1.2 A|A|A
SNMG 190616 — NM 5 19.05 19.05 6.35 1.6 A|A|A
SNMG 190624 — NM 5 19.05 19.05 6.35 2.4 A|A|A
SNMG 120408 — NM 6 12.7 12.7 4.76 0.8 A|A|A A
SNMG 120412 — NM 6 12.7 12.7 4.76 1.2 A|A|A A
SNMG 120416 — NM 6 12.7 12.7 4.76 1.6 A|A|A A
SNMG 150608 — NM 6 15.875 | 15.875 6.35 0.8 A|A|A
SNMG 150612 — NM 6 15.875 | 15.875 6.35 1.2 A|A|A A
SNMG 150616 — NM 6 15.875 | 15.875 6.35 1.6 A|lA|A A
SNMG 190612 — NM 6 19.05 19.05 6.35 1.2 A|A|A A
SNMG 190616 — NM 6 19.05 19.05 6.35 1.6 A|A|A A
SNMG 190624 — NM 6 19.05 19.05 6.35 2.4 A|A|A A
SNMG 120408 — NM 9 12.7 12.7 4.76 0.8 A|A|A
SNMG 120412 - NM 9 12.7 12.7 4.76 1.2 A|A|A|A
SNMG 120416 — NM 9 12.7 12.7 4.76 1.6 A|A|A|A
SNMG 150612 — NM 9 15.875 | 15.875 6.35 1.2 A|A|A
SNMG 150616 — NM 9 15.875 | 15.875 6.35 1.6 A|lA|A|A
SNMG 190612 - NM 9 19.05 19.05 6.35 1.2 A|A|A
SNMG 190616 — NM 9 19.05 19.05 6.35 1.6 A|A|A
= New addition to range
-
Tiger-tec®
Turning inserts 11




SNMG

T HC = Coated carbide
SNMM « | O CN = Silicon nitride SigN,
SN MA i / BL = CBN w?th Iqw CBN content
| s S S BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%8893388
d | s I Ja|la|la|la|la|s|[=s|lS|S|lx|xx|x|z|=|=|a|ax
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ‘é’ ‘é’ § g
SNMG 120408 — NR 4 12.7 12.7 4.76 0.8 A|A|A A A
SNMG 120412 — NR 4 12.7 12.7 4.76 1.2 A|A|A A A
SNMG 120416 — NR 4 12.7 12.7 4.76 1.6 A|A|A A A
SNMG 150608 — NR 4 15.875 | 15.875 6.35 0.8 A|lA|A Al A
SNMG 150612 — NR 4 15.875 | 15.875 6.35 1.2 A|lA|A A A
SNMG 150616 — NR 4 15.875 | 15.875 6.35 1.6 A|A|A A A
SNMG 190612 — NR 4 19.05 19.05 6.35 1.2 A|A|A A A
SNMG 190616 — NR 4 19.05 19.05 6.35 1.6 A|lA|A Al A
SNMM 120408 — NRF 12.7 12.7 4.76 0.8 A|lA|A
SNMM 120412 — NRF 12.7 12.7 4.76 1.2 A|lA|A|A
SNMM 120416 — NRF 12.7 12.7 4.76 1.6 AlA|A|A
SNMM 150612 — NRF 15.875 | 15.875 6.35 1.2 A|A|A|A
SNMM 150616 — NRF 15.875 | 15.875 6.35 1.6 A|lA|A|A
SNMM 150624 — NRF 15.875 | 15.875 6.35 2.4 AlA|A|A
SNMM 190612 — NRF 19.05 19.05 6.35 1.2 AlA|A|A
SNMM 190616 — NRF 19.05 19.05 6.35 1.6 A|A|A|A
SNMM 190624 — NRF 19.05 19.05 6.35 2.4 A|A|A|A
SNMM 250716 — NRF 25.4 25.4 7.94 1.6 A|lA|A
SNMM 250724 — NRF 25.4 25.4 7.94 2.4 A|A|A
SNMM 250916 — NRF 25.4 25.4 9.52 1.6 A|A|A
SNMM 250924 — NRF 25.4 25.4 9.52 2.4 A|lA|A
SNMM 120408 — NR 8 12.7 12.7 4.76 0.8 A|lA|A
SNMM 120412 — NR 8 12.7 12.7 4.76 1.2 A|A|A
SNMM 120416 — NR 8 12.7 12.7 4.76 1.6 A|lA|A
SNMM 150612 — NR 8 15.875 | 15.875 6.35 1.2 A|lA|A
SNMM 150616 — NR 8 15.875 | 15.875 6.35 1.6 A|lA|A
SNMM 190612 — NR 8 19.05 19.05 6.35 1.2 A|A|A
SNMM 190616 — NR 8 19.05 19.05 6.35 1.6 A|lA|A
SNMM 190624 — NR 8 19.05 19.05 6.35 2.4 A|lA|A
SNMM 250716 — NR 8 25.4 25.4 7.94 1.6 A|lA|A
SNMM 250724 — NR 8 25.4 254 7.94 2.4 A|A|A
SNMM 250916 — NR 8 25.4 25.4 9.52 1.6 AlA|A
SNMM 250924 — NR 8 25.4 25.4 9.52 2.4 A|lA|A
SNMA 120408 12.7 12.7 4.76 0.8 Al A
SNMA 120412 12.7 12.7 4.76 1.2 Al A
SNMA 120416 12.7 12.7 4.76 1.6 Al A
SNMA 150612 15.875 | 15.875 6.35 1.2 A A
SNMA 150616 15.875 | 15.875 6.35 1.6 Al A
SNMA 190612 19.05 19.05 6.35 1.2 Al A
SNMA 190616 19.05 19.05 6.35 1.6 Al A
SNMA 190624 19.05 19.05 6.35 2.4 A A
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7 - .
HC = Coated carbide
a [ O Y CN = Silicon nitride SigN,
SN MA l BL = CBN with low CBN content
| S s S BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
w
slele|gls(=|g|g|8(2|s|s|2]8|8|8|s
d | s r ala|lala|la|s|slS S|l |z|=|=S|a|am
. . ala|jlajlala|ls|s|wv|w|s|ls |||l lo|o
Designation mm mm mm mm E T I I I O I I - - I - A O - I
SNMA 120408 T02020 12.7 12.7 4.76 0.8 A A
SNMA 120412 T02020 12.7 12.7 4.76 1.2 A A
SNMA 120416 T02020 12.7 12.7 4.76 1.6 A A
SNMA 150612 T02020 15.875 | 15.875 6.35 1.2 Al A
SNMA 150616 T02020 15.875 15.875 6.35 1.6 A A
SNMA 190612 T02020 19.05 19.05 6.35 1.2 A A
SNMA 190616 T02020 19.05 19.05 6.35 1.6 A A
SNMA 120408 T02020 12.7 12.7 4.76 0.8 A
SNMA 120412 T02020 12.7 12.7 4.76 1.2 A
SNMA 120416 T02020 12.7 12.7 4.76 1.6 A
SNMA 120404 12.7 12.7 4.76 0.4 A A
SNMA 120408 12.7 12.7 4.76 0.8 A A
SNMA 120412 12.7 12.7 4.76 1.2 A A
> ®
Tiger-tec
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60°
\ (Tj ( O\ 1 HC = Coated carbide
TNMG 4 % CN = Silicon nitride SigN,
TNMM v BL = CBN with low CBN content
| s S <> 8 BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%‘?8893388
d | S I Ja|la|la|la|la|s|[=s|lS|S|lx|xx|x|z|=|=|a|ax
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ; ‘é’ ‘g’ g
TNMG 160404 — NF 3 9.525 16.5 4.76 0.4 A Al A
TNMG 160408 — NF 3 9.525 16.5 4.76 0.8 A Al A
TNMG 160412 — NF 3 9.525 16.5 4.76 1.2 A Al A
TNMG 160404 — NF 4 9.525 16.5 4.76 0.4 A|lA]A A
TNMG 160408 — NF 4 9.525 16.5 4.76 0.8 AlA|A A
TNMG 160412 — NF 4 9.525 16.5 4.76 1.2 A|lA]A A
TNMG 160404 — NS 6 9.525 16.5 4.76 0.4 A Al A
TNMG 160408 — NS 6 9.525 16.5 4.76 0.8 A Al A
TNMG 160412 — NS 6 9.525 16.5 4.76 1.2 A Al A
TNMG 220408 — NS 6 12.7 22.0 4.76 0.8 A Al A
TNMG 220412 - NS 6 12.7 22.0 4.76 1.2 A Al A
TNMG 160404 — NM 4 9.525 16.5 4.76 0.4 AlA[A|A|A|A|A A| A
TNMG 160408 — NM 4 9.525 16.5 4.76 0.8 AlA[A|A|A|A|A|A A| A
TNMG 160412 — NM 4 9.525 16.5 4.76 1.2 AlA[A|A|A|A|A|A A| A
TNMG 160416 — NM 4 9.525 16.5 4.76 1.6 A|lA[A|A A A
TNMG 220408 — NM 4 12.7 22.0 4.76 0.8 A|lA]A
TNMG 220412 - NM 4 12.7 22.0 4.76 1.2 AlAA|A
TNMG 160404 — NM 5 9.525 16.5 4.76 0.4 A|A
TNMG 160408 — NM 5 9.525 16.5 4.76 0.8 A A
TNMG 160412 — NM 5 9.525 16.5 4.76 1.2 A|A
TNMG 160416 — NM 5 9.525 16.5 4.76 1.6 A A
TNMG 220408 — NM 5 12.7 22.0 4.76 0.8 Al A
TNMG 220412 - NM 5 12.7 22.0 4.76 1.2 A A
TNMG 220416 — NM 5 12.7 22.0 4.76 1.6 A|A
TNMG 160408 — NM 9 9.525 16.5 4.76 0.8 A|lA[A|A
TNMG 160412 — NM 9 9.525 16.5 4.76 1.2 A|lA[A|A
TNMG 220408 — NM 9 12.7 22.0 4.76 0.8 A|lA]A
TNMG 220412 - NM 9 12.7 22.0 4.76 1.2 AlA|A|A
TNMG 220416 - NM 9 12.7 22.0 4.76 1.6 AlAA|A
TNMG 160408 — NR 4 9.525 16.5 4.76 0.8 AlA|A A| A
TNMG 160412 — NR 4 9.525 16.5 4.76 1.2 A|lAA A A
TNMG 220408 — NR 4 12.7 22.0 4.76 0.8 AlA|A A| A
TNMG 220412 - NR 4 12.7 22.0 4.76 1.2 AlA|A A| A
TNMG 220416 — NR 4 12.7 22.0 4.76 1.6 A|lA]A A A
TNMM 160408 — NRF 9.525 16.5 4.76 0.8 A|lA]A
TNMM 160412 — NRF 9.525 16.5 4.76 1.2 A|lA]A
TNMM 220408 — NRF 12.7 22.0 4.76 0.8 A|lAA
TNMM 220412 — NRF 12.7 22.0 4.76 1.2 AlAA|A
TNMM 220416 — NRF 12.7 22.0 4.76 1.2 A|lA[A|A
TNMM 270612 — NRF 15.875 27.0 6.35 1.2 A|lA]A
TNMM 270616 — NRF 15.875 270 6.35 1.6 A|lAA
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\g /O 1 HC = Coated carbide
4 % CN = Silicon nitride SigN,
TNMA % BL = CBN with low CBN content
s S <> 8§ BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
w

slele|gls(=|g|g|8(2|s|s|2]8|8|8|s

d | S r acla|lalala|s|s|S|S|lx|x|x|z|=|=|o|a

. . ala|jlajlala|ls|s|wv|w|s|ls |||l lo|o

Designation mm mm mm mm = I I I I A T O I I O I I O I
TNMA 160404 9.525 16.5 4.76 0.4 Al A
TNMA 160408 9.525 16.5 4.76 0.8 A A
TNMA 160412 9.525 16.5 4.76 1.2 A A
TNMA 160416 9.525 16.5 4.76 1.6 AlA
TNMA 220408 12.7 22.0 4.76 0.8 Al A
TNMA 220412 12.7 22.0 4.76 1.2 A A
TNMA 220416 12.7 22.0 4.76 1.6 A|A
TNMA 160408 T02020 9.525 16.5 4.76 0.8 Al A
TNMA 160412 T02020 9.525 16.5 4.76 1.2 A A
TNMA 160416 T02020 9.525 16.5 4.76 1.6 AlA
TNMA 220408 T02020 12.7 22.0 4.76 0.8 Al A
TNMA 220412 102020 12.7 22.0 4.76 1.2 A A
TNMA 220416 T02020 12.7 22.0 4.76 1.6 A|A

TNMA 160408 T02020 9.525 16.5 4.76 0.8 A
TNMA 160412 702020 9.525 16.5 4.76 1.2 A

TNMA 160404 9.525 16.5 4.76 0.4 AlA

TNMA 160408 9.525 16.5 4.76 0.8 Al A

TNMA 160412 9.525 16.5 4.76 1.2 AlA

TNMA 160404-3 9.525 16.5 4.76 0.4 A A

TNMA 160408-3 9.525 16.5 4.76 0.8 AlA

TNMA 1604123 9.525 16.5 4.76 1.2 A A

= New addition to range — ®
Tiger-tec
Turning inserts 15




r

o
1 N .
d Q ) HC = Coated carbide
VNMG | \\ CN = Silicon nitride SigN,
BL = CBN with low CBN content
VN MA 35 \;/ L7|4—J s BH = CBN with high CBN content
P M K S
HC HC s HC |[CN| HC |BL|BH
w
slele|gls(=|g|g|8(2|s|s|2]8|8|8|s
d | S r ala|lala|la|s|slS S|l |z|=|=S|a|am
. . ala|lacajlala|ls (|l vl ||| (|00
Designation mm mm mm mm E T I I I O I I - - I - A O - I
VNMG 160404 — NF 3 9.525 16.5 4.76 0.4 A A A
VNMG 160408 — NF 3 9.525 16.5 4.76 0.8 A Al A
VNMG 160404 — NM 4 9.525 16.5 4.76 0.4 A|lA[AIA|AAIA|A A| A
VNMG 160408 — NM 4 9.525 16.5 4.76 0.8 A|lA|A|IA|A[A|A|A A A
VNMG 160412 — NM 4 9.525 16.5 4.76 1.2 Al A
VNMG 160404 — NM 5 9.525 16.5 4.76 0.4 A A
VNMG 160408 — NM 5 9.525 16.5 4.76 0.8 A A
VNMG 160412 — NM 5 9.525 16.5 4.76 1.2 Al A
VNMA 160404 9.525 16.5 4.76 0.4 Al A
VNMA 160408 9.525 16.5 4.76 0.8 A A
VNMA 160412 9.525 16.5 4.76 1.2 Al A
= New addition to range — ®
Tiger-tec
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HC Coated carbide
CN = Silicon nitride SigN4

WN M G BL = CBN with low CBN content
s s BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%8893388
d | s r ala|la|lajla|s|=s|l=S|lS|lx|xx|xx|z|=E|=|o|a
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ‘é’ ‘é’ ‘g’ g
WNMG 060404 — NF 9.525 6.5 4.76 0.4 A Al A Al A A
WNMG 060408 — NF 9.525 6.5 4.76 0.8 A Al A Al A A
WNMG 080404 — NF 12.7 8.72 4.76 0.4 A Al A Al A A
WNMG 080408 — NF 12.7 8.72 4.76 0.8 A A A Al A A
Wiper WNMG 080412 — NF 12.7 8.72 4.76 1.2 A A A A A
WNMG 060408 — NM 9.525 6.5 4.76 0.8 A|A|A A A
WNMG 060412 — NM 9.525 6.5 4.76 1.2 A|lA|A Al A
WNMG 080408 — NM 12.7 8.72 4.76 0.8 A|A|A Al A A A A
Wiper WNMG 080412 — NM 12.7 8.72 4.76 1.2 A|lA|A Al A Al A A
WNMG 060404 — NF 3 9.525 6.5 4.76 0.4 A Al A
WNMG 060408 — NF 3 9.525 6.5 4.76 0.8 A Al A
WNMG 060412 — NF 3 9.525 6.5 4.76 1.2 A A A
WNMG 080404 — NF 3 12.7 8.72 4.76 0.4 A A A
WNMG 080408 — NF 3 12.7 8.72 4.76 0.8 A Al A
WNMG 080412 — NF 3 12.7 8.72 4.76 1.2 A Al A
WNMG 060404 — NF 4 9.525 6.5 4.76 0.4 A|lA|A A
WNMG 060408 — NF 4 9.525 6.5 4.76 0.8 A|lA|A A
WNMG 080404 — NF 4 12.7 8.72 4.76 0.4 A|A|A A
WNMG 080408 — NF 4 12.7 8.72 4.76 0.8 A|lA|A A
WNMG 080412 — NF 4 12.7 8.72 4.76 1.2 A|lA|A A
WNMG 080404 — NS 6 12.7 8.72 4.76 0.4 A Al A
WNMG 080408 — NS 6 12.7 8.72 4.76 0.8 A A A
WNMG 080412 — NS 6 12.7 8.72 4.76 1.2 A Al A
WNMG 060404 — NM 4 9.525 6.5 4.76 0.4 A|lA|A|A|A[A]A|A A A
WNMG 060408 — NM 4 9.525 6.5 4.76 0.8 A|A|A|A|AA]A|A A A
WNMG 060412 — NM 4 9.525 6.5 4.76 1.2 A|lA|A|A|A[AA]A A A
WNMG 080404 — NM 4 12.7 8.72 4.76 0.4 A|lA|AA|A]A|A A A
WNMG 080408 — NM 4 12.7 8.72 4.76 0.8 AlA|A[AIA|AIA|A Al A
WNMG 080412 — NM 4 12.7 8.72 4.76 1.2 A|A|A|A|A[A]A|A A A
WNMG 080416 — NM 4 12.7 8.72 4.76 1.6 A|lA|A|A|A|AA A A
WNMG 100608 — NM 4 15.875 10.8 6.35 0.8 A|lA|A A|lA|A Al A
WNMG 100612 — NM 4 15.875 10.8 6.35 1.2 A|lA|A A|lA|A Al A
WNMG 100616 — NM 4 15.875 10.8 6.35 1.6 A|A|A
WNMG 060404 — NM 5 9.525 6.5 4.76 0.4 A A
WNMG 060408 — NM 5 9.525 6.5 4.76 0.8 Al A
WNMG 060412 — NM 5 9.525 6.5 4.76 1.2 A A
WNMG 080404 — NM 5 12.7 8.72 4.76 0.4 Al A
WNMG 080408 — NM 5 12.7 8.72 4.76 0.8 Al A
WNMG 080412 — NM 5 12.7 8.72 4.76 1.2 Al A
WNMG 080416 — NM 5 12.7 8.72 4.76 1.6 A A
WNMG 100608 — NM 5 15.875 10.8 6.35 0.8 A A
WNMG 100612 — NM 5 15.875 10.8 6.35 1.2 Al A
WNMG 100616 — NM 5 15.875 10.8 6.35 1.6 Al A

= New addition to range
ipef

See the general catalogue, page 218 for the Tiger.tec®

achievable surface finishes and possible applications.

Turning inserts



WNMG

HC = Coated carbide
WN M M CN = Silicon nitride SigN4
WN MA BL = CBN w?th Iqw CBN content
s s BH = CBN with high CBN content
P M K S
HC HC s HC CN HC BL | BH
522889883%‘?8893388
d | s r ala|la|lajla|s|=s|l=S|lS|lx|xx|xx|z|=E|=|o|a
Designation mm mm mm mm ; ; ; ; ; =3 g g ; ; ; g ; ‘é’ ‘g’ g
WNMG 080408 — NM 6 12.7 8.72 4.76 0.8 A|lA|A
WNMG 080412 — NM 6 12.7 8.72 4.76 1.2 A|A|A
WNMG 100608 — NM 6 15.875 10.8 6.35 0.8 A|A|A
WNMG 100612 — NM 6 15.875 10.8 6.35 1.2 A|lA|A
WNMG 100616 — NM 6 15.875 10.8 6.35 1.6 A|lA|A
WNMG 060408 — NM 9 9.525 6.5 4.76 0.8 A|A|A
WNMG 060412 — NM 9 9.525 6.5 4.76 1.2 A|lA|A
WNMG 080408 — NM 9 12.7 8.72 4.76 0.8 A|A|A|A
WNMG 080412 — NM 9 12.7 8.72 4.76 1.2 A|lA|A|A
WNMG 080416 — NM 9 12.7 8.72 4.76 1.6 A|lA|A|A
WNMG 100608 — NM 9 15.875 10.8 6.35 0.8 A|lA|A
WNMG 100612 - NM 9 15.875 10.8 6.35 1.2 A|A|A|A
WNMG 100616 — NM 9 15.875 10.8 6.35 1.6 A|lA|A|A
WNMG 060408 — NR 4 9.525 6.5 4.76 0.8 A|A|A A A
WNMG 060412 — NR 4 9.525 6.5 4.76 1.2 A|A|A A A
WNMG 080408 — NR 4 12.7 8.72 4.76 0.8 A|lA|A A A
WNMG 080412 — NR 4 12.7 8.72 4.76 1.2 A|A|A Al A
WNMG 100608 — NR 4 15.875 10.8 6.35 0.8 A|lA|A A A
WNMG 100612 — NR 4 15.875 10.8 6.35 1.2 A|lA|A A A
WNMG 100616 — NR 4 15.875 10.8 6.35 1.6 A|lA|A Al A
WNMM 100612 — NRF 15.875 10.8 6.35 1.2 AlA|A|A
WNMM 100616 — NRF 15.875 10.8 6.35 1.6 A|lA|A|A
WNMA 060404 9.525 6.5 4.76 0.4 Al A
WNMA 060408 9.525 6.5 4.76 0.8 Al A
WNMA 060412 9.525 6.5 4.76 1.2 Al A
WNMA 080404 12.7 8.72 4.76 0.4 A A
WNMA 080408 12.7 8.72 4.76 0.8 Al A
WNMA 080412 12.7 8.72 4.76 1.2 Al A
WNMA 100612 15.875 10.8 6.35 1.2 Al A
WNMA 100616 15.875 10.8 6.35 1.6 A A
WNMA 060408 T02020 9.525 6.5 4.76 0.8 A A
WNMA 060412 T02020 9.525 6.5 4.76 1.2 A A
WNMA 080408 T02020 12.7 8.72 4.76 0.8 Al A
WNMA 080412 702020 12.7 8.72 4.76 1.2 Al A
WNMA 100612 T02020 15.875 10.8 6.35 1.2 Al A
WNMA 100616 T02020 15.875 10.8 6.35 1.6 Al A
WNMA 080408 T02020 12.7 8.72 4.76 0.8 A
WNMA 080412 702020 12.7 8.72 4.76 1.2 A
WNMA 080416 T02020 12.7 8.72 4.76 1.6 A
WNMA 080404 12.7 8.72 4.76 0.4 Al A
WNMA 080408 12.7 8.72 4.76 0.8 Al A
WNMA 080412 12.7 8.72 4.76 1.2 Al A
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Turning inserts
with positive basic shape

HC = Coated carbide

HW = Uncoated carbide

BL = CBN with low CBN content
BH = CBN with high CBN content

CCMT
CCGT

P M K N S H
HC HC HC HC|HW| HC |BL|BH
s|2|(8|R(]|3|2||8|2| |R|8|3(8
d | S r D4 Dy R ala|la|la|l=S|S =S|z~ = |=E|n|a
Designation mm mm mm mm mm mm mm ; ; ; ; ; ‘é’ ‘£ ; ; ; ; é ‘£ ‘£ g g
Wiper CCMT 060204 — PF 6.35 | 6.45 | 2.38 0.4 3.75 2.8 1.8 JA|AA A|AA AlA
CCMT 060208 — PF 6.35 | 6.45 | 2.38 0.8 3.75 2.8 1.8 JA|A A A|AA AlA
CCMT 097304 — PF 9.525 | 9.67 | 3.97 0.4 6.0 4.4 15 JA|AA A|AA AlA
CCMT 097308 — PF 9.525 | 9.67 | 3.97 0.8 6.0 4.4 1.5 JA|A A A|AA AlA
wipe’
CCMT 097304 — PM 9.525 | 9.67 | 3.97 0.4 6.0 4.4 1.5 AlA A AlA
CCMT 097308 — PM 9.525 | 9.67 | 3.97 0.8 6.0 4.4 1.5 A|A A A|A
CCMT 097312 — PM 9.525 | 9.67 | 3.97 1.2 6.0 4.4 1.5 AlA A AlA
CCMT 120404 — PM 12.7 129 | 4.76 0.4 75 55 2.5 AlA A AlA
CCMT 120408 — PM 12.7 129 | 476 0.8 75 5.5 2.5 A|A A A|A
CCMT 120412 — PM 12.7 129 | 4.76 1.2 75 5.5 2.5 A|A A A|A
CCGT 060201 — PF 2 6.35 | 6.45 | 2.38 0.1 3.75 2.8 1.8 A|A
CCGT 060202 — PF 2 6.35 | 6.45 | 2.38 0.2 3.75 2.8 1.8 A|A
CCGT 060204 — PF 2 6.35 | 6.45 | 2.38 0.4 3.75 2.8 1.8 AlA
CCGT 097301 — PF 2 9.525 | 9.67 | 3.97 0.1 6.0 4.4 1.5 AlA
CCGT 097302 — PF 2 9.525 | 9.67 | 3.97 0.2 6.0 4.4 1.5 A|A
CCGT 097304 — PF 2 9.525 | 9.67 | 3.97 0.4 6.0 4.4 1.5 A|A
CCGT 097308 — PF 2 9.525 | 9.67 | 3.97 0.8 6.0 4.4 1.5 AlA
CCMT 060202 — PF 4 6.35 | 6.45 | 2.38 0.2 3.75 2.8 1.8 jJA|A A AlA|A AlA
CCMT 060204 — PF 4 6.35 | 6.45 | 2.38 0.4 3.75 2.8 1.8 JA|A A A|AA AlA
CCMT 060208 — PF 4 6.35 | 6.45 | 2.38 0.8 3.75 2.8 1.8 JA|A A AlA|A AlA
CCMT 097302 — PF 4 9.525 | 9.67 | 3.97 0.2 6.0 4.4 1.5 JAa|lAalA AlA|A AlA
CCMT 097304 — PF 4 9.525 | 9.67 | 3.97 0.4 6.0 4.4 1.5 JA|AA A|lAA AlA
CCMT 097308 — PF 4 9.525 | 9.67 | 3.97 0.8 6.0 4.4 1.5 JA|A A A|AA AlA
CCMT 120404 — PF 4 12.7 129 | 4.76 0.4 75 5.5 25 JA[A[A AlA|A AlA
CCMT 120408 — PF 4 12.7 129 | 4.76 0.8 75 55 25 JA[A[A AlA|A AlA
CCGT 060202 — PF 5 6.35 | 6.45 | 2.38 0.2 3.75 2.8 1.8 A|A A A
CCGT 060204 — PF 5 6.35 | 6.45 | 2.38 0.4 3.75 2.8 1.8 AlA A A
CCGT 097302 — PF 5 9.525 | 9.67 | 3.97 0.2 6.0 4.4 1.5 A|A A A
CCGT 097304 — PF 5 9.525 | 9.67 | 3.97 0.4 6.0 44 1.5 A|A A A
CCMT 060204 — PS5 6.35 | 6.45 | 2.38 0.4 3.75 2.8 1.8 A|A A|A[A|ALA AlA
CCMT 060208 — PS 5 6.35 | 6.45 | 2.38 0.8 3.75 2.8 1.8 A|A A|A[A|ALA AlA
CCMT 097304 - PS 5 9.525 | 9.67 | 3.97 0.4 6.0 4.4 1.5 AlA AlA[A|A|A AlA
CCMT 097308 — PS 5 9.525 | 9.67 | 3.97 0.8 6.0 4.4 1.5 AlA AlA[A|A|A AlA
CCMT 120404 - PS 5 12.7 129 | 476 0.4 75 5.5 2.5 A|A A|A[A|ALA A|A
CCMT 120408 — PS 5 12.7 12.9 | 4.76 0.8 75 5.5 2.5 A|A A|AA|ALA A|A
= New addition to range
Tigertec®
Wiper See_thegeneral cata_lqgue, page 218.forthe o 'ger. ec
achievable surface finishes and possible applications.
Turning inserts 19



CCGT

HC = Coated carbide
CCMT HW = Uncoated carbide
CCMW BL = CBN w?th I(?w CBN content
BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s|e|g|s8|:(]|8|2(2(8|e| |R|3|3(8
d | S r D4 D, R alalala|S|S|S|x(x(x|z|-|=|=|a|a
Designation mm mm mm mm mm mm mm ; ; ; ; = ‘é’ ‘é’ ‘;‘ ; ; = é ‘é’ ‘é’ § §
CCGT 060201 — PM 2 6.35 | 6.45 2.38 0.1 3.75 2.8 1.8 AlA
CCGT 060202 — PM 2 6.35 | 6.45 2.38 0.2 3.75 2.8 1.8 AlA
CCGT 060204 — PM 2 6.35 | 6.45 2.38 0.4 3.75 2.8 1.8 AlA
CCGT 097301 — PM 2 9.525 | 9.67 3.97 0.1 6.0 4.4 1.5 AlA
CCGT 097302 — PM 2 9.525 | 9.67 3.97 0.2 6.0 44 1.5 AlA
CCGT 097304 — PM 2 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 AlA
CCGT 097308 — PM 2 9.525 | 9.67 3.97 0.8 6.0 4.4 1.5 AlA
CCGT 120401 — PM 2 12.7 12.9 4.76 0.1 75 5.5 2.5 AlA
CCGT 120402 — PM 2 12.7 12.9 4.76 0.2 75 5.5 2.5 AlA
CCGT 120404 — PM 2 12.7 12.9 4.76 0.4 7.5 55 2.5 AlA
CCGT 120408 — PM 2 12.7 12.9 4.76 0.8 75 55 2.5 AlA
CCMT 060204 — PM 5 6.35 | 6.45 2.38 0.4 3.75 2.8 1.8 AA|A|A|A|A[A[ALA AlA
CCMT 060208 — PM 5 6.35 | 6.45 2.38 0.8 3.75 2.8 1.8 AA|A|A|A|A[A[ALA AlA
CCMT 097304 - PM 5 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 AlA|A|A|AIA[A[ALA AlA
CCMT 097308 — PM 5 9.525 | 9.67 3.97 0.8 6.0 44 1.5 AlA|A|A|AIA[A[ATA AlA
CCMT 120404 - PM 5 12.7 12.9 4.76 0.4 7.5 55 2.5 AA|A|A|A|A[A[ALA AlA
CCMT 120408 - PM 5 12.7 12.9 4.76 0.8 75 55 2.5 AA|A|A|A|A[A[ALA AlA
CCMT 120412 —PM 5 12.7 12.9 4.76 1.2 75 5.5 2.5 AlA[A|A|AIA[A[ALA AlA
CCMW 060202 6.35 | 6.45 2.38 0.2 3.75 2.8 1.8 AlA
CCMW 060204 6.35 | 6.45 2.38 0.4 3.75 2.8 1.8 AlA
CCMW 060208 6.35 | 6.45 2.38 0.8 3.75 2.8 1.8 AlA
CCMW 097304 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 AlA
CCMW 097308 9.525 | 9.67 3.97 0.8 6.0 4.4 1.5 AlA
CCMW 120404 12.7 12.9 4.76 0.4 75 55 2.5 AlA
CCMW 120408 12.7 12.9 4.76 0.8 75 5.5 2.5 AlA
CCMW 120412 12.7 12.9 4.76 1.2 75 5.5 2.5 AlA
CCMW 060204 6.35 | 6.45 2.38 0.4 3.75 2.8 1.8 AlA
CCMW 060208 6.35 | 6.45 2.38 0.8 3.75 2.8 1.8 AlA
CCMW 097304 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 AlA
CCMW 097308 9.525 | 9.67 3.97 0.8 6.0 4.4 1.5 AlA
CCMW 120404 12.7 12.9 4.76 0.4 75 5.5 2.5 AlA
CCMW 120408 12.7 12.9 4.76 0.8 75 5.5 2.5 AlA
CCMW 060204-2 6.35 | 6.45 2.38 0.4 3.75 2.8 1.8 AlA
CCMW 060208-2 6.35 | 6.45 2.38 0.8 3.75 2.8 1.8 AlA
CCMW 09T304-2 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 AlA
CCMW 09T308-2 9.525 | 9.67 3.97 0.8 6.0 4.4 1.5 AlA

= New addition to range

20 Turning inserts

Tiger-tec®




DCMT

R
DCGT éTZT)a HC = Coated carbide
Z .
ﬁ? HW = Uncoated carbide
DCMW 7"%4j BL = CBN with low CBN content
18— BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s(e2|c|8|2|8|8|2I18|8(2| _|8|8|8|3
d | S r D4 D, R alalala|S|S|S|x(x(x|z|-|=|=|a|a
. . alofa|a || D <LK X|[X(DP|D[O|O
Designation mm mm mm mm mm mm mm S| (||| (=zz=z=z==
-qerl DCMT 070204 — PF 6.35 | 7.75 2.38 0.4 3.75 2.8 1.8 JA|A A AlA|A AlA
Wlp DCMT 070208 — PF 6.35 | 7.75 2.38 0.8 3.75 2.8 1.8 JA|A A AlA|A AlA
DCMT 117304 — PF 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 Ja|lAalA AlA|A AlA
DCMT 117308 — PF 9.525 | 11.63 | 3.97 0.8 6.0 4.4 15 JA|A|A AlA|A AlA
WiPer DCMT 117304 — PM 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA AlA AlA A
DCMT 117308 — PM 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 AlA AlA AlA A
DCGT 070201 — PF 2 6.35 | 7.75 2.38 0.1 3.75 2.8 1.8 AlA
DCGT 070202 — PF 2 6.35 | 7.75 2.38 0.2 3.75 2.8 1.8 AlA
DCGT 070204 — PF 2 6.35 | 7.75 2.38 0.4 3.75 2.8 1.8 AlA
DCGT 117301 — PF 2 9.525 | 11.63 | 3.97 0.1 6.0 4.4 1.5 AlA
DCGT 117302 — PF 2 9.525 | 11.63 | 3.97 0.2 6.0 4.4 1.5 AlA
DCGT 117304 — PF 2 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA
DCGT 117308 — PF 2 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 AlA
DCMT 070202 — PF 4 6.35 | 7.75 2.38 0.2 3.75 2.8 1.8 JA|A A AlA|A AlA
DCMT 070204 — PF 4 6.35 | 7.75 2.38 0.4 3.75 2.8 1.8 JA|A A AlA|A AlA
DCMT 070208 — PF 4 6.35 | 7.75 2.38 0.8 3.75 2.8 1.8 jJA|A A AlA|A AlA
DCMT 117302 — PF 4 9.525 | 11.63 | 3.97 0.2 6.0 4.4 1.5 JAa|lAalA AlA|A AlA
DCMT 117304 — PF 4 9.525 | 11.63 | 3.97 0.4 6.0 4.4 15 JA|A|A AlA|A AlA
DCMT 117308 — PF 4 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 JA|A A AlA|A AlA
DCMT 070204 — PS5 6.35 | 7.75 2.38 0.4 3.75 2.8 1.8 AlA AlAA|A|A AlA
DCMT 070208 — PS 5 6.35 | 7.75 2.38 0.8 3.75 2.8 1.8 AlA AlA|A|AA AlA
DCMT 117304 - PS 5 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA AlA[A|A|A AlA
DCMT 117308 — PS 5 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 AlA AlA[A|A|A AlA
DCGT 070201 — PM 2 6.35 | 7.75 2.38 0.1 3.75 2.8 1.8 AlA
DCGT 070202 — PM 2 6.35 | 7.75 2.38 0.2 3.75 2.8 1.8 AlA
DCGT 070204 — PM 2 6.35 | 7.75 2.38 0.4 3.75 2.8 1.8 AlA
DCGT 117301 — PM 2 9.525 | 11.63 | 3.97 0.1 6.0 4.4 1.5 AlA
DCGT 117302 — PM 2 9.525 | 11.63 | 3.97 0.2 6.0 4.4 1.5 AlA
DCGT 117304 — PM 2 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA
DCGT 117308 — PM 2 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 AlA
DCMT 070204 — PM 5 6.35 | 7.75 2.38 0.4 3.75 2.8 1.8 AlA|A|A[A[AIA|A AlA
DCMT 070208 — PM 5 6.35 | 7.75 2.38 0.8 3.75 2.8 1.8 AA|A|A|A|A[ALA AlA
DCMT 117304 - PM 5 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA|A|A[A[AIA|A AlA
DCMT 117308 - PM 5 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 AlA|A|AAAIA|A AlA
DCMT 117312 - PM 5 9.525 | 11.63 | 3.97 1.2 6.0 4.4 1.5 AA|A|A|A|A[ATA AlA
DCMW 11T304 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA
DCMW 117308 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 AlA
= New addition to range - ®
piper Tiger-tec
See the general catalogue, page 218 for the
achievable surface finishes and possible applications.
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R
éTZT)a HC = Coated carbide
Z .
ﬁ? HW = Uncoated carbide
DCMW 7"%4j BL = CBN with low CBN content
18— BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s(e2|c|8|2|8|8|2I18|8(2| _|8|8|8|3
d | S r D4 D, R alalala|S|S|S|x(x(x|z|-|=|=|a|a
. . alofa|a || D <LK X|[X(DP|D[O|O
Designation mm mm mm mm mm mm mm ||| (| (Z|=|= (== (===
DCMW 117302 9.525 | 11.63 | 3.97 0.2 6.0 4.4 1.5 A|A
DCMW 117304 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 A|A
DCMW 117308 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 A|A
DCMW 11T304-2 9.525 | 11.63 | 3.97 0.4 6.0 4.4 1.5 AlA
DCMW 11T308-2 9.525 | 11.63 | 3.97 0.8 6.0 4.4 1.5 A|A
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RCMT

o

HC = Coated carbide
RCGT d ?5 D1 HW = Uncoated carbide
RCMX 70*F BL = CBN w?th I(?w CBN content
— BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s|e|g|s8|:(]|8|2(2(8|e| |R|3|3(8
d S D4 Dy R Ja|la|ala|s|=|=S|x|x|x|z|-|=|=|a|a
Designation mm mm mm mm mm E;;;E;g;;;éé‘ﬁ‘ﬁgg
RCGT 0602MO0 — PF 2 6 2.38 3.75 2.8 1.8 AlA
RCGT 0803MO0 — PF 2 8 3.18 45 3.4 1.6 AlA
RCGT 10T3MO0 — PF 2 10 3.97 6.0 4.4 1.5 AlA
RCGT 1204M0 — PF 2 12 4.76 6.0 4.4 1.5 AlA
RCMT 0602M0 — PF 4 6 2.38 3.75 2.8 1.8 JA|A|A A|A|A AlA
RCMT 0803M0 — PF 4 8 3.18 45 3.4 16 JA|A|A AIAA A|lA
RCMT 10T3MO0 — PF 4 10 3.97 6.0 4.4 1.5 JA|A|A A|A|A AlA
RCMT 1204M0 — PF 4 12 4.76 6.0 4.4 1.5 JAa|lA A AlA|A AlA
RCGT 0602M0 — PF 5 6 2.38 3.75 2.8 1.8 AlA A A
RCGT 0803MO0 — PF 5 8 3.18 45 3.4 1.6 AlA A A
RCGT 10T3MO0 — PF 5 10 3.97 6.0 4.4 1.5 AlA A A
RCGT 0602M0 — PM 2 6 2.38 3.75 2.8 1.8 AlA
RCGT 0803M0 — PM 2 8 3.18 45 3.4 1.6 AlA
RCGT 10T3M0 — PM 2 10 3.97 6.0 4.4 1.5 AlA
RCGT 1204M0 — PM 2 12 4.76 6.0 4.4 1.5 AlA
RCMT 10T3MO T 10 3.97 6.0 4.4 1.5 A|lA
RCMT 1204M0 T 12 4.76 6.0 4.4 1.5 A|A
RCMT 1605M0 T 16 5.56 75 5.5 2.5 A|A
RCMT 1606M0 T 16 6.35 75 55 2.5 A|A
RCMT 2006M0 T 20 6.35 9.0 6.5 3.5 AlA
RCMT 2507M0 T 25 7.94 12.0 8.6 4.0 A|A
RCMT 0602M0 — PM 5 6 2.38 3.75 2.8 1.8 AlA|A|A[A[AIA|A AlA
RCMT 0803M0 — PM 5 8 3.18 45 3.4 1.6 A|AIAIAIAIAIAA AlA
RCMT 10T3M0 — PM 5 10 3.97 6.0 4.4 1.5 A|AIAIAIAIAIAA AlA
RCMT 1204M0 — PM 5 12 4.76 6.0 4.4 1.5 AA|A|A|A|A[ATA AlA
RCMT 1605M0 — PM 5 16 5.56 75 55 2.5 AA|A|A|A|A[ALA AlA
RCMT 1606M0 — PM 5 16 6.35 75 55 2.5 A|AIAIAIAIAIAA AlA
RCMX 100300 - PR 5 10 3.18 4.39 3.6 AlA
RCMX 120400 — PR 5 12 4.76 5.39 4.2 A|A
RCMX 160600 — PR 5 16 6.35 6.7 5.2 AlA
RCMX 200600 — PR 5 20 6.35 8.0 6.5 AlA
RCMX 250700 — PR 5 25 7.94 9.2 72 AlA
RCMX 320900 — PR 5 32 9.52 1.8 9.5 AlA
= New addition to range
v, ®
Tiger-tec
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SCMT

R
SCGT L ©\ SngDf HC = Coated carbide
4 .
ﬁ? HW = Uncoated carbide
SCMW N 7"%4ﬁf BL = CBN with low CBN content
D e > 51“ BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s(e2|c|8|2|8|8|2I18|8(2| _|8|8|8|3
d | S r D4 D, R Ja|la|ala|s|=|=S|x|x|x|z|-|=|=|a|a
. . alofa|a || D <LK X|[X(DP|D[O|O
Designation mm mm mm mm mm mm mm ||| (| (Z|=|= (== (===
SCMT 097304 — PF 4 9.525 | 9.525 | 3.97 0.4 6.0 4.4 15 JA|A|A A|A|A AlA
SCMT 097308 — PF 4 9.525 | 9.525 | 3.97 0.8 6.0 4.4 15 JA|A|A AlA|A AlA
SCMT 120404 — PF 4 12.7 12.7 4.76 0.4 75 55 25 JAA|A A|AA A|A
SCMT 120408 — PF 4 12.7 12.7 4.76 0.8 75 5.5 25 JA[A|A A|AA AlA
SCMT 097304 — PS 5 9.525 | 9.525 | 3.97 | 0.4 6.0 | 4.4 15 Al |[ala|alala AlA
SCMT 097308 — PS 5 9.525 | 9.525 | 3.97 0.8 6.0 4.4 1.5 A A|A[A|AA AlA
SCMT 120408 — PS 5 127 | 127 | 476 | 08 | 75 | 55 | 25 A AlA|A A
SCGT 097304 — PM 2 9.525 | 9.525 | 3.97 0.4 6.0 4.4 1.5 AlA
SCGT 097308 — PM 2 9.525 | 9.525 | 3.97 0.8 6.0 4.4 1.5 AlA
SCGT 120408 — PM 2 127 | 127 | 4.76 0.8 75 5.5 2.5 AlA
SCMT 097304 — PM 5 9.525 | 9.525 | 3.97 0.4 6.0 4.4 1.5 A|A|A|AA|AIA|A]A AlA
SCMT 097308 — PM 5 9.525 | 9.525 | 3.97 0.8 6.0 4.4 1.5 AIAIAIAIAIAIAIAA A|lA
SCMT 120404 — PM 5 127 | 127 | 4.76 0.4 75 5.5 2.5 A|A|A|AIAIAIA|A]A AlA
SCMT 120408 — PM 5 127 | 127 | 4.76 0.8 75 5.5 2.5 A|A|A|AA|AIA|A]A AlA
SCMT 120412 - PM 5 127 | 127 | 476 | 1.2 | 75 | 55 | 25 AlA|AA|A[A|A[A|A AlA
SCMW 097304 9.525 | 9.525 | 3.97 0.4 6.0 4.4 1.5 A|A
SCMW 097308 9.525 | 9.525 | 3.97 0.8 6.0 4.4 1.5 A|A
SCMW 120404 12.7 12.7 4.76 0.4 75 5.5 2.5 A|A
SCMW 120408 12.7 12.7 4.76 0.8 75 55 2.5 A|A
SCMW 120412 12.7 12.7 4.76 1.2 75 55 2.5 A|A
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60° r R
TCGT N =~ [ B ,
d @ D2t Dq HC = Coated carbide
TCMT L fgj HW = Uncoated carbide
TCMW 70%4 BL = CBN w?th IqwCBN content
| N BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s|e|g(g((](8 (2|28 |8]|3|8|8
d | S r D4 D, R alalala|S|S|S|x(x(x|z|-|=|=|a|a
Designation mm mm mm mm mm mm mm ; ; ; ; = ; ; ‘;‘ ; ; = é ; ‘é’ ‘g’ ‘g’
TCGT 090201 — PF 2 5.56 9.0 2.38 0.1 3.3 2.5 2.3 AlA
TCGT 090202 — PF 2 5.56 9.0 2.38 0.2 3.3 2.5 2.3 AlA
TCGT 090204 — PF 2 5.56 9.0 2.38 0.4 3.3 2.5 2.3 AlA
TCGT 110201 - PF 2 6.35 | 11.0 | 2.38 0.1 3.75 2.8 1.8 AlA
TCGT 110202 — PF 2 6.35 1.0 | 2.38 0.2 3.75 2.8 1.8 AlA
TCGT 110204 - PF 2 6.35 | 11.0 | 2.38 0.4 3.75 2.8 1.8 AlA
TCGT 16T301 — PF 2 9.525 | 16.5 | 3.97 0.1 6.0 4.4 1.5 AlA
TCGT 16T302 — PF 2 9.525 | 16.5 | 3.97 0.2 6.0 4.4 1.5 AlA
TCGT 16T304 — PF 2 9.525 | 16.5 | 3.97 0.4 6.0 44 1.5 AlA
TCGT 16T308 — PF 2 9.525 | 16.5 | 3.97 0.8 6.0 4.4 1.5 AlA
TCMT 090202 — PF 4 5.56 9.0 2.38 0.2 3.3 2.5 23 |A(AlA AlA AlA
TCMT 090204 — PF 4 5.56 9.0 2.38 0.4 3.3 2.5 23 JA(A[A AlA AlA
TCMT 090208 — PF 4 5.56 9.0 2.38 0.8 3.3 2.5 23 JA(AlA AlA AlA
TCMT 110202 — PF 4 6.35 | 11.0 | 2.38 0.2 3.75 2.8 1.8 JA|A A AlAA AlA
TCMT 110204 — PF 4 6.35 1.0 | 2.38 0.4 3.75 2.8 1.8 JA|A|A AlA|A AlA
TCMT 110208 — PF 4 6.35 | 11.0 | 2.38 0.8 3.75 2.8 1.8 JA|A A AlA|A AlA
TCMT 16T302 — PF 4 9.525 | 16.5 | 3.97 0.2 6.0 4.4 15 JA|A A AlA|A AlA
TCMT 16T304 — PF 4 9.525 | 16.5 | 3.97 0.4 6.0 4.4 1.5 JA|lA A AlA|A AlA
TCMT 16T308 — PF 4 9.525 | 16.5 | 3.97 0.8 6.0 4.4 15 JA|A|A AlA|A AlA
TCMT 110204 — PS 5 6.35 1.0 | 2.38 0.4 3.75 2.8 1.8 A AlA[A|A|A AlA
TCMT 110208 — PS 5 6.35 1.0 | 2.38 0.8 3.75 2.8 1.8 A AlA[A|A|A AlA
TCMT 167304 —PS 5 9.525 | 16.5 | 3.97 0.4 6.0 4.4 1.5 A AAA|A|A AlA
TCMT 167308 — PS 5 9.525 | 16.5 | 3.97 0.8 6.0 4.4 1.5 A AAA|A|A AlA
TCGT 110201 — PM 2 6.35 | 11.0 | 2.38 0.1 3.75 2.8 1.8 AlA
TCGT 110202 — PM 2 6.35 | 11.0 | 2.38 0.2 3.75 2.8 1.8 AlA
TCGT 110204 — PM 2 6.35 | 11.0 | 2.38 0.4 3.75 2.8 1.8 AlA
TCGT 16T301 — PM 2 9.525 | 16.5 | 3.97 0.1 6.0 4.4 1.5 AlA
TCGT 16T302 — PM 2 9.525 | 16.5 | 3.97 0.2 6.0 4.4 1.5 AlA
TCGT 16T304 — PM 2 9.525 | 16.5 | 3.97 0.4 6.0 4.4 1.5 AlA
TCGT 16T308 — PM 2 9.525 | 16.5 | 3.97 0.8 6.0 4.4 1.5 AlA
TCMT 090204 — PM 5 5.56 9.0 2.38 0.4 3.3 2.5 2.3 AlA|A AlA|A|A|A AlA
TCMT 090208 — PM 5 5.56 9.0 2.38 0.8 3.3 2.5 2.3 AlA|A AlA|A|A|A AlA
TCMT 110204 — PM 5 6.35 | 11.0 | 2.38 0.4 3.75 2.8 1.8 AlA[A|A|AIA[A[ATA AlA
TCMT 110208 — PM 5 6.35 1.0 | 2.38 0.8 3.75 2.8 1.8 AA|A|A|AIA[A[ALA AlA
TCMT 167304 — PM 5 9.525 | 16.5 | 3.97 0.4 6.0 4.4 1.5 AA|A|A|A|A|A[ALA AlA
TCMT 16T308 — PM 5 9.525 | 16.5 | 3.97 0.8 6.0 4.4 1.5 AA|A|A|A|A[A[ALA AlA
TCMT 16T312 - PM 5 9.525 | 16.5 | 3.97 1.2 6.0 4.4 1.5 AlA|A|A|AIA[A[ATA AlA
TCMW 110202 6.35 | 11.0 | 2.38 0.2 3.75 2.8 1.8 AlA
TCMW 110204 6.35 | 11.0 | 2.38 0.4 3.75 2.8 1.8 AlA
TCMW 110208 6.35 | 11.0 | 2.38 0.8 3.75 2.8 1.8 AlA
TCMW 16T304 9.525 | 16.5 | 3.97 0.4 6.0 44 1.5 AlA
TCMW 167308 9.525 | 16.5 | 3.97 0.8 6.0 4.4 1.5 AlA
TCMW 167312 9.525 | 16.5 | 3.97 1.2 6.0 4.4 1.5 AlA
TCMW 110204 6.35 | 11.0 | 2.38 0.4 3.75 2.8 1.8 AlA
TCMW 110208 6.35 | 11.0 | 2.38 0.8 3.75 2.8 1.8 AlA
= New addition to range
-
Tiger-tec® -



VCMT /VBMT

T N HC = Coated carbide
VCGT / VBGT (f %@ ) HW = Uncoated carbide
BL = CBN with low CBN content
VCMW / VBMW o ] BH = CBN with high CBN content
M K N H
HC HC HC HC|HW| HC |BL|BH
s|e|g|s8|:(]|8|2(2(8|e| |R|3|3(8
d | S r D4 D, R alalala|S|S|S|x(x(x|z|-|=|=|a|a
Designation mm mm mm mm mm mm mm ; ; ; ; %‘ ; ; ‘;‘ ; ; >3< é ; ‘é’ ‘g’ ‘g’
VCGT 110301 — PF 2 6.35 1.0 3.18 0.1 3.75 2.8 1.8 AlA
VCGT 110302 — PF 2 6.35 1.0 3.18 0.2 3.75 2.8 1.8 AlA
VCGT 110304 — PF 2 6.35 1.0 3.18 0.4 3.75 2.8 1.8 AlA
VCGT 160402 — PF 2 9.525 | 16.6 | 4.76 0.2 6.0 4.4 1.5 AlA
VCGT 160404 — PF 2 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AlA
VCGT 160408 — PF 2 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 AlA
VCMT 110302 — PF 4 6.35 1.0 3.18 0.2 3.75 2.8 1.8 JA|A A AlA|A AlA
VCMT 110304 — PF 4 6.35 1.0 3.18 0.4 3.75 2.8 1.8 JA|A A AlA|A AlA
VCMT 160402 — PF 4 9.525 | 16.6 | 4.76 0.2 6.0 4.4 1.5 JAa|lA A AlA|A AlA
VCMT 160404 — PF 4 9.525 | 16.6 | 4.76 0.4 6.0 4.4 15 JA|A|A AlA|A AlA
VCMT 160408 — PF 4 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 JAa|lAlA AlA|A AlA
VBGT 110302 — PF 5 6.35 1.0 3.18 0.2 3.75 2.8 1.8 AlA A A
VBGT 110304 — PF 5 6.35 1.0 3.18 0.4 3.75 2.8 1.8 A|A A A
VBMT 110304 — PS 5 6.35 1.0 3.18 0.4 3.75 2.8 1.8 AlA AlA[A|A|A AlA
VBMT 110308 — PS 5 6.35 1.0 3.18 0.8 3.75 2.8 1.8 AlA AlA[A|A|A AlA
VBMT 160404 — PS5 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AlA AlA[A|A|A AlA
VBMT 160406 — PS 5 9.525 | 16.6 | 4.76 0.6 6.0 4.4 1.5 AlA AlA[A|A|A AlA
VBMT 160408 — PS 5 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 AlA A[A[A|A|A AlA
VBMT 160412 - PS 5 9.525 | 16.6 | 4.76 1.2 6.0 4.4 1.5 AlA AlA[A|A|A AlA
VCGT 110301 — PM 2 6.35 1.0 3.18 0.1 3.75 2.8 1.8 AlA
VCGT 110302 — PM 2 6.35 1.0 3.18 0.2 3.75 2.8 1.8 AlA
VCGT 110304 — PM 2 6.35 1.0 3.18 0.4 3.75 2.8 1.8 AlA
VCGT 110308 — PM 2 6.35 1.0 3.18 0.8 3.75 2.8 1.8 A|A
VCGT 130301 — PM 2 7.94 13.1 3.18 0.1 4.75 3.4 2.5 AlA
VCGT 130302 — PM 2 7.94 13.1 3.18 0.2 4.75 3.4 2.5 AlA
VCGT 130304 — PM 2 7.94 13.1 3.18 0.4 4.75 3.4 2.5 AlA
VCGT 160404 — PM 2 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AlA
VCGT 160408 — PM 2 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 AlA
VCGT 160412 — PM 2 9.525 | 16.6 | 4.76 1.2 6.0 4.4 1.5 AlA
VCMT 110304 — PM 5 6.35 1.0 3.18 0.4 3.75 2.8 1.8 AA|A|A|A|A[ALA AlA
VCMT 110308 — PM 5 6.35 1.0 3.18 0.8 3.75 2.8 1.8 AA|A|A|A|A[ATA AlA
VCMT 160404 — PM 5 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AA|A|A|A|A[ATA AlA
VCMT 160406 — PM 5 9.525 | 16.6 | 4.76 0.6 6.0 4.4 1.5 AA|A|A|A|A[ALA AlA
VCMT 160408 — PM 5 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 A[A|A|A|A|A[ATA AlA
VCMT 160412 — PM 5 9.525 | 16.6 | 4.76 1.2 6.0 4.4 1.5 AA|A|A|A|A[ATA AlA
VCMW 160404 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AlA
VCMW 160408 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 AlA
VCMW 160412 9.525 | 16.6 | 4.76 1.2 6.0 4.4 1.5 AlA
VBMW 160402 9.525 | 16.6 | 4.76 0.2 6.0 4.4 1.5 AlA
VBMW 160404 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AlA
VBMW 160408 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 AlA
VBMW 160404-2 9.525 | 16.6 | 4.76 0.4 6.0 4.4 1.5 AlA
VBMW 160408-2 9.525 | 16.6 | 4.76 0.8 6.0 4.4 1.5 AlA
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= New addition to range
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WCMT

HC

= Coated carbide

HW = Uncoated carbide
WCGT BL = CBN w?th I(?w CBN content
BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s|e|g|s8|:(]|8|2(2(8|e| |R|3|3(8
d | S r D4 D, R alalala|S|S|S|x(x(x|z|-|=|=|a|a
Designation mm mm mm mm mm mm mm ; ; ; ; = ; ; ‘;‘ ; ; = é ‘é’ ‘é’ ‘g’ ‘g’
WCMT 040204 — PF 6.35 4.3 2.38 0.4 3.75 2.8 1.8 JA|A A AlA|A AlA
WCMT 040208 — PF 6.35 4.3 2.38 0.8 3.75 2.8 1.8 JA|A A AlA|A AlA
WCMT 067304 — PF 9.525 | 6.5 3.97 0.4 6.0 4.4 15 JA|A A AlA|A AlA
Wiper WCMT 067308 — PF 9.525 | 6.5 3.97 0.8 6.0 4.4 1.5 JA|lA A AlAA AlA
WCMT 067304 — PM 9.525 | 6.5 3.97 0.4 6.0 44 1.5 AlA A AlA
WCMT 067308 — PM 9.525 | 6.5 3.97 0.8 6.0 4.4 1.5 AlA A AlA
WCMT 080404 — PM 12.7 | 872 | 476 0.4 75 5.5 2.5 AlA A AlA
Wiper WCMT 080408 — PM 12.7 | 872 | 476 0.8 7.5 55 2.5 AlA A AlA
WCMT 080412 — PM 12.7 | 872 | 476 1.2 75 55 2.5 AlA A AlA
WCGT 030201 — PF 2 5.56 3.8 2.38 0.1 3.3 2.5 2.3 AlA
WCGT 030202 — PF 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 AlA
WCGT 030204 — PF 2 5.56 3.8 2.38 0.4 3.3 2.5 2.3 AlA
WCGT 040201 — PF 2 6.35 4.3 2.38 0.1 3.75 2.8 1.8 AlA
WCGT 040202 — PF 2 6.35 4.3 2.38 0.2 3.75 2.8 1.8 AlA
WCGT 040204 — PF 2 6.35 4.3 2.38 0.4 3.75 2.8 1.8 AlA
WCGT 067301 — PF 2 9.525 | 6.5 3.97 0.1 6.0 4.4 1.5 AlA
WCGT 067302 — PF 2 9.525 | 6.5 3.97 0.2 6.0 44 1.5 AlA
WCGT 067304 — PF 2 9.525 | 6.5 3.97 0.4 6.0 4.4 1.5 AlA
WCGT 067308 — PF 2 9.525 | 6.5 3.97 0.8 6.0 4.4 1.5 AlA
WCMT 040202 — PF 4 6.35 4.3 2.38 0.2 3.75 2.8 1.8 JA|A A AlA|A AlA
WCMT 040204 — PF 4 6.35 4.3 2.38 0.4 3.75 2.8 1.8 JA|A A AlA|A AlA
WCMT 040208 — PF 4 6.35 4.3 2.38 0.8 3.75 2.8 1.8 JA|A A AlA|A AlA
WCMT 067302 — PF 4 9.525 | 6.5 3.97 0.2 6.0 4.4 1.5 JA|lA A AlAA AlA
WCMT 067304 — PF 4 9.525 | 6.5 3.97 0.4 6.0 4.4 15 JA|A|A AlA|A AlA
WCMT 067308 — PF 4 9.525 | 6.5 3.97 0.8 6.0 4.4 15 jJA|A A AlA|A AlA
WCMT 080404 — PF 4 12.7 | 872 | 476 0.4 75 55 25 JA[A[A AlAA AlA
WCMT 080408 — PF 4 12.7 | 872 | 476 0.8 75 55 25 JA[AA AlAA AlA
WCMT 040204 — PS5 6.35 43 2.38 0.4 3.75 2.8 1.8 A AlA
WCMT 040208 — PS 5 6.35 4.3 2.38 0.8 3.75 2.8 1.8 A AlA
WCMT 067304 — PS 5 9.525 | 6.5 3.97 0.4 6.0 4.4 1.5 A AlA
WCMT 067308 — PS 5 9.525 | 6.5 3.97 0.8 6.0 4.4 1.5 A AlA
WCMT 080404 — PS5 12.7 | 8.72 | 476 0.4 75 55 2.5 A AlA
WCMT 080408 —PS 5 12.7 | 872 | 476 0.8 75 55 2.5 A AlA
WCGT 030202 — PM 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 AlA
WCGT 030204 — PM 2 5.56 3.8 2.38 0.4 3.3 2.5 2.3 AlA
WCGT 040201 — PM 2 6.35 4.3 2.38 0.1 3.75 2.8 1.8 AlA
WCGT 040202 — PM 2 6.35 4.3 2.38 0.2 3.75 2.8 1.8 AlA
WCGT 040204 — PM 2 6.35 4.3 2.38 0.4 3.75 2.8 1.8 AlA
WCGT 067301 — PM 2 9.525 | 6.5 3.97 0.1 6.0 4.4 1.5 AlA
WCGT 067302 — PM 2 9.525 | 6.5 3.97 0.2 6.0 4.4 1.5 AlA
WCGT 067304 — PM 2 9.525 | 6.5 3.97 0.4 6.0 44 1.5 AlA
WCGT 080404 — PM 2 12.7 | 872 | 476 0.4 7.5 55 2.5 AlA
WCGT 080408 — PM 2 12.7 | 8.72 | 476 0.8 75 55 2.5 AlA
= New addition to range
- -
wipe’ Tiger-tec®
See the general catalogue, page 218 for the
achievable surface finishes and possible applications.
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WCMT

HC

= Coated carbide

HW = Uncoated carbide
WCMW BL = CBN with low CBN content
BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s(e2|c|8|2|8|8|2I18|8(2| _|8|8|8|3
d | S r D4 D, R Ja|la|ala|s|=|=S|x|x|x|z|-|=|=|a|a
i i aolajajlalf|wng( g[S X (x| |(o|o
Designation mm mm mm mm mm mm mm S| ||| (= (=== |=(=(=|=|=
WCMT 030202 — PM 5 5.56 3.8 2.38 0.2 3.3 2.5 2.3 AA|A|A|A|A[ALA AlA
WCMT 040202 — PM 5 6.35 4.3 2.38 0.2 3.75 2.8 1.8 A|A[AA|A|AIAA AlA
WCMT 040204 — PM 5 6.35 4.3 2.38 0.4 3.75 2.8 1.8 AA|A|A|A|A[ALA AlA
WCMT 067304 — PM 5 9.525 6.5 3.97 0.4 6.0 4.4 1.5 A|AIA|AIAIAIAA AlA
WCMT 067308 — PM 5 9.525 6.5 3.97 0.8 6.0 4.4 1.5 A|AIAIAIAIAIAA AlA
WCMT 080404 — PM 5 12.7 | 872 | 476 0.4 75 5.5 2.5 AlAAA|A|AIAA AlA
WCMT 080408 — PM 5 12.7 | 872 | 476 0.8 75 5.5 2.5 AA|A|A|A|A[ALA AlA
WCMT 080412 — PM 5 12.7 8.72 4.76 1.2 75 5.5 2.5 A|AIAIAIAIAIAA AlA
WCMW 080404 12.7 8.72 4.76 0.4 75 5.5 2.5 A|A
WCMW 080408 12.7 8.72 4.76 0.8 75 5.5 2.5 A|A
WCMW 080412 12.7 8.72 4.76 1.2 75 5.5 2.5 A|lA
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Walter Cut GX grooving inserts
for grooving and parting off

HC = Coated carbide

GX
HW = Uncoated carbide
Tolerances P
HC HC HC
| S r b h I* S r 2 E § § E 2 E § 2 2 E
Designation mm mm mm mm mm mm mm mm ‘é’ g ; ‘;‘ E g ‘£ § E ‘é’ 2
GX16—-1E200 N020—CF6 16.6** 2.0 0.2 1.50 3.9 +0.02 | +£0.02 | £0.05 JA | A AlA Al A
GX16—-1E250 N020—CF6 16.6** 2.5 0.2 1.50 3.9 +0.02 | £0.02 | £0.05 JA | A AlA AlA
GX16-2E300 N020—CF6 16.6** 3.0 0.2 2.30 3.9 +0.02 | +0.02 | £0.05 JA | A AlA AlA
GX16—1E200 R6—CF6 16.6** 2.0 0.2 1.50 3.9 +0.02 | +0.02 | £0.05 JA | A A|A AlA
GX16—1E250 R6—CF6 16.6** 2.5 0.2 1.50 3.9 +0.02 | +0.02 | £0.05 JA | A A|A AlA
GX16—-2E300 R6—CF6 16.6** 3.0 0.2 2.30 3.9 +0.02 | +£0.02 | £0.05 JA | A AlA Al A
GX16—-1E200 L6—-CF6 16.6** 2.0 0.2 1.50 3.9 +0.02 | 0.02 | x0.05 JA|A AlA AlA
GX16—-1E250 L6—-CF6 16.6** 2.5 0.2 1.50 3.9 +0.02 | +0.02 | £0.05 JA | A AlA AlA
GX16—-2E300 L6—-CF6 16.6** 3.0 0.2 2.30 3.9 +0.02 | 0.02 | x0.05 JA|A AlA AlA
GX16—-1E250 N020—CE4 16.6** 2.5 0.2 1.50 3.9 +0.02 | £0.02 | £0.05 JA | A AlA AlA
GX16-2E300 N020—CE4 16.6** 3.0 0.2 2.30 3.9 +0.02 | £0.02 | £0.05 JA | A AlA AlA
GX16—-1E250 R6—CE4 16.6** 2.5 0.2 1.50 3.9 +0.02 | 0.02 | x0.05 JA|A AlA AlA
GX16—-2E300 R6—CE4 16.6** 3.0 0.2 2.30 3.9 +0.02 | +0.02 | £0.05 JA | A AlA AlA
GX16-1E250 L6—CE4 16.6** 2.5 0.2 1.50 3.9 +0.02 | +0.02 | +0.05 JA | A A|A AlA
GX16—2E300 L6—CE4 16.6%* 3.0 0.2 2.30 3.9 +0.02 | +0.02 | +0.05 JA | A A|A AlA
GX24-2E300 N020-CE4 24 3.0 0.2 2.30 3.9 +0.02 | +0.02 | £0.05 JA | A A|A AlA
GX24-3E400 N030-CE4 24 4.0 0.3 3.20 3.9 +0.02 | £0.02 | £0.05 JA | A AlA Al A
GX24-3E500 N030-CE4 24 5.0 0.3 4.00 3.9 +0.02 | +0.02 | £0.05 JA | A A|A AlA
GX24-4E600 N030-CE4 24 6.0 0.3 4.80 3.9 +0.02 | 0.02 | x0.05 JA|A AlA AlA
GX16—1E200 N020—-GD6 16 2.0 0.2 1.50 3.9 +0.15 | +0.05 | +0.05 A|A
GX16—-1E250 N020—-GD6 16 2.5 0.2 1.50 3.9 +0.15 | +0.05 | +0.05 A|A
GX16-2E300 N0O30-GD6 16 3.0 0.3 2.30 3.9 +0.15 | +0.05 | +0.05 AlA
GX16—-3E400 N040—-GD6 16 4.0 0.4 3.20 3.9 +0.15 | +0.05 | +0.05 AlA
GX16—3E500 N040—GD6 16 5.0 0.4 4.00 3.9 +0.15 | £0.05 | +0.05 AlA
GX16—4E600 N0O50-GD6 16 6.0 0.5 4.80 3.9 +0.15 | +0.05 | +0.05 A|A
GX 24-2E300 N030-GD6 24 3.0 0.3 2.30 3.9 +0.15 | +0.05 | +0.05 AlA
GX 24-3E400 N040-GD6 24 4.0 0.4 3.20 3.9 +0.15 | +0.05 | +0.05 AlA
GX 24-3E500 N040-GD6 24 5.0 0.4 3.00 3.9 +0.15 | 0.05 | +0.05 A|A
GX 24-4E600 N050-GD6 24 6.0 0.5 4.80 3.9 +0.15 | +0.05 | +0.05 AlA
GX 09-1E200 N020-GD3 9 2.0 0.2 1.40 2.5 +0.02 | +0.02 | %0.05 AlA|A
GX 09-1E250 N020-GD3 9 2.5 0.2 1.40 2.5 +0.02 | +0.02 | £0.05 AlA|A
GX 09-2E300 N030-GD3 9 3.0 0.3 2.10 2.5 +0.02 | +0.02 | %0.05 AlA|A
GX 09-2E350 N030-GD3 9 3.5 0.3 2.10 2.5 +0.02 | +0.02 | £0.05 A|A|A
GX16—-1E200 N020—-GD3 16 2.0 0.2 1.40 3.9 +0.02 | +0.02 | £0.05 AlA|A
GX16—-1E250 N020—-GD3 16 2.5 0.2 1.40 3.9 +0.02 | +0.02 | £0.05 AlA|A
GX16—2E300 N0O30—-GD3 16 3.0 0.3 2.10 3.9 +0.02 | +0.02 | %0.05 AlA|A
GX16—3E400 N040-GD3 16 4.0 0.4 3.05 3.9 +0.02 | +0.02 | £0.05 A|A|A
GX16-3E500 N040-GD3 16 5.0 0.4 3.05 3.9 +0.02 | +0.02 | %0.05 A|A|A
GX16—4E600 N0O50-GD3 16 6.0 0.5 4.30 3.9 +0.02 | +0.02 | £0.05 AlA|A
GX 24—2E300 N030-GD3 24 3.0 0.3 2.10 3.9 +0.15 | 0.05 | +0.05 AlA|A
GX 24-3E400 N040-GD3 24 4.0 0.4 3.05 3.9 +0.15 | +0.05 | +0.05 AlA|A
GX 24-3E500 N040-GD3 24 5.0 0.4 3.05 3.9 +0.15 | 0.05 | +0.05 AlA|A
GX 24-4E600 N050-GD3 24 6.0 0.5 4.30 3.9 +0.15 | +0.05 | +0.05 AlA|A
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= New addition to range

