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PARTING AND GROOVING How to choose the right tool for parting and grooving

How to choose the right tool for parting and grooving

1 Define the type of operation and system to use

Identify your operation:

- Parting S
External or internal grooving, face grooving, shallow grooving %{'—’— — =
External or internal turning == :

Undercutting, profiling

and choose the most suitable system for it. See overview.

2 Select the insert geometry and grade
Choose the insert geometry and grade.

Choose the insert size on the corresponding ordering page.

3 Select the tooling system and type of holder

Choose Coromant Capto® or shank tool, depending on
clamping possibilities in turret/spindle.

G Choose the right holder size on the corresponding ordering
page.
The insert seat must correspond to the size of the insert.

4 Select feed and cutting speed
Find the recommended feed for the insert.
Choose the recommended cutting speed.

Find starting values for cutting speeds and feeds for different
materials on the insert boxes.

For more technical information, see our
Metalcutting Technical guide

| Symbols for page references:

External machining

. How to choose tool,
Coromant Capto® unit m Inserts @/ overview
Conventional holder Spare parts/ Grade descriptions
% accessories

: Cutting data, speed
Conventional bar @ Sleeves %ﬂ recommendations

Internal machining

CoroTurn® SL internal
M adaptors

Holders for parting f,| Cutting data, feed and
blades ap cutting depth
recommendations

Tailor Made options Tooling systems

ol

Conversion table,
formulas and
definitions

:
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PARTING AND GROOVING

Overview

CoroCut® 1- and 2-edge CoroThread®

254

For external and internal
circlip grooving

The first choice system for all parting and grooving

T-Max Q-Cut®

151.2
For deep parting

T-Max®

For grooving and profiling
of heat resistant super
alloys

151.3

For internal machining and
small diameter face
grooving

W

L

Parting off General grooving Circlip grooving

& &

CoroCut® 2-edge

Cutting depths up to 20 mm (.787 e o e o °
inch)

Page B14

&

CoroCut® 1-edge

Cutting depths up to 20 mm (.787 oo ° o
inch)

Page B14

\ A

CoroCut® 3-edge

Cutting depths up to 6.4 mm (.251 e o b b
inch)
Page B49

LA

T-Max Q-Cut® 151.2 ° °
Page B56

& &

T-Max Q-Cut® 151.3

Page B75

&

CoroThread® 254

Page B82

CoroCut® XS L2 o0

Page B85 Small part precision Small part precision

oe

CoroCut® MB

Page B92

CoroTurn® XS

Page A325

T-Max® ceramic °

Page B83

B4

e e = First choice e = Alternative

SANDVIK
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Overview

PARTING AND GROOVING

CoroCut® 3-edge

For shallow parting, grooving and

profiling.

CoroCut® XS

For precision parting/grooving, turning
and threading operations in small part

machining

| CoroTurn® XS

For internal precision grooving, turning
/| and threading in small part machining

CoroCut® MB

For internal precision grooving, threading
and turning

"
_ =
| T
— et
L
Face grooving Profiling Turning Internal machining
o o [ I ]
oo oo
First cut diameter from 34 mm Min bore 25 mm (.984 inch)
(1.339 inch)
° ° °
°
°
Min bore 25 mm (.984 inch)
oo oo
First cut diameter from 24 mm Min bore 20 mm (.787 inch)
(-945 inch)
[ )
Circlip grooving. Min bore 12 mm
(.472 inch)
oo
Small part machining
oo
Min bore 10 mm .(394 inch)
(X} e o
First cut diameter from 12 mm Min bore 4.2 mm (.165 inch)
(.472 inch)
o o
°
Min bore 63.5 mm (2.500 inch)

SANDVIK
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PARTING AND GROOQVING Insert overview

Parting and grooving inserts

Parting
CoroCut® 1-2 CoroCut® 3 Ehfgx Q- T-Max Q-Cut® 151.2
u

s P P o P

wivst g ¢ &

123-CF 123-CM 123-CR 123-CS 123-CM/CS 151.2-3F 151.2-4E 151.2-5E 151.2-7E  151.2-9E

Insert 2.50-4.00 1.50-5.00 2.50-6-00 1.50-3.00  1.00-2.00 1.87-3.12 2.50-8.00 2.00-6.00 2.50-4.00 2.50-4.00
width, mm
Insert .098-.157 .059-.197 .098-236  .059-.118  .039-.079 .062-.188 .098-.315 .079-.236 .098-.157 .098-.157
width, inch
Page B16 B16 B16 B17 B50 B58 B57 B57 B57 B58
Parting Grooving
CoroCut® XS CoroCut® 1-2 CoroCut® 3
T-Max Q-
Cut®
G 151.2-5F MACR/L 123-GF 123-GM 123-GM 123-GR 123-cBN  123-GS 123-RS
Insert 2.00-5.00 0.70-2.50 1.50-8.00 2.00-11.00 12.00-15.00 15 3.00-8.00 0.50-3.18 0.50-3.00
width, mm
Insert 079-.197  .028-.098 .059-.315 .079-.433 A472-591 591 118-315  .020-.125 .020-.118
width, inch
Page B58 B87 B18 B19 B20 B20 B21 B51 B52
Grooving
T-Max Q-Cut® 151.2 T-Max Q-Cut® 151.3 CoroCut® XS
H
151.2-4G  151.2-5G 151.2-6G ~ 151.2-CBN 151.2-4U 151.3-4G  151.3-7G MAGR/L MAFR/L MABR/L
Insert 1.85-9.52 1.85-8.00 6.35-9.52  3.00-7.92  2.00-8.00 1.85-8.00 3.00-6.00 0.50-2.50 - -
width, mm
Insert 073-394 073-315 .250-375 .125-312  .079-.315 .073-315 .118-236 .020-.098 - -
width, inch
Page B59 B60 B60 B59 B64 B75 B76 B88 B88 B88
|
Grooving, internal
CoroTurn® XS CoroCut® MB
CXS-..G CXS-.GX  CXS-.F MB-..G MB-..GX MB-..TE MB-..B MB-FA/FB
Insert 0.78-2.00 1.00 1.00-3.00 0.73-3.00 1.00 - - 1.00-3.00
width, mm
J Insert .031-.079 .039 .039-.118 .039-.118 .039 - - .039-.118
width, inch
Page A334 A338 A338 B94 B100 B96 B96 B96
B6 SANDVIK
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Insert overview PARTING AND GROQVING

Parting and grooving inserts

Grooving Profiling
CoroThread T-Max® CoroCut® 1-2
® circlip ceramic

P e d d

254 150.22/CSG 123-RM 123-RO 123-RS 123-CBN 123-AM 123-GS 123-RS
Insert 1.10-4.15 3.17-9.52 3.00-8.00 2.00-8.00 3.00-8.00 3.00-8.00 6.00-8.00 2.00-4.00 2.00-4.00
width, mm
Insert .043-.163 .125-.375 .118-.315 .079-.315 .118-.315 .118-.315 .236-.315 .079-.157 .079-.157
width, inch
Page B82 B83 B22 B22 B23 B23 B23 B25 B25
Profiling
T-Max Q-Cut® 151.2 T-Max Q-Cut® CoroTurn® XS  CoroCut® MB T-Max®
151.3 ceramic
151.2-4P 151.2-5P 151.2-PCD 151.2-CBN  151.3-7P CXS-..R MB-..R 150.23 G
Insert 3.00-10.00 3.00-8.00 3.18-8.00 3.00-7.92 3.00-6.00 1.00-2.00 0.80-3.00 3,17-6.35
width, mm
Insert .118-.394 .118-.315 .125-.315 .118-.312 .118-.236 .039-.079 .012-.118 .125-.250
width, inch
Page B62 B62 B62 B62 B76 A337 B100 B83
Turning
CoroCut® 1-2 T-Max Q-Cut® 151.2 CoroTurn® XS CoroCut® MB
‘ i
.TEQ‘"MY
wiper f W & g
123-TF 123-TM 151.2-4T 151.2-5T CXS-..T98 CXS-..TE MB-..T45 MB-..T93
Insert 3.00-8.00 3.00-8.00 3.00-6.00 3.00-6.00 - - - -
width, mm
Insert .118-.315 .118-.315 .118-.236 .118-.236 - - - -
width, inch
Page B24 B24 B64 B64 A329 A333 B96 B96
|
Blanks
CoroCut® 1-2 CoroCut® 3 T-Max Q-Cut® 151.2 CoroCut® XS
y o>
N123-BG R/L123-BG 123-BG 123-BG 151.2-3B 151.2-4B MAXR/L
Insert 2.30-11.60 6.00 6.03 4.04 3.40 2.40-8.50 2.60-11.45 3.18
width, mm
Insert .091-.457 .236 .237 .159 134 .094-.335 .102-.451 125 J
width, inch
Page B26 B26 B26 B26 B53 B65 B65 B90
SANDVIK B7
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PARTING AND GROOVING Insert geometries and grades

CoroCut® and T-Max Q-Cut®

Insert geometries

The CoroCut® family offers many insert geometries in a variety of styles, The last two digits in the ordering code guide you to the correct insert,
all designed to increase productivity in parting and grooving operations. see table below

From the extremely strong -CR geometry and -4E geometry that can

withstand interrupted cuts; to the very sharp -RS and the -F-P diamond

tipped insert for non-ferrous materials.

Application Low feed Medium feed High feed Optimizing

O P PSP PSP s | PP

CoroCut® Q-Cut® |Q-Cut® |CoroCut®| Q-Cut® |Q-Cut® |CoroCut® Q-Cut® |CoroCut®| CoroCut®3| Q-Cut® |Q-Cut®
1

-2 1512 |151.3 (12 |151.2 |151.3 |12 1512 |1-2 151.2 |151.3
Parting off Y ﬂsE HCH EdE cs Hcs oF
(1w
HCM 5F

Turning
TF 7G

Profiling

B

B |
o B B |Be |

4P ETP

For hardened

: CB20 CB20
materials grm 5 3
Grooving ﬁ

GF Em 546

cB20| [
7015 fel

CD10 50010
Undercutting
Face grooving
TF 7G

1) Parting in Multi-Spindle Automatics

For hardened
materials

Aluminium profiling AM

T
€=

B @&

e B g

Grades 3 3
S S|
| The CoroCut® family has different carbide grades to 7] ISO-P  I1SO-M - ISO-N  I1SO-S  ISO-H @
cover all types of workpiece materials from the very 8
wear resistant grade GC3115 to the toughest grade on 5 i
the market 1145. Cubic boron nitride and diamond %’ SO05F CB7015
tipped inserts are also available e‘é?;:s
GC3115 6ea115 | 0 1 | 8611%8 | | €B2°
1]
c
GC4225 GC4225 | | H13A H13A S
| GC1105 | =
'-g
o
ISO P = Steel acii2s | | Goiizs | | ae112s | | Gaei12s | | Go1i2s o
ISO M = Stainless steel
GC2135 | | GC2135 GC2135
J ISO K = Cast iron é 61145 | | aons GoiE P
ISO N = Aluminum and non-ferrous materials '§= g
i) c
ISO S = Heat resistant super alloys >
ISO H = Hardened materials
B8 SANDVIK
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Tool holder overview

PARTING AND GROOVING

Coromant Capto® cutting units for parting and grooving

CoroCut® 1-2 Grooving, parting Grooving and CoroCut® 3 Parting off tubes T-Max Q-Cut® Grooving, parting
off, profiling and profiling and small off, profiling and
turning diameters, grooving turning
E_ i : I- - %% E_ i :

m -1 m
1cT| 574 H;H 7 It 1cT| 574
Cx-R/LF123 Cx-NF123 Cx-RF123T/U Cx-R/LF151.23

Insert width, mm | 1.50-8.00 2.39-5.56 Insert width, mm | 1.00-2.00 Insert width, mm | 1.85-10.0

Insert width, inch | .059-.315 .094-.219 Insert width, inch | .039-.079 Insert width, inch | .073-.394

Coupling size C3-C8 C3-C6 Coupling size C3-C4 Coupling size C3-C8

Page B28 B28 Page B54 Page B66

Parting blades
CoroCut® 1-2 Parting off T-Max Q-Cut® Parting off Parting off Parting off
Blades for Blades for HSS |Cartridges for
Manchester holders | holders Multi-spindles

o Bd 0 HN MR C

Mt It iK ik K

N123 R/LF123 151.2 151.2 R/L151.2| 151.2
Insert width, mm | 1.50-6.00 1.50-5.00 | Insert width, mm 1.85-10.00 2.00-6.00 3.00 2.00-6.00 1.57-3.96
Insert width, inch | .059-.236 .059-.197 | Insert width, inch | .073-.394 .079-.236 118 .079-.236 .062-.156
Max a, mm 5.00-55.00 5.00-32.00| Max a, mm 34.80-100.00 38.10-63.50 19.05 25.40-57.15 13-34
Max ay, inch .197-2.165 .197-1.260 | Max aj, inch 1.370-3.937 1.500-2.500 .750 1.000-2.250 .510-1.340 H
Page B30 B31 Page B67 B71 B72 B73
Tool block for Coromant Capto® adaptor for parting T-Max Q-Cut® Cartridges for
parting blades blades Multi-spindles
Radial mounting Axial mounting
It |
151.2 Cx-APBA Cx-APBR/L .
Insert width, mm 1.57 - 3.96
Insert width, inch | .062-.156
B32 H32 H32 Max a, mm 13-34
Max ay, inch .510 - 1.340
Page B74
J
SANDVIK B9
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PARTING AND GROOQVING Tool holder overview

Shank tools for parting and grooving

N3 - NHNI1

CoroCut® 1-2 Grooving, Profiling Shallow grooving | Face grooving
parting off, and face grooving
profiling and
turning
70° 0°/90° 0°/90°
{ -1
1cT| 5.7
R/LF123 R/LF123
R/LF123/-S NF123 R/LX123-...007 R/LX123-...045 R/LX123-...070 | R/LG123 R/LG123
Insert width, mm | 1.50-15.00 5.00-15.00 8.00 3.00-6.00 5.00-6.00 3.00-7.13 3.00-8.00
Insert width, inch | .059-.591 .197-.591 .315 .118-.236 .197-.236 .118-.281 .118-.315
C Shank size, mm 1010-3232 2525-3232 2525-3232 2020-2525 2525-3232 2525 2020-2525
Shank size, inch .375-1.500 1.00-1.250 .750-1.250 1.00-1.250 1.00 .750-1.250
Page B33 B39 B39 B39 B39 B41 B42
CoroCut® 3 Parting off T-Max Q-Cut® Parting off Grooving, parting | Undercutting Face grooving
tqbes and small off, profiling and
diameters turning (For 151.3 inserts)
0° 90°
G %% Hﬂ% { x B‘h g
It It 1cT| 574
RF123T R/L151.20
RF123U R/L151.21 R/L151.23 R/LS151.22 R/LF151.37 R/LG151.37
Insert width, mm 1.00-2.00 Insert width, mm 1.85-8.00 1.85-8.00 1.85-8.00 2.40-6.00 2.40-6.00
Insert width, inch .039-.078 Insert width, inch .073-.315 .073-.315 .073-.315 .094-.236 .094-236
Shank size, mm 1010-3232 Shank size, mm 0808-3232 1616-3232 2525-3232 2525 2525
Shank size, inch .375-1.260 Shank size, inch .375-1.250 .625-1.250 .500-1.250 1.000 1.000
H Page B55 Page B68 B69 B70 B77 B77
Boring bars for parting and grooving
CoroCut® 1-2 Grooving, Profiling T-Max Q-Cut® Grooving, Face grooving
profiling and profiling and
turning turning
(For 151.3 inserts) | (For 151.3 inserts)
I
i~ IR - =)
R/LAG123 R/LAX123 R/LAG151.32 R/LAF151.37
Insert width, mm 3.00-6.00 5.00-8.00 Insert width, mm 1.85-8.00 2.40-6.00
Insert width, inch .118-.236 .197-.315 Insert width, inch .073-.315 094-.236
Min. bore, mm 25.00-60.00 64.00 Min. bore, mm 15.01-50.00 26.00-42.00
Min. bore, inch .984-2.362 2.520 Min. bore, inch .591-1.969 1.024-1.654
J Bar diameter, mm 16-50 40 Bar diameter, mm 16-40 25-40
Bar diameter, inch .625-2.000 1.500 Bar diameter, inch .625-1.500 .984-1.575
Page B46 B48 Page B79 B81

Shank holders for QS-holding system see page .
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Tool holder overview

PARTING AND GROOVING

Cutting heads with CoroTurn® SL coupling for parting and grooving

CoroCut® SL

Grooving, parting
off, profiling and
turning

Ja.‘___?

e

Internal grooving
and profiling

_EW

Shallow grooving
and face grooving

Face grooving

Insert width, mm
Insert width, inch

SL coupling size, mm

Page

R/L123-B R/L123-C R/L123-A
1.50-7.14 3.00-7.14 2.49-7.14
.059-.281 .118-.281 .098-.281

25-40 25-40 32-40

142 143 144

CoroCut® 3 SL Shallow grooving

[

R/L 123 T/U
Insert width, mm | .050-3.18
Insert width, inch | .002-.0125
Coupling size, 25-40
mm
Page 147

T-Max Q-Cut® SL

Grooving and
parting

(For 151.2 inserts)

Hﬂﬂ%

Internal grooving
and profiling

(For 151.3 inserts)

_E’W

Face grooving

(For 151.3 inserts)

Grooving and
profiling

(For 151.3 inserts)

_%’W

CoroCut® XS SL
Small part precision

Accessories for cutting fluid supply

R/L151.21 R/L151.3 R/L151.3 A/B R/LAG 551.31 R/L SMAL
Insert width, mm 3.00-6.00 2.00-7.92 3.00-5.56 1.85-8.00
Insert width, inch .118-.236 .079-.312 .118-.219 .073-.315 -
SL coupling size, mm| 25-40 25-40 32 16-40 25-32
Page 148 149 150 151 152
Accessories

Sleeves for EasyFix
cylindrical boring
bars

131 132
For bar diameter, mm | 5-25 5-25
For bar diameter, inch | .187-.750 .187-1.000
Page A321 A322

Coolant nozzle

For Coromant Capto®
cutting units

Coolant connector

o2)) oo

For boring bar

Coolant tube

For SL cutting blades

Page

A324

A324

1122

SANDVIK
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PARTING AND GROOVING

Tool holder overview

Cutting heads with CoroTurn® SL70 coupling

CoroTurn® SL70

Insert size, mm (iC, inch)
SL70 coupling size
Page

Grooving, parting off, Internal grooving and
profiling and turning profiling

SL70-CRDCR / SL70-CRSCR / SL70-SRDCR

09-12 (3/8-1/2)
70

1102

CoroCut® SL70

Grooving and parting Internal grooving and

profiling

B "’"

SL70-R/L123

Face grooving

SL70-R/L123

Insert width, mm 3-16 4-6
Insert width, inch .118-.590 .157-.236
SL70 coupling size 70 70
Page 1104 1105

H  Adaptors
Coromant Capto® adaptors| 0° 5° 45° 90°
Coromant Capto® size C5-C8 C6 C6 C5-C8
SL70 coupling size 70 70 70 70
Page 1106 1106 1106 1106

CoroTurn SL® quick
change adaptor for SL70
cutting heads

Coupling size

Machine side 80 80
Tool side 70 70
Page 195 195
B 12 SANDVIK

Coromant
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Tool holder ove

rview PARTING AND GROOVING

CoroCut® MB boring bars/inserts

CoroCut® MB Steel shank boring Carbide shank boring | Inserts
bar bar Grooving Profiling Pre-parting
MB-A MB-E MB G MB R MB GX
Bar diameter, mm | 16 12-16
Bar diameter, inch | .625 .500-.625
Insert size 07-09 07-09 07-09 07-09 07-09
Page B106 B106 B94 B100 B100
Inserts
Entering angle/Lead angle
«r 45°/45° Kr 93°/-3° Kr 93°/-3° ke 117.5°/-27.5°
Face grooving Turning/profiling Turning Copying Back boring Threading
HI =
=== ||| p==
:._ 4| LE | :._- ['F 7
MB-FA/FB MB T045 MB T093 MB TE 93 MB B030
09 07 07 07 07
B101 B96 B96 B96 B96
CoroCut® XS shank tools for small part machining/inserts G
CoroCut® XS Shank holders Inserts for
SL cutting head Parting off Parting off Parting off
1 o » .. — H
L L L
SMALR/L/SMALR/L-X R/L SMAL MACR/L-N MACR/L-R MACR/L-L
Insert size 3 3 3 3 3
SL coupling size, mm 25-32
Shank size, mm 1010-1616
Shank size, inch .500-.625
Page B91 152 B87 B87 B87 I
CoroCut® XS Inserts for CoroTurn® XS
boring bars
Grooving
Profiling Grooving Turning Back turning Threading For total assortment,
grooving, threading
and turning, see page
ﬁ ==,
L %
J
MACR/L-T MAGR/L MAFR/L MABR/L MATR/L
Insert size 3 3 3 3 3
Page B87 B88 B89 B89 B90
SANDVIK B 13
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PARTING AND GROOVING CoroCut® 1- and 2-edge

CoroCut® 1-2 system
System with 1 or 2 cutting edges

The first choice system for all parting, profiling and

grooving operations.
/

Tool holder assortment

There are a wide range of different tool holders
for CoroCut® 1-2 edge inserts.

/ N\

V-shape Rail-shape

L |

. Holder
Insert geometries

A large variety of geometries are available,
dedicated to different applications and feed
areas.

Insert clamping

The system is based on a patented Rail and V-shaped design that
counteracts high axial forces from both sides. This, in
combination with a long insert, gives exceptional stability.

Insert versions

CoroCut® 1-2 insert are available in widths from

1.5 mm (.059 inch) up to 15 mm (.591 inch).

- CoroCut® 2-edge for the most economical
machining.

- CoroCut® 1-edge version for cutting depths
deeper than 50 mm (1.969 inch)

CoroCut® SL - Flexible tool solution

By using CoroTurn® SL adaptors and CoroCut® SL cutting blades
a large number of tooling solutions, both external and internal,
can be achieved with a limited number of items. See page 12.

9

Insert grades

To cover all types of workpiece materials CoroCut® inserts are available
in a variety of specially developed grades:

- Cemented carbide

- Polycrystalline diamond

- Cubic boron nitride

- Cermet

Even more options are available thanks to tailored
design. For more information on our Tailor Made
program see page J3.

ISO application areas:

[P][m] B [N][s][H]

SANEYE
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CoroCut® 1- and 2-edge - Inserts

PARTING AND GROOVING

Code key for CoroCut® 1-2-3 edge inserts

-[TF

N|123|H|2|-|0400 - 00|04

1 3 4 6 7 8
Hand of insert Main code Insert seat size *
1 2 3
CoroCut® 1-2
R 123 D G K
F J M
R
N CoroCut® 3
E T = Right hand cutting
U = Left hand cutting
L To correspond with seat size on holder.
* Insert seat interchangeability:
Insert seat size Size, mm Holder Insert seat size Size, mm Holder
D 1.5 D H 4.0 H
E 2.0 E J 5.0 J,H
F 25 FE K 6.0 K, J,H
G 3.0 G FE L 8.0 L
M 9.0 M
R 15.0 R
4 Number of edges 5 Insert width 6 Front angle
1or2 3 E.g.: 0400 =.157 inch (4 mm) E.g.: 00=0°
C—") "
7 Corner radius 8 Geometry designation
First digit: Type of operation Second digit:

E.g.: 04 =.016 inch (0.4 mm)

08 =.031 inch (0.8 mm)

Te

=

C = Cut off
T = Turning
G = Grooving
R = Profiling
B = Blank

A = Aluminium/profiling

S = Sharp cutting edge

®
I

Blank

E = ER treated cutting edge

F = Low feed

M = Medium feed

R = High feed

O = Optimized for special areas

SANDVIK
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PARTING AND GROOVING

CoroCut® 1- and 2-edge - Inserts

CoroCut® 1- and 2-edge

Parting

Ie '_'——_\
A
vkl =
¥
re
T Iy
N R [ORE ) -
LTy
O
P Tolerances, mm (inch):
L " la la= +0.10/-0 (+.004/-0)
el r.= +0.10 (+.004)

Selection criteria, millimeter, inch (mm, in.) M T s

aclac|ac|ac|ac|ac|cT|ac|ac|ac|ac|ac|ac|ac|ac|ac|ac|ac|ac
ar ar 0 |W [V [W | v VWLV Lw|(w vlv|w v |v v
Ia I, re re max max | Seat O |||+~ |dN|w|O || |||+~ || |O || |
mm in. | | o |mm in. | mm in. | size) |Ordering code i i g bl o 1 101 i e i v sl g 3 ) ) o
CoroCut® 2-edge
25 .098 | 5° 5° [0.15 .006 | 18.4 .724 F L123F2-0250-0501-CF * | v Yo | Kk * * *
3 25 .098 | 0° | 6° |0.10 .004 | 18.4 .724 N123F2-0250-0001-CF RAdD g R*d hAg pAg pxab*abxdb d b ¢ o[ e | k[
Q2 25 .098 | 5° 5° [0.15 .006 | 18.4 .724 R123F2-0250-0501-CF * | v | dRAdR.4 b * *
2 (123-CF 3.0 .118 | 0° 7° [0.10 .004 | 18.4 .724 G N123G2-0300-0001-CF bxab dhxd b+ P dixd PAd R g RAdD d b b b d b dh*s
S .ff’v’"‘om? 3.0 .118 | 5° 7° [0.15 .006 | 18.3 .720 R/L123G2-0300-0501-CF * | v | Yo | v k| * *
WI 40 .157 | 5° 7° [0.15 .006 | 25.3 .996 H L123H2-0400-0501-CF * * * * *
40 .157 | 0° 7° 10.15 .006 | 23.3 .917 N123H2-0400-0001-CF v | % A RAdRAY RAARAARAAR 4 R ARASR%4 Rt R dRAY
40 157 |5°| 7° |0.15 .006 | 25.3 .996 R123H2-0400-0501-CF * | % | % e |3 |3 [% *| [%
CoroCut® 1-edge
G 20 .079 | 0° | 5° |0.20 .008 E N123E1-0200-0002-CM dRid R dRidh.dbh.s * | W | W

25 .098 | 0° 5° [0.20 .008 F N123F1-0250-0002-CM Yo | v |k o | v | K|k * | v |

3.0 .118 | 0° 7° 10.20 .008 G N123G1-0300-0002-CM Yo | ¥ [k Yo | v k| ok * | ¥ |

123-CM 4.0 .157 | 0° 6° [0.20 .008 H N123H1-0400-0002-CM v | Yo | Kk Vo | e | k| K * | ¥ |

50 .197 | 0° | 6° |0.20 .008 J N123J1-0500-0002-CM Ve | e [k Yo | e | Kk % | |

o CoroCut® 2-edge

@

2 1.5 .059 | 0° 5° 10.20 .008 | 12.9 .508 D N123D2-0150-0002-CM ddhxdb bd AdRxdRid b d . b4 Rxd B AR d A
g 20 .079 | 0° 5° |0.20 .008 | 19 .748 E N123E2-0200-0002-CM PR db diidirding PR dirdh d PAdRAdD ¢ b d RAdh dhding
S 2.0 .079 | 5° | 5° |0.20 .008 | 19 .748 R/L123E2-0200-0502-CM w vk | v [k |k * * | Y[
§ 123-CM 25 .098 | 0° 5° [0.20 .008 | 18.9 .744 F N123F2-0250-0002-CM Yo | Ve | k[ Ve | PR dirdh d PrdRAdb ¢ b ¢ RAdh dRdhng

25 .098 | 5° | 5° |0.20 .008 | 18.9 .744 R/L123F2-0250-0502-CM | ¥ [k pdhidb.dh.d * b aR*d RS

3.0 .118 | 0° 7° 10.20 .008 | 18.9 .744 G N123G2-0300-0002-CM RAARAaD dRAaRtaRAY RLARASRaD d RAERLED d b d PASR g RAgRAe

30 .118|5° | 7° |0.20 .008 | 18.8 .740 R/L123G2-0300-0502-CM e | e [ k| e | e | e | | o | o ke [k * | |

H 40 .157 | 0° 6° [0.20 .008 | 24.1 .949 H N123H2-0400-0002-CM Yo | Yoo | e | e | e | e | e [ e | e | ok | S | e [ ke | ke | e | ke | e |5

40 157 | 5° | 6° |0.20 .008 | 24.1 .949 R/L123H2-0400-0502-CM W v |k dbidb.db.¢ * * | e |

50 .197 | 5° 6° [0.20 .008 | 24.1 .949 J L123J2-0500-0502-CM pie * w * | % * w

50 .197 | 0° | 6° |0.20 .008 | 24.1 .949 N123J2-0500-0002-CM Yo | ¥ [k Yo | e | |k * * | ¥ |

50 .197 | 5° 6° [0.20 .008 | 24.1 .949 R123J2-0500-0502-CM Yo | ¥ |k o | v | K|k * * | 7 |

CoroCut® 1-edge

25 .098 | 0° | 5° 10.30 .012 F N123F1-0250-0003-CR * | v | Yo | v k| k

30 .118 | 0° | 6° |0.30 .012 G N123G1-0300-0003-CR * | ¥ | Yo | v |k |k

40 .157 | 0° 7° 10.30 .012 H N123H1-0400-0003-CR * | v | | v k|

123-CR 5.0 .197]0° | 7° |0.40 .016 J |N123J1-0500-0004-CR * %% o3 [ [%
CoroCut® 2-edge
g 25 .098 | 5° | 5° |0.30 .012 | 18.9 .744 F L123F2-0250-0503-CR * w w * | *
"_E 25 .098 | 0° 6° [0.30 .012 | 18.9 .744 N123F2-0250-0003-CR b AR R d R g hrdhxe RidRAdh d bAdrdh ¢
I 2 25 .098 | 5° | 5° |0.30 .012 | 18.9 .744 R123F2-0250-0503-CR * | ¥ | Yo | v k| ok
T |123-CR 3.0 .118 | 0° 6° [0.30 .012 | 18.9 .744 G N123G2-0300-0003-CR K| V| | e | e | e | e | e | e | ok [ S| e [k bAS

3.0 .118|5° | 5° |0.30 .012 | 18.8 .740 R/L123G2-0300-0503-CR % | e | Ve | e K |k

40 .157 | 0° 7° 10.30 .012 | 23.7 .933 H N123H2-0400-0003-CR K |3 || e | b dirdh 4 bAdrdh g hx¢

40 157 | 5° | 6° |0.30 .012 | 23.7 .933 R/L123H2-0400-0503-CR * % | W dRidh.dbh.s

50 .197 | 5° 6° [0.40 .016 | 23.6 .929 J L123J2-0500-0504-CR * Yo Yo * |k

50 .197 | 0° | 6° |0.40 .016 | 23.7 .933 N123J2-0500-0004-CR * | | ¥ | D dbiab d PAaRtaD ¢

50 .197 | 5° 6° [0.40 .016 | 23.6 .929 R123J2-0500-0504-CR * o RS * | %

6.0 .236 | 0°| 6° |0.40 .016 |23.5 .925 K N123K2-0600-0004-CR % | v | v | e | ¥ Yo | v |k | e e |k
o/glelsleglol2/glg/g]gln glglo kol
alelalelalala|S|S|S|IS|IX i X|Z|n|nonln

| I
) When using CoroCut® 1-edge inserts the a, of the toolholder gives the maximum N = Neutral, R = Right hand, L = Left hand
depth of cut. *= First choice
J 2) To correspond with seat size on holder.

For geometry description, see page B124.
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TURN - ENG

CoroCut® 1- and 2-edge - Inserts PARTING AND GROOVING

CoroCut® 1- and 2-edge

Parting

W — y

Tolerances, mm (inch):
la= +0.02 (+.0008)
re = +0.05 (+.002)

Selection criteria, millimeter, inch (mm, in.) P M - N s
Ge|ae|Ge|ae|Ge|ae|cT|ae|Ge|Ge|Ge|ae|ae|aelae|ae|ae|ae|ae C
| | ar ar 0 [0 [0 [V (1 [ [To R ITo R RIToY IToRITo UITeY ITel [T RITo R ITo R To)
a a re re | max max Seat =SR] = A ) RN B = A ]
mm in. | w| o |mm in. [ mm in. size”) |Ordering code pang b b D5 02 g ] g 5 ) g b
CoroCut® 2-edge
1.5 .059 |10°| 2.5° |0.10 .004 | 13.4 .528 D R/L123D2-0150-1001-CS e e = vl |
- 1.5 .059 |15°| 2.56° |0.10 .004 | 13.4 .528 R/L123D2-0150-1501-CS w s A w| |k
3 2.0 .079 |10°| 2.5° |0.10 .004 | 19.4 .764 E R/L123E2-0200-1001-CS W = W Wl |
'; 123-CS 2.0 .079 |15°| 2.5° |0.10 .004 | 19.4 .764 R/L123E2-0200-1501-CS w W W | |k
3 2.5 .098 |10°| 2.5° |0.10 .004 | 19.4 .764 F R/L123F2-0250-1001-CS W Y ¥ ol |
2.5 .098 |15°| 2.5° |0.10 .004 | 19.4 .764 R/L123F2-0250-1501-CS W * w wl| [k
3.0 .118|10°| 2.5° |0.10 .004 | 19.4 .764 G R/L123G2-0300-1001-CS g Y ¥ | |
3.0 .118 |15°| 2.5° |0.10 .004 | 19.4 .764 R/L123G2-0300-1501-CS W W b W [k
A RREAE EEEE AR RN
oldjad|o|a|a|S SIS |ZIX X X|Z|nn|n|n
I— G
1) To correspond with seat size on holder. R = Right hand, L = Left hand

*= First choice
For geometry description, see page B124.
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PARTING AND GROOVING CoroCut® 1- and 2-edge - Inserts

CoroCut® 1- and 2-edge

Grooving
- ‘i ar ‘
7D
re O JE

Tolerances, mm (inch):

B la= +0.02 (+.0008)
Iy re = +0.05 (+.002)

T For circlip grooves
f la= +0.10 (+.004)

+0.13 (+.005)
r = +0.05 (+.002)

N3 - NHNI1

Se)lection criteria, millimeter, inch (mm, P M - N s
in.
ac|ac|ac|ac|ac|ac|cT|ac|ac|ac|ac|ag| - |aclac|ag| - |ac| - |ac|ac|ac|ac|ag] -
h h|n o max max | Seat 812(2/8218|0[8]3]02|8 I3]0 2|2 (32385 |8|2 /8|3
mm in. |mm in. | & |mm in. |size)|Ordering code pang b b ol P £ P 53 i v B g R0 o £ i b
CoroCut® 2-edge

1.50 .059|0.10 .004|2.5°|13.3 .524 D |N123D2-0150-0001-GF |+ | % RAS v | % * * * | ¢

1.98 .078|0.20 .008| 3° (19.2 .756 | E |N123E2-0198-0002-GF * * * * *

2.00 .079(0.20 .008| 3° |19.2 .756 N123E2-0200-0002-GF * Ae o [ e | e | K Yo | v K o | e | e[S | | Yo | v