* | = Repeat accuracy if insert replaced
** Parting off with diameters up to 32 mm is possible with these inserts (I = 16.6 mm).
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Walter Cut GX grooving inserts

for grooving and longitudinal turning

2,5° T
1
T b HC = Coated carbide
. HW = Uncoated carbide
GX s
P M K
Tolerances
HC HC HC HC
QBN BQRSB|KI|98 |2
| S r b h aPmax I* S r al=S|a|=S|lalsS|sS|x(x|[=|a
. . ol | X(C|I<|V|®
Designation mm mm mm mm mm mm mm mm mm === ||| |=|=|=(=[=
GX 09—1E200 N020-UF4 9 2.0 0.2 1.40 2.5 1.5 +0.10 | £0.05 | £0.05 JA[A|A|A|A A|A
GX 09—1E300 NO30-UF4 9 3.0 0.3 2.30 2.5 2.0 +0.10 | £0.05 | £0.05 JA[A|A[A|A A|A
GX16—1E200 N020—UF4 16 2.0 0.2 1.50 3.9 2.5 +0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX16—1E250 N020-UF4 16 2.5 0.2 1.50 3.9 2.5 £0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX16—2E300 NO30—UF4 16 3.0 0.3 2.30 3.9 3.0 +0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX16—3E400 N040—UF4 16 4.0 0.4 3.20 3.9 3.5 +0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX16—3E500 N040—-UF4 16 5.0 0.4 4.00 3.9 3.5 £0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX16—4E600 N0O50-UF4 16 6.0 0.5 4.80 3.9 4.0 £0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX 24-2E300 NO30-UF4 24 3.0 0.3 2.30 3.9 2.5 £0.15 | £0.05 | £0.05 JA[A|A[A|A A|A
GX 24-3E400 N040-UF4 24 4.0 0.4 3.20 3.9 3.0 £0.15 | £0.05 | £0.05 JA[A|A[A|A A|A
GX 24-3E500 N040-UF4 24 5.0 0.4 4.00 3.9 3.0 +0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX 24—4E600 NO50—-UF4 24 6.0 0.5 4.80 3.9 3.5 +0.15 | £0.05 | £0.05 JA[A|A[A|A AlA
GX16—1E200 N020—UA4 16 2.0 0.2 1.40 3.9 2.5 +0.15 | £0.05 | +0.05 AlA
GX16—1E250 N020—UA4 16 25 0.2 1.40 3.9 2.5 +0.15 | £0.05 | +0.05 AlA
GX16—2E300 N030—-UA4 16 3.0 0.3 2.10 3.9 3.0 +0.15 | £0.05 | £0.05 AlA
GX16—3E400 N040—-UA4 16 4.0 0.4 3.05 3.9 3.5 +0.15 | £0.05 | £0.05 AlA
GX16—3E500 N040-UA4 16 5.0 0.4 3.05 3.9 3.5 £0.15 | £0.05 | #0.05 AlA
GX16—4E600 N0O50—UA4 16 6.0 0.5 4.30 3.9 4.0 +0.15 | £0.05 | +0.05 AlA
GX 24-2E300 NO30-UA4 24 3.0 0.3 2.10 3.9 2.5 +0.15 | £0.05 | +0.05 AlA
GX 24-3E400 N040-UA4 24 4.0 0.4 3.05 3.9 3.0 +0.15 | £0.05 | +0.05 AlA
GX 24-3E500 N040-UA4 24 5.0 0.4 3.05 3.9 3.0 +0.15 | £0.05 | +0.05 AlA
GX 24-4E600 NO50-UA4 24 6.0 0.5 4.30 3.9 3.5 +0.15 | £0.05 | £0.05 AlA
GX16—1E200 N020-UD6 16 2.0 0.2 1.50 3.9 2.5 +0.15 | £0.05 | £0.05 AlA
GX16—1E250 N020-UD6 16 2.5 0.2 1.50 3.9 2.5 +0.15 | £0.05 | £0.05 AlA
GX16—2E300 N030-UD6 16 3.0 0.3 2.30 3.9 3.0 £0.15 | £0.05 | #0.05 AlA
GX16—3E400 N040-UD6 16 4.0 0.4 3.20 3.9 3.5 +0.15 | £0.05 | +0.05 AlA
GX16—3E500 N040-UD6 16 5.0 0.4 4.00 3.9 3.5 +0.15 | £0.05 | +0.05 AlA
GX16—4E600 N050-UD6 16 6.0 0.5 4.80 3.9 4.0 +0.15 | £0.05 | £0.05 AlA
GX 24-2E300 N030-UD6 24 3.0 0.3 2.30 3.9 2.5 +0.15 | £0.05 | £0.05 AlA
GX 24-3E400 N040-UD6 24 4.0 0.4 3.20 3.9 3.0 +0.15 | £0.05 | +0.05 AlA
GX 24-3E500 N040-UD6 24 5.0 0.4 4.00 3.9 3.0 +0.15 | £0.05 | £0.05 AlA
GX 24-4E600 N050-UD6 24 6.0 0.5 4.80 3.9 3.5 £0.15 | £0.05 | #0.05 AlA
= New addition to range
T' ®
* | = Repeat accuracy if insert replaced ’gerotec
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Walter Cut GX grooving inserts
for grooving and longitudinal turning

GX

g

HC = Coated carbide

HW = Uncoated carbide

P M N
Tolerances
HC HC HC HW
2828 |K|S
| S r b h aPmax I* S r olale|Z|2(%(%|C
Designation mm mm mm mm mm mm mm mm mm HEIE IR
GX 24—4R300N-RK8 25.37 6.0 3.0 4.3 3.9 4.0 +0.02 +0.02 +0.05 A
GX 24-5R400N-RK8 25.37 8.0 4.0 6.2 4.5 5.0 +0.02 +0.02 +0.05 A
T max 45°
RIL @ ~ |
29
'
s / !y
GX ol GX09=1,0 ,[' HC = Coated carbide
r GX16=14 .
6 HW = Uncoated carbide
Tolerances HC HW
(22
I s r b h Tmax | @p max I* s r s >
Designation mm mm mm mm mm mm mm mm mm mm g =
GX 09-1R0.80 R 9 1.6 0.8 1.40 2.5 1.78 +0.02 | +0.02 | +0.05 | A
GX 09-1R0.80 L 9 1.6 0.8 1.40 2.5 1.78 +0.02 | +0.02 | +0.05 | A
GX 09-1R1.00 N** 9 2.0 1.0 1.40 2.5 1.0 +0.02 | +0.02 | +0.05 | A
GX 09-1R1.20 N** 9 2.4 1.2 1.40 2.5 1.2 +0.02 | +0.02 | +0.05 | A
GX 16-2R0.80 R 16 1.6 0.8 2.10 3.9 1.78 +0.02 | +0.02 | +0.05 | A
GX 16-2R1.00 R 16 2.0 1.0 2.10 3.9 2.18 +0.02 | +0.02 | +0.05 | A
GX 16-2R1.20 R 16 2.4 1.2 2.10 3.9 2.58 +0.02 | +0.02 | +0.05 | A
GX 16—2R0.80 L 16 1.6 0.8 2.10 3.9 1.78 +0.02 | +0.02 | +0.05 | A
GX 16—-2R1.00 L 16 2.0 1.0 2.10 3.9 2.18 +0.02 | +0.02 | +0.05 | A
GX 16-2R1.20 L 16 2.4 1.2 2.10 3.9 2.58 +0.02 | +0.02 | +0.05 | A
GX 16—-2R1.50 N** 16 3.0 1.5 2.10 3.9 1.5 +0.02 | +0.02 | +0.05 | A
GX 16—-3R2.00 N** 16 4.0 2.0 3.05 3.9 2.0 +0.02 | +0.02 | +0.05 | A
GX 16—-3R2.50 N** 16 5.0 2.5 3.05 3.9 2.5 +0.02 | +0.02 | +0.05 | A
GX 16—4R3.00 N** 16 6.0 3.0 4.30 3.9 3.0 +0.02 | +0.02 | +0.05 | A

* | = Repeat accuracy if insert replaced

** only the neutral (N) version is suitable for longitudinal turning

R/L right-, left-hand version — r.h. version shown in the drawing and picture

N  neutral version
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Walter Cut GX grooving inserts
for circlip grooves

r
T max 3 o
o 45 L 2,5 X " /h
> — e T
s / 1,4 / | o%t
GX Y T 25 HC = Coated carbide
L/ ap max HW = Uncoated carbide
DIN 471-472 Tolerances HC
(2]
I s s So r b h Tmax | 3 max | I* s r ; z
Designation mm mm mm mm mm mm mm mm mm mm mm mm = =
GX 09-1S0.60 R 9 0.60 | 0.40 | 0.50 1.40 2.5 0.75 +0.02 | £0.02 | £0.05 | A
GX 09-1S0.80 R 9 0.80 | 0.60 | 0.70 1.40 2.5 0.94 +0.02 | £0.02 | £0.05§ A
GX 09-1S0.90R 9 0.90 | 0.70 | 0.80 1.40 2.5 1.04 +0.02 | £0.02 | £0.05§ A
GX 09-1S1.00 R 9 1.00 | 0.80 | 0.90 1.40 2.5 1.14 +0.02 | £0.02 | 0.05§ A
GX 09-1S1.20 R 9 1.20 | 1.00 | 1.10 1.40 2.5 1.34 +0.02 | £0.02 | £0.05§ A
GX 09-1S1.40R 9 1.40 | 1.20 | 1.30 1.40 2.5 1.53 +0.02 | £0.02 | £0.05§ A
GX 09-1S1.70 R 9 1.70 | 1.50 | 1.60 1.40 2.5 1.82 +0.02 | £0.02 | £0.05§ A
GX 09-1S0.60 L 9 0.60 | 0.40 | 0.50 1.40 2.5 0.75 +0.02 | £0.02 | £0.05§ A
GX 09-1S0.80 L 9 0.80 | 0.60 | 0.70 1.40 2.5 0.94 +0.02 | £0.02 | £0.05§ A
GX 09-1S0.90 L 9 0.90 | 0.70 | 0.80 1.40 2.5 1.04 +0.02 | £0.02 | £0.05§ A
GX 09-1S1.00 L 9 1.00 | 0.80 | 0.90 1.40 2.5 1.14 +0.02 | £0.02 | 0.05§ A
GX 09-181.20 L 9 1.20 | 1.00 | 1.10 1.40 2.5 1.34 +0.02 | £0.02 | £0.05§ A
GX 09-151.40L 9 1.40 | 1.20 | 1.30 1.40 2.5 1.53 +0.02 | £0.02 | £0.05§ A
GX 09-1S1.70 L 9 1.70 | 1.50 | 1.60 1.40 2.5 1.82 +0.02 | £0.02 | £0.05§ A
GX 09-1S1.95N 9 1.95 | 1.75 | 1.85 0.1 1.40 2.5 2.0 | +0.02 | £0.02 | +0.05§ A
GX 09-152.25N 9 225 | 2.00 | 2.15 0.1 1.40 2.5 2.0 |%0.02 | £0.02 | £0.05§ A
GX 09-2S2.75N 9 2.75 | 2.50 | 2.65 0.1 2.10 2.5 2.0 | +0.02 | £0.02 | +0.05§ A
GX 09-2S3.25N 9 3.25 | 3.00 | 3.15 0.1 2.10 2.5 2.0 | +0.02 | £0.02 | 0.05§ A
GX 16-2S0.60 R 16 0.60 | 0.40 | 0.50 2.10 3.9 0.75 +0.02 | £0.02 | £0.05 | A
GX 16-2S0.80 R 16 0.80 | 0.60 | 0.70 2.10 3.9 0.94 +0.02 | £0.02 | £0.05 | A
GX 16-2S0.90 R 16 0.90 | 0.70 | 0.80 2.10 3.9 1.04 +0.02 | £0.02 | £0.05 | A
GX 16-2S1.00R 16 1.00 | 0.80 | 0.90 2.10 3.9 1.14 +0.02 | £0.02 | £0.05§ A
GX 16-2S1.20 R 16 1.20 | 1.00 | 1.10 2.10 3.9 1.34 +0.02 | £0.02 | £0.05§ A
GX 16-2S1.40R 16 1.40 | 1.20 | 1.30 2.10 3.9 1.53 +0.02 | £0.02 | £0.05 | A
GX 16-2S1.70R 16 1.70 | 1.50 | 1.60 2.10 3.9 1.82 +0.02 | £0.02 | £0.05§ A
GX 16-2S1.95R 16 1.95 | 1.75 | 1.85 2.10 3.9 2.07 +0.02 | £0.02 | £0.05§ A
GX 16-2S2.25R 16 225 | 2.00 | 215 2.10 3.9 2.36 +0.02 | £0.02 | £0.05§ A
GX 16-2S0.60 L 16 0.60 | 0.40 | 0.50 2.10 3.9 0.75 +0.02 | £0.02 | £0.05 | A
GX 16-2S0.80 L 16 0.80 | 0.60 | 0.70 2.10 3.9 0.94 +0.02 | £0.02 | £0.05§ A
GX 16-2S0.90 L 16 0.90 | 0.70 | 0.80 2.10 3.9 1.04 +0.02 | £0.02 | £0.05 | A
GX 16-2S1.00 L 16 1.00 | 0.80 | 0.90 2.10 3.9 1.14 +0.02 | £0.02 | £0.05§ A
GX 16-2S1.20 L 16 1.20 | 1.00 | 1.10 2.10 3.9 1.34 +0.02 | £0.02 | £0.05§ A
GX 16-2S1.40 L 16 1.40 | 1.20 | 1.30 2.10 3.9 1.53 +0.02 | £0.02 | £0.05§ A
GX 16-2S1.70 L 16 1.70 | 1.50 | 1.60 2.10 3.9 1.82 +0.02 | £0.02 | £0.05 | A
GX 16-2S1.95L 16 1.95 | 1.75 | 1.85 2.10 3.9 2.07 +0.02 | £0.02 | £0.05§ A
GX 16-2S2.25 L 16 225 | 2.00 | 2.15 2.10 3.9 2.36 +0.02 | £0.02 | £0.05§ A
GX 16-2S2.75N 16 275 | 2.50 | 2.65 0.1 2.10 3.9 3.0 |0.02|%0.02 | £0.05 ]| A
GX 16-2S3.25 N 16 3.25 | 3.00 | 3.15 0.1 2.10 3.9 3.0 |£0.02|%0.02 | £0.05 ]| A
GX 16-3S4.25N 16 425 | 4.00 | 4.15 0.2 3.05 3.9 3.5 | £0.02 | £0.02 | £0.05 | A
GX 16-4S5.25 N 16 525 | 5.00 | 5.15 0.2 | 430 3.9 4.0 |#0.02 | £0.02 | £0.05 ]| A

*| = Repeat accuracy if insert replaced
DIN 471-472 = DIN standard for circlip grooves s insert width sq circlip thickness s, standard groove width H13 (+0.14 /0)
R/L = right-/left-hand cutting units (r.h. version shown in the drawing and picture) N = neutral cutting units (grooving inserts are fitted in modules for grooving and turning)
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Walter Cut FX grooving inserts
for grooving and parting off

10°

CK8

\Lx/
7° X%
FX r. = HC = Coated carbide
E{E N B L HW = Uncoated carbide
Tolerances P M [K|N S
HC HC HC | HW HC
R S|2|8|2(: 3|2
S r I* S r a|lSla|SE|la|lxx|~|=|a
. . o w w w w << x w w
Designation mm mm x mm mm mm s|=z|2(=z|2|=|=|2|2
FX2.2-E220N010-CE4 2.2 0.1 0 +/-0.10 -0.10 +/-0.05 AlA|A|A|A A| A
FX3.1-E310N015-CE4 31 0.15 0 +/-0.10 -0.10 +/-0.05 AlA|A|A|A A| A
FX4.1-E410N020-CE4 41 0.2 0 +/-0.10 -0.10 +/-0.05 AlA|A|A|A A| A
FX5.1-E510N025-CE4 5.1 0.25 0° +/-0.10 -0.10 +/-0.05 AlA|A|A|A Al A
FX6.5-E650N030-CE4 6.5 0.3 0 +/-0.10 -0.10 +/-:005 JA|A|A[A|A A A
FX8.2-E820N040-CE4 8.2 0.4 0 +/-0.15 -0.16 +/-005 JA|A|A|A|A A| A
FX9.7-E970N040-CE4 9.7 0.4 0 +-0.15 -0.16 +005 |alalalala AlA
FX2.2-E220R4-CE4 2.2 0.1 ' +/-0.10 -0.10 +/-0.05 AlA|A|A|A Al A
FX3.1-E310R6-CE4 31 0.15 6° +/-0.10 -0.10 +/-0.05 AlA|A|A|A A| A
FX4.1-E410R6-CE4 4.1 0.2 6 +/-0.10 -0.10 +-005 |alalalala Ala
FX2.2-E220L4-CE4 2.2 0.1 ' +/-0.10 -0.10 +/-0.05 AlA|A|A|A A A
FX3.1-E310L6-CE4 3.1 0.15 6° +/-0.10 -0.10 +/-0.05 AlA|A|A|A Al A
FX4.1-E410L6-CE4 4.1 0.2 6° +/-0.10 -0.10 +/-005 JA|A|A[A|A A A
FX2.2-E220N015-CE6 2.2 0.15 0 +/-0.10 -0.10 +/-005 JA|A|A[A|A A A
FX3.1-E310N020-CE6 31 0.2 0 +/-0.10 -0.10 +/-:005 JA|A|A[A|A A A
FX3.1-E310N040-CE6 31 0.4 0 +/-0.10 -0.10 +/-005 JA|A|A[A|A A A
FX4.1-E410N020-CE6 4.1 0.2 0 +/-0.10 -0.10 +/-005 JA|A|A|A|A A| A
FX4.1-E410N050-CE6 41 0.5 0 +/-0.10 -0.10 +/-0.05 AlA|A|A|A A| A
FX2.2-E220R5-CE6 2.2 0.15 5° +/-0.10 -0.10 +/-0.05 AlA|A|A|A A A
FX3.1-E310R5-CE6 3.1 0.2 5° +/-0.10 -0.10 +/-0.05 AlA|A|A|A A| A
FX4.1-E410R5-CE6 41 0.2 5° +/-0.10 -0.10 +/-0.05 AlA|A|A|A A A
FX2.2-E220L5-CE6 2.2 0.15 5° +/-0.10 -0.10 +/-0.05 AlA|A|A|A A A
FX3.1-E310L5-CE6 3.1 0.2 5° +/-0.10 -0.10 +/-0.05 AlA|A|A|A A A
FX4.1-E410L5-CE6 4.1 0.2 5 +/-0.10 -0.10 +/-005 JA|A|A[A|A A A
FX3.1-E310N040-CD3 31 0.4 0 +/-0.10 -0.10 +/-005 JA| A A A
FX4.1-E410N020-CD3 4.1 0.2 0 +/-0.10 -0.10 +/-005 JA| A A A
FX4.1-E410N050-CD3 41 0.5 0 +/-0.10 -0.10 +/-0.05 A| A A A
FX2.2-E220N010-CK8 2.2 0.1 0° +/-0.10 -0.10 +/-0.05 A
FX3.1-E310N015-CK8 3.1 0.15 0 +/-0.10 -0.10 +/-0.05 A
FX4.1-E410N015-CK8 41 0.15 0° +/-0.10 -0.10 +/-0.05 A

= New addition to range

* | = Repeat accuracy if insert replaced
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Walter Cut LX grooving inserts
for grooving and longitudinal turning

LX

LX-E | — LX-R —

r. @p max

f

s r E
S 1
' -~
r ap max

HC = Coated carbide
HW = Uncoated carbide

Tolerances P M |K|[N
HC HC |[HC[HW| HC
R|S|2|8|2(= 3|2
: ' e | P ° " |&8|8|8|8|2|:|2|8
Designation mm mm x mm mm mm mm s ||z (=z|I==z(=|=
LX-E800N080-UE4 8 0.8 0 5 +/-0.15 -0.08 +/-0.10 A|A|A|A|A A| A
LX-E800N400-RD3 8 4.0 5 +/-0.15 -0.08 +-010 JA|A|AA|A A|A
= New addition to range
v ®
Tiger-tec
* | = Repeat accuracy if insert replaced
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Walter NTS threading inserts
Full profile, ISO metric 60°

External thread

nut 1/4P
60°
NTS )
ISO metric 1/8P pin HC = Coated carbide
HC
Lead L h min X Y

Designation mm mm IC mm mm mm WXP 20 WXM 20
NTS ER—16 0.50 ISO 0.5 16 3/8" 0.31 0.6 0.4 A A
NTS ER-16 0.60 I1SO 0.6 16 3/8" 0.37 0.6 0.6 A A
NTS ER-16 0.70 1SO 0.7 16 3/8" 0.43 0.6 0.6 A A
NTS ER—16 0.75 1SO 0.75 16 3/8" 0.46 0.6 0.6 A A
NTS ER-16 0.80 I1SO 0.8 16 3/8" 0.49 0.6 0.6 A A
NTS ER-16 1.00 I1SO 1.0 16 3/8" 0.61 0.7 0.7 A A
NTS ER-16 1.251S0 1.25 16 3/8" 0.77 0.8 0.9 A A
NTS ER-16 1.50 1SO 1.5 16 3/8" 0.92 0.8 1.0 A A
NTS ER-16 1.751SO 1.75 16 3/8" 1.07 0.9 1.2 A A
NTS ER-16 2.00 I1SO 2.0 16 3/8" 1.23 1.0 1.3 A A
NTS ER-16 2.50 1SO 2.5 16 3/8" 1.53 1.1 1.5 A A
NTS ER-16 3.00 1SO 3.0 16 3/8" 1.84 1.2 1.6 A A
NTS ER-22 3.50 ISO 3.5 22 1/2" 2.15 1.6 2.3 A A
NTS ER-22 4.00 ISO 4.0 22 1/2" 2.45 1.6 2.3 A A
NTS ER-22 4.50 ISO 4.5 22 1/2" 2.76 1.7 2.4 A A
NTS ER-22 5.00 ISO 5.0 22 1/2" 3.07 1.7 2.5 A A
NTS EL-16 0.50 ISO 0.5 16 3/8" 0.31 0.6 0.4 A A
NTS EL-16 0.60 ISO 0.6 16 3/8" 0.37 0.6 0.6 A A
NTS EL-16 0.70 ISO 0.7 16 3/8" 0.43 0.6 0.6 A A
NTS EL-16 0.75 1SO 0.75 16 3/8" 0.46 0.6 0.6 A A
NTS EL-16 0.80 1SO 0.8 16 3/8" 0.49 0.6 0.6 A A
NTS EL-16 1.00 ISO 1.0 16 3/8" 0.61 0.7 0.7 A A
NTS EL-16 1.251SO 1.25 16 3/8" 0.77 0.8 0.9 A A
NTS EL-16 1.50 I1SO 1.5 16 3/8" 0.92 0.8 1.0 A A
NTS EL-16 1.751SO 1.75 16 3/8" 1.07 0.9 1.2 A A
NTS EL-16 2.00 ISO 2.0 16 3/8" 1.23 1.0 1.3 A A
NTS EL-16 2.50 ISO 2.5 16 3/8" 1.53 1.1 1.5 A A
NTS EL-16 3.00 I1SO 3.0 16 3/8" 1.84 1.2 1.6 A A
NTS EL-22 3.50 ISO 3.5 22 1/2" 2.15 1.6 2.3 A A
NTS EL-22 4.00 1ISO 4.0 22 1/2" 2.45 1.6 2.3 A A
NTS EL-22 4.50 1SO 4.5 22 1/2" 2.76 1.7 2.4 A A
NTS EL-22 5.00 1ISO 5.0 22 1/2" 3.07 1.7 2.5 A A
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Walter NTS threading inserts
Full profile, ISO metric 60°

Internal thread

NTS
ISO metric

17ap

60°

1/8P

HC = Coated carbide

pin
HC
Lead L h min X Y
Designation mm mm IC mm mm mm WXP 20 WXM 20
NTS IR-16 0.50 ISO 0.5 16 3/8" 0.29 0.6 0.4 A A
NTS IR-16 0.60 ISO 0.6 16 3/8" 0.35 0.6 0.6 A A
NTS IR-16 0.70 ISO 0.7 16 3/8" 0.40 0.6 0.6 A A
NTS IR-16 0.751SO 0.75 16 3/8" 0.43 0.6 0.6 A A
NTS IR-16 0.80 ISO 0.8 16 3/8" 0.46 0.6 0.6 A A
NTS IR-16 1.00 ISO 1.0 16 3/8" 0.58 0.6 0.7 A A
NTS IR-16 1.251SO 1.25 16 3/8" 0.72 0.8 0.9 A A
NTS IR-16 1.50 ISO 1.5 16 3/8" 0.87 0.8 1.0 A A
NTS IR-16 1.751SO 1.75 16 3/8" 1.01 0.9 1.2 A A
NTS IR-16 2.00 ISO 2.0 16 3/8" 1.15 1.0 1.3 A A
NTS IR-16 2.50 ISO 2.5 16 3/8" 1.44 1.1 1.5 A A
NTS IR-16 3.00 ISO 3.0 16 3/8" 1.73 1.1 1.5 A A
NTS IR-22 3.50 ISO 3.5 22 1/2" 2.02 1.6 2.3 A A
NTS IR-22 4.00 ISO 4.0 22 1/2" 2.31 1.6 2.3 A A
NTS IR-22 4.50 ISO 4.5 22 1/2" 2.60 1.6 2.4 A A
NTS IR-22 5.00 ISO 5.0 22 1/2" 2.89 1.6 2.3 A A
NTS IL-16 0.50 ISO 0.5 16 3/8" 0.29 0.6 0.4 A A
NTS IL-16 0.60 ISO 0.6 16 3/8" 0.35 0.6 0.6 A A
NTS IL-16 0.70 I1SO 0.7 16 3/8" 0.40 0.6 0.6 A A
NTS IL-16 0.75 1SO 0.75 16 3/8" 0.43 0.6 0.6 A A
NTS IL-16 0.80 1SO 0.8 16 3/8" 0.46 0.6 0.6 A A
NTS IL-16 1.00 ISO 1.0 16 3/8" 0.58 0.6 0.7 A A
NTS IL-16 1.251SO 1.25 16 3/8" 0.72 0.8 0.9 A A
NTS IL-16 1.50 ISO 1.5 16 3/8" 0.87 0.8 1.0 A A
NTS IL-16 1.751SO 1.75 16 3/8" 1.01 0.9 1.2 A A
NTS IL-16 2.00 ISO 2.0 16 3/8" 1.15 1.0 1.3 A A
NTS IL-16 2.50 ISO 2.5 16 3/8" 1.44 1.1 1.5 A A
NTS IL-16 3.00 ISO 3.0 16 3/8" 1.73 1.1 1.5 A A
NTS IL-22 3.50 ISO 3.5 22 1/2" 2.02 1.6 2.3 A A
NTS IL-22 4.00 ISO 4.0 22 1/2" 2.31 1.6 2.3 A A
NTS IL-22 4.50 ISO 4.5 22 1/2" 2.60 1.6 2.4 A A
NTS IL-22 5.00 ISO 5.0 22 1/2" 2.89 1.6 2.3 A A

Threading inserts
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Walter NTS threading inserts
Full profile, American UN 60°

External thread

nut /4P
60°
NTS :
American U N 8P pin HC = Coated carbide
HC
Lead L h min X Y

Designation T/inch mm IC mm mm mm WXP 20 WXM 20
NTS ER-16 048 UN 48 16 3/8" 0.32 0.6 0.6 A A
NTS ER-16 044 UN 44 16 3/8" 0.35 0.6 0.6 A A
NTS ER-16 040 UN 40 16 3/8" 0.39 0.6 0.6 A A
NTS ER—16 036 UN 36 16 3/8" 0.43 0.6 0.6 A A
NTS ER-16 032 UN 32 16 3/8" 0.49 0.6 0.6 A A
NTS ER—-16 028 UN 28 16 3/8" 0.56 0.6 0.7 A A
NTS ER-16 027 UN 27 16 3/8" 0.58 0.7 0.8 A A
NTS ER-16 024 UN 24 16 3/8" 0.65 0.7 0.8 A A
NTS ER-16 020 UN 20 16 3/8" 0.78 0.8 0.9 A A
NTS ER-16 018 UN 18 16 3/8" 0.87 0.8 1.0 A A
NTS ER-16 016 UN 16 16 3/8" 0.97 0.9 1.1 A A
NTS ER-16 014 UN 14 16 3/8" 1.1 1.0 1.2 A A
NTS ER-16 013 UN 13 16 3/8" 1.20 1.0 1.3 A A
NTS ER-16 012 UN 12 16 3/8" 1.30 1.1 1.4 A A
NTS ER-16 011 UN 1 16 3/8" 1.42 1.1 1.5 A A
NTS ER-16 010 UN 10 16 3/8" 1.56 1.1 1.5 A A
NTS ER-16 009 UN 9 16 3/8" 1.73 1.2 1.7 A A
NTS ER-16 008 UN 8 16 3/8" 1.95 1.2 1.6 A A
NTS ER-22 007 UN 7 22 1/2" 2.22 1.6 2.3 A A
NTS ER-22 006 UN 6 22 1/2" 2.60 1.6 2.3 A A
NTS ER-22 005 UN 5 22 1/2" 3.12 1.7 2.5 A A
NTS EL-16 048 UN 48 16 3/8" 0.32 0.6 0.6 A A
NTS EL-16 044 UN 44 16 3/8" 0.35 0.6 0.6 A A
NTS EL-16 040 UN 40 16 3/8" 0.39 0.6 0.6 A A
NTS EL—16 036 UN 36 16 3/8" 0.43 0.6 0.6 A A
NTS EL-16 032 UN 32 16 3/8" 0.49 0.6 0.6 A A
NTS EL-16 028 UN 28 16 3/8" 0.56 0.6 0.7 A A
NTS EL-16 027 UN 27 16 3/8" 0.58 0.7 0.8 A A
NTS EL-16 024 UN 24 16 3/8" 0.65 0.7 0.8 A A
NTS EL-16 020 UN 20 16 3/8" 0.78 0.8 0.9 A A
NTS EL-16 018 UN 18 16 3/8" 0.87 0.8 1.0 A A
NTS EL-16 016 UN 16 16 3/8" 0.97 0.9 1.1 A A
NTS EL-16 014 UN 14 16 3/8" 1.1 1.0 1.2 A A
NTS EL-16 013 UN 13 16 3/8" 1.20 1.0 1.3 A A
NTS EL-16 012 UN 12 16 3/8" 1.30 1.1 1.4 A A
NTS EL-16 011 UN 1 16 3/8" 1.42 1.1 1.5 A A
NTS EL-16 010 UN 10 16 3/8" 1.56 1.1 1.5 A A
NTS EL-16 009 UN 9 16 3/8" 1.73 1.2 1.7 A A
NTS EL-16 008 UN 8 16 3/8" 1.95 1.2 1.6 A A
NTS EL-22 007 UN 7 22 1/2" 2.22 1.6 2.3 A A
NTS EL-22 006 UN 6 22 1/2" 2.60 1.6 2.3 A A
NTS EL-22 005 UN 5 22 1/2" 3.12 1.7 2.5 A A
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Walter NTS threading inserts
Full profile, American UN 60°

Internal thread

NTS

1/4P

60°

American U N 1/8P. pin HC = Coated carbide
HC
Lead L h min X Y

Designation T/inch mm IC mm mm mm WXP 20 WXM 20
NTS IR-16 048 UN 48 16 3/8" 0.31 0.6 0.6 A A
NTS IR-16 044 UN 44 16 3/8" 0.33 0.6 0.6 A A
NTS IR-16 040 UN 40 16 3/8" 0.37 0.6 0.6 A A
NTS IR-16 036 UN 36 16 3/8" 0.4 0.6 0.6 A A
NTS IR-16 032 UN 32 16 3/8" 0.51 0.6 0.6 A A
NTS IR-16 028 UN 28 16 3/8" 0.52 0.6 0.7 A A
NTS IR-16 027 UN 27 16 3/8" 0.54 0.7 0.8 A A
NTS IR-16 024 UN 24 16 3/8" 0.61 0.7 0.8 A A
NTS IR-16 020 UN 20 16 3/8" 0.73 0.8 0.9 A A
NTS IR-16 018 UN 18 16 3/8" 0.81 0.8 1.0 A A
NTS IR-16 016 UN 16 16 3/8" 0.92 0.9 1.1 A A
NTS IR-16 014 UN 14 16 3/8" 1.05 0.9 1.2 A A
NTS IR-16 013 UN 13 16 3/8" 1.13 1.0 1.3 A A
NTS IR-16 012 UN 12 16 3/8" 1.22 1.1 1.4 A A
NTS IR-16 011 UN 1 16 3/8" 1.33 1.1 1.5 A A
NTS IR—16 010 UN 10 16 3/8" 1.47 1.1 1.5 A A
NTS IR-16 009 UN 9 16 3/8" 1.63 1.2 1.7 A A
NTS IR-16 008 UN 8 16 3/8" 1.83 1.1 1.5 A A
NTS IR-22 007 UN 7 22 1/2" 2.09 1.6 2.3 A A
NTS IR-22 006 UN 6 22 1/2" 2.44 1.6 2.3 A A
NTS IR-22 005 UN 5 22 1/2" 2.93 1.6 2.3 A A
NTS IL—16 048 UN 48 16 3/8" 0.31 0.6 0.6 A A
NTS IL-16 044 UN 44 16 3/8" 0.33 0.6 0.6 A A
NTS IL—16 040 UN 40 16 3/8" 0.37 0.6 0.6 A A
NTS IL—16 036 UN 36 16 3/8" 0.4 0.6 0.6 A A
NTS IL-16 032 UN 32 16 3/8" 0.51 0.6 0.6 A A
NTS IL-16 028 UN 28 16 3/8" 0.52 0.6 0.7 A A
NTS IL—16 027 UN 27 16 3/8" 0.54 0.7 0.8 A A
NTS IL—16 024 UN 24 16 3/8" 0.61 0.7 0.8 A A
NTS IL-16 020 UN 20 16 3/8" 0.73 0.8 0.9 A A
NTS IL-16 018 UN 18 16 3/8" 0.81 0.8 1.0 A A
NTS IL—16 016 UN 16 16 3/8" 0.92 0.9 1.1 A A
NTS IL—16 014 UN 14 16 3/8" 1.05 0.9 1.2 A A
NTS IL-16 013 UN 13 16 3/8" 1.13 1.0 1.3 A A
NTS IL-16 012 UN 12 16 3/8" 1.22 1.1 1.4 A A
NTS IL—16 011 UN 1 16 3/8" 1.33 1.1 1.5 A A
NTS IL—16 010 UN 10 16 3/8" 1.47 1.1 1.5 A A
NTS IL-16 009 UN 9 16 3/8" 1.63 1.2 1.7 A A
NTS IL-16 008 UN 8 16 3/8" 1.83 1.1 1.5 A A
NTS IL-22 007 UN 7 22 1/2" 2.09 1.6 2.3 A A
NTS IL-22 006 UN 6 22 1/2" 2.44 1.6 2.3 A A
NTS IL—22 005 UN 5 22 1/2" 2.93 1.6 2.3 A A

Threading inserts
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Walter NTS threading inserts

Full profile, Whitworth 55° for BSW, BSP
External thread

NTS
BSW, BSP

RO.137P

h

RO.137P

HC = Coated carbide

pin
HC
Lead L h min X Y
Designation T/inch mm IC mm mm mm WXP 20 WXM 20
NTS ER-16 048 W 48 16 3/8" 0.34 0.6 0.6 A A
NTS ER—-16 040 W 40 16 3/8" 0.41 0.6 0.6 A A
NTS ER—16 036 W 36 16 3/8" 0.45 0.6 0.6 A A
NTS ER-16 032 W 32 16 3/8" 0.51 0.6 0.6 A A
NTS ER-16 028 W 28 16 3/8" 0.58 0.6 0.7 A A
NTS ER-16 026 W 26 16 3/8" 0.63 0.7 0.8 A A
NTS ER-16 024 W 24 16 3/8" 0.68 0.7 0.8 A A
NTS ER-16 022 W 22 16 3/8" 0.74 0.8 0.9 A A
NTS ER-16 020 W 20 16 3/8" 0.81 0.8 0.9 A A
NTS ER-16 019 W 19 16 3/8" 0.86 0.8 1.0 A A
NTS ER-16 018 W 18 16 3/8" 0.90 0.8 1.0 A A
NTS ER-16 016 W 16 16 3/8" 1.02 0.9 1.1 A A
NTS ER-16 014 W 14 16 3/8" 1.16 1.0 1.2 A A
NTS ER-16 012 W 12 16 3/8" 1.36 1.1 1.4 A A
NTS ER-16 011 W 1 16 3/8" 1.48 1.1 1.5 A A
NTS ER-16 010 W 10 16 3/8" 1.63 1.1 1.5 A A
NTS ER-16 009 W 9 16 3/8" 1.81 1.2 1.7 A A
NTS ER-16 008 W 8 16 3/8" 2.03 1.2 1.5 A A
NTS ER-22 007 W 7 22 1/2" 2.32 1.6 2.3 A A
NTS ER-22 006 W 6 22 1/2" 2.7 1.6 2.3 A A
NTS ER-22 005 W 5 22 1/2" 3.25 1.7 2.4 A A
NTS EL-16 048 W 48 16 3/8" 0.34 0.6 0.6 A A
NTS EL-16 040 W 40 16 3/8" 0.41 0.6 0.6 A A
NTS EL-16 036 W 36 16 3/8" 0.45 0.6 0.6 A A
NTS EL-16 032 W 32 16 3/8" 0.51 0.6 0.6 A A
NTS EL-16 028 W 28 16 3/8" 0.58 0.6 0.7 A A
NTS EL-16 026 W 26 16 3/8" 0.63 0.7 0.8 A A
NTS EL-16 024 W 24 16 3/8" 0.68 0.7 0.8 A A
NTS EL-16 022 W 22 16 3/8" 0.74 0.8 0.9 A A
NTS EL-16 020 W 20 16 3/8" 0.81 0.8 0.9 A A
NTS EL-16 019 W 19 16 3/8" 0.86 0.8 1.0 A A
NTS EL-16 018 W 18 16 3/8" 0.90 0.8 1.0 A A
NTS EL-16 016 W 16 16 3/8" 1.02 0.9 1.1 A A
NTS EL-16 014 W 14 16 3/8" 1.16 1.0 1.2 A A
NTS EL-16 012 W 12 16 3/8" 1.36 1.1 1.4 A A
NTS EL-16 011 W 1 16 3/8" 1.48 1.1 1.5 A A
NTS EL-16 010 W 10 16 3/8" 1.63 1.1 1.5 A A
NTS EL-16 009 W 9 16 3/8" 1.81 1.2 1.7 A A
NTS EL-16 008 W 8 16 3/8" 2.03 1.2 1.5 A A
NTS EL-22 007 W 7 22 1/2" 2.32 1.6 2.3 A A
NTS EL-22 006 W 6 22 1/2" 2.7 1.6 2.3 A A
NTS EL-22 005 W 5 22 1/2" 3.25 1.7 2.4 A A
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Walter NTS threading inserts

Full profile, Whitworth 55° for BSW, BSP

Internal thread

nut RO.137P
55°
NTS g
BSW, BSP HOSZE pin HC = Coated carbide
HC
Lead L h min X Y

Designation T/inch mm IC mm mm mm WXP 20 WXM 20
NTS IR-16 048 W 48 16 3/8" 0.34 0.6 0.6 A A
NTS IR-16 040 W 40 16 3/8" 0.41 0.6 0.6 A A
NTS IR-16 036 W 36 16 3/8" 0.45 0.6 0.6 A A
NTS IR-16 032 W 32 16 3/8" 0.51 0.6 0.6 A A
NTS IR-16 028 W 28 16 3/8" 0.58 0.6 0.7 A A
NTS IR-16 026 W 26 16 3/8" 0.63 0.7 0.8 A A
NTS IR-16 024 W 24 16 3/8" 0.68 0.7 0.8 A A
NTS IR-16 022 W 22 16 3/8" 0.74 0.8 0.9 A A
NTS IR-16 020 W 20 16 3/8" 0.81 0.8 0.9 A A
NTS IR-16 019 W 19 16 3/8" 0.86 0.8 1.0 A A
NTS IR-16 018 W 18 16 3/8" 0.90 0.8 1.0 A A
NTS IR-16 016 W 16 16 3/8" 1.02 0.9 1.1 A A
NTS IR-16 014 W 14 16 3/8" 1.16 1.0 1.2 A A
NTS IR-16 012 W 12 16 3/8" 1.36 1.1 1.4 A A
NTS IR-16 011 W 1 16 3/8" 1.48 1.1 1.5 A A
NTS IR-16 010 W 10 16 3/8" 1.63 1.1 1.5 A A
NTS IR-16 009 W 9 16 3/8" 1.81 1.2 1.7 A A
NTS IR-16 008 W 8 16 3/8" 2.03 1.2 1.5 A A
NTS IR-22 007 W 7 22 1/2" 2.32 1.6 2.3 A A
NTS IR-22 006 W 6 22 1/2" 2.7 1.6 2.3 A A
NTS IR-22 005 W 5 22 1/2" 3.25 1.7 2.4 A A
NTS IL-16 048 W 48 16 3/8" 0.34 0.6 0.6 A A
NTS IL-16 040 W 40 16 3/8" 0.41 0.6 0.6 A A
NTS IL-16 036 W 36 16 3/8" 0.45 0.6 0.6 A A
NTS IL-16 032 W 32 16 3/8" 0.51 0.6 0.6 A A
NTS IL-16 028 W 28 16 3/8" 0.58 0.6 0.7 A A
NTS IL-16 026 W 26 16 3/8" 0.63 0.7 0.8 A A
NTS IL-16 024 W 24 16 3/8" 0.68 0.7 0.8 A A
NTS IL-16 022 W 22 16 3/8" 0.74 0.8 0.9 A A
NTS IL-16 020 W 20 16 3/8" 0.81 0.8 0.9 A A
NTS IL-16 019 W 19 16 3/8" 0.86 0.8 1.0 A A
NTSIL-16 018 W 18 16 3/8" 0.90 0.8 1.0 A A
NTS IL-16 016 W 16 16 3/8" 1.02 0.9 1.1 A A
NTS IL-16 014 W 14 16 3/8" 1.16 1.0 1.2 A A
NTS IL-16 012 W 12 16 3/8" 1.36 1.1 1.4 A A
NTS IL-16 011 W 1 16 3/8" 1.48 1.1 1.5 A A
NTS IL-16 010 W 10 16 3/8" 1.63 1.1 1.5 A A
NTS IL-16 009 W 9 16 3/8" 1.81 1.2 1.7 A A
NTS IL-16 008 W 8 16 3/8" 2.03 1.2 1.5 A A
NTS IL-22 007 W 7 22 1/2" 2.32 1.6 2.3 A A
NTS IL-22 006 W 6 22 1/2" 2.7 1.6 2.3 A A
NTS IL-22 005 W 5 22 1/2" 3.25 1.7 2.4 A A

Threading inserts
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Cutting tool material application tables — turning

Workpiece material group

Application range

P M S H 01 10 20 30 40
® 05 15 25 35 45
[+
o |8 B
2 | 8| 5 |Zg8 ¢t
Walter grade Standard 3 =3 b 2 § £3| Coating Coating
designation designation 5 |&5 | S £ |5EE| £ procedure| structure
HC-P 01 oo - TICN + Al,O
WPP 01 CVD (+TiN)2 3
HC -K 10 °
WPPO5 | HC-P05 | ee L oo | TN
-
HC-P10 o0 ~ .
WPP 10 VD T|CNJ.rAI203
HC - K 20 ° (TiN)
HC-P20 [ 1) )
WPP 20 oD TICI\(IT-'i- NA)|2o3
HC - K30 °
WPP 30 HC -P 30 () CVD TiC'\(lT"i'l\fx)lgos
L —~
HC-M 10 [ 1) L — TICN + Al,O5
WAM 10 CVD +HIN
HC-P 20 [ ]
HC-M 20 [ 1) .
TiCN + Al,O:
WAM 20 CVD ! L HfN2 3
HC-S20 °
HC -M 20 ()
B TIAIN + Al,O3
WSM 20 | HC-S20 oo PVD (ZrCN)
HC-P20 °
HC - M 30 oo |
~ TIAIN + Al,O5
WSM 30 | HC-S30 L PVD (ZrCN)
HC -P 30 °
| ——~
WAK 10New| HC-K10 oo ™ oo TICN + AlpO3
WAK 10 | HC-H30 o (+TiN)
HC - K 20 o . TICN +Al,0
WAK 20 cVD (+TiN)2 3
HC-P10 [ ]
L —~
HC - K30 (1) | — TICN +Al,03
WAK 30 CvD (+TiN)
HC -P 40 [ ]
WSN 10 CN - K20 o0 |
HC-N10 (1)
WXN 10 PVD TICNPlus
HC -MO01 [ ]
HW-N 10 (1)
WK 1
HW-S 10 )
WCB 30 | BL-HO5 o | —
I ]
BH-H 10 oo P
WCB 50
BH-K 10 °
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Cutting tool material application tables —
grooving and threading

Workpiece material group

Application range

P M S H 01 10 20 30 40
® 05 15 25 35 45
[
w |8 B
2 § | § |Z28| €
Walter grade Standard 3 =3 b 2 § £3| Coating Coating
designation designation 5 |&5 | S £ |5EE| £ procedure| structure
[ —
HC-P20 (1) )
WAP 20 oo | TONIRE
HC - K30 °
WAP30 | HC-P30 oo cvD TION + 1203
\
—
HC-P20 o0 )
WPP 23 VD Tlcr\fr ;_r\luzoS
HC - K 30 . (+TiN)
HC-P40 oe J//\\ Muttilayer
WXP 43 PVD v c
HC — M 35 N TIAIN / TiN
HC - M 20 oo — TON £ ALO
WAM 20 CVD ! iy HfN2 3
HC-S20 °
HC - M 35 oo | Multilayer
WXM 33 PVD TIAIN / TiN
HC-P40 ° +ZrCN
HC - K 20 oo T TON + ALO
WAK 20 cVD ! (+TiN)2 3
HC-H 10 [ )
HC - K 30 oo | TON AL
WAK 30 % CHTNE ©
HC - P40 )
HW-N 10 [ 1)
WK 1
HW-S 10 °
HC-S30 oo |
~ T~ TiAIN + Al,O5
WSM 33 HC -M30 L PVD (ZrCN)
HC - P 35 [ )
HC - S 45 oo
~ TIAIN + Al,O5
WSP 43 HC - P45 ' PVD (ZICN)
HC -M45 [ 1)
HC-P 10 oo T
WTA 33 CcVD TiCN + Al,05
HC-K 10 [
HC-P20 ()
WXP 20 PVD TiN
HC - K20 )
HC -M 20 o0
WXM 20 PVD TiCN
HC -N20 [}
HC = Coated carbide @@ Primary application

HW =
BL=
BH =
CN=

Uncoated carbide
CBN with low CBN content

CBN with high CBN content
Silicon nitride SigN4

® Additional application

Indexable inserts and cutting tool materials

Tiger-tec®
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Overview of Walter Turn product range

The pages indicated in brackets refer to the general catalogue.

Rigid-clamping system

Lever-type clamping system

Walter Turn

Negative basic shape

Novex® Capto

Negative basic shape

Walter Turn

95° DCLN R/L 75° DSKN R/L 95° PCLNR/L 45° D PSDN N
80° 1o
X (Page74) (Page 86) (Page 75) (Page 83)
75° 5
o5 D) cmp . £
_
93° DDJN R/L 91° DTGN R/L 75° PCBN R/L 75° D PSBN R/L
Page 46 (Page 88) X (Page76) (Page 85)
,,,,,,,,,,, MeW | L e PSRNRAL
age
2w |1
B
62°30' DDNN N 93° <%§ DVJN R/L 75° a PCKN R/L 75° D PSKN R/L
Page 46 (Page 91) N (Page77) (Page 87)
ffffffffffff - NEW | -
) i 75 75° P
o \eor 93&%§4“ % ) &) @ g
2
45° DSSN R/L 95° DWLN R/L 45° o PCSNR/L 91° PTGN R/L
D (Page 80) (Page 92) N (Page77) A (Page 89)
45@% % 45° ! E’)L
45° DSDN N 93° </<\< PDJN R/L 91° i E PTFN R/L
I:] (Page 82) Page 47 (Page 89)
r
,,,,,,,,,,,,,,,,,,,,,,,, - NEW | e,
0| _;‘ o O,
\ﬁ 930\ I 72
iE
75° DSBN R/L 45° PSSN R/L 95° Ar PWLN R/L
D (Page 84) D (Page 81) A (Page 93)
DSRN R/L
************ —  (Page 84) R — R B
_ _
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External application — ISO and Novex® Capto toolholders




Toolholders for external turning

Wedge-type clamping system

Screw clamping system

Negative basic shape

Walter
Turn

Novex?®

Positive basic shape

Walter Turn

Novex® Capto

Capto
93° i E MTJN R/L 95° X SCLCR/L 45 D SSDC N
(Page 90) X\ Pages 48-49 Page 56
7777777777777 95 @! = '. 45°
N E i
93° < ﬁ SDJCR/L 75 SSBCR/L
Pages 50-51 D SSRCR/L
77777777777 ;L " D Pages 56-57
930\~ Bg\aoﬂ % % :E
_ _
107°30’ SDHC R/L 91° STGCR/L
Page 50 A Pages 58-59
I, (s -
<12°30'
107°30 I \/ @L
62°30° ‘@ SDNC N 93° <§% SVJB R/L
Pages 50-51 Pages 60-61
7777777777777 0 PVJB R/L*
i 9 it
. <50° P 105,
ez‘usg Aseo —% R ‘ &50 (Page 105)
1 |
Q SRSC R/L 107°30° SVHB R/L
Pages 54-55 Pages 60-61
77777 Ny PRSC R/L* ¢ PVHB R/L*
© —, @® <35 R
¥27 © g (Page 101) 107\35 R} E (Page 104)
_ 1
Q SRDC N 72°30 <%§ SVVB N
Pages 52-53 Pages 60-61
PRDCN* | PVVB N*
i
ll oo @E (Page 101) A 30‘ \so (Page 106)
2 |
45° SSDCR/L 95° SWLCR/L
D Page 56 Pages 62-63
1 £
B

* with lever-type clamping system

External application — ISO and Novex® Capto toolholders
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DDJN / DDNN

Walter Turn

Ll
62“30'@ ) S8

Novex® Capto

(@) h=h;y b dm f I4 lo
TOOI Designation ’ mm mm mm mm mm mm Type
k=93° (—b—1 DDJN R/L 2020 K11 1 20 20 25 125 30.0
:'x @ DDJN R/L 2525 M11 11 25 25 32 150 30.0 DN.. 1104 ..
DDJN R/L 3225 P11 1 32 25 32 170 30.0
DDJN R/L 2020 K15 15 20 20 25 125 39.5
I DDJN R/L 2525 M15 15 25 25 32 150 39.5
-6 DN..1506..
DDJN R/L 3225 P15 15 32 25 32 170 39.5
=) . DDJN R/L 3232 P15 15 32 32 40 170 39.5
\\' |f 93\' /
]
b DDNN N 2020 K11 11 20 20 10.5 125 31.2
DN.. 1104 ..
DDNN N 2525 M11 1 25 25 13 150 31.2
DDNN N 2525 M15 15 25 25 13 150 40.8
DN..1506..
DDNN N 3225 P15 15 32 25 13 170 40.8
] |
lt
625 ey ||
bl el
k=93° C4-DDJN R/L-27050-11 1 40 27 50
:"% 4 @ C5-DDJN R/L-35060-11 1 50 35 60 DN.. 1104 ..
E!j C6-DDJN R/L-45065-11 11 63 45 65
| ’ C4-DDJN R/L-27055-15 15 40 27 55
% C5-DDJN R/L-35060-15 15 50 35 60 DN..1506..
' Lv C6-DDJN R/L-45065-15 15 63 45 65

Measured with master insert DN . . 110408 /DN . . 150608. Toolholders sold as assembled units, including shim, shim screw and insert clamping element.

Assembly parts -
. AP 304-DN15
Shim AP 305-DNT1 for DN .. 1506 . .

H

)

Screw for shim

FS 1462 (Torx 9 IP)

FS 1461 (Torx 15 IP)

Clamp

PK 240

PK 241

=I|==| Clamp screw FS 1472 (Torx 9 IP) FS 1473 (Torx 15 IP)
Tightening torque 1.7 Nm 3.9Nm
Wm Pressure spring FS 1469 FS 1470
e Pin RS 116 RS 117
Coolant nozzle C4 FS 1477 FS 1477
= for Novex® Canto C5 FS 1476 FS 1475
P c6 FS 1476 FS 1476
Key (Torx) FS 1466 (Torx 9 IP) FS 1465 (Torx 15 IP) IP = Torx Plus
Accessories
Shim for
AP 304-DN1504
DN..1504..
Clamp set
% (consisting of standard PK 240-Set PK 241-Set
assembly parts)
% Clamp set with carbide PK 245-Set

clamping plate

N
()

= New addition to range

External application — Negative toolholder range



PDJN

Walter Turn
Novex® Capto

© h=h;y b dm f Iy Iy
TOOI Designation mm mm mm mm mm mm Type
k=93 [t PDJN R/L 1616 H11 11 16 16 20 100 28
:.x @ PDJN R/L 2020 K11 11 20 20 25 125 28
DN..1104..
PDJN R/L 2525 M11 11 25 25 32 150 28
y PDJN R/L 3225 P11 11 32 25 32 170 28
“‘ﬁ PDJN R/L 2020 K15 15 20 20 25 125 36
=71 PDJN R/L 2525 M15 15 25 25 32 150 36
bl o DN .. 1506 ..
#Ne| | ) PDJN R/L 3225 P15 15 32 25 32 170 36
ot PDJN R/L 3232 P15 15 32 32 40 170 36
=93 C3-PDJN R/L-22045-11 11 32 22 45
C4-PDJN R/L-27050-11 11 40 27 50
) DN..1104..
o C5-PDJN R/L-35060-11 11 50 35 60
ED C6-PDJN R/L-45065-11 11 63 45 65
.“ C4-PDJN R/L-27050-15 15 40 27 50
[ O | C5-PDJN R/L-35060-15 15 50 35 60 DN.. 1506 ..
—f
C6-PDJN R/L-45065-15 15 63 45 65

Measured with master insert DN . . 110408 / DN . . 150608.

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

<11~

AP 171-DN1112

AP 145-DN1516

Shim forr<1.2 for DN .. 1506 ..r<1.6
Lever KN 119 KN 103
Clamping screw FS 351 (SW 2.5) FS 355 (SW 3)
Pipe pin RS 101 RS 102
Assembly plug MD 101 MD 101

c3 FS 1230 FS 1230
Coolant nozzle c4 FS 1018 FS 1018
for Novex® Capto  C5 FS 1019 FS 1019

c6 FS 1019 FS 1019

Accessories - -
g:lir.n.f%rm ..r<0.8 AP T71-DN1108

gm].f?sroe ..r<08 AP 145-DN1508
ON. 1504 .r<0.8 Ao
DN, 1504 r= 16 AP 3sT-DN1Ste

= New addition to range

External application — Negative toolholder range
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SCLC

95° Walter Turn
© h= h1 b f |1 |2
Tool Designation mm mm mm mm mm Type
k=95° SCLC R/L 1010 E06 06 10 10 12 70 13
:.R F—b— SCLC R/L 1212 FO6 06 12 12 16 80 10
CC..0602..
SCLC R/L 1616 H06 06 16 16 20 100 12
SCLC R/L 2020 K06 06 20 20 25 125 12
\ SCLC R/L 1212 FO9 09 12 12 16 80 19.5
1 o
" scLc R/L 1616 HO9 09 16 16 20 100 18
CC..09T3..
h- SCLC R/L 2020 K09 09 20 20 25 125 18
AN SCLC R/L 2525 M09 09 25 25 35 150 17
. i
0"h J SCLC R/L 2020 K12 12 20 20 25 125 25
! L CC..1204..
SCLC R/L 2525 M12 12 25 25 32 150 26
Measured with master insert CC . . 060204 / CC . . 09T308 / CC .. 120408.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts for
<06 09- h=12mm 09 12~
. FS 2061 FS 2063 FS 2060 FS 2065
Screw for insert (Torx 7 IP) (Torx 15 IP) (Torx 15 IP) (Torx 15 IP)
Tightening torque 0.9Nm 3.0 Nm 3.0Nm 3.0Nm
Shim AP 313-CC0908 AP 314-CC1212
. FS 2068 FS 2069
Screw for shim (SW3.5) (SW4)
Torx ke FS 1490 FS 1465 FS 1465 FS 1496
D:, Y (Torx 7 IP) (Torx 151P /SW3,5) | (Torx 151P/SW3.5) | (Torx 151P/SW4)

— 80
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External application — Positive toolholder range

IP = Torx Plus



SCLC

o5 ) Novex® Capto
dm f Iy
Designation mm mm mm Type
C3-SCLC R/L-22040-09 09 32 22 40
C4-SCLC R/L-27050-09 09 40 27 50
CC..09T83..
C5-SCLC R/L-35060-09 09 50 35 60
C6-SCLC R/L-45065-09 09 63 45 65
C3-SCLC R/L-22040-12 12 32 22 40
C4-SCLC R/L-27050-12 12 40 27 50
CC..1204 ..
C5-SCLC R/L-35060-12 12 50 35 60
C6-SCLC R/L-45065-12 12 63 45 65

Inclination angle of fitted indexable insert in axial and radial direction = 0°.

Measured with master insert CC . . 09T308 / CC . . 120408.

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

09~

12

@ﬁjﬁ@ 7

Screw for insert

Tightening torque

FS 2060
(Torx 15 IP)

3.0Nm

FS 2065
(Torx 151P)

3.0Nm

Shim AP 313-CC0908 AP 314-CC1212
. FS 2068 FS 2069
Screw for shim (SW 3.5) (SW4)
Torx ke FS 1465 FS 1496
Y (Torx 15 1P / SW 3.5) (Torx 151P / SW 4)
C3 FS 1477 FS 1477
Coolant nozzle Cc4 FS 1477 FS 1477
for Novex® Capto C5 FS 1476 FS 1476
C6 FS 1476 FS 1476

External application — Positive toolholder range

IP = Torx Plus

[o) |

=19 — 80
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i
62*033 lﬁ 60°

SDJC
SDHC
SDNC

Walter Turn
@ h= h1 b f |1 |2
TOOI Designation mm mm mm mm mm Type
k=93 7 SDJC R/L 1010 EO7 07 10 10 12 70 17
DC..0702..
:ﬁ SDJC R/L 1212 FO7 07 12 12 16 80 19
SDJC R/L 1616 H11 11 16 16 20 100 24
I SDJC R/L 2020 K11 1 20 20 25 125 24 DC..NT3.
‘ o
ﬁ i SDJC R/L 2525 M11 11 25 25 32 150 28
h
-1 N
If ) 93°
o[
hy~ PfJ
k=107"30" [ @ SDHC R/L 1212 FO7 07 12 12 16 80 13 DC..0702..
:% SDHC R/L 1616 H11 11 16 16 20 100 17
SDHC R/L 2020 K11 11 20 20 25 125 17 DC..1T3.
i . SDHC R/L 2525 M 11 11 25 25 32 150 19
h 7
f (1o7°30°
2 )
0o L%_U
hy—~ —f
Kk=62"30" [b— SDNC N 1010 EO7 07 10 10 5 70 15
DC..0702..
SDNC N 1212 FO7 07 12 12 6 80 15
SDNC N 1616 H11 11 16 16 8 100 25
! SDNC N 2020 K11 11 20 20 10 125 25 DC..MNT3.
‘ o
ﬁ 3 SDNC N 2525 M11 11 25 25 12.5 150 25
h
1 :
262"3/6'62” 0”
O‘L,h1 i

Measured with master insert DC . . 070204 /DC . . 11T308.

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

11~

) FS 2061 FS 2060
Screw for insert (Torx 7 IP) (Torx 15 IP)
Tightening torque 0.9Nm 3.0Nm
Shim AP 315-DC1108
) FS 2068
Screw for shim (SW3.5)
Torx ke FS 1490 FS 1465
Y (Torx 7 IP) (Torx 151P / SW 3,5)

IP = Torx Plus

Accessories

Shim forR>1.2

AP 329-DC1112

o) [y

b4

— 80

1
N
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External application — Positive toolholder range



SDJC
SDNC

Novex® Capto

© dpn f I
TOOI Designation mm mm mm Type
k=93’ C3-SDJC R/L-22040-07 07 32 22 40
DC..0702..
:“% @ C4-SDJC R/L-27050-07 07 40 27 50
o C3-SDJC R/L-22040-11 1 32 22 40
ljj C4-SDJC R/L-27050-11 11 40 27 50
= DC..11T3..
L C5-SDJCR/L-35060-11 1 50 35 60
| R = | C6-SDJC R/L-45065-11 11 63 45 65
—f

k=63 C3-SDNC N-00040-11 1 32 0.5 40

:u% C4-SDNC N-00050-11 11 40 0.5 50 DC.. 1T3.
' C5-SDNC N-00060-11 11 50 0.5 60

f—dm——

== |
i
63° 63° ‘
It
Inclination angle of fitted indexable insert in axial and radial direction = 0°.
Measured with master insert DC . . 070204 /DC . . 11T308.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
. FS 2061 FS 2060
Screw forinsert (Torx 7 IP) (Torx 15 IP)
Tightening torque 0.9Nm 3.0Nm
Shim AP 315-DC1108
) FS 2068
Screw for shim (SW3.5)
FS 1490 FS 1465
f m— Torxkey (Torx 7 IP) (Torx 15 IP / SW 3.5)
C3 FS 1477 FS 1477
@ Coolant nozzle C4 FS 1477 FS 1477
for Novex® Capto  C5 FS 1476 FS 1476
C6 FS 1476 FS 1476
IP = Torx Plus
Accessories

Shim for R> 1.2 AP 329-DC1112

[o) |

— 21 — 80
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SRDC

i sgoi
- Walter Turn
TOOI Designation hn;mh1 mbm mfm rr:1m nizm Type
:'R b SRDC N 1212 FO6 06 12 12 6 80 12
SRDC N 2020 K06 06 20 20 10 125 24 RC . T 0602M0
SRDC N 2525 M06 06 25 25 12.5 150 25
) o SRDC N 1616 HO8 08 16 16 8 100 16
! ﬁ SRDC N 2020 K08 08 20 20 10 125 24 RC . T 0803MO0
-h- SRDC N 2525 M08 08 25 25 12.5 150 25
o SRDC N 2020 K10 10 20 20 10 125 25 RC . T 10T3MO
°°\«h1* iy - SRDC N 2525 M10 10 25 25 12.5 150 25
SRDC N 2020 K12 12 20 20 10 125 28
SRDC N 2525 M12 12 25 25 12.5 150 28 RC.T 1204M0
SRDC N 3225 P12 12 32 25 12.5 170 28
SRDC N 3225 P16 16 32 25 12.5 170 35 RC . T 1606MO
SRDC N 3225 P20 20 32 25 12.5 170 40 RC . T 2006MO
Measured with master insert RC . T 0602M0 / RC . T 0803M0 /RC . T 10T3MO /RC . T 1204M0 /
RC . T 1606M0 / RC . T 2006MO0.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts

<06 ~|

. FS 2061 FS 1462 FS 2063 FS 2060 FS 2090 FS 2089
Screw for insert (Torx71P) (Torx 9 IP) (Torx 15 IP) (Torx 15 IP) (Torx 20 IP) (Torx 25 IP)
Tightening torque 0.9 Nm 0.9Nm 3.0Nm 3.0Nm 6.4Nm 9.5Nm
Shim AP 324-RC10T3 | AP 325-RC1204 | AP 326-RC1606 | AP 327-RC2006
. FS 2068 FS 2068 FS 2091 FS 2092
Screw for shim (SW3.5) (SW3.5) (SW5.0) (SW6.0)
Torx key FS 1490 FS 1466 FS 1465 FS 1465 FS 1464 FS 1592
(Torx 71P) (Torx91P) | (T 15IP/SW 3.5) | (T. 15IP/SW 3.5) | (Torx 20 IP) (Torx 25 IP)

b4

— 23

— 80
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External application — Positive toolholder range

IP = Torx Plus



SRDC

|
<90°
- Novex® Capto
dpy f I Iy
Designation i~ mm mm mm mm Type
C3-SRDC N-00040-06 06 32 3 40 12
C4-SRDC N-00050-06 06 40 3 50 12 RC . T 0602M0
C5-SRDC N-00060-06 06 50 3 60 12
| C3-SRDC N-00040-08 08 32 4 40 16
T T C4-SRDC N-00050-08 08 40 4 50 16 RC . T 0803MO0
o : C5-SRDC N-00060-08 08 50 4 60 16
C3-SRDC N-00040-10 10 32 5 40 20
C4-SRDC N-00050-10 10 40 5 50 25
RC.T 10T3MO
C5-SRDC N-00060-10 10 50 5 60 25
C6-SRDC N-00065-10 10 63 5 65 25
C4-SRDC N-00050-12 12 40 6 50 28
C5-SRDC N-00060-12 12 50 6 60 28 RC. T 1204MO
C6-SRDC N-00065-12 12 63 6 65 28
C5-SRDC N-00060-16 16 50 8 60 35
RC . T 1606M0
C6-SRDC N-00065-16 16 63 8 65 35
C5-SRDC N-00060-20 20 50 10 60 40
RC . T 2006M0
C6-SRDC N-00065-20 20 63 10 65 40
Inclination angle of fitted indexable insert in axial and radial direction = 0°.
Measured with master insert RC . T 0602M0 / RC . T 0803M0 /RC . T 10T3MO0 / RC . T 1204M0 /
RC . T 1606MO0 / RC . T 2006MO.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
<06 ~| <08 <10 <12~ <16~ <20
. FS 2061 FS 1462 FS 2063 FS 2060 FS 2090 FS 2089
‘ |
Screw forinsert (Torx 71P) (Torx 9 1P) Torx151P) | (Torx151P) | (Tox201P) | (Torx25IP)
Tightening torque 0.9Nm 0.9Nm 3.0Nm 3.0Nm 6.4 Nm 9.5Nm
Shim AP 324-RC10T3 | AP 325-RC1204 | AP 326-RC1606 | AP 327-RC2006
; FS 2068 FS 2068 FS 2091 FS 2092
= for sh
Screw for shim (SW3.5) (SW3.5) (SW5.0) (SW6.0)
Torx key FS 1490 FS 1466 FS 1465 FS 1465 FS 1464 FS 1592
D: (Torx 7 1P) (Torx91IP) | (T 15IP/SW 3.5) | (T. 15IP/SW 3.5) |  (Torx 20 IP) (Torx 25 IP)
c3 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477
@ Coolant nozzle c4 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477
for Novex® Capto C5 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476
C6 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476

External application — Positive toolholder range

IP = Torx Plus

[o) |

— 23
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SRSC

<¢27 Walter Turn
h\/
() h= h1 b f |1 |2
Tool Designation mm mm mm mm mm Type
by SRSC R/L 2020 K06 06 20 20 25 125 20
:.% RC . T 0602M0
SRSC R/L 2525 M06 06 25 25 32 150 20
SRSC R/L 2020 K08 08 20 20 25 125 20
RC . T0803M0
SRSC R/L 2525 M08 08 25 25 32 150 20
| - 0°
! SRSC R/L 2020 K10 10 20 20 25 125 20
. RC. T 10T3MO
s SRSC R/L 2525 M10 10 25 25 32 150 20
-1
A SRSC R/L 2020 K12 12 20 20 25 125 22
Do"hﬁ ¢ SRSC R/L 2525 M12 12 25 25 32 150 22 RC. T 1204MO
SRSC R/L 3225 P12 12 32 25 32 170 22
SRSC R/L 3225 P16 16 32 25 32 170 28 RC . T 1606MO
SRSC R/L 3232 P20 20 32 32 32 170 32 RC . T 2006M0

Measured with master insert RC . T 0602M0 / RC . T 0803MO0 /RC . T 10T3MO0 /RC . T 1204M0 /
RC . T 1606MO0 / RC . T 2006 MO.

Bodies and assembly parts are included in the scope of delivery.