G 2.00 .079|0.40 .016| 3° |19.2 .756 N123E2-0200-0004-GF * Ve | e | K bAd b g Ve | e | k| 3 | ok [ A¢
123-GF 2.24 .088|0.20 .008| 3° [19.2 .756 N123E2-0224-0002-GF |+ | % o |k * * * | v

2.39 .094|0.20 .008| 3° |19.2 .756 F |N123F2-0239-0002-GF * AdRAdD ¢ bAd b g Ve | e | | 3 | ok | A¢

2.39 .094|0.40 .016| 3° [19.2 .756 N123F2-0239-0004-GF |+ | % Yo | ¥ |k * * db dhx

2.46 .097 |0.30 .012| 3° |19.1 .752 N123F2-0246-0003-GF |+ | % w w |k W[k W v [k * | v e

2.67 .105(0.20 .008| 3° |19.2 .756 N123F2-0267-0002-GF |+ | % ¥ [k * * * | o

2.79 .110(0.30 .012| 3° |19.1 .752 N123F2-0279-0003-GF |+ | % |k * * * | v

G 3.00 .118|0.20 .008 | 3° (19.2 .756 | G |N123G2-0300-0002-GF * AS e | e [ | K PASR*a b g o | e | e[S | e | e IAS

3.00 .118|0.40 .016| 3° |19.2 .756 N123G2-0300-0004-GF |+ | % Ve | e | K bAd b g A4 RAaR 4 R=d R dR%¢ 1A¢

3.10 .122|0.20 .008| 3° |19.2 .756 N123G2-0310-0002-GF * * * * *

3.18 .125|0.20 .008 | 3° |19.2 .756 N123G2-0318-0002-GF * W[ | [k w [k | e | [ e | % | e w

3.18 .125|0.40 .016| 3° [19.2 .756 N123G2-0318-0004-GF * 2AS * * * 1AS RAS

3.18 .125|0.80 .032| 3° |19.2 .756 N123G2-0318-0008-GF |+ | % WY [k * * * K| W

3.61 .142]0.30 .012| 3° |19.1 .752 N123G2-0361-0003-GF | | % W |k v [ * ¥ [ | K * | W

3.96 .156 [0.20 .008 | 3° |24.4 .961 H |N123H2-0396-0002-GF * Ve | e | K * * Yo | % |

3.96 .156 [0.40 .016| 3° |24.4 .961 N123H2-0396-0004-GF * e * * * * hAe

3.96 .156 |0.80 .032| 3° |24.4 .961 N123H2-0396-0008-GF |+ | % ARAdD ¢ * * | k|

2 4.00 .1570.20 .008| 3° |24.4 .961 N123H2-0400-0002-GF * w o ||k o | Y[k Yo | ¥ | [ e | %k | e w

2 4.00 .157 |0.40 .016| 3° |24.4 .961 N123H2-0400-0004-GF * W | e | K o % Ve | e | | 3 | ok | Ae

g 452 .178|0.20 .008 | 3° [24.4 .961 N123H2-0452-0002-GF * * hxd b ¢ Yo | e | K * Ag
H - 4.70 .185|0.50 .020| 3° |24.1 .949 N123H2-0470-0005-GF * w * * * * bAd

4.75 .187(0.40 .016| 3° |24.1 .949 N123H2-0475-0004-GF * Yo * * * * bAS

4.75 .187(0.80 .032| 3° |24.1 .949 N123H2-0475-0008-GF * hAd * * * * w

4.80 .189(0.50 .020| 3° |24.1 .949 N123H2-0480-0005-GF * * Vo |k Vo || K * A

5.00 .197 |0.20 .008 | 3° |24.4 .961 N123H2-0500-0002-GF * hA¢ Ve | e | K DAgRAY b g Ve | e | | 3 |k [ 1A¢

5.00 .197|0.40 .016| 3° |24.4 .961 N123H2-0500-0004-GF | ¥ | % WY |k * * | k| W

5.41 .213|0.20 .008 | 3° |24.4 .961 J [N123J2-0541-0002-GF * * * * *

556 .219/0.50 .020| 3° [24.1 .949 N123J2-0556-0005-GF * * * * RS

6.00 .236|0.20 .008 | 3° |24.4 .961 K |N123K2-0600-0002-GF * bAd * idhAd b g Vo || * Yo e

6.35 .250(0.40 .016| 3° |24.1 .949 N123K2-0635-0004-GF * RAg * * * * AS

6.35 .250|0.50 .020| 3° [24.1 .949 N123K2-0635-0005-GF * * Al b g Al RAdh g * ¥

6.35 .250(0.80 .032| 3° |24.1 .949 N123K2-0635-0008-GF * Ad * * * * Ve

7.14 .281|0.80 .032| 3° |23.8 .937 N123K2-0714-0008-GF * * * * *

7.92 .312]0.80 .032| 3° | 29 1.142| L [N123L2-0792-0008-GF * * * * *

I 8.00 .315|0.20 .008 | 3° |29.6 1.165 N123L2-0800-0002-GF * hAS * iR B o || & * A

For circlip grooves

1.85 .073|0.10 .004| 3° [19.3 .760 E [N123E2-0185-0001-GF * w |k W[k W ¥ [k * | ¥ w

2.15 .085|0.10 .004 | 3° |19.3 .760 N123E2-0215-0001-GF * * v | % v | e |k * Yo

2.65 .104 |0.20 .008 | 3° |19.2 .756 | F [N123F2-0265-0002-GF * * Vo | x Vo || * * o

3.15 .124]0.20 .008 | 3° |19.2 .756 | G |N123G2-0315-0002-GF * * * * *

4.15 .163|0.20 .008 | 3° |24.4 .961 H |N123H2-0415-0002-GF * * * * *

5.15 .203|0.20 .008| 3° |24.4 .961 J |N123J2-0515-0002-GF * * * * *
wiIglelelviee2121RI2(3|2(328|818/8|L 1L LI I18L
oldaldo|a|afS 22|22 |Z2X|XIX|X[ZZ|nn|h|n|K|n

|
1) To correspond with seat size on holder. N = Neutral
J *= First choice

For geometry description, see page B124.
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TURN - ENG

CoroCut® 1- and 2-edge - Inserts PARTING AND GROOVING

CoroCut® 1- and 2-edge

Grooving
- | ar |
pﬁ%?u |
I 0&@ Tolerances, mm (inch):
A0 Seat size E-L
la la= +0.10/0 (+.004/0)
}_ r, = +0.10 (+.004)
Seat size M
la= +0.03 (+.001)
fe= +0.10 (+.004)
Selection criteria, millimeter, inch (mm, in.) P M T s
laclaclac|ac|ac|ac|cTlac|aclaciaciac] - |aclaciac - |ac| - |aclaclaciaciac) -
a ar
b k| onoon max max | Seat 82128 2(8]o[8]8|2[2|8I5[<]2(8[S|R S8 [8| L2 |8|S
mm in. | mm in. | o |mm2 in.2 |size)|Ordering code p g b TR ] S b b e = by 0 ] e £ g p o] e
CoroCut® 2-edge
2.00 .079|0.20 .008| 4° |18.80 .740 | E |N123E2-0200-0002-GM Ve | ¥ | Ve | e |k || Ve | e[ Y| K v || [k
2.39 .094|0.20 .008| 7° [18.40 .724 N123E2-0239-0002-GM e | e | e | e ke | e | e | e e ok e | | [k
3.00 .118| 0.30 .012| 6° |18.20 .716 | G |N123G2-0300-0003-GM Ve | v | V| v | ke K| | Ve | Yo | Y| v v [k
3.18 .125| 0.30 .012| 7° [18.00 .709 N123G2-0318-0003-GM e | e | e | e | ke | e | e | e e ok e || [
123-GM 4.00 .157| 0.30 .012]6.5°|23.00 .906 | H |N123H2-0400-0003-GM e | Ve | e | e K | e | e e o ok o | [k
- 4.75 .187|0.30 .012| 5° |22.60 .890 | J |N123J2-0475-0003-GM | o |w|w |k ||| || k] [k
5.00 .197| 0.40 .016| 6° [22.90 .902 N123J2-0500-0004-GM e | e | e | e K | e | e e e ok e | | [ G
6.00 .236| 0.40 .016| 6° |22.70 .894 | K |N123K2-0600-0004-GM S| e | e | e[ | o | e e |5 | Ao | A K
6.35 .250| 0.30 .012| 7° |22.60 .890 N123K2-0635-0003-GM e | | e | e K | e | e | e e ke || [k
7.92 .312| 0.30 .012| 7° |28.70 1.130| L |N123L2-0792-0003-GM w Y|k * bAd PAdh dRxdhxd D 4
B 8.00 .315| 0.50 .020| 7° |28.40 1.118 N123L2-0800-0005-GM ve| |||k ||| e k| ] [k
2 CoroCut® 1-edge
g
E 9.00 .354|0.80 .032| 3° M |N123M1-0900-0008-GM Ve | ¥ * RAYR dRAd I R<d PAIEND dR<d IEND 4 INND 4R+ iie N b<e
= 9.52 .375|0.80 .032| 3° N123M1-0953-0008-GM [ * Sede (| el ||| [k (e[| |k
10.00 .394| 0.80 .032| 3° N123M1-1000-0008-GM Y| * D500 g Aq I BAd PG I 4 Rxd BN E 4 IR 4 0%q0q I bAe
11.00 .433| 0.80 .032| 3° N123M1-1100-0008-GM DA RAS * DAAR RAJINEA] RAa I b 4 b4 IS 4 IR dRAdR~q I e
CoroCut® 2-edge H
9.00 .354|0.80 .032| 4° |28.00 1.102| M |N123M2-0900-0008-GM g * * | x| [ *
10.00 .394 | 0.80 .032| 4° |28.00 1.102 N123M2-1000-0008-GM A * * ve| (k| |k *
w|o|vv(w|o|o|2|L QI IF|R|Q|v v o|v| Qv v v o|o|wv
s A S M R pt
I |
1) To correspond with seat size on holder. N = Neutral
2) When using CoroCut® 1-edge inserts the a, of the toolholder gives the maximum %= First choice
depth of cut. I
For geometry description, see page B124.
B9 B10 B138 B124 B146 B2 J3 18
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PARTING AND GROOVING CoroCut® 1- and 2-edge - Inserts

CoroCut® 1- and 2-edge

Grooving

13°

I,

é o

—

Tolerances, mm (inch):
la= +0.08 (+.003)
re = +0.10 (+.004)

N3 - NHNI1

Selection criteria, millimeter, inch P M N S
(mm, in.)
aclac|ac|ac|ac|cTlec|ac|ac|ec|ac - |ac|aclac| - [ac| - |ac|ec|ac|ac|ec -
b b on Seat Q1282|8088 /1R12|18(3[8]2|8|S||S|8 18|18 (2 (88
mm in. | mm in. o | size) |Ordering code TR SIS R RITES S RIS
CoroCut® 1-edge
B 15.00 .591 | 1.20 .047 | 5° R N123R1-1500-0010-GR Ve Ve * hAe * A * * Ve
O
P
2
T
CoroCut® 1-edge
?
G 2 12.00 .472|0.80 .032 | 3 R N123R1-1200-0008-GM w * |k = * w * | ¥
£ 12.70 .500 | 0.80 .032 | 3° N123R1-1270-0008-GM Ad * ¥ [k A * A * | o
-_g 15.00 .591 | 0.80 .032 | 3° N123R1-1500-0008-GM W * Ve [k Yo *| | * | ¥
Q
=
gl2|8leis/2[2]2/8/2(32(8]2/s/5l8 s le 218 g 82
flaalaalafS SIS SIS XX X|ZZ|0 00|00 n
I——
) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. * = First choice
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TURN - ENG

CoroCut® 1- and 2-edge - Inserts PARTING AND GROOVING

CoroCut® 1- and 2-edge

For grooving of hardened materials

_ | ar {
o

la

iWi—

Tolerances, mm (inch):
la = +0.02 (+.0008)
r. = +0.05 (+.002)

Selection criteria, millimeter, inch (mm, in.) H
cB|CB]
la la re re ar Seat 2 §
mm in. mm in. o max) iw size? |Ordering code R|lo
CoroCut® 1-edge
3.00 .118 | 0.20 .008 7° o 3.1 G N123G1-0300-0002-GE *
318 .125 | 0.20  .008 7° o 3.1 N123G1-0318-0002-GE *
4.00 .157 | 0.20 .008 7° © 3.1 H N123H1-0400-0002-GE *
123-GE 470 .185 | 0.20 .008 7° o 3.1 N123H1-0470-0002-GE *
- 5,00 .197 | 0.20 .008 7° o 3.1 N123H1-0500-0002-GE *
9 6.00 .236 | 0.20 .008 7° o 3.1 J N123J1-0600-0002-GE *
‘; 6.35 .250 | 0.20 .008 7° 0 3.1 K N123K1-0635-0002-GE *
5 8.00 .315 | 0.20  .008 7° 0 2.6 L N123L1-0800-0002-GE *
CoroCut® 1-edge
3.00 .118 | 040 .016 7° 0 3l G N123G1-030004S01025 *
4.00 .157 | 040 .016 7° © 3.1 H N123H1-040004S01025 * G
5.00 .197 | 040 .016 7° o 3.1 N123H1-050004S01025 *
123-S 6.00 .236 | 040 .016 7° o 3.1 J N123J1-060004S01025 *
8.00 .315 | 0.80 .032 7° o 3.1 L N123L1-080008S01025 *
2|5
I|T
1) When using CoroCut® 1-edge inserts the a; of the toolholder gives the maximum N = Neutral
depth of cut.
%= First choice
2) To correspond with seat size on holder.
For geometry description, see page B124. H
I
J
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PARTING AND GROOVING

CoroCut® 1- and 2-edge - Inserts

CoroCut® 1- and 2-edge

Profiling

,—\1-.110

\

a,

!

I o Tolerances, mm (inch):
T -RM
Iy la = +0.10/0 (+.004/0)
re= £0.10 (x.004)
-RO
la = £0.02 (x.0008)
r.= +0.10 (x.0004)
Selection criteria, millimeter, inch (mm, in.) P M -T S
cclac|ae|ac|cT|ac|ae|aclae| - [aclac|ac] - | - |aclac|aclac] - |ac
Ia Ia re re armax armax | Seat &gfamgg&’gc‘%&ﬁaééaggcﬂ%%
mm in. mm in. o | mm) in.) |size? |Ordering code clRB SR EEREERSEEECEEES
CoroCut® 2-edge
2.00 .079 |1.00 .039 7° | 19.20 .756 E |N123E2-0200-RO * | ¥ Yo | Ve | | Ve | v [ ke 0Ad B 4 RAd R aRAdRASR*d D ¢
239 .094 | 1.20 .047 7° | 19.00 .748 N123E2-0239-RO * W * * * |~ W *
3.00 .118 |1.50 .059 7° 1 18.70 .736 F |N123F2-0300-RO * | v Yo | Yo [ || e[k 0Ad B 4 RAd R RAa R g RAG D ¢
- 3.18 .125 | 1.59 .063 7° | 18.60 .732 N123F2-0318-RO * W | | K |k e [ e | e | e | e | o | e | K
2 3.96 .156 | 1.98 .078 7° | 23.30 .917 H |N123H2-0396-RO * Yo * Yo | % PAY B 4 RAd xd Yo | ¥ [k
‘; 400 .157 | 2.00 .079 7° | 23.30 917 N123H2-0400-RO * | ¥ Yo | Ve [ | Ve | [k e [ e | 3 e | e v | e | K
3 450 177 | 225 .089 7° | 23.00 .906 N123H2-0450-RO * * o [ * e [ He | PAgb ¢
G 475 187 | 238 .094 | 7° | 2290 .902 N123H2-0475-RO | Yol k| | S| e | e [ e | e | e 3 | K
5.00 .197 | 2.50 .098 7° | 22.80 .898 N123H2-0500-RO * | o | e | | e | ek S e | e | | e | e | K
6.00 .236 |3.00 .118 7° | 2220 .874 J [N123J2-0600-RO * | Ve | e | | | |k e [ e | e | e | e [ o [ e | K
6.35 .250 |3.18 .125 7° | 22.00 .866 N123J2-0635-RO * e * o | % v | k| e |5 Yo | v |k
714 281 |3.57 141 7° | 21.60 .850 K |N123K2-0714-RO * W * * * | * W
8.00 .315 |4.00 .157 7° | 27.30 1.075 L |N123L2-0800-RO * | ¢ Yo | Y | | | Yok Yo | e | e | e | e | o | ek
CoroCut® 1-edge
4.00 .157 |2.00 .079 7° G |N123G1-0400-RM e | Ve | e | K | e | e | e | e ke | e ke o
6.00 .236 | 3.00 .118 7° J |[N123J1-0600-RM | Wk | e | | e | 3 ke [ ok | o
8.00 .315 |4.00 .157 7° L |[N123L1-0800-RM v | v * b SR~ RAd h%s * | v | K|
123-BRM
3
k3 CoroCut® 2-edge
H S 3.00 .118 |1.50 .059 7° | 18.60 .732 F |N123F2-0300-RM RASR~ARAGE ShAe | Ve | v | e | v | ke | e K] e
3 3.18 .125 | 1.59 .063 7° | 18.60 .732 N123F2-0318-RM | W Kk | e | | e | 3 ke [ ok | o
= 4.00 .157 |2.00 .079 7° | 1810 .718 G |N123G2-0400-RM v | Yo | v | k| K| v | v | e | v | k| e k]
123-RM 400 157 [2.00 .079 | 7° | 2310 .909 | H |N123H2-0400-RM |+ || % % e [ [ | |2 [ [ | e [
475 187 |2.38 .094 7° | 2290 .902 N123H2-0475-RM Ve | Ve | e | K K| e | e | o | e | ke | e [ K] 5
5.00 .197 | 2.50 .098 7° | 22.70 .894 N123H2-0500-RM || |k K| Ve | v | e | v | k| e k|5
6.00 .236 |3.00 .118 7° | 2220 .874 J |N123J2-0600-RM e | Ve | e | K | e | | e | [ ke | e | ke ] o
6.35 .250 |3.18 .125 | 7° | 22.00 .866 N123J2-0635-RM | ¥ |3 | | % | e |3 | e | o ok [ ke | o
8.00 .315 |4.00 .157 7° | 27.00 1.063 L |N123L2-0800-RM Vo | Ve | e | K | e | e | e | ke | e k] o
318122222228 281218I818]8]21L8 122
Qlaaa|a|S|IZS SIS |Z|X|XIXIX|Z|IZIn|ln|n|n|n
| I
1) When using CoroCut® 1-edge inserts the a; of the toolholder gives the maximum N = Neutral
| depth of cut. *= First choice
2) To correspond with seat size on holder.
For geometry description, see page B124.
J
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TURN - ENG

CoroCut® 1- and 2-edge - Inserts PARTING AND GROOVING

CoroCut® 1- and 2-edge

Aluminium profiling

ar
g
L Ot
I
; Tolerances, mm (inch):
la = +0.02 (+.0008)
Selection criteria, millimeter, inch (mm, in.) N
[l
la la re re a,max a,max | Seat 8 =)
mm in. mm in. of mm?) in.) size? |Ordering code 2T
° CoroCut® 2-edge
_.E,_’ 6.00 .236 [3.00 .118 7° 222 874 J N123J2-0600-AM * |
£ 8.00 .315 |4.00 .157 7° 27.3 1.075 L N123L2-0800-AM * | %
S
2
()
= |123-AM
oo
z|z
1) When using CoroCut® 1-edge inserts the a; of the toolholder gives the maximum
depth of cut.
2) To correspond with seat size on holder.
Profiling non-ferrous and hardened materials G
ar
70
ry o
=
"a
x .
Tolerances, mm (inch):
w +0.02 (+.0008)
Selection criteria, millimeter, inch (mm, in.) N|s| H
cp|cs|cB|cB H
o o
la la re re ar Seat 3 e &
mm in. | mm in. o | max) | W size? |Ordering code o|RIR|O
CoroCut® 1-edge
3 118 | 15 059 | 7° o 2.7 F N123F1-0300S01025 *
4 157 2 079 | 7° o 3.6 H N123H1-0400S01025 *
5 197 | 25 .098 | 7° 0 4.7 N123H1-0500S01025 *
6 .236 3 18 | 7° © 5.5 J N123J1-0600S01025 *
123-S
CoroCut® 1-edge
3 118 | 15 059 | 7° o 2.7 F N123F1-0300-RS *
? 4 157 2 079 | 7° 0 3.6 H N123H1-0400-RS *
£ 5 197 | 25 098 | 7° o 4.7 N123H1-0500-RS *
E RS 6 .236 S 18 | 7° o 5.6 J N123J1-0600-RS * |
4 [123- 8 315 | 4 157 | 7° | = | 7.0 L |N123L1-0800-RS *
CoroCut® 1-edge
3 118 | 1.5 .059 | 7° 0 2.7 F N123F1-0300-RE * [ |5
3.18 125 | 159 .063 | 7° © 2.7 N123F1-0318-RE * %
4 157 2 079 | 7° 0 3.6 H N123H1-0400-RE * [ |5
5) 197 | 25 098 | 7° o 4.7 N123H1-0500-RE * [ % |5
123-RE 6 .236 3 118 | 7° © 5.5 J N123J1-0600-RE * [ % |5
6.35 .250 |3.17 125 | 7° © 55 N123J1-0635-RE * [ | 5
8 .315 4 157 7° © 7.0 L N123L1-0800-RE * [ | 5
| |O|(—
(=} B bl i =]
Z|ln|T|T
1) When using CoroCut® 1-edge inserts the a, of the toolholder gives the maximum N = Neutral

depth of cut.

*= First choice J
2) To correspond with seat size on holder.

For geometg description, seeEaaé;]e B124. B138 B124

@ 9 I@: %‘E ] ‘. B146 W B2 @ 18
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PARTING AND GROOVING CoroCut® 1- and 2-edge - Inserts

CoroCut® 1- and 2-edge

Turning

s

)

.,
g

-apL- Tolerances, mm (inch):
la= +0.10/0 (+.004/0)
re= +0.10 (+.004)

N3 - NHNI1

Selection criteria, mm, inch P M -T s
GC|GC|GC|GC|GC|GC|CT|GC|GC|GC|GC|GC| - |GC|GC|GC| - | - |GC|GC|GC|GC|GC| -
a  a | Seat 8122/8(2/8||2(8/2(2/8[3[8]2|R[B[S]]8|8|8|8|S
la r o max) max | size? |Ordering code ping g b b o D 5 e £ e o e B g 0 e = = g i g
CoroCut® 2-edge
3.00 0.30 7° 18.50 2.60 G N123G2-0300-0003-TF | | | V| | | o | e | | ok | e | o | ok | e | ke e | o ok | o ¥
4.00 0.40 6.5° 23.30 3.50 H N123H2-0400-0004-TF k| | e | e | e o0 | | | e | e ke o o o | ok o ok o | o ke [ w
5.00 0.40 6.5° 23.30 3.50 J N123J2-0500-0004-TF | | | | Y| [ | e | | e ok | e [ e | e ok | | ke [ e | e | ok | e | e | o
g 12TF .. 600040 6 2330 380 K _|N123K2-0600-0004-TF [ [ [ B | [ [ o e o [ e o [ e [k [ e [ [ e e e [ e [ e |
Q i“pwer 8.00 0.80 7° 28.00 4.00 L N123L2-0800-0008-TF * ¥ Yo Y| ¥ (3 [ e | | e | e | ke [ e || k| o A4
H
3 CoroCut® 1-edge
3.00 0.30 7° 2.60 G N123G1-0300-0003-TF * %] | i i b x| k| w *
G 4.00 0.40 6° 3.50 H N123H1-0400-0004-TF * || | W W v | | ok | e | e | o | ok e | k| o v *
123-TF 6.00 0.40 6° 3.80 K N123K1-0600-0004-TF k| Y| Y| e | o RAdR dh dhxd RASRAGD g R%d b d RAd ¥ *
ecHNOLOSY
wiper
CoroCut® 2-edge
3.00 040 6° 1840 350| G |N123G2-0300-0004-TM e [ 9 2 [ 2 [ & o v [ e | | e | o | o e e |2 | [k | |
S 4.00 0.40 5.5° 23.40 4.60 H N123H2-0400-0004-TM |3 | | |k ARAa dh*d RrdbAdh dhxd b d b= w *
2 4.00 0.80 6° 23.40 4.60 N123H2-0400-0008-TM W | W | W | W | k| Ve | v | | ok | 3| o | o | k| e | k| o * | ¥ A
E [123-TM 500 040 55° 2340 4.60 | J |N123J2-0500-0004-TM e[ [ % s [ [ e e e [ e [ [ e [ | [
% 5.00 0.80 5.5° 23.00 4.60 N123J2-0500-0008-TM Yo | Yo | e | o e [k e | P | e e | e e | ok e ke o * | ¥ w
s 6.00 0.40 7° 23.40 4.50 K N123K2-0600-0004-TM Yo | ¥ | ¥ | o |k e | | e | e [ e | e | k| e |k | o ||k
H 6.00 0.80 7° 23.00 4.50 N123K2-0600-0008-TM Ve | ¥ | e e e[k e | P | e | e [ e [ [ o e ke [ o ¥
8.00 0.80 7° 28.00 7.00 L N123L2-0800-0008-TM ¥ | ¥ | Yo | e | K RadRidh dhxd RAaRAgD dh%d b 4 RAd e ¥
8.00 1.20 7° 27.60 7.00 N123L2-0800-0012-TM e | v | | W Kk v | | ok | e | e | o | ok | e k| o s *
eigeiglelee|221812182(8(2 1881882 2|88 L
AREREREISEZZEERELLZERH 5|80
L I
1) When using CoroCut® 1-edge inserts the a; of the toolholder gives the maximum N = Neutral
depth of cut. *= First choice

2) To correspond with seat size on holder.

For geometry description, see page B124.
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TURN - ENG

CoroCut® 1- and 2-edge - Inserts PARTING AND GROOVING

CoroCut® 1-edge inserts

Grooving
‘/Dm Di'rli“‘/"-jmi
Ol
]
— b
i [
Tolerances, mm (inch):
Fe—=l = —r¢ o= +0.02 (+.001)
I r.= +0.05 (£.002)
Selection criteria, mm, inch Dimensions, mm, inch [ M. N[s
aclac|aclac)ac
Seat Yo} 1'o] IToR ITo} ITe]
la re o amax size’) |Ordering code bo1 1> Dn Dn? |=|= |+~ |+
CoroCut® 1-edge
2.0 0.2 6° 4.0 H R/LG123H1-0200-0002-GS 8.0 25.6 44.0 104.0 |3 % ||| &
.079  .008 .157 .315 1.006 1.732 4.094
3.0 0.2 6° 5.0 R/LG123H1-0300-0002-GS 9.0 25.6 44.0 104.0 |3 [ % | ]| &
o .118  .008 .197 .354 1.006 1.732 4.094
% l123-Gs 40 04 6 60 R/LG123H1-0400-0004-GS 10.0 256 440  104.0 | [ |w|%|x
; .157 .016 .236 .394 1.006  1.732 4.094
3 2.0 0.2 6° 6.0 L R/LG123L1-0200-0002-GS 14.0 30.9 62.0 147.0 | [H ||| *x
.079 .008 .236 .551 1.216  2.441 5.787
3.0 0.2 6° 9.0 R/LG123L1-0300-0002-GS 17.0 30.9 62.0 147.0 [ [H | o] %
.118 .008 .354 .669 1.216  2.441 5.787
4.0 0.4 6° 9.0 R/LG123L1-0400-0004-GS 17.0 30.9 62.0 147.0 [ [H|H] 5%
.157 .016 .354 .669 1.216  2.441 5.787
Iro) =g el e IS
N =1 N A B
|| G
1) To correspond with seat size on holder. R = Right hand, L = Left hand
2) Facegrooving minimum first cut diameter. *= First choice
Profiling
;D Dy |/Dm|
O e
] |
2 ba1 H
r
L ! .
e / Tolerances, mm (inch):
,‘;a., la= +0.02 (+.0008)
Iy re= +0.05 (+.002)
Selection criteria, mm, inch Dimensions, mm, inch P M. N[s
aclac|aclac)ac
Seat [To}l ITo] IToR ITo} ITe]
la re of ar max size!) |Ordering code b21 I» Dm Dm?  |=|+=|+~]+~]|+~
CoroCut® 1-edge
2.0 1.0 6° 4.0 H R/LG123H1-0200-0010-RS 8.0 25.6 44.0 104.0 | [H | |5 %
.079 .039 .157 .315 1.006 1.732 4.094
3.0 1.5 6° 5.0 R/LG123H1-0300-0015-RS 9.0 25.6 44.0 104.0 | [* ||| * I
- .118 .059 .197 .354 1.006 1.732 4.094
3 4.0 2.0 6° 6.0 R/LG123H1-0400-0020-RS 10.0 25.6 44.0 104.0 [ [ * | ] 5%
; .157 .079 .236 .394 1.006  1.732 4.094
s 2.0 1.0 6° 6.0 L R/LG123L1-0200-0010-RS 14.0 30.9 62.0 147.0 | [* | o] %
.079 .039 .236 .651 1.216  2.441 5.787
3.0 1.5 6° 9.0 R/LG123L1-0300-0015-RS 17.0 30.9 62.0 147.0 |3 [ % | ]| %
.118  .059 .354 .669 1.216  2.441 5.787
4.0 2.0 6° 9.0 R/LG123L1-0400-0020-RS 17.0 30.9 62.0 147.0 |3 |k |5 || %
.157  .079 .354 .669 1.216  2.441 5.787
roy =i [t © 2
a|s|k|z]|n
||
1) To correspond with seat size on holder. R = Right hand, L = Left hand
2 Facegrooving minimum first cut diameter. %= First choice |

For geometry description, see page B124.
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PARTING AND GROOVING CoroCut® 1- and 2-edge - Inserts

CoroCut® 1- and 2-edge
Blanks
0° blanks 90° blanks 45° blanks

e e e e R = R —

L

v

T-shape

’ m W—\l Right hand style shown
s 1
¥

Tolerances, mm (inch):
") Cutting edge height la  +0-10 (+.004)
l,  +0.30 (x.012)
Iy +0.30 (+.012)
For T-shape:
Dimension /. x I21 is grinding area for specific profiles. I, +0.15/-0.05 (+.006/-.002)
I +0.30 (+.012)
Iy +0.30 (+.012)

N3 - NHNI1

Selection criteria, mm, inch Dimensions, mm, inch P M - N S
Width  Width w ] fu ] ful<| fuf<| o |u<
range range | Seat cig|a|g|igig|e|g|I2lelg|g|zig|e
Ia W re min max size? |Ordering code I 121 S st |T|z|z|z|z|T|T|Z|Z|T|T|T|T|T|T
CoroCut® 2-edge
G 4.0 90°| 0.2 3.9 L NX123L2-0400-BG 31.21 5.01 6.05 7.40 ||| |5 | ¥ | Yo | oo | o || o | | o | e | |5
.159 .008 .154 1.229 .197 .238 .291
123-BG
CoroCut® 1-edge
6.0 45°| 0.2 5.9 L R/LX123L1-0600-4500-BG 40.19 7.59 6.05 7.40 ||| |5 | ¥ | e | e | e || o | | e | e o |5
.237 .008 .232 1.582 .299 .238 .291
123-BG
CoroCut® 1-edge
11.6 0.2 8 11.2 L N123L1-1160-0002-BG 30.50 7.8 6.05 7.40 1 Ve [ R4S R RAS AL A I 1S
H .457 .008 .315  .441 1.201 .307 .238 .291
123-BG
CoroCut® 1-edge
6.0 0.2 5.9 H R/LG123H1-0600-BG 2565 8  4.35 5.50 ||| v |3 | He | e | e | e || s | e | e | e | o |5
.236 .008 .232 1.010 .315 .171 .216
6.0 0.2 5.9 L R/LG123L1-0600-BG 31.00 12  6.05 7.40 ||| v |5 | ¥ | do | e | oo [ | o | ¥ | o | e | o |5
.236 .008 .232 1.220 .472 .238 .291
CoroCut® 2-edge
2.3 0.2 1.5 1.9 D N123D2-0230-0002-BG 15.00 2.8 4.10 4.60 * * | ¥ * | ¥ * | ¥ o
.091 .008 .059 .075 .591 .110 .161 .181
2.7 0.2 1.9 2.3 E N123E2-0270-0002-BG 21.60 3.8 4.30 5.20 * * | Yo * Y| k| A
.106 .008 .075  .091 .850 .150 .169 .205
| 123-BG 3.8 02 23 3.4 F N123F2-0380-0002-BG 2160 4 430 5.20 * * |3 * Y| ||
.150 .008 .091 .134 .850 .157 .169 .205
4.2 02 26 3.8 G N123G2-0420-0002-BG 21.60 4.7 4.30 5.20 * * |3 L4050 R ER. 4R A4 RS
.165 .008 .102  .150 .850 .185 .169 .205
5.2 02 3.2 4.8 H N123H2-0520-0002-BG 2620 6 4.35 5.50 * K[| | e | e e e |5 e
.205 .008 .126  .189 1.032 .236 .171 .216
6.2 02 45 5.8 J N123J2-0620-0002-BG 2620 6 4.35 5.50 * K| fef || k| e
.244 .008 .177  .228 1.032 .236 .171 .216
7.2 0.2 55 6.8 K N123K2-0720-0002-BG 2620 6 435 550 * * | Yo K| e | e | k| e[S Yo
.284 .008 .216  .268 1.032 .236 .171 .216
8.4 0.2 6.5 8 L N123L2-0840-0002-BG 3150 7 6.05 7.40 * * | v * | ¥ * | v Yo
.331 .008 .256  .315 1.240 .276 .238 .291
o o|w olo|lo|o|wv|wv|wv
N = I N e s
== Xlz|Z|Z|n|n|n
|
J 1) To correspond with seat size on holder. N = Neutral, R = Right hand, L = Left hand
Note: Precaution should be taken when grinding cemented carbide products. See page J7 for %= First choice

safety information.
B10 B138
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING

Code key for CoroCut® holders

Coromant Capto®

C4/- R F123|E|15 - |27055 B

1 2 3 8

Shank holder Metric R F 123 E 08 - 1616 B - 007 064 B

5 6 10 12 13

Inch R F123/E059-| 08 B|-|S

11

Blade N 123 F 55 - 25 A 2
2 4

5 6 7 8 |9
1 Coupling size 2 Hand of tool 3 Holder style
C = Coromant Capto® R 0 F G X
Dsm = Coupling size |
DSm @
mm inch e
C3 32 (1.260) 0° 90° L 1-70°
C4 40 (1.575) N o
C5 50 (1.968)
c6 63 (2.480) @)
Cc8 80 (3.150) — 4 Main code
L
123 G
5 Insert seat size 6 Machining limitations 7 Shank/cutting unit dimension
CoroCut® 1-2 g Coromant Capto® Shank tool
D G K | & inch
E H L % Shank size in 1/16 inch
F J M
R eg. 08 =8/16 =1/2
CoroCut® 3 a inch
T = Right hand cutting hxb
08 H
U = Left hand cutting h .
Metric
r?ﬁs | Integers to be
1
Max cutting depth a; in mm i preceded by 0, e.g.b=
To correspond with seat size on For example: 8 mm indicated by 08
insert. f1 14
Metric 08 = 8 mm 27 mm 055 mm Blade
Inch 059 = .590 inch 1.063 inch  2.165 inch |Dimensions in mm. h b
16 16
8 Clamping system 9 Number of insert seats 10 Holder angle |
A B C D 007 =7°
Spring clamp Screw clamp Shallow grooving |Screw clamp 1 One insert seat 045 = 45°
reinforced 070 =70°
2 Two insert seats
ﬁ % % Valid for holder style = X
11 Special application 12 Min. diameter for first cut, for face 13 Type of curve, for face grooving
grooving
S = Holder for small part machines Min. diameter for first cut in mm. J
B =B curve A =Acurve
SANDVIK B 27
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge

Coromant Capto® cutting units
Screw clamp

Cx-R/LF123 Cx-NF123
N\
Note! b
When using CoroCut® 2-edged insert !
the a, of the insert gives the maximum |
depth of cut.
Right hand Neutral

Coolant inlet: Radial through the taper

N3 - NHNI1

Dimensions, millimeter, inch (mm, in.)
armax armax Dsm Dsm f1 fy I I

Main application mm?  inch! | Seat size?) |Ordering code mm in. mm in. mm in. Gauge inserts Nm3
8 315 D C3-R/LF123D08-22050B 32 1.260 22 .866 50 1.968 | N123D2-0150- CM 2.0

- ﬂ 8 .315 C4-R/LF123D08-27050B 40 1.575 27 1.063 50 1.968 | N123D2-0150- CM 3.0

- ‘ i I 8 315 C5-R/LF123D08-35055B 50 1.968 35 1.378 55 2.165 | N123D2-0150- CM 2.0

l v 15 .591 C3-R/LF123D15-22050B 32 1.260 22 .866 50 1.968 | N123D2-0150- CM 3.5

U WA 15 .591 C4-R/LF123D15-27055B 40 1.575 27 1.063 B8 2.165 | N123D2-0150- CM 3.5

15 .591 C5-R/LF123D15-35055B 50 1.968 35 1.378 55 2.165 | N123D2-0150- CM 3.5

© m 8 .591 E C3-R/LF123E08-22050B 32 1.260 22 .866 50 1.968 | N123E2-0200- CM 2.0

G 8 .315 C4-R/LF123E08-27050B 40 1.575 27 1.063 50 1.968 | N123E2-0200- CM 3.7
8 315 C5-R/LF123E08-35060B 50 1.968 35 1.378 60 2.362 | N123E2-0200- CM 2.0

15 .591 C3-R/LF123E15-22055B 32 1.260 22 .866 55 2.165 | N123E2-0200- CM 4.0

115 .591 C4-R/LF123E15-27055B 40 1.575 27 1.063 &) 2.165 | N123E2-0200- CM 4.0

15 .591 C5-R/LF123E15-35060B 50 1.968 35 1.378 60 2.362 | N123E2-0200- CM 4.0

10 .394 F C3-R/LF123F10-22050B 32 1.260 22 .866 50 1.968 | N123F2-0250- CM 3.0

10 .394 C4-R/LF123F10-27050B 40 1.575 27 1.063 50 1.968 | N123F2-0250- CM 5.0

10 .394 C5-R/LF123F10-35060B 50 1.968 35 1.378 60 2.362 | N123F2-0250- CM 25

20 .787 C3-R/LF123F20-22055B 32 1.260 22 .866 55 2.165 | N123F2-0250- CM 4.0

20 .787 C4-R/LF123F20-27060B 40 1.575 27 1.063 60 2.362 | N123F2-0250- CM 4.0

20 .787 C5-R/LF123F20-35060B 50 1.968 35 1.378 60 2.362 | N123F2-0250- CM 4.0

10 .394 G C3-R/LF123G10-22050B 32 1.260 22 .866 50 1.968 | N123G2-0300-CM 4.5

10 .394 C4-R/LF123G10-27055B 40 1.575 27 1.063 55 2.165 | N123G2-0300-CM 4.0

10 .394 C5-R/LF123G10-35060B 50 1.968 35 1.378 60 2.362 | N123G2-0300-CM 4.5

H 10 .394 C6-R/LF123G10-45065B 63 2.480 45 1.772 65 2.559 | N123G2-0300-CM 3.0
20 .787 C3-R/LF123G20-22055B 32 1.260 22 .866 85 2.165 | N123G2-0300-CM 5.0

20 .787 C4-R/LF123G20-27060B 40 1.575 27 1.063 60 2.362 | N123G2-0300-CM 5.0

20 787 C5-R/LF123G20-35060B 50 1.968 35 1.378 60 2.362 | N123G2-0300-CM 5.0

20 .787 C6-R/LF123G20-45065B 63 2.480 45 1.772 65 2.559 | N123G2-0300-CM 5.0

13 512 H C3-R/LF123H13-22055B 32 1.260 22 .866 55 2.165 | N123H2-0400- CM 4.5

13 512 C4-R/LF123H13-27055B 40 1.575 27 1.063 55 2.165 | N123H2-0400- CM 7.5

13 512 C5-R/LF123H13-35060B 50 1.968 35 1.378 60 2.362 | N123H2-0400- CM 5.0

13 512 C6-R/LF123H13-45065B 63 2.480 45 1.772 65 2.559 N123H2-0400- CM 4.0

20 .787 C3-R/LF123H20-22060B 32 1.260 22 .866 60 2.362 | N123H2-0400- CM 7.0

25 .984 C4-R/LF123H25-27067B 40 1.575 27 1.063 67 2.638 N123H2-0400- CM 7.0

25 .984 C5-R/LF123H25-35067B 50 1.968 35 1.378 67 2.638 | N123H2-0400- CM 7.0

25 .984 C6-R/LF123H25-45070B 63 2.480 45 1.772 70 2.756 | N123H2-0400- CM 7.0

13 512 J C4-R/LF123J13-27055B 40 1.575 27 1.063 &) 2.165 | N123J2-0500- CM 5

I 13 512 C5-R/LF123J13-35060B 50 1.968 35 1.378 60 2.362 | N123J2-0500- CM 5.0
13 512 C6-R/LF123J13-45065B 63 2.480 45 1.772 65 2.559 | N123J2-0500- CM 4.0

13 512 C8-R/LF123J13-42080B 80 3.150 42 1.654 80 3.150 | N123J2-0500- GM 3.5

25 .984 C4-R/LF123J25-27067B 40 1.575 27 1.063 67 2.638 | N123J2-0500- CM 6.0

25 .984 C5-R/LF123J25-35067B 50 1.968 35 1.378 67 2.638 | N123J2-0500- CM 6.0

25 .984 C6-R/LF123J25-45070B 63 2.480 45 1.772 70 2.756 | N123J2-0500- CM 6.0

1) a, max. for holder. For max stability choose a holder with shortest possible ar. N = Neutral, R = Right hand, L = Left hand

2) To correspond with seat size on insert.

3 Insert tightening torque Nm. Use torque wrench, see page B109.

Continued ...
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING
CoroCut® 1- and 2-edge
Coromant Capto® cutting units
Screw clamp
Cx-R/LF123 Cx-NF123

Note! I

When using CoroCut® 2-edged insert
the a, of the insert gives the maximum
depth of cut.

Right hand Neutral
... Continued

Coolant inlet: Radial through the taper

Dimensions, millimeter, inch (mm, in.)

armax ar max Dsm Dsm f1 f1 14 14
Main application mm?"  inch? | Seat size? |Ordering code mm in. mm in. mm in. Gauge inserts Nm3)

16 .630 K C4-R/LF123K16-27060B 40 1l 5773 27 1.063 60 2.362 N123K2-0600-CR 6.5
] 16 .630 C5-R/LF123K16-35060B 50 1.968 35 1.378 60 2.362 N123K2-0600-CR 7.0
el iy 16 .630 C6-R/LF123K16-45065B 63 2.480 45 1.772 65 2.559 | N123K2-0600-CR 5.2
16 .630 C8-LF123K16-42080B 80 3.150 42 1.654 80 3.150 | N123K2-0600-GM 4.0
i 16 .630 C8-RF123K16-42080B 80 3.150 42 1.654 80 3.150 | N123K2-0600-GM 4.0
25 .984 C4-R/LF123K25-27070B 40 1.575 27 1.063 70 2.756 | N123K2-0600-CR 6.0

e & 25 .984 C5-R/LF123K25-35070B 50 1.968 35 1.378 70 2.756 | N123K2-0600-CR 6.0 G
25 .984 C6-R/LF123K25-45075B 63 2.480 45 1.772 75 2.953 | N123K2-0600-CR 6.0
13 512 L C5-R/LF123L13-35060B 50 1.968 35 1.378 60 2.362 | N123L2-0800- GM 55
16 .630 C6-R/LF123L16-45065B 63 2.480 45 1.772 65 2.559 | N123L2-0800- GM 5.5
25 .984 C5-R/LF123L25-35070B 50 1.968 35 1.378 70 2.756 | N123L2-0800- GM 7.0
25 .984 C6-R/LF123L25-45075B 63 2.480 45 1.772 75 2.953 N123L2-0800- GM 7.0
25 .984 C8-LF123L25-42080B 80 3.150 42 1.654 80 3.150 | N123L2-0800- GM 8.0
25 .984 C8-RF123L25-42080B 80 3.150 42 1.654 80 3.150 | N123L2-0800- GM 8.0
20 787 G C3-NF123G20-00060B 32 1.260 2 .079 60 2.362 | N123G2-0400- RM 5.0
20 787 C4-NF123G20-00070B 40 1.575 2 .079 70 2.756 | N123G2-0400- RM 5.0
20 787 C5-NF123G20-00070B 50 1.968 2 .079 70 2.756 | N123G2-0400- RM 5.0
20 .787 C6-NF123G20-00075B 63 2.480 2 .079 75 2.953 | N123G2-0400- RM 5.0
25 .984 J C4-NF123J25-00077B 40 1.575 3 118 77 3.032 | N123J2-0600- RM 6.0
25 .984 C5-NF123J25-00077B 50 1.968 3 118 77 3.032 | N123J2-0600- RM 6.0

© m 25 .984 C6-NF123J25-00082B 63 2.480 3 118 82 3.228 | N123J2-0600- RM 6.0 H

" a, max. for holder. For max stability choose a holder with shortest possible a. N = Neutral, R = Right hand, L = Left hand

2) To correspond with seat size on insert.

3 Insert tightening torque Nm. Use torque wrench, see page B109.

Main spare parts

Seat size Cutting unit size Screw Key (Torx Plus)
D,E, F C3-C5 3212 012-259 5680 043-14 (20IP) |
G C3-C6 3212 012-310 5680 043-15 (25IP)
H,J,K, L C4-C6 3212 012-360 5680 043-17 (30IP)
B6 B110 G6 J3 J2
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge

Double ended parting blade

N3 - NHNI1

Spring clamp
Design 1 Blades with curved re-inforcement Design 2 Blades with straight re-inforcement
N123 N123
."1 b -¢-—r— ar
T T
r h
L h h;
, il |
' } 150°
Note! 150°
When using CoroCut® 2-edged insert the a, of Design 3 Blades without re-inforcement
the insert gives the maximum depth of cut. N123
L ,'1 b
ar—-l
hy | h
' : S|
Neutral style 150°
Dimensions, millimeter, inch (mm, in.)
a-min a min |aimax a,max | Seat b b h h h4 h4 14 14
Main application Design| mm?" inch | mm" inch? |size2 |Ordering code mm in. | mm in. mm in. mm in. Gauge inserts
1 5 197 15 591 D |N123D15-21A29 1 .039 | 259 1.020 | 21.4 .842 | 110 4.331| N123D2-0150- CM
G 1 5 197 15 .591 E |N123E15-21A23) 1.5 .059|259 1.020|21.4 .842 | 110 4.331| N123E2-0200- CM
2 15 591 D |N123D15-25A2 1 .039 | 31.9 1.256| 25 .984 | 150 5.906| N123D2-0150- CM
2 20 .787 E |N123E20-25A2 1.5 .059|31.9 1.256| 25 984 | 150 5.906| N123E2-0200- CM
3 30 1.181 F [N123F30-21A2 2 .080|259 1.020|21.4 .842 | 110 4.331| N123F2-0250- CM
3 55 2.165 N123F55-25A2 2 .080 319 1.256| 25 984 | 150 5.906| N123F2-0250- CM
t 3 30 1.181 G [N123G30-21A2 23 .090 | 259 1.020|21.4 .842 | 110 4.331| N123G2-0300-CM
3 55 2.165 N123G55-25A2 23 .090 | 319 1.256| 25 984 | 150 5.906| N123G2-0300-CM
3 55) 2.165 H |N123H55-25A2 3.3 .130 | 319 1.256| 25 .984 | 150 5.906| N123H2-0400- CM
3 55 2.165 J |N123J55-25A2 45 177|319 1.256| 25 .984 | 150 5.906| N123J2-0500- CM
3 55) 2.165 K |N123K55-25A2 55 .216 | 319 1.256| 25 984 | 150 5.906| N123K2-0600-CR

1) For max stability adjust to shortest position
2) To correspond with seat size on insert.

H 3) For min. and max. a, at respective workpiece diameters (D), see diagrams below for cutting depth limitation.

Cutting depth limitation for CoroCut® blades with curved re-inforcement
Due to re-inforcement of the blade the max. cutting depth is dependent on the workpiece diameter. (inch)

Dy, /
mm 300
inch 11.81

250

9.84

200 4
7.87

150 |
| 5.91

100
3.94 \
50

1.97

N123D15-21A2
N123E15-21A2

» Max. cutting depth

5 10 15 mm
197 .394 591 inch

Main spare parts

J Seat size Insert key"
D-K 5680 058-01
1) Must be ordered separately.
B6 B115 G6 B2 B32 E J2
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CoroCut® 1- and 2-edge - External machining

PARTING AND GROOVING

CoroCut® 1- and 2-edge
Single ended parting blade
Screw clamp

Blades with curved re-inforcement R/LF123M
R/LF123 R/LF123R
.'l1 "l‘l
b ﬂr f— ar—b

Note! [ L L 0 L
When using CoroCut® 2-edged insert hy | hy l
the a, of the insert gives the maximum i
depth of cut. b b
Right hand style shown
Dimensions, millimeter, inch (mm, in.)
armin a, min [a;max armax | Seat b b h h hy hy 11 11
Main application | mm" inch) | mm? inch?" | size? |Ordering code mm in. | mm in. | mm in. mm in. Gauge inserts Nm3)
5 197 | 25 984 E |R/LF123E25-25B1 8 315|319 1.256| 25 .984 | 150 5.906 | N123E2-0200-CM | 3.3
5 197 | 25 984 F |R/LF123F25-25B1 8 .315/31.9 1.256| 25 .984 | 150 5.906 | N123F2-0250-CM | 3.6
5 197 | 25 984 | G |R/LF123G25-25B1 8 315|319 1.256| 25 .984 | 150 5.906 | N123G2-0300-CM | 4.5
25 906 | 32 1.260| H |R/LF123H32-25B1 8 .315/31.9 1.256| 25 .984 | 150 5.906 | N123H2-0400- CM | 4.9
100 3.937 | M |R/LF123M100-45B1 8.15 .321 | 50.8 2.000| 45 1.772| 250 9.842 | N123M1-1100-GM | 4.5
120 4.724 R/LF123M120-93B1 8.15 .321 |[101.6 4.000| 93 3.680 | 300 11.811| N123M1-1100-GM | 4.5
t 120 4.724| R |R/LF123R120-93B1 11.10 .457 |[101.6 4.000f 93 3.680 | 300 11.811| N123R1-1500-GR | 4.5

1) For min. and max. a, at respective workpiece diameters (Dr), see diagrams below for cutting

depth limitation.
2) To correspond with seat size on insert.

3) Insert tightening torque Nm. Use torque wrench, see page B109.

Cutting depth limitation for CoroCut® blades with curved re-inforcement
Due to re-inforcement of the blade the max. cutting depth is dependent on the workpiece diameter.

Screw clamp blades
Workpiece diameter, inch

R = Right hand, L = Lefthand (5

H

o omd
. 4 |R/L123E25-25B1|
neh T80 |R/L123F25-25B1 | |

9841 |R/L123G25-25B1

200

7.87 \

150 =

5971 ! } - 1F{/L123H32 25B1

100 ] !