Assembly parts
<06 | 08 <10 <12~ <16~ <20
. FS 2061 FS 1462 FS 2063 FS 2060 FS 2090 FS 2089
‘ ]
Screw for insert (Torx 71P) (Torx 9 IP) (Torx151P) | (Torx151P) | (Torx201P) | (Torx25IP)
Tightening torque 0.9Nm 0.9Nm 3.0Nm 3.0Nm 6.4Nm 9.5Nm
Shim AP 324-RC10T3 | AP 325-RC1204 | AP 326-RC1606 | AP 327—RC2006
. - FS 2068 FS 2068 FS 2001 FS 2092
aE= Screw for shim (SW3.5) (SW3.5) (SW5.0) (SW6.0)
Torx key FS 1490 FS 1466 FS 1465 FS 1465 FS 1464 FS 1592
f m— (Torx 71P) (Torx91P) | (T 15IP/SW3.5) | (T 15IP/SW3.5) | (Torx201P) | (Torx 251P)

b4
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External application — Positive toolholder range

IP = Torx Plus



SRSC

®
. Novex™ Capto
h\,
dpy f I
Designation ] mm mm mm Type
C3-SRSC R/L-22040-06 06 32 22 40
C4-SRSC R/L-27050-06 06 40 27 50 RC . T 0602M0
C5-SRSC R/L-35060-06 06 50 35 60
C3-SRSC R/L-22040-08 08 32 22 40
C4-SRSC R/L-27050-08 08 40 27 50 RC . T 0803M0O
C5-SRSC R/L-35060-08 08 50 85 60
C3-SRSC R/L-22040-10 10 32 22 40
C4-SRSC R/L-27050-10 10 40 27 50
RC . T 10T3MO
C5-SRSC R/L-35060-10 10 50 35 60
C6-SRSC R/L-45065-10 10 63 45 65
C4-SRSC R/L-27050-12 12 40 27 50
C5-SRSC R/L-35060-12 12 50 B85 60 RC.T 1204M0
C6-SRSC R/L-45065-12 12 63 45 65
C5-SRSC R/L-35060-16 16 50 35 60
RC . T 1606 MO0
C6-SRSC R/L-45065-16 16 63 45 65
C5-SRSC R/L-35060-20 20 50 35 60
RC . T2006M0
C6-SRSC R/L-45065-20 20 63 45 65

Inclination angle of fitted indexable insert in axial and radial direction = 0°.

Measured with master insert RC . T 0602M0 / RC . T 0803MO0 /RC . T 10T3MO0 / RC . T 1204MO0 /
RC . T 1606M0 / RC . T 2006MO0 / RC . T 2507M0.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

<06 |

08

<10

<12 >

<16 >

<20

o

; FS 2061 FS 1462 FS 2063 FS 2060 FS 2090 FS 2089
Screw for insert (Torx 7 IP) (Torx 9 1P) (Torx 15 IP) (Torx 15 IP) (Torx 20 IP) (Torx 25 IP)
Tightening torque 0.9Nm 0.9Nm 3.0Nm 3.0Nm 6.4 Nm 9.5Nm
Shim AP 324—-RC10T3 | AP 325-RC1204 | AP 326—RC1606 | AP 327—-RC2006
i FS 2068 FS 2068 FS 2091 FS 2092
Screw for shim (SW3.5) (SW 3.5) (SW 5.0) (SW6.0)
Torx key FS 1490 FS 1466 FS 1465 FS 1465 FS 1464 FS 1592
(Torx 7 1P) (Torx 9 IP) (T. 15IP/SW 3.5) | (T. 15IP/SW 3.5) |  (Torx 20 IP) (Torx 25 IP)
C3 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477
Coolant nozzle Ca FS 1477 FS 1477 FS 1477 FS 1477 FS 1477 FS 1477
for Novex® Capto C5 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476
C6 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476 FS 1476

External application — Positive toolholder range

IP = Torx Plus

[o) |
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SSDC

Torx key

45 45 75° SS Bc
Walter Turn
@ h= h1 b f f1 |1 |2
TOOI Designation ! mm mm mm mm mm mm Type
k=45° (o] 1 SSDC R/L 1616 HO9 09 16 16 17 1 100 9
SC..09T3..
:.% I SSDC R/L 2020 K09 09 20 20 22 16 125 13
SSDC R/L 2020 K12 12 20 20 22 14 125 16
SC..1204 ..
1 ﬁﬁw’ SSDC R/L 2525 M12 12 25 25 27 19 150 16
h
—L
I | 45°
0. . < —*—?—L
~h
hy o
k=45 F—b—f SSDC N 1212 F09 09 12 12 6 80 16
SC..09T3..
:l% SSDC N 1616 HO9 09 16 16 8 100 16
SSDC N 2020 K12 12 20 20 10 125 22
SC..1204 ..
I SSDC N 2525 M12 12 25 25 12.5 150 22
‘ o
h i
n f
S
il
k=75 f—b— SSRC R/L 1212 FO9 09 12 12 12.5 80 14
SC..09T3..
:"% SSBC R/L 1616 H09 09 16 16 13 100 L535)
' SSBC R/L 2020 K12 12 20 20 17 125 21
SC..1204 ..
I SSBC R/L 2525 M12 12 25 25 22 150 24
‘ o
h i
- /.\750
T
o] "2
0o o H
hq =t
Measured with master insert SC . . 09T308 / SC . . 120408.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts for
09 ~ 09- h=12mm 12
. FS 2060 FS 2063 FS 2065
Screw for insert (Torx 15 IP) (Torx 15 IP) (Torx 15 IP)
Tightening torque 3.0Nm 3.0Nm 3.0Nm
Shim AP 328-SC0908 AP 319-SC1212
. FS 2068 FS 2069
Screw for shim (SW3.5) (SW4)
D FS 1465 FS 1465 FS 1496

(Torx 15 IP / SW 3,5)

(Torx 15 IP / SW 3.5)

(Torx 15 IP / SW 4)

b4
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External application — Positive toolholder range

IP = Torx Plus



SSRC

752l Novex® Capto
diy f I
Designation mm mm mm Type
C3-SSRC R/L-17040-09 09 32 17 40 SC..09T3..
C4-SSRC R/L-22050-12 12 40 22 50
SC..1204 ..
C5-SSRC R/L-27060-12 12 50 27 60

Inclination angle of fitted indexable insert in axial and radial direction = 0°.

Measured with master insert SC . . 09T308 / SC . . 120408.

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

12

@?ﬁ@ﬁ

Screw for insert

Tightening torque

FS 2060
(Torx 15 IP)

3.0Nm

FS 2065
(Torx 15 IP)

3.0Nm

Shim AP 328-SC0908 AP 319-SC1212
Screw for shim FS 2068 FS 2069
(SW 3.5) (SW 4)
FS 1465 FS 1496
Torxkey (Torx 15 IP / SW 3.5) (Torx 15 1P / SW 4)
c3 FS 1477 FS 1477
Coolant nozzle Cc4 FS 1477 FS 1477
for Novex® Capto  C5 FS 1476 FS 1476
c6 FS 1476 FS 1476

External application — Positive toolholder range

IP = Torx Plus

[o) |

— 24 — 80
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STGC

W Walter Turn
TOOI Designation hn;mh1 mbm mfm r:m nizm Type
k=91 N STGC R/L 1212 F11 11 12 12 16 80 13 TC..1102..
:.R @ STGC R/L 1616 H16 16 16 16 20 100 25
STGC R/L 2020 K16 16 20 20 25 125 26 TC..16T3..
I . STGC R/L 2525 M16 16 25 25 32 150 27

~—f

Measured with masterinsert TC . . 110204 / TC . . 16T308.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

. FS 2061 FS 2060
Screw for insert (Torx 7 IP) (Torx 15 1P)
Tightening torque 0.9Nm 3.0Nm
Shim AP 317-TC1612
. FS 2068
Screw for shim (SW3.5)
Torx key P P o
(Torx 7 IP) (Torx 15 1P / SW 3.5)

b4

— 80

IP = Torx Plus

External application — Positive toolholder range



STGC

o1 ) Novex® Capto
dm f I4
TOOI Designation mm mm mm Type
k=91° C3-STGC R/L-22040-11 1 32 22 40
TC..1102..
@ C4-STGC R/L-27050-11 11 40 27 50
é. C3-STGC R/L-22040-16 16 32 22 40
C4-STGC R/L-27050-16 16 40 27 50
TC..16T3..
P p— ‘ C5-STGC R/L-35060-16 16 50 35 60
| i C6-STGC R/L-45065-16 16 63 45 65
‘ 0| 91:’
—f
Inclination angle of fitted indexable insert in axial and radial direction = 0°.
Measured with master insert TC . . 16T308 / TC . . 110204.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts

11~

Screw for insert FS 2061 FS 2060
(Torx 7 IP) (Torx 15 IP)
Tightening torque 0.9 Nm 3.0 Nm
Shim AP 317-TC1612
Screw for shim FS 2068 (SW 3.5)
FS 1490 FS 1465
Tonckey (Torx 7 IP) (Torx 15 IP / SW 3.5)
C3 FS 1477 FS 1477
Coolant nozzle Cc4 FS 1477 FS 1477
for Novex® Capto  C5 FS 1476 FS 1476
C6 FS 1476 FS 1476

External application — Positive toolholder range

IP = Torx Plus

iz
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,,,,,,,,,,,,,,, SVJB
+ SVHB
XSJSOO 107:\30 Xﬁs 72°3o Ag [ SWB

Walter Turn
© h = h1 b f |1 |2
Tool Designation -—’ mm mm mm mm mm Type
k=93 [ I SVUB R/L 1212 F11 1 12 12 16 80 27
:'R %’ SVUB R/L 1616 H11 1 16 16 20 100 27 VB..1103..
SVJB R/L 2020 K11 1 20 20 25 125 27 VC..M03..
Wy, SWBR/L2525M11 1 25 25 32 150 27
ﬁ SVUB R/L 1616 H16 16 16 16 20 100 30
h
— |L . SVJB R/L 2020 K16 16 20 20 25 125 31.5 VB. 1604 ..
. | N SVJB R/L 2525 M16 16 25 25 32 150 31.5 VC..1604 ..
e —— SVJB R/L 3225 P16 16 32 25 32 170 31.5
x =107°30" [~ @ SVHB R/L 1616 H11 1 16 16 20 100 18
VB..1103..
:ﬁ SVHB R/L 2020 K11 11 20 20 25 125 19 Ve . 1103
SVHB R/L 2525 M11 11 25 25 32 150 25
o SVHB R/L 2020 K16 16 20 20 25 125 31.5
o VB.. 1604 ..
SVHB R/L 2525 M16 16 25 25 32 150 31.5 Ve 1604
) . .
SVHB R/L 3225 P16 16 32 25 32 170 31.5
|; N
| ©@\107°30
o\/ ]
hy —f
K =72°30" SVVB N 1212 F11 1 12 12 6 80 27
:% 7 @ SVVB N 1616 H11 1 16 16 8 100 27 VB..1103..
SVVB N 2020 K11 1 20 20 10 125 27 VC..M03..
SVVB N 2525 M11 1 25 25 12.5 150 40
. SVVB N 2020 K16 16 20 20 10 125 31.5
VB..1604 ..
. SVVB N 2525 M16 16 25 25 12.5 150 31.5 Ve 1604
_ SVVB N 3225 P16 16 32 25 12.5 170 31.5
o[
hy—~

Measured with master insert VB . . 160408. Toolholders sold as assembled units, including shim, shim screw and insert clamping element.

Assembly parts for

T h=16 mm 6
. FS 2061 FS 2063 FS 2060
LAl (Torx 7 IP) (Torx 15 IP) (Torx 15 IP)
Tightening torque 0.9Nm 3.0Nm 3.0Nm
him AP 316-VB1
® s 316-VB1608

Hu= Screw for shim (Fsswzg%%
Torx ke FS 1490 FS 1465 FS 1465

D: Y (Torx 7 IP) (Torx 15 IP / SW 3.5) (Torx 15 IP / SW 3.5)

IP = Torx Plus

Accessories
Shim for R> 1.2 AP 330-VB1612
7

— 26 — 80
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SvJB
SVHB
SVVB

Novex® Capto

Designation mm mm mm Type

C3-SVJB R/L-22040-11 1 32 22 40 VB..1103..
C4-SVJB R/L-27050-11 11 40 27 50 VC..M03..
C4-SVJB R/L-27050-16 16 40 27 50
VB..1604 ..
C5-SVJB R/L-35060-16 16 50 35 60 Ve 1604
C6-SVJB R/L-45065-16 16 63 45 65
C3-SVHB R/L-22040—11 11 32 22 40 VB..1103..
C4-SVHB R/L-27050-11 1 40 27 50 VC..103..
C4-SVHBR/L-27050-16 | 16 40 27 50
VB..1604 ..
C5-SVHB R/L-35060-16 | 16 50 35 60 ve. 1604
C6-SVHB R/L-45065-16 | 16 63 45 65
C3-SVVB N-00040—11 11 32 0.3 40 VB..1103..
C4-SVVB N-00050—11 1 40 0.3 50 VC..103..
C4-SVVB N-00050-16 16 40 0.6 50
VB..1604 ..
C5-SVVB N-00060-16 16 50 0.6 60 Ve a0
C6-SVVB N-00065-16 16 63 0.6 65
Q 72{030‘ 4) 72v€o‘

Inclination angle of fitted indexable insert in axial and radial direction = 0°.
Measured with master insert VB . . 110304 / VB . . 160408.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

. FS 2061 FS 2060
Screw for insert (Torx 7 IP) (Torx 15 IP)
Tightening torque 0.9Nm 3.0 Nm
Shim AP 316-VB1608
Screw for shim FSSW23658)
FS 1490 FS 1465
f m— Torxkey (Torx 7 IP) (Torx 15 1P / SW3.5)
c3 FS 1477 FS 1477
@ Coolant nozzle C4 FS 1477 FS 1477
for Novex® Capto  C5 FS 1476 FS 1476
C6 FS 1476 FS 1476
IP = Torx Plus
Accessories
Shim for R> 1.2 AP 330-VB1612

N

[o) |

— 26 — 80
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SWLC

N Walter Turn
h= h1 b f |1 |2
TOOI Designation mm mm mm mm mm Type
k=95 SWLC R/L 1212 FO4 04 12 12 16 80 1
:.% Bl @ SWLC R/L 1616 HO4 04 16 16 20 100 1 WC . .0402..
SWLC R/L 2020 K04 04 20 20 25 125 12
SWLC R/L 1616 HO6 06 16 16 20 100 15
ﬁ 7 swLe R/L 2020 K06 06 20 20 25 125 15 WC..06T3..
- SWLC R/L 2525 M06 06 25 25 32 150 17
2\ 95 b SWLC R/L 2020 K08 08 20 20 25 125 20
[ B
hyl SWLC R/L 2525 M08 08 25 25 32 150 21 WC..0804 ..
Measured with master insert WC . . 040204 /WC . . 06T308 /WC . . 080408.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts

. FS 2064 FS 2063 FS 2065

Screw for insert (Torx 7 IP) (Torx 15 IP) (Torx 15 IP)

Tightening torque 0.9Nm 3.0 Nm 3.0 Nm

Shim AP 318-WC0608 AP 320-WC0812

Screw for shim FS 2068 FFS 2069
(SW3.5) (SW 4)

Tor ke FS 1490 FS 1465 FS 1496

v (Torx 7 IP) (Torx 15 1P / SW 3.5) (Torx 15 1P / SW 4)

— 80

External application — Positive toolholder range

IP = Torx Plus



,,,,,,,,,,,,,,, | SWLC

@ Novex® Capto

dm f l4
TOOI Designation mm mm mm Type
k=95" C3-SWLC R/L-22040-06 06 32 22 40
P C4-SWLC R/L-27050-06 06 40 27 50 WC..06T3..
:"% C5-SWLC R/L-35060-06 06 50 35 60
° C5-SWLC R/L-35060-08 08 50 35 60
WC ..0804 ..
C6-SWLC R/L-45065-08 08 63 45 65
== [
"
| 95° ’

Inclination angle of fitted indexable insert in axial and radial direction = 0°.

Measured with master insert WC . . 06T308 /WC . . 080408.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts
. FS 2063 FS 2065
LAl (Torx 15 IP) (Torx 15 IP)
Tightening torque 3.0Nm 3.0Nm
Shim AP 318-WC0608 AP 320-WC0812
. FS 2068 FFS 2069
B Screw for shim (SW 3.5) (SW 4)
Tor ke FS 1465 FS 1496
D:, v (Torx 15 IP / SW 3.5) (Torx 15 IP / SW4)
c3 FS 1477 FS 1477
@ Coolant nozzle C4 FS 1477 FS 1477
for Novex® Capto  C5 FS 1476 FS 1476
c6 FS 1476 FS 1476

IP = Torx Plus

[o) |
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Product range overview for Walter Turn 45°
Toolholders for turning/milling centres

Rigid-clamping system

Screw clamping system

Negative basic shape

Novex® Capto

Positive basic shape

Novex® Capto

DCMN N
<%\°°< Page 65

95° ( SCMCN

\\ 80
o5 }\%’0 X\ Page 67

SRDC N
Page 68

64 External application — Walter Turn 45°




DCMN

Novex® Capto

© dm f |1 dm2 min
TOOI Designation mm mm mm mm Type
k=95 C5-DCMN N-00105-12 12 50 0 105 110
:H% C6-DCMN N—00090-12 12 63 0 90 110 CN..1204..
' N C6-DCMN N-00115-12 12 63 0 115 110
 dm ]
@ il C6-DCMN N-00090-16 16 63 0 90 110 CN..1606..
~6°
/ = | =
A F ’\ ’
VdmZmin I
50° \50°
-
Measured with master insert CN . . 120408 /CN . . 160612.
Toolholders sold as assembled units, including shim, shim screw and insert clamping element.
Assembly parts
Shim AP 301-CN12 AP 302-CN16
_ ) FS 1461 FS 1463
=) Screw for shim (Torx 15 IP) (Torx 20 IP)
[;Q Clamp PK 241 PK 242
FS 1473 FS 1474
{||==I Clamp screw (Torx 15 IP) (Torx 20 IP)
Tightening torque 3.9Nm 6.4 Nm
V\\M Pressure spring FS 1470 FS 1471
— Pin RS 117 RS 117
Coolant nozzle FS 1475 FS 1475
for Novex™ Capto
FS 1465 FS 1464
D:. Key (Torx) (Torx 15 IP) (Torx 20 IP)
IP = Torx Plus
Accessories
Clamp set
% (consisting of standard PK 241-Set PK 242-Set
assembly parts)
% Clamp set with carbide PK 245-Set PK 246-Set

clamping plate

External application — Negative toolholder range

[o) |
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DDMN

Novex® Capto

TOOI Designation rinn: mfm n|11m dnr:12r‘:1mn Type
k=93° C5-DDMN L-00115-15 15 50 115 110
C6-DDMN L-00130-15 15 63 130 110 DN..1506..
:“% C6-DDMN L-33120-15 15 63 33 120 130

Measured with master insert DN . . 150608.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Shim

AP 304-DN15

Screw for shim

FS 1461 (Torx 15 IP)

Clamp

PK 241

Clamp screw

FS 1473 (Torx 15 IP)

Tightening torque 3.9Nm
Pressure spring FS 1470
Pin RS 117
C5 FS 1475
Coolant nozzle
®
for Novex™ Capto c6 FS 1476

Key (Torx) FS 1465 (Torx 15 IP)
IP = Torx Plus
Accessories
Shim for
DN .. 1504 . . AP 304-DN1504
Clamp set

(consisting of standard

assembly parts)

PK 241-Set

Clamp set with carbide

clamping plate

PK 245-Set

iz
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External application — Negative toolholder range



95°

SCMC

Novex® Capto

dm f Iy dMs min
Designation — mm mm mm mm Type
C6-SCMC N-00090-12 12 63 0 90 100 CC..1204..

Measured with master insert CC . . 120408.
Toolholders sold as assembled units, including shim, shim screw and insert clamping element.

Assembly parts

12~

[

Screw for insert

Tightening torque

FS 2065
(Torx 15 IP)

3.0Nm

Shim AP 319-SC1212
. FS 2069
Screw for shim (SW 4)
FS 1496

Torx key

(Torx 15 IP / SW 4)

External application — Positive toolholder range

IP = Torx Plus

(0] ks

=19 — 80
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SRDC

Novex® Capto

dm f Iy dMy min
Designation P mm mm mm mm Type
C6-SRDC N-00100-10 10 63 0 100 110 RC. T 10T3MO
C6-SRDC N-00100-16 16 63 100 110 RC . T 1606MO

Measured with master insert RC . T 10T3MO0 / RC . T 1605M0.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

<10 |

16

[

Screw for insert

Tightening torque

FS 2063
(Torx 15 1P)

3.9Nm

FS 2090
(Torx 20 IP)

6.4 Nm

Shim AP 324-RC10T3 AP 326—-RC1606
Screw for shim FS 2068 (SW 3.5) FS 2091 (SW 5)
FS 1465 FS 1464

Torx key

(Torx 151P / SW 3.5)

(Torx 20 IP / SW 5)

il
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External application — Positive toolholder range

IP = Torx Plus



SVMB

Novex® Capto

@ dm f |1 dm2 min
TOOI Designation —’ mm mm mm mm Type
K =95° C5-SVMB L-00115-16 16 50 115 110
VB..1604 ..
C6-SVMB L-00130-16 16 63 130 110 VC . 1604
é C6-SVMB L-33120-16 16 63 33 120 110
Vo T
0
/
= =) ‘
dmZmin |
- 1
'
0 ﬂ‘Lf
Measured with master insert VB . . 160408.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
. FS 2060
Screw for insert (Torx 15 IP)
Tightening torque 3.9Nm
Shim AP 316-VB1608
Screw for shim FS 2068 (SW 3.5)
Torx ke FS 1465
i — Y (Torx 15 IP / SW 3.5)
IP = Torx Plus
Accessories

Shim forR>1.2

AP 330-VB1612

External application — Positive toolholder range

(0] ks

— 26 — 80

69



Product range overview for Walter Turn
Toolholders for internal application

Lever-type clamping system

Screw clamping system

Negative basic shape

Walter
Turn

Walter Turn

Positive basic shape

(Pages 120-121)

(Pages 128-129)

95° N PCLN R/L 95° N SCLCR/L 93° SVUB R/L
X (Pages 112-113) X (Pages 122-123) - Page 71
95w — . — - > )
@ia ! PVUB R/L*
/ /L
(Page 130)
U= U [~
IMIIl IMIII
93° ‘ PDUN R/L 93° </<\< SDUC R/L 107°30’ s SVQB R/L
@
(Pages 114-115) (Pages 124-125) h Pages 72-73
__ 93 4= —
o —~ |
<2 ;3% PVQB R/L*
- (Pages 130-131)
V= V== ” VI
g g = A B
75° PSKN R/L 107°30’ ‘@ SDQCR/L 95° SWLCR/L
D (Pages 116-117) (Page 126) (Pages 132-133)
___ 75 = — .
P W
ot A PTFN R/L 75° D SSKCR/L For additional boring bars upwards of 2 mm
(Pages 118-119) (Page 127) dia. in steel or solid carbide, see page 336
of the general catalogue.
et = — S
s
95° PWLN R/L 91° A STFCR/L

* with lever-type clamping system

70 Internal application — ISO and Novex® Capto toolholders




A-SVUB
A-SVUB-R

Walter Turn
TOOI Designation ar:]rl: igrz mfm mhm n:1m Ag Type
k=93 A 16 R—SVUBR/L 11 11 22 16 13 15 200 -7°
:"% @ A20S - SVUBR/L 11 11 27 20 15 18 250 -5° 33::113222
A25T - SVUBR/L 11 11 33 25 18 23 300 —4°
A32T-SVUBR/L 16 16 40 32 22 30 300 6 | vs. 1604,
A40T-SVUBR/L 16 16 50 40 27 37 300 —4° | VC..1604..
A16R-SVUBR/L 11-R 11 22 16 13 200 -7 | vB..1103..
A20S- SVUB R/L 11-R 1 27 20 15 250 _go | VC..M03..

Measured with master insert VB .. 110304 / VB . . 160408
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

<11~

16~

Screw for insert

Tightening torque

FS 2061 (Torx 7 IP)

0.9Nm

FS 2060 (Torx 15 IP)

3.0Nm

Shim

AP 316-VB1608

Screw for shim

FS 2068 (SW 3.5)

Torx key

FS 1490 (Torx 7 IP)

FS 1465
(Torx 15 1P/ SW 3,5)

IP = Torx Plus

Accessories

dg7 =16 mm

dg7 =20 mm

<

&

Coolant adapter

K600.16.40.137

K600.20.40.137

Shim forR>1.2

AP330-VB1612

Internal application — Positive toolholder range

iz
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S

_ 107°8Q TN
L ]

'
<35°

A-SvQB

A-SVQB-R

Walter Turn
amin dg7 f h 4
Designation mm mm mm mm mm Ag Type
A16 R-SVQBR/L 11 1" 22 16 13 15 200 =7°
VB..1103..
A20S-SVQBR/L 11 1 27 20 15 18 250 -5° Ve .. 1103
A25T-SVQBR/L 11 1" 33 25 18 23 300 —4°
A32T-SVQBR/L 16 16 40 32 22 30 300 -7° VB .. 1604 . .
A40T-SVQBR/L 16 16 50 40 27 37 300 -5° VC..1604 ..
K« =107°30' A 16 R-SVQB R/L 11-R 1 22 16 13 200 =7° VB..1103..
=H 1 27 20 15 250 —5o | VC..M03..

o

@ A 20 S- SVQB R/L 11-R

Measured with master insert VB .. 110304 / VB . . 160408
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

9

Screw for insert

Tightening torque

FS 2061 (Torx 7 IP)

0.9 Nm

FS 2060 (Torx 15 IP)

3.0 Nm

Shim

AP 316-VB1608

Screw for shim

FS 2068 (SW 3.5)

FS 1465

D Torx key FS 1490 (Torx 7 IP) (Torx 15 IP / SW 3.5)
IP = Torx Plus
. ©
Accessories dg7 =16 mm dg7 =20 mm
EHHE[EHZH Coolant adapter K600.16.40.137 K600.20.40.137

/57

¢

Shim forR>1.2

AP330-VB1612

b4

— 80

0]

-2

o]

Internal application — Positive toolholder range




SVQB

Novex® Capto

amin d dn f 4 I3

Designation — mm mm mm mm mm mm Ag Type
C3-SVQBR/L-13070-11 | 1 22 16 32 13 70 53.4 -7

C3-SVQB R/L-15080-11 | 11 27 20 32 15 80 64.9 -5°

C4-SVQB R/L-13070-11 1 25 20 40 13 70 479 | -55 xg - Egg y
C4-SVQB R/L-15080-11 | 11 27 20 40 15 80 57.9 -5°

C5-SVQB R/L-15080-11 | 11 27 20 50 15 80 56.5 -5°

C3-SVQB R/L-18090-16 | 16 33 25 32 18 90 75 -6’

C3-SVQB R/L-22096-16 | 16 40 32 32 22 96 82 -8

C4-SVQB R/L-18090-16 | 16 33 25 40 18 90 69 -6’

C4-SVQB R/L-22110-16 | 16 40 32 40 22 110 89 -8

C4-SVQB R/L-27080-16 | 16 50 40 40 27 80 60 -8

C4-SVQB R/L-27120-16 | 16 50 40 40 27 120 100 -8

C5-SVQB R/L-18090-16 | 16 33 25 50 18 90 67 -6 | vB..1604..
C5-SVQB R/L-22110-16 | 16 | 40 32 50 22 110 88 —g | VC..1604..
C5-SVQB R/L-27140-16 | 16 50 40 50 27 140 119 -8

C5-SVQB R/L-35100-16 | 16 63 50 50 35 100 81 -7

C5-SVQB R/L-35150-16 | 16 63 50 50 35 150 131 =7

C6-SVQB R/L-22120-16 | 16 40 32 63 22 120 94 -8

C6-SVQB R/L-27145-16 | 16 50 40 63 27 145 120 -8

C6-SVQB R/L-35175-16 | 16 63 50 63 35 175 152 -8

Measured with master insert VB . . 110304 / VB . . 160408.
Bodies and assembly parts are included in the scope of delivery.

Assembly parts - for a3
. FS 2061 FS 2063 FS 2060
BE= Screw for insert (Torx 7 IP) (Torx 15 IP) (Torx 15 IP)
Tightening torque 0.9Nm 3.0Nm 3.0Nm
him AP 316-VB1
© S 316-VB1608
Screw for shim FS 2068 (SW 3.5)
Torx ke FS 1490 FS 1465 FS 1465
D: Y (Torx 7 IP) (Torx 151P/SW 3.5) | (Torx 151P/SW 3.5)

IP = Torx Plus

Accessories

ShimforR>1.2

AP330-VB1612

Internal application — Positive toolholder range

iz

— 26

— 80

73



Product range overview for Walter Cut grooving tools

The pages indicated in brackets refer to the general catalogue.

Application

Grooving inserts

Groove
depth
Tmax
[mm]

Groove
width

[mm]

0°right

Grooving
Longitudinal turning
Parting off

Circlip grooves

GX grooving
inserts

21

0.6-8.0

NCAE /
NCBE /
NCCE

Modular tool
(Page 142)

‘ (Page 144)

21

3.0-6.0

One-piece
tools
G1011

NEVY

Modular tool
Page 77

Grooving
Parting off

FX grooving
inserts

—
W

y

LX grooving
inserts

L

GX grooving
inserts

45

2.2-8.0

NCDE

Modular tool
(Page 150)

‘ (Page 152)

25

2.2-41

One-piece
tools
XLCE

Modular tool
(Page 192)

16

2.0-3.0

One-piece
tools

XLDE /
XLDE ... -C

Modular tool
Page 76

74

Holders for grooving and parting off



Radial grooving

0° left

90° right

90° left

NCAE /
NCBE /
NCCE

Modular tool
(Page 142)

‘ (Page 144)

NCLE /
NCNE

Modular tool
(Page 154)

‘ (Page 156)

NCLE /
NCNE

Modular tool 3
(Page 154) (Page 156)

G1011

NEW

Modular tool
Page 77

NCDE

Modular tool
(Page 150)

‘ (Page 152)

NCME

Modular tool
(Page 162)

(NO!

C/

A

(Page 164)

NCME

Modular tool »
(Page 162) (Page 164)

XLCE

Modular tool
(Page 192)

XLDE /
XLDE ... -C

Modular tool
Page 76

Holders for grooving and parting off

75



Walter Cut

one-piece modular tool

for grooving and parting off
with GX cutting inserts

XLDE

Radial grooving 0°

External application

s Dmax  h=hy b Modular tool | f Iy sy, Py
TOOI mm mm mm mm Designation mm mm mm mm Type
k 20 10 10 | XLDE R/L 1010 K-GX16-1 125|192 | 19 | 1.6
%\ 24 12 12 | XLDE R/L 1212 K-GX16-1 125 | 11.2| 19 | 1.6
2.0-2.5 GX 16-1E2 ..
. ol 32 16 16 | XLDE R/L 1616 K-GX16-1 125 | 152 | 24 | 1.6
] 1 1 32 20 20 | XLDE R/L 2020 K-GX16-1 125 | 19.2| 24 | 1.6
24 12 12 | XLDE R/L 1212 K-GX16-2 125 | 10.8| 19 | 2.4
3.0 32 16 16 | XLDE R/L 1616 K-GX16-2 125 | 14.8 | 24 | 2.4 |GX16-2E3..
32 20 20 | XLDE R/L 2020 K-GX16-2 125 | 18.8| 24 | 2.4
Contra version 20 10 10 XLDE R/L 1010 K-GX16-1C 125 | 9.2 19 1.6
L‘;rrg;%‘);’}’f‘g::rdthe / 2.0-2.5| 24 12 12 | XLDER/L1212K-GX16-1C | 125 | 11.2| 19 | 1.6 |Gx16-1E2..
sub-spindle ﬁ 32 16 16 | XLDER/L 1616 K-GX16-1C | 125 | 15.2| 24 | 1.6
/
24 12 12 | XLDER/L1212K-GX16-2C | 125 | 10.8 | 19 | 2.4
~h~>] ~b> 3.0 GX 16-2E3 ..
— 32 16 16 | XLDER/L 1616 K-GX16-2C | 125 | 14.8 | 24 | 2.4
1 o
|1 e
| !/ 1
—> <7S
Dmax \\// |
<T1> < f->

Order example:
Right modular tool: XLDE R 1010 K-GX16-1
Left modular tool: XLDE L 1010 K-GX16-1

= New in product range 2008

Assembly parts

Screw

==
Tightening torque

FS 2060 (Torx 15 IP)

3.0 Nm

Screwdriver

=

FS 1485 (Torx 15 IP / SW 3.5)

i

— 86
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Holders for grooving and parting off

IP = Torx Plus



Walter

Cut

one-piece modular tool for

‘G101

Radial grooving 0°

grooving, parting off and groove-turning External
with GX cutting inserts application
s Tmax  h=hy b Modular tool | f 4 s, VN
TOOI mm mm mm mm Designation mm mm mm mm Type
i 20 20 | G1011.2020 R/L-3T12GX24 145 [ 18.8| 35 | 2.4
BE 25 25 | G1011.2525 R/L-3T12GX24 145 [23.8| 35 | 2.4
( 3 GX 24-2E3 . .
| ) 20 20 | G1011.2020 R/L-3T21GX24 150 | 18.8 | 40 | 2.4
Sl 1
s 25 25 | G1011.2525 R/L-3T21GX24 150 | 23.8| 40 | 2.4
h— b ) 20 20 | G1011.2020 R/L-4T12GX24 145 | 18.3| 35 | 3.4
1
25 25 | G1011.2525 R/L-4T12GX24 145 | 23.3| 35 | 3.4
4 GX 24-3E4 . .
) 20 20 | G1011.2020 R/L-4T21GX24 150 | 18.3| 40 | 3.4
1
25 25 | G1011.2525 R/L-4T21GX24 150 | 23.3| 40 | 3.4
) 20 20 | G1011.2020 R/L-5T12GX24 145 [17.9| 35 | 4.2
1
! 25 25 | G1011.2525 R/L-5T12GX24 145 (229 35 | 4.2
5 GX 24-3E5 . .
. 20 20 | G1011.2020 R/L-5T21GX24 150 [ 17.9 | 40 | 4.2
25 25 | G1011.2525 R/L-5T21GX24 150 [22.9| 40 | 4.2
|T1 Toax | \N© i 20 20 | G1011.2020 R/L-6T12GX24 145 [17.4| 35 | 5.2
l ' 25 25 | G1011.2525 R/L-6T12GX24 145 [22.4| 35 | 5.2
hy s 6 GX 24-4E6 . .
> o 20 20 | G1011.2020 R/L-6T21GX24 150 [ 17.4| 40 | 5.2
25 25 | G1011.2525 R/L-6T21GX24 150 [22.4| 40 | 5.2

Order example:

Right modular tool: G1011.2020 R-3T12GX24
Left modular tool: G1011.2020 L-3T12GX24

Assembly parts

Screw

Tightening torque

FS 2118 (Torx 20 IP)

4.0 Nm

=

Screwdriver

FS 1464 (Torx 20 IP)

Holders for grooving and parting off

IP = Torx Plus

iz
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Cutting data for turning inserts

with negative basic shape — coated carbide grades

Classification of the main material groups

Cutting speed v¢ [m/min]

m
and code letters T |u
@ >
1%}
o g WPP 01 WPP 05 WPP 10
o
s |2
© - c
24 = Z f[mm] f[mm] f[mm]
QL S c e
© O £
S 5 | Workpiece material o = 01 | 02| 03] 01 | 04 | 06 |01 | 04| 06
Approx. 0.15% C annealed 125 1 620 | 590 | 560 | 610 | 470 | 350 | 590 | 450 | 340
Approx. 0.45% C annealed 190 2 530 | 500 | 480 | 520 | 380 | 300 | 500 | 360 | 290
Unalloyed steel’ Approx. 0.45% C tempered 250 3 380 | 360 | 340 | 380 | 290 | 240 | 360 | 280 | 230
Approx. 0.75% C annealed 270 4 420 400 380 420 330 290 400 320 280
Approx. 0.75% C tempered 300 5 320 300 290 310 240 220 300 230 210
annealed 180 6 460 440 420 460 330 290 440 320 280
P 1 tempered 275 7 360 340 320 360 260 240 340 250 230
Low-alloy steel
tempered 300 8 320 | 300 | 290 | 310 | 240 | 200 | 300 | 230 | 190
tempered 350 9 290 | 280 | 270 | 290 | 200 | 180 | 280 | 190 | 170
High-alloyed steel and annealed 200 10 480 | 460 | 440 | 480 | 220 | 220 | 460 | 320 | 210
high-alloyed tool steel’ hardened and tempered 325 | 11 | 240 | 230 | 220 | 240 | 130 | 100 | 230 | 130 | 100
. 1 annealed ferritic/martensitic 200 12 380 | 360 | 340 | 380 | 300 | 260 | 360 | 290 | 250
Stainless steel
martensitic, quenched and tempered | 240 13 280 270 260 280 200 160 270 190 150
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15 550 | 490 | 440 550 | 320 | 230
Grey cast iron
pearlitic (martensitic) 260 16 300 | 270 | 250 300 | 210 140
K Cast iron with spheroidal ferritic 160 17 320 | 290 | 260 320 | 230 170
graphite pearlitic 250 | 18 | 230 | 210 | 190 230 | 170 | 140
) ferritic 130 19 370 | 330 | 300 370 | 310 | 250
Malleable cast iron
pearlitic 230 20 270 240 220 270 170 120
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened 90 | 24
> 12% Si, not precipitation 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
: 100 | 28
electrolytic copper
Curable plastics,
. : ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3
hardened 280 32
Heat-resistant alloys Ni or annealed 250 33
S Co based hardened 350 | 34
cast 320 § 35
Pure titanium 400° | 36
Titanium alloys +
W Alpha + Beta alloys, 10503 37
hardened
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"and cast steel

78

2 and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

Technical information — Turning

4 HRC: Rockwell C hardness




— Tiger-tec®

Turning

Cutting speed v¢ [m/min]

WPP 20 WPP 30 WAM 10 WAM 20 WSM 20 WSM 30 | WAK 10NEW WAK 20 WAK 30
f[mm] f[mm] f[mm] f[mm] f[mm] f[mm] f[mm] f[mm] f[mm]
01|04 06|01 |04]|06)01]|03]|05]01|03]|]05]01]|03]|]05]01]|03]|05]01|04]|06]01([04]|06]|01]|04]06
500 | 370 | 300 | 430 | 290 | 240 620 | 470 | 360 | 340 | 230 | 190
420 | 300 | 230 | 360 | 240 | 190 530 | 380 | 310 | 290 | 190 | 150
300 | 230 | 180 | 240 | 190 | 140 380 | 290 | 240 | 190 | 150 | 110
320 | 270 | 220 | 260 | 210 | 170 420 | 340 | 290 | 210 | 170 | 140
250 | 180 | 160 | 200 | 140 | 110 320 | 240 | 220 | 160 | 110 | 90
370 | 270 | 220 | 300 | 210 | 190 460 | 340 | 290 | 240 | 170 | 150
280 | 210 | 180 | 220 | 160 | 120 360 | 260 | 240 | 180 | 130 | 100
250 | 180 | 140 | 190 | 140 | 110 320 | 240 | 200 | 150 | 110 | 90
210 | 160 | 120 | 170 | 110 | 100 290 | 200 | 180 | 140 | 90 | 80
380 | 270 | 160 | 300 | 210 | 120 480 | 340 | 220 | 240 | 170 | 100
170 | 110 | 80 | 110 | 80 60 240 | 140 | 100 | 90 60 50
300 | 240 | 190 | 230 | 190 | 150 | 300 | 240 | 190 | 280 | 240 | 200 | 250 | 220 | 180 | 230 | 200 | 160 380 | 310 | 260 | 180 | 150 | 120
210 | 140 | 110 | 160 | 110 | 100 | 210 | 140 | 110 | 190 | 150 | 130 | 190 | 150 | 130 | 150 | 130 | 110 280 | 200 | 160 | 130 | 90 80

310 | 220 | 130 | 260 | 170 | 110 | 240 | 170 | 110 | 220 | 140 | 90
490 | 250 | 180 650 | 430 | 320 | 550 | 320 | 230 | 490 | 250 | 180
230 | 170 | 110 420 | 280 | 200 | 300 | 210 | 140 | 230 | 170 | 110
250 | 180 | 130 440 | 320 | 250 | 320 | 230 | 170 | 250 | 180 | 130
180 | 130 | 110 320 | 250 | 200 | 230 | 170 | 140 | 180 | 130 | 110
290 | 260 | 190 500 | 390 | 350 | 370 | 310 | 250 | 290 | 260 | 190
210 | 130 | 100 360 | 250 | 170 | 270 | 170 | 120 | 210 | 130 | 100
100 | 60 100 | 60 9 | 50
80 | 50 80 | 50 70 | 40
80 | 50 80 | 50 70 | 30
80 | 40 80 | 40 60 | 30
60 | 30 60 | 30 50 | 20
70 | 40 70 | 40
45
35
55
45

Technical information — Turning
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Cutting data for turning inserts

with positive basic shape — coated carbide grades

Classification of the main material groups

Cutting speed v¢ [m/min]

m
and code letters T |u
@ >
1%}
o % WPP 01 WPP 10 WPP 20
o
s |2
© - c
24 = Z f[mm] f[mm] f[mm]
QL S c e
© O £
= o | Workpiece material as] = 0.1 0.2 0.3 0.1 0.2 0.4 0.1 0.2 0.4
Approx. 0.15% C annealed 125 1 560 | 530 | 500 | 530 | 480 | 410 | 450 | 410 | 330
Approx. 0.45% C annealed 190 2 480 | 450 | 430 | 450 410 320 | 380 | 340 | 270
Unalloyed steel’ Approx. 0.45% C tempered 250 3 340 | 320 | 310 | 320 | 290 | 250 | 270 | 240 | 210
Approx. 0.75% C annealed 270 4 380 360 340 360 320 290 290 270 240
Approx. 0.75% C tempered 300 5 290 270 260 270 240 210 230 210 160
annealed 180 6 410 400 380 400 360 290 330 300 240
P 1 tempered 275 7 320 310 290 310 280 230 250 230 190
Low-alloy steel
tempered 300 8 290 270 | 260 | 270 240 210 230 210 160
tempered 350 9 260 | 250 | 240 | 250 | 230 | 170 | 190 | 170 | 150
High-alloyed steel and annealed 200 10 430 | 410 | 400 | 420 | 380 | 290 | 340 | 310 | 240
high-alloyed tool steel’ hardened and tempered 325 | 11 | 220 | 210 | 200 | 210 | 190 | 120 | 150 | 130 | 100
. 1 annealed ferritic/martensitic 200 12 340 | 320 | 310 | 320 | 290 | 260 | 270 | 240 | 220
Stainless steel
martensitic. quenched and tempered | 240 13 250 | 240 | 230 | 240 | 220 170 190 170 130
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15 500 | 440 | 400 | 500 | 450 | 290 | 450 | 470 | 230
Grey cast iron
pearlitic (martensitic) 260 16 270 | 240 | 230 | 270 | 240 190 | 210 180 | 150
K Cast iron with spheroidal ferritic 160 17 290 | 260 | 230 | 290 | 260 | 210 | 230 | 200 | 160
graphite pearlitic 250 18 210 190 170 210 190 160 160 150 120
. ferritic 130 19 330 300 270 330 300 280 250 230 240
Malleable cast iron
pearlitic 230 20 240 220 200 240 220 150 190 170 110
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, ardened 90 | 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
: 100 | 28
electrolytic copper
Curable plastics,
. : . 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3
hardened 280 32
Heat-resistant alloys Ni or annealed 250 33
S Co based hardened 350 | 34
cast 320 | 35
Pure titanium 400° | 36
Titanium alloys +
W Alpha + Beta alloys, 10503 37
hardened
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"and cast steel

80

2 and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.
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— Tiger-tec® Turning

Cutting speed v¢ [m/min]

WPP 30 WAM 20 WSM 20 WSM 30 WAK 10 WAK 20 WAK 30 WXN 10

f[mm] f[mm] f[mm] f[mm] f[mm] f[mm] f[mm] f[mm]

0.1 0.2 0.4 0.1 0.2 0.4 0.1 0.2 0.4 0.1 0.2 0.4 0.1 0.2 0.4 0.1 0.2 0.4 0.1 0.2 0.4 | 015 | 0.3 0.5

430 | 390 | 290 560 | 500 | 420 | 430 | 390 | 290
360 | 320 | 240 480 | 430 | 340 | 360 | 320 | 240
240 | 220 | 190 340 | 300 | 260 | 240 | 220 | 190
260 | 240 | 210 380 | 340 | 300 | 260 | 240 | 210
200 | 180 | 140 290 | 260 | 220 | 200 | 180 | 140
300 | 270 | 210 410 | 370 | 310 | 300 | 270 | 210
220 | 200 | 160 320 | 290 | 230 | 220 | 200 | 160
190 | 170 | 140 290 | 260 | 220 | 190 | 170 | 140
170 | 150 | 110 260 | 230 | 180 | 170 | 150 | 110
300 | 270 | 210 430 | 390 | 300 | 300 | 270 | 210
110 | 100 80 220 | 200 | 130 | 110 | 100 80
230 | 210 | 190 | 250 | 240 | 200 | 230 | 220 | 180 | 210 | 200 | 160 340 | 300 | 280 | 230 | 210 | 190
160 | 140 | 110 | 170 | 150 | 130 | 170 | 150 | 130 | 140 | 130 | 110 250 | 220 | 180 | 160 | 140 | 110
240 | 170 | 110 | 220 | 170 | 110 | 200 | 140 90 220 | 200

560 | 500 | 370 | 500 | 450 | 290 | 450 | 470 | 230

350 | 320 | 240 | 270 | 240 | 190 | 210 | 180 | 150
370 | 330 | 270 | 290 | 260 | 210 | 230 | 200 | 160

270 | 240 | 210 | 210 | 190 | 160 | 160 | 150 | 120
430 | 390 | 330 | 330 | 300 | 280 | 250 | 230 | 240

310 | 280 | 210 | 240 | 220 | 150 | 190 | 170 | 110

2900 | 2200 | 1600
900 | 720 | 360
960 | 540 | 360
600 | 360 | 240

720 | 480 | 320
480 | 360 | 300

340 | 240 | 160

360 | 240
540 | 360
90 60 90 60 80 50 110 90
70 50 70 50 60 40 80 70
70 50 70 50 60 30 60 50
70 40 70 40 50 30 60 25
50 30 50 30 40 20 50 25

220 | 200 | 160

60 40 60 40 100 [ 70 60
40 35
30 25
50 45
40 35
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Cutting data for turning inserts

with negative and positive basic shape
for uncoated carbide grades, SizN4 and CBN

Classification of the main material groups o |, HW
and code letters @ 2 Positive basic shape
2 = Cutting speed v¢ [m/min]
= o
5 2| £ WK 1
3 s 2 :_:é f [mm]
< % Workpiece material o > 045 0.3 05
Approx. 0.15% C annealed 125 1
Approx. 0.45% C annealed 190 2
Unalloyed steel’ Approx. 0.45% C tempered 250 3
Approx. 0.75% C annealed 270 4
Approx. 0.75% C tempered 300 5
annealed 180 6
P 1 tempered 275 7
Low-alloy steel
tempered 300 8
tempered 350 9
High-alloyed steel and annealed 200 § 10
high-alloyed tool steel’ hardened and tempered 325 | 11
. 1 annealed ferritic/martensitic 200 12
Stainless steel
martensitic. quenched and tempered | 240 13
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15
Grey castiron
pearlitic (martensitic) 260 16
K Cast iron with spheroidal ferritic 160 | 17
graphite pearlitic 250 | 18
. ferritic 130 19
Malleable cast iron
pearlitic 230 20
. cannot be hardened 60 21 2400 1800 1300
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22 750 600 300
<12% Si, not precipitation hardenable 75 23 800 450 300
Cast aluminium alloys <12% Si, precipitation hardenable, hardened 90 24 500 300 200
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 10 26 600 400 270
Copper and copper alloys Brass, red brass 90 27 400 300 250
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28 280 200 130
Curable plastics,
Non-metallic materials fibre-reinforced plastics 29 300 200
Hard rubber 30 450 300
Fe based annealed 200 31
hardened 280 | 32
Heat-resistant alloys Nior annealed 250 33
s Co based hardened 350 34
cast 320 35
Pure titanium 400° | 36
Titanium alloys Alpha + Beta alloys, 3
hardened 1050 37
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

" and cast steel
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2 and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue, page 798 onwards.
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Turning

CBN CN (Si3zNy)
Negative + positive basic shape Negative basic shape
vc [m/min] vc [m/min]
ap=0.1-0.4 mm ap =0.2-0.5mm uncoated
WCB 30 WCB 50 WSN 10
f [mm] f [mm] f[mm]
0.05 0.1 0.15 0.05 0.1 0.15 0.2 0.3 0.4 0.2 0.4 0.6
1500 1000 500 850 600 500
500 400 300 650 500 400
550 450 350
1300 800 500 550 450 350
1500 1300 1000 750 600 500
1300 1100 800 650 500 400
175 140
175 140
175 130
250 220 180 180 150 100
200 180 150 150 120 80
130 100 80 50 40
180 150 110 40 30

Technical information — Turning
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Application ranges for turning inserts

Negative basic shape

Positive basic shape

o Cutting data o Cutting data
— NRF ISO designation —-PF2 ISO designation
ap [mm] f [mm] ap [mm] f [mm]
CNMM120408-NRF 0.8-7.0 0.30- 0.50 CCGT 060201 — PF 2 0.12-1.50 | 0.02-0.06
® CNMM120412-NRF 1.2-70 0.35-0.70 ® CCGT 060202 — PF 2 0.15-2.00 | 0.05-0.12
o CNMM120416-NRF 1.6-7.0 0.40-0.80 o— CCGT 060204 — PF 2 0.20 - 2.50 | 0.08 - 0.25
CNMM160612-NRF 1.2-9.0 0.35-0.70 CCGT 09T301 — PF 2 0.12-1.50 | 0.02-0.06
CNMM160616-NRF 1.6-9.0 0.40-0.90 CCGT 09T302 - PF 2 0.15-2.00 | 0.05-0.12
CNMM160624-NRF 24-9.0 0.45-1.00 CCGT 09T304 — PF 2 0.20 - 2.50 | 0.08 - 0.25
CNMM190612-NRF 1.2-10.0 | 0.35-0.70 CCGT 09T308 — PF 2 0.25-3.00 | 0.10-10.30
CNMM190616-NRF 1.6-10.0 | 0.40-0.90 @ 18° DCGT 070201 — PF 2 0.12-1.50 | 0.02-0.06
@ o0 O’i CNMM190624-NRF 2.4-10.0 | 0.45-1.10 DCGT 070202 — PF 2 0.15-2.00 | 0.05-0.12
~ CNMM250924-NRF 2.4-12.0 | 0.45-1.20 /// DCGT 070204 — PF 2 0.20 —2.00 | 0.08 - 0.25
DNMM150608-NRF 0.8-5.0 0.25-0.45 DCGT 117301 — PF 2 0.12-1.50 | 0.02-0.06
DNMM150612-NRF 1.2-5.0 0.30-0.50 ® DCGT 117302 — PF 2 0.15-2.00 | 0.05-0.12
DNMM150616-NRF 1.6-5.0 0.35-0.60 18° DCGT 117304 — PF 2 0.20 - 2.00 | 0.08 - 0.25
SNMM120408-NRF 0.8-7.0 0.30-0.50 DCGT 11T308 — PF 2 0.25-3.00 | 0.10-10.30
SNMM120412-NRF 1.2-70 0.35-0.70 /A RCGT 0602M0 — PF 2 0.20 - 2.00 | 0.06-0.25
SNMM120416-NRF 1.6-7.0 0.40-0.90 RCGT 0803M0 — PF 2 0.25-3.00 | 0.08 -0.30
SNMM150612-NRF 1.2-9.0 0.35-0.75 RCGT 10T3M0 - PF 2 0.30 - 4.00 | 0.10-0.40
SNMM150616-NRF 1.6-9.0 0.40-0.90 RCGT 1204M0 — PF 2 0.40-4.50 | 0.12-0.45
SNMM150624-NRF 2.0-9.0 0.45-1.10 TCGT 090201 — PF 2 0.12-1.50 | 0.02-0.06
SNMM190612-NRF 1.2-10.0 | 0.35-0.75 TCGT 090202 - PF 2 0.15-2.00 | 0.05-0.12
SNMM190616-NRF 1.6-10.0 | 0.40-1.00 TCGT 090204 — PF 2 0.20 -2.00 | 0.08-0.25
SNMM190624-NRF 2.0-10.0 | 0.45-1.20 TCGT 110201 - PF 2 0.12-1.50 | 0.02-0.06
SNMM250716-NRF 1.6-12.0 | 0.45-1.00 TCGT 110202 — PF 2 0.15-2.00 | 0.05-0.12
SNMM250724-NRF 25-12.0 | 0.55-1.20 TCGT 110204 — PF 2 0.20 - 2.50 | 0.08 - 0.25
SNMM250916-NRF 1.6-12.0 | 0.45-1.00 TCGT 16T301 — PF 2 0.12-1.50 | 0.02-0.06
SNMM250924-NRF 25-12.0 | 0.55-1.20 TCGT 16T302 — PF 2 0.15-2.00 | 0.05-0.12
TNMM160408-NRF 0.8-6.0 0.30-0.45 TCGT 16T304 — PF 2 0.20 - 2.50 | 0.08 - 0.25
TNMM160412-NRF 1.2-6.0 0.35-0.50 TCGT 16T308 — PF 2 0.25-3.00 | 0.10-10.30
TNMM220408-NRF 0.8-7.0 0.30 - 0.50 VCGT 110301 — PF 2 0.12-1.50 | 0.02-0.06
TNMM220412-NRF 1.2-70 0.35-0.60 VCGT 110302 — PF 2 0.15-2.00 | 0.05-0.12
TNMM220416-NRF 1.6-7.0 0.40-0.80 VCGT 110304 — PF 2 0.20 —2.00 | 0.08 - 0.25
TNMM270612-NRF 1.2-8.0 0.35-0.65 VCGT 160402 — PF 2 0.15-2.00 | 0.05-0.12
TNMM270616-NRF 1.6-8.0 0.40-0.85 VCGT 160404 — PF 2 0.20 —2.00 | 0.08 - 0.25
WNMM100612-NRF 1.2-70 0.35-0.60 VCGT 160408 — PF 2 0.25-3.00 | 0.10-10.30
WNMM100616-NRF 1.6-7.0 0.40-0.80 WCGT 030201 — PF 2 0.12-1.50 | 0.02-0.06
Note: cross section shows CNMM 120408 . . WCGT 030202 - PF 2 015-2.00 | 0.05-012
WCGT 030204 — PF 2 0.20 —2.00 | 0.08 -0.25
WCGT 040201 — PF 2 0.12-1.50 | 0.02-0.06
WCGT 040202 — PF 2 0.15-2.00 | 0.05-0.12
WCGT 040204 — PF 2 0.20 -2.50 | 0.08 -0.25
WCGT 06T301 — PF 2 0.12-1.50 | 0.02-0.06
WCGT 067302 — PF 2 0.15-2.00 | 0.05-0.12
WCGT 067304 — PF 2 0.20 - 2.50 | 0.08 - 0.25
WCGT 067308 — PF 2 0.25-3.00 | 0.10-10.30
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Feed travel figures for grooving inserts

Feed rate values for FX and LX grooving inserts

Geometry Gm‘[’r‘;em"]"idth Feed travel f [mm]
P M K N S
% CEG6 2.2 0.05-0.15 0.05-0.15 0.05-0.15 0.05-0.15
341 0.05-0.25 0.05-0.20 0.05-0.25 0.05-0.20
% 4.1 0.08-0.25 0.08-0.20 0.08-0.20 0.08-0.20
CE4 2.2 0.05-0.15 0.05-0.15 0.05-0.10 0.05-0.15
3.1-441 0.10-0.30 0.10-0.20 0.05-0.25 0.10-0.20
51-6.5 0.10-0.35 0.10-0.30 0.08-0.30 0.10-0.30
8.2-9.7 0.15-0.40 0.15-0.30 0.10-0.35 0.15-0.30
CDh3 3.1 0.10-0.30 0.10-0.30 0.10-0.30 0.10-0.30
4.1 0.15-0.35 0.15-0.35 0.15-0.35 0.15-0.35
CKS8 2.2 0.05-0.10
@ 3.1 0.05-0.15
4.1 0.05-0.20
M UE 4~ 8.0 0.20-0.50 0.20-0.50
RD 3* 8.0 0.15-0.50 0.15-0.50

Feed rate values for GX grooving inserts

* also suitable for longitudinal turning.

Groove APmax Feed travel f [mm

Geometry width [mm] [mm] [ ]

Circlip P M K

grooves
0.6-1.7 0.02-0.08 0.02-0.08 0.02-0.08

& 1.9-3.25 0.03-0.10 0.03-0.10 0.03-0.10
4.25-5.25 0.05-0.25 0.05-0.25 0.05-0.25

O-ring 16-2.4 0.05-0.15 0.05-0.15 0.05-0.15

grooves

GX 09/ @

GX 16 f 3.0-4.0 0.10-0.35 0.10-0.35 0.10-0.35
5.0-6.0 0.15-0.40 0.15-0.40 0.15-0.40
3.0-4.0 25 0.15-0.50 0.15-0.50 0.15-0.50

aPmax f @
% 5.0-6.0 4.0 0.20-0.60 0.20-0.60 0.20-0.60

Technical information — Grooving
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Cutting data for Walter CUT:
FX, LX and GX grooving inserts

Classification of the main material groups - HC
T 0
and code letters @ § Cutting speed v [m/min]
@ o
5 = WPP 23
®© (=
K] o IS
59 21 s
< £ | Workpiece material @ >
Approx. 0.15% C annealed 125 1 180 200
Approx. 0.45% C annealed 190 2 180 180
Unalloyed steel’ Approx. 0.45% C tempered 250 3 160 170
Approx. 0.75% C annealed 270 4 120 150
Approx. 0.75% C tempered 300 5 110 150
annealed 180 6 140 180
P 1 tempered 275 7 120 150
Low-alloy steel
tempered 300 8 120 150
tempered 350 9 110 150
High-alloyed steel and annealed 200 10 120 130
high-alloyed tool steel’ hardened and tempered 325 1 90 110
. 1 annealed ferritic/martensitic 200 12 160
Stainless steel
martensitic. quenched and tempered | 240 13 100
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15 200 200
Grey castiron
pearlitic (martensitic) 260 16 160 160
K Cast iron with spheroidal ferritic 160 17 180 200
graphite pearlitic 250 18 140 160
) ferritic 130 19 180 180
Malleable castiron —
pearlitic 230 20 150 150
. cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 27
(bronze/brass) Bronze, lead-free copper and
. 100 28
electrolytic copper
Curable plastics,
. ) ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 31
hardened 280 32
Heat-resistant alloys Nior annealed 250 33
s Co based hardened 350 34
cast 320 35
Pure titanium 4003 36
Titanium alloys Alpha + B 1l
pha + Beta alloys, 10508 37
hardened
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"and cast steel
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2 and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.
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Grooving

HC HW
Cutting speed v¢ [m/min] ve [m/min]
WSM 33 WSP 43 WTA 33 WK 1

130 170 120 160 170 180
130 150 120 140 150 160
120 140 110 130 140 150
120 140 110 130 110 120
130 160 120 150 150 180
120 130 110 120 150 140
100 110 90 100 140 150
90 100 80 100 120 130
90 120 80 110 160 180
80 90 80 80 100 140
150 160 140 160 180
80 80 60 80 100
130 150 120 130 130 150
200 150
160 120
280 240
230 190
100 80
80 60
1000 900
700 600
600 350
400 250
600 400
400 300
300 200
50 90 50 90
40 40 40 40
30 70 30 70
30 60 30 60
20 60 20 60
40 35 30 35
Parting off Grooving/groove-turning
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Cutting data for Walter CUT:

GX grooving inserts

Classification of the main material groups - HC
T 0
and code letters 2 § Cutting speed v¢ [m/min]
§ = WAP 20 WAP 30 WXP 43
B = | E
HE 2
< £ | Workpiece material @ >
Approx. 0.15% C annealed 125 1 200 220
Approx. 0.45% C annealed 190 2 160 190 130 140 140 140
Unalloyed steel’ Approx. 0.45% C tempered 250 3 150 160 110 130 120 120
Approx. 0.75% C annealed 270 4 130 140 100 120 110 10
Approx. 0.75% C tempered 300 5 110 120 60 100 100 100
annealed 180 6 150 160 120 140 140 140
P 1 tempered 275 7 140 150 110 140 120 140
Low-alloy steel
tempered 300 8 130 140 90 130 110 130
tempered 350 9 110 120 70 90 80 90
High-alloyed steel and annealed 200 10 130 140 130 140 90 100
high-alloyed tool steel’ hardened and tempered 325 1 90 120 100 120
. 1 annealed ferritic/martensitic 200 12 150 160 150 180 160 160
Stainless steel
martensitic. quenched and tempered | 240 13 100 120 80 100 70 80
M Stainless steel' austenitic?, quench hardened 180 14 120 140
. pearlitic/ferritic 180 15 170 220
Grey castiron
pearlitic (martensitic) 260 16 130 180
K Cast iron with spheroidal ferritic 160 17 250 280
graphite pearlitic 250 18 210 250
. ferritic 130 19 90 10
Malleable castiron
pearlitic 230 20 70 90
. cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys < 12% Si, precipitation hardenable, hardened 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 27
(bronze/brass) Bronze, lead-free copper and
. 100 28
electrolytic copper
Curable plastics,
. ) ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 31
hardened 280 32
Heat-resistant alloys Nior annealed 250 33
s Co based hardened 350 34
cast 320 35
Pure titanium 4003 36
Titanium alloys Alpha + B 1l
pha + Beta alloys, 10508 37
hardened
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

" and cast steel
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2 and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.
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Tiger-tec®

Grooving

HC HW Feed travel f [mm]
Cutting speed v [m/min] Ve [m/min]
Groove 8pmax
WAM 20 WXM 33 WAK 20 WAK 30 WK 1 Geometry [ width [mm] [mm] f [mm]
GD 3 2-3.5 0.04-0.15
% 4 0.05-0.25
f - 10-0.
180 180 190 190 180 180 % 56 010-0.30
150 | 180 | 170 | 180 | 170 | 170 CF6 20 0.03-0.12
130 | 160 | 150 | 160 | 150 | 160 2.5 0.03-0.15
100 130 150 160 140 150 3.0 0.04-0.15
80 100 140 150 140 150 CE 4 25 0.05-0.15
140 160 150 160 160 160 3-4 0.10-0.30
120 140 140 150 140 190 5.6 015-0.40
110 130 130 140 130 150 UF 4 Y 0.06-0.15
80 90 110 100 130 130
4 0.08-0.25
90 100 160 180 160 160 ; 0102030
130 130 130 140 . 10-0.
160 | 180 | 160 | 170 | 170 | 180 | 170 | 180 . UF4 2-3.5 2.5 0.10-0.20
'max
9 | 10 | 70 8o | 1m0 | 130 | 90 | 10 @f 4 3.0 0.10-0.35
5-6 4.0 0.10-0.40
150 160 120 140
CE4 2.5 0.05-0.15
280 | 300 | 260 | 280 % 3-4 0.10-0.30
260 280 240 260 % 5.6 0.15-0.35
280 | 300 | 260 | 280 GD6 > 35 0.06-016
220 | 260 | 200 | 240
4 0.08-0.25
120 150 100 120
- 10-0.
110 130 70 100 56 010-0.35
900 1 1000 UD 6 2-3.5 0.08-0.20
600 | 700 4 0.10-0.25
350 | 600 5-6 0.12-0.40
250 | 400 UD 6 2-3.5 2.5 0.10-0.25
aPmax f& 4 3.0 0.10-0.30
400 | 600 % 5.6 4.0 0.10-0.30
300 | 400 CE4 25 0.05-0.15
200 | 300
3-4 0.10-0.30
% 5-6 0.15-0.40
UA 4 2-3.5 0.06-0.25
4 0.06-0.30
5-6 0.10-0.35
UA 4 2-3.5 3.0 0.06-0.25
SPrmax f& 4 3.0 0.06-0.35
% 5-6 4.0 0.06-0.40
@ RK 8 6 0.10-0.30
f
M 8 0.10-0.35
40 35
e o RK 8 6 3.0 0.10-0.60
APmax f%
50 45
8 4.0 0.10-0.80
40 35
Parting off Grooving/groove-turning
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Product range overview of indexable inserts
for drilling and reaming

Insert shape Description Page
V4 P 6001 .. 96
l' \’ for drilling
P6002.. 99
@ L for drilling 93
MNE P484 .. 93
© for drilling
P284.. 94
T for drilling 95
")) for drilling 101
c for boring 102
W for boring 103
C for precision boring 105
W for precision boring 107
P 6500 for reaming 108

]
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Drilling inserts

S
% o
Rect | "
ectangular
l Y HC = Coated carbide
LCMX € HW = Uncoated carbide
l2 Che
P M K N S
HC HC HC HW | HC [ HW | HC
ol B2 w|Q|(e|lv|y w o
Cutting I x 1y s SlalalalZlalzlalalS|alS]|s
. . ° o << 4 4 w w < x x x w =z =<
Designation edges mm mm | o b e |S|=|2|2|E|E|E|2|2|2|2|2|8
LCMX 050203 — B 57 2 4x5.2 2.38 7 0.6x20° | 90 A A A A
LCMX 067204 — B 57 2 52x6.6 | 2.78 7 0.8x20° | 90 A A A A
LCMX 050203 — D 57 2 4x5.2 2.38 7 0.6 x20° 9 JA|A|A[AA|A A|lA|A]A A
LCMX 067204 — D 57 2 52x6.6 | 2.78 7 0.8 x20° 9 JA|A|A[A[A]A A|lA|A]A A
LCMX 050203 - E 57 2 4x5.2 2.38 7 0.6 x 20° 9 | A A A A A A
LCMX 067204 — E 57 2 52x6.6 | 2.78 7 0.8x20° 9 | A A A A A A
r.
N
Ces==y
®
1
lii‘;@,“; HC = Coated carbide
P 484 y .| HW = Uncoated carbide
[ S S
P M K N S
HC HC HC HW [ HC [ HW | HC
IR R v lw|Q|(e(R|y ['r) o
Cutting I s r alelaldlolalelalalglalgl
. . N . ¥ | ¥ || X |E|lo || |X|x|o|x|x
Designation edges mm mm mm o € ||z |||z (==|==
P 4840P-2R — A 57 4 5.52 2.38 0.3 1° 90° A|lA]A A A A A
P 4840P-3R - A 57 4 6.50 2.80 0.4 1° 90 fjAa|AalA A Al A A
P 4840P-4R — A 57 4 7.80 3.36 0.5 1° 90° A|lA|A A A A A
P 4840P-5R - A 57 4 9.56 4.12 0.6 1° 90° A|lAA A A A A
P 4840P-2R - E 57 4 5.52 2.38 0.3 1° 90° A|lAA A A A A
P 4840P-3R - E 57 4 6.50 2.80 0.4 1° 90° A|lA]A A A A A
P 4840P-4R - E 57 4 7.80 3.36 0.5 11° 90 fjAa|AalA A Al A A
P 4840P-5R - E 57 4 9.56 412 0.6 1° 90° AlA|A A A| A A
P 4841C-2R — A 57 4 5.95 2.38 0.3 1° 90° A
P 4841C-3R — A 57 4 7.00 2.80 0.4 1° 90° A
P 4841C-4R - A 57 4 8.40 3.36 0.5 1° 90° A
P 4841C-5R — A 57 4 10.29 412 0.6 1° 90° A
P 4841C-2R - E 57 4 5.95 2.38 0.3 1° 90° A
P 4841C-3R - E 57 4 7.00 2.80 0.4 1° 90° A
P 4841C-4R - E 57 4 8.40 3.36 0.5 1° 90° A
P 4841C-5R - E 57 4 10.29 412 0.6 1° 90° A
= New addition to range - ®
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Size 1+2

€
/ o N
P 284 \ / HC = Coated carbide
" . DN ~ HW = Uncoated carbide
P M K N S
HC HC HC HW [ HC [ HW | HC
. 2|88 (2 (g% 28892
Cutting | S alalala|ladlalx|lala|T|la|T|a
Designation edges mm mm o oy = ; ; ; = 2 ; ; ; é g é e
P 28467 — 1 4 6.35 2.38 14 90 AlA|A A A|A|A
P 28467 - 2 4 7.80 3.18 14 90 AlA|A A A|A|A
P 28467 - 3 4 9.52 3.97 1 96 AlA|A A A|A|A
P 28467 - 4 4 1.0 3.97 1 96 A|lA|A A AlA|A
P 28467 - 5 4 12.7 4.76 1 96 A|lA|A A A|A|A
P 28467 - 6 4 15.0 4.76 1 96 AlA|A A A|A|A
P 28467 - 7 4 17.6 5.56 1 96 AlA|A A A|A|A
P 28469 - 1 4 6.35 2.38 14 90 AlA|A|A A|A|A]|A
P 28469 - 2 4 7.80 3.18 14 90 AlA]A]A A|A|A]|A
P 28469 - 3 4 9.52 3.97 1 96 AlA|A|A A|A|A]|A
P 28469 - 4 4 1.0 3.97 1 96 AlA|A|A A|A|A|A
P 28469 - 5 4 12.7 4.76 1 96 AlAJA|A A|A|A]|A
P 28469 - 6 4 15.0 4.76 1 96 AlA]A]A A|A|A]|A
P 28469 -7 4 17.6 5.56 1 96 AlA|A|A AlA|A|A
P 28475 -1 4 6.35 2.38 14 90 A A A A A
P 28475 -2 4 7.80 3.18 14 90 A A A A A
P 28475 -3 4 9.52 3.97 1 96 A A A A A
P 28475 -4 4 1.0 3.97 1 96 A A A A A
P 28475 -5 4 12.7 4.76 1 96 A A A A A
P 28475 -6 4 15.0 4.76 1 96 A A A A A
P 28475 -7 4 17.6 5.56 1 96 A A A A A
P 28477 -1 4 6.35 2.38 14 90 A|lA|A A AlA|A A
P 28477 -2 4 7.80 3.18 14 90 A|lA|A A AlA|A A
P 28477 -3 4 9.52 3.97 1 96 A|lA|A A AlA|A A
P 28477 -4 4 1.0 3.97 1 96 AlA|A A A|A|A A
P 28477 -5 4 12.7 4.76 1 96 AlA|A A A|A|A A
P 28477 -6 4 15.0 4.76 1 96 A|lA|A A AlA|A A
P 28477-17 4 17.6 5.56 1 96 A|A|A A AlA|A A
P 28479 -1 4 6.35 2.38 14 90 A A A A
P 28479 -2 4 7.80 3.18 14 90 A A A A
P 28479 -3 4 9.52 3.97 1 96 A A A A
P 28479 -4 4 1.0 3.97 1 96 A A A A
P 28479 -5 4 12.7 4.76 1 96 A A A A
P 28479 -6 4 15.0 4.76 1 96 A A A A
P 28479 -7 4 17.6 5.56 1 96 A A A A
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60° r R
TCMT 1 =0\ [ B .
d @ D2t D1 HC = Coated carbide
TCGT ] YT HW = Uncoated carbide
ot BL = CBN with low CBN content
TCMW 7H th o
| > 8 BH = CBN with high CBN content
P M K N S H
HC HC HC HC|HW| HC |BL|BH
s|2|e|8(8(8|2|k(8|2| _|B|8|8|=
d | S r D4 D, R Ja|la|ala|=|S|x|(x|x|z|- (= =|a|a
i i alajla|la|ln|wlg|f|<|X|x|w|v|[0|O
Designation mm mm mm mm mm mm mm S| (2| (=|Z||=2|=(=(=
TCMT 110208 — PF 4 6.35 1.0 2.38 0.8 3.75 2.8 1.8 JA|A A A|A A|A
TCMT 167308 — PF 4 9.525 | 16.5 3.97 0.8 6.0 4.4 1.5 JA|AA A|A A|A
TCMT 110208 — PS 5 6.35 1.0 2.38 0.8 3.75 2.8 1.8 A AlAIA|A AlA
TCMT 16T308 — PS 5 9.525 | 16.5 3.97 0.8 6.0 4.4 1.5 A A|AIA|A A|A
TCGT 16T308 — PM 2 9.525 | 16.5 3.97 0.8 6.0 4.4 1.5 AlA
TCMT 110208 — PM 5 6.35 1.0 2.38 0.8 3.75 2.8 1.8 A|AIAIAIAIAIAA AlA
TCMT 16T308 — PM 5 9.525 | 16.5 3.97 0.8 6.0 4.4 1.5 A|AIAIAIAIAIAA AlA
TCMW 110208 6.35 1.0 2.38 0.8 3.75 2.8 1.8 A|A
TCMW 16T308 9.525 | 16.5 3.97 0.8 6.0 4.4 1.5 A|A

= New addition to range

Drilling inserts
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Drill bit P 6001

for Xtra-tec’® POINT DRILL

1402

~——Dc—— ‘ HC = Coated carbide
— HW = Uncoated carbide
(D¢ 12-17.86 mm) X
P M K N|[S
HC HC HC HW | HW HC

n w0

Cutting D¢ D4 s : <

Designation edges mm mm mm g g
P 6001 —D12,00R 2 12.00 3 3.6 A
P 6001 - D12,10 R 2 12.10 3 3.6 A
P 6001 —D12,20 R 2 12.20 3 3.6 A
P 6001 —D12,30R 2 12.30 3 3.6 A
P 6001 — D12,40 R 2 12.40 3 3.6 A
P 6001 - D12,50 R 2 12.50 3 3.6 A
P 6001 —D12,60 R 2 12.60 3 3.6 A
P 6001 —D12,70 R 2 12.70 3 3.6 A
P 6001 - D12,80 R 2 12.80 3 3.6 A
P 6001 —-D12,90 R 2 12.90 3 3.6 A
P 6001 - D13,00 R 2 13.00 3 3.6 A
P 6001 —D13,11 R 2 13.11 3 3.6 A
P 6001 — D13,20 R 2 13.20 3 3.6 A
P 6001 - D13,30 R 2 13.30 3 3.6 A
P 6001 - D13,40 R 2 13.40 3 3.6 A
P 6001 —D13,50 R 2 13.50 3 3.6 A
P 6001 — D13,60 R 2 13.60 3 3.6 A
P 6001 - D13,70 R 2 13.70 3 3.6 A
P 6001 - D13,80 R 2 13.80 3 3.6 A
P 6001 —D13,89 R 2 13.89 3 3.6 A
P 6001 — D14,00 R 2 14.00 3 4.0 A
P 6001 - D14,10 R 2 14.10 3 4.0 A
P 6001 —D14,20 R 2 14.20 3 4.0 A
P 6001 —D14,30R 2 14.30 3 4.0 A
P 6001 — D14,40 R 2 14.40 3 4.0 A
P 6001 - D14,50 R 2 14.50 3 4.0 A
P 6001 — D14,60 R 2 14.60 3 4.0 A
P 6001 —D14,68 R 2 14.68 3 4.0 A
P 6001 — D14,80 R 2 14.80 3 4.0 A
P 6001 - D14,90 R 2 14.90 3 4.0 A
P 6001 —D15,00 R 2 15.00 3 4.0 A
P 6001 —D15,09 R 2 15.09 3 4.0 A
P 6001 — D15,20 R 2 15.20 3 4.0 A
P 6001 - D15,30 R 2 15.30 3 4.0 A
P 6001 —D15,40 R 2 15.40 3 4.0 A
P 6001 —D15,50 R 2 15.50 3 4.0 A
P 6001 — D15,60 R 2 15.60 3 4.0 A
P 6001 - D15,70 R 2 15.70 3 4.0 A
P 6001 —D15,80 R 2 15.80 3 4.0 A
P 6001 —D15,87 R 2 15.87 3 4.0 A
P 6001 — D16,00 R 2 16.00 4 4.5 A
P 6001 - D16,26 R 2 16.26 4 45 A
P 6001 —D16,50 R 2 16.50 4 45 A
P 6001 —D16,66 R 2 16.66 4 4.5 A
P 6001 — D17,00 R 2 17.00 4 4.5 A
P 6001 - D17,07R 2 17.07 4 45 A
P 6001 — D17,45R 2 17.45 4 45 A
P 6001 — D17,50 R 2 17.50 4 4.5 A
P 6001 — D17,70 R 2 17.70 4 45 A
P 6001 - D17,86 R 2 17.86 4 45 A
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1402

Drill bit P 6001
for Xtra-tec® POINT DRILL

_Jol—

Dc HC = Coated carbide
_ HW = Uncoated carbide
(D¢ 18-27.78 mm) @j
P M K N
HC HC HC HW

n w0

Cutting D¢ D4 s : <

Designation edges mm mm mm g g
P 6001 —D18,00 R 2 18.00 4 5.0 A
P 6001 - D18,24 R 2 18.24 4 5.0 A
P 6001 —D18,50 R 2 18.50 4 5.0 A
P 6001 —D18,65R 2 18.65 4 5.0 A
P 6001 — D19,00 R 2 19.00 4 5.0 A
P 6001 - D19,05R 2 19.05 4 5.0 A
P 6001 —D19,25R 2 19.25 4 5.0 A
P 6001 —D19,43R 2 19.43 4 5.0 A
P 6001 - D19,50 R 2 19.50 4 5.0 A
P 6001 - D19,70 R 2 19.70 4 5.0 A
P 6001 —D19,84 R 2 19.84 4 5.0 A
P 6001 — D20,00 R 2 20.00 5 5.5 A
P 6001 — D20,24 R 2 20.24 5 5.5 A
P 6001 - D20,50 R 2 20.50 5 5.5 A
P 6001 — D20,62 R 2 20.62 5 5.5 A
P 6001 — D20,70 R 2 20.70 5 5.5 A
P 6001 — D21,00 R 2 21.00 5 5.5 A
P 6001 — D21,41 R 2 21.41 5 5.5 A
P 6001 - D21,50 R 2 21.50 5 5.5 A
P 6001 —D21,70 R 2 21.70 5 5.5 A
P 6001 — D21,83 R 2 21.83 5 5.5 A
P 6001 - D22,00 R 2 22.00 5 6.0 A
P 6001 — D22,22 R 2 22.22 5 6.0 A
P 6001 — D22,50 R 2 22.50 5 6.0 A
P 6001 — D22,62 R 2 22.62 5 6.0 A
P 6001 - D22,70 R 2 22.70 5 6.0 A
P 6001 — D23,00 R 2 23.00 5 6.0 A
P 6001 — D23,39 R 2 23.39 5 6.0 A
P 6001 — D23,50 R 2 23.50 5 6.0 A
P 6001 - D23,70 R 2 23.70 5 6.0 A
P 6001 — D23,80 R 2 23.80 5 6.0 A
P 6001 — D24,00 R 2 24.00 5 6.5 A
P 6001 — D24,21 R 2 24.21 5 6.5 A
P 6001 — D24,50 R 2 24.50 5 6.5 A
P 6001 — D24,59 R 2 24.59 5 6.5 A
P 6001 — D24,70 R 2 24.70 5 6.5 A
P 6001 — D25,00 R 2 25.00 5 6.5 A
P 6001 - D25,25 R 2 25.25 5 6.5 A
P 6001 — D25,40 R 2 25.40 5 6.5 A
P 6001 — D25,50 R 2 25.50 5 6.5 A
P 6001 — D25,65 R 2 25.65 5 6.5 A
P 6001 - D25,80 R 2 25.80 5 6.5 A
P 6001 — D26,00 R 2 26.00 6 71 A
P 6001 — D26,25 R 2 26.25 6 71 A
P 6001 — D26,50 R 2 26.50 6 71 A
P 6001 - D26,59 R 2 26.59 6 71 A
P 6001 — D27,00 R 2 27.00 6 71 A
P 6001 — D27,38 R 2 27.38 6 71 A
P 6001 — D27,50 R 2 27.50 6 71 A
P 6001 - D27,78 R 2 27.78 6 71 A
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Drill bit P 6001

for Xtra-tec’ POINT DRILL

1402

—Jol—

De HC = Coated carbide
(D¢ 28-31.75 mm) @j HW = Uncoated carbide
t
P M K N|[S
HC HC HC HW | HW HC

0 o

Cutting D¢ D4 s : <

Designation edges mm mm mm g g
P 6001 — D28,00 R 2 28.00 6 7.7 A
P 6001 — D28,17 R 2 28.17 6 77 A
P 6001 — D28,50 R 2 28.50 6 177 A
P 6001 — D28,57 R 2 28.57 6 1.7 A
P 6001 — D29,00 R 2 29.00 6 7.7 A
P 6001 — D29,37 R 2 29.37 6 77 A
P 6001 — D29,50 R 2 29.50 6 7.7 A
P 6001 — D29,77 R 2 29.77 6 1.7 A
P 6001 — D30,00 R 2 30.00 6 8.0 A
P 6001 — D30,15R 2 30.15 6 8.0 A
P 6001 — D30,50 R 2 30.50 6 8.0 A
P 6001 — D31,00 R 2 31.00 6 8.0 A
P 6001 — D31,50 R 2 31.50 6 8.0 A
P 6001 — D31,75R 2 31.75 6 8.0 A
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Drill bit P 6002 o
for Xtra-tec® POINT DRILL

Dc HC = Coated carbide
_ HW = Uncoated carbide
(D¢ 12-21.83 mm) mj
P M K N
HC HC HC HW

n w0

Cutting D¢ D4 s ; ;

Designation edges mm mm mm = =
P 6002 - D12,00 R 2 12.00 3 3.6 A
P 6002 - D12,50 R 2 12.50 3 3.6 A
P 6002 - D12,70 R 2 12.70 3 3.6 A
P 6002 - D13,00 R 2 13.00 3 3.6 A
P 6002 -D13,11R 2 13.11 3 3.6 A
P 6002 - D13,50 R 2 13.50 3 3.6 A
P 6002 - D13,70 R 2 13.70 3 3.6 A
P 6002 - D13,89 R 2 13.89 3 3.6 A
P 6002 - D14,00 R 2 14.00 3 4.0 A
P 6002 - D14,30 R 2 14.30 3 4.0 A
P 6002 — D14,50 R 2 14.50 3 4.0 A
P 6002 - D14,68 R 2 14.68 3 4.0 A
P 6002 - D15,00 R 2 15.00 3 4.0 A
P 6002 - D15,09 R 2 15.09 3 4.0 A
P 6002 - D15,47 R 2 15.47 3 4.0 A
P 6002 - D15,50 R 2 15.50 3 4.0 A
P 6002 - D15,70 R 2 15.70 3 4.0 A
P 6002 - D15,87 R 2 15.87 3 4.0 A
P 6002 - D16,00 R 2 16.00 4 45 A
P 6002 - D16,26 R 2 16.26 4 45 A
P 6002 - D16,50 R 2 16.50 4 45 A
P 6002 - D16,66 R 2 16.66 4 45 A
P 6002 - D17,00 R 2 17.00 4 45 A
P 6002 - D17,07 R 2 17.07 4 45 A
P 6002 - D17,45R 2 17.45 4 45 A
P 6002 - D17,50 R 2 17.50 4 45 A
P 6002 - D17,70 R 2 17.70 4 45 A
P 6002 - D17,86 R 2 17.86 4 45 A
P 6002 - D18,00 R 2 18.00 4 5.0 A
P 6002 - D18,24 R 2 18.24 4 5.0 A
P 6002 - D18,50 R 2 18.50 4 5.0 A
P 6002 - D18,65R 2 18.65 4 5.0 A
P 6002 - D18,70 R 2 18.70 4 5.0 A
P 6002 - D19,00 R 2 19.00 4 5.0 A
P 6002 - D19,05 R 2 19.05 4 5.0 A
P 6002 - D19,43 R 2 19.43 4 5.0 A
P 6002 - D19,50 R 2 19.50 4 5.0 A
P 6002 - D19,70 R 2 19.70 4 5.0 A
P 6002 - D19,84 R 2 19.84 4 5.0 A
P 6002 — D20,00 R 2 20.00 5 5.5 A
P 6002 — D20,24 R 2 20.24 5 5.5 A
P 6002 — D20,50 R 2 20.50 5 5.5 A
P 6002 — D20,62 R 2 20.62 5 5.5 A
P 6002 - D20,70 R 2 20.70 5 5.5 A
P 6002 - D21,00 R 2 21.00 5 5.5 A
P 6002 - D21,41 R 2 21.41 5 5.5 A
P 6002 — D21,50 R 2 21.50 5 5.5 A
P 6002 - D21,70 R 2 21.70 5 5.5 A
P 6002 - D21,83 R 2 21.83 5 5.5 A
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Drill bit P 6002

for Xtra-tec’ POINT DRILL

A40%

—Jol—

Dc HC = Coated carbide
(D¢ 22-31.75 mm) m HW = Uncoated carbide
t
P M K N|[S
HC HC HC HW | HW HC

0 ey

Cutting D¢ D4 s ; ;

Designation edges mm mm mm = =
P 6002 — D22,00 R 2 22.00 5 6.0 A
P 6002 - D22,22 R 2 22.22 5 6.0 A
P 6002 — D22,50 R 2 22.50 5 6.0 A
P 6002 — D22,62 R 2 22.62 5 6.0 A
P 6002 - D22,70R 2 22.70 5 6.0 A
P 6002 — D23,00 R 2 23.00 5 6.0 A
P 6002 — D23,39 R 2 23.39 5 6.0 A
P 6002 — D23,50 R 2 23.50 5 6.0 A
P 6002 - D23,70R 2 23.70 5 6.0 A
P 6002 - D23,80 R 2 23.80 5 6.0 A
P 6002 — D24,00 R 2 24.00 5 6.5 A
P 6002 — D24,21 R 2 24.21 5 6.5 A
P 6002 — D24,50 R 2 24.50 5 6.5 A
P 6002 — D24,59 R 2 24.59 5 6.5 A
P 6002 — D24,70 R 2 24.70 5 6.5 A
P 6002 — D25,00 R 2 25.00 5 6.5 A
P 6002 - D25,40R 2 25.40 5 6.5 A
P 6002 — D25,50 R 2 25.50 5 6.5 A
P 6002 — D25,80 R 2 25.80 5 6.5 A
P 6002 — D26,00 R 2 26.00 6 71 A
P 6002 — D26,25R 2 26.25 6 71 A
P 6002 — D26,50 R 2 26.50 6 71 A
P 6002 — D26,59 R 2 26.59 6 71 A
P 6002 — D27,00 R 2 27.00 6 71 A
P 6002 - D27,38 R 2 27.38 6 71 A
P 6002 — D27,50 R 2 27.50 6 71 A
P 6002 - D27,78 R 2 27.78 6 71 A
P 6002 — D28,00 R 2 28.00 6 77 A
P 6002 — D28,17 R 2 28.17 6 77 A
P 6002 — D28,50 R 2 28.50 6 77 A
P 6002 — D28,57 R 2 28.57 6 77 A
P 6002 — D29,00 R 2 29.00 6 77 A
P 6002 — D29,37 R 2 29.37 6 77 A
P 6002 — D29,50 R 2 29.50 6 77 A
P 6002 - D29,77R 2 29.77 6 77 A
P 6002 — D30,00 R 2 30.00 6 8.0 A
P 6002 - D30,15 R 2 30.15 6 8.0 A
P 6002 — D30,50 R 2 30.50 6 8.0 A
P 6002 — D31,00R 2 31.00 6 8.0 A
P 6002 — D31,50 R 2 31.50 6 8.0 A
P 6002 - D31,75R 2 31.75 6 8.0 A
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Trigon indexable
inserts for
WOMX / WOEX drills

HC = Coated carbide

HW = Uncoated carbide
P M K N|S

HC HC HW [HW [ HC

d [ s r D, D, R§§§§§ £§§§$3§

Designation mm mm mm mm mm mm mm = ; ; 5| & ; ; ; E é é e
WOMX 030204 — B 57 5.00 3.31 2.30 0.4 2.95 2.30 0.50 A A
WOMX 040304 — B 57 6.35 4.20 3.18 0.4 3.43 2.60 0.75 A A
WOMX 057304 — B 57 8.00 5.29 3.80 0.4 3.82 2.87 1.00 A A
WOMX 067304 — B 57 10.00 6.62 3.80 0.4 5.58 4.07 1.00 A A
WOMX 080408 — B 57 12.00 7.94 4.80 0.8 6.53 4.97 1.50 A A
WOMX 100508 - B 57 15.00 | 9.92 5.30 0.8 6.53 4.97 1.50 A A
WOMX 120608 — B 57 17.60 | 11.64 6.00 0.8 7.68 5.97 1.80 A A

WOMX 020102 - D 57 4.00 2.65 1.61 0.2 2.60 2.00 025 | A A A A A

WOMX 030204 — D 57 5.00 3.31 2.30 0.4 2.95 2.30 075 | A A A A A

WOMX 040304 - D 57 6.35 4.20 3.18 0.4 3.43 2.60 0.75 A A A A A

WOMX 057304 — D 57 8.00 5.29 3.80 0.4 3.82 2.87 1.00 | A A A A A

WOMX 067304 — D 57 10.00 6.62 3.80 0.4 5.58 4.07 1.00 | A A A A A

WOMX 080408 — D 57 12.00 7.94 4.80 0.8 6.53 4.97 150 | A A A A A

WOMX 100508 — D 57 15.00 | 9.92 5.30 0.8 6.53 4.97 1.50 | A A A A A

WOMX 120608 — D 57 17.60 | 11.64 6.00 0.8 7.68 5.97 180 | A A A A A
WOEX 030204 — E 57 5.00 3.31 2.30 0.4 2.95 2.30 0.50 A A A A
WOEX 040304 — E 57 6.35 4.20 3.18 0.4 3.43 2.60 075 | A A A A
WOEX 057304 - E 57 8.00 5.29 3.80 0.4 3.82 2.87 1.00 | A A A A
WOEX 067304 — E 57 10.00 6.62 3.80 0.4 5.58 4.07 1.00 | A A A A
WOEX 080408 — E 57 12.00 7.94 4.80 0.8 6.53 4.97 1.50 | A A A A
WOEX 100508 — E 57 15.00 | 9.92 5.30 0.8 6.53 4.97 150 | A A A A
WOEX 120608 — E 57 17.60 | 11.64 6.00 0.8 7.68 5.97 180 | A A A A
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Boring inserts

HC = Coated carbide
HW = Uncoated carbide
BL = CBN with low CBN content

CCGT

CCMT

BH = CBN with high CBN content
P M K N H
HC HC HC HC|HW| HC |BL
s|2lg|8|8|3|2(](8]|= S| 38
d | S r D1 DQ R alala|la|lESlES (x| (=z|" == |
Designation mm mm mm mm mm mm mm ; ; ; ; ‘é’ g ; ; ; = § 2 ‘£ <§>
CCGT 060202 — PF 2 6.35 6.45 2.38 0.2 3.75 2.8 1.8 A|A
CCGT 060204 — PF 2 6.35 6.45 2.38 0.4 3.75 2.8 1.8 A|A
CCGT 097302 — PF 2 9.525 9.67 3.97 0.2 6.0 4.4 1.5 A|A
CCGT 097304 — PF 2 9.525 9.67 3.97 0.4 6.0 4.4 1.5 A|A
CCGT 097308 — PF 2 9.525 9.67 3.97 0.8 6.0 4.4 1.5 A|A
CCMT 060202 — PF 4 6.35 6.45 2.38 0.2 3.75 2.8 1.8 JA|A|A A|A A|A
CCMT 060204 — PF 4 6.35 6.45 2.38 0.4 3.75 2.8 1.8 JA|A|A A|A A|A
CCMT 060208 — PF 4 6.35 6.45 2.38 0.8 3.75 2.8 1.8 JA|A|A A|A A|A
CCMT 097302 — PF 4 9.525 9.67 3.97 0.2 6.0 4.4 1.5 JA|A|A A|A A|A
CCMT 097304 — PF 4 9.525 9.67 3.97 0.4 6.0 4.4 15 JA|A|A A|A AlA
CCMT 097308 — PF 4 9.525 9.67 3.97 0.8 6.0 4.4 1.5 JA|A|A A|A A|A
CCMT 097312 — PF 4 9.525 | 9.67 3.97 1.2 6.0 4.4 1.5 JA|A|A A|A A|A
CCMT 120404 — PF 4 12.7 12.9 4.76 0.4 75 5.5 25 JAAA A|A A|A
CCMT 120408 — PF 4 12.7 12.9 4.76 0.8 75 5.5 25 JA|A|A A|A AlA
CCGT 060202 — PF 5 6.35 6.45 2.38 0.2 3.75 2.8 1.8 A|A A A
CCGT 060204 — PF 5 6.35 6.45 2.38 0.4 3.75 2.8 1.8 A|A A A
CCGT 097302 — PF 5 9.525 9.67 3.97 0.2 6.0 4.4 1.5 Al A A A
CCGT 097304 — PF 5 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 A A A A
CCMT 060204 — PS5 6.35 6.45 2.38 0.4 3.75 2.8 1.8 A|A A|A|A|A A|A
CCMT 060208 — PS 5 6.35 6.45 2.38 0.8 3.75 2.8 1.8 A|A A|A|A|A A|A
CCMT 097304 — PS 5 9.525 | 9.67 3.97 0.4 6.0 4.4 1.5 A|A A|A|A|A A|A
CCMT 097308 — PS 5 9.525 9.67 3.97 0.8 6.0 4.4 1.5 A|A A|A|A|A A|A
CCMT 120404 - PS 5 12.7 12.9 4.76 0.4 75 5.5 2.5 A|A A|A|A|A AlA
CCMT 120408 — PS 5 12.7 12.9 4.76 0.8 75 5.5 2.5 A|A A|A|A|A A|A
CCGT 060202 — PM 2 6.35 6.45 2.38 0.2 3.75 2.8 1.8 A|A
CCGT 060204 — PM 2 6.35 6.45 2.38 0.4 3.75 2.8 1.8 A|A
CCGT 097302 — PM 2 9.525 | 9.67 3.97 0.2 6.0 4.4 1.5 A|A
CCGT 09T304 — PM 2 9.525 9.67 3.97 0.4 6.0 4.4 1.5 A|A
CCGT 097308 — PM 2 9.525 9.67 3.97 0.8 6.0 4.4 1.5 A|A
CCGT 120402 — PM 2 12.7 12.9 4.76 0.2 75 5.5 2.5 A|A
CCGT 120404 — PM 2 12.7 12.9 4.76 0.4 75 5.5 2.5 A|A
CCGT 120408 — PM 2 12.7 12.9 4.76 0.8 75 5.5 2.5 AlA
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HC

= Coated carbide

HW = Uncoated carbide
CCMT BL = CBN w?th Igw CBN content
BH = CBN with high CBN content
P M K N H
HC HC HC HC|HW| HC |BL
s|e|e|8|]8|8 |2t QNS
d | S r D4 D, R ala|lala |2l |z|D|(=2|=2|x
Designation mm mm mm mm mm mm mm ; ; ; ; ‘é’ g ; ; ; = § 2 ‘£ <§>
CCMT 060204 — PM 5 6.35 6.45 2.38 0.4 3.75 2.8 1.8 AlA|AIAAIA|A|A AlA
CCMT 060208 — PM 5 6.35 6.45 2.38 0.8 3.75 2.8 1.8 AlA|AIAAIA|A|A AlA
CCMT 097304 - PM 5 9.525 9.67 3.97 0.4 6.0 4.4 1.5 AlA|AIAAIA|A|A AlA
CCMT 097308 - PM 5 9.525 9.67 3.97 0.8 6.0 4.4 1.5 AlA|AIAAIA|A|A A|A
CCMT 120404 — PM 5 12.7 12.9 4.76 0.4 75 5.5 2.5 AlA|AIAAIA[A|A AlA
CCMT 120408 — PM 5 12.7 12.9 4.76 0.8 75 5.5 2.5 AlA|AIAAIA[A|A AlA
CCMT 120412 - PM 5 12.7 12.9 4.76 1.2 75 5.5 2.5 AlA|AIAAIA|A|A AlA
HC = Coated carbide
WCGT HW = Uncoated carbide
BL = CBN with low CBN content
WCMT BH = CBN with high CBN content
P M K N S |H
HC HC HC HC|HW| HC |BL
s|lelg|g|&|8|2(g|g8|e| |88
d | S r D4 D, R oloa|la|la|S(S|x|x|(x|z|-|=|=|a
Designation mm mm mm mm mm mm mm % 5 ; ; ‘£ g ; ; ; § é ﬁ ‘é’ g
WCGT 030202 — PF 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 A|lA
WCGT 030204 — PF 2 5.56 3.8 2.38 0.4 3.3 2.5 2.3 AlA
WCGT 040202 — PF 2 6.35 4.3 2.38 0.2 3.75 2.8 1.8 A|lA
WCGT 040204 — PF 2 6.35 4.3 2.38 0.4 3.75 2.8 1.8 AlA
WCGT 067302 — PF 2 9.525 6.5 3.97 0.2 6.0 4.4 1.5 AlA
WCGT 067304 — PF 2 9.525 6.5 3.97 0.4 6.0 4.4 1.5 A|lA
WCGT 067308 — PF 2 9.525 6.5 3.97 0.8 6.0 4.4 1.5 A|lA
WCGT 06T308 — PF 2 12.7 8.72 4.76 0.4 75 5.5 2.5 AlA
WCGT 067308 — PF 2 12.7 8.72 4.76 0.8 75 5.5 2.5 AlA
WCMT 040202 — PF 4 6.35 43 2.38 0.2 3.75 2.8 1.8 JA[A|A AlA AlA
WCMT 040204 — PF 4 6.35 43 2.38 0.4 3.75 2.8 1.8 JA[A|A AlA AlA
WCMT 040208 — PF 4 6.35 43 2.38 0.8 3.75 2.8 1.8 |A|A|A A|lA A|A
WCMT 067302 — PF 4 9.525 6.5 3.97 0.2 6.0 4.4 15 JA[A|A A|lA AlA
WCMT 067304 — PF 4 9.525 6.5 3.97 0.4 6.0 4.4 1.5 JA[AA AlA AlA
WCMT 067308 — PF 4 9.525 6.5 3.97 0.8 6.0 4.4 15 JA[A|A AlA AlA
WCMT 080404 — PF 4 12.7 8.72 4.76 0.4 75 5.5 25 JA|A|A A|lA A|A
WCMT 080408 — PF 4 12.7 8.72 4.76 0.8 75 5.5 25 JA|A|A A|lA AlA
-
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WCGT

HC = Coated carbide
WCMT Do D1 HW = Uncoated carbide
of BL = CBN with low CBN content
WCMW 7» s BH = CBN with high CBN content
P M K N H
HC HC HC HC|HW| HC |BL
s|e|e|8|]8|8 |2t QNS
d | S r D4 D, R ala|lala |2l |z|D|(=2|=2|x
Designation mm mm mm mm mm mm mm ; ; ; ; ‘é’ g ; ; ; = § ; ‘£ <§>
WCMT 040204 — PS5 6.35 43 2.38 0.4 3.75 2.8 1.8 A A|A
WCMT 040208 — PS 5 6.35 43 2.38 0.8 3.75 2.8 1.8 A A|A
WCMT 067304 — PS 5 9.525 6.5 3.97 0.4 6.0 4.4 1.5 A A|A
WCMT 067308 — PS 5 9.525 6.5 3.97 0.8 6.0 4.4 1.5 A A|A
WCMT 080404 — PS5 12.7 8.72 4.76 0.4 75 5.5 2.5 A A|A
WCMT 080408 — PS5 12.7 8.72 4.76 0.8 75 5.5 2.5 A A|A
WCGT 030202 — PM 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 A|A
WCGT 030204 — PM 2 5.56 3.8 2.38 0.4 3.3 2.5 2.3 A|A
WCGT 040201 — PM 2 6.35 43 2.38 0.1 3.75 2.8 1.8 A|A
WCGT 040202 — PM 2 6.35 43 2.38 0.2 3.75 2.8 1.8 A|A
WCGT 040204 — PM 2 6.35 4.3 2.38 0.4 3.75 2.8 1.8 A|A
WCGT 067301 — PM 2 9.525 6.5 3.97 0.1 6.0 4.4 1.5 A|A
WCGT 067302 — PM 2 9.525 6.5 3.97 0.2 6.0 4.4 1.5 A|A
WCGT 067304 — PM 2 9.525 6.5 3.97 0.4 6.0 4.4 1.5 A|A
WCGT 080404 — PM 2 12.7 8.72 4.76 0.4 75 5.5 2.5 A|A
WCGT 080408 — PM 2 12.7 8.72 4.76 0.8 75 5.5 2.5 A|A
WCMT 030202 — PM 5 5.56 3.8 2.38 0.2 3.3 2.5 2.3 A|A|A|A|A|A|A A|A
WCMT 040202 — PM 5 6.35 4.3 2.38 0.2 3.75 2.8 1.8 A|A|A|A|A|A|A A|A
WCMT 040204 — PM 5 6.35 43 2.38 0.4 3.75 2.8 1.8 A|A|A|A|A|A|A A|A
WCMT 067304 — PM 5 9.525 6.5 3.97 0.4 6.0 4.4 1.5 A|A|A|A|A|A|A AlA
WCMT 067308 — PM 5 9.525 6.5 3.97 0.8 6.0 4.4 1.5 A|A|A|A|A|A|A A|A
WCMT 080404 — PM 5 12.7 8.72 4.76 0.4 75 5.5 2.5 A|A|A|A|A|A|A A|A
WCMT 080408 — PM 5 12.7 8.72 4.76 0.8 75 5.5 2.5 A|A|A|A|A|A|A A|A
WCMT 080412 —PM 5 12.7 8.72 4.76 1.2 75 5.5 2.5 A|A|A|A|A|A|A AlA
WCMW 080404 12.7 8.72 4.76 0.4 75 5.5 2.5 A|A
WCMW 080408 12.7 8.72 4.76 0.8 75 5.5 2.5 A|A
WCMW 080412 12.7 8.72 4.76 1.2 75 5.5 2.5 A|A
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wipe'

w

Precision boring inserts

R
CCGT HC = Coated carbide
[ HW = Uncoated carbide
CCMT D% D1 BL = CBN with low CBN content
70L BH = CBN with high CBN content
CC MW BN S |~ DP = polycrystalline diamond
HC HW| BL |BH|DP
—|lo|lo|lo|lw|Q|8|o|w|lo|w 2lg]e
N U B N AL R LR B i e T
Designation mm mm mm mm mm mm mm |Groovel= (= (== |=|=|= || |=|=|=|=|=|=
CCGT 060202 — X 5 6.35 | 6.45 | 238 | 0.2 | 3.75 2.8 1.8 5 A A A
CCGT 060204 — X 5 6.35 | 6.45 | 2.38 | 0.4 | 3.75 2.8 1.8 5° A A A
CCGT 060202 — X 15 6.35 | 6.45 | 238 | 0.2 | 3.75 2.8 1.8 15° A A A
CCGT 060204 — X 15 6.35 | 6.45 | 238 | 04 | 3.75 2.8 1.8 15° A A A
CCGT 060201 — PF 2 6.35 | 6.45 | 2.38 | 0.1 3.75 2.8 1.8 A A
CCGT 060202 — PF 2 6.35 | 6.45 | 238 | 0.2 | 3.75 2.8 1.8 A A
CCGT 060204 — PF 2 6.35 | 6.45 | 2.38 | 0.4 | 3.75 2.8 1.8 A A
CCGT 060202 - PF 5 6.35 | 6.45 | 2.38 | 0.2 | 3.75 2.8 1.8 A|A A
CCGT 060204 — PF 5 6.35 | 6.45 | 238 | 04 | 3.75 2.8 1.8 A|A A
CCGT 097302 — PF5 9.525 | 9.67 | 3.97 | 0.2 6.0 4.4 1.5 A|A A
CCGT 097304 — PF5 9.525 | 9.67 | 3.97 | 0.4 6.0 4.4 1.5 AlA A
CCMT 060202 — PF 4 6.35 | 6.45 | 238 | 0.2 | 3.75 2.8 1.8 A|AA AlA
CCMT 060204 — PF 4 6.35 | 6.45 | 2.38 | 0.4 | 3.75 2.8 1.8 A|AA AlA
CCMT 060208 — PF 4 6.35 | 6.45 | 238 | 0.8 | 3.75 2.8 1.8 A|AA AlA
CCGT 060201 — PM 2 6.35 | 6.45 | 2.38 | 0.1 3.75 2.8 1.8 A A
CCGT 060202 — PM 2 6.35 | 6.45 | 238 | 0.2 | 3.75 2.8 1.8 A A
CCGT 060204 — PM 2 6.35 | 6.45 | 238 | 04 | 3.75 2.8 1.8 A A
CCMT 060204 — PF 6.35 | 6.45 | 238 | 04 | 3.75 2.8 1.8 AlA|A AlA
CCMT 060208 — PF 6.35 | 6.45 | 238 | 0.8 | 3.75 2.8 1.8 A|AA AlA
CCMW 060204 6.35 | 6.45 | 2.38 | 0.4 | 3.75 2.8 1.8 A
CCMW 060208 6.35 | 6.45 | 238 | 0.8 | 3.75 2.8 1.8 A
CCMW 060204-2 6.35 | 6.45 | 2.38 | 0.4 | 3.75 2.8 1.8 AlA
CCMW 060208-2 6.35 | 6.45 | 2.38 | 0.8 | 3.75 2.8 1.8 AlA
ipe¥
For achievable surface finishes and possible applications
refer to the general catalogue, page 218.
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HC = Coated carbide
HW = Uncoated carbide
BL = CBN with low CBN content
CPGT BH = CBN with high CBN content
DP = polycrystalline diamond
HC HW| BL | BH | DP
oclo|lw | |8|lo|lw|lo|w 2lg|e
d I S r D4 D, R el ; ; clelzls|-|a]la]a
. . ola|lE|lw|lwlf|ls X |[X|x|o|lo|o
Designation mm mm mm mm mm mm mm |Groovel = |[= (=S| [(=|=|=S|=|=|=|1=|=
CPGT 050202 — PF 5 5.56 | 5.65 | 2.38 0.2 3.3 2.5 2.3 A
CPGT 050202 - X 5 5.56 | 5.65 | 2.38 0.2 3.3 2.5 2.3 5° A A A
CPGT 050204 - X 5 5.56 | 5.65 | 2.38 0.4 3.3 2.5 2.3 5° A A A
CPGT 050202 — X 15 556 | 5.65 | 2.38 0.2 3.3 2.5 2.3 15° A A A
CPGT 050204 — X 15 556 | 5.65 | 2.38 0.4 3.3 2.5 2.3 15° A A AlA
CPGT 050204 — X 25 556 | 5.65 | 2.38 0.4 3.3 2.5 2.3 25° A
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WCGT

HC = Coated carbide
WCMT D2 D1 HW = Uncoated carbide
WCMW 70¥ BH = CBN with high CBN content
IS DP = polycrystalline diamond
HC HW| BH DP
— QL o | ©v olo|lo
Designation mm mm mm mm mm mm mm |Groovel = |[= (=== (= |=|S|=|=|=|=|=
WCGT 020102 — X 5 3.97 | 270 | 1.59 0.2 2.7 2.2 1.6 5° A A Al A
WCGT 020104 — X 5 3.97 | 270 | 1.59 0.4 2.7 2.2 1.6 5° A A A
WCGT 030202 — X 5 5.56 | 3.80 | 2.38 0.2 | 3.30 2.5 2.3 5° A A A
WCGT 030204 — X 5 556 | 3.80 | 2.38 0.4 | 3.30 2.5 2.3 5 A A A
WCGT 040202 — X 5 6.35 | 4.30 | 2.38 0.2 3.75 2.8 1.8 5 A A AlA
WCGT 040204 — X 5 6.35 | 4.30 | 2.38 0.4 | 3.75 2.8 1.8 5° A A A
WCGT 050304 — X 5 794 | 543 | 3.18 0.4 4.5 3.4 1.6 5° A A Al A
WCGT 020102 — X 15 3.97 | 2.70 | 1.59 0.2 2.7 2.2 1.6 15° A A Al A
WCGT 020104 — X 15 3.97 | 2.70 | 1.59 0.4 2.7 2.2 1.6 15° A A A
WCGT 030202 — X 15 556 | 3.80 | 2.38 0.2 | 3.30 2.5 2.3 15° A A AlA
WCGT 030204 — X 15 5.56 | 3.80 | 2.38 0.4 | 3.30 2.5 2.3 15° A A A
WCGT 040202 — X 15 6.35 | 4.30 | 2.38 0.2 3.75 2.8 1.8 15° A A A
WCGT 040204 — X 15 6.35 | 4.30 | 2.38 0.4 | 3.75 2.8 1.8 15° A A A
WCGT 050304 — X 15 794 | 543 | 3.18 0.4 4.5 3.4 1.6 15° A A A
WCGT 020102 — X 25 3.97 | 270 | 1.59 0.2 2.7 2.2 1.6 25° A
WCGT 030202 — X 25 5.56 | 3.80 | 2.38 0.2 | 3.30 2.5 2.3 25° A
WCGT 030204 — X 25 556 | 3.80 | 2.38 0.4 | 3.30 2.5 2.3 25° A
WCGT 040204 — X 25 6.35 | 4.30 | 2.38 0.4 | 375 2.8 1.8 25° A
WCGT 050304 — X 25 794 | 543 | 3.18 0.4 4.5 3.4 1.6 25° A
WCGT 030201 — PF 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 A A
WCGT 030202 — PF 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 A A
WCGT 030204 — PF 2 5.56 3.8 2.38 0.4 3.3 2.5 2.3 A A
WCGT 040201 — PF 2 6.35 | 4.3 2.38 0.1 3.75 2.8 1.8 A A
WCGT 040202 — PF 2 6.35 | 4.3 2.38 0.2 3.75 2.8 1.8 A A
WCGT 040204 — PF 2 6.35 | 4.3 2.38 0.4 | 3.75 2.8 1.8 A A
WCMT 040202 — PF 4 6.35 | 4.3 2.38 0.2 3.75 2.8 1.8 AlA|A Al A
WCMT 040204 — PF 4 6.35 | 4.3 2.38 0.4 | 3.75 2.8 1.8 AlA|A Al A
WCMT 040208 — PF 4 6.35 | 4.3 2.38 0.8 3.75 2.8 1.8 AlA|A Al A
WCGT 030202 — PM 2 5.56 3.8 2.38 0.2 3.3 2.5 2.3 A A
WCGT 030204 — PM 2 5.56 3.8 2.38 0.4 3.3 2.5 2.3 A A
WCGT 040201 — PM 2 6.35 | 4.3 2.38 0.1 3.75 2.8 1.8 A A
WCGT 040202 — PM 2 6.35 | 4.3 2.38 0.2 3.75 2.8 1.8 A A
WCGT 040204 — PM 2 6.35 | 4.3 2.38 0.4 | 3.75 2.8 1.8 A A
WCMW 020102 3.97 | 270 | 1.59 0.2 2.7 2.2 1.6 AlA|A
WCMW 020104 3.97 | 270 | 1.59 0.4 2.7 2.2 1.6 A|A|A
WCMW 030202 5.56 | 3.80 | 2.38 0.2 | 3.30 2.5 2.3 AlA|A
WCMW 030204 5.56 | 3.80 | 2.38 0.4 | 3.30 2.5 2.3 AlA|A
WCMW 030208 556 | 3.80 | 2.38 0.8 | 3.30 2.5 2.3 A
WCMW 040202 6.35 | 4.3 2.38 0.2 3.75 2.8 1.8 A|lA|A
WCMW 040204 6.35 | 4.3 2.38 0.4 | 3.75 2.8 1.8 AlA|A
WCMW 050304 794 | 543 | 3.18 0.4 4.5 3.4 1.6 AlA|A
Precision boring inserts 107



Reaming inserts

i

HC = Coated carbide
|i & l HW = Uncoated carbide
; % 3(,%/_/_/ HT = Cermet
P 6500 4 sl \ BH = CBN with high CBN content
Chamfer geometry E1 DP = polycrystalline diamond
HC HW HT BH DP
wn o (=3 o
Cutting I Xl s o 2 " s o
Designation edges mm mm Rake angle Chamfer E £ 2 2 2
P 6500 — O0R — A88 — E1 1 11x1.5 1.0 0° E1 A
P 6500 — OR — A88 — E1 2 20x2.5 1.2 0° E1 A
P 6500 — 1R — A88 — E1 2 20x3.0 1.5 0° E1 A
P 6500 — 2R — A88 — E1 2 20x4.5 2.0 0° E1 A
P 6500 — 4R — A88 — E1 2 25x 7.0 2.3 0° E1 A
P 6500 — 00R — B88 — E1 1 11x1.5 1.0 6° E1 A A A
P 6500 — OR — B88 — E1 2 20x2.5 1.2 6° E1 A A A
P 6500 — 1R — B88 — E1 2 20x3.0 1.5 6° E1 A A A
P 6500 — 2R — B88 — E1 2 20x4.5 2.0 6 E1 A A A
P 6500 — 4R — B88 — E1 2 25x7.0 2.3 6° E1 A A A
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Cutting tool material application tables — boring

1. Grades for drilling

Workpiece material group Application range
P M N S H 01 10 20 30 40
© 05 15 25 35 45
[}
o |8 5
2 § | £ |Z28| E
Walter grade  Standard 3 |3 | 3 g |258| = Coating Coating
designation designation 7} HhH S L |BEE| £ procedure| structure
/
HC-P 20 () )
TiCN + Al,O
WAP 20 cvp PN
HC - K30 °
HC-P25 (1) .
TiCN + AlL,O
WKP 25 cvD : GTING 2
HC -K25 (1]
-
HC -P 35 [ 1) )
TiCN + Al,O
WKP 35 CVD 273
HC - K35 o (+TiN)
HC - S 45 oo B
WSP45 | HC-P45 o PVD TiA'(';rzﬁl'f%
HC -M45 ( 1)
HC-P35 [ 1)
WTP 35 HC-M35 . cvD iy
iN
HC-S35 °
HC-P45 oo — Multilayer
WXP 45 PVD v 5
HC — K 40 ° TiAIN / TiN
WAK 15 HC-K 15 ') L cvD Ticﬁ?iﬁl)zos
HC - K25 'Y e Multiayer
WXK 25 PVD ’ -
HC-P 15 [ ] TiAIN / TiN
HW - S 35 (1}
WK 40 - -
HW - N 30 o0
HC - P 40 oo | T
WXP 40 HC - M 30 oo — L PVD TiCN
HC -S30 °

HC = Coated carbide
HW = Uncoated carbide

Primary application

) Additional application

Tiger-tec®

Indexable inserts and cutting tool materials
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Cutting tool material application tables — boring

2. Grades for boring and precision boring

Workpiece material group Application range
P M N S H 01 10 20 30 40
@« 05 15 25 35 45
[}
o |8 5
N § | § |Z28| €
Walter grade  Standard 3 |E3 | 3 g |258| = Coating Coating
designation designation 7} HhH S L |BEE| £ procedure| structure
HC-PO1 oe - TICN +Al,O
WPP 01 CVD (+TiN)2 3
HC-K10 [}
HC - P 10 ' L TICN + Al,O
WPP 10 CVD (+TiN)2 3
HC -K20 [}
HC-P20 o0 )
TiCN + Al,O
WPP 20 CVD ! (+TiN)2 3
HC -K30 )
_ TICN +Al,05
WPP 30 HC-P 30 (1) CVD (+TiN)
HC - P 35 [ 1)
WTP 35 HC - M 35 . cvD iy
iN
HC - S35 °
HC - M 20 oo T~
~ TIAIN + Al,O4
WSM 20 HC-S20 (1} PVD (ZrCN)
HC-P20 [}
HC - M 30 oo L
TIAIN + Al,O3
WSM 30 | HC-S30 oo PVD (ZICN)
HC -P 30 °
HC-K 10 oo T TON+ ALO
WAK 10 cvD i
HC -H30 )
WAK 15 HC-K 15 o0 > cvD Ticz\i;iﬁl)zog
HC - K20 [ 1) —~ )
TiCN + Al,O
WAK 20 CVD ' (+TiN)2 3
HC-P 10 [}
HC - K 30 oo | TON 4 ALO
HC - P 40 °
HC-N 10 [ 1)
WXN 10 PVD TICNPIs
HC -M 01 °
HC-P 15 [ 1)
Multilayer
WXM 15 | HC-M15 ° PVD TIAIN / TiN
HC-K 15 [}

HC = Coated carbide

Primary application

) Additional application
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Cutting tool material application tables — boring

Grades for boring and precision boring (continued)

Workpiece material group Application range
P M N S H 01 10 20 30 40
® 05 15 25 35 45
[+~
(%] é c\:>
2 § | & |Z28| €
Walter grade  Standard T |53 | 3 g |2858| o
designation designation s |&s | S £ |5EE| £
WK 1 HW-N 10 [ 1) — —
WCB 30 BL-HO5 oo A — —
BH-H 10 o | [ —
WCB 50 — —
BH-K 10 °
BH - K 05 oo /\‘\
WCB 80 - -
BH-H 15 [}
WCD10 | DP-N10 oo T — —
4. Grades for reaming
Workpiece material group Application range
P M N S H 01 10 20 30 40
® 05 15 25 35 45
[
o |8 5
g § | § |Z28| E
Walter grade Standard 3 =3 = E |8 53| Coating Coating
designation designation 5 |&3 | S £ |GEE| £ procedure| structure
HC-P 15 [ 1)
WXP 15 HC-M15 oo PVD TiN
HC-K 15 (1)
WK 10 HW - N 10 ° ° (1} - -
WCE 10 HT-P 15 oo | - -
BL= CBN with low CBN content ®® Primary application
BH = CBN with high CBN content ) Additional application

DP = polycrystalline diamond
HC = Coated carbide

HW = Uncoated carbide

HT = Cermet

Indexable inserts and cutting tool materials



Product range overview

The pages indicated in brackets refer to the general catalogue.

Drilling
Walter drills
LC=1XDc/2XDc LC=2XDC LC=3XDC Lc4XDc Lc5XDc/7XDC
D¢ [mm] D¢ [mm] D¢ [mm] D¢ [mm] D¢ [mm]
Lel8xBe | 45 5 10-18 10-18 10-18 12-31
B 4011 B 3212 B 3213 B 3214 B 4015
(R) (R) (R) (R) (R)
Page 114 (Page 280) (Page 284) (Page 292) (Page 300)
@ @
xe© Xe©
yar? yur?
D¢ [mm] D¢ [mm] D¢ [mm]
59.5-120 12-29 12-31
B3011M B 4012C B 4013
(R) (R) (R)
(Page 308) Page 116 (Page 290)
® @
G : (]
3 a.‘e ‘a.’ﬁe
*{f w«
D¢ [mm] r D¢ [mm] D¢ [mm] D¢ [mm]
655 | JMEV/ | 1853 17-35 efxBe 1 4o s
B 4212 B 4213 B 4214 B 4017
(R) (R) (R) (R)
Page 118 Page 120 Page 122 (Page 304)
c
® ® ®
G G (V] X©
0™ o*° o*° wo"
N N N ¥
D¢ [mm] D¢ [mm] D¢ [mm] D¢ [mm]
16-58 16-58 16-58 16-58
B 3212 B 3213 B 3214 B 3215
(R) (R) (R) (R)
(Page 282) (Page 286) (Page 294) (Page 298)
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Walter drilling and boring tools

Boring

Precision boring

Reaming

Walter Boring
Two flute
boring tools

Walter Precision
boring tools

Walter
reaming tools

D¢ [mm] D¢ [mm] D¢ [mm]
2-45 2-45 6-25
B 3230 B 4030 R4060
(Page 330) (Page 330) (Page 344)
D¢ [mm] D¢ [mm] D¢ [mm] D¢ [mm]
20-153 20-153 3-124 8-25
B 3220 B 3230 B 4035 R4061
B 3221 (Page 338) Page 126 (Page 346)
(Page 324)
D¢ [mm] D¢ [mm] D¢ [mm]
150-640 150-640 33-153
B 3220 B 3230 B 4030
(Page 328) (Page 342) (Page 340)
D¢ [mm] D¢ [mm]
150-640 150-640
B 3224 B 3234
Page 124 Page 132

Drilling and boring tools
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Xtra-tec® POINT DRILL

Tool Designation Dr$1rr:1m n?:n n>1(r1n nlw_% Z izlsé::: Type
NCT ScrewFit B 4011.T14.12,0.202.15R 12* T14 48.0 15 2 0.04 1 P600.-D12..R*
B 4011.714.13,0.202.17R 13 T14 50.0 17 2 0.05 1 P600.-D13..R
B 4011.714.14,0.202.18R 14 T14 52.5 18 2 0.05 1 P600.-D14..R
| B 4011.718.15,0.Z02.19R 15 T18 55.0 19 2 0.07 1 P600.-D15..R
B 4011.718.16,0.202.21R 16 T18 57.0 21 2 0.08 1 P600.-D16..R
B 4011.718.17,0.202.22R 17 T18 59.5 22 2 0.09 1 P600.-D17..R
B 4011.718.18,0.202.23R 18 T18 62.0 23 2 0.10 1 P600.-D18..R
B 4011.722.19,0.202.24R 19 T22 64.0 24 2 0.12 1 P600.-D19..R
B 4011.722.20,0.202.26R 20 T22 66.0 26 2 0.14 1 P600.-D20..R
B 4011.722.21,0.202.27R 21 T22 69.0 27 2 0.15 1 P600.-D21..R
B 4011.722.22,0.202.28R 22 T22 72.0 28 2 0.17 1 P600.-D22..R
B 4011.728.23,0.202.30R 23 T28 74.0 30 2 0.23 1 P600.-D23..R
B 4011.728.24,0.202.31R 24 T28 76.5 31 2 0.24 1 P600.-D24..R
B 4011.728.25,0.202.32R 25 T28 79.0 32 2 0.26 1 P600.-D25..R
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* Example: inserts with Dg = 12.00 mm to 12.99 mm can be fitted to this drill body.

Bodies and assembly parts are included in the scope of delivery.
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Walter drills

Diameter range 12-25.8 mm

Clockwise cutting, drilling depth 1.3 x D¢

4011
==

for DC min =
Assembly parts 12-13 14-15 16-17 18-19 20-21 22-23 24-25
mm mm mm mm mm mm mm
b Clamping screw FS 1396 FS 1397 FS 1398 FS 1399 FS 1400 FS 1401 FS 1402
1.§|”-‘"D for insert (IP7) (IP8) (IP 8) (IP 15) (IP 20) (IP 20) (IP 20)
Tightening torque 1.2Nm 2Nm 2Nm 4Nm 5Nm 5Nm 5Nm
IP = Torx Plus
. for D¢ min =
Accessories 12-13 mm 14-17 mm 18-19 mm 20-25 mm
@] Torque screwdriver FS 2001 FS 2003
FS 2011 FS 2012 FS 2014 FS 2015
e —y——— Interchangeable blade (Torx 7 IP) (Torx 8 IP) (Torx 15 IP) (Torx 20 IP)
. FS 1490 FS 1483 FS 1485 FS 1486
@:a Screwdriver (Torx 7 IP) (Torx 8 IP) (Torx 15 IP) (Torx 20 IP)
IP = Torx Plus
Indexable inserts
P M K S
HC HC
Diameter range o o
D¢ N N
. . =< =<
Designation mm = =
l'@ P6001-D... 12.00 - 25.8 =
"© P6002-D... 12.00 - 25.8 )
(\8
3es\\“5°’m
a favost
@ qoterd® e
good aditions
1oing
“\ag“\“

Drills

(0] ks

— 96 — 134
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Xtra-tec® POINT DRILL

TOOl DC D1 d1 d2 d3 X1 X2 LC ﬁ No. of
Designation mm mm mm mm mm mm mm mm Z inserts Type
Parallel shank with flat N 1 | P600.-D12..
i.aw. 1SO 9766 B 4012C.F20.12,0.202.35R | M14 | 12* {23.7| 20 | 30 | — | 68 | 50 |33.0| 2 | 0.2 2 | TC. 110208
1 |P600.-D14..
B 4012C.F20.14,0.202.40R |M16| 14 [25.7| 20 | 30 | — | 76 | 50 |38.0| 2 | 0.3 2 [ TC. 110208
—ic—
1 | P600.-D15..
B 4012C.F20.15,0.202.44R §M18| 15 [26.7| 20 | 30 | — | 80 | 50 |41.5| 2 | 0.3 2 [ TC. 110208
1 | P600.-D17..
B 4012C.F20.17,0.202.48R |M20| 17 [28.7| 20 | 30 | — | 88 | 50 |455| 2 | 0.3 2 [ Tc. . 110208
1 |P600.-D19..
B 4012C.F20.19,0.202.52R |M22| 19 [30.7| 20 | 30 | — | 96 | 50 |49.0| 2 | 0.3 2 | TC. 110208
[ ——— | | B4012C.F20.21,0.Z02.55R |M24 | 21 |32.7| 20 | 30 {32.0( 104 | 50 |51.5 2 | 0.4 [ | e =
o1 00 (B = bi& 2 | TC.. 110208
T X —
i 1 | P600.-D24..

' B 4012C.F25.24,0.202.61R |M27 | 24 |43.4| 2 42.6 | 117 7. 2 T
012C.F25.24,0.202.6 3 5| 35 6 56 | 57.0 0 2 | TC. . 16T308

B 4012C.F25.26,0.202.66R | M30 | 26 |45.4| 25 | 35 [44.4| 125 | 56 [62.0( 2 | 0.7 2 | Tc. . 16T308

1 | P600.-D26..

B 4012C.F32.29,0.202.71R |M33| 29 |48.4| 32 | 42 [ 470|138 | 60 [67.0| 2 | 1.2

2 | TC..16T308

1 | P600.-D29..

* Example: inserts with D = 12.00 mm to 12.99 mm can be fitted to this drill body.

Bodies and assembly parts are included in the scope of delivery.
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Diameter range 12-29.77 mm
Clockwise cutting, drilling depth 2.5 x D¢

Walter chamfer drills

B 4012C

=)

for DC min =
Assembly parts 12 14-15 17 19 21 24 26 29
mm mm mm mm mm mm mm mm
| Clamping screw FS 1396 FS1397 | FS1398 | FS1399 | FS1400 | FS1402 | FS 1403 | FS 1404
llgll‘-‘mj‘ for indexable insert P 600 . (IP7) (IP 8) (IP 8) (IP 15) (IP 20) (IP 20) (IP 25) (IP 25)
Tightening torque 1.2 Nm 2 Nm 2 Nm 4 Nm 5Nm 5Nm 5.5Nm 5.5Nm
Clamping screw for chamfer
insert TC . . 110208 FS 2061 (IP7)
Tightening torque 0.9Nm
Clamping screw for chamfer
insert TC . . 167308 FS 2063 (151P)
Tightening torque 3.0
IP = Torx Plus
. for D¢ min =
Accessories 12mm 14-17 mm 19 mm 21-24 mm 26-29 mm
@] Torque screwdriver FS 2001 FS 2003
Interchanaeable blade FS 2011 FS 2012 FS 2014 FS 2015 FS 2016
- 9 (Torx 7 IP) (Torx 8 IP) (Torx 15 IP) (Torx 20 IP) (Torx 25 IP)
Screwdriver FS 1490 FS 1483 FS 1485 FS 1486 FS 1487
(Torx 7 IP) (Torx 8 1P) (Torx 151P) (Torx 20 IP) (Torx 25 IP)
IP = Torx Plus
Indexable inserts
P M K N | S
HC HC
Diameter range - o
Dc s <
. . =< x<
Designation mm = =
l'g'\‘ P6001-D... 12-29.77 8
"© P6002-D... 12-29.77 =
\
© gestiset '
For chamfer inserts TC . . see page 95. @
-
ntave
9 moterd® :S“‘e
0 X
v “\ac\\'\t\'\“\,\. condit®

Drills

(0] ks

— 96

— 134
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Xtra-tec® INSERT DRILL

TOOI Designation n?r?w n?:n n?rzn n)w(:n n>1(r2n nl;% izlsé::: Type
Parallel shank with flat B 4212.F25.16,5.21.033R-2 | 16.5 25 32 58 56 33 0.30 2
l.a.w. 1SO 9766 B4212.F25.17.21.034R2 | 170 | 25 | 32 | 59 | 56 | 34 | 031 | 2
c 7 B4212F25.17,5.21.035R-2 | 17.5 | 25 | 32 | 60 | 56 | 35 | 032 | 2 P 4841 _XP_QR
il 1= I=——47" B4212F25.18.21.036R-2 | 180 | 25 | 32 | 61 56 | 36 | 033 | 2 .
o o | B4212.F25.18571.037R-2| 185 | 25 | 32 | 62 | 56 | 37 | 034 | 2
B4212.F25.19.21.038R-2 | 19.0 | 25 | 32 | 63 | 56 | 38 | 034 | 2 1x
B4212.F25.19,5.21.039R-2 | 195 | 25 | 32 | 64 | 56 | 39 | 035 | 2 Passe. C-2R
B4212.F25.20.21.040R-2 | 200 | 25 | 32 | 65 | 56 | 40 | 035 | 2
B4212.F25.20,5.21.041R-3 | 205 | 25 | 32 | 66 | 56 | 41 | 036 | 2
B4212.F25.21.Z1.042R-3 | 21.0 | 25 | 32 | 67 | 56 | 42 | 036 | 2 .
B4212.F25.21,5.21.043R-3 | 215 | 25 | 32 | 68 | 56 | 43 | 037 | 2 P 484 P-3R
B4212.F25.22.71.044R-3 | 220 | 25 | 32 | 69 | 56 | 44 | 037 | 2
B4212.F25.22,5.21.045R-3 | 225 | 25 | 32 | 70 | 56 | 45 | 038 | 2 "
B4212.F25.23.21.046R-3 | 230 | 25 | 32 | 71 56 | 46 | 038 | 2 1x
B4212.F25.23,521.047R-3| 235 | 25 | 32 | 72 | 56 | 47 | 039 | 2 P as4. C-oR
B4212.F25.24.71.048R-3 | 240 | 25 | 32 | 73 | 56 | 48 | 040 | 2
B4212.F25.24,521.049R-4 | 245 | 25 | 32 | 74 | 56 | 49 | 040 | 2
B4212.F25.25.21.050R-4 | 250 | 25 | 32 | 75 | 56 | 50 | 040 | 2
B4212.F32.25,5Z1.051R-4 | 255 | 32 | 40 | 83 | 60 | 51 | 050 | 2
B4212.F32.26.21.052R-4 | 26.0 | 32 | 40 | 84 | 60 | 52 | 050 | 2 P 4841 _Xp_4R
B 4212.F32.26,5.21.053R-4 | 265 | 32 | 40 | 85 | 60 | 53 | 060 | 2
B4212.F32.27.21.054R-4 | 27.0 | 32 | 40 | 8 | 60 | 54 | 070 | 2 '
B4212.F32.27.5.21.055R-4 | 275 | 32 | 40 | 8 | 60 | 55 | 070 | 2 1x
B4212.F32.28.21.056R-4 | 28.0 | 32 | 40 | 88 | 60 | 56 | 080 | 2 Fass. Can
B4212.F32.28,5.21.057R-4 | 285 | 32 | 40 | 89 | 60 | 57 | 090 | 2
B4212.F32.29.71.058R-4 | 290 | 32 | 40 | 9 | 60 | 58 | 090 | 2
B 4212.F32.29,5.21.059R-5| 295 | 32 | 40 | 91 60 | 59 | 090 | 2
B4212.F32.30.21.060R-5 | 300 | 32 | 40 | 92 | 60 | 60 | 092 | 2 1x
B4212.F32.31.Z1.062R-5 | 31.0 | 32 | 40 | 94 | 60 | 62 | 092 | 2 P484.P-5R
B4212.F32.32.21.064R-5 | 320 | 32 | 40 | 96 | 60 | 64 | 095 | 2 +
B4212.F32.33.21.066R-5 | 330 | 32 | 40 | 98 | 60 | 66 | 095 | 2 i
B4212.F32.34.21.068R-5 | 340 | 32 | 40 | 100 | 60 | 68 | 1.00 | 2 P 484 .C-5R
B4212.F32.35.21.070R-5 | 350 | 32 | 40 | 102 | 60 | 70 | 1.00 | 2

Bodies, assembly parts and screwdrivers are included in the standard pack.

Attention: where through bores are created by a rotating tool, a disc forms which is ejected.
Please implement safety measures.
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Walter drills

Diameter range 16.5-35 mm
Clockwise cutting, drilling depth 2 x D¢

Assembly parts Dg=16.5-20mm  Dg=20.5-24mm  Dg=245-29mm  Dg =29.5-35 mm
[ ) Clamping screw FS 2111 FS 1454 FS 1457 FS 2080
1%=| for insert (Torx 7 IP) (Torx 8 IP) (Torx 9 IP) (Torx 15 IP)
Tightening torque 0.9 Nm 1.2Nm 2.0Nm 2.5Nm
IP = Torx Plus
Accessories Dc=16.5-20mm  Dg=20.5-24mm  Dg=245-29mm  Dg =29.5-35 mm
@] Torque screwdriver FS 2001 FS 2001 FS 2003 FS 2003
—— Interchangeable blade FS 2011 FS 2012 FS 2013 FS 2014
. FS 2088 FS 1483 FS 1484 FS 1485
@: Screwdriver (Torx 7 IP) (Torx 8 IP) (Torx 9 1P) (Torx 15 1P)
IP = Torx Plus
Indexable inserts
P M K N|S
HC HC HW | HC | HC
LI B[ Q| g|@| 2|88 Q|22
T &S| ||| 88|26 %
Designation Size =S| =|2|s|2|E|=|=5|E|2|2|8
Outerinsert P 4840P —.R-A57 2-5 IS S S| = ")
P 4840P - .R - E 57 2-5 S S = S| = =
Centreinsert P4841C-.R-A57 2-5 A
P4841C-.R-E57 2-5 A
-
§ ®
e inser \ Tiger-tec
fauou’
mm\P-"“\e an\e
good c.om\'\\'“‘“s

(o] ks

— 93 — 138
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Xtra-tec® INSERT DRILL

TOOI Designation n?r?w n?:n n?rzn n)w(:n n>1(r2n nl;% izlsé::: Type
Parallel shank with flat B 4213.F25.16,5.21.049R-2 | 16.5 | 25 32 75 56 49 | 034 | 2
l.a.w. 1SO 9766 B4213.F25.17.21.051R2 | 170 | 25 | 32 | 76 | 56 | 51 | 035 | 2
e B4213.F25.17,5.21.052R-2 | 17.5 | 25 32 77 56 52 | 035 | 2 p 4841 _Xp_2R
Do e — = NIE——1¢ ‘? B4213.F25.18.21.054R-2 18.0 | 25 32 79 56 54 | 0.35 2 N
e o | B 4213.F25.18,5.21.055R-2 | 18.5 | 25 32 80 56 55 | 035 | 2
B4213.F25.19.21.057R-2 | 19.0 | 25 32 82 56 57 | 036 | 2 1x
B 4213.F25.19.5.Z1.058R-2 | 19.5 | 25 32 84 56 58 | 037 | 2 Pass. C2R
B 4213.F25.20.21.060R-2 | 20.0 | 25 32 85 56 60 | 038 | 2
B 4213.F25.20.5.21.061R-3 | 20.5 | 25 32 87 56 61 | 039 | 2
B 4213.F25.21.21.063R-3 | 21.0 | 25 32 88 56 63 | 040 | 2 .
B 4213.F25.21.5.21.064R-3 | 21.5 | 25 32 90 56 64 | 0.41 2 P484 P-3R
B 4213.F25.22.71.066R-3 | 22.0 | 25 32 91 56 66 | 042 | 2
B 4213.F25.22.5.21.067R-3 | 22.5 | 25 32 93 56 67 | 043 | 2 "
B 4213.F25.23.21.069R-3 | 23.0 | 25 32 94 56 69 | 043 | 2 1x
B 4213.F25.23.5.21.070R-3 | 235 | 25 32 26 56 70 | 044 | 2 P as4. C-oR
B 4213.F25.24.21.072R-3 | 24.0 | 25 32 97 56 72 | 044 | 2
B 4213.F25.24.5.21.073R-4 | 245 | 25 32 99 56 73 | 045 | 2
B 4213.F25.25.21.075R-4 | 25.0 | 25 32 | 100 | 56 75 | 050 | 2
B 4213.F32.25.5.21.076R-4 | 25.5 | 32 40 | 109 | 60 76 | 070 | 2 .
B 4213.F32.26.21.078R-4 | 26.0 | 32 40 10 | 60 78 | o070 | 2 P 484 P-4R
B 4213.F32.26.5.21.079R-4 | 26.5 | 32 40 12 | 60 79 | 074 | 2
B 4213.F32.27.Z1.081R-4 | 27.0 | 32 40 13 | 60 g1 | 075 | 2 '
B 4213.F32.27.5.Z1.082R-4 | 27.5 | 32 40 15 | 60 82 | 077 | 2 1x
B 4213.F32.28.21.084R-4 | 28.0 | 32 40 16 | 60 84 | 080 | 2 Fass. Can
B 4213.F32.28.5.21.085R-4 | 28.5 | 32 40 | 118 | 60 85 | 0.80 | 2
B 4213.F32.29.21.087R-4 | 29.0 | 32 40 19 | 60 87 | 080 | 2
B 4213.F32.29.5.Z1.088R-5 | 29.5 | 32 40 | 121 60 88 | 082 | 2
B 4213.F32.30.21.090R-5 | 30.0 | 32 40 | 122 | 60 9 | o085 | 2 1x
B4213.F32.31.21.093R-5 | 31.0 | 32 40 | 125 | 60 93 | 085 | 2 P484.P-5R
B 4213.F32.32.21.096R-5 | 32.0 | 32 40 | 128 | 60 9% | 09 | 2 +
B 4213.F32.33.21.099R-5 | 33.0 | 32 40 | 131 60 99 | 093 | 2 i
B 4213.F32.34.21.102R-5 | 34.0 | 32 40 | 134 | 60 | 102 | 095 | 2 P 484 .C-5R
B 4213.F32.35.21.105R-5 | 35.0 | 32 40 | 137 | 60 | 105 | 1.00 | 2

Bodies, assembly parts and screwdrivers are included in the standard pack.
Attention: where through bores are created by a rotating tool, a disc forms which is ejected.
Please implement safety measures.