3.94

50
1.97
T T T T - Max. cutting depth I
5 10 15 20 25 32 mm
197 394 581 .787 .984 1.260 inch
Main spare parts
Seat size Screw Key (Torx Plus)
E-H 3212 012 259 5680 043-14 (20IP)
M 5512 046-01 5680 043-15 (25IP)
R 3212 012-311 5680 043-15 (25IP)
J

’BG

=

B115
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

Tool block for parting blades

N3 - NHNI1

-l— r—f .
f il
*
h? L_ch f1
Metric version by |*
Dimensions, mm
Cutting edge height on
blades armax |Ordering code boy be f1 h hy ho hy I 121 loo
21 35 151.2-2020-21M 18.0 20.0 134 20 20 455 10.0 80 5 70
21 35 151.2-2520-21 18.0 20.0 134 25 25 455  10.0 80 5 70
25 60 151.2-2020-25 18.0 20.0 134 20 25 525  10.0 120 5 110
25 60 151.2-2520-25 18.0 200 134 25 25 525 10.0 120 5 110
25 60 151.2-3232-25 18.0 32.0 134 32 32 54.5 5.0 120 ) 110
45 100 151.2-3232-45 204 316 134 32 32 825 297 160 5 150
45 100 151.2-4040-45 204 396 134 40 40 825 217 160 5 150
93 120 151.2-5050-93 291 49.0 197 50 50.5 152.3 68.4 178 - -
Inch version
Dimensions, inch
Cutting edge height on
blades armax |Ordering code b1 be f1 h h4 ho hz I1 I 12
21 1.38 151.2-12-21M 730 730 5299 750 .750 1.790 430 3.150 .197 2.756
G 25 2.36 151.2-16-25M 730 .980 .5299 1.000 1.000 1.790 .430 4.720 .197 4.331
25 2.36 151.2-20-25M 730 1230 5299 1.250 1.250 2.150 .210 4.720 .197 4.331
25 2.36 151.2-24-25M 730  1.480 .5299 1.500 1.500 2.400 .200 4.720 197 4.331
45 3.93 151.2-20-45 .800 1.230 .5299 1.250 1.250 3.250 1.181 6.299 .197 5.906
45 3.93 151.2-24-45 .800 1.480 .5299 1.500 1.500 3.250 1.929 6.299 .197 5.906
93 4.20 151.2-32-93 1146 1.929 .7717 2.000 2.020 5.968 2.693 7.008 - -
Main spare parts
Tool block
mm Inch Clamp Clamp screw Key (mm)
151.2-2020-21M 151.2-12-21M 5412 120-01 3212 010-410 3021 010-060 (6.0)
H 151.2-2520-21 5412 120-01 3212 010-410 3021 010-060 (6.0)
151.2-2020-25 151.2-16-25M 5412 120-02 3212 010-411 3021 010-060 (6.0)
151.2-2520-25 151.2-20-25M 5412 120-02 3212 010-411 3021 010-060 (6.0)
151.2-3232-25 151.2-24-25M 5412 120-02 3212 010-411 3021 010-060 (6.0)
151.2-3232-45 151.2-20-45 5412 120-03 3212 010-412 3021 010-060 (6.0)
151.2-4040-45 151.2-24-45 5412 120-03 3212 010-412 3021 010-060 (6.0)
151.2-5050-93 151.2-32-93 5412 120-04 3212 010-464 3021 010-080 (8.0)
Coolant adaptor for tool blocks and adaptors
- Dimensions, mm, inch Assembling
ki il
. Cutting edge
I 'E' /i @ height on blades |Ordering code |bxy hyt hoy s s Ils  Dn
| }\ t hap Dl 21,25, 45 5691 050-011 17 10 28 26 16.2 17.2 GW"
hai) gt .669 .394 1.10 1.02 .638 .677 G%"

%“___
Ed
s

&
A==
Ordering example: 2 pieces 5691 050-011
Main spare parts
1 2 3
Nozzle Mounting screw Plug Key (mm) for plug Key (mm) for mounting screw
5691 029-02 3212 010-358 5519 055-01 3021 010-060 (6.0) 3021 010-050 (5.0)

B122 B2 J2
= S =
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CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING
CoroCut® 1- and 2-edge
Shank tools
Screw clamp
R/L123
-h1- f1 -
} 4
I ol
s Thac-
Notel! © A
When using CoroCut® 2-edged insert I
the a, of the insert gives the maximum
depth of cut.
-+ b~ Right hand style shown
Metric version
Dimensions, mm
ar
Main application max!) | Seat size? |Ordering code b f1 h hy 14 I3 Gauge inserts Nm3
8 D R/LF123D08-1212B 12 13 12 12 125 255 N123D2-0150- CM 2.5
- ﬁ 8 R/LF123D08-1616B 16 17 16 16 100 255 N123D2-0150- CM 2.5
B i i 8 R/LF123D08-2020B 20 21 20 20 125 255 N123D2-0150- CM 25
l IL!J 8 R/LF123D08-2525B 25 26 25 25 150 25.5 N123D2-0150- CM 2.5
RV AV 15 R/LF123D15-1616B 16 17 16 16 100 33.5 N123D2-0150- CM 3.5
15 R/LF123D15-2020B 20 21 20 20 125 33.5 N123D2-0150- CM 3.5
e : : : 15 R/LF123D15-2525B 25 26 25 25 150 33.5 N123D2-0150- CM 3.5
8 E R/LF123E08-1212B 12 13 12 12 125 255 N123E2-0200- CM 2.5
8 R/LF123E08-1616B 16 17 16 16 125 255 N123E2-0200- CM 2.5
8 R/LF123E08-2020B 20 21 20 20 125 255 N123E2-0200- CM 2.5
8 R/LF123E08-2525B 25 26 25 25 150 255 N123E2-0200- CM 2.5
12 R/LF123E12-1212B 12 13 12 12 125 30.5 N123E2-0200- CM 3.5
15 R/LF123E15-1616B 16 17 16 16 125 335 N123E2-0200- CM 4.0 G
15 R/LF123E15-2020B 20 21 20 20 125 33.5 N123E2-0200- CM 4.0
15 R/LF123E15-2525B 25 26 25 25 150 33.5 N123E2-0200- CM 4.0
10 F R/LF123F10-1212B 12 13 12 12 125 29 N123F2-0250- CM 3.0
10 R/LF123F10-1616B 16 17 16 16 125 29 N123F2-0250- CM 3.0
10 R/LF123F10-2020B 20 21 20 20 125 29 N123F2-0250- CM 3.0
10 R/LF123F10-2525B 25 26 25 25 150 29 N123F2-0250- CM 3.0
20 R/LF123F20-1616B 16 17 16 16 125 40 N123F2-0250- CM 4.0
20 R/LF123F20-2020B 20 21 20 20 125 40 N123F2-0250- CM 4.0
20 R/LF123F20-2525B 25 26 25 25 150 40 N123F2-0250- CM 4.0
20 R/LF123F20-3225B 25 26 32 32 170 40 N123F2-0250- CM 4.0
10 G R/LF123G10-1616B 16 17 16 16 125 30 N123G2-0300-CM 3.5
10 R/LF123G10-2020B 20 21 20 20 125 30 N123G2-0300-CM 3.5
10 R/LF123G10-2525B 25 26 25 25 150 30 N123G2-0300-CM 3.5
10 R/LF123G10-3225B 25 26 32 32 170 30 N123G2-0300-CM 3.5
12 R/LF123G12-1212B 12 13 12 12 125 32 N123G2-0300-CM 3.5 H
20 R/LF123G20-1616B 16 17 16 16 125 41 N123G2-0300-CM 5.0
20 R/LF123G20-2020B 20 21 20 20 125 41 N123G2-0300-CM 5.0
20 R/LF123G20-2525B 25 26 25 25 150 41 N123G2-0300-CM 5.0
20 R/LF123G20-3225B 25 26 32 32 170 41 N123G2-0300-CM 5.0
20 R/LF123G20-3232B 32 33 32 32 170 41 N123G2-0300-CM 5.0
13 H R/LF123H13-1616B 16 17 16 16 125 34 N123H2-0400- CM 4.5
13 R/LF123H13-2020BM 20 21 20 20 125 34 N123H2-0400- CM 4.5
13 R/LF123H13-2525BM 25 26 25 25 150 34 N123H2-0400- CM 4.5
13 R/LF123H13-3225BM 25 26 32 32 170 34 N123H2-0400- CM 4.5
13 R/LF123H13-3232BM 32 33 32 32 170 34 N123H2-0400- CM 4.5
25 R/LF123H25-1616B 16 17 16 16 125 47 N123H2-0400- CM 7.0
25 R/LF123H25-2020BM 20 21 20 20 125 47 N123H2-0400- CM 7.0
25 R/LF123H25-2525BM 25 26 25 25 150 47 N123H2-0400- CM 7.0
25 R/LF123H25-3225BM 25 26 32 32 170 47 N123H2-0400- CM 7.0
25 R/LF123H25-3232BM 32 33 32 32 170 47 N123H2-0400- CM 7.0 |
13 J R/LF123J13-2020BM 20 21 20 20 125 34 N123J2-0500- CM 5.0
13 R/LF123J13-2525BM 25 26 25 25 150 34 N123J2-0500- CM 5.0
13 R/LF123J13-3225BM 25 26 32 32 170 34 N123J2-0500- CM 5.0
13 R/LF123J13-3232BM 32 33 32 32 170 34 N123J2-0500- CM 5.0
32 R/LF123J32-2525BM 25 26 25 25 150 57 N123J2-0500- CM 7.5
32 R/LF123J32-3225BM 25 26 32 32 170 57 N123J2-0500- CM 7.5
32 R/LF123J32-3232BM 32 33 32 32 170 57 N123J2-0500- CM 7.5
) ar max. for holder. For max stability choose a holder with shortest possible ar. R = Right hand, L = Left hand
2) To correspond with seat size on insert. N = Neutral

3 Insert tightening torque Nm. Use torque wrench, see page B109.

Continued ... |
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge
Shank tools
Screw clamp

N3 - NHNI1

R/L123
h1— f1"' - f.l -
} i}
[]
I = ! &
Note! Jle i ls @~
When using CoroCut® 2-edged insert the a, of the I I -
insert gives the maximum depth of cut.
h-= b o] e ) =
... Continued Right hand style shown Neutral
Metric version
Dimensions, mm
ar
Main application max") | Seat size? |Ordering code b fi h hy 14 I3 Gauge inserts Nm3)
16 K R/LF123K16-2525BM 25 26 25 25 150 39 N123K2-0600-CR 515
16 R/LF123K16-3225BM 25 26 32 32 170 39 N123K2-0600-CR 5.5
- 16 R/LF123K16-3232BM 32 33 32 32 170 39 N123K2-0600-CR 55
32 R/LF123K32-2525BM 25 26 25 25 150 58 N123K2-0600-CR 7.5
32 R/LF123K32-3225BM 25 26 32 32 170 58 N123K2-0600-CR 7.5
32 R/LF123K32-3232BM 32 33 32 32 170 58 N123K2-0600-CR 7.5
16 L R/LF123L16-2525BM 25 26 25 25 150 M N123L2-0800- GM 6.5
25 R/LF123L25-2525BM 25 26 25 25 150 52 N123L2-0800- GM 7.0
25 R/LF123L25-3225BM 25 26 32 32 170 52 N123L2-0800- GM 7.0
G 32 R/LF123L32-3225BM 25 26 32 32 170 60 N123L2-0800- GM 7.5
32 R/LF123L32-3232BM 32 33 32 32 170 60 N123L2-0800- GM 7.5
N 25 J NF123J25-2525BM 25 15 25 25 150 52.2 N123J2-0600- RM 6.0
= 25 NF123J25-3225BM 25 15 32 32 170 52.2 N123J2-0600- RM 6.0
ke 32 M R/LF123M32-3232B 32 34 32 32 250 63.9 N123M1-1100-GM 9.0
= = 32 R/LF123M32-4040B 40 422 40 40 250 63.9 N123M1-1100-GM 9.0
50 R/LF123M50-4040B 40 42 40 40 250 63.9 N123M1-1100-GM 4.5
' 32 NF123M32-4040B 40 257 40 40 250 63.9 N123M1-1100-GM 9.0
N 32 R R/LF123R32-3232B 32 345 32 32 250 71.3 N123R1-1500-GR 10.0
= 32 R/LF123R32-4040B 40 425 40 40 250 71.3 N123R1-1500-GR 10.0
- 50 R/LF123R50-4040B 40 425 40 40 250 713 N123R1-1500-GR 4.5
= %ﬂ 32 NF123R32-4040B 40 275 40 40 250 71.3 N123R1-1500-GR 10.0
t
1) a, max. for holder. For max stability choose a holder with shortest possible ar. R = Right hand, L = Left hand
2) To correspond with seat size on insert. N = Neutral
3 Insert tightening torque Nm. Use torque wrench, see page B109.
Main spare parts
I Shank holder size ar ar
Seat size metric inch mm inch Screw Key (Torx Plus)
D,E,FG 1212 08 3212 012-257 5680 043-14 (20IP)
D,E,F 1616-3225 10-20 3212 012-259 5680 043-14 (20IP)
G 1616 - 3212 012-309 5680 043-15 (25IP)
G 2020-3232 12-20 3212 012-310 5680 043-15 (25IP)
H 1616 - 3212 012-309 5680 043-15 (25IP)
H, J,K, L 2020-3232 12-24 5512 044-01 5680 043-17 (30IP)
M 3232-4040 20-24 32 1.260 5512 044-01 5680 048-07 (30IP)
M 4040 24 50 2.000 5512 046-01 5680 043-15 (25IP)
R 3232-4040 20-24 32 1.260 5512 044-01 5680 048-07 (30IP)
R 4040 24 50 2.000 3212 012-311 5680 043-15 (25IP)
J
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING
CoroCut® 1- and 2-edge
Shank tools
Screw clamp
R/L123
-h1- f1 -
: _t
I ol
3 (b
Notel! © A
When using CoroCut® 2-edged insert I
the a, of the insert gives the maximum
depth of cut.
-+ b~ Right hand style shown
Inch version
Dimensions, inch
ar
Main application max!) | Seat size? |Ordering code b f1 h hy 14 I3 Gauge inserts ft-lbsd
315 D R/LF123D032-08B 500 512 .500 .500 4.500 1.000 N123D2-0150- CM 1.8
- ﬁ .320 RF123D032-10B 625 670 .625 .625 4.500 1.000 N123D2-0150- CM 1.8
el e ey 'i i'l .320 R/LF123D032-12B .750 .825 750 .750 4.500 1.000 N123D2-0150- CM 1.8
l IL!J .320 R/LF123D032-16B 1.000 1.028 1.000 1.000 5.000 1.000 N123D2-0150- CM 1.8
U W .590 RF123D059-10B 625 670 .625 .625 4.500 1.320 N123D2-0150- CM 2.6
.590 R/LF123D059-12B .750 .827 750 .750 4.500 1.320 N123D2-0150- CM 2.6
(=] & .590 R/LF123D059-16B 1.000 1.028 1.000 1.000 6.000 1.320 N123D2-0150- CM 2.6
.320 E R/LF123E032-08B 500 512 .500 .500 4.500 1.004 N123E2-0200- CM 1.8
.320 R/LF123E032-10B 625 669 .625 .625 4.500 1.004 N123E2-0200- CM 1.8
.320 R/LF123E032-12B 750 .827 750 .750 4.500 1.004 N123E2-0200- CM 1.8
.320 R/LF123E032-16B 1.000 1.024 1.000 1.000 5.000 1.004 N123E2-0200- CM 1.8 G
.590 R/LF123E059-08B 500 512 .500 .500 4.500 1.319 N123E2-0200- CM 3.0
.590 R/LF123E059-10B 625 669 .625 .625 4.500 1.319 N123E2-0200- CM 3.0
.590 R/LF123E059-12B .750 .827 750 .750 5.000 1.319 N123E2-0200- CM 3.0
.590 R/LF123E059-16B 1.000 1.024 1.000 1.000 6.000 1.319 N123E2-0200- CM 3.0
400 F R/LF123F040-10B 625 669 .625 .625 4.500 1.142 N123F2-0250- CM 2.2
400 R/LF123F040-12B .750 .827 750 .750 4.500 1.142 N123F2-0250- CM 2.2
.400 R/LF123F040-16B 1.000 1.024 1.000 1.000 5.000 1.142 N123F2-0250- CM 2.2
400 R/LF123F040-20B 1.250 1.299 1.250 1.250 6.000 1.142 N123F2-0250- CM 2.2
.790 R/LF123F079-10B 625 669 .625 .625 4.500 1.575 N123F2-0250- CM 3.0
.790 R/LF123F079-12B .750 .827 .750 .750 5.000 1.575 N123F2-0250- CM 3.0
.790 R/LF123F079-16B 1.000 1.024 1.000 1.000 6.000 1.575 N123F2-0250- CM 3.0
.790 R/LF123F079-20B 1.250 1.299 1.250 1.250 6.000 1.575 N123F2-0250- CM 3.0
.394 G R/LF123G040-10B 625 669 .625 .625 4.500 1.181 N123G2-0300-CM 2.6
.400 R/LF123G040-12B .750 .827 .750 .750 4.500 1.181 N123G2-0300-CM 2.6 H
.400 R/LF123G040-16B 1.000 1.024 1.000 1.000 5.000 1.181 N123G2-0300-CM 2.6
.400 R/LF123G040-20B 1.250 1.299 1.250 1.250 6.000 1.181 N123G2-0300-CM 2.6
.790 R/LF123G079-12B .750 .827 .750 .750 5.000 1.614 N123G2-0300-CM 3.7
.790 R/LF123G079-16B 1.000 1.024 1.000 1.000 6.000 1.614 N123G2-0300-CM 3.7
.790 R/LF123G079-20B 1.250 1.299 1.250 1.250 6.000 1.614 N123G2-0300-CM 3.7
.510 H R/LF123H051-12BM .750 .827 750 .750 4.500 1.338 N123H2-0400- CM 3.3
510 R/LF123H051-16BM 1.000 1.024 1.000 1.000 5.000 1.338 N123H2-0400- CM 3.7
.510 R/LF123H051-20BM 1.250 1.299 1.250 1.250 6.000 1.338 N123H2-0400- CM 3.7
512 R/LF123H051-10B 625 669 .625 .625 4.500 1.339 N123H2-0400- CM 3.3
.980 R/LF123H098-12BM .750 .827 .750 .750 5.000 1.850 N123H2-0400- CM 4.1
.980 R/LF123H098-16BM 1.000 1.024 1.000 1.000 6.000 1.850 N123H2-0400- CM 5.2
.980 R/LF123H098-20BM 1.250 1.299 1.250 1.250 6.000 1.850 N123H2-0400- CM 5.2
510 J R/LF123J051-16BM 1.000 1.024 1.000 1.000 5.000 1.338 N123J2-0500- CM 3.7
510 R/LF123J051-20BM 1.250 1.299 1.250 1.250 6.000 1.338 N123J2-0500- CM 3.7 I
1.260 R/LF123J126-16BM 1.000 1.024 1.000 1.000 6.000 2.244 N123J2-0500- CM 55
1.260 R/LF123J126-20BM 1.250 1.299 1.250 1.250 6.000 2.244 N123J2-0500- CM 515
1.260 R/LF123J126-24BM 1.500 1.614 1.500 1.500 8.000 2.244 N123J2-0500- CM 5.5
1) a, max. for holder. For max stability choose a holder with reinforced design. R = Right hand, L = Left hand

2) To correspond with seat size on insert.