= New addition to range
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Walter drills

Diameter range 16.5-35 mm
Clockwise cutting, drilling depth 3 x D¢

B 4213
==

Assembly parts Dg=16.5-20mm  Dg=20.5-24mm  Dg=245-29mm  Dg =29.5-35 mm
[ ) Clamping screw FS 2111 FS 1454 FS 1457 FS 2080
1%=| for insert (Torx 7 IP) (Torx 8 IP) (Torx 9 IP) (Torx 15 IP)
Tightening torque 0.9 Nm 1.2Nm 2.0Nm 2.5Nm
IP = Torx Plus
Accessories Dc=16.5-20mm  Dg=20.5-24mm  Dg=245-29mm  Dg =29.5-35 mm
@] Torque screwdriver FS 2001 FS 2001 FS 2003 FS 2003
—— Interchangeable blade FS 2011 FS 2012 FS 2013 FS 2014
. FS 2088 FS 1483 FS 1484 FS 1485
@: Screwdriver (Torx 7 IP) (Torx 8 IP) (Torx 9 1P) (Torx 15 1P)
IP = Torx Plus
Indexable inserts
P M K N|S
HC HC HW | HC | HC
LI B[ Q| g|@| 2|88 Q|22
T &S| ||| 88|26 %
Designation Size =S| =|2|s|2|E|=|=5|E|2|2|8
Outerinsert P 4840P —.R-A57 2-5 IS S S| = ")
P 4840P - .R - E 57 2-5 S S = S| = =
Centreinsert P4841C-.R-A57 2-5 A
P4841C-.R-E57 2-5 A
-
§ ®
e inser \ Tiger-tec
fauou’
mm\P-"“\e an\e
good c.om\'\\'“‘“s

(o] ks

— 93 — 138
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Xtra-tec® INSERT DRILL

TOOI Designation n?r?w n?:n n?rzn n)w(:n n>1(r2n nl;% izlsé::: Type
Parallel shank with flat B 4214.F25.17.21.068R-2 17 25 32 93 56 68 | 034 | 2 1x
l.a.w. 1SO 9766 B4214.F25.18.21.072R2 | 18 | 25 | 32 | 97 | 56 | 72 | 0.36 | 2 P484.P-2R
B 4214.F25.19.Z1.076R-2 19 25 32 | 101 | 56 76 | 038 | 2 1+X
B 4214.F25.20.21.080R-2 20 25 32 | 105 | 56 80 | 040 | 2 P484.C-2R
B 4214.F25.21.21.084R-3 21 25 32 | 109 | 56 84 | 042 | 2
B 4214.F25.22.71.088R-3 22 25 32 | 113 | 56 88 | 045 | 2 pas 41 _XP_SR
B 4214.F25.23.21.092R-3 23 25 32 | 117 | 56 92 | 047 | 2 +
B 4214.F25.24.71.096R-3 24 25 32 | 121 | 56 9% | 050 | 2 bas 41.XC—3R
B 4214.F25.25.1.100R-4 25 25 32 | 125 | 56 | 100 | 052 | 2
B 4214.F32.26.21.104R-4 26 32 40 | 136 | 60 | 104 | 0.80 | 2 1x
B 4214.F32.27.21.108R-4 27 32 40 | 140 | 60 | 108 | 0.83 2 P484.P-4R
B 4214.F32.28.21.112R-4 28 32 40 | 144 | 60 | 112 | 086 | 2 1+x
B 4214.F32.29.21.116R-4 29 32 40 | 148 | 60 | 116 | 0.90 | 2 P484.C-4R
B 4214.F32.30.21.120R-5 30 32 40 | 152 | 60 | 120 | 093 | 2
B 4214.F32.31.Z1.124R-5 31 32 40 | 156 | 60 | 124 | 095 | 2 1x
B 4214.F32.32.21.128R-5 32 32 40 | 160 | 60 | 128 | 1.00 | 2 P484.P-5R
B 4214.F32.33.21.132R-5 33 32 40 | 164 | 60 | 132 | 105 | 2 1+X
B 4214.F32.34.71.136R-5 34 32 40 | 168 | 60 | 136 | 1.07 | 2 P484.C-5R
B 4214.F32.35.21.140R-5 35 32 40 | 172 | 60 | 140 | 120 | 2

Bodies, assembly parts and screwdrivers are included in the standard pack.

Attention: where through bores are created by a rotating tool, a disc forms which is ejected.
Please implement safety measures.
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Walter drills

Diameter range 17-35 mm
Clockwise cutting, drilling depth 4 x D¢

Assembly parts Dc = 17-20 mm Dc=21-24mm Dc=25-29mm  Dg =30-35mm
[ ) Clamping screw FS 2111 FS 1454 FS 1457 FS 2080
i%=l forinsert (Torx 7 IP) (Torx 8 IP) (Torx 9 1P) (Torx 15 1P)
Tightening torque 0.9 Nm 1.2Nm 2.0Nm 2.5Nm
IP = Torx Plus
Accessories D¢ = 17-20 mm D¢ =21-24 mm D¢ =25-29 mm D¢ =30-35mm
@] Torque screwdriver FS 2001 FS 2001 FS 2003 FS 2003
- Interchangeable blade FS 2011 FS 2012 FS 2013 FS 2014
. FS 2088 FS 1483 FS 1484 FS 1485
@: Screwdriver (Torx 7 IP) (Torx 8 IP) (Torx 9 1P) (Torx 15 1P)
IP = Torx Plus
Indexable inserts
P M K N|S
HC HC HW | HC | HC
0 [Te} [Tr) o '] w 0 w0 re) r] 2]
¥lela|cla|2(el|z|E|gls
Designation Size === = | = ||| =|=|=|=
Outerinsert P 4840P —.R-A57 2-5 IS S S| = ")
P 4840P - .R - E 57 2-5 S S = S| = =
Centreinsert P4841C-.R-A57 2-5 A
P4841C-.R-E57 2-5 A
-
§ ®
e inser \ Tiger-tec
fauou’
qoterd® a0
gooﬁ ' 00“‘““0“5
ac“'“\\““
o
s
— 93 — 138
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[N

(1

L1

Basic body
dq Dc
TOOI Designation mm mm Bridge Cartridge holder
modular adaptor
150-220 EB 124
B 3224G.N8.150-640 NCT 80 EB 122

220-290 EB 125
290-360 EB 126
360-430 EB 127
430-500 EB 128
500-570 EB 129
570-640 EB 130

For assembly aids, refer to the general catalogue, page 782.

Bodies and assembly parts are included in the scope of delivery.

Assembly parts Designation Tightening torque

Clamping screw

= for bridge FS 1114 (SW 10) 120 Nm

= Clamping screw

‘Ei for cartridge holder FS 1113 (SW6) 25Nm

= Fitting screw FS 1097 (SW 8) 50 Nm

Spring washer FS 1102

E—J) Adjusting screw FS 1109 (SW 2.5)

Cl i
i amping screw FS 1030 (Torx 20) 5Nm

forinsert

—
N
N

Boring and precision boring tools




Walter BoringMAX! B 3224

bridge-type, two-flute boring tool dia. 150-640 mm
k =90°/ Z =2/ NCT slot rotated 90°
compared to B 3220 H
<~ 150 —>
.
J|
1T
[
1T
'_
Bl
| Dc
| —
Cartridge with C-insert Complete tool
©
Designation Type kg designation with C-insert
7.9 B 3224.N8.150-220.22.CC12
EB 217.CC12 CCMT12..
9.2 B 3224.N8.220-290.Z22.CC12
10.5 B 3224.N8.290-360.22.CC12
1.7 B 3224.N8.360-430.Z2.CC12
13.0 B 3224.N8.430-500.22.CC12
14.3 B 3224.N8.500-570.Z2.CC12
15.5 B 3224.N8.570-640.22.CC12
Accessories

@ Screwdriver
for clamping screw FS 228 (Torx 20)
% DIN 911 Allen key SW2,5/SW6/SW8/SW 10

(0] ks

=102 | - 144
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Set contents
D¢ Set . .
Tool mm Designation Toolholder Designation
EB 611.WC03
‘ X1— Boring bar EB 615.WC03
x | ‘
Ts Tf[ﬂ][ 09 |) 5 10-32 B 4035 Set 1 EB 619.WC03
Extension EB 642
Basic body B 4035 basic body
EB 625
[ g4 X Extension
[
065 T4 00 [E===9 32-68 B 4035 Set 2 EB 627
gaztl
Basic body B 4035 basic body
EB 631
Bridge
7 X1 EB 632
Counterweight EB 635
D
¢ 68-124 B 4035 Set 3 Basic body B 4035 basic body

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

—

=

Designation Tightening torque
Clamping screw FS 2084 (IP 7) forWC . . 0302 . . 0.9 Nm
forinsert FS 1454 (IP 8) for WC . . 0402 . . 0.9 Nm
Locking screw
for basic body FS 2101 (SW4) 8.0 Nm
Clamping grub screw FS 2102 (SW 4) 8.0 Nm

for boring bar

FS 2088 (IP 7) for FS 2084

Screwdriver FS 1483 (IP 8) for FS 1454
Coolant supply adaptor EB 636

Battery FS 2104

Battery compartment FS 2103

gasket

Battery compartment cover | FS 2105
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Walter PrecisionP/G/TAL

Precision boring tools as boxed set

B 4035

dia. 10—124 mm

k=93"/Z2=1
D * D X
Insert holder Designation Copt. c 1
mm mm mm Type
10-11 10-17 27
14-15 14-21 47 WC..0302..
18-19 18-25 65
EB 644.WC04 20-22 20-24 81
Cartridge EB 621.WC04 24-26 24-28 81 WC..0402..
EB 623.WC04 28-30 28-32 81
EB 629.WC04 32-41 63
Cartridge
EB 630.WC04 41-50 63
WC ..0402..
EB 629.WC04 50-59 72
Cartridge
EB 630.WC04 59-68 72
EB 634.WC04 68-96 32.5
Cartridge WC..0402..
EB 634.WC04 96-124 32.5
* D¢ opt. = Diameter range at optimum balance for maximum speeds
Accessories
/ DIN 911 Allen key SW1,5/8SW3

e

T-handle

FS 1174 (T 25)

Boring and precision boring tools

(0] ks

-

107 [ — 146
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Dc opt.” Dc dq dy Xq Xo

Tool Designation mm mm mm mm mm mm Type
Basic body
77—
G]LT%S — [ﬁl } B 4035 Basic Set, metric —
One-piece insert holder EB 603.WXP15 3-4 3-10 6 10
—xq B EB 604.WXP15 4-5 4-11 6 10
(?:%ﬁ# EB 605.WXP15 5-6 5-12 6 10
EB 606.WXP15 5-6 5-12 6 20
EB 607.WXP15 6-7 6-13 6 20 N
EB 608.WXP15 6-7 6-13 6 30
EB 609.WXP15 8-9 8-15 8 23
EB 610.WXP15 8-9 8-15 8 48
Boring bar EB 611.WC03 10-11 10-17 17 27
‘ X EB 612.WC03 1-12 1-18 17 27
o [ —==o1g | EB6I3WC03 12-13 | 12-19 17 42
] Pc  EB614.WC03 13-14 13-20 17 42
EB 615.WC03 14-15 14-21 17 47
EB 616.WC03 15-16 15-22 17 47
EB 617.WC03 16-17 16-23 17 57
EB 618.WC03 17-18 17-24 17 57 WC..0302..
EB 619.WC03 18-19 18-25 17 65
EB 620.WC03 19-20 19-26 17 65
EB 637.WC03.CS 10-12 17 52
EB 638.WC03.CS 12-14 17 62
EB 639.WCO03.CS 14-16 17 72
EB 640.WCO03.CS 16-18 17 82
EB 641.WC03.CS 18-20 17 92

* D¢ opt. = Diameter range at optimum balance for maximum speeds
Bodies and assembly parts are included in the scope of delivery.

EB . ..CS = Solid carbide shank:
Advantages: increased rigidity, reduced deflection, vibration neutralisation.
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Add-on components and individual parts

B 4035

dia. 3—20 mm

=3

Assembly parts d;=6mm d;=8mm d{=17mm

| ; Threaded plug FS 2093 (SW 3) FS 2093 (SW 3) —
Tightening torque 4 Nm 4 Nm

N ) Clamping screw

‘i=| for indexable insert - - FS 2084 (IP7)
Tightening torque 0.9 Nm

For basic body assembly parts, refer to page 122. IP = Torx Plus

Accessories dy=6mm dy=8mm dy=17mm
Adaptors EB 601 EB 602 —
Screwdriver DIN 911 (SW 3) DIN 911 (SW 3) FS 2088 (IP 7)

Drills

IP = Torx Plus

(0] ks
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do X4 Xo
Tool Designation mm mm mm Type
Basic body
77
’ @L B 4035 Basic Set, metric
sz 745 £ [ (1
Cartridges EB 644.WC04 20-22 20-24 12
EB 645.WC04 22-24 22-26 12
(] :@]
EB 621.WC04 24-26 24-28 12
EB 622.WC04 26-28 26-30 12
— EB 623.WC04 28-30 28-32 12
— EB 624.WC04 30-32 | 30-34 12 WC..0402..
32-41
EB 629.WC04 50-592 14
41-50'
EB 630.WC04 59682 14
EB 634.WC04 68-124 16.5
Extension EB 642 20-32 25 72
X EB 643.CS 20-32 108
f
d2 ol P {rrmmer=ly EB625 32-50 285 52 B
EB 626 32-50 28.5 88
EB 627 50-68 46 61
EB 628 50-68 46 106
Bridge — Xi EB 631 68-96 16
M Ln EB 632 96124 16
I =]
i
I _
,F,f
=
1:1’_"' EB 635 (counterweight)
* D¢ opt. = Diameter range at optimum balance for maximum speeds
1 = in combination with EB 625 / EB 626
2= in combination with EB 627 / EB 628
Bodies and assembly parts are included in the scope of delivery.
EB ... CS = Solid carbide shank:
Advantages: increased rigidity, reduced deflection, vibration neutralisation.
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Add-on components and individual parts

B 4035

dia. 20—124 mm

==

Assembly parts

Dc =20-32 mm

D¢ =32-68 mm

D¢ =68-124 mm

Clamping screw
for indexable insert

Tightening torque

FS 1454 (IP 8)

0.9Nm

Clamping screw
for cartridge

Tightening torque

FS 2094 (T 25)

8.0 Nm

FS 2096 (SW 4)

8.0 Nm

Clamping bolt
for extension

FS 2095

Clamping screw
for bridge

Tightening torque

FS 2100 (SW 4)

8.0 Nm

Clamping screw for
cartridge/counterweight

Tightening torque

FS 2097 (SW 4)

8.0 Nm

Threaded plug
for coolant

FS 2098 (SW 1.5)

Seal for bridge

FS 2099

For basic body assembly parts, refer to page 122.

IP = Torx Plus

Accessories

Screwdriver
for indexable insert

FS 1483 (IP 8)

Screwdriver
for extension

FS 1174 (T 25)

DIN 911 Allen key SW1,5/8wW4
Coolant supply adaptor
for bridge EB 636

Drills

IP = Torx Plus

(0] ks

— 107 | — 146

131



[N

©
©
Basic body
dy D¢ Balance Cartridge
TOOI Designation mm mm Bridge compensation holder
modular adaptor
150-220 EB 124 —
290-360 EB 126
360-430 EB 127 EB 121 EB 123
430-500 EB 128
500-570 EB 129
570-640 EB 130
For assembly aids, refer to the general catalogue, page 782.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts Designation Tightening torque
Clamping screw
==, for bridge FS 1114 (SW 10) 120 Nm
— Locking screw for
Se—— balance weight slide FS 1086 (SW 6) 25Nm
. . Clamping screw
S for cartridge holder and FS 1113 (SW 6) 25Nm
balance weight
_ Clamping screw
S —— for cartridge FS 1092 (SW 5) 12 Nm
N ] Clamping screw
ampine FS 379 (Torx 8) 2.5Nm

Boring and precision boring tools




Walter PrecisionVAX

bridge-type precision boring tool

Kk=95"/x=93",Z=1/NCT slot rotated 90°

compared to B 3230

<)

B 3234

dia. 150-640 mm

Cartridge with C-insert Cartridge with W-insert ‘@ Complete tool
Standard Standard

Designation Type Designation Type kg designation with C-insert designation with W-insert
7.9 B 3234.N8.150-220.21.CC06 | B 3234.N8.150-220.Z1.WC05
9.2 B 3234.N8.220-290.Z21.CC06 | B 3234.N8.220-290.Z1.WC05
10.5 B 3234.N8.290-360.21.CC06 | B 3234.N8.290-360.Z1.WC05

EB 329.CC06 CCGTO06. . EB 349.WC05 WCGT 05 . . 1.7 B 3234.N8.360-430.21.CC06 | B 3234.N8.360-430.Z21.WC05
13.0 B 3234.N8.430-500.21.CC06 | B 3234.N8.430-500.Z21.WC05
14.3 B 3234.N8.500-570.Z1.CC06 | B 3234.N8.500-570.Z21.WC05
15.5 B 3234.N8.570-640.Z1.CC06 | B 3234.N8.570-640.Z1.WC05

Accessories
(@: Sorewdriver FS 230 (Torx 8)
or clamping screw
% DIN 911 Allen key SW5/SW6/SW 10

Boring and precision boring tools
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Cutting data for drilling

with Xtra-tec® rPoOINT DRILL

hardened

Drill bit
. . . . m N
Classification of the main material groups T | Starting feed rate f [mm/rev.]
and code letters 2|3
< )
s |2
© - c
e = £ D¢ [mm] D¢ [mm] Dc [mm]
QL S c e
o =
§ S | Workpiece material m = 12.0-15.9 16.0-21.9 22.0-31.75
Approx. 0.15% C annealed 125 1 0.20 0.25 0.30
Approx. 0.45% C annealed 190 2 0.20 0.25 0.30
Unalloyed steel Approx. 0.45% C tempered 250 3 0.20 0.22 0.30
Approx. 0.75% C annealed 270 4 0.18 0.22 0.25
Approx. 0.75% C tempered 300 5 0.18 0.22 0.25
annealed 180 6 0.20 0.25 0.30
P 1 tempered 275 7 0.20 0.25 0.30
Low-alloy steel
tempered 300 8 0.20 0.25 0.30
tempered 350 9 0.18 0.22 0.25
High-alloyed steel and annealed 200 10 0.18 0.22 0.25
high-alloyed tool steel’ hardened and tempered 325 | 11 0.18 0.22 0.25
. 1 annealed ferritic/martensitic 200 12 0.15 0.20 0.22
Stainless steel
martensitic. quenched and tempered | 240 13 0.15 0.20 0.22
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15 0.20 0.25 0.40
Grey cast iron
pearlitic (martensitic) 260 16 0.20 0.25 0.40
K Cast iron with spheroidal ferritic 160 17 0.20 0.25 0.35
graphite pearlitic 250 | 18 0.20 0.25 0.35
) ferritic 130 19 0.20 0.25 0.30
Malleable cast iron
pearlitic 230 20 0.20 0.25 0.30
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened 90 | 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 9 | 27
(bronze/brass) Bronze, lead-free copper and
: 100 | 28
electrolytic copper
Curable plastics,
. : ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3
hardened 280 32
Heat-resistant alloys Ni or annealed 250 33
S Co based hardened 350 | 34
cast 320 | 35
Pure titanium 400° | 36
Titanium alloys
Y Alpha + Beta alloys, 10503 37

'and cast steel
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2and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.
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Tiger-tec®

Drilling

Cutting tool material grades

Starting figure for cutting speed v¢c [m/min]

HC = Coated grades

WXP 45 WXK 25
vc [m/min] vc [m/min]

Upto3xD 5xD 7xD Upto3xD 5xD 7xD

120 100 90

120 100 90

110 90 80

10 90 80

90 80 70 90 80 80

120 100 90

120 100 90

110 100 80 10 10 100

90 80 80 80 80 70

80 70 60

80 70 60 80 80 70

70 60 50

70 60 50

140 130 120 180 170 160

130 120 10 170 160 150

120 10 100 130 120 110

120 100 100 130 120 110

10 100 90 120 110 100

110 100 90 120 10 100

The specified cutting values are recommended values. Adjustment to the specific application conditions is recommended.

When using the B 4017 drill, a centre hole produced by a B 4013 or NC centring drill is recommended.

Technical information — Drilling
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Cutting data for drilling

with indexable insert drills, dia. 10—-18 mm

Indexable inserts

- . . . m N
Classification of the main material groups T | Starting feed rate f [mm/rev.]
and code letters 3 3
0 s LCMX LCMX LCMX
g o -B57 -D57 —-ES57
T < IS D¢ [mm] D¢ [mm] D¢ [mm]
c [} <
L35 c e
o =
§ S | Workpiece material o = 10-12 | 12.5-18 | 10-12 | 12.5-18 | 10-12 | 12.5-18
Approx. 0.15% C annealed 125 1 0.05 0.06 0.06 0.07
Approx. 0.45% C annealed 190 2 0.06 0.08 0.06 0.08 0.08 0.12
Unalloyed steel Approx. 0.45% C tempered 250 3 0.05 0.07 0.07 0.10
Approx. 0.75% C annealed 270 4 0.05 0.06 0.07 0.10
Approx. 0.75% C tempered 300 5 0.05 0.06 0.07 0.10
annealed 180 6 0.06 0.07 0.07 0.08 0.08 0.12
P 1 tempered 275 7 0.07 0.08
Low-alloy steel
tempered 300 8 0.07 0.08 0.08 0.10
tempered 350 9 0.06 0.07 0.07 0.08
High-alloyed steel and annealed 200 10 0.06 0.08 0.07 0.10
high-alloyed tool steel’ hardened and tempered 325 | 11 0.05 0.07 0.06 0.08
. 1 annealed ferritic/martensitic 200 12 0.06 0.08 0.07 0.10
Stainless steel
martensitic. quenched and tempered | 240 13 0.05 0.07 0.06 0.08
M Stainless steel' austenitic?, quench hardened 180 14 0.05 0.06 0.06 0.07
. pearlitic/ferritic 180 15 0.09 0.10 0.10 0.12 0.10 0.14
Grey cast iron
pearlitic (martensitic) 260 16 0.07 0.08 0.08 0.10 0.08 0.12
K Cast iron with spheroidal ferritic 160 17 0.07 0.09 0.08 0.10 0.10 0.12
graphite pearlitic 250 | 18 0.06 0.08 0.07 0.08 0.08 0.10
. ferritic 130 19 0.09 0.10 0.10 0.12 0.10 0.14
Malleable cast iron
pearlitic 230 | 20 0.07 0.08 0.08 0.10 0.08 0.12
. cannot be hardened 60 21 0.08 0.10
Aluminium wrought alloys
precipitation hardenable, 100 22 0.08 0.10
<12% Si, not precipitation 75 23 0.08 0.10
Cast aluminium alloys < 12% Si, precipitation hardenable, 90 24 0.08 0.10
> 12% Si, not precipitation 130 25 0.08 0.10
N Machining alloys, Pb > 1% 110 26 0.10 0.12 0.10 0.14
Copper and copper alloys Brass, red brass 90 27 0.08 0.10 0.08 0.10
(bronze/brass) B lead-f
ronze, lead-free copper and 100 | 28 008 | of0 | 008 | 010
electrolytic copper
Curable plastics,
. : ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3 0.05 0.06 0.05 0.06 0.05 0.06
hardened 280 32 0.04 0.05 0.04 0.05
Heat-resistant alloys Ni or annealed 250 33 0.04 0.05 0.04 0.05
S Co based hardened 350 | 34 004 | 005 | 004 | 005
cast 320 35 0.04 0.05 0.04 0.05
Pure titanium 400° | 36
Titanium alloys Alpha + Beta all
pha - beta alloys, 1050%| 37 | o.06 0.08 0.06 0.08
hardened

'and cast steel
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2and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.
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Tiger-tec®

Drilling

Cutting tool material grades

Starting figure for cutting speed v¢c [m/min]

HC = Coated grades

WAP 20 WKP 25 WKP 35 WTP 35 WSP 45 WXP 40
f [mm/rev.] f [mm/rev.] f [mm/rev.] f [mm/rev.] f [mm/rev.] f [mm/rev.]

0.06 0.10 0.06 0.10 0.06 0.10 0.06 0.10 0.06 0.10 0.06 0.10
260 240 290 260 260 240 220 200 220 200 200 180
240 220 260 240 220 200 160 150 160 150 150 140
220 200 240 220 200 180 150 140 150 140 140 130
200 180 220 200 180 140 140 130 140 130 130 120
180 160 200 180 150 130 130 120 130 120 120 110
240 220 260 240 220 200 180 170 180 170 150 140
220 200 240 220 200 180 160 150 160 150 140 130
200 180 220 200 190 170 150 130 150 130 140 120
180 160 200 180 180 150 150 130 150 130 140 120
200 180 220 200 180 170 140 130 140 130 130 120
160 150 180 170 150 140 130 120 130 120 120 110
200 180 180 170 140 130 140 130 130 120
160 150 150 140 130 120 130 120 120 110
220 200 180 160 180 160 160 150
220 200 240 220 220 200 180 160 160 140
160 150 180 170 180 150 140 130 130 120
150 140 170 150 150 140 130 120 130 120
130 120 140 130 140 130 120 110 110 100
220 200 240 220 220 200 180 160 160 140
160 150 180 170 180 150 140 130 130 120

300 300 300 300

250 250 250 250

350 300 350 300

300 250 300 250

300 250 300 250
100 100 80 80 80 80 80 80
80 80 60 60 60 60 60 60
60 60 50 50 50 50 50 50
50 50 40 40 40 40 40 40
50 50 40 40 40 40 40 40

50 45 50 45

The specified cutting values are recommended values. Adjustment to the specific application conditions is recommended.

When using drills with a drilling depth of more than 3 x D the following reductions are recommended:
Reduction of feed rate when spot drilling

Drilling depth
>3xD

Reduction of cutting speed

20 %

30 %

Technical information — Drilling
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Cutting data for drilling

with Xtra-tec® INSERTDRILL, dia. 16.5-35 mm

Indexable inserts

Starting feed rate f [mm/rev.]

hardened

. . . . m
Classification of the main material groups T |
and code letters 2|3 A57
= [S)
o
s |2 Size 2 Size 3 Size 4 Size 5
© = £
5 e D = D¢ [mm] D¢ [mm] D¢ [mm] D¢ [mm]
=1 c o
T 0 ) ) = <
S 5 | Workpiece material o = 16.5-20.4 20.5-24.4 24.5-29.4 29.5-35
Approx. 0.15% C annealed 125 1 0.06 0.06 0.09 0.12
Approx. 0.45% C annealed 190 2 0.09 0.10 0.13 0.18
Unalloyed steel’ Approx. 0.45% C tempered 250 | 3 0.10 0.12 0.15 0.18
Approx. 0.75% C annealed 270 4 0.09 0.10 0.13 0.18
Approx. 0.75% C tempered 300 5 0.09 0.10 0.13 0.18
annealed 180 6 0.10 0.12 0.15 0.20
P 1 tempered 275 7 0.09 0.10 0.13 0.15
Low-alloy steel
tempered 300 8 0.09 0.10 0.13 0.15
tempered 350 9 0.06 0.06 0.09 0.12
High-alloyed steel and annealed 200 10 0.10 0.12 0.15 0.18
high-alloyed tool steel’ hardened and tempered 325 | 11 0.09 0.10 0.13 0.15
. 1 annealed ferritic/martensitic 200 12 0.09 0.10 0.13 0.15
Stainless steel
martensitic. quenched and tempered | 240 13 0.09 0.10 0.13 0.15
M Stainless steel' austenitic?, quench hardened 180 14 0.07 0.08 0.10 0.13
. pearlitic/ferritic 180 15 0.13 0.15 0.18 0.23
Grey cast iron
pearlitic (martensitic) 260 16 0.10 0.12 0.15 0.20
K Cast iron with spheroidal ferritic 160 17 0.13 0.15 0.18 0.23
graphite pearlitic 250 | 18 0.10 0.12 0.18 0.23
) ferritic 130 19 0.13 0.15 0.18 0.23
Malleable cast iron
pearlitic 230 20 0.10 0.12 0.15 0.20
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened | 90 | 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
: 100 | 28
electrolytic copper
Curable plastics,
. : ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3 0.08 0.09 0.12 0.15
hardened 280 32 0.06 0.06 0.09 0.12
Heat-resistant alloys Ni or annealed 250 33 0.08 0.09 0.12 0.15
S Co based hardened 350 | 34 0.06 0.06 0.09 0.12
cast 320 | 35 0.06 0.06 0.09 0.12
Pure titanium 400° | 36
Titanium alloys +
Y Alpha * Beta alloys, 10503] 37 0.08 0.09 0.12 0.14

'and cast steel
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2and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue, page 798 onwards.
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Tiger-tec®

Drilling

Indexable inserts

Cutting tool material grades for outer insert [P 484 . P..]

Starting feed rate f [mm/rev.]

Starting figure for cutting speed vg [m/min]

E 57 HC = Coated grades
Size 2 Size 3 Size 4 Size 5 WKP 25 WKP 35 WSP 45
for Dg [mm] for D¢ [mm] for Dg [mm] for Dg [mm] f [mm/rev.] f [mm/rev.] f [mm/rev.]
16.5-20.4 20.5-24.4 24.5-29.4 29.5-35 0.06 0.10 0.16 0.06 0.10 0.16 0.06 0.10 0.16

0.06 0.06 0.09 0.12 350 320 - 300 270 - 250 220 -
0.07 0.08 0.11 0.17 260 240 220 220 200 180 170 160 150
0.08 0.10 0.13 0.17 240 220 200 200 180 150 150 140 130
0.07 0.08 0.1 0.17 220 200 180 180 150 140 140 130 120
0.07 0.08 0.1 0.17 190 170 150 150 130 120 130 120 110
0.08 0.10 0.13 0.19 260 240 220 220 200 180 170 160 160
0.07 0.08 0.11 0.14 240 220 200 200 180 150 150 140 130
0.07 0.08 0.11 0.14 220 200 180 190 170 140 150 130 120
0.06 0.06 0.09 0.1 200 180 170 180 150 140 150 130 120
0.08 0.10 0.13 0.17 220 200 180 200 170 150 140 130 120
0.07 0.08 0.1 0.14 220 160 150 200 140 130 130 120 110
0.07 0.08 0.1 0.14 190 170 150 110 130 120
0.07 0.08 0.11 0.14 180 140 130 130 120 110
0.07 0.08 0.10 0.13 220 200 - 180 170 -
0.10 0.12 0.15 0.22 240 220 200 220 200 180 180 160 130
0.08 0.09 0.12 0.19 200 160 150 180 150 130 150 130 110
0.10 0.12 0.15 0.22 160 150 140 150 140 130 150 130 120
0.08 0.09 0.12 0.22 150 140 130 140 130 120 120 110 110
0.10 0.12 0.15 0.22 240 220 200 220 200 180 180 150 130
0.08 0.09 0.12 0.19 220 170 140 200 150 130 140 130 120
0.09 0.10 0.12 0.14 500 500 500
0.09 0.10 0.12 0.17 450 450 450
0.10 0.12 0.15 0.17 300 300 300
0.10 0.12 0.15 0.17 250 250 250
0.10 0.12 0.15 0.17 200 200 200
0.12 0.14 0.17 0.22 350 300 250
0.12 0.14 0.17 0.22 300 250 200
0.12 0.14 0.17 0.22 300 250 200
0.13 0.15 0.18 0.20 - 300 300
0.06 0.07 0.10 0.13 100 100 100 100 90 90
0.06 0.06 0.09 0.11 80 80 80 80 70 70
0.06 0.07 0.10 0.12 60 60 60 60 50 50
0.06 0.06 0.09 0.1 50 50 50 50 40 40
0.06 0.06 0.09 0.1 50 50 50 50 40 40
0.06 0.07 0.10 0.12 50 45 -

When using drills with a drilling depth > 3 x D, the following reductions are recommended:

Cutting speed: —20 % / feed rate when starting bore: -30 %

Feed rate when starting bore on sloping surfaces: =50 %
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Cutting data for drilling

with Walter Stardrills, dia. 16—-58 mm

Indexable inserts

Starting feed rate f [mm/rev.]

. . . . m
Classification of the main material groups T |
1]
and code letters 2|3 P 28467 / P 28469 / P 28475
o
s |2 P 28477 P 28479
= 2| £ Dg [mm] Dg [mm] D¢ [mm]
5 e © 5
= 3 ) ) £ s J15.8—|20.5-|>30.515.8— | 20.5— | >30.5 | 15.8— | 20.5— | >30.5
S 5 | Workpiece material o | = | 204|304 20.4 | 30.4 20.4 | 30.4
Approx. 0.15% C annealed 125 1 0.07 | 0.10 | 0.10 | 0.08 | 0.10 | 0.10 | 0.08 | 0.10 | 0.10
Approx. 0.45% C annealed 190 2 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16 | 0,08 | 0.10 | 0.20
Unalloyed steel’ Approx. 0.45% C tempered 250 3 0.08 | 0.09 | 0.12 | 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16
Approx. 0.75% C annealed 270 4 0.07 | 0.08 | 0.12 | 0.08 | 0.08 | 0.14 | 0.07 | 0.08 | 0.14
Approx. 0.75% C tempered 300 5 0.06 | 0.07 | 0.10 0.07 | 0.07 | 0.12
annealed 180 6 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16
P 1 tempered 275 7 0.07 | 0.08 | 0.12 | 0.07 | 0.08 | 0.12 | 0.08 | 0.10 | 0.16
Low-alloy steel
tempered 300 8 0.07 | 0.08 | 0.10 0.07 | 0.08 | 0.14
tempered 350 9 0.06 | 0.08 | 0.10
High-alloyed steel and annealed 200 10 0.07 | 0.09 | 0.16 | 0.08 | 0.10 | 0.16 | 0.08 | 0.09 | 0.12
high-alloyed tool steel’ hardened and tempered 325 | 11 J0.05 | 007 | 1.10 0.06 | 0.08 | 0.10
. 1 annealed ferritic/martensitic 200 12 0.07 | 0.09 | 0.12 | 0.07 | 0.09 | 0.12 | 0.08 | 0.09 | 0.12
Stainless steel
martensitic. quenched and tempered | 240 13 0.06 | 0.08 | 0.10 | 0.06 | 0.08 | 0.10 | 0.07 | 0.08 | 0.10
M Stainless steel' austenitic?, quench hardened 180 14 | 0.06 | 0.08 | 0.10 | 0.07 | 0.09 | 0.10
. pearlitic/ferritic 180 15 0.10 | 012 | 0.20 | 0.10 | 0.12 | 0.20 | 0.10 | 0.12 | 0.25
Grey cast iron
pearlitic (martensitic) 260 16 | 0.08 | 0.10 [ 0.16 | 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.20
K Cast iron with spheroidal ferritic 160 17 0.10 | 012 | 0.20 | 0.10 | 042 | 0.20 | 0.10 | 0.12 | 0.20
graphite pearlitic 250 18 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.20
. ferritic 130 19 0.10 | 0.12 | 0.20 | 0.10 | 0.12 | 0.20 | 0.10 | 0.12 | 0.25
Malleable cast iron
pearlitic 230 | 20 | 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.20
. cannot be hardened 60 21 0.08 | 0.10 | 0.12
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22 0.08 | 0.10 | 0.20
< 12% Si, not precipitation hardenable 75 23 0.08 | 0.10 | 0.12
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24 0.08 | 0.10 | 0.12
> 12% Si, not precipitation hardenable 130 25 0.08 | 0.10 | 0.16 | 0.08 | 0.10 | 0.16
N Machining alloys, Pb > 1% 110 26 | 0.10 | 012 | 0.20 | 0.10 | 0.12 | 0.20
Copper and copper alloys Brass, red brass 90 27 0.10 | 0.12 | 0.16 | 0.10 | 0.12 | 0.20
(bronze/brass) B R
ronze, I(?ad free copper and 100 28 0.10 | 0.12 | 0.10 | 0.10 | 0.12 | 0.20
electrolytic copper
le plasti
, Curable plastics, 29 0.0 | 0.14 | 0.20
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3 0.05 | 0.08 | 0.12 | 0.06 | 0.08 | 0.12
hardened 280 § 32 | 0.05 | 0.06 | 0.08 | 0.05 | 0.06 | 0.08
Heat-resistant alloys Ni or annealed 250 33 | 0.05 | 0.08 | 0.10 | 0.05 | 0.06 | 0.08
S Co based hardened 350 | 34 | 0.05 | 0.06 | 0.08
cast 320 § 35 | 0.05 | 0.06 | 0.08
Pure titanium 400° | 36
Titanium alloys Alpha + Beta all
sl i el 10503] 37 | 0.07 | 0.08 | 0.10 | 0.06 | 0.08 | 0.10
hardened

'and cast steel
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2and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue, page 798 onwards.
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Tiger-tec®

Drilling

Cutting tool material grades

Starting figure for cutting speed vg [m/min]

HC = Coated grades HW
WAP 20 WKP 25 WKP 35 WTP 35 WSP 45 WAK 15 WXP 40 WK 40
f [mm/rev.] f [mm/rev.] f [mm/rev.] f [mm/rev.] f[mm/rev.] f [mm/rev.] f [mm/rev.] f[mm/rev.]
0.06{0.10|0.16|0.20/0.06 | 0.10 { 0.16 { 0.20 ] 0.06 | 0.10 | 0.16 | 0.20 | 0.06 | 0.10 | 0.16 | 0.20 | 0.06 | 0.10 { 0.16 [ 0.20 | 0.06 | 0.10 | 0.16 | 0.20 | 0.06 | 0.10 | 0.16 | 0.20 §0.06 | 0.10 | 0.16
260 | 240 | 220 290 | 260 | 240 260 | 240 | 220 220 | 200 | 180 220 | 200 | 180 200 | 180 | 160
240 | 220 [ 200 | 180 | 260 | 240 | 220 | 200 | 220 | 200 | 180 | 150 | 160 | 150 | 130 | 120 | 160 | 150 | 130 | 120 150 | 140 | 130 | 120
220 | 200 | 180 | 160 | 240 | 220 | 200 | 180 | 200 | 180 | 150 | 140 | 150 | 140 | 130 150 | 140 | 130 140 | 130 | 120
200 | 180 | 160 220 | 200 | 180 180 | 150 | 140 140 | 130 | 120 140 | 130 | 120 130 | 120 | 110
170 | 150 | 140 190 | 170 | 150 150 | 130 | 120 130 | 120 | 110 130 | 120 | 110 120 | 110 | 100
240 | 220 | 200 | 180 | 260 | 240 | 220 | 200 | 220 | 200 | 180 | 150 | 180 | 170 | 150 | 130 | 180 | 170 | 150 | 130 150 | 140 | 130 | 120
220 | 200 | 180 | 160 | 240 | 220 | 200 | 180 | 200 | 180 | 150 | 130 | 160 | 150 | 140 | 120 | 160 | 150 | 140 | 120 140 | 130 | 120 | 110
200 | 180 | 160 220|200 | 180 190 | 170 | 140 150 | 130 | 120 150 | 130 | 120 140 [ 120 | 110
180 | 160 | 150 200 | 180 | 170 180 | 150 | 140 150 | 130 | 120 150 | 130 | 120 140 | 120 | 110
200 | 180 | 160 220 | 200 | 180 22 | 170 | 150 140 | 130 | 120 140 | 130 | 120 130 | 120 | 110
160 | 150 | 140 180 | 170 | 150 200 | 140 | 130 130 | 120 | 110 130 | 120 | 110 120 | 110 | 100
200 | 180 | 160 190 | 170 | 150 140 | 130 | 100 140 | 130 | 100 130 | 120 | 110
160 | 150 | 140 180 | 140 | 130 130 | 120 | 110 130 | 120 | 110 120 | 110 | 100
220 | 200 180 | 160 180 | 160 160 | 150
220 | 200 [ 180 | 160 | 200 | 190 | 170 | 150 | 220 | 200 | 180 | 150 | 180 | 160 | 140 | 130 240 | 220 | 200 | 180 | 160 | 140 | 120 | 100
160 | 150 | 140 | 130 | 150 | 130 | 110 | 90 | 180 | 150 | 130 | 120 | 140 | 130 | 120 | 110 170 | 150 | 130 | 110 | 130 | 120 | 100 | 80
150 | 140 | 130 | 120 | 140 | 120 | 110 | 100 | 150 | 140 | 130 | 120 | 130 | 120 | 110 | 100 160 | 140 | 130 | 120 | 130 | 120 | 110 | 100
130 | 120 | 110 | 100 | 120 | 110 | 100 | 90 | 140 | 130 | 120 | 110 | 120 | 110 | 100 | 90 140 | 130 | 120 | 110 | 110 | 100 | 100 | 90
220 | 200 | 180 | 160 | 200 | 190 | 170 | 150 | 220 | 200 | 180 | 150 | 180 | 160 | 140 | 130 240 | 220 | 200 | 180 | 160 | 140 | 120 | 100
160 | 150 | 140 | 130 | 140 | 130 | 120 | 110 | 200 | 150 | 130 | 120 | 140 | 130 | 120 | 110 160 | 150 | 140 | 130 | 130 | 120 | 100 | 80
500 | 500
450 | 400
300 | 300 | 300 | 300 | 300 | 300 | 300 | 300 400 | 400
250 | 250 | 250 | 250 | 250 | 250 | 250 | 250 300 | 300
250 | 250 | 250 | 250 200 | 200
350 | 300 | 250 350 | 300 | 250 400 | 350
300 | 250 | 200 300 | 250 | 200 450 | 420 300 | 260
300 | 250 | 200 300 | 250 | 200 300 | 260
300 | 300
100 | 100 100 | 100 80 | 80 80 | 80 80 | 80 70 | 70
80 | 80 80 | 80 60 | 60 60 | 60 60 | 60 50 | 50
60 | 60 60 | 60 50 | 50 50 | 50 50 | 50 40 | 40
50 | 50 50 | 50 40 | 40 40 | 40 40 | 40 30 | 30
50 | 50 50 | 50 40 | 40 40 | 40 40 | 40 30 | 30
50 | 45 50 | 45 50 | 45

The specified cutting values are recommended values. Adjustment to the specific application conditions is recommended.

When using drills with a drilling depth of more than 3 x D up to 4 x D the following reductions are recommended:
Reduction of feed rate when spot drilling

Drilling depth

>3xD
>4 xD

Reduction of cutting speed

20 %
30 %

30
40

%
%

Technical information — Drilling

Reduction of feed rate when spot drilling
on inclined surfaces
50 %
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Cutting data for drilling

using WOMX-/WOEX inserts

Indexable inserts

Classification of the main material groups ] Starting feed rate f [mm/rev.]
v
and code letters @ 2
o
g 5 WOMX - B 57 WOMX - D 57
s |2 D¢ [mm] D¢ [mm]
K i =
< 5] S
23 _ , S| 8 |14 | 2] 25 12— | 14— | 20— | 25-
S 5 | Workpiece material m = 19.9 | 249 | 449 | >45 | 13.9 | 199 | 249 | 449 | > 45
Approx. 0.15% C annealed 125 1 0.05 | 0.07 | 0.08 0.1 0.05 | 0.06 | 0.08 0.1 0.12
Approx. 0.45% C annealed 190 2 0.05 | 0.07 | 0.08 0.1 0.05 | 0.06 | 0.08 0.1 0.12
UnaIonedsteeI1 Approx. 0.45% C tempered 250 3 0.05 | 0.07 | 0.08 0.1 0.05 | 0.06 | 0.08 0.1 0.12
Approx. 0.75% C annealed 270 4 0.05 | 0.07 | 0.08 0.1 0.05 | 0.06 | 0.08 0.1 0.12
Approx. 0.75% C tempered 300 5 0.05 | 0.07 | 0.08 | 0.1 0.05 | 0.06 | 0.08 | 0.1 0.12
annealed 180 6 0.06 | 0.07 | 0.08 0.1 0.06 | 0.07 | 0.08 0.1 0.14
P 1 tempered 275 7 0.06 | 0.07 | 0.08 0.1 0.06 | 0.07 | 0.08 0.1 0.14
Low-alloy steel
tempered 300 8 0.06 | 0.07 | 0.08 0.1 0.06 | 0.07 | 0.08 0.1 0.14
tempered 350 9 0.06 | 0.07 | 0.08 0.1 0.06 | 0.07 | 0.08 0.1 0.14
High-alloyed steel and annealed 200 10 0.04 | 0.05 | 0.06 | 0.09 | 0.05 | 0.05 | 0.06 | 0.07 | 0.1
high-alloyed tool steel’ hardened and tempered 325 | 11 | 0.04 | 0.05 | 0.06 | 0.09 | 0.05 | 0.05 | 0.06 | 0.07 | 0.1
. 1 annealed ferritic/martensitic 200 12 | 0.04 | 0.05 | 0.08 | 0.1 0.05 | 0.06 | 0.08 | 0.09 | 0.12
Stainless steel
martensitic. quenched and tempered | 240 13 0.04 | 0.05 | 0.08 | 0.1 0.05 | 0.06 | 0.08 | 0.09 | 0.12
M Stainless steel' austeniticz,quenchhardened 180 14 | 0.04 | 0.06 | 0.07 | 0.1 0.05 | 0.06 | 0.08 | 0.09 | 0.12
. pearlitic/ferritic 180 15 0.05 | 0.07 | 0.09 | 0.12 | 0.07 0.1 012 | 0.14 | 0.16
Grey castiron
pearlitic (martensitic) 260 16 0.05 | 0.07 | 0.09 | 0.12 | 0.07 | 0.1 012 | 0.14 | 0.16
K Cast iron with spheroidal ferritic 160 17 0.04 | 0.05 | 0.09 | 0.12 | 0.06 | 0.08 | 0.12 | 0.14 | 0.16
graphite pearlitic 250 | 18 ] 0.04 | 0.05 | 0.09 | 0.12 | 0.06 | 0.08 | 0.12 | 0.14 | 0.16
. ferritic 130 19 0.05 | 0.07 | 0.09 | 0.12 | 0.07 | 0.09 0.1 012 | 0.16
Malleable cast iron
pearlitic 230 20 0.05 | 0.07 | 0.09 | 0.12 | 0.07 | 0.09 0.1 012 | 0.16
. cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 9 | 27
(bronze/brass) Bronze, lead-free copper and
. 100 | 28
electrolytic copper
Curable plastics,
. ) ) 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 31 0.04 | 0.05 | 0.06 | 0.06 | 0.05 | 0.06 | 0.06 | 0.06 | 0.08
hardened 280 32 0.04 | 0.05 | 0.06 | 0.06 | 0.05 | 0.06 [ 0.06 | 0.06 | 0.08
Heat-resistant alloys Nior annealed 250 33 0.06 | 0.06 | 0.08
S Co based hardened 350 | 34 0.06 | 0.06 | 0.08
cast 320 35 0.06 | 0.06 | 0.08
Pure titanium 400° | 36
Titanium alloys Alpha + B lloys,
pha + Beta alloys 10508l 37
hardened

T and cast steel
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2and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.
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Tiger-tec®

Drilling

Indexable inserts

Cutting tool material grades

f [mm/rev.] Starting figure for cutting speed vg [m/min]
HC = Coated grades
WO:C )En:mE] 57 WAP 20 WKP 35 WAK 15 WXP 40
f [mm/rev.] f[mm/rev.] f[mm/rev.] f[mm/rev.]

14— 20— 25— Upto Up to Up to Up to Upto Upto Up to Up to Up to Upto Upto Up to
19.9 24.9 44.9 > 45 0.04 0.08 0.16 0.04 0.08 0.16 0.04 0.08 0.16 0.04 0.08 0.16
0.06 0.08 0.1 0.12 240 230 200 220 200 180 140 130 120
0.06 0.08 0.1 0.12 240 230 200 220 200 180 140 130 120
0.06 0.08 0.1 0.12 240 230 200 220 200 180 140 130 120
0.06 0.08 0.1 0.12 240 230 200 220 200 180 140 130 120
0.06 0.08 0.1 0.12 240 230 200 220 200 180 140 130 120
0.07 0.08 0.1 0.14 230 220 190 210 200 170 130 120 110
0.07 0.08 0.1 0.14 230 220 190 210 200 170 130 120 110
0.07 0.08 0.1 0.14 230 220 190 210 200 170 130 120 110
0.07 0.08 0.1 0.14 230 220 190 210 200 170 130 120 110
0.05 0.06 0.07 0.1 200 180 170 190 170 150 130 120 110
0.05 0.06 0.07 0.1 200 180 170 190 170 150 130 120 110
0.06 0.08 0.09 0.12 180 160 150 160 140 120 130 120 110
0.06 0.08 0.09 0.12 180 160 150 160 140 120 130 120 110
0.06 0.08 0.09 0.12 200 180 160 160 150 140
0.1 0.12 0.14 0.16 150 140 130 140 130 120 200 180 160 120 120 110
0.1 0.12 0.14 0.16 150 140 130 140 130 120 200 180 160 120 120 110
0.08 0.12 0.14 0.16 130 120 120 120 120 10 160 150 140 10 10 100
0.08 0.12 0.14 0.16 130 120 120 120 120 10 160 150 140 10 10 100
0.09 0.1 0.12 0.16 150 140 130 140 130 120 180 160 150 120 120 110
0.09 0.1 0.12 0.16 150 140 130 140 130 120 180 160 150 120 120 110
0.06 0.06 0.06 0.08 80 70 70 60 60 60
0.06 0.06 0.06 0.08 80 70 70 60 60 60

0.06 0.06 0.08 50 40 40 40 40 40

0.06 0.06 0.08 50 40 40 40 40 40

0.06 0.06 0.08 50 40 40 40 40 40
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Cutting data for boring

Geometry
- . . . m
Classification of the main material groups T | Starting feed rate f [mm/rev.]
and code letters 2|3
= [S)
g o -PM5 -PF2/-PM2|-PF4/-PS5
i) < c D¢ [mm] D¢ [mm] D¢ [mm]
52 2|5
g3 _ _ £ 3 > 44- > 44- > 44-
S 5 | Workpiece material m = <44 | T3 | >T3 | <44 | T3 | >T3| <44 | T3 | >T3
Approx. 0.15% C annealed 125 1 02 | 03 | 04 0.16 | 0.24 | 0.32
Approx. 0.45% C annealed 190 2 0.16 | 0.24 | 04 0.13 | 0.19 | 0.32
Unalloyed steel’ Approx. 0.45% C tempered 250 3 0.15 | 0.22 | 0.35 0.12 | 0.18 | 0.28
Approx. 0.75% C annealed 270 4 014 | 0.2 | 03 0.11 | 0.16 | 0.24
Approx. 0.75% C tempered 300 5 0.12 | 0.18 | 0.25 0.10 | 0.14 | 0.20
annealed 180 6 02 | 03 | 04 0.16 | 0.24 | 0.32
P 1 tempered 275 7 0.16 | 0.24 | 0.4 0.13 | 0.19 | 0.32
Low-alloy steel
tempered 300 8 014 | 0.2 | 03 0.1 | 0.16 | 0.24
tempered 350 9 0.12 | 0.18 | 0.25 0.10 | 0.14 | 0.20
High-alloyed steel and annealed 200 10 J 014 | 02 | 03 0.11 | 0.16 | 0.24
high-alloyed tool steel’ hardened and tempered 325 | 11 fo1sa| 02 | 03 0.11 | 0.16 | 0.24
. 1 annealed ferritic/martensitic 200 12 | 012 | 0.16 | 0.24 0.10 | 0.13 | 0.19
Stainless steel
martensitic. quenched and tempered | 240 13 | 012 | 0.16 | 0.24 0.10 | 0.13 | 0.19
M Stainless steel' austenitic?, quench hardened 180 14 § 012 | 0.16 | 0.24 0.10 | 0.13 | 0.19
. pearlitic/ferritic 180 15 02 | 03 | 04 0.16 | 0.24 | 0.32
Grey cast iron
pearlitic (martensitic) 260 16 | 0.16 | 0.24 | 0.3 0.13 | 0.19 | 0.24
K Cast iron with spheroidal ferritic 160 17 02 | 03 | 04 0.16 | 0.24 | 0.32
graphite pearlitic 250 | 18 J0.16 | 0.24 | 0.3 0.3 | 0.19 | 0.24
) ferritic 130 19 02 | 03 | 04 0.16 | 0.24 | 0.32
Malleable cast iron
pearlitic 230 20 J0.16 | 0.24 | 0.3 0.13 | 0.19 | 0.24
. cannot be hardened 60 21 024 | 03 | 0.3
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22 0.24 | 0.3 0.4
< 12% Si, not precipitation hardenable 75 23 024 | 03 | 04
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24 024 | 0.3 | 0.4
> 12% Si, not precipitation hardenable 130 25 024 | 0.3 | 0.4
N Machining alloys, Pb > 1% 110 26 | 016 | 024 | 04 | 024 | 03 | 04 | 013 | 0.19 | 0.32
Copper and copper alloys Brass, red brass 90 27 0.16 [0.244| 0.4 | 0.24 | 0.3 0.4 | 013 | 0.19 | 0.32
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28 | 016 | 024 | 04 | 024 | 03 | 0.4 | 013 | 0.19 | 0.32
Curable plastics,
Non-metallic materials fibre-reinforced plastics 29 0.3 | 04105
Hard rubber 30 02 | 03 | 04
Fe based annealed 200 3 0.1 | 0.15 | 0.2 0.08 | 0.12 | 0.16
hardened 280 | 32 0.1 [ 015 | 0.2 0.08 | 0.12 | 0.16
Heat-resistant alloys Ni or annealed 250 33 0.1 [ 015 | 0.2 0.08 | 0.12 | 0.16
S Co based hardened 350 | 34 | 01 | o015 | 02 0.08 | 0.12 | 0.16
cast 320 35 0.1 0.15 | 0.2 0.08 | 0.12 | 0.16
Pure titanium 400° | 36
Titanium alloys Alpha + Beta alloys, 3
hardened 1050 37 0.14 | 0.16 | 0.24 | 0.14 | 0.16 | 0.24 | 0.11 | 0.13 | 0.19
hardened and tempered 554 38
Hardened steel
H hardened and tempered 60* 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

'and cast steel

144

2 and austenitic/ferritic

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness
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Tiger-tec®

Boring

Cutting tool material grades

Starting figure for cutting speed vg [m/min]

HC = Coated grades HW
Wt/ | wep20 | wep3o | wsm20 | wsm3o | wak1o | wak20 | wak3o | wxn1o | wk
f[mm/rev.] f[mm/rev.] f[mm/rev.] f[mm/rev.] f [mm/rev.] f[mm/rev.] f [mm/rev.] f[mm/rev.] f [mm/rev.] f[mm/rev.]
01)02(04)01/02(04)01(02|04|01]02|04f01]02({04]01/02|04]01({02]|04[01[{02]|04|01]|02[04]01]|02/04
300 | 280 280 | 260 | 240 | 260 | 240 | 220
280 | 260 260 | 240 | 220 | 220 | 200 | 180
260 | 240 240 | 220 | 200 | 200 | 180 | 160
250 | 220 220 | 200 | 180 | 180 | 160 | 140
220 | 200 200 | 180 | 160 | 140 | 130 | 120
280 | 260 260 | 240 | 220 | 220 | 200 | 180
260 | 240 240 | 220 | 200 | 200 | 180 | 160
240 | 220 220 | 200 | 180 | 180 | 160 | 150
220 | 200 200 | 180 | 160 | 160 | 140 | 120
220 | 200 220 | 200 180 | 160 | 150
180 | 160 180 | 160 160 | 150 | 140
220 | 200 160 | 130 180 | 160
180 | 160 130 | 110 160 | 150
220 | 200 220 | 200 140 | 100 | 60 150 | 140
240 | 220 | 180 | 220 | 200 | 160 | 200 | 180 | 140 390 | 350 | 260 | 350 | 320 | 200 | 310 | 290 | 140
170 | 150 | 140 | 160 | 150 | 130 | 160 | 140 | 120 250 [ 220 | 170 | 190 | 170 | 130 | 130 | 120 | 90
200 | 180 | 160 | 180 | 160 | 140 | 150 | 140 | 120 260 | 230 | 190 | 200 | 180 | 150 | 140 | 130 | 110
180 | 160 | 140 | 160 | 140 | 130 | 160 | 130 | 110 190 | 170 | 150 | 150 | 130 | 110 | 110 | 90 | 70
240 | 220 | 180 | 220 | 200 | 160 | 200 | 180 | 140 300 | 270 | 230 | 230 | 210 | 200 | 160 | 145 | 130
170 | 150 | 140 | 160 | 150 | 130 | 160 | 140 | 120 220 | 200 | 150 | 170 | 150 | 110 | 120 | 100 | 70
1000° | 1000 | 1000" | 1000" | 1000°
900 | 900 | 900 § 800 | 800
500 | 500 | 500 § 500 | 500 | 500
400 | 400 | 400 § 400 | 400 | 400
300 | 300 | 300 § 300 | 300 | 300
400 | 360 | 300 | 350 | 330 | 300 450 | 400 | 350 § 450 | 400 | 350
350 | 300 | 250 | 330 | 300 | 250 400 | 350 | 300 § 400 | 350 | 300
300 | 250 | 220 | 300 | 250 | 200 350 | 300 | 250 § 350 | 300 | 250
500 | 450
300 | 260
80 | 80 60 | 35
60 | 60 40 | 30
50 | 50 40 | 20
40 | 40 35 | 20
40 | 40 30 | 10
50 | 50 45 | 45

Technical information — Boring and precision boring

" determined by the limit speed of the tool
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Cutting data for precision boring

Starting figure for cutting speed v¢c [m/min]

Classification of the main material groups a1,
and code letters 2 |3 HC = Coated grades
o <
o
i ° WPP 01 / WPP 20 / WTP 35
= < | £ WPP 10 WPP 30
o g ° 5
50 ) . £ S 3x 4x 6 x 3x 4x 6 x 3x 4x 6 x
S 5 | Workpiece material m = D¢ D¢ D¢ D¢ D¢ D¢ D¢ D¢ D¢
Approx. 0.15% C annealed 125 1 355 | 320 | 195 | 310 | 280 | 170 | 260 | 210 130
Approx. 0.45% C annealed 190 2 335 | 265 160 290 | 230 140 220 180 110
Unalloyed steel’ Approx. 0.45% C tempered 250 3 300 | 240 | 150 | 260 | 210 130 | 200 | 160 100
Approx. 0.75% C annealed 270 4 275 220 140 240 190 120 180 140 90
Approx. 0.75% C tempered 300 5 255 205 125 220 180 110 140 10 70
annealed 180 6 330 265 160 290 230 140 220 170 10
P 1 tempered 275 7 300 240 150 260 210 130 200 160 100
Low-alloy steel
tempered 300 8 275 | 220 | 140 | 240 | 190 | 120 | 180 | 150 90
tempered 350 9 255 | 205 | 125 | 220 | 180 10 160 | 130 80
High-alloyed steel and annealed 200 10 275 | 220 140 | 240 | 180 120 | 180 | 150 90
high-alloyed tool steel’ hardened and tempered 325 | 11 | 230 | 195 | 115 | 200 | 170 | 100 | 160 | 130 | 80
. 1 annealed ferritic/martensitic 200 12 275 | 205 140 | 240 | 190 120 160 130 80
Stainless steel
martensitic. quenched and tempered | 240 13 230 195 115 200 | 150 100 130 100 70
M Stainless steel' austenitic?, quench hardened 180 14 200 160 100
. pearlitic/ferritic 180 15 300 | 255 | 150 | 260 | 220 | 130 | 220 | 160 | 100
Grey cast iron
pearlitic (martensitic) 260 16 220 | 185 115 190 160 100 160 130 80
K Cast iron with spheroidal ferritic 160 17 275 220 140 240 190 120 180 140 90
graphite pearlitic 250 18 255 195 125 220 170 110 160 130 80
. ferritic 130 19 300 255 150 260 220 130 200 160 100
Malleable cast iron
pearlitic 230 | 20 220 | 184 | 115 190 | 160 | 100 | 160 | 130 80
. cannot be hardened 60 21 600 | 480 | 330
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22 500 400 280
< 12% Si, not precipitation hardenable 75 23 500 | 400 | 280
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24 400 | 320 | 220
> 12% Si, not precipitation hardenable 130 25 300 | 250 | 200
N Machining alloys, Pb > 1% 110 26 300 | 240
Copper and copper alloys Brass, red brass 90 | 27 345 | 275 250 | 200
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28 285 | 230 350 | 280 | 180
Curable plastics,
. . . 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3 80 60 40
hardened 280 32 70 50 35
Heat-resistant alloys Ni or annealed 250 33 70 50 35
S Co based hardened 350 | 34 50 | 40 | 25
cast 320 § 35 50 40 25
Pure titanium 400° | 36
Titanium alloys Alpha + Beta alloys, 3
hardened 1050 87
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

'and cast steel
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2 and austenitic/ferritic
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3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness




Precision boring

Tiger-tec®

Starting figure for cutting speed v¢ [m/min]

HW = uncoated CBN
HC = Coated grades grades WCB 30 (for IS0 H) DP =PCD
WSM 20/ WAK 10/ WXN 10 WXM 15 WK 1 WCB 50 (for ISO H) WCeD 10
WSM 30 WAK 15 WCB 80 (for ISO K)
3x 4x 6 x 3x 4x 6 x 3x 4x 6x 3x 4x 6 x 3x 4x 6 x 3x 4x 6 x 3x 4x 6 x
Dc | Dc | Dc | Dc | Dc | D¢ | De | Dc | De | Dc | Dg | D | Dc | Dc | Dc | D¢ | D | Dc | Dc | Dc | D¢
310 280 170 260 210 130
290 | 230 | 140 220 | 180 | 110
260 210 130 200 160 100
240 | 190 | 120 180 | 140 90
220 | 180 | 110 140 | 110 70
290 | 230 | 140 220 | 170 | 110
260 | 210 | 130 200 | 160 | 100
240 | 190 | 120 180 | 150 90
220 | 180 | 110 160 | 130 80
240 | 180 | 120 180 | 150 90
200 | 170 | 100 160 | 130 80
240 | 190 | 120 160 | 130 80
200 | 150 | 100 130 | 100 70
220 | 170 | 110 | 240 | 190 200 | 160 | 100
260 220 130 200 160 100 210 170 120 § 2000* | 1800*
190 | 160 | 100 160 | 130 80 150 | 120 90 | 900* | 800*
240 | 190 | 120 180 | 140 90 170 | 140 | 100 | 800* | 700*
220 | 170 | 110 160 | 130 80 140 | 110 70 | 700* | 600*
260 | 220 | 130 200 | 160 | 100 | 180 | 140 | 100 | 800* | 700*
190 160 100 160 130 80 150 120 90 700 | 600"
940 750 500 600 480 330 750 600 400 2000* | 1800* | 1600*
750 600 410 500 400 280 600 480 330 2000* | 1800* | 1600
750 | 600 | 410 | 500 | 400 | 280 § 600 | 480 | 330 1000* | 900* | 800*
560 | 450 | 310 | 400 | 320 | 220 | 450 | 360 | 250 800* | 700* | 600*
440 | 440 | 250 | 300 | 250 | 200 § 350 | 350 | 200 700* | 600* | 500*
300 240 300 240 380 180 210 300 240 170 800* | 700* | 600*
250 200 250 200 310 230 160 250 180 130 700* | 600* | 500*
380 300 210 350 280 180 300 240 170 800* | 700* | 600*
630 | 500 | 350 500 | 400 | 280 600* | 500 | 400*
500 | 380 | 250 400 | 300 | 200 700* | 600* | 500*
80 60 40 80 60 40 60 40 25
70 50 35 70 50 35 50 30 20
70 50 35 70 50 35 50 30 20
50 40 25 50 40 25 40 25 20
50 40 25 50 40 25 40 25 20
50 40 30 40 30 20
300 250
200 150
100 60
250 | 200

* take into account limit speeds!
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Feed data for precision boring

Select the corner radius r
and the cut depth ap
by means of these graphs.

Choose the maximum possible
corner radius with reference to the
relevant length-to-diameter ratio
(L/D).

The optimal cut depths ap are
around 2/3 of the defined
maximum ap values.

Select the maximum feed rate
according to the specified
surface finish of the workpiece
and the corner radius of the
indexable insert selected as
above.

148

0,4
0,3
r=04
0,2
r=0,2
0,1
0 1 2 4 5 L/D
Corner radii Roughness [um]
Indexable
insert max. feed rate f [mm/rev.]

r 0.03 0.06 0.09 0.12 0.15
[mm] Rmax Ra Rmax Ra Rmax Ra Rmax Ra Rmax Ra
0.2 056 | 0.14 | 2.26 | 0.58 | 5.13 1.32 | 9.21 3.38 | 14.60 | 3.79
0.4 0.28 | 0.07 113 | 0.29 | 254 | 0.65 | 4.58 1.16 | 7.09 | 1.83
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Cutting data for reaming

I . . © Reaming vc [m/min]
Classification of the main material groups T 1% g oversize
7] > e} - .
and code letters o 4 = in dia. e | mw | |
° _
B o) - < [mm] >
B © c oo 22 0 o
K| S ]ls |2t sgl - | o | F
. T | | c¢€ D¢ Dc o - w
L5 c [S} o O SRS
© O ) ) = © ©O [<9mm|>9mm| &= X o
S 5 | Workpiece material o s [CRY P N = =
Approx. 0.15% C annealed 125 1
Approx. 0.45% C annealed 190 2
Unalloyed steel’ Approx. 0.45% C tempered 250 3 B 88 0.1 0.2 0.15 60 40 120
Approx. 0.75% C annealed 270 4
Approx. 0.75% C tempered 300 5
annealed 180 6
P 1 tempered 275 7
Low-alloy steel B 88 0.1 0.2 0.15 60 40 120
tempered 300 8
tempered 350 9
igh- annealed 200 10
High-alloyed steel and Bas | 01 | 02 | o | 40 | 25 | s
high-alloyed tool steel hardened and tempered 325 | 11
. 1 annealed ferritic/martensitic 200 12
Stainless steel B 88 0.1 0.2 0.15 40 70
martensitic. quenched and tempered | 240 13
M Stainless steel’ austenitic?, quench hardened 180 14 B 88 0.08 0.1 0.1 40
earlitic/ferritic 180 15
Grey cast iron pearlitic/ _ A88/ 102 03/03-05] 02 | 100 | 50
pearlitic (martensitic) 260 16 B 88
i i i ferritic 160 17
K | Cestironwith spheroidal A88/ 109 0303-05] 015 | 100 | 50 | 150
graphite pearlitic 250 | 18 | B#88
. ferritic 130 19 A88/
Malleable cast iron 0.2-0.3{0.3-0.5} 0.15 80 40
pearlitic 230 | 20 | B#88
. cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
< 12% Si, not precipitation hardenable 75 ) 23 B88 §0.2-0.3/0.3-0.5] 0.1 150
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 10 26
Copper and copper alloys Brass, red brass 9 § 27
(bronze/brass) Bronze, lead-free copper and wo | 2
electrolytic copper B88 §0.2-0.3|0.3-0.5] 0.15 120
Curable plastics, 29
Non-metallic materials fibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 31
hardened 280 | 32
Heat-resistant alloys Ni or annealed 250 | 33
S Co based hardened 350 | 34
cast 320 35
Pure titanium 400° | 36
Titanium alloys Alpha + Beta alloys, 3
hardened 1050 37
T and cast steel 2and austenitic/ferritic 3 Rm: tensile strength in MPa = N/mm2 4 HRC: Rockwell C hardness
5The machining group categories can be found in the general catalogue starting on page 798.
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Setting devices for reamers

Setting device

Distance between | Centre height adjustable up to
Designation centres [mm] [mm] Demax fmm)
EG-350-H 350 50 60
EG-500-V 500 50 60
EG-800-V 800 100 150
The gauges are not included in the scope of delivery.
Spare parts for EG-350-H  forEG-500-V forEG-800-V Description
Turning angle pieces 112302P050 112302P050 112302P050 30°/L=50 mm
Tail stock RST-50-EG RST-50-EG for a centre height of 50 mm
RST-100-EG for a centre height of 100 mm
Calliper brace TH-50 TH-50 for a centre height of 50 mm
TH-100 for a centre height of 100 mm
Centre no. 3 V610.350.03 V610.350.03 d max =17 mm, 60°
Calliper 1131510 Carbide measuring surface 8 mm
Measuring distance min. 6 mm

Spare parts are included in the scope of delivery.