3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

Continued ...
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge
Shank tools
Screw clamp

N3 - NHNI1

R/L123
h1" f-‘ ™ - f.l -
} i .
|‘ o ar I ar
Note! Jle B ls @~
When using CoroCut® 2-edged insert the ar of I I o
the insert gives the maximum depth of cut.
... Continued Right hand style shown Neutral
C Inch version
Dimensions, inch
ar
Main application max') | Seat size? |Ordering code b f1 h hy 14 I3 Gauge inserts ft-lbs3)
.630 K R/LF123K063-16BM 1.000 1.024 1.000 1.000 5.000 1.535 N123K2-0600-CR 4.1
] .630 R/LF123K063-20BM 1.250 1.299 1.250 1.250 6.000 1.535 N123K2-0600-CR 4.1
=l iy - 1.260 R/LF123K126-16BM 1.000 1.024 1.000 1.000 6.000 2.283 N123K2-0600-CR 515
1.260 R/LF123K126-20BM 1.250 1.299 1.250 1.250 6.000 2.283 N123K2-0600-CR 5.5
1 1.260 R/LF123K126-24BM 1.500 1.614 1.500 1.500 8.000 2.283 N123K2-0600-CR 5.5
.630 L R/LF123L063-16BM 1.000 1.028 1.000 1.000 6.000 1.600 N123L2-0800- GM 4.8
e m 1.000 R/LF123L100-16BM 1.000 1.028 1.000 1.000 6.000 2.000 N123L2-0800- GM 5.2
1.000 R/LF123L100-20BM 1.250 1.300 1.250 1.250 6.000 2.000 N123L2-0800- GM 5.2
G 1.380 R/LF123L138-20BM 1.250 1.300 1.250 1.250 7.000 2.400 N123L2-0800- GM 5.5
1.380 R/LF123L138-24BM 1.500 1.614 1.500 1.500 8.000 2.400 N123L2-0800- GM 5.5
] 1.260 M R/LF123M125-20B 1.250 1.339 1.250 1.250 10.00 2.516 N123M1-1100-GM 6.6
- 1.260 R/LF123M125-24B 1.500 1.583 1.500 1.500 10.00 2.516 N123M1-1100-GM 6.6
THC 2.000 R/LF123M200-24B 1.500 1.575 1.500 1.500 10.00 2.516 N123M1-1100-GM 3.3
%ﬂ 1.260 NF123M125-24B 1.500 .972 1.500 1.500 10.00 2.516 N123M1-1100-GM 6.6
] 1.260 R R/LF123R125-20B 1.250 1.346 1.250 1.250 10.00 2.807 N123R1-1500-GR 7.4
- 1.260 R/LF123R125-24B 1.500 1.602 1.500 1.500 10.00 2.807 N123R1-1500-GR 7.4
TH" 2.000 R/LF123R200-24B 1.500 1.598 1.500 1.500 10.00 2.807 N123R1-1500-GR 3.3
%ﬂ 1.260 NF123R125-24B 1.500 1.043 1.500 1.500 10.00 2.807 N123R1-1500-GR 7.4
) a, max. for holder. For max stability choose a holder with reinforced design. R = Right hand, L = Left hand
2) To correspond with seat size on insert.
3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109. N = Neutral
Main spare parts
Shank holder size ar ar
Seat size metric inch mm inch Screw Key (Torx Plus)
D,E,FG 1212 08 3212 012-257 5680 043-14 (20IP)
D,E F 1616-3225 10-20 3212 012-259 5680 043-14 (20IP)
G 1616 - 3212 012-309 5680 043-15 (25IP)
G 2020-3232 12-20 3212 012-310 5680 043-15 (25IP)
H 1616 - 3212 012-309 5680 043-15 (25IP)
H, J,K, L 2020-3232 12-24 5512 044-01 5680 043-17 (30IP)
M 3232-4040 20-24 32 1.260 5512 044-01 5680 048-07 (30IP)
M 4040 24 50 2.000 5512 046-01 5680 043-15 (25IP)
R 3232-4040 20-24 32 1.260 5512 044-01 5680 048-07 (30IP)
R 4040 24 50 2.000 3212 012-311 5680 043-15 (25IP)
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING
CoroCut® 1- and 2-edge
Swiss shank tools for small part machining
Screw clamp
R/LF123 -S
Dm ,/'"\\
f-' =

Note! —
When using CoroCut® 2-edged insert the a, of the I
insert gives the maximum depth of cut.

bl

Shank holders for QS-holding system see page A242.

Right hand style shown C
Metric version
Dimensions, mm
D ar
Main application max max! |Seat size? |Ordering code b il h h4 11 I3 Gauge inserts Nm3)
20 10 D R/LF123D10-1010B-S 10 10 10 10 125 21.6 N123D2-0150- CM 25
22 11 R/LF123D11-1212B-S 12 12 12 12 125 22.6 N123D2-0150- CM 2.5
16 8 R/LF123D08-1616B-S 16 16 16 16 125 19.6 N123D2-0150- CM 225)
34 17 R/LF123D17-1616B-S 16 16 16 16 125 28.6 N123D2-0150- CM 2.5
20 10 B R/LF123E10-1010B-S 10 10 10 10 125 21.6 N123E2-0200- CM 25
22 11 R/LF123E11-1212B-S 12 12 12 12 125 22.6 N123E2-0200- CM 2.5
t 22 11 R/LF123E11-1616B-S 16 16 16 16 125 22.6 N123E2-0200- CM 25 G
34 17 R/LF123E17-1616B-S 16 16 16 16 125 28.6 N123E2-0200- CM 25
20 10 F R/LF123F10-1010B-S 10 10 10 10 125 21.6 N123F2-0250- CM 25
30 15 R/LF123F15-1212B-S 12 12 12 12 125 20 N123F2-0250- CM 2.5
34 17 R/LF123F17-1616B-S 16 16 16 16 125 28.6 N123F2-0250- CM 225)
34 17 G R/LF123G17-1616B-S 16 16 16 16 125 28.6 N123G2-0300-CM 3.0
Inch version
Dimensions, inch
Dn, ar
Main application max max") | Seat size? |Ordering code b f1 h h4 14 I3 Gauge inserts ft-lbs4
.780  .390 D R/LF123D039-06B-S 375 375 375 .375 5.000 .847 N123D2-0150- CM 1.8
.860  .430 R/LF123D043-08B-S 500 .500 .500 .500 5.000 .887 N123D2-0150- CM 1.8 H
.640  .320 R/LF123D032-10B-S 625 625 625 .625 5.000 .777 N123D2-0150- CM 1.8
1.340 .670 R/LF123D067-10B-S 625 625 .625 .625 5.000 1.127 | N123D2-0150- CM 1.8
.780  .390 E R/LF123E039-06B-S 375 375 375 375 5.000 .847 N123E2-0200- CM 1.8
.860  .430 R/LF123E043-08B-S 500 .500 .500 .500 5.000 .887 N123E2-0200- CM 1.8
t .860  .430 R/LF123E043-10B-S .625 625 625 .625 5.000 .887 N123E2-0200- CM 1.8
1.340 .670 R/LF123E067-10B-S .625 625 625 .625 5.000 1.127 N123E2-0200- CM 1.8
.780  .390 7 R/LF123F039-06B-S 375 375 375 375 5.000 .847 N123F2-0250- CM 1.8
1.180 .590 R/LF123F059-08B-S 500 .500 .500 .500 5.000 1.047 N123F2-0250- CM 1.8
1.340 .670 R/LF123F067-10B-S .625 625 625 .625 5.000 1.127 N123F2-0250- CM 1.8
1.340 .670 G R/LF123G067-10B-S 625 625 625 .625 5.000 1.127 N123G2-0300-CM 2.2
") ar max. for holder R = Right hand, L = Left hand
2) To correspond with seat size on insert.
3) Insert tightening torque Nm. Use torque wrench, see page B109. |
4) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.
Main spare parts
Shank holder size
Seat size Metric Inch Screw Key (Torx Plus)
D,E F 1010 06 5513 021-07 5680 043-13 (15IP)
D,E F 1212 08 5513 021-07 5680 043-13 (15IP)
D,E,FG 1616 10 5513 021-04 5680 043-13 (15IP)
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge

Reinforced shank tools for parting off, with reduced f; offset.
Screw clamp

R/LF123 Reinforced

f'|""
- _t
ar
Note! / i
When using CoroCut® 2-edged insert the a, of the b
insert gives the maximum depth of cut.
eyl

Right hand style shown

(C  Metric version

N3 - NHNI1

Dimensions, mm
D ar
Main application max max! |Seat size? |Ordering code b f1 h h4 14 I3 Gauge inserts Nm3)
34 17 E R/LF123E17-2020D 20 20.5 20 20 125 355 N123E2-0200- CM 4.0
34 17 F R/LF123F17-2020D 20 20.5 20 20 125 37 N123F2-0250- CM 4.0
34 17 R/LF123F17-2525D 25 25.5 25 25 150 37 N123F2-0250- CM 4.0
44 22 G R/LF123G22-2020D 20 20.6 20 20 125 43 N123G2-0300-CM 5.0
44 22 R/LF123G22-2525D 25 25.6 25 25 150 43 N123G2-0300-CM 5.0
m 44 22 H R/LF123H22-2020D 20 20.6 20 20 125 44 N123H2-0400- CM 6.0
44 22 R/LF123H22-2525D 25 25.6 25 25 150 44 N123H2-0400- CM 6.0
G Inch version
Dimensions, inch
D ar
Main application max max! |Seat size? |Ordering code b f1 h h4 14 I3 Gauge inserts ft-lbs4)
1.340 .670 E R/LF123E067-12D 750 770 .750 .750 5.000 1.398 N123E2-0200- CM 3.0
1.340 .670 F R/LF123F067-12D 750 .770 .750 .750 5.000 1.458 N123F2-0250- CM 3.0
1.340 .670 R/LF123F067-16D 1.000 1.020 1.000 1.000 5.000 1.458 N123F2-0250- CM 3.0
1.740 .870 G R/LF123G087-12D 750 774 750 .750 5.000 1.697 N123G2-0300-CM 3.7
1.740 .870 R/LF123G087-16D 1.000 1.024 1.000 1.000 5.000 1.697 N123G2-0300-CM 3.7
m 1.740 .870 H R/LF123H087-12D 750 774 750 .750 5.000 1.736 N123H2-0400- CM 4.4
1.740 .870 R/LF123H087-16D 1.000 1.024 1.000 1.000 5.000 1.736 N123H2-0400- CM 4.4
H ) ar max. for holder R = Right hand, L = Left hand

2) To correspond with seat size on insert.
3) Insert tightening torque Nm. Use torque wrench, see page B109.

4) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

Main spare parts

Shank holder size
I Seat size Metric Inch Screw Key (Torx Plus)
E,F 2020-2525 12-16 3212 012-257 5680 043-14 (20IP)
G 2020-2525 12-16 3212 012-310 5680 043-15 (25IP)
H 2020 12 5512 044-01 5680 043-15 (25IP)
H 2525 16 5512 044-01 5680 043-17 (30IP)
J
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING

CoroCut® 1- and 2-edge

Shank tools for profiling
Screw clamp

Shank, 0° style Shank, 0° style Shank, 7° style Shank, 45° style Shank, 70° style
NF123 R/LF123 R/LX128...-007 R/LX128...-045 R/LX128...-070
= 45 70°7
h - <h f, ~h . <lk . rh
1 —*I f.l . h1 f1 - 1 . 1 _*. 1 1 f. 1
T ¥ 4 a I T
a, f a, ay I3 r@\
/ 4 Iy T / a
3 © f3 T l *3 L
Y l b I — I l
h
le-fy = o -h e = -h e -~ --h-l
h <h b~
Neutral style Right hand style shown Note! When using CoroCut® 2-edged insert the a, of the
insert gives the maximum depth of cut.
Metric version
Dimensions, mm
ar
Main application max") |Shank style| Seat size? |Ordering code b f1 h hy I1 I3 Gauge inserts Nm3)
25 0° J NF123J25-2525BM 25 15 25 25 150 52.2 N123J2-0600- RM 6.0
25 0° NF123J25-3225BM 25 15 32 32 170 52.2 N123J2-0600- RM 6.0 G
22 0° J R/LF123J22-2525B 25 26 25 25 150 51.5 N123J2-0600- RM 6.0
25 7° L R/LX123L25-2525B-007 25 32 25 25 190 63.7 N123L2-0800- RM 6.5
25 7° R/LX123L25-3232B-007 32 40 32 32 190 63.7 N123L2-0800- RM 6.5 H
4 45° G R/LX123G04-2020B-045 20 24 20 20 150 411 N123G2-0400- RM 4.5
4 45° R/LX123G04-2525B-045 25 29 25 25 150 411 N123G2-0400- RM 4.5
5 45° J R/LX123J05-2020B-045 20 25 20 20 150 449 N123J2-0600- RM 5.0
5 45° R/LX123J05-2525B-045 25 30 25 25 150 44.9 N123J2-0600- RM 5.0
5 45° R/LX123J05-3225B-045 25 30 32 32 150 44.9 N123J2-0600- RM 5.0
16 70° J R/LX123J16-2525B-070 25 41.7 25 25 190 40 N123J2-0600- RM 5.0
16 70° R/LX123J16-3232B-070 32 48.7 32 32 190 40 N123J2-0600- RM 5.0

) a, max. for holder
2) To correspond with seat size on insert.

3 Insert tightening torque Nm. Use torque wrench, see page B109.

N = Neutral, R = Right hand, L = Left hand

Seat size Shank holder size Screw Key (Torx Plus)

G 2020-2525 3212 012-309 5680 043-15 (25IP)

J (NF) 2525-3225 5512 044-01 5680 043-17 (30IP) J
J, L 2020-3232 3212 012-360 5680 043-17 (30IP)
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge

Shank tools for profiling
Screw clamp

Shank, 7° style Shank, 45° style Shank, 70° style

RX123...-007 R/LX123...-045 R/LX128...-070

7 45 70°7 |

~hy f1*_J,_ [*h4 \Q‘G*‘ fa— <hy
j a ! s |
Cl I
Iy T I3 r—%\ P ar ®
Note! When using CoroCut® 2-edged / l / I I,

1 1

insert the aof the insert gives the
maximum depth of cut.

L h b b kb b Lnd

Right hand style shown

N3 - NHNI1

Inch version
Dimensions, inch

Main application ar max'|Shank style| Seat size? |Ordering code b f1 h hy 14 I3 Gauge inserts ft-lbsd)
.945 7° L RX123L095-16B-007 1.000 1.252 1.000 1.000 7.480 2.500 | N123L2-0800-RM | 3.5
157 45° G R/LX123G016-12B-045 .750 .921 .750 750 5906 1.701 | N123G2-0400-RM | 3.3
157 45° R/LX123G016-16B-045 1.000 1.173 1.000 1.000 5.906 1.701 | N123G2-0400- RM | 3.3
197 45° J R/LX123J020-12B-045 .750 .961 .750 750 5906 1.902 | N123J2-0600- RM | 3.7
197 45° R/LX123J020-16B-045 1.000 1.213 1.000 1.000 6.693 1.902 | N123J2-0600- RM | 3.7
197 45° R/LX123J020-20B-045 1250 1.461 1.250 1.250 6.693 1.902 | N123J2-0600- RM | 3.7
.630 70° J R/LX123J062-16B-070 1.000 1.669 1.000 1.000 7.480 1.575 | N123J2-0600-RM | 3.7
.630 70° R/LX123J062-20B-070 1250 1.917 1.250 1.250 7.480 1.575 | N123J2-0600-RM | 3.7

1) a, max. for holder N = Neutral, R = Right hand, L = Left hand

2) To correspond with seat size on insert.