150

Technical information — Reaming




Accessories

Description for EG-350-H for EG-500-V for EG-800-V

EHEE“E Centre V610.350.01 V610.350.01
d max =14 mm, 60°

i G T Centre d max = 14 mm, 60° V610.350.02 V610.350.02

I=|=% [ ¢ End face with chamfer dia. =4 mm

] o Centre* V610.350.03 V610.350.03
1 d max =17 mm, 60°
1 Centre V610.350.04 V610.350.04
1 o3 028 d min =13 mm, d max =28 mm
U\—L_ ¥ Truncated cone 60°
Female centre V610.350.05 V610.350.05
d max =26 mm
End face dia. = 20 mm with chamfer 60°

Centre V610.350.06 V610.350.06
d max =26 mm, 60° / 30°

Centre — dmax =14 mm V610.350.07 V610.350.07
End face dia. = 11 mm with chamfer 60°

.
T

Centre with shank MTS 2 V610.350.08
for HSK 40, 50, 63 to RST-100

s
8
8
s

8

Centre with shank MTS 2 V610.350.09
T TS for HSK 80, 100 to RST-100
S )
Calliper HM measuring surface B = 12 mm 1131510-So0-12
Measuring distance min. ~2 mm
Analogue gauge Mahr Millimess comparator model 1003 4334000
Digital gauge Mahr MarCator 1087 4337060
Measuring insert Extension for indicators and Millimess 573/29-10

*included in standard device.
Optional accessories.
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Milling insert product range

Insert shape Description Page Insert shape Description Page

NSM .. Inserts for

slitting cutters 178
A Positive rhombic
Yy for Xtra-tec® 163
MNEVY O P 20200 | Positive rhombic 171
) ) WENDELNOVEX
C Tangential rhombic 172 P23.. inserts 178
Positive rhombic 169 . .
3 Positive triangular
Tangential rhombic 17
L ¢ P 263.. | forcopy milling cutters 175

Tangential rhombic Xtra tec® 174 — for high perf 17
J\/E’/V Negative rhombic Xtra-tec® 166 Jv’: ,/y orhidh performance oufers °

Positive rhombic 170 P 2792 | Positive rhombic 171

Positive octagonal for

DEEREIERE

Xtra-tec® 162 P32 Indexable inserts
" for profile milling cutters 177
j\/ﬁ’jy Finishing inserts 180
R Positive round 166 P44 .. Tangential rhombic 173
r
MEWY MNEW
Positive square 155 \ ~ Finishing inserts for
£l ®
S | Negative square F 2254 160 NEW | tatec 179
_/\ /j’jy Negative square Xtra-tec® 160 Finishing inserts 181
T Positive triangular 176
Positive triangular 177

Positive form inserts
for copy milling cutters 176

X

9]<[@lelelalg]e] [
o

@ Z Positive rhombic 171
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Milling inserts

o
agm HC = Coated carbide
POSItIVG HW = Uncoated carbide
HF = Uncoated fine-grained carbide
square CN = Silicon nitride SigN4
P M K N S
HC HC HC HW|CN|HC[HW| HC

[«

2 o IR AR EERIES o|w ©Olw

sglE8l | | s | oo elelslE| |5 5|2 2|2 g 5|5 2| 2| B2
Designation CS|38| mm mm o’ mm mm S| ===
SDGT 0973 AEN — F 57 G 4 9.52 3.97 15 0.3 1.2 A|A|A|A|A|ATA A AlA
SDGT 09T3 AEN — G 88 G 4 9.52 3.97 15 0.3 1.2 AlA AlA
SDHW 09T3 AEN — A 57 H 4 9.52 3.97 15 0.3 1.2 A A AlA|A
SDMT 0973 AEN — D 57 M 4 9.52 3.97 15 0.5 1.2 AlA|AIA|A|A A AlA
SDMW 09T3 AEN — A 57 M 4 9.52 3.97 15 0.5 1.2 A A AlA|A
SDMW 09T3 AETN -A27 | M 4 9.52 3.97 15 0.5 1.2 A A AlA
SEHT 1204 AFN H 4 12.7 4.76 20 0.8 2.0 A|A|A|A|IA|ATA A AlA A
SEHT 1204 AFN — K 88 H 4 12.7 4.76 20 0.8 1.8 A
SEHW 1204 AFN H 4 12.7 4.76 20 0.8 20 JA[A A AlA[AIA|A
SEHW 1504 AFN H 4 15.88 | 4.76 20 0.8 21 A A A A|AIA|A

= New addition to range
~ ®
Tiger-tec
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ags HC = Coated carbide
POS't'Ve HW = Uncoated carbide
HF = Uncoated fine-grained carbide
square . CN = Silicon nitride Sig,
P M K N S
HC HC HC HW|CN|HC[HW| HC
[
2 o wlolel oo 8|2lgle gy olw ©Olw
ggé% | S r b :2:2:2:;::2222292:
N oSS |58 ¥ X onlE|X|nlonlXX <o} x<lovolan
Designation o (O o mm mm o mm mm IS == (===
SPGT 1204 AEN — K 88 G 4 12.7 4.76 1 1.5 AlA AlA
SPKT 1204 AZN K 4 12.7 4.76 1 14 JA[A|A|A|A|A|A|A|A|AA AlA
SPKT 1504 AZN K 4 15.88 | 4.76 1 1.7 A A A AlA[AA
SPMT 1204 AEN M 4 12.7 4.76 1 14 JA|A|A|A AlA AlA|A AlA
SPMW 1204 AEN — A 57 M 4 12.7 4.76 1 0.5 14 JA A AlA|A
SPMW 1204 AETN — A 27 M 4 12.7 4.76 1 0.5 14 A A AlA
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\ o
e HC = Coated carbide
POSItlve \©/ HW = Uncoated carbide
HF = Uncoated fine-grained carbide
square |— S| CN = Silicon nitride SigN4
P M K N S
HC HC HC HW|CN|HC[HW| HC

[

S.|29 EERREEHEEEEREEREE:

5225 | s ‘ HHERHEEEHEEHEHEBEMNEE
Designation S3|38| mm mm o mm HE R R BRI R R EIEIE
SDHW 09T312 — A 57 H 4 9.52 3.97 15 1.2 A
SPGT 120606 — F 57 G 4 12.7 6.35 1 0.6 AlA AlA|A A AlA
SPHT 060304 - G 88 H 4 6.35 3.18 1 0.4 AlA
SPHT 097308 — G 88 H 4 9.52 3.97 1 0.8 AlA
SPHT 120408 — G 88 H 4 12.7 4.76 1 0.8 AlA
SPHW 120606 — A 51 H 4 12.7 6.35 1 0.6 A A A
SPMT 120606 — D 57 M 4 12.7 6.35 11 0.6 A|AA A|A|A|A[A|A AlA
SPHW 120606 — A 57 H 4 12.7 6.35 11 0.6 A AlA A
SPHW 120412 — A 57 H 4 12.7 4.76 11 1.2 A
SPHW 120416 — A 57 H 4 12.7 4.76 11 1.6 A
SPMT 060304 — D 51 M 4 6.35 3.18 1 0.4 AlA[A|A[A|A|A AlA AlA
SPMT 097308 — D 51 M 4 9.52 3.97 11 0.8 A|lA[A|A[AIAlA AlA AlA
SPMT 120408 — D 51 M 4 12.7 4.76 1 0.8 AlA[A|A[A|A|A AlA AlA
SPMT 120606 — D 51 M 4 12.7 6.35 1 0.6 AlA AlA|A A AlA
SPMT 060304 — F 55 M 6.35 3.18 1 0.4 AlA|AIA|A|A|A|A A|A AlA
SPMT 097308 — F 55 M 4 9.52 3.97 1 0.8 AlA|AIA|A|A|A|A A|A AlA
SPMT 120408 — F 55 M 12.7 4.76 11 0.8 A|A[A|AJA|A[AA AlA AlA
SPMW 060304 T — A 27 M 4 6.35 3.18 11 0.4 A|A A|A
SPMW 097308 T — A 27 M 4 9.52 3.97 11 0.8 A|A AlA
SPMW 120408 T — A 27 M 4 12.7 4.76 11 0.8 A|A AlA
SPMW 120606 T — A 27 M 4 12.7 6.35 1 0.6 A A
SPMW 060304 — A 57 M 6.35 3.18 1 0.4 AlA AlA[A|A
SPMW 097308 — A 57 M 4 9.52 3.97 11 0.8 AlA AlA[A|A
SPMW 120408 — A 57 M 4 12.7 4.76 1 0.8 AlA AlA[A|A

= New addition to range

Tiger-tec®
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POSItlve HC = Coated carbide
HW = Uncoated carbide
square s HF = Uncoated fine-grained carbide
P M K S
HC HW HC HC c HC
[
2 o w v w|,lo Blelgle|vlyg 0 ©Olw
Sael£8| | s r b lalelal2ldlsl=lals|alal=slzl2=a
N oSS |58 N ¥ ¥XlonlE|X|ao|ln|lon X < XXX <l vln
Designation ,o|Oo| mm mm o mm mm IS (===
SPGT 1204 EDR - F 55 G 4 12.7 4.76 1 0.5 1.25 JA[AJA[A]A AlA AlA|A AlA
SPJW 1204 EDR J 4 12.7 4.76 1 14 JA A A A AlA[AA
SPJW 1504 EDR J 4 15.88 | 4.76 1 15 JA A A A AlAIA|A

= New addition to range

o
i HC = Coated carbide
POSItIve HW = Uncoated carbide
HF = Uncoated fine-grained carbide
square s CN = Silicon nitride SigN,4
P M K H
HC HW|HC HC HW|CN|HC HC | HF
[«
2 o> | Ww| 6w wlw| .l o|w w2
sg/5§ ! | s AN N HEMEEE N HEEEEEE
Designation S3|38 mm mm o mm mm HEI I I I I I I I I A
SEKN 1203 AFN K 4 12.7 3.18 20 0.625 1.9 AlA|A A A|A|A
SEKN 1504 AFN K 4 15.88 4.76 20 0.35 2.0 AlA A AlA|A
SEKR 1203 AFTN K 4 12.7 3.18 20 0.425 1.9 A|A A
SEKR 1204 AFN K 4 12.7 4.76 20 0.34 1.9 A|A A
SEMN 1203 AFN M 4 12.7 3.18 20 0.5 1.9 AlA AlA|A
SEMR 1203 AFTN M 4 12.7 3.18 20 0.5 1.9 A A

Tiger-tec®
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HC = Coated carbide

POSItlve N J HW = Uncoated carbide
HF = Uncoated fine-grained carbide
square | s CN = Silicon nitride SisN,
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
[
o o
§,|2a HEAREIES HEAES ele|lel=
Desianat s%l58 | y S]] o NN EHEEREEEEEEE
esignation —o|Oo mm mm (04 mm mm HEIEEIE R R R R
SPKN 1203 EDR K 4 12.7 3.18 11 14 JA|A|A A AlA[A|A
SPKN 1203 EDL K 4 12.7 3.18 11 1.5 A
SPKN 1204 EDR K 4 12.7 4.76 11 14 JA|A A|AA
SPKN 1504 EDR K 4 15.88 4.76 11 1.5 AlA A AlA
SPFN 1203 EDR F 12.7 3.18 11 1.4 A AlA
SPFN 1204 EDN F 4 12.7 4.76 11 0.5 1.7 JA|A AlA|A
SPFN 1204 ZPN F 4 12.7 4.76 11 0.8 1.7 |A|A A|AA
SPFR 1204 EDR F 4 12.7 4.76 11 0.5 2.0 AlA A A
SPMN 1203 EDR M 4 12.7 3.18 11 1.4 A A A
SPMN 1204 EDR M 4 12.7 4.76 11 1.4 A A A
SPFR 1204 ZPR F 4 12.7 4.76 11 0.8 1.7 JA A AlAA
SPFR 1204 ZPN F 4 12.7 4.76 11 0.8 1.7 JAA A|AA
r
\ o
i HC = Coated carbide
POS't'Ve “ / HW = Uncoated carbide
HF = Uncoated fine-grained carbide
square | s CN = Silicon nitride SigN4
P M K N [H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
D
RS 2l8lsle| |8l=|al8] |2]e|olels
T3|EL | S r b ala|ladlalSsS|x|lalalsS|z|z|"||e
- S8 |58 . ¥ ¥ lElxX|ao|X|[E|E<|n|X[x|xX|=
Designation RSO3 mm mm (0} mm mm HEEEEEEEEEEEEEE
SPNN 120308 N 4 12.7 3.18 1 0.8 A
SPNN 150412 N 4 15.88 4.76 11 1.2 A A
SPNR 120412 N 4 12.7 4.76 11 1.2 A|A A|AA

Tiger-tec®
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Positive square
Wlth PCD Insel’t s DP = polycrystalline diamond
P M K N |H
HC HW|HC HC HW|CN| DP [HC|HF
[
S.|29 gl8|gle|_|82|&|8|_|2|2| |22
28|25 | ° o |elgle|x|E| 2|5 gl 2Bl |E|E
Designation C3|38 mm mm o’ mm I I I I ==
SPHW 1204 PDR — A 88 H 1 12.7 4.76 1 1.5 A
SPHW 1204 EDR — A 88 H 1 12.7 4.76 1 1.5 A
= J HC = Coated carbide
Negatlve @ ( HW = Uncoated carbide
— HF = Uncoated fine-grained carbide
square | CN = Silicon nitride Sig,
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
[
5.2z | 2 8lale| 8228 |2|2|oe|S
53|EZ S b ala|lalalSlsS|x|lalalsS|z|lz|"||e
I S35 ¥ ¥ F|X|ao|lX|<|X|X(X|n|X|x|X|=
Designation —o|Oo mm mm mm HEEIE R R R R R R R
SNHQ 1205 ZZR - A 57T H 8 12.0 5.0 08 JA[A AlA|A
; 2
Negative square \
®
f0r th‘a-tec @ HC = Coated carbide
apg= HW = Uncoated carbide
ml"lng cutters N HF = Uncoated fine-grained carbide
P M K N S |H
HC HC HC HC|HW| HC |HC|HF
[+
S |2 2822828218822
53|EZ | S b ala|ala|Zla|s(x|ala|lz|| 2 a|z|C
P o8| S5 XX XD D XXX X|X(D| | X|=
Designation o O mm mm mm ISz (====
SNGX 1205 ANN - F 27 G 8 12.7 6.5 1.5 JA[A AlA
SNGX 1606 ANN — F 27 G 8 16.0 7.8 1.8 JA[A AlA
SNGX 1205 ANN — F 57 G 8 12.7 6.5 15 JA|A[A AlA AlA AlA
SNGX 1606 ANN — F 57 G 8 16.0 7.8 1.8 JA|A|A AlA AlA AlA
SNGX 1205 ANN — F 67 G 8 12.7 6.5 15 JA|A[A AlA AlA|A AlA
SNGX 1606 ANN — F 67 G 8 16.0 7.8 1.8 JA|A[A AlA AlA|A AlA
SNMX 1205 ANN — F 27 M 8 12.7 6.5 1.5 JA[A AlA
SNMX 1205 ANN — F 57 M 8 12.7 6.5 15 JA[A AlA
SNMX 1205 ANN — F 67 M 8 12.7 6.5 1.5 JA[A AlA|A

= New addition to range
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Negative square
for Xtra-tec’

HC = Coated carbide
HITH HW = Uncoated carbide
mI"Ing CUtters s HF = Uncoated fine-grained carbide
P M K N S [H
HC HC HC HC|HW| HC |HC|HF
[
S |2 28228288 |82 S
5225 | s BB HHEBEHEEEHEMEEEE
Designation C3|38 mm mm mm S|SB =
SNGX 1205 ENN - F 27 G 8 12.7 6.5 1.2 JA[A AlA
SNGX 1205 ENN — F 57 G 8 12.7 6.5 1.2 JA|A[A AlA AlA AlA
SNGX 1205 ENN - F 67 G 8 12.7 6.5 1.2 JA|AA AlA AlA|A AlA
Negative square
®
for Xtra'tec HC = Coated carbide
TH HW = Uncoated carbide
m|"|ng CutteI’S s HF = Uncoated fine-grained carbide
P M K N S [H
HC HC HC HC|HW| HC |HC|HF
D
§.l24 HEEHEEHEBEEEEREEEE
sZ=5| s  HEEHHEHEEEHEMEEEE
Designation LS |OB mm mm mm (S| |= (=== ===z (====
SNGX 1205 ZNN — F 27 G 8 12.7 6.5 1.2 JA[A AlA
SNGX 1205 ZNN — F 57 G 8 12.7 6.5 1.2 JA|AlA AlA AlA A|A
SNGX 1205 ZNN - F 67 G 8 12.7 6.5 1.2 JA|AA AlA AlA|A A|A
Negative square
®
fOI‘ th‘aotec HC = Coated carbide
— HW = Uncoated carbide
ml"lng cutters s HF = Uncoated fine-grained carbide
P M K N S [H
HC HC HC HC|HW| HC |HC|HF
[«
S |2q HEEREEEENEEERE R EE
sZ=5| s r BB HEBEHBEEEFEERE
Designation 2s|OB mm mm mm HEIEIE R I I I I I I L I
SNGX 120512 — F 57 G 8 12.7 6.5 1.2 AlA|A AlA AlA A|A
SNMX 120512 — F 27 M 8 12.7 6.5 1.2 AlA AlA
SNMX 160620 — F 27 M 8 16.0 7.8 2.0 AlA AlA
SNMX 160640 — F 27 M 8 16.0 7.8 4.0 AlA AlA
SNMX 120512 — F 57 M 8 12.7 6.5 1.2 AlA AlA
SNMX 120520 — F 57 M 8 12.7 6.5 2.0 AlA AlA
SNMX 160620 — F 57 M 8 16.0 7.8 2.0 AlA|A AlA AlA AlA
SNMX 160640 — F 57 M 8 16.0 7.8 4.0 AlA|A AlA AlA A|A
SNMX 120512 — F 67 M 8 12.7 6.5 1.2 AlA AlA|A
SNMX 160620 — F 67 M 8 16.0 7.8 2.0 AlA|A AlA AlA|A AlA
SNMX 160640 — F 67 M 8 16.0 7.8 4.0 AlA|A AlA AlA|A AlA

= New addition to range
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HC

Coated carbide

6 o =
. | b ( HW = Uncoated carbide
POSltlve HF = Uncoated fine-grained carbide
BH = CBN with high CBN content
OCtagOn d Ls CN = Silicon nitride SigN,
P M K N S
HC HC HC BH|[CN[HC|HW| HC [HF

Q

2 o w vl vl ool l8lel s wirvlololw vliel2

gg|fl o |1 ] s Ak HEEEE R E B EEEEERE
Designation CS|S8|mm |mm | mm | o | mm | mm |[Z|Z|Z|=|2|Z (2|2 |Z|Z|Z|=|z|=|2|=(2|=
ODHT 050408 — F 57 H 8 |127| 5 |476| 15 0.8 A|A A|A A AlA
ODHT 060512 — F 57 H 8 |15.88| 6 |556| 15 | 0.8 A|A A|A A A|A
ODHT 0504 ZZN - F 57 H 8 |127| 5 |4.76| 15 08 | 1.2 A|A|A[A[AIA|A A A|A|A
ODHT 0605 ZZN - F 57 H 8 |15.88] 6 |556| 15 08 | 1.6 AlA|A|A|A|AA A AlA|A
ODHT 050408 — G 88 H 8 |127| 5 |476| 15 | 0.8 AlA
ODHT 060512 — G 88 H 8 |15.88| 6 |556| 15 | 0.8 AlA
ODHT 0504 ZZN - G 88 H 8 1271 5 |476| 15 08 | 1.2 A|A AlA A
ODHT 0605 ZZN - G 88 H 8 |15.88| 6 |556| 15 | 0.8 | 1.6 AlA AlA A
ODHW 050412 — A 57 H 8 |127| 5 |476| 15 1.2 A
ODHW 060516 — A 57 H 8 |15.88 556 | 15 | 1.6 A
ODHW 050408 — A 57 H 8 |127| 5 |476| 15 0.8 A|A A|A|A
ODHW 060512 — A 57 H 8 |15.88| 6 |556| 15 | 1.2 AlA AlAA
ODHW 0504 ZZN — A 57 H 8 |127| 5 |476| 15 08 [ 1.2 JA|A AlA|A|A
ODHW 0605 ZZN — A 57 H 8 |15.88| 6 |556| 15 | 0.8 | 1.6 JA|A A|lA|A|A
ODMT 050408 — D 57 M 8 (127 5 |476| 15 0.8 AlA|A AlA AlA Al A
ODMT 060512 — D 57 M 8 |15.88] 6 |5.56| 15 1.2 A|A|A A|A A|A AlA
ODMT 0504 ZZN - D 57 M 8 |127| 5 |4.76| 15 08 | 1.2 JA|A|A A AlA|A AlA Al A
ODMT 0605 ZZN - D 57 M 8 |15.88| 6 |556| 15 | 0.8 | 1.6 JA|A|A|A AlAA AlA A|A
ODMW 050408 T - A 27 M 8 127 5 476 15 0.8 A|lA A AlA
ODMW 060508 T — A 27 M 8 |15.88| 6 |556| 15 | 0.8 AlA A A|A
ODMW 050408 — A 57 M 8 |127| 5 |476| 15 | 0.8 AlA A|lA|AA
ODMW 060508 — A 57 M 8 |15.88| 6 |556| 15 | 0.8 AlA A|lA|AA
OPHN 0504 ZZN - A 27 H 2 |127] 5 |476| 11 04 | 1.2 A
OPHN 050412 — A 57 H 8 |127| 5 |476| 11 1.2 A
OPHN 0504 ZZN - A 57 H 8 |127| 5 |476| 11 04 [ 1.2 JA|A A|A|A A
OPHR 0504 ZZN - F 57 H 8 |127| 5 |476| 11 04 | 1.2 A A

OD .. 0605 . . for Xtra-tec® milling cutters
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Positive rhombic
for Xtra-tec®
milling cutters

HC = Coated carbide
HW = Uncoated carbide

HF = Uncoated fine-grained carbide

P M K N S |H
HC HC HC HC[HW| HC |HC|HF
D
(=]

§g-§§ Iy x1p S r bffffifgfffgeifii

Designation e3|38 mm mm [ Oy | O | mm | mm ; ; ‘é’ E 2 g g[S ; ; g2 ; g E §
ADGT 0803 PER — D 51 G 2 | 6.26x8 | 3.35 | 15 20 04 | 1.2 JA|AA A A|A A
ADGT 1204 PER - D 51 G 2 | 764x12 | 476 | 15 20 0.8 1.2 JA[A|A A A|A A
ADGT 1606 PER — D 51 G 2 19.85x16| 6.15 | 15 20 0.8 1.6 JA[A|A A A|A A
ADGT 0803 PER - D 56 G 2 | 6.26x8 | 3.35 | 15 20 04 | 12 JA[A[A AlA AlA A|A
ADGT 1204 PER - D 56 G 2 | 764x12 | 476 | 15 20 0.8 1.2 JA|A|A A|A AlA A|A
ADGT 1606 PER — D 56 G 2 19.85x16| 6.15 | 15 20 0.8 1.6 JA|A|A AlA AlA AlA
ADGT 0803 PER — F 56 G 2 | 6.26x8 | 3.35 | 15 20 04 | 1.2 A A|A A|A
ADGT 1204 PER — F 56 G 2 | 764x12 | 476 | 15 20 0.8 1.2 A A|A A|A
ADGT 1606 PER — F 56 G 2 19.85x16| 6.15 | 15 20 0.8 1.6 A A|A A|A
ADGT 080302 R - F 56 G 2 | 6.26x8 | 3.35 | 15 20 0.2 1.2 A A|A A|A
ADGT 080308 R — F 56 G 2 | 6.26x8 | 3.35 | 15 20 0.8 1.2 A A|A A|A
ADGT 080312 R — F 56 G 2 | 6.26x8 | 3.35 | 15 20 1.2 1.0 A AlA A|A
ADGT 080316 R — F 56 G 2 | 6.26x8 | 3.35 | 15 20 1.6 1.0 A AlA AlA
ADGT 080320 R — F 56 G 2 | 6.26x8 | 3.35 | 15 20 2.0 1.0 A A|A A|A
ADGT 120404 R - F 56 G 2 | 764x12 | 476 | 15 20 04 | 1.2 A A|A A|A
ADGT 120412 R - F 56 G 2 | 764x12 | 476 | 15 20 1.2 1.2 A AlA A|A
ADGT 120416 R - F 56 G 2 | 764x12 | 476 | 15 20 1.6 1.0 A AlA A|A
ADGT 120420 R - F 56 G 2 | 764x12 | 476 | 15 20 2.0 1.0 A A|A A|A
ADGT 120425 R - F 56 G 2 | 764x12 | 476 | 15 20 25 | 08 A A|A A|A
ADGT 120430 R — F 56 G 2 | 764x12 | 476 | 15 20 3.0 | 0.8 A AlA AlA
ADGT 120432 R — F 56 G 2 | 764x12 | 476 | 15 20 32 | 08 A AlA AlA
ADGT 120440 R - F 56 G 2 | 764x12 | 476 | 15 20 4.0 - A A|A A|A
ADGT 160612 R — F 56 G 2 19.85x16| 6.15 | 15 20 1.2 1.6 A A|A A|A
ADGT 160616 R — F 56 G 2 19.85x16 | 6.15 | 15 20 1.6 1.4 A AlA A|A
ADGT 160620 R — F 56 G 2 19.85x16| 6.15 | 15 20 2.0 1.4 A AlA AlA
ADGT 160625 R - F 56 G 2 19.85x16| 6.15 | 15 20 2.5 1.2 A A|A A|A
ADGT 160630 R — F 56 G 2 19.85x16| 6.15 | 15 20 3.0 1.2 A AlA A|A
ADGT 160632 R — F 56 G 2 19.85x16 | 6.15 | 15 20 3.2 1.2 A AlA A|A
ADGT 160640 R - F 56 G 2 19.85x16| 6.15 | 15 20 4.0 1.0 A AlA AlA
ADGT 160650 R — F 56 G 2 19.85x16| 6.15 | 15 20 5.0 - A A|A A|A
ADGT 160660 R — F 56 G 2 19.85x16| 6.15 | 15 20 6.0 - A AlA A|A

= New addition to range
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Positive rhombic
for Xtra-tec®
milling cutters

HC = Coated carbide
HW = Uncoated carbide

HF = Uncoated fine-grained carbide

P M K N | S [H
HC HC HC HC|HW| HC |HC|HF
D
2 0| w|w Vv wlwlw|lw B wn =
Designation 25|58 mm mm | O [ O | mm | mm ||| (Z=ZZ=2=(=
ADHT 120416 R — G 88 H 2 | 764x12 | 476 | 15 20 1.6 1.0 AlA
ADHT 120416 L — G 88 H 2 | 764x12 | 476 | 15 20 1.6 1.0 AlA
ADHT 120425R - G 88 H 2 | 764x12 | 476 | 15 20 25 | 0.8 AlA
ADHT 120425 L - G 88 H 2 | 764x12 | 476 | 15 20 25 | 0.8 AlA
ADHT 120430 R — G 88 H 2 | 764x12 | 476 | 15 20 3.0 | 0.8 AlA
ADHT 120430 L - G 88 H 2 | 764x12 | 476 | 15 20 3.0 | 0.8 AlA
ADHT 120440 R - G 88 H 2 | 764x12 | 476 | 15 20 4.0 - AlA
ADHT 120440 L - G 88 H 2 | 764x12 | 476 | 15 20 4.0 - AA
ADHT 160616 R — G 88 H 2 19.85x16| 6.15 | 15 20 1.6 1.4 AlA
ADHT 160616 L — G 88 H 2 19.85x16 | 6.15 | 15 20 1.6 1.4 AlA
ADHT 160625 R — G 88 H 2 19.85x16 | 6.15 | 15 20 2.5 1.2 AlA
ADHT 160625 L — G 88 H 2 19.85x16 | 6.15 | 15 20 2.5 1.2 AlA
ADHT 160630 R — G 88 H 2 19.85x16| 6.15 | 15 20 3.0 1.2 AlA
ADHT 160630 L - G 88 H 2 19.85x16 | 6.15 | 15 20 3.0 1.2 AlA
ADHT 160640 R — G 88 H 2 19.85x16 | 6.15 | 15 20 4.0 1.0 AlA
ADHT 160640 L — G 88 H 2 19.85x16 | 6.15 | 15 20 4.0 1.0 AlA
ADHT 0803 PER - G 88 H 2 | 6.26x8 | 3.35 | 15 20 04 | 12 AlA
ADHT 0803 PEL - G 88 H 2 | 6.26x8 | 3.35 | 15 20 04 | 12 AlA
ADHT 1204 PER - G 88 H 2 | 764x12 | 476 | 15 20 0.8 1.2 AlA
ADHT 1204 PEL - G 88 H 2 | 764x12 | 476 | 15 20 0.8 1.2 AlA
ADHT 1606 PER — G 88 H 2 19.85x16 | 6.15 | 15 20 0.8 1.6 AlA
ADHT 1606 PEL — G 88 H 2 19.85x16 | 6.15 | 15 20 0.8 1.6 AlA
ADKT 0803 PER — F 56 K 2 | 6.26x8 | 3.35 | 15 20 04 | 12 JA[A|A A AlAA A
ADKT 0803 PEL — F 56 K 2 | 6.26x8 | 3.35 | 15 20 04 | 12 AlA A A A
ADKT 1204 PER - F 56 K 2 | 764x12 | 476 | 15 20 0.8 1.2 JA|A|A A AlAA A
ADKT 1204 PEL — F 56 K 2 | 764x12 | 476 | 15 20 0.8 1.2 A|A A A A
ADKT 1606 PER - F 56 K 2 19.85x16 | 6.15 | 15 20 0.8 1.6 JA|A|A A AlA|A A
ADKT 1606 PEL — F 56 K 2 19.85x16 | 6.15 | 15 20 0.8 1.6 AlA A A A
ADMT 080304 R — D 56 M| 2 |626x8 |33 | 15 20 04 | 12 JA[AA A AlAA A
ADMT 120408 R — D 56 M | 2 [764x12| 476 | 15 20 0.8 1.2 JA|A|A A AlA|A A
ADMT 160608 R — D 56 M | 2 [9.85x16| 6.15 | 15 20 0.8 1.6 [A|A|A A AlATA A
ADMT 180712 R - D 56 M| 2 [135x18| 7 15 17 1.2 1.8 JA[A|A A A|A A
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Positive rhombic
for Xtra-tec®

HC = Coated carbide
apg= HW = Uncoated carbide
ml"lng cutters s HF = Uncoated fine-grained carbide
P M K N S [H

HC HC HC HC|HW| HC |HC|HF

g |2y g[5[2]e|8]2]s]]a]s] <[ _[8]2][<

53|38 hixl S r b Jala|lala|Z|als|x|lalalz||S|alz|lo

Designation e3|38 mm mm | Oy O | mm | mm ; ; ‘é’ E 2 g g[S ; ; g2 ; g E §
ADMT 080302 R — F 56 M 2 | 6.26x8 | 3.35 | 15 20 0.2 1.2 AlA[A|A|A A AlA
ADMT 080304 R - F 56 M 2 | 6.26x8 | 3.35 | 15 20 0.4 1.2 JA[A[A[A[A|A|A|A|A|A AlA
ADMT 080304 L — F 56 M 2 | 6.26x8 | 3.35 | 15 20 0.4 1.2 AlA A A A
ADMT 080308 R — F 56 M 2 | 6.26x8 | 3.35 | 15 20 0.8 1.2 A|A|A|AA A AlA
ADMT 080308 L — F 56 M 2 | 6.26x8 | 3.35 15 20 0.8 1.2 AlA A A A
ADMT 080312 R — F 56 M 2 | 6.26x8 | 3.35 | 15 20 1.2 1.0 AlA AlA A AlA
ADMT 080316 R — F 56 M 2 | 6.26x8 | 3.35 | 15 20 1.6 1.0 AlA AlA A AlA
ADMT 080320 R — F 56 M 2 | 6.26x8 | 3.35 | 15 20 2.0 1.0 A|A A|A A A|A
ADMT 10T308 R — F 56 M 2 |6.69x10 | 3.76 15 15 0.8 1.2 A|A AlA A A|A
ADMT 10T316 R — F 56 M 2 [6.69x10| 3.76 | 15 15 1.6 1.2 AlA AlA A AlA
ADMT 10T325 R — F 56 M 2 [6.69x10| 3.76 | 15 15 2.5 1.0 AlA AlA A AlA
ADMT 10T332 R — F 56 M 2 |6.69x10| 3.76 | 15 15 3.2 0.8 A|A A|A A A|A
ADMT 120404 R - F 56 M 2 | 764x12 | 4.76 15 20 0.4 1.2 A|A|A|AA A AlA
ADMT 120408 R — F 56 M 2 | 764x12 | 476 | 15 20 0.8 1.2 JA[A[A[A[A|A|A|A|A|A AlA
ADMT 120408 L — F 56 M 2 | 764x12 | 476 | 15 20 0.8 1.2 AlA A A A
ADMT 120412 R — F 56 M 2 | 764x12 | 476 | 15 20 1.2 1.2 AlA[AIA|A A AlA
ADMT 120416 R — F 56 M 2 | 764x12 | 4.76 15 20 1.6 1.0 A|A|A|A|A A AlA
ADMT 120416 L — F 56 M 2 | 764x12 | 476 | 15 20 1.6 1.0 AlA A A A
ADMT 120420 R — F 56 M 2 | 764x12 | 476 | 15 20 2.0 1.0 AlA[A|A|A A AlA
ADMT 120425 R — F 56 M 2 | 764x12 | 476 | 15 20 2.5 0.8 A|A|A|AA A A|A
ADMT 120425 L — F 56 M 2 | 764x12 | 4.76 15 20 25 0.8 AlA A A A
ADMT 120430 R — F 56 M 2 | 764x12 | 476 | 15 20 3.0 0.8 AlA|A|A|A A AlA
ADMT 120430 L — F 56 M 2 | 764x12 | 476 | 15 20 3.0 0.8 AlA A A A
ADMT 120432 R - F 56 M 2 | 764x12 | 476 | 15 20 3.2 0.8 A|A|A|AA A A|A
ADMT 120440 R - F 56 M 2 | 764x12 | 4.76 15 20 4.0 - A|A|A|A|A A AlA
ADMT 120440 L — F 56 M 2 | 764x12 | 476 | 15 20 4.0 - AlA A A A
ADMT 160608 R — F 56 M 2 [9.85x16 | 6.15 15 20 0.8 1.6 JA[A[A[A[A|A|A|A|A|A AlA
ADMT 160608 L — F 56 M 2 19.85x16 | 6.15 15 20 0.8 1.6 A|A A A A
ADMT 160612 R — F 56 M 2 19.85x16 | 6.15 15 20 1.2 1.6 A|A|A|A|A A AlA
ADMT 160616 R — F 56 M 2 [9.85x16 | 6.15 15 20 1.6 1.4 AlA|A|A|A A AlA
ADMT 160616 L — F 56 M 2 [9.85x16 | 6.15 15 20 1.6 1.4 AlA A A A
ADMT 160620 R — F 56 M 2 19.85x16 | 6.15 15 20 2.0 1.4 A|A|A|AA A AlA
ADMT 160625 R — F 56 M 2 19.85x16 | 6.15 15 20 25 1.2 A|A|A|A|A A AlA
ADMT 160625 L — F 56 M 2 [9.85x16 | 6.15 15 20 2.5 1.2 AlA A A A
ADMT 160630 R — F 56 M 2 [9.85x16 | 6.15 15 20 3.0 1.2 AlA[A|A|A A AlA
ADMT 160630 L — F 56 M 2 19.85x16 | 6.15 15 20 3.0 1.2 A|A A A A
ADMT 160632 R — F 56 M 2 19.85x16 | 6.15 15 20 3.2 1.2 A|A|A|AA A AlA
ADMT 160640 R — F 56 M 2 [9.85x16 | 6.15 15 20 4.0 1.0 AlA|A|A|A A AlA
ADMT 160640 L — F 56 M 2 [9.85x16 | 6.15 15 20 4.0 1.0 AlA A A A
ADMT 160650 R — F 56 M 2 19.85x16 | 6.155 | 15 20 5.0 - A|A|A|AA A A|A
ADMT 160660 R — F 56 M 2 19.85x16 | 6.15 15 20 6.0 - A|A|A|AA A AlA
ADMT 180712 R - F 56 M 2 [13.5x18 | 7.00 15 20 1.2 1.8 JA[A|A A AlA A
ADMT 080304 R — G 56 M 2 | 6.26x8 | 3.35 | 15 20 0.4 1.2 AlA[A|A|A|A A AlA
ADMT 10T308 R — G 56 M 2 |6.69x10 | 3.76 15 15 0.8 1.2 A|A AlA A AlA
ADMT 10T316 R — G 56 M 2 |[6.69x10| 3.76 | 15 15 1.6 1.2 AlA AlA A AlA
ADMT 10T325 R — G 56 M 2 [6.69x10| 3.76 | 15 15 2.5 1.0 AlA AlA A AlA
ADMT 10T332R — G 56 M 2 |6.69x10| 3.76 | 15 15 3.2 0.8 A|A AlA A A|A
ADMT 120408 R - G 56 M 2 | 764x12 | 4.76 15 20 0.8 1.2 A|A[A|A[A|A A AlA
ADMT 160608 R — G 56 M 2 [9.85x16 | 6.15 15 20 0.8 1.6 AlA[A|A|A|A A AlA

= New addition to range
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Negative rhombic
for Xtra-tec®

HC = Coated carbide
HTH HW = Uncoated carbide
ml"'“g CUtters HF = Uncoated fine-grained carbide
P M K N S [H
HC HC HC HC|HW| HC |HC|HF
Q
S |2. 2822828228282 e
sglgs| b | Lo oS RN R EEEEEEHEBENEHEEE
Designation SS|38| mm mm mm oy° mm mm == =S (=== =====
LNGX 130708 R — L 55 G 4 1 13.6 75 0 0.8 1.2 JA|A|A AlA AlA|A AlA
LNGX 130712 R — L 55 G 4 1 13.6 75 0 1.2 1.0 JA|A|A AlA AlA AlA
LNGX 130716 R — L 55 G 4 1 13.6 75 0 1.6 09 jJAlA|A AlA AlA AlA
LNGX 130720 R — L 55 G 4 1 13.6 75 0 2.0 0.7 JA[A|A AlA AlA AlA
LNGX 130725 R — L 55 G 4 1 13.6 75 0 2.5 06 JA[A|A AlA AlA AlA
LNGX 130708 R — L 88 G 4 1 13.6 75 0 0.8 1.2 A|A
LNGX 130712R - L 88 G 4 1 13.6 75 0 1.2 1.0 AlA
LNGX 130716 R — L 88 G 4 1 13.6 75 0 1.6 0.9 A|A
LNGX 130720 R — L 88 G 4 1 13.6 75 0 2.0 0.7 A|A
LNGX 130725 R — L 88 G 4 1 13.6 75 0 2.5 0.6 AlA
= New addition to range
o
. @ <] 4
POSItIve round ! HC = Coated carbide
HW = Uncoated carbide
for F 2334 d <S> HF = Uncoated fine-grained carbide
P M K N S [H
HC HC HC HC|HW| HC |HC|HF
[+
g |o 582 2|8] 23| s|8e| 8|22
£al£8 d dq s clelalal=slals|clalalzl2lslalz|e
- -8 |58 R XX | X|n|nX <X X|X|x|[nfn|X<|=
Designation PG |Oa mm mm mm o HEEHEEEEIEEEEE R EEE
ROHX 0803MOT — A 27 H 4 8 3.4 3.18 1 AlA AlA
ROHX 10T3MOT — A 27 H 4 10 44 3.97 1 AlA AlA
ROHX 1204MOT — A 27 H 4 12 4.4 4.76 1 AlA AlA
ROHX 1605MO0T — A 27 H 6 16 5.5 5.56 15 AlA AlA
ROHX 2006MOT — A 27 H 8 20 6.5 6.35 15 AlA AlA
ROHX 0803M0 — D 57 H 4 8 3.4 3.18 1 A|A|A|A|A|ATA AlA AlA
ROHX 10T3M0 — D 57 H 4 10 4.4 3.97 1 A|A|A|AIA|ATA AlA AlA
ROHX 1204M0 — D 57 H 4 12 44 4.76 1 AlA|A[A|A|A|A AlA AlA
ROHX 1605M0 — D 57 H 6 16 5.5 5.56 15 AlA|A AlA AlA AlA
ROHX 2006M0 — D 57 H 8 20 6.5 6.35 15 AlA|A AlA AlA AlA
ROMX 0803M0 — D 57 M 4 8 3.4 3.18 1 AlA|A[A[A|A A AlA
ROMX 10T3MO0 — D 57 M 4 10 4.4 3.97 1 AlA|A[A[A|A A AlA
ROMX 1204M0 — D 57 M 4 12 4.4 4.76 1 AlA|A[A[A|A A AlA
ROMX 1605M0 — D 57 M 6 16 5.5 5.56 15 AlA[A|AIA|A A AlA
ROMX 2006M0 — D 57 M 8 20 6.5 6.35 15 AlA[AA|A|A A AlA
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.. @ d1 HC = Coated carbide
Positive round f HW = Uncoated carbide
HF = Uncoated fine-grained carbide
for Walter tools d s BH = CBN with high CBN content
P M K N S H
HC HC HC BH|[HC|HW| HC [HW|BH|HF
[}
500820 o | o | s NHMEENESMNNEEEEHERE
. . 8|58 ¥ ¥ X || onX|<X|X|o|X|x|n|xn|x|o=
Designation LS |O8 mm mm mm o’ HEIEIE IR I I I I A I A
RDGT 0803M0 — G 85 G 8 3.4 3.18 15 A
RDGT 10T3MO0 — G 85 G 10 4.4 3.97 15 A
RDGT 1204M0 - G 85 G 12 4.4 4.76 15 A
RDGT 1505M0 — G 85 G 15 5.5 5.56 15 A
RDGT 1605M0 — G 85 G 16 5.5 5.56 15 A
RDGT 2006M0 — G 85 G 20 6.5 6.35 15 A
RDGT 0803M0 — G 88 G 8 3.4 3.18 15 AlA
RDGT 10T3MO0 - G 88 G 10 4.4 3.97 15 A|A
RDGT 1204M0 - G 88 G 12 4.4 4.76 15 AlA
RDGT 1505M0 — G 88 G 15 5.5 5.56 15 AlA
RDGT 1605M0 — G 88 G 16 5.5 5.56 15 AlA
RDGT 2006M0 - G 88 G 20 6.5 6.35 15 A|A
RDHW 0803MO T — A 27 H 8 3.4 3.18 15 AlA A AlA
RDHW 10T3MO T — A 27 H 10 4.4 3.97 15 A|A A A|A
RDHW 1204MO T — A 27 H 12 4.4 4.76 15 A|A A A|A
RDHW 1505M0 T — A 27 H 15 55 5.56 15 A A A
RDHW 1605M0 T — A 27 H 16 55 5.56 15 A|A A A|A
RDHW 2006MO T — A 27 H 20 6.5 6.35 15 AlA A AlA
RDHW 0803MO0 — A 57 H 8 3.4 3.18 15 A A|A A
RDHW 10T3M0 — A 57 H 10 4.4 3.97 15 A A|A A
RDHW 1204M0 — A 57 H 12 4.4 4.76 15 A AlA A
RDHW 1505M0 — A 57 H 15 55 5.56 15 A AlA A
RDHW 1605M0 — A 57 H 16 55 5.56 15 A A|A A
RDHW 2006M0 — A 57 H 20 6.5 6.35 15 A Al A A
RDHW 0803MO T — A 25 H 8 3.4 3.18 15 A A
RDHW 10T3MO T - A 25 H 10 4.4 3.97 15 A A
RDHW 1204MO T — A 25 H 12 4.4 4.76 15 A A
RDMT 0803M0 — D 57 M 8 3.4 3.18 15 A|A|A A|A|A A|A A|A
RDMT 10T3MO — D 57 M 10 4.4 3.97 15 A|lA|A A|A|A A|A A|A
RDMT 1204M0 — D 57 M 12 4.4 4.76 15 AlA|A AlA|A A|A AlA
RDMT 1505M0 - D 57 M 15 55 5.56 15 AlA AlA|A A AlA
RDMT 1605M0 — D 57 M 16 55 5.56 15 A|A|A A|A|A A|A AlA
RDMT 2006M0 — D 57 M 20 6.5 6.35 15 A|lA|A A|A|A A|A A|A
RDMW 0803MO T — A 27 M 8 3.4 3.18 15 A|A A A|A
RDMW 10T3MO T — A 27 M 10 4.4 3.97 15 A|A A A|A
RDMW 1204M0O T — A 27 M 12 4.4 4.76 15 A|A A A|A
RDMW 1605M0 T — A 27 M 16 55 5.56 15 A|A A A|A
RDMW 2006M0 T — A 27 M 20 6.5 6.35 15 A|lA A A|A
= New addition to range
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R @ ( d41 HC = Coated carbide
POSltlve rou nd ! HW = Uncoated carbide
for Walter and other tools ] o B~ CoN wih igh CoN sontent
P M K N H
HC HW|HC HC HW|BH [ HC [HW [HW| BH | HF
Q
ég d dq S §§§§2§£§§§§§9£§§
Designation RS mm mm mm o’ éé;é%é;;éé%ééé%é
RDGX 0501M0 — G 85 G 5 2.15 1.50 15 A
RDGX 07T1MO0 - G 85 G 7 2.8 1.98 15 A
RDGX 0702M0 — G 85 G 7 2.8 2.38 15 A
RDGX 1003M0 - G 85 G 10 4.4 3.18 15 A
RDGX 12T3M0 - G 85 G 12 44 3.97 15 A
RDGX 1604M0 — G 85 G 16 5.5 4.76 15 A
RDHX 07TIMOT - A 27 H 7 2.8 1.98 15 AlA A AlA
RDHX 0702M0O T — A 27 H 7 2.8 2.38 15 A|A A A|A
RDHX 1003MO T — A 27 H 10 4.4 3.18 15 AlA A AlA
RDHX 12T3MO T — A 27 H 12 4.4 3.97 15 AlA A AlA
RDHX 1604M0O T — A 27 H 16 5.5 4.76 15 AlA A AlA
RDHX 2006MO T — A 27 H 20 5.5 6.00 15 A|A A A|A
RDHX 0501M0 — A 57 H 5 2.15 1.50 15 A AlA A
RDHX 07T1MO — A 57 H 7 2.8 1.98 15 A AlA A
RDHX 0702M0 — A 57 H 7 2.8 2.38 15 A AlA A
RDHX 1003M0 — A 57 H 10 4.4 3.18 15 A AlA A
RDHX 12T3M0 — A 57 H 12 44 3.97 15 A AlA A
RDHX 1604M0 — A 57 H 16 5.5 4.76 15 A AlA A
RDMX 0702MO T — A 27 M 7 2.8 2.38 15 A|A A A|A
RDMX 1003MO T — A 27 M 10 44 3.18 15 AlA A AlA
RDMX 12T3MO T - A 27 M 12 4.4 3.97 15 AlA A A|A
RDMX 1604M0 T — A 27 M 16 5.5 4.76 15 AlA A AlA
RDMX 2006MO T — A 27 M 20 5.5 6.00 15 AlA A AlA
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) '
] o
g = |
POSItlve f @ HC = Coated carbide
- v | J HW = Uncoated carbide
rhOmbIC ) s HF = Uncoated fine-grained carbide
12
P M K S
HC HC HC HW| HC |HF
Q
5,122 . N AREEEEEEERRREEE
2%|E8 1X% S ' AEEEEEEEEBEEHEEEEE
Designation LS |O8 mm mm o’ mm mm IS (=== =Z====
LPGT 070304 R — F 55 G 2 6.35x7.94 3.18 1 0.4 1.2 AlA[A|A|AAIA|A A AlA
LPGT 15T308 R — F 55 G 9.52x15.0 3.97 1 0.8 1.4 AA[A|A|AAIA|A A|AIA|A
LPGT 150412 R — F 55 G 12.7x15.88 | 4.76 1 1.2 1.6 AlA[A|A|A|AIA|A A AlA
LPGW 070304 R — A 57 G 2 6.35x7.94 3.18 1 0.4 1.2 jA|A AlA A
LPGW 15T308 R — A 57 G 2 9.52x15.0 3.97 1 0.8 1.4 JA|A AlA[AA
LPGW 150412 R — A 57 G 2 | 12.7x15.88 | 4.76 1 1.2 1.6 JA|A AlA A
LPMT 070304 R — D 51 M 2 6.35x7.94 3.18 1 0.4 1.2 JA|A|A|A|A|A|A AlA AlA
LPMT 15T308 R — D 51 M 2 9.52x15.0 3.97 1 0.8 1.4 JA|A|A|A|A|A|A AlA AlA
LPMT 150412 R — D 51 M 2 | 12.7x15.88 | 4.76 1 1.2 1.6 JA|A|A|A[A[AA AlA AlA
LPMW 070304 TR — A 27 M 2 6.35x7.94 3.18 1 0.4 AlA AlA
LPMW 15T308 TR — A 27 M 2 9.52x15.0 3.97 1 0.8 AlA AlA
LPMW 150412 TR — A 27 M 2 | 12.7x15.88 | 4.76 1 1.2 AlA AlA
LPGT 1506 PPR — F 57 G 2 | 12.7x15.88 | 6.35 1 1.2 1.6 AlA AlA A A AlA
LPHW 150612 R — A 51 H 2 | 12.7x15.88 | 6.35 1 1.2 A A A
LPHW 1506 PPR — A 57 H 2 | 12.7x15.88 | 6.35 1 1.2 1.6 A AlA A
LPMT 150612 R — D 51 M 2 | 12.7x15.88 | 6.35 1 1.2 AlA AlA|A A AlA
LPMT 150612 R — D 57 M 2 | 12.7x15.88 | 6.35 1 1.2 AlA A AlA[AAIAA AlA
LPMW 150612 TR — A 27 M 2 | 12.7x15.88 | 6.35 1 1.2 A A
= New addition to range — ®
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ey
A ]S
ag s I
POSItlve f @ HC = Coated carbide
= HW = Uncoated carbide
rhomblc o s HF = Uncoated fine-grained carbide
P M K N
HC HC HC HW|HC|HW| HC |[HF

[}

RED 2lsl2|sl2| 82328 |2 |8]2S

sg|lgs| hixh s M HEEEEHEBHEEEHEEEEEE
Designation 23S |38 mm mm o mm =S|z
MPHT 120408 — G 88 H 2 12.7x12.7 4.76 1 0.8 A A|lA|A
MPHX 060304 — A 57 H 2 6.35x6.35 3.18 1 04 JA[A A|lA|A
MPHX 080305 — A 57 H 2 8.3x8.3 3.18 1 05 JA[A A AlA|A
MPHX 060304 — G 88 H 2 6.35x6.35 3.18 1 0.4 A A|lA|A
MPHX 080305 — G 88 H 2 8.3x8.3 3.18 1 0.5 A A|lA|A
MPHW 120408 — A 57 H 2 12.7x12.7 4.76 1 08 JA[A AlA|A
MPMT 120408 - F 57 M 2 12.7x12.7 4.76 1 0.8 AlA|A[A|A|A|A A AlA
MPMX 060304 — F 57 M 2 6.35x6.35 3.18 1 0.4 AlA|A[A|A|A|A A AlA
MPMX 080305 — F 57 M 2 8.3x8.3 3.18 1 0.5 AlA|A[A[A|A|ATA A AlA

= New addition to range
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ag= 14 ( @ HC = Coated carbide
POSItlve i HW = Uncoated carbide
H Y HF = Uncoated fine-grained carbide
rhom blc I2 s CN = Silicon nitride SigN4
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
[}
2 > 0|0 o w|lw|w|w o|w w2
Designation 25|38 mm mm o’ mm mm [Z| 2|5 HEE HEIEIE SHHEE
P 20200 - 1.1* H 2 5.5x9.0 2.35 0.1x45° A A
P 20200 - 1.2* H 2 5.5x9.0 2.35 0.15x45° A A
P 20200 - 1.3* H 2 5.5x9.0 2.35 0.15x45° A A
P 20200 - 1.4* H 2 5.5x9.0 2.35 0.15x45° A A
P 20200 - 1.5* H 2 5.5x9.0 2.35 0.15x45° A A
P 20200 - 2.1* H 2 7.0x12.0 3.4 0.15x45° A A
P 20200 - 2.2* H 2 7.0x12.0 3.4 0.15x45° A A
P 20200 - 2.3* H 2 7.0x12.0 3.4 0.15x45° A A
P 20200 - 3.1* H 2 9.52x18.5 5.4 0.15x45° A A
P 20200 - 3.2* H 2 9.52x18.5 5.4 0.15x45° A A
P 20200 - 3.3* H 2 9.52x18.5 5.4 0.15x45° A A
P2792 -1 H 2 9.52x9.52 | 4.76 30 0.3x45° 1.2 A AlA
* For tolerance when fitted, see general catalogue, page 536.
H ®
Tiger-tec
Y ¢
T o
== I @ Tb HC = Coated carbide
POSItlve l HW = Uncoated carbide
= HF = Uncoated fine-grained carbide
rhomblc F 3040 I s CN = Silicon nitride SigN,
P M K N [H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
[}
2 o W w|elwv v|e|w|g olw PR
Sa|l£8 Iy x| s r b :22:{2;:::222;9;;
s3|52 1772 YI¥Y| E| XX <2 X|SE|n|X|x|[<|=
Designation LS5|S3 mm mm o mm mm S| S(=(E(==|=|= === |5|=
ZDGT 150404 R — K 85 G 2 10.5x16.2 4.76 15 0.4 1.2 AlA A
ZDGT 150408 R — K 85 G 2 10.5x16.0 4.76 15 0.8 1.2 AlA A
ZDGT 150412 R — K 85 G 2 10.5x15.9 4.76 15 1.2 1.2 AlA A
ZDGT 150416 R — K 85 G 2 10.5x15.8 4.76 15 1.6 1.2 AlA A
ZDGT 150420 R — K 85 G 2 10.5x15.7 4.76 15 2.0 1.2 AlA A
ZDGT 150425 R — K 85 G 2 10.5x15.5 4.76 15 2.5 1.2 AlA A
ZDGT 150430 R — K 85 G 2 10.5x15.4 4.76 15 3.0 1.2 AlA A
ZDGT 150440 R — K 85 G 2 10.5x15.1 4.76 15 4.0 1.2 AlA A
ZDGT 200508 R — K 85 G 2 14x21.3 5.56 15 0.8 1.2 A A
ZDGT 200512 R — K 85 G 2 14x21.2 5.56 15 1.2 1.2 A A
ZDGT 200516 R — K 85 G 2 14x21.0 5.56 15 1.6 1.2 A A
ZDGT 200520 R — K 85 G 2 14x20.9 5.56 15 2.0 1.2 A A
ZDGT 200530 R — K 85 G 2 14x20.6 5.56 15 3.0 1.2 A A
ZDGT 200540 R — K 85 G 2 14x20.3 5.56 15 4.0 1.2 A A
ZDGT 200550 R — K 85 G 2 14x20.0 5.56 15 5.0 1.2 A A
ZDGT 200560 R — K 85 G 2 14x19.8 5.56 15 6.0 1.2 A A
ZDGT 200564 R — K 85 G 2 14x19.7 5.56 15 6.4 1.2 A A
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- HC = Coated carbide
Tangentlal @ HW = Uncoated carbide
= HF = Uncoated fine-grained carbide
rhomblc 19 s CN = Silicon nitride SigN,4
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
Q
RED 2 8lale| 8228 |2|2|oe|
S8|EQ I x1p s r b ala|lalalSlsS|x|lalalsS|z|lz|—|e
N S8 58 ¥ ¥ E|lXoc|XR <20 X|x|X|=
Designation o |0 mm mm mm mm HEIEEIE R R R R
CNHQ 0805 PPN — A 57T H | 2+2 9x8 5 0.8 1.2 AlA AlA|A
CNHQ 1206 PPN — A 57T H | 2+2 13x12 6.5 0.8 1.5 AlA AlA|A
CNHQ 1608 PPN — A 57T H | 2+2 15x 16 8 1.2 1.8 AlA AlA|A
CNHU 0805 PPN — D 57T H | 2+2 9x8 5 0.8 1.2 AlA A AlA
CNHU 1206 PPN — D 57T H | 2+2 13x12 6.5 0.8 1.5 AlA A AlA
CNHU 1608 PPN — D 57T H | 2+2 15x 16 8 1.2 1.8 AlA A AlA
CNMQ 080508 T — A 27T M | 2+2 9x8 5 0.8 A A
CNMQ 120608 T — A 27T M | 2+2 13x12 6.5 0.8 A A
CNMQ 160812 T — A 27T M | 2+2 15x 16 8 1.2 A A
CNMQ 080508 — A 57T M | 2+2 9x8 5 0.8 AlA AlA|A
CNMQ 120608 — A 57T M | 2+2 13x12 6.5 0.8 AlA AlA|A
CNMQ 160812 — A 57T M | 2+2 15x 16 8 1.2 AlA AlA|A
CNMU 080508 — D 57T M | 2+2 9x8 5 0.8 AlA A AlA
CNMU 120608 — D 57T M | 2+2 13x 12 6.5 0.8 AlA A AlA
CNMU 160812 — D 57T M | 2+2 15x 16 8 1.2 AlA A AlA

Note: I = cut width
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r r
- T HC = Coated carbide
Tangentlal If @ HW = Uncoated carbide
= HF = Uncoated fine-grained carbide
rhom blc 14— s s CN = Silicon nitride SigN,4
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
Q
2 o I Blw|wlw olw w2
S3(E5| xb y f A M NEEFPNEEEEEE
Designation LS |O8 mm mm mm mm HEI I I I I I L I I A
LNKU 2010 DPTR - F 27T K 4 15x 20 10.5 0.6 1.2 A A
LNKU 3010 DPTR - F 27T K 4 15x 30 10.5 0.6 1.2 A A
LNKU 2010 DPR — F 57T K 4 15x 20 10.5 0.6 1.2 AlA AlA
LNKU 3010 DPR — F 57T K 4 15x 30 10.5 0.6 1.2 AlA AlA
LNMU 150812 T — F 27T M 4 14 x15 8 1.2 AlA AlA
LNMU 201012 T — F 27T M 4 16 x 20 10 1.2 AlA AlA
LNMU 150812 — F 57T M 4 14 x15 8 1.2 AlA AlA|A
LNMU 201012 — F 57T M 4 16 x 20 10 1.2 AlA AlA|A
P 4406 -1 H 4 9.52x12.7 3.50 0.5x45° AlA A A A
P 4406 - 2 H 4 9.52x12.7 4.00 0.5 x 45° AlA A A A
P 4406 -3 H 4 9.52x12.7 4.76 0.4 x 45° AlA A A A
P 4406 - 4 H 4 9.52x12.7 5.50 0.4 x 45° AlA A A A
P 4406 -5 H 4 9.52x12.7 6.35 0.4 x 45° AlA A A A
P 44462 -1 H 4 9.52x12.7 3.50 0.5 x 45° AlA A A
P 44462 -2 H 4 9.52x12.7 4.00 0.5 x 45° AlA A
P 44462 -3 H 4 9.52x12.7 4.76 0.4 x 45° AlA A A
P 44462 - 4 H 4 9.52x12.7 5.50 0.4 x 45° AlA A A
P 44462 -5 H 4 9.52x12.7 6.35 0.4 x 45° AlA A
~ ®
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Tangential rhombic
for Xtra-tec’side and
face milling cutters

HC = Coated carbide
HW = Uncoated carbide
HF = Uncoated fine-grained carbide

P M K N S |H
HC HC HC HC[HW| HC [HC|HF
[}
.| 24 SRR HEEEEERE RS
s2| 25 | ' s N AR EHBHEEEEMEEBE
Designation =i S mm mm mm mm HEIEIE R I I I I I I A L
LNHU 080304 — B 57T H 2+2 9.0 8.0 3.5 0.4 A|A A|A|A
LNHU 080404 — B 57T H 2+2 9.4 8.0 4.5 0.4 A|A A|lA|A
LNHU 100508 — B 57T H 2+2 12.3 10.0 5.5 0.8 AlA AlA|A
LNHU 120608 — B 57T H| 2+2 13.9 12.0 6.5 0.8 |ala Alala
LNHU 080304 — F 57T H 2+2 9.0 8.0 3.5 0.4 A|lAA AlA AlA AlA
LNHU 080404 — F 57T H 2+2 9.4 8.0 4.5 0.4 A|lAA AlA AlA AlA
LNHU 100508 — F 57T H 2+2 12.3 10.0 55 0.8 AlA|A AlA AlA AlA
LNHU 120608 — F 57T H 2+2 13.9 12.0 6.5 0.8 AlA|A A|A A|A A|A
LNHX 070204 — D 57T H 2+2 7.0 9.0 2.4 0.4 A|A A|lA|A
LNHX 070204 — F 57T H 2+2 7.0 9.0 2.4 0.4 AlA|A A|A A|A A|A
J
Tangential Ol
g } HC = Coated carbide
= HW = Uncoated carbide
rhomblc F— lp— s — HF = Uncoated fine-grained carbide
P M K N S |H
HC HC HC HC[HW| HC |[HC|HF
g le, N R EE R EREERE
s2|25| ' s r BB HEBEHEBEEENEERE
Designation S35 (38| mm mm mm mm S|z Ez=\= ===
P 44280-1 R08 — D 57 H 8 12.7 9.52 55 0.8 A A A A
P 44280-1 R10 — D 57 H 8 12.7 9.52 55 1.0 A A A A
P 44280-1R125 - D 57 H 8 12.7 9.52 55 1.25 A A A A
P 44280-1R15 - D 57 H 8 12.7 9.52 5.5 1.5 A A A A
P 44280-1 R20 — D 57 H 8 12.7 9.52 55 2.0 A A A A
P 44280-2 R25 - D 57 H 8 12.7 9.52 6.35 2.5 A A A A
P 44280-2 R30 — D 57 H 8 12.7 9.52 6.35 3.0 A A A A
P 44280-2 R40 — D 57 H| 4 | 127 | 952 | 635 4.0 A A A A
P 44290-1 R08 — D 57 M 8 12.7 9.52 5.5 0.8 A A A A
P 44290-1R10 - D 57 M 8 12.7 9.52 5.5 1.0 A A A A
P 44290-1 R125 - D 57 M 8 12.7 9.52 55 1.25 A A A A
P 44290-1 R15 - D 57 M 8 12.7 9.52 55 1.5 A A A A
P 44290-1 R20 — D 57 M 8 12.7 9.52 55 2.0 A A A A
P 44290-2 R25 - D 57 M 8 12.7 9.52 6.35 2.5 A A A A
P 44290-2 R30 — D 57 M 8 12.7 9.52 6.35 3.0 A A A A
P 44290-2 R40 - D 57 M 4 12.7 9.52 6.35 4.0 A A A A

= New addition to range
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Positive triangular
for profile
milling cutters

HC = Coated carbide
HW = Uncoated carbide

HF = Uncoated fine-grained carbide

P M K N S
HC HC HC HC|HW| HC |HF
[
= (=] WL V|, w8 w|lw w| 0w 0 W|n|lo
SolSg| d s LI P ] I D e Dot B b e R g
. . S-S |(53 R XX E|X|QRX XXX (x(D(R|=
Designation 25|03 mm mm o mm HEIEIE I I I I I I I I A
P 26315-R 10 M 3 6.75 2.78 14 10.0 AlAIA A AlA AlA|A AlA
P 26315-R 12 M 3 8.50 3.18 14 12.5 AlAIA A AlA AlA|A AlA
P 26315-R 15 M 3 10.5 3.97 14 15.0 AlAIA A AlA AlA|A AlA
P 26315-R 16 M 3 10.5 3.97 14 16.0 AlAIA A AlA AlA|A AlA
P 26315-R 20 M 3 12.7 4.76 1 20.0 AlAIA A AlA AlA|A AlA
P 26315 -R 25 M 3 12.7 4.76 1 25.0 AlAIA A AlA AlA|A AlA
P 26315 -R 31 M 3 12.7 4.76 1 31.5 AlAIA A AlA AlA|A AlA
P 26316 -R 10 - G 88 G 3 6.75 2.78 14 10.0 A AlA
P 26316 —-R 12— G 88 G 3 8.50 3.18 14 12.5 A AlA
P 26316 -R 15 -G 88 G 3 10.5 3.97 14 15.0 A AlA
P 26316 - R 16 — G 88 G 3 10.5 3.97 14 16.0 A AlA
P 26316 - R 20 — G 88 G 3 12.7 4.76 1 20.0 A AlA
P 26316 —R 25 -G 88 G 3 12.7 4.76 1 25.0 A AlA
P 26316 —R 31 - G 88 G 3 12.7 4.76 1 31.5 A AlA
P 26325 - R 25 M 3 13.0 5.56 14 25.0 AlA|A A|A|A|A|A|ATA AlA
P 26325 - R 31 M 3 13.0 5.56 14 31.5 AlA|A AlA[AAIA|A AlA
Positive triangular
for high performance HC = Coated carbide
-"- HW = Uncoated carbide
mi |ng cutters HF = Uncoated fine-grained carbide
P M K N S [H
HC HC HC HC|HW| HC |HC|HF
% = 282282828 8|e |82 e
s 3 é% d S r alalala|sSlals|<lalalz|B|=lalz|o
: . o8| S5 o XX DI XD D X|IX(X|X|X(D|D|X|=
Designation o O mm mm o mm HEIEIE IR I I I I
P 26335 -R 10 M 3 6.75 3.18 14 0.8 AlA|AAIA|A AlA AlA
P 26335-R 14 M 9.52 3.97 14 1.2 AlA|AAIA|A AlA AlA
P 26335 - R 25 M 13.0 5.56 14 2.0 AlA|AA|A|A AlA AlA
P 26337 - R 10 M 3 6.75 3.18 14 0.8 AlA|AAIA|A AlA AlA
P 26337 — R 14 M 3 9.52 3.97 14 1.2 AlA|AA|A|A AlA AlA
P 26337 - R 25 M 3 13.0 5.56 14 2.0 AlA|AAIA|A AlA AlA
P 26339 -R 10 M 3 6.75 3.18 14 0.8 AlA|AAIA|A AlA AlA
P 26339 -R 14 M 3 9.52 3.97 14 1.2 AlA|AIA|IA|A AlA AlA
P 26339 - R 25 M 3 13.0 5.56 14 2.0 AlA|AAIA|A AlA AlA
= New addition to range
5 ®
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b O
O) NO/" "H i - coeseai
=g = = Coated carbide
POSltlve 4 HW = Uncoated carbide
H HF = Uncoated fine-grained carbide
trlangl‘“ar d d —{ sk CN = Silicon nitride SigN4
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
(5]
2 =) WIW| 5w Qe |BlY 2| w|F
Eg ':%8 d s r b : :.’ g : = ; x 2 2 s|lz|z|2 = ;
. . =858 R ¥ ¥ Elx<a|lX| <22 S|n|X|x|<|=
Designation LS |O3 mm mm o mm mm EHIE A A e
TPAW 1604 PPN A 3 9.52 4.76 1 1.2 AlA|A A AlAIA|A
TPAW 2204 PPN A 3 12.7 4.76 1" 1.2 AlA AlA
TPET 160412 R E 3 9.52 4.76 1 1.2 A
TPJW 1604 PPN J 3 9.52 4.76 1 1.2 AlA|A A AlA[AA
TPJW 2204 PPN J 3 12.7 4.76 1 1.2 AlA A A AlA
Positive form
i  \O
Insel’tS f0r copy l HC = Coated carbide
HTH Y HW = Uncoated carbide
m'"'“g CUtters il HF = Uncoated fine-grained carbide
P M K N S |H
HC HC HC HC|HW| HC |HC|HF
(3]
S.l22] . 88|2(g|2|8|2(8|2|8|8|2||8|%|2|S
g2|25| xb | s & HEHHEEEEHEEEENEEEE
Designation R ISR mm mm oh T HEHEIEEHEEEEEBEEBEEEHEEHEE
XDGW 150460 TR — A 27 G 2 9.52x15.88 4.76 15 6 A A
XDGW 200580 TR — A 27 G 2 12.7x20.5 5.56 15 8 A A
XDGW 2506100 TR — A 27 G 15.88 x25.4 6.35 15 10 A A
XDGW 150460 R — A 57 G 2 9.52x15.88 4.76 15 6 A A A
XDGW 200575 R — A 57 G 2 12x20.5 5.56 15 75 A A A
XDGW 200580 R — A 57 G 2 12.7x20.5 5.56 15 8 A A A
XDGW 2506100 R — A 57 G 2 15.88 x 25.4 6.35 15 10 A A A
XDMT 16T3100 R — F 55 M 2 9x 16 3.74 15 10 JA[A[A A|lA|A AlA AlA
XDMT 2004125R - F 55 M 2 11.3x20 4.68 15 125 |A|A|A AlA|A AlA AlA
XDMT 2405150 R — F 55 M 2 13.5x 24 5.62 15 15 JA[A|A A|lA|A AlA AlA
XDMT 2506160 R — F 55 M 2 14.4x25.5 6.0 15 16 JA[A[A AlA|A AlA AlA
XDGT 3207200 R — D 57 M 2 18 x 32 75 15 20 JA|A[A[A AlA|A AlA AlA
XDGT 4009250 R — D 57 M 2 22.5x39 9.39 15 25 JA|A[A[A AlA|A AlA AlA

= New addition to range
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D¢ 8-12 mm D¢ 16—-32 mm

Indexable inserts

= HC = Coated carbide
for pI‘Oflle HW = Uncoated carbide
HITH HF = Uncoated fine-grained carbide
ml"'“g CUtters BH = cubic Boron nitride
P M K S H
D HC HC HC BH| HC |HW|BH|HF
c
[
€ |g,| *00 HEBRHEEEEHEEEEEEE
sgleg| 00 | Dy L1 o BN EHEEHEEEHEEEHEE
Designation 35|33 mm mm mm mm HEIE I I I I L e
P 3201 -D 08 H 2 8 3 4 2.0 AlA AlA[A|A A
P3201-D 10 H 2 10 4 5 2.5 AlA AlA[AA A
P 3201 -D 12 H 2 12 5 6 2.5 AlA AlA[AA A
P 3201 -D 16 H 2 16 5 6 3.0 AlA AlA[AA A
P 3201-D 20 H 2 20 5 6 3.0 AlA AlA[AA A
P 3201 -D 25 H 2 25 6 9 4.0 AlA AlA[AA A
P 3201 -D 30 H 2 30 8 10 5.0 AlA AlA[A|A A
P 3201 -D 32 H 2 32 8 10 5.0 AlA AlA[AA A
P 3201 -D 08 H 2 8 3 4 2.0 A A
P3201-D 10 H 2 10 4 5 2.5 A A
P3201-D 12 H 2 12 5 6 2.5 A A
P 3201 -D 16 H 2 16 5 6 3.0 A A
P3201-D 20 H 2 20 5 6 3.0 A A
P 3204 -D 08 H 2 8 3 4 2.0 A A AlA|A A AlA|A
P 3204-D 10 H 2 10 4 5 2.5 A A AlA|A A AlA|A
P 3204-D 12 H 2 12 5 6 2.5 A A AlA|A A AlA|A
P 3204 -D 16 H 2 16 5 6 3.0 A A AlA|A A AlA|A
P 3204 -D 20 H 2 20 5 6 3.0 A A AlA|A A A|A|A
P 3204 -D 25 H 2 25 6 9 4.0 A A AlA|A A AlA|A
P 3204 -D 30 H 2 30 8 10 5.0 A A AlA|A A AlA|A
P 3204 - D 32 H 2 32 8 10 5.0 A A AlA|A A AlA|A
Np
' HC Coated carbid
- = Coated carbide
Negatlve HW = Uncoated carbide
= HF = Uncoated fine-grained carbide
t”angl“ar d s CN = Silicon nitride SigN,
P M K N |H
HC HW|HC HC HW/|CN | HC [HW[HC | HF
[}
2 [=2) WIW| 6w wlw| .Y olw 0 =
gg/25 s A B EE NN E RN EE
Designation 2S |03 mm mm mm HHHNHEEEHEHEHEEEEEE
TNEF 1204 AN - D 57 E 6 12.7 4.76 1.8 AlA AlA|A

Tiger-tec®
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HC = Coated carbide
HW = Uncoated carbide

WENDELNOVEX

= HF = Uncoated fine-grained carbide
Inserts S CN = Silicon nitride SigN4
P M K H
HC HW|HC HC HW|CN|HC HC | HF
[
2 o I Blw|wlw olw 0 =
g3|28| o y A NN RN EEEEEE
Designation eS|38 mm mm mm HEI I I I I I L I I A
P2352-1R A 6 15 4.5 1.1 AlA A A AlAIA|A
P 2352 - 2R A 6 18 4.5 1.1 AlA A AlA
P 23522 - 1R A 6 15 4.5 1.1 AlA[A|A A AlA
P2372-1R A 6 15 4.5 1.1 A A
y ®
Tiger-tec
@ HC = Coated carbide
Inserts for ' HW = Uncoated carbide
H H S HF = Uncoated fine-grained carbide
SIIttlng CUtters ; CN = Silicon nitride SigN,
P M K H
HC HW|HC| HC [HW|CN|HC C|HC|HF
MEEEREENREEBEEE
S r alalad|lalS|S|Ix|x(S|lZz|z|"c=|C
. . | <|E|X|o| X[ X|x|X|X|=
Designation mm mm HEEEEBEEEEEEEEEEIE
NSM 3.90016EC-GDW 1.6 0.15 A
NSM 3.90022EC-GDW 2.2 0.2 A
NSM 3.90030EC-GDW 3.0 0.2 A
NSM 3.90040EC-GDW 4.0 0.2 A
NSM 3.90016SN-GBW 1.6 0.15 AlA A
NSM 3.90022SN-GBW 2.2 0.2 AlA A
NSM 3.90030SN-GBW 3.0 0.2 AlA A
NSM 3.90040SN-GBW 4.0 0.2 AlA A
NSM 3.90016SN-GDW 1.6 0.15 AlA A
NSM 3.90022SN-GDW 2.2 0.2 AlA A
NSM 3.90030SN-GDW 3.0 0.2 AlA A
NSM 3.90040SN-GDW 4.0 0.2 AlA A
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Finishing inserts for

x ® il HC = Coated carbide
[ ]
tra tec mI"Ing HW = Uncoated carbide
cutters F 2010+F 4033 Ce HF = Uncoated fine-grained carbide
P M K N S |H
HC HC HC  [HC|HW| HC |HC|HC
% = Q822|328 R8|e|o|8|2e|e
s2/25| ¢ s Smax B HEBEEHEEEHEMEEEE
Designation 23S |38 mm mm mm HEIEIE I I I I I I A -
XNGX 1205 ANN - F 67 G 2 12.7 6.5 4.7 A A|A
Finishing inserts for Smah
® - B )
X K 4 © HC = Coated carbide
tra tec mI"Ing l .I HW = Uncoated carbide
cutters F 2010+F 4047 Smax HF = Uncoated fine-grained carbide
P M K N S |H
HC HC HC  [HC|HW| HC |HC|HC
% 24 RIB|2 23|23 =R 8|32 e|e
2818 ¢ I HEREEEEEEEEEEEE
Designation 23S |38 mm mm mm S|z Ez=|= ===
XNGX 1205 ENN - F 67 G 2 12.7 6.5 4.5 A A|A
Finishing inserts for
Xtra°tec® mi"ing d © [!Smax HC = Coated carbide
| ISmax HW = Uncoated carbide
cutters F 2010+F 4048 - HF = Uncoated fine-grained carbide
P M K N S |H
HC HC HC  [HC|HW| HC |HC|HC
% 2, RB|2| 23|22 =R 8 elo|3 e|e
s2/25| ¢ s Smax B HEBEHEEEHEMEEEE
Designation 235|338 mm mm mm HEIEIE R I I I I I I A L A -
XNGX 1205 ZNN - F 67 G 2 12.7 6.5 4.0 A A|lA
= New addition to range
H ®
Tiger-tec
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@ HC = Coated carbide
. = - HW = Uncoated carbide
S
Fin IS hin g inax HF = Uncoated fine-grained carbide
1 - BH = CBN with high CBN content
Inserts d— CN = Silicon nitride SigN4
P M K N |H
HC HW|HC| HC  |BH|CN|HC|HW|HC|HC
(5]
S |2, &8 sl [8|2|8]8|8|2|2|o|2|e
i 315 (. | max. N PR EHEEEEEEEEE
Designation o |Oo mm mm mm (04 HEIE A A A A e
ODHX 0504 ZZR — A 57 H 1 12.7 4.76 7.2 15 A A A A
ODHX 0605 ZZR — A 57 H 1 15.88 5.56 9.4 15 A A A A
ODHX 0605 ZZN — A 57 H 8 15.88 5.56 6 15 A A
ODHX 0605 ZZN — A 88 H 8 15.88 5.56 6 15 A A
OPHX 0504 ZZN - A 57 H 8 12.7 4.76 5 1 A A
OPHX 0504 ZZN — A 88 H 8 12.7 4.76 5 1 A A
OPHX 0504 ZZR - A 57 H 1 12.7 4.76 7.8 1 A A
OPHX 0504 ZZR - A 27 H 1 12.7 4.76 7.8 1 A
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Finishing

HC

= Coated carbide

HW = Uncoated carbide
- DP = polycrystalline diamond
inserts CN = Silicon nitride SisN,
P M K N H
HC HW|HC| HC [HW|CNHC[HW|DP|HC|HC
[
£.020 K3|s|2| _[3[R& _|2]2o|2|L|®
53|25 ¢ s Smax. HEEIEEEEEHEENEEE
Designation LS |03 mm mm mm o’ HEIE I I I I I I I I A -
SPHX 1204 PDR — A 88 H 1 12.7 4.76 3.5 1 A
P 2553 — 1R A 3 15.0 4.5 4.0 A
P 2553 - 3R A 3 18.0 4.5 75 A A
P 2901 - 1R H 1 12.7 4.76 1.0 1 A A A A
P 2901 - 1L H 1 12.7 4.76 1.0 1 A
P 2903 - 2R A 3 9.52 4.76 3.5 1 A A A A
P2905-0 F 4 8.0 3.18 6.0 1 A A
P 2905 -1 F 4 12.7 4.76 10.0 1 A A A A
P 25531 - 1R A 3 15.0 4.5 4.0 A
P 25531 - 3R A 3 18.0 4.5 7.5 A
P 35441 - 1R H 4 12.7 4.76 3 A
P 45420 - G 67 G 4 9.52 4.76 7.0 A AlA
XPHN 1204 EDR H 1 12.7 4.76 6 1 A A
XPHN 1204 ZPR H 1 12.7 4.76 6 1 A A
y ®
Tiger-tec
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Cutting tool material application tables — milling

1. Coated carbide

Workpiece material group

Application range

P M N S H
=
o |8 s
g § | £ |zgs8| E
Walter grade ~ Standard 3 |S535 | 3 g |258| = Coating Coating
designation designation 5 |Bm | S £ |5EE| £ procedure| structure
HC-P 25 [ 1) .
TiCN +A|203
CVD .
WKP 25 HC - K25 oo (+TiN)
HC - P 35 [ 1) .
TiCN + Al,O3
CVD .
WKP 35 HC K35 .o (+TiN)
HC -P 35 (1)
WTP35 | HC-M35 o cvD TICN
+TiN
HC - S35 °
WXP 45 HC-P45 oo . Multilayer
HC-S35 ° TIiAIN / TiN
HC-M35 ()
Multilayer
WXM 35 HC-P35 ° PVD TIAIN / TiN
+ZrCN
HC -S25 °
TiCN + Al,03
WAK 15 HC-K 15 [ 1) CVD (+TiN)
WXN 15 HC-N15 [ PVD TIiCNPlus
HC-S35 (1) )
TIAIN + Al,O3
PVD
WSM 35 Ty . 1 (ZrCN)
HC-S35 (1)
WSM 36 PVD TIAIN + Al,03
HC - M 35 oo | 1]
HC - S 45 oo
~ TiAIN + Al,Og
WSP 45 HC-P45 oo PVD (ZICN)
HC -M45 [ 1)
HC -S 45 (1)
WSP 46 HC -P 45 oo PVD TIAIN + Al,O5
HC -M45 [ 1)
HC -H 15 (1)
WXH 15 HC-P 15 ° PVD TIAIN
HC-K15 [}
HC-P 15 (1)
Multilayer
WXM 15 HC-M15 ° PVD TIAIN / TiN
HC-K15 °
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Cutting tool material application tables — milling

2. Uncoated carbide grades, cutting ceramics, CBN and PCD

Workpiece material group Application range
P M N S H 01 10 20 30 40
® 05 15 25 35 45
[}
@ (%] é, u=)
g s s |Zeg| E
Walter grade  Standard 3 é% P g |2 £5 5
designation designation s |&s | S £ |5EE| £
WPM HW - P 25 (1)
HW - K20 [ 1)
WKM
HW - N 20 ®
WSN 10 CN - K20 oo /)\
BH-K 05 ' | —
WCB 80
BH-H 15 [}
WK 10 HW-N 10 o0
BH-H10 oo L
WCB 50
BH-K 10 [}
WMG 40 | HF-N35 o0 | T
WCD10 | DP-N10 oo T
BH = CBN with high CBN content @@ Primary application
CN = Silicon nitride SizNy4 ® Additional application

DP = Polycrystalline diamond

HC = Coated fine-grained carbide
HF = Uncoated fine-grained carbide
HW = Uncoated carbide
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Product range overview

The page specified in brackets refers to the general catalogue.

Surface milling / shoulder milling
AAA4
Milling cutter can be fitted
with Wiper inserts
J\/E’JV K=0-15 _/\/_’,’:_l/y K =0-90° K =60° j\/E}jy K =88° K =90°
F 2330 F 2010 F 2260 F 4048 F 3040
Page 192 Page 186 (Page 496) Page 200 (Page 518)
_ (Page 452)
1]
=l : O ) .
il °
xe®
AAAZ e
K = 42° j\//jW K = 45° K =60° K =89 K =90°
F 2244 F 4033 F 2265 F 2254 F 4041
F 2044 Page 194 (Page 498) | (Page 494) (Page 520)
b s <
@b ¢ > ]
o ] p S
AAAZ V'YV yar?
K =43° K = 45° K=75° K = 8945 j\/,’j]/y K =90°
F 2146 F 2233 F 2235 F 2241 F 4042
(Page 480) (Page 484) - (Page 488) (Page 516) Page 202
HSG —— i g .
'V'V'V/ ,e«a
K = 43° K =45° j\//:W K =75° K =90°
F 2280 F 2232 F 4047 F2140
(Page 500) (Page 482) - Page 198 (Page 514)
4, Y
T
1 [of ®
xe®
AAA4 ’(ﬂa
K =43° K = 75°+90°
F 4080 F 2250
(Page 510) (Page 490)
@
xe®
’wa 'V'V'V/
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Walter milling cutters

— Milling cutters with indexable inserts —

Slot milling Copy milling
K =90° K =90° K =90° - -
F 2238 F 2252 F 2230 F2139 F2231/A
(Page 544) (Page 560) (Page 538) (Page 580) (Page 582)
K =90° K =90° K =90° - -
F 2338 F 2255 F 2237 F2239B F2231/B
(Page 550) i (Page 574) (Page 540) (Page 594) (Page 584)
K =90° j\]ﬁW K =90° K =90° - -
F 4038 ] F 4053 F 2036 F2239F F 2234
Page 216 % Page 218 (Page 536) (Page 596) (Page 586)
@ [
o 7 [}
i | 0 -
»«
Il
K =90° K =90° K =90° - -
F 4138 F 4153 F 2243 F 2339 F 2334
(Page 556) Page 220 (Page 542) (Page 598) (Page 590)
®
o ®
o a8
R ¥
K =90° k=90 | LI/ K=15°
F 4238 F 4253 F 2330
(Page 558) Page 222 Page 192
1 c
.’Ceo i ao"e
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7 v
. . Dc D, d¢/I1SO X4 Lc -No. of

Designation mm mm mm mm mm z inserts Type

F 2010.B.080.206.06.R720M 80 | 94 27 50 | 6.5 6 1.2 6

F 2010.B.100.207.06.R720M 100 | 114 32 50 | 6.5 7 1.7 7

F 2010.B.125.208.06.R720M 125 | 139 40 63 | 6.5 8 3.4 8

F 2010.B.160.210.06.R720M 160 | 174 40/40B 63 | 65| 10 | 5.6 10 SN .. 1205 . .
F 2010.B.200.212.06.R720M 200 | 214 60/50 B 63 | 65| 12 | 8.3 12

F 2010.B.250.212.06.R720M 250 | 264 60/50 B 63 | 6.5 | 12 | 14.8 12

F 2010.B.250.216.06.R720M 250 | 264 60/50 B 63 | 65| 16 |14.7] 16

D¢ 200-250 mm

For roughing/finishing combinations

Kk =45° Roughing Finishing
F 2010 ‘ Indexable Indexable

insert insert

‘ SNGX XNGX

‘ 1205 ANN — 1205 ANN - F 67

\ F57 /F67
b : 0,04 4
@7

Finishing insert XNGX 1205 ANN - F 67 fitted
in combination with SNGX 1205 ANN - F 57 / F 67

For further roughing-finishing combinations refer to the general catalogue, page 669.
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Walter face milling cutters F 2010

negative, k = 45°

Microplan

Assembly parts SN.. 1205
Cartridge

ﬂm for tool body FR720M
Clamping screw -

%%EI for insert FS 1459 (Torx 15 IP) IP = Torx Plus
Tightening torque 4.0 Nm
Clamping screw
for cartridge FS 247 (SW4)
Tightening torque 8.0 Nm
Adjusting bolt FS 303 (Torx 20)

Accessories SN.. 1205 P 2905 - 1 ODHX0605ZZN  XNGX 1205 ANN
Finishing cartridge

[V V-V Iy dy FR448 M FR681M FR730 M

vvv Insert

RAAL 1 fnishing cartridge P 2905 - 1 ODHX0605ZZN | XNGX 1205 ANN
Screwdriver FS 1485 (Torx 15 IP) FS 1459 (Torx 15 IP)

@: for indexable insert IP = Torx Plus FS 228 (Torx 20) FS 228 (Torx 20) IP = Torx Plus
Screwdriver
for adjusting bolt FS 228 (Torx 20)
DIN 911 _AIIen key Swa
for cartridge

Indexable inserts

P M K N | S |[H
Face HC HC HC HC|HW| HC |[HC|HC
chamferl gl g1 g |8(2(8|eig|g|le| (8|8 e|x

Radius | width Je e8| = 218/ S(%|S|2|2|<|8|5(2(2
Designation mm mm R I I I I I I O I I I - =
SNGX 1205 ANN - F 27 15 |5 W S
SNGX 1205 ANN - F 57 15 |O W W (S S YRS
SNGX 1205 ANN - F 67 15 |OBVB S8 S CeolE S
SNMX 1205 ANN — F 27 15 |5 S
SNMX 1205 ANN - F 57 15 |5 S
SNMX 1205 ANN - F 67 15 |H| S8 S ™
SNGX 120512 - F 57 1.2 S| S 5
SNMX 120512 - F 27 1.2 S =8 S
SNMX 120512 - F 57 1.2 S| S 5
SNMX 120520 - F 57 2.0 S| S 5
SNMX 120512 - F 67 1.2 S BN SO ™
Finishing inserts P 2905 - 1 10 S S S S
'V'V'V
L@B ODHX 0605 ZZN — A 57 1.8 5.3 S )
ODHX 0605 ZZN — A 88 1.8 5.3 S )
XNGX 1205 ANN - F 67 4.7 S UG

= New addition to range

o
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. . Dc D, d¢/I1SO X4 Lc -No. of

Designation mm mm mm mm mm z inserts Type

F 2010.B.080.206.08.R727M 80 | 86 27 50 8 6 1.2 6

F 2010.B.100.207.08.R727M 100 | 106 32 50 8 7 1.7 7

F 2010.B.125.208.08.R727M 125 | 131 40 63 8 8 3.4 8

F 2010.B.160.210.08.R727M 160 | 166 40/40B 63 8 10 | 5.6 10 SN .. 1205 . .
F 2010.B.200.212.08.R727M 200 | 206 60/50 B 63 8 12 | 8.3 12

F 2010.B.250.212.08.R727M 250 | 256 60/50 B 63 8 12 | 14.8 12

F 2010.B.250.216.08.R727M 250 | 256 60/50 B 63 8 16 (147 16

Bodies and assembly parts are included in the scope of delivery.

D¢ 200-250 mm

For roughing/finishing combinations

Kk=75° Roughing Finishing
F 2010 Indexable Indexable
‘ insert insert
‘ SNGX XNGX
1205 ENN — 1205 ENN - F 67
\ F57/F67
— 5 F—0,04

For further roughing-finishing combinations refer to the general catalogue, page 669
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Walter face milling cutters F 2010
negative, k = 75°
Microplan

Assembly parts

Cartridge

for tool body FR727TM

Clamping screw FS 1459 (Torx 15 IP)

for insert
Tightening torque 4.0 Nm
Clamping screw
for cartridge FS 247 (SW4)
Tightening torque 8.0 Nm
Adjusting bolt FS 303 (Torx 20)
Accessories
Screwdriver
@: for indexable insert FS 1485 (Torx 15 IP)
Screwdriver FS 228 (Torx 20)

for adjusting bolt

DIN 911 Allen key Swa
% for cartridge

IP = Torx Plus

Indexable inserts

P M K N S |H

Face HC HC HC HC|HW| HC [HC|HC

chamferlg g2 |8|2(8|eig|gle| (8| el

Radius | width Je e8| = Z/1&/S|%|S|L|8|<|8|%(2(2

Designation mm mm E R I - I I I O = 0 I - =
SNGX 1205 ENN - F 27 12 |O|SW S
SNGX 1205 ENN - F 57 12 |O|W S
SNGX 1205 ENN - F 67 12 || GO
SNGX 120512 - F 57 1.2 S B S
SNMX 120512 - F 27 1.2 S B S
SNMX 120512 - F 57 1.2 S B S
SNMX 120520 - F 57 2.0 S B S
SNMX 120512 — F 67 1.2 S B COCCIE S

Finishing insert XNGX 1205 ENN - F 67 45 S DS

\adi

Finishing insert XNGX 1205 ENN - F 67 fitted

in combination with SNGX 1205 ENN - F 57 / F 67 Bes\\“se“\u"- g\ Tiger.tec®

= New addition to range ““ia\\“‘“'
“\m\e‘“\e avle

good condiuion®

<qing
maci™ ﬁ%

— 161 | — 226
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7 v
. . D¢ d,/ISO X4 Lc -No. of

Designation mm mm mm mm z inserts Type

F 2010.B.080.206.10.R728M 80 27 50 10 6 1.2 6

F 2010.B.100.207.10.R728M 100 32 50 10 7 1.7 7

F 2010.B.125.208.10.R728M 125 40 63 10 8 3.4 8

F 2010.B.160.210.10.R728M 160 40/40 B 63 10 10 5.6 10 SN .. 1205 . .
F2010.B.200.212.10.R728M 200 60/50 B 63 10 12 8.3 12

F 2010.B.250.212.10.R728M 250 60/50 B 63 10 12 14.8 12
F2010.B.250.216.10.R728M 250 60/50 B 63 10 16 14.7 16

Lc
x4

D¢ 200-250 mm

For roughing/finishing combinations

k=88’ Roughing Finishing
F 2010‘ Indexable Indexable
insert insert
‘ SNGX XNGX
1205 ZNN — 1205 ZNN - F 67
‘ . F57/F67
H 004

For further roughing-finishing combinations refer to the general catalogue, page 669
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Walter face milling cutters F 2010
negative, k = 88°
Microplan

Assembly parts

Cartridge

for tool body FR728 M

Clamping screw FS 1459 (Torx 15 IP)

for insert
Tightening torque 4.0 Nm
Clamping screw
for cartridge FS 247 (SW4)
Tightening torque 8.0 Nm
Adjusting bolt FS 303 (Torx 20)
Accessories
Screwdriver
@: for indexable insert FS 1485 (Torx 15 1P)
Screwdriver FS 228 (Torx 20)

for adjusting bolt

DIN 911 Allen key Swa
for cartridge

IP = Torx Plus

Indexable inserts

P M K N S |H

Face HC HC HC HC |[HW| HC |HC|HC

chamferlg g2 |8|2(8|eig|gle| (8| el

Radius width ola|la(S|E|la|lS|xjlalalz("|2|lalc|=S

i i X ¥|n|d ||| X || X|x|ov|on|x|X

Designation mm mm E R I - I I I O = 0 I - =
SNGX 1205 ZNN - F 27 15 |S| S
@ SNGX 1205 ZNN - F 57 15 |5 W IR
SNGX 1205 ZNN - F 67 15 |5 GO
SNGX 120512 - F 57 1.2 S B S
SNMX 120512 - F 27 1.2 S B S
SNMX 120512 - F 57 1.2 S B S
SNMX 120520 - F 57 2.0 S IR
SNMX 120512 - F 67 1.2 S S ™

. Finishing insert XNGX 1205 ZNN - F 67 4.0 S S
Finishing insert XNGX 1205 ZNN — F 67 fitted - -

in combination with SNGX 1205 ZNN - F 57 / F 67 xt for- t
/ Bes\\“se a , lge" - ec
= New addition to range -
g . \m‘a‘\“‘\‘:‘
“\“ﬁe"d .\
! ining condition®
e\ o
i s
=161 | — 226
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Tool . . D, D¢ dy X4 Xo &, @ ﬁ .No. of
Designation mm mm mm mm mm mm mm z inserts Type
NCT ScrewFit F 2330.718.020.202.01 20 | 10 |[185] 30 172 o1] 2
F 2330.722.025.203.01 25 | 15 | 22 | 35 1|73 o1 3 | P263.-R1I0
F2330.728.032.203.015 | 32 | 18 | 28 | 40 15010 ] 3 [o2] 3
F2330.728.035.203.015 | 35 | 21 | 28 | 40 15103 o2 3 | o
F2330.736.040.203.015 | 40 | 26 | 36 | 40 15010 ] 3 [o3] 3
F2330.T36.042.203.015 | 42 | 28 | 36 | 40 1501 | 3 [oa] 3
Parallel shank without flat ~ F 2330.220.020.202.01 20 | 10 | 20 200 | 1 2 los]| 2
T T, F 2330.225.025.203.01 25 | 15 | 25 200 | 1 3 [o7| 3 | P238.-R10
—4 F2330.232.032.203.01.5 | 32 | 18 | 32 250 15| 10| 3 |o5] 3 | P2633.-R14
=
, X2
Cyl. coolant bore F 2330.B22.050.204.01.5 50 | 36 22 | 40 15| 10 4 0.3 4
DIN 138 transverse drive F 2330.B.052.205.01.5 52 | 38 | 22 | 40 150 10] 5 [o3] s
1 F 2330.822.063.205.01.5 | 63 | 49 | 22 | 50 15010 ] 5 |0o7] 5 | P2633.-R14
| F2308066206015 66 | 52 | 27 | 50 150 10] 6 [o7] s
b a1 F2330.827.080.206.01.5 | 80 | 66 | 27 | 50 15010 ] 6 [10] 6
| R 85 | 71 | 27 | 50 15107 [10] 7
F 2330.B.052.203.02* 52 | 32 | 22 | 40 2 | 15] 3 |o3] 3
F2330.822.063.204.02* | 63 | 43 | 22 | 50 2| 15] a]oe]| 4
F 2330.B.066.204.02* 66 | 46 | 27 | 50 2| 15] 4 07| 4 | P2e33.—R25
F 2330.827.080.205.02* | 80 | 60 | 27 | 50 2| 15] 5 [og] 5
F 2330.B.085.205.02* 85 | 65 | 27 | 50 2l 15] 5 [10] 5

192

* D, measured via master insert P 26325 — R 25 with R 0.8.
Actual cut diameter at D, 52=51.3 mm, D, 66=65.3mm, D, 85=84.3 mm.

Bodies and assembly parts are included in the scope of delivery.

For open-ended spanners for screw heads, see general catalogue, page 783.

Programming information, see general catalogue, page 654.

= New addition to range
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Walter High Performance milling cutters

positive, k =0 — 15°

F 2330

=3

Assembly parts P2633.-R10 P2633. R 14 P2633.-R25
%f‘mse';? screw FS 923 (Torx 8) FS 359 (Torx 15) FS 1030 (Torx 20)
Tightening torque 0.8 Nm 2.5Nm 5.0 Nm
Accessories P2633.-R 10 P2633.-R 14 P2633.-R25
@: Screwdriver FS 230 (Torx 8) FS 229 (Torx 15) FS 228 (Torx 20)
Indexable inserts
P M K N S H
HC HC He  |Hc[uw| He [Hc|HF
, R 232 g 328 e g 8lelo|l 2 el
Radius MR EH I EHEI IR IENE R EE
Designation mm R EEHEIHBEEHEIREEHE
P 26335 - R 10 0.8 CICEEGES S % S
P 26335 - R 14 1.2 CICIESEACIES S| S5
P 26335 - R 25 2.0 CCIEAEACE S S s S
P 26337 - R 10 0.8 CCIE SRR S S| S %
P 26337 - R 14 1.2 CCIE SRR S S| S %
P 26337 - R 25 2.0 CCIEAEACE S S s S
P 26339 - R 10 0.8 GRS S s S =
P 26339 - R 14 1.2 G SEACIE S S| S %
P 26339 - R 25 2.0 CGIRAEACE S CoE S S
(\\0"- -
@ \ Tiger-tec®
avout”
@ moterdt® Wanie
wd gt.um\'\\'\““s
“\a‘..\“\\\\\

Surface milling cutter

iz

— 175

— 226
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xtrate®

O

*@‘Wm 2= s
E \-?
i
V2%
Tool Designation n?r% d1n/1|20 n>1(r1n nlw_% Z i:\'::ér(:: Type
NCT ScrewFit F 4033.736.040.203.06 40 36 40 6.5 3 0.4 3
F 4033.736.040.204.06 40 36 40 6.5 4 0.4 4 SN X 1205
\ F 4033.745.050.204.06 50 45 45 6.5 4 0.6 4
d[ F 4033.745.050.206.06 50 45 45 6.5 6 0.6 6
l'lllm\{m
Cyl. coolant bore F 4033.B.050.204.06 50 22 40 6.5 4 0.3 4
DIN 138 transverse drive F 4033.B.050.206.06 50 22 40 6.5 6 0.3 6
F 4033.822.050.203.06 50 22 40 6.5 3 0.4 3
F 4033.822.063.204.06 63 22 40 6.5 4 0.6 4
F 4033.B.063.206.06 63 22 40 6.5 6 0.5 6
F 4033.B.063.208.06 63 22 40 6.5 8 0.5 8
F 4033.B27.063.204.06 63 27 50 6.5 4 0.8 4
F 4033.827.063.206.06 63 27 50 6.5 6 0.5 6 SN.X 1205 . .
F 4033.827.063.208.06 63 27 50 6.5 8 0.5 8
F 4033.827.080.205.06 80 27 50 6.5 5 1.3 5
F 4033.8.080.207.06 80 27 50 6.5 7 1.2 7
F 4033.8.080.210.06 80 27 50 6.5 10 1.2 10
F 4033.832.100.206.06 100 32 50 6.5 6 1.9 6
F 4033.B.100.208.06 100 32 50 6.5 8 1.8
F 4033.8.100.212.06 100 32 50 6.5 12 1.7 12
F 4033.840.125.207.06 125 40 63 6.5 7 3.2 7
F 4033.B.125.210.06 125 40 63 6.5 10 3.1 10
F 4033.B.125.216.06 125 40 63 6.5 16 3.0 16
F 4033.840.160.208.06 160 |40/40B| 63 6.5 8 5.6 8
F 4033.B.160.212.06 160 |40/40B| 63 6.5 12 5.5 12
F 4033.B.160.220.06 160 |40/40B| 63 6.5 20 5.4 20
F 4033.860.200.210.06* 200 |60/50B| 63 6.5 10 8.8 10 SN.X1205 ..
F 4033.860.200.218.06* 200 [60/50B| 63 6.5 18 8.6 18
F 4033.860.200.226.06* 200 [60/50B| 63 6.5 26 8.5 26

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.
* without internal coolant supply.

For roughing/finishing combinations

k=45° Roughing Finishing
F 4033 ‘ Indexable Indexable

insert insert

‘ SNGX XNGX

‘ 1205 ANN — 1205 ANN - F 67

\ F57 /F67
b : 0,04 4
4,7

= New addition to range

194 Surface milling cutter



Walter face milling cutter F4033

negative, k = 45° SN . X 1205

==

Assembly parts
%fﬂ??é?? serew FS 1459 (Torx 15 IP)
Tightening torque 4.0 Nm
Accessories
@] Torque screwdriver FS 2003
——y—— Interchangeable blade FS 2014 (Torx 15 IP)

@):.: Screwdriver FS 1485 (Torx 15 IP)
Sealing disc set _
ﬂj]% (incl. gasket and screws) FS 936 (only for D = 160 mm)

@ Gasket O-R 96 x 4

IP = Torx Plus

Indexable inserts

P M K N S H
Face HC HC HC HC|HW| HC [HC|HC
_(chamferfigligle e B |28 e QB |8 Qe
Radus | width le &6 & 36| E(%|E|E|E|5|3|8|E|E
Designation mm mm I I - - I I I O I I I - =
SNGX 1205 ANN — F 27 15 |5 8 IR
SNGX 1205 ANN - F 57 15 | WW (SN S| 58 S B
SNGX 1205 ANN - F 67 15 |H BBV S8 S S
SNMX 1205 ANN — F 27 15 || S S 5
SNMX 1205 ANN - F 57 15 || S8 S| 5
SNMX 1205 ANN - F 67 15 || S8 S ™
SNGX 120512 - F 57 1.2 S B S
SNMX 120512 - F 27 1.2 S BN S
SNMX 120512 - F 57 1.2 S BN S
SNMX 120520 - F 57 2.0 S BN S
SNMX 120512 - F 67 1.2 S B GO
Finishing insert XNGX 1205 ANN - F 67 a7 S DS
v

Finishing insert XNGX 1205 ANN - F 67 fitted

in combination with SNGX 1205 ANN — F 57 / F 67 gt g\ Tiger.tec®

@ avouv
@ moterd® ““‘ah\“-

good condiie™®

o Rt ﬁ %

— 160 [ — 226
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~ s
Tool Designation n?r% d1n/1|20 n)1(r1n nlw_% Z i:\'::ér(:: Type
Cyl. coolant bore F 4033.B22.050.204.09 50 22 50 7.5 4 0.6 4
DIN 138 transverse drive F 4033.822.063.205.09 63 22 50 75 5 0.9 5
F 4033.827.080.206.09 80 27 63 75 6 1.9 6 SN . X 1606 . .
F 4033.832.100.207.09 100 32 63 75 7 2.7 7
F 4033.B40.125.208.09 125 40 63 75 8 3.9 8
F 4033.B40.160.209.09 160 |40/40B| 63 75 9 5.7 9
F 4033.860.200.210.09* 200 |60/50B| 63 7.5 10 g8 | 10 | SN-X1606..

Bodies and assembly parts are included in the scope of delivery.
* without internal coolant supply.

196 Surface milling cutter



Walter face milling cutter 2" F4033

negative, k = 45° SN . X 1606

==

Assembly parts
%f‘msg? serew FS 1495 (Torx 20 IP)
Tightening torque 5.0 Nm
Accessories
@] Torque screwdriver FS 2003
——y—— Interchangeable blade FS 2015 (Torx 20 IP)

@: Screwdriver FS 1486 (Torx 20 IP)
Sealing disc set _
ﬂj]% (incl. gasket and screws) FS 936 (only for D = 160 mm)

@ Gasket O-R 96 x 4

IP = Torx Plus

Indexable inserts

P M K N S H
Face HC HC ke |Hc[hw| He [Hc[HC
chamferfie g2l 2|89 8|2ig|g|e| |82 2|2
Radius width oo | o : sla|ls|lclalalz|®|=|alx =
) . ¥ ¥ 0| xX|0|o|X ||| |XR|x|o|o|xX|=
Designation mm mm I I - - I I I O I I I - =
SNGX 1606 ANN — F 27 18 || S|
SNGX 1606 ANN — F 57 18 | NS (S SW R 0k
SNGX 1606 ANN — F 67 18 | WW BB S 0k
SNMX 160620 — F 27 2.0 S S
SNMX 160640 — F 27 2.0 IR S
SNMX 160620 — F 57 4.0 OB W O IR R
SNMX 160640 — F 57 4.0 OB XN SN S :s ok
SNMX 160620 — F 67 6.0 OBB OB OSB ok
SNMX 160640 — F 67 6.0 OBB OB SOSH ok
A = ®
e \ Tiger-tec
avout”
@ RU
oot ition
’ mac.\\m'\“‘l ond™™

(o] iz

— 160 [ — 226
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/ i
Tool Designation n?r% d1n/1|20 n)1(r1n nlw_% Z i:\'::ér(:: Type
NCT ScrewFit F 4047.736.040.203.08 40 36 40 8 3 0.4 3
F 4047.T45.050.204.08 50 45 45 8 4 0.6 4 SN . X 1205 .
d1
Cyl. coolant bore F 4047.B22.050.203.08 50 22 40 8 S 0.3 3
DIN 138 transverse drive F 4047.822.050.204.08 50 22 40 8 4 06 4
F 4047.B22.063.204.08 63 22 40 8 4 0.9 4
F 4047.822.063.206.08 63 22 40 8 6 0.9 6
F 4047.822.063.207.08 63 22 40 8 7 0.9 7
F 4047.B27.063.204.08 63 27 50 8 4 0.9 4
F 4047.B27.063.206.08 63 27 50 8 6 0.9 6
F 4047.B27.063.207.08 63 27 50 8 7 0.9 7 SN . X 1205 .
F 4047.B27.080.205.08 80 27 50 8 5 1.1 5
F 4047.827.080.207.08 80 27 50 8 7 1.0 7
F 4047.827.080.209.08 80 27 50 8 9 1.0 9
F 4047.832.100.206.08 100 32 50 8 6 1.8 6
F 4047.832.100.208.08 100 32 50 8 8 1.7 8
F 4047.832.100.211.08 100 32 50 8 1 1.7 1
F 4047.840.125.207.08 125 40 63 8 7 3.1 7
F 4047.B40.125.210.08 125 40 63 8 10 2.9 10
F 4047.B40.125.214.08 125 40 63 8 14 2.9 14
F 4047.B40.160.208.08 160 |40/40B| 63 8 8 5.2 8
F 4047.B40.160.212.08 160 |40/40B| 63 8 12 4.9 12
F 4047.B40.160.218.08 160 |40/40B| 63 8 18 4.9 18
F 4047.B60.200.210.08* 200 |60/50B| 63 8 10 8.1 10 SN.X1205 ..
F 4047.860.200.214.08* 200 |60/50B| 63 8 14 7.9 14
F 4047.860.200.222.08* 200 |60/50B| 63 8 22 7.9 22
X1

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.
*without internal coolant supply.

For roughing/finishing combinations

Kk=75° Roughing Finishing
F 4047 ‘ Indexable Indexable
insert insert
| SNGX XNGX
1205 ENN — 1205 ENN - F 67
F57 /F67

o : 0,04
4,5 |~— = New addition to range

198 Surface milling cutter



Walter face milling cutters F 4047

negative, k = 75°

Assembly parts
%fﬂ??é?? screw FS 1459 (Torx 15 IP) IP = Torx Plus
Tightening torque 4.0 Nm

Accessories

@] Torque screwdriver FS 2003

——-y—— Interchangeable blade FS 2014 (Torx 15 IP)

@: Screwdriver FS 1485 (Torx 15 IP)
Sealing disc set _
ﬂ% (incl. gasket and screws) FS 936 (only for D¢ = 160 mm)

@ Gasket O-R96 x 4

IP = Torx Plus

Indexable inserts

P M K N H

Face HC HC HC HC [HW | HC | HC | HF

. chgmfer |3 08| e Qi8le|o|e|R|

Radius | width FHEEHEEHEBEEEEEEHEHE

Designation mm mm == = | == S (s(s|=|===
SNGX 1205 ENN - F 27 1.2 S = S
SNGX 1205 ENN - F 57 1.2 S = S
SNGX 1205 ENN - F 67 1.2 S = S O
SNGX 120512 - F 57 1.2 S = S
SNMX 120512 — F 27 1.2 S = S
SNMX 120512 — F 57 1.2 S = S
SNMX 120520 - F 57 2.0 S S
SNMX 120512 - F 67 1.2 S S O

Finishing insert XNGX 1205 ENN - F 67 45 S DS
'V'V'V/

Finishing insert XNGX 1205 ENN - F 67 fitted

in combination with SNGX 1205 ENN - F 57 / F 67 Bes\\“se‘\ﬁo"- g\ Tiger.tec®

= New addition to range ““mo““
qoter@®  aul®

" itons
) mar.\\'m'mg mm\\\\

(o] iz

— 161 | — 226
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Y -
Tool Designation n?r% d1n/1|20 n)1(r1n nlw_% Z i:\'::ér(:: Type
NCT ScrewFit F 4048.736.040.203.10 40 36 40 10 0.4 3
F 4048.745.050.204.10 50 45 45 10 0.6 4 SN . X 1205 .
Cyl. coolant bore F 4048.B22.050.2083.10 50 22 40 10 S 0.3 3
DIN 138 transverse drive F 4048.822.050.204.10 50 22 40 10 4 0.4 4
F 4048.B22.063.204.10 63 22 40 10 4 0.5 4
F 4048.822.063.206.10 63 22 40 10 6 0.5 6
F 4048.822.063.207.10 63 22 40 10 7 0.5 7
F 4048.B27.063.204.10 63 27 50 10 4 0.6 4
F 4048.827.063.206.10 63 27 50 10 6 0.5 6
F 4048.B27.063.207.10 63 27 50 10 7 0.6 7 SN.X 1205 . .
F 4048.827.080.205.10 80 27 50 10 5 1.0 5
F 4048.827.080.207.10 80 27 50 10 7 0.9 7
F 4048.827.080.209.10 80 27 50 10 9 0.9 9
F 4048.832.100.206.10 100 32 50 10 6 1.8 6
F 4048.832.100.208.10 100 32 50 10 8 15 8
F 4048.832.100.Z11.10 100 32 50 10 1 1.5 1
F 4048.840.125.207.10 125 40 63 10 7 3.0 7
F 4048.B40.125.210.10 125 40 63 10 10 2.8 10
F 4048.B40.125.214.10 125 40 63 10 14 2.8 14
F 4048.840.160.208.10 160 |40/40B| 63 10 8 5.0 12
F 4048.B40.160.212.10 160 |40/40B| 63 10 12 4.7 12
F 4048.B40.160.218.10 160 |40/40B| 63 10 18 4.7 18
F 4048.860.200.210.10* 200 |60/50B| 63 10 10 7.9 10 SN.X1205 ..
F 4048.860.200.214.10* 200 |60/50B| 63 10 14 7.7 14
F 4048.860.200.222.10* 200 |60/50B| 63 10 22 7.7 22
X1

Bodies and assembly parts are included in the scope of delivery.

For open-ended spanners for screw heads, see general catalogue, page 783.

*without internal coolant supply.

For roughing/finishing combinations

k= 88° Roughing Finishing
F 4048 ‘ Indexable Indexable
insert insert
| SNGX XNGX
1205 ZNN - 1205 ZNN - F 67
‘ F57/F67
(- T 1004

200

Surface milling cutter

= New addition to range




Walter face milling cutters F 4048

negative, k = 88°

Assembly parts
%fﬂ??é?? screw FS 1459 (Torx 15 IP) IP = Torx Plus
Tightening torque 4.0 Nm

Accessories

@] Torque screwdriver FS 2003

——-y—— Interchangeable blade FS 2014 (Torx 15 IP)

@:, Screwdriver FS 1485 (Torx 15 IP)
Sealing disc set _
ﬂj‘% (incl. gasket and screws) FS 936 (only for D¢ = 160 mm)

@ Gasket 0-R96 x4

IP = Torx Plus

Indexable inserts

P M K N H

Face HC HC HC HC [HW | HC | HC | HF

. chgmfer |3 08| e Qi8le|o|e|R|

Radius | width FHEEHEEHEBEEEEEEHEHE

Designation mm mm == = | == S (s(s|=|===
SNGX 1205 ZNN - F 27 1.2 S = S
SNGX 1205 ZNN - F 57 1.2 S = S
SNGX 1205 ZNN - F 67 1.2 S = S O
SNGX 120512 - F 57 1.2 S = S
SNMX 120512 — F 27 1.2 S = S
SNMX 120512 — F 57 1.2 S = S
SNMX 120520 - F 57 2.0 S S
SNMX 120512 - F 67 1.2 S S O

Finishing insert XNGX 1205 ZNN - F 67 4.0 S DS
\adi

Finishing insert XNGX 1205 ZNN - F 67 fitted

in combination with SNGX 1205 ZNN - F 57 / F 67 ynsert 1o T' ®
e o8\ Tigertec

= New addition to range avout”
@ qoterat® U able

" tons
) mac.\\'m'mg condity

(o] iz

— 161 | — 226
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7 VW/ T
Tool Designation n?r?w n?:n n)w(:n n>1(r2n nl;?n z izl:é::: Type

NCT ScrewFit F 4042.709.010.201.08* 10 9.7 20 8 1 0.1 1
‘ F 4042.709.012.201.08* 12 9.7 20 8 1 0.1 1
e - F 4042.714.016.202.08* 16 14.5 25 8 2 0.1 2
F 4042.714.018.202.08* 18 | 145 | 25 8 2 0.1 2
F 4042.718.020.202.08* 20 | 185 | 30 8 2 0.1 2
F 4042.718.020.203.08* 20 | 185 | 30 8 3 0.1 3

F 4042.718.022.203.08* 22 | 185 | 30 8 3 0.1 3 AD.. 0803
F 4042.722.025.202.08* 25 22 35 8 2 0.1 2
F 4042.722.025.203.08* 25 22 35 8 3 0.1 3
F 4042.722.025.204.08* 25 22 35 8 4 0.1 4
F 4042.728.032.203.08* 32 28 40 8 3 0.2 3
F 4042.728.032.204.08* 32 28 40 8 4 0.2 4
F 4042.728.032.205.08* 32 28 40 8 5 0.2 5
F 4042.736.040.203.08* 40 36 40 8 3 0.35 3
F 4042.736.040.204.08* 40 36 40 8 4 0.35 4
F 4042.736.040.206.08* 40 36 40 8 6 0.35 6
F 4042.745.050.204.08* 50 45 40 8 4 0.5 4
F 4042.T45.050.205.08* 50 45 40 8 5 0.5 5
F 4042.745.050.207.08* 50 45 40 8 7 0.5 7
Shank DIN 1835, type B F 4042.W16.010.201.08 10 16 31 80 8 1 0.1 1
| F4042.W16.012.201.08 12 16 31 80 8 1 0.1 1
| T F 4042.W16.016.202.08 16 16 41 90 8 2 0.1 2
F 4042.W20.020.202.08 20 20 39 90 8 2 0.2 2
F 4042.W20.020.Z03.08 20 20 39 90 8 3 0.2 3

F 4042.W25.025.202.08 25 25 43 100 8 2 0.35 2 AD..0803..
F 4042.W25.025.203.08 25 25 43 100 8 3 0.35 3
F 4042.W25.025.204.08 25 25 43 100 8 4 0.3 4
F 4042.W32.032.203.08 32 32 49 110 8 3 0.6 3
F 4042.W32.032.204.08 32 32 49 110 8 4 0.6 4
F 4042.W32.032.Z05.08 32 32 49 110 8 5 0.6 5
F 4042.W32.040.203.08 40 32 49 110 8 3 0.7 3
F 4042.W32.040.204.08 40 32 49 110 8 4 0.7 4
F 4042.W32.040.206.08 40 32 49 110 8 6 0.7 6

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.
* constructively balanced to G 6.3 where n = 10000 min~!

= New addition to range
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Walter shoulder milling cutter

S

&\

F 4042

positive, k = 90° H/ AD..0803
Assembly parts Dc=10-12mm D¢ =16-50 mm
%fﬂ??é?? screw FS 1455 (Torx 8 IP) FS 1454 (Torx 8 IP)
Tightening torque 1.2Nm 1.2Nm
Accessories
@] Torque screwdriver FS 2001
—— Interchangeable blade FS 2012 (Torx 8 IP)
@;iiiziz}:::::::= Screwdriver FS 1483 (Torx 8 IP)
IP = Torx Plus
Indexable inserts
P M K N S |H
Face HC HC HC HC |[HW| HC |HC|HF
chamferl gl 3122|828 |eig|g|e| (8| oS
Radius | width |o e\ ol a |28/ 2|2|e(e|2|5|8|8|E|E
Designation mm mm E R I I I I I O I I - =
ADGT 0803 PER - D 51 0.4 12 |0 S s = S =
ADGT 0803 PER - D 56 0.4 12 |1 W S S S B
ADGT 0803 PER - F 56 0.4 1.2 o O S B
ADGT 080302 R - F 56 0.2 1.2 o O S B
ADGT 080308 R - F 56 0.8 1.2 o S S B
ADGT 080312 R - F 56 1.2 1.0 o S S B
ADGT 080316 R - F 56 1.6 1.0 o S S B
ADGT 080320 R - F 56 2.0 1.0 o S S B
ADHT 0803 PER - G 88 0.4 1.2 D
ADKT 0803 PER - F 56 0.4 12 |O S B o OS™ =
ADMT 080304 R - D 56 0.4 12 |G S ™
ADMT 080302 R - F 56 0.2 1.2 S WD = S B
ADMT 080304 R - F 56 0.4 12 |O DB BSESSSD S S B
ADMT 080308 R - F 56 0.8 1.2 S WD S = S B
If the corner radius is ADMT 080312 R - F 56 1.2 1.0 S ™ S ™ = R
R =1.6 mm or above, _
{he body I the comer ADMT 080316 R - F 56 1.6 1.0 S BN S = S B
section must be reworked: ADMT 080320 R - F 56 2.0 1.0 S| 8 S X 2] S|
Ribody) = Riinsert) =1 mm ADMT 080304 R - G 56 0.4 1.2 GGG S S

gest

ayout
an\e

-2t “‘\S
acnini® gondi®

Shoulder milling cutter

\ Tiger-tec®
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7 e —_
Tool Designation n?r?w n?:n n)w(:n n>1(r2n nl;?n z izl:ér(;; Type
Parallel shank without flat F 4042.216.010.201.08 10 | 16 | 31 | 160 | 8 1 02 | 1
F 4042.716.012.201.08 12 | 16 | 31 | 160 | 8 1 02 | 1
b - ‘| F 4042.216.016.202.08 16 6 | 41 | 180 | 8 2 0.3 2
e . F 4042.216.018.202.08 18 | 16 | 41 | 180 | 8 2 | 03] 2 N
F 4042.720.020.202.08 20 | 20 | 39 | 200 | 8 2 | o5 | 2
F 4042.720.020.203.08 20 | 20 | 39 | 200 | 8 3 | o045 | 3
F 4042.720.022.203.08 22 | 20 | 39 | 200 | 8 3 | o5 | 3
F 4042.725.025.202.08 25 | 25 | 43 | 200 | 8 2 | 07 | 2
F 4042.725.025.203.08 25 | 25 | 43 | 200 | 8 3 | 07| 3
F 4042.725.025.204.08 25 | 25 | 43 | 200 | 8 4 | o7 | 4
Cyl. coolant bore F 4042.B16.040.203.08 40 16 40 8 3 0.2 3
DIN 138 transverse drive F 4042.B16.040.204.08 40 | 16 | 40 8 4 | o2 ]| 4
F 4042.B.040.206.08 40 | 16 | 40 8 6 | 02| s AD..0803..
Do o F 4042.B22.050.204.08 50 | 22 | 40 8 4 |03 ]| 4
. l F 4042.822.050.205.08 50 | 22 | 40 8 5 035 ]| 5
1 LOC P F 4042.B.050.207.08 50 | 22 | 40 8 7 |03 | 7
X1

204

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.

= New addition to range

Shoulder milling cutter




Walter shoulder milling cutter

S

&\

F 4042

positive, k = 90° H/ AD..0803
Assembly parts Dc=10-12mm D¢ =16-50 mm
%fﬂ??é?? screw FS 1455 (Torx 8 IP) FS 1454 (Torx 8 IP)
Tightening torque 1.2Nm 1.2Nm
Accessories
@] Torque screwdriver FS 2001
—— Interchangeable blade FS 2012 (Torx 8 IP)
@;iiiziz}:::::::= Screwdriver FS 1483 (Torx 8 IP)
IP = Torx Plus
Indexable inserts
P M K N S |H
Face HC HC HC HC |[HW| HC |HC|HF
chamferl gl 3122|828 |eig|g|e| (8| oS
Radius | width |o e\ ol a |28/ 2|2|e(e|2|5|8|8|E|E
Designation mm mm E R I I I I I O I I - =
ADGT 0803 PER - D 51 0.4 12 |0 S s = S =
ADGT 0803 PER - D 56 0.4 12 |1 W S S S B
ADGT 0803 PER - F 56 0.4 1.2 o O S B
ADGT 080302 R - F 56 0.2 1.2 o O S B
ADGT 080308 R - F 56 0.8 1.2 o S S B
ADGT 080312 R - F 56 1.2 1.0 o S S B
ADGT 080316 R - F 56 1.6 1.0 o S S B
ADGT 080320 R - F 56 2.0 1.0 o S S B
ADHT 0803 PER - G 88 0.4 1.2 D
ADKT 0803 PER - F 56 0.4 12 |O S B o OS™ =
ADMT 080304 R - D 56 0.4 12 |G S ™
ADMT 080302 R - F 56 0.2 1.2 S WD = S B
ADMT 080304 R - F 56 0.4 12 |O DB BSESSSD S S B
ADMT 080308 R - F 56 0.8 1.2 S WD S = S B
If the corner radius is ADMT 080312 R - F 56 1.2 1.0 S ™ S ™ = R
R =1.6 mm or above, _
{he body I the comer ADMT 080316 R - F 56 1.6 1.0 S BN S = S B
section must be reworked: ADMT 080320 R - F 56 2.0 1.0 S| 8 S X o S|
Rbody) = R(inserty =1 mm ADMT 080304 R - G 56 0.4 1.2 GGG S S

gest

ayout
an\e

-2t “‘\S
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e VW/ T
Tool Designation n?r?w n?:n n)w(:n n>1(r2n nl;?n z izl:ég; Type
Shank DIN 1835, type B F 4042R.W16.016.202.10* 16 16 | 26 | 85 10 2 0.1 2
I | F4042RW20.020.202.10* | 20 | 20 | 30 | 90 10 2 0.2 2
Dc 1 “|‘ F 4042RW20.020.203.10* | 20 | 20 | 30 | 90 10 3 0.2 3
e F 4042RW25.025.202.10* | 25 | 25 | 30 | 100 | 10 2 o035 2
S F 4042R.W25.025.203.10* | 25 25 30 | 100 | 10 3 03| 3 AD. 1078
F 4042RW25.025.204.10* | 25 | 25 | 30 | 100 | 10 4 | o035 4
F 4042RW32.032.203.10 | 32 | 32 | 30 | 110 | 10 3 0.6 3
F4042RW32.032.204.10 | 32 | 32 | 30 | 110 | 10 4 0.6 4
F 4042RW32.032.205.10* | 32 | 32 | 30 | 110 | 10 5 0.6 5
Parallel shank without flat F 4042R.Z16.016.202.10* 16 16 26 180 10 2 0.3 2
— F 4042R.Z20.020.202.10* 20 | 20 | 30 | 200 | 10 2 0.5 2
SN °' F4042R.220.020.203.10* 20 20 30 | 200 | 10 3 0.5 3
”ibg F 4042R.Z25.025.202.10* | 25 | 25 | 32 | 200 | 10 2 o7 | 2 AD..10T3..
X F 4042R.Z25.025.203.10* 25 | 25 | 32 | 200 | 10 3 0.7 3
F 4042R.732.032.203.10* 32 | 32 | 40 | 200 | 10 3 1.2 3
F 4042R.Z32.032.204.10* 32 | 32 | 40 | 200 | 10 4 1.2 4

206

Bodies and assembly parts are included in the scope of delivery.
-1

* constructively balanced to G 6.3 where n = 10000 min

Shoulder milling cutter




Walter shoulder milling cutters |2\ /c F 4042R

o

positive, k =90 } AD..10T3
Reinforced :n%

==\

Assembly parts

Clamping screw FS 1454 (Torx 8 IP)

forinsert

Tightening torque 1.2Nm
Accessories
@] Torque screwdriver FS 2001
—— Interchangeable blade FS 2012 (Torx 8 IP)

@:, Screwdriver FS 1483 (Torx 8 IP)

IP = Torx Plus

Indexable inserts

P M K N S |(H
Face HC HC HC HC|HW| HC [HC|HF
|chamferfiglgle e B |28 e g8l |8 QS
Radus | widh e &6 | |3 |&|E(%(E(E|E|5|3|8|&|2
Designation mm mm R I I I I O I I I - =
ADMT 10T308R - F 56 0.8 1.2 S W B = S B
ADMT 10T316R - F 56 1.6 1.2 S W B = S B
ADMT 10T325R - F 56 25 1.0 S W B = S B
ADMT 10T332R - F 56 3.2 0.8 S W B = YRS
If the corner radius is ADMT 10T308R - G 56 0.8 1.2 @ @ @ @ @ @ @
ﬁfhgimefrsizﬁli':fﬁow ADMT 10T316R — G 56 1.6 1.2 DS D S S
be reworked: ADMT 10T325R - G 56 2.5 1.0 OS O S S
Ribody) = Rfinsert) =1 mm ADMT 10T332R - G 56 3.2 0.8 DS D S S

gest \nsert 10 g\ Tiger ’tec®

@ Aot
@ qoterd® ““‘a\\\e'

good condiio™®

- a&“'“\'\“g

(o] iz
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VW/ T
TOOl Designation n?r?w n?:n n)w(:n n>1(r2n nl;?n z i:\'::ér(:: Type
NCT ScrewFit F 4042.718.022.202.11* 22 | 185 | 30 17| 2 0.1 2
F 4042.722.025.202.11* 25 | 22 | 35 17| 2 0.1 2
F 4042.722.025.203.11* 25 | 22 | 35 17| 3 0.1 3
F 4042.728.032.202.11* 32 28 | 40 17| 2 0.2 2 AD..1204..
F 4042.T28.032.203.11* 32 | 28 | 40 17| 3 0.2 3
F 4042.T28.032.204.11* 32 | 28 | 40 17| 4 0.2 4
F 4042.736.040.203.11* 40 | 36 | 40 17| 3 0.4 3
F 4042.T36.040.204.11* 4 | 36 | 40 17| 4 0.4 4
F 4042.T36.040.205.11* 40 | 36 | 40 17| s 0.4 5
F 4042.745.050.203.11* 50 | 45 | 40 17| 3 0.5 3
F 4042.745.050.204.11* 50 | 45 | 40 17| 4 0.5 4
F 4042.T45.050.206.11* 50 | 45 | 40 17| 6 0.5 6
Shank DIN 1835, type B F 4042.W25.025.202.11 25 | 25 | 43 | 100 | 117 | 2 0.3 2
| F4042W25.025.203.11 25 | 25 | 43 | 100 | 117 | 3 0.4 3 AD 1204
| "“ F 4042.W32.032.202.11 32 | 32 | 49 | 10 | 1.7 | 2 0.6 2
N F 4042.W32.032.203.11 32 | 32 | 49 | 10 | 1.7 | 3 0.6 3
x F 4042.W32.032.204.11 32 | 32 | 49 | 110 | 17| 4 0.6 4
F 4042.W32.040.205.11 40 | 32 | 49 | 110 | 1.7 | 5 0.7 5
F 4042.W40.040.203.11 40 | 40 | 49 | 120 | 1.7 | 3 1.0 3
F 4042.W40.040.204.11 40 | 40 | 49 | 120 | 17| 4 1.0 4
Parallel shank without flat F 4042.220.022.202.11 22 20 38 200 1.7 2 0.5 2
= F 4042.725.025.202. 11 25 | 25 | 38 | 200 | 1.7 | 2 0.7 2 AD. 1204
N e | F 4042.725.025.203.11 25 | 25 | 38 | 200 | 1.7 | 3 0.7 3
“ih% F 4042.732.032.202.11 32 | 32 | 39 | 250 | 117 | 2 15 2
xe F 4042.732.032.203.11 32 | 32 | 39 | 250 | 1.7 | 3 15 3
F 4042.232.032.204. 11 32 | 32 | 39 | 250 | 1.7 | 4 15 4
F 4042.732.040.205.11 40 | 32 | 44 | 250 | 17| 5 1.6 5
F 4042.740.040.203.11 40 | 40 | 44 | 250 | 1.7 | 3 2.3 3
F 4042.740.040.204. 11 40 | 40 | 44 | 250 | 117 | 4 2.3 4

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.
* constructively balanced to G 6.3 where n = 10000 min~!

= New addition to range

Accessories
@] Torque screwdriver FS 2003
——-— Interchangeable blade FS 2013 (Torx 9 IP)

@: Screwdriver FS 1484 (Torx 9 IP)

IP = Torx Plus

208 Shoulder milling cutter



Walter shoulder milling cutter

positive, k = 90°

F 4042

AD .. 1204

R

Assembly parts

Dc =22-25mm

D¢ =32-50 mm

Clamping screw
forinsert

FS 1456 (Torx 9 IP)

FS 1457 (Torx 9 IP)

Tightening torque 2.0Nm 2.0Nm
IP = Torx Plus
Indexable inserts
P M K N | S |[H
Face HC HC HC HC|[HW| HC |[HC|HF
|chamferfig gl e e BB e gyl |8 Qe S
. Radus | width e | &6 || 3| 6| (X8 (E|E|5|3|8|&|2
Designation mm mm IR I I I I O I I I - =
ADGT 1204 PER - D 51 0.8 12 | DS = S =
ADGT 1204 PER - D 56 0.8 12 | S8 S S B
ADGT 1204 PER - F 56 0.8 1.2 N O S B
ADGT 120404 R - F 56 0.4 1.2 o S S B
ADGT 120412 R - F 56 1.2 1.2 o6 S8 S B
ADGT 120416 R - F 56 1.6 1.0 n B CoIES
ADGT 120420 R - F 56 2.0 1.0 n B S B
ADGT 120425 R - F 56 25 0.8 o S S B
ADGT 120430 R - F 56 3.0 0.8 o O S B
ADGT 120432 R - F 56 3.2 0.8 o O S B
ADGT 120440 R - F 56 4.0 — o O S s
ADHT 1204 PER - G 88 0.8 1.2 D
ADHT 120416 R - G 88 1.6 1.0 S
ADHT 120425 R - G 88 2.5 0.8 S
ADHT 120430 R - G 88 3.0 0.8 S
ADHT 120440 R - G 88 4.0 — S
ADKT 1204 PER - F 56 0.8 12 |10 S s B O OS =
ADMT 120408 R - D 56 0.8 12 |8 S COCCIE S
ADMT 120404 R - F 56 0.4 1.2 S BN DS = S =
ADMT 120408 R — F 56 0.8 12 | OB BOEDSD CeolE S
ADMT 120412 R - F 56 1.2 1.2 S W WD = YRS
ADMT 120416 R - F 56 1.6 1.0 GO ARG IR S = S B
ADMT 120420 R - F 56 2.0 1.0 GO ARG IR = S B
ADMT 120425 R - F 56 25 0.8 S WD = S B
If the corner radius is ADMT 120430 R - F 56 3.0 038 S HBB S sl S| %
R =2.0 mm or above
, ADMT 120432 R - F 2 .
the body in the corner 043 2 3 08 @ a a @ a a @ &
section must be reworked: ADMT 120440 R - F 56 4.0 — S W B D o S| B
Ribody) = Riingerty =1 mm ADMT 120408 R - G 56 0.8 1.2 DODDSDD S S
for ~ ®
Bes\\“se“ g\ T’g er 'tec
@ favout” o
te ne .
gﬂ oot 1§73
» Crining cond — 163 | — 226
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7 VW/ .
‘ TOOl Designation n?r?w n?:n n)w(:n n)w(rzn nl;?n z i:\'::ér(:: Type
Cyl. coolant bore F 4042.B.040.Z203.11* 40 16 40 1.7 3 0.2 3
DIN 138 transverse drive F 4042.B16.040.204.11 40 | 16 | 40 n7| 4 | o2 | 4
F 4042.B.040.205. 11 40 | 16 | 40 n7| 5 | o2 ] s
F 4042.B22.050.203. 11 50 | 22 | 40 n7| 3 | o3| 3
F 4042.B.050.204.11* 50 | 22 | 40 n7| 4 | 03| 4
F 4042.B.050.206.11 50 22 40 1.7 6 0.3 6 AD..1204..
F 4042.B22.063.204.11 63 | 22 | 40 n7| 4 | o6 | 4
F 4042.B.063.205.11* 63 | 22 | 40 n7| 5 | o6 | 5
F 4042.B.063.207. 11 63 | 22 | 40 nr| 7 | o6 | 7
F 4042.B27.063.204.11 63 | 27 | 50 n7| 4 | o7 | 4
F 4042.B27.063.205.11* 63 | 27 | 50 n7| s | o7 ] 5
F 4042.B27.063.207.11 63 | 27 | 50 nr| 7 | o7 | 7
F 4042.B27.080.205.11 80 | 27 | 50 n7 | 5 | 1.1 5
F 4042.B.080.206.11* 80 | 27 | 50 n7 | 6 | 1.1 6
F 4042.B.080.208. 11 80 | 27 | 50 7| 8 1.1 8

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.
* constructively balanced to G 6.3 where n = 10000 min~!

= New addition to range

Accessories
@] Torque screwdriver FS 2003
——-— Interchangeable blade FS 2013 (Torx 9 IP)

@::- Screwdriver FS 1484 (Torx 9 IP)

IP = Torx Plus

210 Shoulder milling cutter



Walter shoulder milling cutter

positive, k = 90°

F 4042

AD .. 1204

R

Assembly parts

Clamping screw
forinsert

FS 1457 (Torx 9 IP)

Tightening torque 2.0Nm
IP = Torx Plus
Indexable inserts
P M K N S |H
Face HC HC HC HC |HW| HC |[HC|HF
|chamferfig gl e e BB e gyl |8 Qe S
Radius width Ja|a|a|la|S|lalS|ix|lalalz(T|2|la|lc|C
Designation mm mm ; ; 2 E ‘é’ 2 E ; é é E é ‘ﬁ "ﬁ E §
ADGT 1204 PER - D 51 0.8 12 |O BB = IR =
ADGT 1204 PER - D 56 0.8 12 OB S8 IR YRS
ADGT 1204 PER - F 56 0.8 1.2 o S S =
ADGT 120404 R - F 56 0.4 1.2 o S S B
ADGT 120412 R - F 56 1.2 1.2 o S S B
ADGT 120416 R - F 56 1.6 1.0 o B S B
ADGT 120420 R - F 56 2.0 1.0 n B CoIES
ADGT 120425 R - F 56 2.5 0.8 o6 S8 S B
ADGT 120430 R - F 56 3.0 0.8 o O R
ADGT 120432 R - F 56 3.2 0.8 o O S B
ADGT 120440 R - F 56 4.0 — o O S B
ADHT 1204 PER - G 88 0.8 1.2 D
ADHT 120416 R - G 88 1.6 1.0 S
ADHT 120425 R - G 88 2.5 0.8 S
ADHT 120430 R - G 88 3.0 0.8 S
ADHT 120440 R - G 88 4.0 — S
ADKT 1204 PER - F 56 0.8 12 |10 S s B O OS =
ADMT 120408 R - D 56 0.8 12 |8 S COCCIE S
ADMT 120404 R - F 56 0.4 1.2 GO AEAC)E S = S =
ADMT 120408 R - F 56 0.8 12 | DB BSOSO CeolE S
ADMT 120412 R - F 56 1.2 1.2 S WX D™ = YRS
ADMT 120416 R - F 56 1.6 1.0 S WD = S B
ADMT 120420 R - F 56 2.0 1.0 S WD = S B
ADMT 120425 R - F 56 2.5 0.8 S WD = S B
If the corner radius is ADMT 120430 R - F 56 3.0 0.8 DWW D W ] S|
;; a-)%g‘i':]‘t‘;;acb;‘r’gr ADMT 120432 R - F 56 3.2 08 ARG S . S8
section must be reworked: ADMT 120440 R - F 56 4.0 — DB WS s ok
Ribody) = Riinsert) =1 mm ADMT 120408 R - G 56 0.8 1.2 DSOS D S S
BeS\\“SQ“m: g\ Tiger ’tec®
e
gm\ motera® ! t‘gj‘xe ﬁ%
: achin® cond® — 163 | =226
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/ VW/ T
Tool Designation n?r?w d1n/1|nswo n)w(:n nl;?n z i:\'::ér(:: Type
NCT ScrewFit F 4042.T736.040.203.15* 40 36 40 15 3 0.35 3
F 4042.736.040.204.15* 40 36 40 15 4 0.35 4 AD .. 1606 ..
F 4042.T45.050.203.15* 50 45 40 15 3 0.5 3
F 4042.745.050.205.15* 50 45 40 15 5] 0.5 5
Cyl. coolant bore F 4042.B.040.203.15* 40 16 40 15 3 0.2 3
DIN 138 transverse drive F 4042.B.040.204.15 40 | 16 | 40 5 | 4 | 02| 4
F 4042.B.050.203.15* 50 22 40 15 3 0.3 3
F 4042.B.050.205.15 50 22 40 15 5 0.3 5
B ;}7 - dI1 F 4042.B.063.204.15* 63 22 40 15 4 0.6 4
| F 4042.B.063.206.15 63 22 40 15 6 0.6 6
e ﬁ F 4042.B27.063.204.15* 63 27 50 15 4 0.7 4 AD. . 1606 ..
1 F 4042.B27.063.206.15 63 27 50 15 6 0.7 6
F 4042.B27.080.204.15 80 27 50 15 4 1.1 4
F 4042.B.080.205.15* 80 27 50 15 5 1.0 5
F 4042.B.080.207.15 80 27 50 15 7 1.1 7
F 4042.B32.100.204.15 100 32 50 15 4 1.7 4
F 4042.B.100.205.15* 100 32 50 15 5 1.6 5
F 4042.B.100.208.15 100 32 50 15 8 1.7 8
F 4042.B40.125.205.15 125 40 63 15 ) 3.3 5
F 4042.B.125.207.15* 125 40 63 15 7 3.2 7
T F 4042.B.125.210.15 125 40 63 15 10 3.4 10
F 4042.B40.160.206.15 160 |40/40B| 63 15 6 4.2 6
F 4042.B.160.208.15* 160 |40/408| 63 15 | 8 | 40 AD.. . 1606 ..
De dl F 4042.B.160.212.15 160 |40/40B| 63 15 12 4.3 12
|
Bodies and assembly parts are included in the scope of delivery. = New addition to range
For open-ended spanners for screw heads, see general catalogue, page 783.
* constructively balanced to G 6.3 where n = 10000 min~!
Accessories
@] Torque screwdriver FS 2003
—— -y Interchangeable blade FS 2014 (Torx 15 IP) IP = Torx Plus

@E Screwdriver FS 1485 (Torx 15 IP) IP = Torx Plus
Sealing disc set _
ﬂj‘% (incl. gasket and screws) FS 936 (only for Dg = 160 mm)

@ Gasket O-R96x4
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Walter shoulder milling cutter

positive, k = 90°

H

S

R

F 4042

AD

.. 1606

Assembly parts

Clamping screw
forinsert

FS 1453 (Torx 15 IP)

Tightening torque 3.5Nm
IP = Torx Plus
Indexable inserts
P M K N S |(H
Face HC HC HC HC|[HW| HC |[HC|HF
chamferfie |8l 22|82 |8|2g|g|e| |82 2|
Radus | width e | &6 || 3| 6| (X8 (E|E|5|3|8|&|2
Designation mm mm IR I I I I O I I I - =
ADGT 1606 PER - D 51 0.8 16 |D S = S =
ADGT 1606 PER - D 56 0.8 16 |HD W S W S S =
ADGT 1606 PER - F 56 0.8 1.6 n6 S8 oIS
ADGT 160612 R - F 56 1.2 1.6 N O S B
ADGT 160616 R - F 56 1.6 1.4 o O S =
ADGT 160620 R - F 56 2.0 1.4 o O S B
ADGT 160625 R - F 56 2.5 1.2 N SN S s
ADGT 160630 R - F 56 3.0 1.2 o O S B
ADGT 160632 R - F 56 3.2 1.2 o O S B
ADGT 160640 R - F 56 4.0 1.0 n B CoIES
ADGT 160650 R - F 56 5.0 — N O YRS
ADGT 160660 R - F 56 6.0 — N S S &
ADHT 1606 PER - G 88 0.8 1.6 S
ADHT 160616 R - G 88 1.6 1.4 D
ADHT 160625 R - G 88 2.5 1.2 S
ADHT 160630 R - G 88 3.0 1.2 S
ADHT 160640 R - G 88 4.0 1.0 S D
ADKT 1606 PER - F 56 0.8 16 |0 S W B OO =
ADMT 160608 R - D 56 0.8 16 |S S CoICCIE S
ADMT 160608 R — F 56 0.8 16 |O DB BSESSS S oIS
ADMT 160612 R - F 56 1.2 1.6 S WD S = S =
ADMT 160616 R — F 56 1.6 1.4 S WD = oYk
ADMT 160620 R - F 56 2.0 14 GO AR AR S = S B
ADMT 160625 R - F 56 2.5 1.2 S W N DS = YRS
ADMT 160630 R - F 56 3.0 1.2 S WD = S =
ADMT 160632 R - F 56 3.2 1.2 GO AR AR S = S B
If the corner radius is ADMT 160640 R - F 56 4.0 1.0 CAIE AR AR = ColE
R =2.0 mm or above, ADMT 160650 R - F 56 5.0 - O BINS 3 GRS
the body in the corner
section must be reworked: ADMT 160660 R - F 56 6.0 — CIEEGE S (. S8
Ribody) = Rfinsery =1 mm ADMT 160608 R - G 56 0.8 16 SDODSDD S G
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4 VW/ T

Tool Designation n?r?w d1n/1|nswo n)w(:n nl;?n z i:\'::ér(:: Type
NCT ScrewFit F 4042.T45.050.203.16 50 | 45 | 40 67| 3 | o5 | 3

F 4042.T45.050.204.16* 50 | 45 | 40 67| 4 | 04| 4 AD..1807..
Cyl. coolant bore F 4042.B27.063.204.16 63 27 50 16.7 4 0.7 4
DIN 138 transverse drive F 4042.B27.063.205.16* 63 | 27 | 50 67| 5 |05 ]| 5

F 4042.B27.080.205.16 80 | 27 | 50 67| 5 | 1.1 5

F 4042.B827.080.206.16* 80 27 50 6.7 | 6 0.9 6 AD..1807..

F 4042.B32.100.206.16 100 | 32 | 50 67| 6 | 18| 6

F 4042.B32.100.207.16* 100 | 32 | 50 67| 7 | 16| 7

F 4042.B40.125.206.16 125 | 40 | 63 67| 6 | 35| 6

F 4042.B40.125.208.16* 125 | 40 | 63 67| 8 | 32| s

F 4042.B40.160.208.16 160 |40/40B| 63 67| 8 | 43 | 8

F 4042.B40.160.210.16* 160 |40/40B| 63 67| 10 | 40 | 10 AD..1807..

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.
* constructively balanced to G 6.3 where n = 10000 min~!

= New addition to range
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Walter shoulder milling cutter

positive, k = 90°

F 4042

AD . . 1807

R
S

HS

Assembly parts

Clamping screw
forinsert

FS 1495 (Torx 20 IP)

Tightening torque 5.0 Nm
Accessories
@] Torque screwdriver FS 2003
——-y—— Interchangeable blade FS 2015 (Torx 20 IP)

Screwdriver

FS 1486 (Torx 20 IP)

Sealing disc set
(incl. gasket and screws)

FS 936 (only for Dg = 160 mm)

@ Gasket O-R96x4
IP = Torx Plus
Indexable inserts
P M K N S H
Face HC HC HC HC[HW| HC |HC|HF
o |chamferfiglg el e |8l 8 le|g g o882
Radius width ala|lala|S|la|lS|lx|lalalz|m|S|lalc|o
. . XX | X|v| X< 2([2|X|x|ow|an|XxX|=
Designation mm mm E R = - - I I O O = = I - =
ADMT 180712R - D 56 1.2 18 |0 S W = S8 =
ADMT 180712 R - F 56 1.2 18 |0 S W = S =

“‘a\;\\.\“.\

@ = ®
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D¢ dq X4 Xo Lc ‘ No. of

TOOI Designation mm mm mm mm mm z ﬁ inserts Type
NCT ScrewFit F 4038.718.020.201.15 20 18.5 30 15 1 0.1 3

F 4038.722.025.202.22 25 22 40 22 2 0.1 6 AD . 0803 . .

F 4038.728.032.203.30 32 28 50 30 3 0.2 12

F 4038.Ww20.020.201.30 20 20 45 96 30 1 0.2 5

F 4038.W25.025.202.30 25 25 43 100 30 2 0.3 8 AD .. 0803 . .

F 4038.W32.032.203.30 32 32 43 105 30 3 0.6 12

F 4038.Ww32.032.203.37 32 32 50 m 37 g 0.6 15

Bodies and assembly parts are included in the scope of delivery.
For open-ended spanners for screw heads, see general catalogue, page 783.

= New addition to range

216 Slot milling cutter



Walter Porcupine milling cutters

positive, k = 90°

H

S

R

F 4038

AD..0803

==

Assembly parts Dg =20 mm Dg = 25+32 mm
%?{Eé’é”r? screw FS 1455 (Torx 8 IP) FS 1454 (Torx 8 IP)
Tightening torque 1.2Nm 1.2Nm
Accessories
@] Torque screwdriver FS 2001
——-— Interchangeable blade FS 2012 (Torx 8 IP)
@: Screwdriver FS 1483 (Torx 8 IP)
IP = Torx Plus
Indexable inserts
P M K N S H
Face HC HC HC HC|HW| HC |[HC|HF
chamferfie g2l 0|89 8|2/ (8|2 (8|2 2|
Radius | width |elels|a|3|s(2|%|e|e|2|2|3]5|E|8
Designation mm mm I - - O I O O I I - - I
ADGT 0803 PER - D 51 0.4 12 |O S B = S| 58 =
ADGT 0803 PER - D 56 0.4 12 |G S s S| 58 CoIES
ADGT 0803 PER - F 56 0.4 1.2 o B SN
ADHT 0803 PER - G 88 0.4 1.2 S
ADKT 0803 PER - F 56 0.4 12 |0 S s n OSSN =
ADMT 080304 R - D 56 0.4 12 |O BB B OO =
ADMT 080304 R - F 56 0.4 12 |0 OBV SDSDDD S ColE
ADMT 080304 R - G 56 0.4 1.2 IR IGEI) S DS
These indexable inserts ~ ADGT 080308 R - F 56 1.2 1.0 o O S B
can only be used as
frontinserts. ADGT 080312 R - F 56 1.2 1.0 o O S B
ADGT 080316 R - F 56 1.6 1.0 o O S B
ADGT 080320 R - F 56 2.0 1.0 o S S B
If th dius i
R= ";’_‘;"r;”n‘;‘rgf‘ ak')lfv: ADMT 080308 R - F 56 1.2 1.0 S W N DS = S B
the body in the corner ADMT 080312 R - F 56 1.2 1.0 S W B = S N
section must be reworked:
Riooy) = Rsery ~1 M ADMT 080316 R - F 56 1.6 1.0 S W B = S B
ADMT 080320 R - F 56 2.0 1.0 S W B = YRS

gest
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Dc d; Dg NB
Designation mm mm  mm Z mm  ag max
F 4053.827.080.204.04 80 | 27 | 42 [2x4| 4 | 8 | 18 | 01
longitudinal keyway DIN 138 L 2 832 100.205.04 100 | 32 | 50 [2x5] 4 | 8 | 24 | 02
F 4053.B40.125.206.04 125 | 40 | 65 |2x6| 4 | 8 | 29 | 03
F 4053.B40.160.208.04 160 | 40 | 65 |2x8| 4 | 8 | 46 | 05

Bodies and assembly parts are included in the scope of delivery.

Slot milling cutter




negative, k = 90°
cross-toothed — three-sided cutting

Walter side and face milling cutters

F 4053

Assembly parts

Clamping screw

for insert FS 2076 (Torx 6 IP)
Tightening torque 0.6 Nm
Accessories
@] Torque screwdriver FS 2001
——-— Interchangeable blade FS 2085 (Torx 6 IP)
@:= Screwdriver FS 2086 (Torx 6 IP)
IP = Torx Plus
Indexable inserts
P M K N S |(H
Face HC HC HC HC |HW| HC HC | HF
chamferl gl 3129|828 |eig|g|le| (8| oS
Radus | wioth | ol |5 e |26 2|5 ¢|8|2|5|3|8|E|E
Designation mm mm R I I I I O I I I - =
LNHX 070204 - D 57T 0.4 S B DO =™
© LNHX 070204 — F 57T 0.4 SOB S G S %

= New addition to range
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TOOI Designation n?r% n(::n n[w)r% z iri 251 a, max izl:ég; Type
cyl. bore F 4153.827.080.204.06 80 | 27 | 42 |2x4]| 6 12 | 18 | 02| 8
longitudinal keyway DIN 138 L 13 535 100.205.06 100 | 32 | 50 [2x5] 6 | 12 | 24 [ 03| 10
B F 4153.B40.125.206.06 125 | 40 | 65 |2x6| 6 12 | 29 | 05| 12 LN..0803..
W F 4153.B40.160.208.06 160 | 40 | 65 |2x8| 6 12 | 46 | 08 | 16
. | [ F 4153.850.200.209.06 200 | 50 | 75 |2x9| 6 12 | 61 | 12] 18
‘ F 4153.827.080.204.08 80 | 27 | 42 |2x4| 8 12 | 18 | 02| 8
Bs dt Be F 4153.832.100.205.08 100 | 32 | 50 [2x5| 8 | 12 | 24 | 04| 10
F 4153.B40.125.206.08 125 | 40 | 65 [2x6| 8 12 | 29 | 06| 12 LN..0804..
F 4153.B40.160.208.08 160 | 40 | 65 |2x8| 8 12 | 46 | 1.0 | 16
I F 4153.850.200.209.08 200 | 50 | 75 |2x9| 8 12 | 61 | 15| 18
7 F 4153.827.080.204.10 80 | 27 | 42 |2x4| 10 | 12 | 18 |02 | 8
F 4153.832.100.205.10 100 | 32 | 50 |2x5| 10 | 12 | 24 | 04 | 10
F 4153.840.125.206.10 125 | 40 | 65 |2x6| 10 | 12 | 29 | 06 | 12 LN .. 1005 ..
F 4153.B40.160.207.10 160 | 40 | 65 |2x7| 10 | 12 | 46 | 1.1 | 14
F 4153.850.200.208.10 200 | 50 | 75 [2x8| 10 | 12 | 61 | 16 | 16

Bodies and assembly parts are included in the scope of delivery.
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Walter side and face milling cutters F 4153

negative, k = 90°
cross-toothed — three-sided cutting

Assembly parts SB=6mm SB=8mm SB=10mm
%f‘msei;? screw FS 2077 (Torx 9 IP) FS 2078 (Torx 9 IP) FS 2080 (Torx 15 IP)
Tightening torque 1.5Nm 1.5Nm 2.5Nm
Accessorles SB=6mm SB=8mm SB=10 mm
@] Torque screwdriver FS 2003 FS 2003 FS 2003
——-— Interchangeable blade FS 2013 (Torx 9 IP) FS 2013 (Torx 9 IP) FS 2014 (Torx 15 IP)
@: Screwdriver FS 1484 (Torx 9 IP) FS 1484 (Torx 9 IP) FS 1485 (Torx 15 IP)
IP = Torx Plus
Indexable inserts
P M K N S H
Face HC HC HC HC|HW| HC |HC|HF
chamferfie g 22|89 (8|28 (8|2 |82 (2|8
Radius width Ja|lala|la|S|la|S(ilalajlz("|S|la|lc|S
. ¥ | ¥X| | X ||| X< X|¥|XR|x|p|on|Xx|=
Designation mm mm R I I I I O I I I - =
LNHU 080304 - B 57T 0.4 S B DO =™
LNHU 080304 — F 57T 0.4 OB/ S oY) YRS
LNHU 080404 - B 57T 0.4 S B COCCIE
LNHU 080404 - F 57T 0.4 DN O oY) S B
LNHU 100508 — B 57T 0.8 S B COCCIE S
LNHU 100508 — F 57T 0.8 DO® D S S N
= New addition to range
i ior: ~ ®
st iger-tec
@ favout”
@ moterdt® "ave
good g condition®
“\ag“\“

(o] iz

— 174 | — 228
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Tool o Dc d¢/ISO  Ds SB Xy ag No. of
Designation mm mm mm z mm mm max inserts Type
cyl. bore ) F 4253.BN27.100.205.12R 100 27 48 2x5 12 50 24 | 0.9 10
DIN 138 transverse drive F4253.BN32.125.206.12R | 125 | 32 | 60 | 2x6 | 12 [ 50 | 30 | 15| 12 N 0804,
—SB—| F 4253.BN40.160.207.12R 160 40 75 2x7 12 50 40 2.2 14

F 4253.BN40.200.208.12R | 200 [ 40/40B| 90 | 2x8 | 12 50 | 50 | 3.7 16

’ F 4253.BN27.100.205.14R | 100 27 48 | 2x5 | 14 | 50 | 24 | 1.1 10
D3 di ; Dc
} 3 o F 4253.BN32.125.Z06.14R | 125 32 60 | 2x6 | 14 | 50 | 30 | 1.6 | 12 LN . 0804 ..
‘ F 4253.BN40.160.207.14R | 160 40 75 | 2x7 | 14 | 50 | 40 | 24 | 14
T F 4253.BN40.200.208.14R | 200 | 40/40B| 90 | 2x8 | 14 | 50 | 50 | 3.7 | 16
I
Xt F 4253.BN32.125.Z05.16R | 125 32 60 | 2x5 | 16 | 50 | 30 | 1.8 10
F 4253.BN40.160.206.16R | 160 40 75 | 2x6 | 16 | 50 | 40 | 26 | 12 LN .. 1005
F 4253.BN40.200.207.16R | 200 | 40/40B| 90 | 2x7 | 16 | 50 | 50 | 3.8 14
F 4253.BN40.160.206.20R | 160 40 75 | 2x6 | 20 | 50 | 40 | 2.9 12
F 4253.BN40.200.Z07.20R | 200 | 40/40B| 90 | 2x7 | 20 | 50 | 50 | 4.4 | 14 LN 1206

F 4253.BN60.250.208.20R | 250 [ 60/50B | 135 | 2x8 | 20 | 50 55 | 7.6 16

Bodies and assembly parts are included in the scope of delivery.
Axial runout adjustable.
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Walter side and face milling cutters

negative, k = 90°

cross-toothed — three-sided cutting

F 4253.BN

Assembly parts

SB=12mm

SB =14 mm

SB =16 mm

SB =20 mm

Clamping screw
forinsert

Tightening torque

FS 2079 (Torx 9 IP)

2.0Nm

FS 2079 (Torx 9 IP)

2.0Nm

FS 1453 (Torx 15 IP)

3.0Nm

FS 2081 (Torx 15 IP)

3.0Nm

Adjusting screw
for axial runout

FS 2082 (Torx 6 IP)

FS 2082 (Torx 6 IP)

FS 2083 (Torx 7 IP)

FS 2083 (Torx 7 IP)

ACCGSSOI’IES SB=12mm SB =14 mm SB =16 mm SB =20 mm
@] Torque screwdriver FS 2003 FS 2003 FS 2003 FS 2003
———— Interchangeable blade FS 2013 (Torx 91P) | FS 2013 (Torx91IP) | FS 2014 (Torx 151P)| FS 2014 (Torx 151P)

=
[

Screwdriver
for clamping screw

FS 1484 (Torx 9 IP)

FS 1484 (Torx 9 IP)

FS 1485 (Torx 15 IP)

FS 1485 (Torx 15 1P)

Wrench
for adjusting screw

FS 2087 (Torx 6 IP)

FS 2087 (Torx 6 IP)

FS 1490 (Torx 7 IP)

FS 1490 (Torx 7 IP)

IP = Torx Plus

Indexable inserts

P M K N S H
Face HC HC HC HC|HW| HC |[HC|HF
chamferl gl 3129|828 |eig|gle| 8| oS
Radius Widthn_n_n.:En.Exn.n.zein.IO
. . ¥ | ¥X| 0| X ||| X< X|¥|X|x|pv|on|Xx|=
Designation mm mm R I I I I I O I I I - =
— LNHU 080404 - B 57T 0.4 S B SO W™
@ LNHU 080404 — F 57T 0.4 SOB S G S
— LNHU 100508 - B 57T 0.8 GRS S ™
LNHU 100508 — F 57T 0.8 DO O I S| B
LNHU 120608 — B 57T 0.8 S B S ™
LNHU 120608 — F 57T 0.8 ODOn OB S S|
= New addition to range
 tor T' ®
ot ® iger-tec
g favou’”
@ moterd® avle
good i condiio™s
ma

Slot milling cutter

(o] iz

— 174 | — 228
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D¢ dq D3 SB NB No. of
TOOI Designation mm mm mm z mm mm inserts Type
cyl. bore F 4253.B32.100.205.12 100 32 50 2x5 12 12 0.5 10
DIN 138 transverse drive
F 4253.B40.125.206.12 125 40 65 2x6 12 12 0.8 12 LN .. 0804 ..
I F 4253.840.160.207.12 160 | 40 65 | 2x7 | 12 12 1.3 14
| F 4253.B50.200.208.12 200 50 75 2x8 12 12 2.2 16
NB L
F 4253.B32.100.205.14 100 32 50 2x5 14 14 0.6 10
D3 di J—— D
1 c F 4253.B40.125.206.14 125 40 65 2x6 14 14 0.9 12 LN..0804 ..
F 4253.B40.160.207.14 160 40 65 2x7 14 14 1.6 14
F 4253.B50.200.208.14 200 50 75 2x8 14 14 2.6 16
ul
(.
F 4253.B40.125.205.16 125 40 65 2x5 16 16 1.0 10
F 4253.B40.160.206.16 160 40 65 2x6 16 16 1.8 12 LN .. 1005 . .
F 4253.B50.200.207.16 200 50 75 2x7 16 16 2.8 14
F 4253.B40.160.206.20 160 40 65 2x6 20 20 2.2 12
F 4253.B50.200.207.20 200 50 75 2x7 20 20 BE5) 14 LN . 1206 ..
F 4253.B60.250.208.20 250 60 90 2x8 20 20 5.6 16

Bodies and assembly parts are included in the scope of delivery.
Axial runout adjustable.
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Walter side and face milling cutters

negative, k = 90°

cross-toothed — three-sided cutting

N 2 \J\j

—~

F 4253.B

Assembly parts

SB=12mm

SB =14 mm

SB =16 mm

SB =20 mm

Clamping screw
forinsert

Tightening torque

FS 2079 (Torx 9 IP)

2.0Nm

FS 2079 (Torx 9 IP)

2.0Nm

FS 1453 (Torx 15 IP)

3.0Nm

FS 2081 (Torx 15 IP)

3.0Nm

Adjusting screw
for axial runout

FS 2082 (Torx 6 IP)

FS 2082 (Torx 6 IP)

FS 2083 (Torx 7 IP)

FS 2083 (Torx 7 IP)

ACCGSSOI’IES SB=12mm SB =14 mm SB =16 mm SB =20 mm
@] Torque screwdriver FS 2003 FS 2003 FS 2003 FS 2003
———— Interchangeable blade FS 2013 (Torx 91P) | FS 2013 (Torx91IP) | FS 2014 (Torx 151P)| FS 2014 (Torx 151P)

=
[

Screwdriver
for clamping screw

FS 1484 (Torx 9 IP)

FS 1484 (Torx 9 IP)

FS 1485 (Torx 15 IP)

FS 1485 (Torx 15 1P)

Key for adjusting screw

FS 2087 (Torx 6 IP)

FS 2087 (Torx 6 IP)

FS 1490 (Torx 7 IP)

FS 1490 (Torx 7 IP)

IP = Torx Plus

Indexable inserts

P M K N S H
Face HC HC HC HC|HW| HC |[HC|HF
chamferl gl 3129|828 |eig|gle| 8| oS
Radius Widthn_n_n.:En.Exn.n.zein.IO
. . ¥ | ¥X| 0| X ||| X< X|¥|X|x|pv|on|Xx|=
Designation mm mm R I I I I I O I I I - =
— LNHU 080404 - B 57T 0.4 S B SO W™
@ LNHU 080404 — F 57T 0.4 SOB S G S
— LNHU 100508 - B 57T 0.8 GRS S ™
LNHU 100508 — F 57T 0.8 DO O I S| B
LNHU 120608 — B 57T 0.8 S B S ™
LNHU 120608 — F 57T 0.8 ODOn OB S S|
= New addition to range
 tor T' ®
ot ® iger-tec
g favou’”
@ moterd® avle
good i condiio™s
ma

Slot milling cutter

(o] iz

— 174 | — 228
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Cutting data for roughing
Surface and shoulder milling cutters

Tiger-tec®

Starting figure for vg [m/min]

. . . . m
Classification of the main material groups T | HC = Coated grades
1]
»n >
and code letters ¢ |2 |wkp2s | wkp35 | wsM 35 | wsP 45
o
_ s |2
= = | £ | 2" a/Dc* ag/Dc* ae/Dc*
£3 £ S 1”7 1N 11 11
S 5 | Workpiece material m = 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5
Approx. 0.15% C annealed 125 1 290 370 250 300 230 290
Approx. 0.45% C annealed 190 2 260 330 220 260 190 250
Unalloyed steel’ Approx. 0.45% C tempered 250 3 240 300 195 220 155 200
Approx. 0.75% C annealed 270 4 230 300 180 200 145 170
Approx. 0.75% C tempered 300 5 220 260 160 180 130 145
annealed 180 6 260 320 220 270 190 240
P 1 tempered 275 7 220 270 180 210 145 170
Low-alloy steel
tempered 300 8 210 250 170 190 130 145
tempered 350 9 170 190 130 150 100 110
High-alloyed steel and annealed 200 10 140 170 130 160 115 140
high-alloyed tool steel’ hardened and tempered 325 | 11 1m0 | 130 | 80 90 75 90
. 1 annealed ferritic/martensitic 200 12 140 160 120 150 115 140
Stainless steel
martensitic. quenched and tempered | 240 13 100 120 95 120 90 110
M Stainless steel' austenitic?, quench hardened 180 14 130 155 110 130
. pearlitic/ferritic 180 15 320 350 300 330
Grey cast iron
pearlitic (martensitic) 260 16 180 210 170 200
K Cast iron with spheroidal ferritic 160 17 220 240 200 220
graphite pearlitic 250 | 18 | 150 | 180 | 140 | 160
) ferritic 130 19 250 280 210 240
Malleable cast iron
pearlitic 230 20 170 200 150 180
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28
Curable plastics,
Non-metallic materials fibre-reinforced plastics 29
Hard rubber 30
Fe based annealed 200 3 80 90 65 70
hardened 280 32 60 65 45 50
Heat-resistant alloys Ni or annealed 250 33 65 60 70 50 55
S Co based hardened 350 | 34 35 | 40 | 45 | 30 | 35
cast 320 35 45 50 55 40 45
Pure titanium 400° | 36 80 | 100 | 65 | 80
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 50 55 40 45
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

'and cast steel

226

2 and austenitic/ferritic

Technical information — Surface/shoulder milling

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness




Roughing with surface/shoulder milling cutters

Starting figure for cutting speed v¢ [m/min]

HC = Coated grades HF HW = uncoated grades CN=SigNy DP
WAK 15 | WTP 35 | WXP 45 | WXM 35 | WXN 15 | WMG 40| WK 10 WKM WPM WSN 10 | WCD 10
3¢/Dg” 3¢/Dg” ag/Dc* ag/Dc* 3¢/Dg” 3¢/Dg” 3¢/Dg” 3e/Dc” 3/Dc” 3¢/Dg” 3/Dc”
17 17 17 17 17 7o o 1 17 17 17
2 s e s e s 2 s 2 s e |2 poe | s |2 | s |12 | s 2 |5 12 |1
170 | 220 | 190 | 240 | 210 | 240 10 | 140
145 | 190 [ 160 | 210 | 190 | 220 100 | 130
120 | 150 | 130 | 165 | 160 | 180 9 | 105
10 | 130 | 120 | 140 | 140 | 160 80 | 90
100 | 10 [ 10 | 120 | 120 | 140 70 | 80
145 | 185 | 160 | 200 | 190 | 230 9 | 120
10 | 130 | 120 | 140 | 140 | 170 80 | 100
100 | 10 [ 110 | 120 | 120 | 140 70 | 80
70 | 8 | 8 | 90 | 100 | 110 60 | 75
8 | 105 | 95 | 15 [ 100 | 120 70 | 80
50 | 60 | 55 | 70 | 70 | 80 5 | 55
120 | 140 | 130 | 155 | 110 | 130
8 | 100 [ 9 | 110 [ 80 | 100
130 | 150 120 | 140
380 | 410 | 100 | 130 80 | 90 100 | 1210
220 | 250 | 80 | 90 70 | 70 660 | 730
260 | 280 | 100 | 135 70 | 70 660 | 730
180 | 210 | 80 | 10 60 | 60 400 | 440
300 | 330 | 130 | 165 80 | 80 830 | 910
200 | 220 | 100 | 130 70 | 70 500 | 550
700 | 825 2640 | 2640 | 1500 | 1500 | 2200 | 2200 | 2000 | 2000 3000 | 4000
450 | 560 1980 | 1980 | 1000 | 1000 | 1650 | 1650 | 1500 | 1500 2000 | 2000
550 | 650 660 | 730 550 | 605 | 500 | 550 1500 | 1500
400 | 400 530 | 530 440 | 440 | 400 | 400 1000 | 1000
250 | 295 265 | 310 220 | 260 | 200 | 235 500 | 500
400 | 400 460 | 460 385 | 385 | 350 | 350
250 | 295 265 | 310 220 | 260 | 200 | 235
200 | 220 165 | 180 | 150 | 165
80 | 90 75 | 80
60 | 65 45 | 50
50 5 | 60 | 70 5 | 60
50 5 | 40 | 45 25 | 30
35 3 | 50 | 55 35 | 40
80 | 100 70 | 80 80 | 90
45 | 50 5 | 55 45 | 50
30

*ae/Dg = 1/10, v = 10 % higher than 1/5

Technical information — Surface/shoulder milling
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Cutting data for roughing

Slot milling with Porcupine cutters

Tiger-tec®

Starting figure for vg [m/min]

. . . . m
Classification of the main material groups T | HC = Coated grades
@ >
1%}
and code letters ¢ |2 |wkp2s | wkp35 | wsM 35 | wsP 45
° )
_ P = . . . .
8 o = E ae/Dg ae/D¢ ae/Dg ae/D¢
£3 £ S 1”7 1N 11 11
S 5 | Workpiece material m = 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5
Approx. 0.15% C annealed 125 1 210 275 195 250 185 230
Approx. 0.45% C annealed 190 2 200 255 170 215 150 200
Unalloyed steel’ Approx. 0.45% C tempered 250 3 175 220 150 185 125 160
Approx. 0.75% C annealed 270 4 165 210 140 170 115 135
Approx. 0.75% C tempered 300 5 165 200 130 145 105 15
annealed 180 6 200 255 170 215 150 190
P 1 tempered 275 7 165 210 135 155 115 135
Low-alloy steel
tempered 300 8 155 200 130 145 105 115
tempered 350 9 130 145 90 105 80 90
High-alloyed steel and annealed 200 10 10 130 100 120 90 110
high-alloyed tool steel’ hardened and tempered 325 | 11 75 90 60 70 60 70
. 1 annealed ferritic/martensitic 200 12 105 120 95 120 90 110
Stainless steel
martensitic. quenched and tempered | 240 13 70 95 75 95 70 90
M Stainless steel' austenitic?, quench hardened 180 14 105 125 90 105
. pearlitic/ferritic 180 15 180 230 160 180
Grey cast iron
pearlitic (martensitic) 260 16 130 150 120 140
K Cast iron with spheroidal ferritic 160 17 150 160 140 150
graphite pearlitic 250 | 18 | 125 | 130 | 110 | 120
) ferritic 130 19 170 190 150 170
Malleable cast iron
pearlitic 230 20 140 150 130 140
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28
Curable plastics,
Non-metallic materials fibre-reinforced plastics 29
Hard rubber 30
Fe based annealed 200 3 65 70 50 55
hardened 280 32 50 50 35 40
Heat-resistant alloys Ni or annealed 250 33 50 55 40 45
S Co based hardened 350 | 34 30 | 35 | 2 | 30
cast 320 35 40 45 30 35
Pure titanium 400° | 36 65 | 80 | 50 | 65
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 40 45 30 35
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"and cast steel
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2 and austenitic/ferritic

Technical information — Slot milling

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness




Roughing with slot milling cutters

— Porcupine milling cutters -

Starting figure for cutting speed v¢ [m/min]

HC = Coated grades HF HW = uncoated grades
WAK 15 WTP 35 WXP 45 WXM 35 WXN 15 WMG 40 WK 10 WKM WPM
ae/Dc* ae/Dc* ag/Dg* ae/Dg* ae/Dc* ae/Dc* ae/Dc* ae/Dg* ae/Dg*
11 11 11N 11 11 11 1 11N 11
1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5 1/2 1/5
140 175 155 190 155 190 110 10
120 150 130 165 130 165 95 95
100 125 110 140 110 140 85 85
90 15 100 130 100 130 % 75
80 95 90 105 90 105 70 70
120 150 130 165 130 165 95 95
90 10 100 120 100 120 % 75
80 95 920 105 90 105 70 70
55 65 60 70 60 70 60 60
70 90 80 100 80 100 70 70
40 50 45 55 45 55 45 50
95 120 105 130 105 130
65 85 70 90 70 90
100 120 100 120
220 280 80 100 75 85 75 85
160 180 65 80 65 65 65 65
180 190 80 10 65 65 65 65
150 160 65 90 55 55 55 55
200 230 105 135 75 75 75 7%
170 180 80 100 65 65 65 65
560 70 1800 1800 1200 1200 1500 1500 1500 1500
360 460 1440 1440 900 900 1200 1200 1200 1200
440 515 540 640 360 425 450 530 450 530
320 375 430 430 290 290 360 360 360 360
200 235 220 260 145 170 180 215 180 215
320 375 385 385 260 260 320 320 320 320
200 235 280 280 185 185 230 230 230 230
170 210 140 175 140 175 140 175
60 70
40 45
45 50 45 50 45 50 45 50
25 30 25 30 25 30 25 30
35 40 35 40 35 40 35 40
60 80
50 40 45
30 35 35
*ae/Dg = 1/10, v = 10 % higher than 1/5
Technical information — Slot milling 229



Cutting data for roughing
Slot milling with side and face milling cutters

Tiger-tec®

Starting figure for vg [m/min]

HC = Coated grades

- . . . m
Classification of the main material groups T |
@ >
1%}
and code letters $ 18| wkpas WKP 35 WSM 35
o
_ I
s, = | £ 3e/De 3e/D¢ ae/Dc
QL S £ S T - -
£ £ | Workpiece material a | = |88 s |10|8E| 15 | 1108 8| 15 | 110
Approx. 0.15% C annealed 125 1 210 | 285 | 320 | 195 | 250 | 275
Approx. 0.45% C annealed 190 2 200 | 255 | 275 | 170 | 215 | 230
Unalloyed steel Approx. 0.45% C tempered 250 3 175 | 220 | 240 | 150 | 185 | 285
Approx. 0.75% C annealed 270 4 165 | 210 | 220 | 140 | 170 | 170
Approx. 0.75% C tempered 300 5 165 | 200 | 210 | 130 | 145 | 150
annealed 180 6 200 | 255 | 275 | 170 | 215 | 235
P 1 tempered 275 7 165 210 220 130 165 165
Low-alloy steel
tempered 300 8 155 | 200 | 200 | 125 | 145 | 150
tempered 350 9 130 | 145 | 145 90 100 | 105
High-alloyed steel and annealed 200 10 10 | 145 | 155 | 100 | 120 | 130
high-alloyed tool steel’ hardened and tempered 325 0 11 | 75 | 100 | 100 | 60 | 75 | 75
. 1 annealed ferritic/martensitic 200 12 105 | 130 | 130 | 95 120 | 130
Stainless steel
martensitic. quenched and tempered | 240 13 70 95 105 | 75 95 105
M Stainless steel' austenitic?, quench hardened 180 14 105 | 125 | 135
. pearlitic/ferritic 180 15 180 | 230 | 240 | 160 | 180 | 190
Grey cast iron
pearlitic (martensitic) 260 16 130 | 150 | 160 | 120 | 140 | 150
K Cast iron with spheroidal ferritic 160 17 150 160 165 140 150 160
graphite pearlitic 250 | 18 | 125 | 130 | 140 | 110 | 120 | 130
) ferritic 130 19 170 | 190 | 200 | 150 | 170 | 180
Malleable cast iron
pearlitic 230 20 110 | 150 | 160 | 130 | 140 | 150
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28
Curable plastics,
Non-metallic materials fibre-reinforced plastics 29
Hard rubber 30
Fe based annealed 200 3 70 80
hardened 280 32 50 55
Heat-resistant alloys Ni or annealed 250 33 55 60
S Co based hardened 350 | 34 35 | 40
cast 320 § 35 45 50
Pure titanium 400° | 36 80 | 90
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 45 50
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"'and cast steel

230

2 and austenitic/ferritic

Technical information — Slot milling

3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness




Roughing with slot milling cutters

— side and face milling cutter —

Starting figure for cutting speed v¢ [m/min]

HC = Coated grades HF HW = uncoated grades
WSP 45 WAK 15 WTP 35 WXP 45 WXN 15 WMG 40 WK 10 WPM
a¢/Dg ae/Dg ag/De 3¢/Dg 3e/D¢ ae/D¢ ae/D¢ 3¢/Dg
SE| 15| 110 |8EE| 15 [0 |SE| 15 |10 |8E| 15 [0 |SE| 15 | 110 |8E| 15 | 0 |TE| 15 | 110 |8 E| 15 | 110
185 | 230 | 255 140 | 175 | 195 | 140 | 190 | 260 10 | 10 | 120
150 | 200 | 220 120 | 150 | 160 | 130 | 170 | 230 95 | 95 | 105
125 | 160 | 175 100 | 125 | 125 | 100 | 140 | 185 85 | 85 | 95
15 | 135 | 150 9 | 15 | 115 | 90 | 120 | 160 5|5 8
105 | 115 | 125 80 | 95 | 95 | 70 | 90 | 120 07|75
150 | 190 | 210 120 | 150 | 165 | 120 | 160 | 210 95 | 95 | 105
15 | 185 | 150 9 | to | 10 | 100 | 140 | 185 5| 75| 8
105 | 115 | 125 80 | 9 | 95 | 95 | 130 | 170 70|70 | 75
80 | 9 | 95 5 | 70 | 70 | 90 | 120 | 160 60 | 60 | 65
9 | 110 | 125 70 | 90 | 100 | 90 | 120 | 160 70| 70| 75
60 | 70 | 80 4 | 50 | 50 | 80 | 10 | 150 45 | 50 | 60
9 | to | 125 95 | 120 | 120 | 100 | 140 | 185
70 | 90 | 9 65 | 85 | 95 | 80 | 110 | 150
90 | 105 | 125 120 | 120
220 | 280 | 290 | 80 | 100 | 110
160 | 180 | 190 | 65 | 80 | 80
180 | 190 | 200 [ 80 | 110 | 125
150 | 160 | 170 | 65 | 85 | 95
200 | 230 | 240 | 105 | 135 | 150
130 | 180 | 190 | 80 | 100 | 110
1800 | 1800 | 2040 | 960 | 960 | 1120 | 1500 | 1500 | 1700
1440 | 1440 | 1680 | 720 | 720 | 960 | 1200 | 1200 | 1400
540 | 640 | 700 | 360 | 425 | 470 | 450 | 530 | 585
430 | 430 | 475 | 290 | 290 | 320 | 360 | 360 | 395
220 | 280 | 310 | 145 | 185 | 205 | 180 | 230 | 255
385 | 385 | 430 | 260 | 260 | 285 | 320 | 320 | 355
280 | 280 | 310 | 185 | 185 | 205 | 230 | 230 | 255
170 | 210 | 235 | 110 | 140 | 160 | 140 | 175 | 195
55 | 60
4 | 45
45 | 50 50 | 55 50 | 55
30 | 35 30 | 35 30 | 35
35 | 40 35 | 35 35 | 35
65 | 70 60 | 65 60 | 65
35 | 40 50 | 50 50 | 55
35 | 35
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Cutting data for roughing
for coated grades when copy milling

Tiger-tec®

Starting figure for vg [m/min]

. . . . m
Classification of the main material groups T | HC = Coated grades
1]
»n >
and code letters $ 18| wkpas WKP35 | wsmM35/
E]o WSM 36
E i § ae/Dc ae/Dc ae/Dc
g g 213
= 32 £ 8
§ g, Workpiece material ) = 11 1/5 | 110 | 1A 15 | 110 | 11 15 | 1/10
Approx. 0.15% C annealed 125 1 285 | 375 | 365 | 240 | 300 | 300
Approx. 0.45% C annealed 190 2 240 | 310 | 330 | 200 | 255 | 275
Unalloyed steel Approx. 0.45% C tempered 250 3 230 | 285 | 285 | 185 | 240 | 240
Approx. 0.75% C annealed 270 4 200 | 255 | 255 | 155 | 195 | 210
Approx. 0.75% C tempered 300 5 185 | 230 | 230 | 145 | 180 | 185
annealed 180 6 210 | 265 | 300 | 165 | 210 | 230
P 1 tempered 275 7 200 | 255 | 275 155 195 215
Low-alloy steel
tempered 300 8 185 | 230 | 255 | 145 | 180 | 200
tempered 350 9 155 | 200 | 220 | 120 | 155 | 170
High-alloyed steel and annealed 200 10 145 | 185 | 200 | 110 | 145 | 160
high-alloyed tool steel’ hardened and tempered 325 | 11 f 100 | 120 | 120 | 75 | 100 | 100
. 1 annealed ferritic/martensitic 200 12 155 | 200 | 220 | 120 | 155 | 170 | 120 | 150 | 190
Stainless steel
martensitic. quenched and tempered | 240 13 130 | 165 | 165 | 110 | 145 | 155 | 95 120 | 150
M Stainless steel' austenitic?, quench hardened 180 14 130 | 155 | 195
. pearlitic/ferritic 180 15 | 300 | 350 | 370 | 240 | 280 | 300
Grey cast iron
pearlitic (martensitic) 260 16 250 | 300 | 320 | 190 | 230 | 250
K Cast iron with spheroidal ferritic 160 17 300 | 350 | 370 | 240 | 280 | 300
graphite pearlitic 250 | 18 | 250 | 300 | 320 | 190 | 230 | 250
) ferritic 130 19 | 320 | 370 | 400 | 250 | 290 | 310
Malleable cast iron
pearlitic 230 | 20 | 270 | 320 | 350 | 200 | 240 | 260
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28
Curable plastics,
fib i i 29
Non-metallic materials ibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3 80 90 115
hardened 280 32 60 54 70
Heat-resistant alloys Ni or annealed 250 33 60 70 90
S Co based hardened 350 | 34 2 | 45 | 55
cast 320 | 35 50 55 70
Pure titanium 400° | 36 80 | 100 | 125
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 50 55 70
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"and cast steel
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3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness




Roughing with copy milling cutters

Starting figure for cutting speed v¢ [m/min]

HC = Coated grades

WSP 45 / WAK 15 WTP 35 WXP 45 WXM 35 WXN 15 WXH 15
WSP 46
ag/Dg ag/Dg ag/Dg ae/D¢ ag/Dg ag/Dg ae/D¢
1N 15 | 110 | 11 15 | 110 | 11 15 | 110 | 11 15 | 110 | 11 15 | 110 | 14 15 | 110 | 11 15 | 1710
230 290 365 190 220 220 140 190 260 140 190 260 170 225 305
190 250 315 170 200 200 130 170 230 130 170 230 150 200 270
155 200 250 150 180 180 100 140 185 100 140 185 120 160 220
145 170 215 130 165 170 90 120 160 90 120 160 105 140 190
130 145 180 110 140 150 70 90 120 70 90 120 80 105 145
190 240 300 130 165 180 120 160 210 120 160 210 140 185 250
145 170 215 120 150 165 100 140 185 100 140 185 120 160 220
130 145 180 10 140 155 95 130 170 95 130 170 10 150 200
100 10 140 100 130 145 90 120 160 90 120 160 105 140 190
15 140 175 90 110 120 90 120 160 90 120 160 105 140 190
75 90 115 60 75 80 80 110 150 80 110 150 100 130 180
115 140 175 100 130 145 100 140 185 100 140 185 120 160 220
90 110 140 90 110 110 80 110 150 80 110 150 100 130 180
110 130 165 80 100 110 60 85 120 75 100 140
350 400 420 10 140 150 110 150 200
300 350 370 80 100 110 90 120 160
350 400 420 100 140 155 110 150 200
300 350 370 90 110 120 90 130 180
370 420 450 120 150 165 105 140 190
320 370 400 100 130 140 90 120 160
1920 | 1920 | 2110
1440 | 1440 | 1630
480 530 580
385 385 420
190 225 250
365 465 515
260 325 360
240 310 340
580 735 810
190 245 270
65 70 90
45 50 65
50 55 70 60 65 70 60 65 70
30 35) 45 50 55 60 50 55 60
40 45 55 40 45 50 40 45 50
65 80 100 60 80 90 60 80 90 60 80 90
40 45 55 45 50 55 45 50 55 45 50 55
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Cutting data for roughing

for coated grades when copy milling

Starting figure for vg [m/min]
- . . . m " A A
Classification of the main material groups T |u HF = Fine-grained carbide
@ >
1%}
and code letters 8 % WMG 40
° )
®© (=
s = = ae/D¢
55 N
g g, Workpiece material ) s 17 1/5 110
Approx. 0.15% C annealed 125 1
Approx. 0.45% C annealed 190 2
Unalloyed steel’ Approx. 0.45% C tempered 250 | 3
Approx. 0.75% C annealed 270 4
Approx. 0.75% C tempered 300 5
annealed 180 6
P 1 tempered 275 7
Low-alloy steel
tempered 300 8
tempered 350 9
High-alloyed steel and annealed 200 § 10
high-alloyed tool steel’ hardened and tempered 325 | 11
. 1 annealed ferritic/martensitic 200 12
Stainless steel —
martensitic. quenched and tempered | 240 13
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15
Grey cast iron
pearlitic (martensitic) 260 16
K Cast iron with spheroidal ferritic 160 | 17
graphite pearlitic 250 | 18
. ferritic 130 19
Malleable cast iron
pearlitic 230 20
- cannot be hardened 60 21 1600 1600 1760
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22 1200 1200 1360
< 12% Si, not precipitation hardenable 75 23 400 440 480
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24 320 320 350
> 12% Si, not precipitation hardenable 130 25 160 190 210
N Machining alloys, Pb > 1% 110 26 305 390 430
Copper and copper alloys Brass, red brass 90 | 27 220 270 300
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28 200 260 280
Curable plastics, 2 600 765 80
Non-metallic materials fibre-reinforced plastics
Hard rubber 30 200 255 280
Fe based annealed 200 3
hardened 280 32
Heat-resistant alloys Ni or annealed 250 33 50 55 60
s Co based hardened 350 | 34 40 45 50
cast 320 § 35 30 35 40
Pure titanium 400° | 36 70 90 100
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 30 40 45
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4
"and cast steel 2 and austenitic/ferritic 3 Rm: tensile strength in MPa = N/mm2 4 HRC: Rockwell C hardness

5The machining group categories can be found in the general catalogue starting on page 798.
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Roughing with copy milling cutters

Starting figure for cutting speed v¢ [m/min]

HW = uncoated grades

WK 10 WKM WPM
ae/Dg ae/Dg ag/D¢

11 1/5 1/10 11 1/5 1/10 11 1/5 1/10

160 180 180

140 160 160

120 140 140

100 115 120

80 90 100

120 155 170

100 130 145

90 110 120

80 90 100

80 110 125

60 75 85

80 100 110
90 110 120
70 90 100

90 110 120 80 100 110

70 90 100
95 120 130
2000 2000 2200 2000 2000 2200
1500 1500 1700 1500 1500 1700
500 550 600 500 550 600
400 400 440 400 400 440
200 235 260 200 235 260
380 485 535 380 485 535
270 340 375 270 340 375
250 320 355 250 320 350
600 765 840 600 765 840
200 255 280 200 255 280
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Cutting data for semi-finishing and finishing
for coated grades when copy milling

Starting figure for vg [m/min]

. . . . m
Classification of the main material groups T | HC = Coated grades
1]
»n >
and code letters $ 18| wkpas WKP35 | wsmM35/
E]o WSM 36
— 8 £ .
s, = | £ 3e/Do ae/D¢* ae/D¢*
23 £ g
§ g, Workpiece material ) = 11 15 | 120 | 11 15 | 120 | 11 15 | 1/20
Approx. 0.15% C annealed 125 1 255 | 340 | 460 | 210 | 275 | 375
Approx. 0.45% C annealed 190 2 230 | 310 | 405 | 185 | 255 | 340
Unalloyed steel Approx. 0.45% C tempered 250 3 185 | 240 | 330 | 145 | 185 | 260
Approx. 0.75% C annealed 270 4 155 | 210 | 285 | 120 | 165 | 220
Approx. 0.75% C tempered 300 5 120 | 155 | 220 | 90 | 120 | 160
annealed 180 6 210 | 275 | 375 | 165 | 220 | 295
P 1 tempered 275 7 185 | 240 | 330 145 185 | 260
Low-alloy steel
tempered 300 8 165 | 230 | 310 | 130 | 175 | 240
tempered 350 9 155 | 210 | 285 | 120 | 165 | 220
High-alloyed steel and annealed 200 10 155 | 210 | 285 | 130 | 175 | 240
high-alloyed tool steel’ hardened and tempered 325 | 11 | 145 | 200 | 265 | 120 | 165 | 220
. 1 annealed ferritic/martensitic 200 12 185 | 240 | 330 | 145 | 185 | 260 | 180 | 225 | 280
Stainless steel
martensitic. quenched and tempered | 240 13 145 | 200 | 265 | 110 | 145 | 200 | 145 | 180 | 225
M Stainless steel' austenitic?, quench hardened 180 14 195 | 235 | 290
. pearlitic/ferritic 180 15 250 | 350 | 450 | 190 | 250 | 300
Grey cast iron
pearlitic (martensitic) 260 16 200 | 270 | 370 | 140 | 200 | 250
K Cast iron with spheroidal ferritic 160 17 250 | 350 | 450 190 | 250 | 300
graphite pearlitic 250 | 18 | 210 | 290 | 410 | 150 | 210 | 260
) ferritic 130 19 | 230 | 330 | 430 | 170 | 230 | 290
Malleable cast iron
pearlitic 230 | 20 | 200 | 270 | 370 | 140 | 200 | 250
o cannot be hardened 60 21
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22
<12% Si, not precipitation hardenable 75 23
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24
> 12% Si, not precipitation hardenable 130 25
N Machining alloys, Pb > 1% 110 26
Copper and copper alloys Brass, red brass 90 | 27
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28
Curable plastics,
fib i i 29
Non-metallic materials ibre-reinforced plastics
Hard rubber 30
Fe based annealed 200 3 120 | 135 | 170
hardened 280 32 90 100 | 125
Heat-resistant alloys Ni or annealed 250 33 90 105 | 130
S Co based hardened 350 | 34 60 | 70 | 90
cast 320 § 35 75 85 | 105
Pure titanium 400° | 36 120 | 150 | 190
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 75 85 | 105
hardened and tempered 554 38
Hardened steel
H hardened and tempered 60* 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"'and cast steel

236

2 and austenitic/ferritic

Technical information — Copy milling
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5The machining group categories can be found in the general catalogue starting on page 798.
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Semi-finishing / finishing

S ~ ®
Tigertec with copy milling cutters

Starting figure for cutting speed v¢ [m/min]
HC = Coated grades

WSP 45 / WAK 15 WTP 35 WXP 45 WXM 35 WXN 15 WXH 15
WSP 46
ag/Dg* ag/Dc* ag/Dg* 3/Dc” ag/Dc* 3¢/Dg” 3e/Dc*

11 15 | 120 | 1A 15 | 120 | 11 15 | 120 | 111 15 | 120 | 1A 15 | 120 | 11 15 | 1720

345 435 545 170 230 310 180 240 320 180 240 320 210 280 380
285 375 470 150 200 270 160 210 290 160 210 290 190 250 340
235 300 375 10 150 200 130 170 230 130 170 230 150 200 270
220 255 320 90 120 160 110 145 200 10 145 200 130 170 235
195 220 270 70 90 130 85 110 150 85 110 150 100 130 180
285 360 450 135 180 240 145 195 260 145 195 260 170 230 310
220 255 320 120 160 220 130 170 230 130 170 230 150 200 270
195 220 270 10 150 200 120 160 210 120 160 210 140 190 250
150 165 205 100 130 180 110 145 200 110 145 200 130 170 235
175 210 265 10 150 200 110 145 200 10 145 200 130 170 235
115 135 170 100 130 180 100 140 190 100 140 190 120 160 220
175 210 260 130 170 235 130 170 230 130 170 230 150 200 270
135 160 205 100 130 180 100 140 190 100 140 190 120 160 220
165 195 245 80 10 145 95 130 170
300 400 500 10 150 200 140 190 250
250 320 420 80 10 145 110 150 200
300 400 500 110 150 200 140 190 250
260 340 460 90 120 160 120 160 220
280 380 480 100 130 180 130 170 235
250 320 420 80 10 145 10 150 200

2400 | 2400 | 2640
1800 | 1800 | 2040
600 660 720
480 480 530
240 280 310
460 580 640
320 410 450

300 380 430

720 920 1010

240 310 340

100 105 130
70 75 95

75 85 105 70 70 80 70 70 80
45 55 70 55 60 70 55 60 70
60 70 90 45 50 55 45 50 55
100 120 150 70 90 100 70 90 100

60 70 90 40 50 70 40 50 70 50 55 60 50 55 60

60 80 110
40 50 70
60 80 110
50 70 90

*ae/Dg = 1/50, vg = 40 % higher than 1/20
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Cutting data for semi-finishing and finishing

for uncoated grades and CBN when copy milling

Starting figure for v¢ [m/min]

- . . . m . . A
Classification of the main material groups T |u HF = Fine-grained carbide
@ >
1%}
and code letters 8 % WMG 40
° )
— 8 < D
] = £ a
a:) a T) = e/ Cc
JoR= £ S
g g, Workpiece material ) s 11 1/5 1/10
Approx. 0.15% C annealed 125 1
Approx. 0.45% C annealed 190 2
Unalloyed steel’ Approx. 0.45% C tempered 250 | 3
Approx. 0.75% C annealed 270 4
Approx. 0.75% C tempered 300 5
annealed 180 6
P 1 tempered 275 7
Low-alloy steel
tempered 300 8
tempered 350 9
High-alloyed steel and annealed 200 § 10
high-alloyed tool steel’ hardened and tempered 325 | 11
. 1 annealed ferritic/martensitic 200 12
Stainless steel —
martensitic. quenched and tempered | 240 13
M Stainless steel' austenitic?, quench hardened 180 14
. pearlitic/ferritic 180 15
Grey cast iron
pearlitic (martensitic) 260 16
K Cast iron with spheroidal ferritic 160 | 17
graphite pearlitic 250 | 18
. ferritic 130 19
Malleable cast iron
pearlitic 230 20
. cannot be hardened 60 21 1600 1600 1760
Aluminium wrought alloys
precipitation hardenable, precipitation hardened | 100 22 1200 1200 1360
< 12% Si, not precipitation hardenable 75 23 400 440 480
Cast aluminium alloys <12% Si, precipitation hardenable, hardened| 90 24 320 320 350
> 12% Si, not precipitation hardenable 130 25 160 190 210
N Machining alloys, Pb > 1% 110 26 305 390 430
Copper and copper alloys Brass, red brass 90 | 27 220 270 300
(bronze/brass) Bronze, lead-free copper and
electrolytic copper 100 28 200 260 280
Curable plastics,
Non-metallic materials fibre-reinforced plastics 29 480 610 670
Hard rubber 30 160 205 225
Fe based annealed 200 3
hardened 280 32
Heat-resistant alloys Ni or annealed 250 33 55 60 65
s Co based hardened 350 | 34 45 50 55
cast 320 § 35 30 40 45
Pure titanium 400° | 36 80 100 110
Titanium alloys Alpha + Beta alloys, 3
e 1050°) 37 30 45 50
hardened and tempered 554 38
Hardened steel 7
H hardened and tempered 60 39
Chilled cast iron cast 400 40
Hardened cast iron hardened and tempered 554 4

"'and cast steel
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3 Rm: tensile strength in MPa = N/mm2
5The machining group categories can be found in the general catalogue starting on page 798.

4 HRC: Rockwell C hardness




Semi-finishing / finishing
with copy milling cutters

Starting figure for cutting speed v¢ [m/min]

HW = uncoated grades BH =CBN
WK 10 WCB 50 WCB 80
ae/D¢ ae/D¢ ae/D¢

11 1/5 1/10 11 1/5 1/10 11 1/5 1/10
1000 1330 1810 1000 1330 1810
800 1060 1450 800 1060 1450
600 800 1090 600 800 1090
400 530 720 400 530 720

2000 2000 2200

1500 1500 1700

500 550 600

400 400 440

200 235 260

380 485 535

270 340 375

250 320 355

600 765 840

200 255 280
220 290 400 220 290 400
140 190 250 140 190 250
100 130 180 100 130 180
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Feed rate specification (starting values)

Cutter type F2010/F 2330 F2010/F4033| F2010/F 4042 /F4042R
.
N
~ <o) .
Feed per tooth f,,
for
ae=D¢
ap =8pmax = Lc
Approach angle x 15° 45° 90°
Page 192 196 202-215
f,o [mm] f o [mm] f,o [Mmm]
Tool dia. or dia. range [mm] 20-25 | 32-80 | 52-250 50-200 10-50 | 16-32 | 25-250 | 40-250 | 50-160
max. cut depth a, may = L [mm] apmax=1 |max=1-5| apmax=2 9 7 10 11 15 16.9
Unalloyed steel’ 1.2 1.6 2.0 0.40 0.15 | 0.18 | 0.20 | 0.25 0.30
P Low-alloy steel’ 1.0 1.4 1.8 0.35 0.10 | 0.12 | 0.15 | 0.18 | 0.22
High-alloy steel and tool steel’ 0.7 1.0 1.2 0.30 0.10 | 0.12 | 0.15 | 0.18 | 0.22
Stainless steel', martensitic 0.5 0.6 0.8 0.20 0.08 | 0.10 | 0.12 | 0.15 | 0.18
M | stainless steel', austenitic? 0.5 0.6 0.8 0.15 0.08 | 0.10 | 0.10 | 0.12 | 0.14
Grey castiron 1.2 1.6 2.0 0.50 0.15 | 0.20 | 0.25 | 0.30 | 0.40
K Cast iron with spheroidal 1.0 1.4 1.8 0.40 0.12 | 0.15 | 0.20 | 0.25 0.30
Malleable castiron 1.0 1.4 1.8 0.30 0.12 | 0.15 | 0.20 | 0.25 0.30
Aluminium — — — 0.30 012 | — | 0.15 | 0.15 —
N Copper and copper alloys — — — 0.25 0.10 — 0.12 | 0.15 —
Non-metallic materials — — — 0.25 0.10 — 0.12 | 0.15 —
s Heat-resistant alloys 0.5 0.6 0.8 — 0.08 | 0.10 | 0.12 | 0.15 | 0.18
Titanium alloys 0.5 0.6 0.8 — 0.08 | 0.10 | 0.12 | 0.15 | 0.18
H Hardened steel — = = — = = = — —
. P2633.-|P2633.-|P2633. - AD..|[AD..| AD.. | AD.. | AD..
Indexable insert types R10 R14 R25 SN . X 1606 0803 | 1073 | 1204 | 1606 | 1807
Correction factor Kag ~ 2/ Dc=1/1-1/2 1.0 1.0 1.0 1.0 10| 10 | 1.0 | 10
1/5 1.4 1.4 1.3 1.1 1.1 1.1 1.1 1.1
for the feed per tooth
dependant on the ratio: 1/10 1.8 1.8 1.6 1.2 | 1.2 1.2 1.2 1.2
cut width ae/ 1/20 1.3 1.3 1.3 1.3 1.3
cutter diameter D, 1/50
Correction factor Ka,, ap= 05 1.3 14 15
for the feed per tooth 10 10 12 14
dependant on the 1.5 1.0 1.2
cutdepth a, 20 10
. 1<(L: Dg)<2 1.4 1.4 1.4
Correction factor K (L:Bo)
M 2<(L: Dg)<4 1.0 1.0 1.0
4<(L:Dg)<6 0.7 0.7 0.7
f,=1,-Kag-Kay,-K

" and cast steel
2 and austenitic / ferritic
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Feed rate specifications (starting figures), side and face milling cutters

xe©
: K4
Side and face $
milling cutters cross-toothed
Cutter type F 4053 F 4153 F 4253
]
Tooth feed f,, “
for
plunging

central positioning

Approach angle 90" 90 90
Page 218 220 222-225
f o [mm] f,o [mm] f,o [mm]
Tool dia. or dia. range [mm] 80-160 80-200 | 80-200 | 80-200 | 100-200 | 100-200 | 125-200 | 160-250
Cut width SB [mm] 4 6 8 10 12 14 16 20
Unalloyed steel 0.11 0.12 0.13 0.14 0.15 0.15 0.20 0.20
P Low-alloy steel’ 0.09 0.10 0.12 0.12 0.13 0.13 0.17 0.17
High-alloy steel and tool steel’ 0.09 0.10 0.12 0.12 0.13 0.13 0.17 0.17
Stainless steel!, martensitic 0.05 0.05 0.07 0.07 0.08 0.08 0.10 0.10
M | stainless steel, austenitic 0.05 005 | 007 | 007 | 008 | 008 | 0.10 | 0.10
Grey castiron 0.12 0.13 0.15 0.15 0.18 0.18 0.23 0.23
K Cast iron with spheroidal 0.1 0.12 0.13 0.13 0.15 0.15 0.20 0.20
Malleable cast iron 0.1 0.12 0.13 0.13 0.15 0.15 0.20 0.20
Aluminium — — — — — — — —
N Copper and copper alloys — — — — — — — —
Non-metallic materials — — — — — — — —
s Heat-resistant alloys 0.05 0.05 0.07 0.07 0.08 0.08 0.10 0.10
Titanium alloys 0.05 0.05 0.07 0.07 0.08 0.08 0.10 0.10
H Hardened steel = = - = = = = =
. LN.. LN .. LN .. LN.. LN .. LN.. LN ..
Indexable insert types LN. . 0702 0803 | 0804 | 1005 | 0804 | 0804 | 1005 | 1206
central 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
CorrectionfactorKae — , /p - /3 15 15 15 15 15 15 15 15
for the feed per tooth 1/5 1.8 1.8 1.8 1.8 1.8 1.8 1.8 1.8
dependant on the ratio: 1/10 2.5 2.5 2.5 2.5 2.5 2.5 25 2.5
groove depth to ag / 0
cutter diameter D, 1/ 3.3 3.3 3.3 3.3 3.3 3.3 3.3 3.3
1/50 5.8 5.8 5.8 5.8 5.8 5.8 5.8 5.8
! and cast steel Please note: The feed per tooth f, should not exceed 0.6 mm!
2 and austenitic / ferritic
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Master A100M... HSK

DIN 69893/1 type A D;=63+100 mm
=
Tool Designation n?r1n nl?rzn n)1(r1n n)w(rzn Version
A 100 M.7.063.055.25.HSK 63 25 55 29 c 0.8
A 100 M.7.063.080.25.HSK 63 25 80 54 c 0.9
A 100 M.7.063.055.32.HSK 63 32 55 29 c 0.8
| A 100 M.7.063.080.32.HSK 63 32 80 54 c 1.0
A 100 M.7.063.065.40.HSK 63 40 65 39 c 0.9
— A 100 M.7.063.080.40.HSK 63 40 80 54 c 1.1
Version A A 100 M.7.063.065.50.HSK 63 50 65 39 A 1.0
A 100 M.7.063.080.50.HSK 63 50 80 54 A 1.4
A 100 M.7.063.075.63.HSK 63 63 75 49 B 2.1
; A 100 M.7.063.080.80.HSK 63 80 80 54 B 23
A 100 M.7.063.100.63.HSK 63 63 100 74 B 2.2
Version B c A 100 M.7.100.060.25.HSK 100 25 60 31 © 2.2
A 100 M.7.100.080.25.HSK 100 25 80 51 C 3.0
A 100 M.7.100.060.32.HSK 100 32 60 31 @ 2.2
A 100 M.7.100.080.32.HSK 100 32 80 51 C 2.5
A 100 M.7.100.080.40.HSK 100 40 80 51 @ 2.6
A 100 M.7.100.080.50.HSK 100 50 80 51 A 2.8
A 100 M.7.100.080.63.HSK 100 63 80 51 B 3.4
A 100 M.7.100.100.63.HSK 100 63 100 71 B 3.6
A 100 M.7.100.100.80.HSK 100 80 100 71 B 4.1

Bodies and assembly parts are included in the scope of delivery.
The transfer units FS 1210 (HSK 50) and FS 1064 (HSK 63) should only be used with these adaptors.

D2= D2= D2= D2= D2= D2=
Assembly parts 25mm  32mm  40mm  50mm  63mm 80 mm
T L FS 555 (B=12) | FS556 (B = 14)
L, Driving lug FS554 | ks557(B=14) | FS558 (B=16)
B Cap screw FS 414 FS 414 FS 415 FS 415 FS 416 FS 417
Ring nut FS 410 FS 410 FS 411 FS 411 FS 412 FS 413
DIN 914 grub screw M4 x6 M4x8 M5x 10 M5x10 M6 x 12 M6 x 16
- D2= D2= D2= D2= D2= D2=
ACCESSOI’IGS 25 mm 32 mm 40 mm 50 mm 63 mm 80 mm
Pipe spanner FS738 | FS738 | FS739 | FS739 | FS740 FS 741
= or ring nut
. forD4 =63 mm FS 1064
@ Transfer unit forD;=100mm  FS 1065
for Dy =63 mm FS 952
EF'EE' Socket key forD;=100mm  FS 953
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Torque screwdriver with interchangeable blades

Designation Size O Scale range Designation O Scale range

FS 2001 1 4 0.4-1.2Nm
FS 2041 6 4.5-14 Nm
FS 2003 3 4 1.5-5.5Nm
FS 2002 1 4 3.5-10.6in Ibs
- FS 2042 6 40-123in Ibs
FS 2004 3 4 13.3-48.7 in Ibs
Interchangeable blades Designation Torx <:> I Interchangeable blades Designation Torx / SW <:> I
Torx interchangeable 52905 6 Torx interchangeable blades > 2943 5
blades FS 2006 7 Blade length 130 mm FS 2044 20
6

Blade length 175 mm FS 2007 8 FS 2045 75
= — 5 4 :_:

FS 2008 10 FS 2046 30

FS 2009 15 Torx Plus inter- FS 2047 151P

FS2010 20 changeable blades FS 2048 201P 6

N Blade length 130 mm

Torx Plus inter- FS 2085 61p FS 2049 251P
changeable blades FS 2011 71P = mf—
Blade length 175 mm -

FS 2012 81P Hexagonal inter- FS 2050 SW3
—— , FS2013 9IP 4 changeable blades FS 2051 Sw 4 6

FS 2014 15 1P Blade length 130 mm FS 2052 SW5

FS 2015 201P Ea— =

FS 2016 251P Complete blade set FS 2053 6

(FS 2043-FS 2052)
Complete blade set FS 2017 4 Blade length 130 mm
(FS 2005-FS 2016)
Blade length 175 mm
IP = Torx Plus
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Clamping screws for indexable inserts

Tightening Tightening
torque torque
Screw types Designation Dimensions Torx Nm Screw types Designation Dimensions Torx Nm
FS 322 M25x5.7 7 0.8 FS 1358 M1.8x3.5 6 0.4
_ FS 258 M3x5.7 8 1.5 FS 1012 M1.8x4.3 6 0.4
7 77’{’ FS 246 M3x7 8 1.5 FS 2076 M2x3.2 61P 0.6
FS 1163 M3.5x 10 15 3.0 FS 1003 M2x3.25 6 0.4
Clamping FS 320 M4 x5 15 3.0 Clamping FS 1151 M2x3.45 6 0.4
screws with FS 318 M4 x6 15 3.0 screws with FS 1004 M2.2x4.6 7 0.6
head FS 245 M4x6.5 15 3.0 head FS 2084 M2.2x4.6 71P 0.9
ang'e 43° for FS 321 M4x7 15 3.0 angle 60° for FS 1020 M2.2x5.5 7 0.6
indexable FS 319 M4x8 15 3.0 indexable FS 2066 M2.5x5.2 71P 0.9
inserts with FS 244 M4x9 15 3.0 insert with FS 924 M2.5x4.5 8 0.8
countersink FS 749 M4 x10.5 15 3.0 eIIipsoidaI FS 1455 M25x4.5 8IP 0.8/1.2
FS 326 M4 x12 15 3.0 head FS 1129 M25x5.2 8 0.8
FS 1458 M4 x12 151P 2.5 reduction FS 1021 M25x5.5 8 0.8
FS 954 M 4.5x 11 20 4.5 as per ISO FS 2067 M25x5.7 71P 0.9
FS 260 M5x9.5 20 5.0 FS 375 M2.5x5.8 7 0.8
FS 243 M5x 11 20 5.0 FS 923 M25x6 8 0.8/1.2
FS 242 M5x13 20 5.0 FS 1454 M25x6 8IP 0.8/1.2
FS 1165 M5x12 20 6.0 FS 2061 M2.5x6.5 7P 0.9
FS 1010 M6 x 14 20 5.0 FS 2077 M3x5.3 9IP 1.5
FS 1164 M6 x 15 25 10.0 FS 1005 M3x6 8 1.0
FS 925 M25x6.5 8 0.8 FS 1456 M3x6.2 9IP 1.5/2.0
iii — FS 397 M3x6.9 8 1.0 FS 2078 M3x7.2 9IP 1.5
iiil= :]l FS 1015 M3x12 8 1.0 FS 1013 M3x7.5 8 1.0
. FS 1396 M2.5x10.9 7IP 1.2 FS 1457 M3x7.7 9IP 1.5/2.0
Fitting FS 1397 M3x12.8 8IP 2.0 FS 379 M3x8.5 8 1.0
bolt FS 2070 M3x6.5 81P 2.0 FS 2079 M3x8.7 9IP 2.0
FS 1398 M3 x 14.7 8IP 2.0 FS 920 M3.5x7.3 15 25
FS 922 M3.5x9.5 15 2.5 FS 2062 M3.5x8.1 151P 3.0
FS 390 M4x0.5x8.4 15 4.0 FS 359 M3.5x9 15 25
FS 2071 M4x8.4 151P 4.0 FS 2063 M 3.5x10.1 151P 3.0
FS 1399 M4 x16.7 151P 4.0 FS 1006 M 3.5x 12 15 2.5
FS 1028 M4.5x12.8 20 4.0 FS 2060 M3.5x12.1 151P 3.0
FS 1153 M4.5x 14 20 4.0 FS 2064 M4x0.5x 11 151P 3.0
FS 391 M5x0.5x9.1 20 5.0 FS 2065 M4x0.5x 14 151P 3.0
FS 392 M5x0.5x 12.75 20 5.0 FS 1011 M4x7.8 15 3.0
FS 393 M5x0.5x15.45 20 5.0 FS 2080 M4 x8.5 151P 2.5
FS 2072 M5x9.55 201P 5.0 FS 378 M4x9.5 15 3.0
FS 2073 M5x12.75 201P 5.0 FS 1453 M4x9.7 15 1P 25/3.5
FS 2074 M5x15.45 201P 5.0 FS 1459* M4x10 151P 4.0
FS 1400 M5x18.7 201P 5.0 FS 2081 M4 x12 151P 3.0
FS 1401 M5x20.6 201P 5.0 FS 1007 M4 x12 15 3.0
FS 1402 M5x22.6 201P 5.0 FS 1029 M5x9 20 5.0
FS 2075 M6 x 20.35 201P 5.0 FS 1030 M5x 11 20 5.0
FS 394 M6 x0.75 x 20.35 20 5.0 FS 1495 M5x13 20 1P 5.0
FS 1403 M 6 x 24.6 251P 5.5 FS 1031 M5x13 20 5.0
FS 1404 M 6 x 26.6 251P 5.5 FS 1009 M5x 16 20 5.0
FS 395 M8x0.75x 24.7 30 6.0 FS 1036 M6x 14 20 5.0
FS 1008 M6x18 20 5.0
FS 1152 M8x1x18.5 30 10.0

* Screw head with radius
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Keys for clamping screws

Screwdriver types Designation Torx Screwdriver types Designation Torx SW
Handle key, small FS 1047 15 Torx key FS 2087 6IP —
FS 1048 20 FS 325 7
(JL,_I:=' FS 1049 25 FS 1490 7IP —
FS 257 8 —
Handle key, large FS 1172 15 FS 1466 9IP —
FS 1173 20 FS 1050 10 —
FS 1174 25 FS 255 15 —
FS 1175 30 FS 1465 151P 3.5
FS 1496 151P 4.0
IP = Torx Plus
Screwdriver
Screwdriver types Designation Torx
Screwdriver FS 1063 6
FS 2086 6IP
@: FS 309 7
FS 2088 71P
FS 230 8
FS 1483 8IP
FS 1128 9
FS 1484 9P
FS 229 15
FS 1485 15 IP
FS 228 20
FS 1486 201P
FS 1487 251P
FS 396 30

IP = Torx Plus
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