3 Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

Main spare parts

Seat size Shank holder size Screw Key (Torx Plus)
G 12-16 3212 012-309 5680 043-15 (25IP)
J, L 12-20 3212 012-360 5680 043-17 (30IP)
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING
CoroCut® 1- and 2-edge
Shank tools for shallow grooving and face grooving
Screw clamp
Shank, 0° style Shank, 90° style
R/LF123 R/LG123
a [=h f a e fy—~
jr_ ! ! _trz ™ h] - ;
T 7 e
I3 F® ! \
il I E
’1 [ |
1'.1 aé
Right hand style shown
Metric version ~h~ b~
Dimensions, mm
Shank Seat
Main application armax  ap style size’) |Ordering code b f1 h h1 14 I3 Gauge inserts Nm?2
3.5 7 0° G R/LF123G07-1616C 16 21 16 16 125 27 | N123G2-0300-CM 3.5
an 3.5 7 0° R/LF123G07-2020C 20 21 20 20 125 27 | N123G2-0300-CM 3.5
— 3.5 7 0° R/LF123G07-2525C 25 26 25 25 150 27 | N123G2-0300-CM 3.5
4.5 8 0° K R/LF123K08-2020C 20 21 20 20 125 30 | N123K2-0600-CR 4.5
(=] 4.5 8 0° R/LF123K08-2525CM 25 26 25 25 150 30 | N123K2-0600-CR 4.5
3.5 7 90° G R/LG123G07-1616C 16 25 16 16 125 23.5 | N123G2-0300-CM 3.5
3.5 7 90° R/LG123G07-2020C 20 29 20 20 125 23.5| N123G2-0300-CM 3.5
<] 1ar2 3.5 7 90° R/LG123G07-2525C 25 34 25 25 150 23.5 | N123G2-0300-CM 3.5
45 8 90° K R/LG123K08-2020C 20 30 20 20 125 28.7 | N123K2-0600-CR 45
4.5 8 90° R/LG123K08-2525CM 25 34 25 25 150 28.7 | N123K2-0600-CR 4.5
Inch version G
Dimensions, inch
Shank Seat
Main application armax | ap style size!) |Ordering code b f1 h hy 14 I3 Gauge inserts ft-lbsd
A77 | 276 0° G R/LF123G028-10C .625 .669 .625 .625 5.000 1.063| N123G2-0300-CM 3.0
an 177 | 276 0° R/LF123G028-12C .750 .787 .750 .750 5.000 1.063| N123G2-0300-CM 3.0
— 138 | .276 0° R/LF123G028-16C 1.000 1.024 1.000 1.000 6.000 1.063| N123G2-0300-CM 3.0
by A77 .315 0° K R/LF123K032-12C .750 .787 .750 .750 5.000 1.181| N123K2-0600-CR 4.1
(=] A77 | 315 0° R/LF123K032-16CM 1.000 1.024 1.000 1.000 6.000 1.181| N123K2-0600-CR 4.1
138 | .276 90° G R/LG123G028-10C 625 .984 .625 .625 5.000 .925 | N123G2-0300-CM 2.6
138 | .276 90° R/LG123G028-12C 750 1.142 .750 .750 5.000 .925 | N123G2-0300-CM 2.6 H
@ 1af2 138 | .276 90° R/LG123G028-16C 1.000 1.339 1.000 1.000 6.000 .925 | N123G2-0300-CM 2.6
177 | 315 90° K R/LG123K032-12C .750 1.142 .750 .750 5.000 1.130| N123K2-0600-CR 2.4
177 | 315 90° R/LG123K032-16CM 1.000 1.339 1.000 1.000 6.000 1.130| N123K2-0600-CR 2.4
1) Shallow grooving holders can take several insert sizes. Holder with seat size G can take insert size E, F and G. Holders R = Right hand, L = Left hand
with seat size K can take insert size H, J and K. Please note fi and /3 dimensions above are valid when using G resp. K
insert size.

n

Insert tightening torque Nm. Use torque wrench, see page B109.
Insert tightening torque ft-lbs. Use torque wrench, see page B109.

8

Shallow grooving holder for face grooving

Insert seat  |First cut diameter Max cutting depth First cut diameters
size
Holder seat Min - Max
sizel) mm inch mm inch 123-GM, -TF, -CM, -RM, -TM min.
G E 100 — » 3.937 - 3.5 138 I
F 83 - 3.268 — © 3.5 138 max.
G 57 —» 2.244 — o 3.5 .138
K H 46 — o 1.811 - 4.5 A77
J 46 — o 1.811 - 4.5 A77
K 46 — o 1.811 - 4.5 A77
Main spare parts
Seat size Screw Key (Torx Plus) .J
G 3212 012-310 5680 043-15 (25IP)
K 5512 044-01 5680 043-17 (30IP)

B110 G6 B2 E J2
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge

Shank tools for face grooving
Screw clamp

N3 - NHNI1

Shank, 90° style Shank, 0° style First cut diameters
R/LG123 R/LF123
f1—= ~h i~
h ! ! _ Tt min.
Note! , o ar max.
When using CoroCut® 2-edged b a i le
insert the a, of the insert gives the |
maximum depth of cut. Iy h
Right hand style shown
Metric version ~h ~ b~ ~h aleae
First cut diameter, Dimensions, mm
mm
Shank | Seat
Main application min  max armax | style size) |Ordering code b f1 h hy 14 I3 Gauge inserts Nm2)
40 60 13 90° H R/LG123H13-2525B-040BM 25 40 25 25 150 25.9 | N123H2-0400- TF 2.8
52 72 13 90° R/LG123H13-2525B-052BM 25 40 25 25 150 25.9 | N123H2-0400- TF 4.3
64 100 13 90° R/LG123H13-2525B-064BM 25 40 25 25 150 25.9 | N123H2-0400- TF 3.2
92 140 13 90° R/LG123H13-2525B-092BM 25 40 25 25 150 25.9 | N123H2-0400- TF 3.7
132 230 13 90° R/LG123H13-2525B-132BM 25 40 25 25 150 25.9 | N123H2-0400- TF 4.0
220 500 13 90° R/LG123H13-2525B-220BM 25 40 25 25 150 25.9 | N123H2-0400- TF 4.3
300 1100 13 90° R/LG123H13-2525B-300BM 25 40 25 25 150 25.9 | N123H2-0400- TF 4.3
64 100 20 90° R/LG123H20-2525B-064BM 25 47 25 25 150 26.9 | N123H2-0400- TF 4.3
92 140 20 90° R/LG123H20-2525B-092BM 25 47 25 25 150 26.9 | N123H2-0400- TF 5.0
G 132 230 20 90° R/LG123H20-2525B-132BM 25 47 25 25 150 26.9 | N123H2-0400- TF 5.3
58 100 20 90° K R/LG123K20-2525B-058BM 25 47 25 25 150 30.65| N123K2-0600- TF 41
88 180 20 90° R/LG123K20-2525B-088BM 25 47 25 25 150 30.65| N123K2-0600- TF 4.9
168 400 20 90° R/LG123K20-2525B-168BM 25 47 25 25 150 30.65| N123K2-0600- TF 518
50 80 20 90° L R/LG123L20-2525B-050BM 25 47 25 25 150 41.4 | N123L2-0800- TF 4.7
75 150 20 90° R/LG123L20-2525B-075BM 25 47 25 25 150 41.4 | N123L2-0800- TF 5.4
140 400 20 90° R/LG123L20-2525B-140BM 25 47 25 25 150 41.4 | N123L2-0800- TF 6.2
34 44 12 0° G R/LF123G12-2020B-034B 20 21 20 20 125 32 | N123G2-0300- TF 21
38 48 12 0° R/LF123G12-2020B-038B 20 21 20 20 125 32 | N123G2-0300- TF 2.1
42 60 13 0° R/LF123G13-2020B-042B 20 21 20 20 125 33 | N123G2-0300- TF 2.2
E 54 75 13 0° R/LF123G13-2020B-054B 20 21 20 20 125 33 | N123G2-0300- TF 2.3
67 100 13 0° R/LF123G13-2020B-067B 20 21 20 20 125 33 | N123G2-0300- TF 2.6
90 160 13 0° R/LF123G13-2020B-090B 20 21 20 20 125 33 | N123G2-0300- TF 2.9
130 300 13 0° R/LF123G13-2020B-130B 20 21 20 20 125 33 | N123G2-0300- TF 3.1
34 44 12 0° R/LF123G12-2525B-034B 25 26 25 25 150 32 | N123G2-0300- TF 2.1
H 38 48 12 0° R/LF123G12-2525B-038B 25 26 25 25 150 32 | N123G2-0300- TF 2.1
42 60 19 0° R/LF123G19-2525B-042B 25 26 25 25 150 40 N123G2-0300- TF 3.2
54 75 19 0° R/LF123G19-2525B-054B 25 26 25 25 150 40 | N123G2-0300- TF 3.4
67 100 22 0° R/LF123G22-2525B-067B 25 26 25 25 150 43 N123G2-0300- TF 3.7
90 160 22 0° R/LF123G22-2525B-090B 25 26 25 25 150 43 | N123G2-0300- TF 4.2
130 300 22 0° R/LF123G22-2525B-130B 25 26 25 25 150 43 | N123G2-0300- TF 4.5
40 60 13 0° H R/LF123H13-2020B-040BM 20 21 20 20 125 34 | N123H2-0400- TF 2.8
52 72 13 0° R/LF123H13-2020B-052BM 20 21 20 20 125 34 | N123H2-0400- TF 3.0
64 100 13 0° R/LF123H13-2020B-064BM 20 21 20 20 125 34 | N123H2-0400- TF 3.2
92 140 13 0° R/LF123H13-2020B-092BM 20 21 20 20 125 34 | N123H2-0400- TF 3.7
132 230 13 0° R/LF123H13-2020B-132BM 20 21 20 20 125 34 | N123H2-0400- TF 4.0
220 500 13 0° R/LF123H13-2020B-220BM 20 21 20 20 125 34 N123H2-0400- TF 4.3
40 60 13 0° R/LF123H13-2525B-040BM 25 26 25 25 150 34 | N123H2-0400- TF 2.8
52 72 13 0° R/LF123H13-2525B-052BM 25 26 25 25 150 34 | N123H2-0400- TF 3.0
| 64 100 13 0° R/LF123H13-2525B-064BM 25 26 25 25 150 34 | N123H2-0400- TF 3.2
92 140 13 0° R/LF123H13-2525B-092BM 25 26 25 25 150 34 | N123H2-0400- TF 3.7
132 230 13 0° R/LF123H13-2525B-132BM 25 26 25 25 150 34 | N123H2-0400- TF 4.0
220 500 13 0° R/LF123H13-2525B-220BM 25 26 25 25 150 34 | N123H2-0400- TF 4.3
300 1100 13 0° R/LF123H13-2525B-300BM 25 26 25 25 150 34 | N123H2-0400- TF 4.3
40 60 20 0° R/LF123H20-2525B-040BM 25 26 25 25 150 42 N123H2-0400- TF 3.8
52 72 20 0° R/LF123H20-2525B-052BM 25 26 25 25 150 42 | N123H2-0400- TF 4.0
64 100 25 0° R/LF123H25-2525B-064BM 25 26 25 25 150 47 | N123H2-0400- TF 4.3
92 140 25 0° R/LF123H25-2525B-092BM 25 26 25 25 150 47 | N123H2-0400- TF 5.0
132 230 25 0° R/LF123H25-2525B-132BM 25 26 25 25 150 47 | N123H2-0400- TF 5.3
220 500 25 0° R/LF123H25-2525B-220BM 25 26 25 25 150 47 | N123H2-0400- TF 5.7
300 800 25 0° R/LF123H25-2525B-300BM 25 26 25 25 150 47 N123H2-0400- TF 5.7
1) ar max. for holder. For max stability choose a holder with reinforced design. R = Right hand, L = Left hand
J 2) To correspond with seat size on insert.
3 Insert tightening torque Nm. Use torque wrench, see page B109. Continued ...
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TURN - ENG

CoroCut® 1- and 2-edge - External machining

PARTING AND GROOVING

CoroCut® 1- and 2-edge

Shank tools for face grooving
Screw clamp

... Continued

Metric version

First cut diameter,

Dimensions, mm

mm
Shank | Seat
Main application min  max armax | style size!) |Ordering code b f1 h hy 14 I3 Gauge inserts Nm?2
40 70 13 0° J R/LF123J13-2525B-040BM 25 26 25 25 150 34 N123J2-0500- TF 2.8
60 95 13 0° R/LF123J13-2525B-060BM 25 26 25 25 150 34 N123J2-0500- TF 3.2
85 130 13 0° R/LF123J13-2525B-085BM 25 26 25 25 150 34 N123J2-0500- TF 3.6
120 180 13 0° R/LF123J13-2525B-120BM 25 26 25 25 150 34 N123J2-0500- TF 4.0
175 500 13 0° R/LF123J13-2525B-175BM 25 26 25 25 150 34 N123J2-0500- TF 4.0
40 70 20 0° R/LF123J20-2525B-040BM 25 26 25 25 150 43 N123J2-0500- TF 3.8
180 980 20 0° R/LF123J20-2525B-180BM 25 26 25 25 150 43 N123J2-0500- TF 4.3
60 95 25 0° R/LF123J25-2525B-060BM 25 26 25 25 150 48 N123J2-0500- TF 4.9
85 130 25 0° R/LF123J25-2525B-085BM 25 26 25 25 150 48 N123J2-0500- TF 5.3
120 180 25 0° R/LF123J25-2525B-120BM 25 26 25 25 150 48 N123J2-0500- TF 5.3
175 500 25 0° R/LF123J25-2525B-175BM 25 26 25 25 150 48 N123J2-0500- TF 5.3
40 70 13 0° K R/LF123K13-2525B-040BM 25 26 25 25 150 35 | N123K2-0600- TF 3.2
58 100 13 0° R/LF123K13-2525B-058BM 25 26 25 25 150 35 | N123K2-0600- TF 815
88 180 13 0° R/LF123K13-2525B-088BM 25 26 25 25 150 35 | N123K2-0600- TF 41
168 400 13 0° R/LF123K13-2525B-168BM 25 26 25 25 150 35 | N123K2-0600- TF 4.5
40 70 20 0° R/LF123K20-2525B-040BM 25 26 25 25 150 44 | N123K2-0600- TF 3.8
58 100 25 0° R/LF123K25-2525B-058BM 25 26 25 25 150 49 | N123K2-0600- TF 441
88 180 25 0° R/LF123K25-2525B-088BM 25 26 25 25 150 49 N123K2-0600- TF 4.9
168 400 25 0° R/LF123K25-2525B-168BM 25 26 25 25 150 49 | N123K2-0600- TF 5.3
220 1000 25 0° R/LF123K25-2525B-220BM 25 26 25 25 150 49 | N123K2-0600- TF 5.7
88 180 25 0° R/LF123K25-3225B-088BM 25 26 32 32 170 49 | N123K2-0600- TF 4.9
168 400 25 0° R/LF123K25-3225B-168BM 25 26 32 32 170 49 | N123K2-0600- TF 5.3
220 1000 25 0° R/LF123K25-3225B-220BM 25 26 32 32 170 49 | N123K2-0600- TF 5.7
75 150 15 0° L R/LF123L15-2525B-075BM 25 26 25 25 150 39 N123L2-0800- TF 4.6
140 400 15 0° R/LF123L15-2525B-140BM 25 26 25 25 150 39 N123L2-0800- TF 5.3
50 80 25 0° R/LF123L25-2525B-050BM 25 26 25 25 150 55 N123L2-0800- TF 4.7
75 150 28 0° R/LF123L28-2525B-075BM 25 26 25 25 150 56 N123L2-0800- TF 5.8
140 400 28 0° R/LF123L28-2525B-140BM 25 26 25 25 150 56 N123L2-0800- TF 6.7
75 150 28 0° R/LF123L28-3225B-075BM 25 26 32 32 170 56 N123L2-0800- TF 5.8
140 400 28 0° R/LF123L28-3225B-140BM 25 26 32 32 170 56 N123L2-0800- TF 6.7

1) a, max. for holder. For max stability choose a holder with reinforced design.
2) To correspond with seat size on insert.

3 Insert tightening torque Nm. Use torque wrench, see page B109.

Main spare parts

R = Right hand, L = Left hand

Seat size Screw Key (Torx Plus)
G 3212 012-310 5680 043-15 (25IP)
H,J, K, L 5512 044-01 5680 043-17 (30IP)
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PARTING AND GROOVING CoroCut® 1- and 2-edge - External machining

CoroCut® 1- and 2-edge

Shank tools for face grooving
Screw clamp

N3 - NHNI1

Shank, 90° style Shank, 0° style First cut diameters
R/LG123 R/LF123
o |l |
h f s _ f 4 min.
B a,
Note! Iy lar® max.
When using CoroCut® 2-edged P ia o\ f
insert the a, of the insert gives the ! ! 1
maximum depth of cut. 1 1
Right hand style shown
~ = = = f e =]
Inch version
First cut diameter, inch Dimensions, inch
Shank| Seat
Main application min  max a max | style | size!) |Ordering code b f1 h hy 11 I3 Gauge inserts ft-lbs?
1.575 2.362 .500 | 90° H R/LG123H050-16B-040BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 2.1
2.047 2.835 .500 | 90° R/LG123H050-16B-052BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 2.2
2520 3.937 .500 | 90° R/LG123H050-16B-064BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 2.3
3.622 5512 .500 | 90° R/LG123H050-16B-092BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 2.7
5.197 9.055 .500 | 90° R/LG123H050-16B-132BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 2.9
8.661 19.685 .500 | 90° R/LG123H050-16B-220BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 3.1
11.81 43.307 .500 | 90° R/LG123H050-16B-300BM |1.000 1.575 1.000 1.000 6.000 1.020| N123H2-0400- TF 3.1
G 2.520 3.937 .790 | 90° R/LG123H079-16B-064BM |1.000 1.850 1.000 1.000 6.000 1.060| N123H2-0400- TF 2.6
3.622 5512 .790 | 90° R/LG123H079-16B-092BM |1.000 1.850 1.000 1.000 6.000 1.060| N123H2-0400- TF 2.6
5.197 9.055 .790 | 90° R/LG123H079-16B-132BM |1.000 1.850 1.000 1.000 6.000 1.060| N123H2-0400- TF 2.6
2.284 3.937 .790 | 90° K R/LG123K079-16B-058BM |1.000 1.850 1.000 1.000 6.000 1.200| N123K2-0600- TF 3:3
3.465 7.087 .790 | 90° R/LG123K079-16B-088BM |1.000 1.850 1.000 1.000 6.000 1.200| N123K2-0600- TF 3.3
6.614 15748 .790 | 90° R/LG123K079-16B-168BM |1.000 1.850 1.000 1.000 6.000 1.200| N123K2-0600- TF 33
1.968 3.150 .790 | 90° L R/LG123L079-16B-050BM |1.000 1.850 1.000 1.000 6.000 1.630| N123L2-0800- TF 3.7
2,953 5906 .790 | 90° R/LG123L079-16B-075BM |1.000 1.850 1.000 1.000 6.000 1.630| N123L2-0800- TF 3.7
5.512 15.748 .790 | 90° R/LG123L079-16B-140BM |1.000 1.850 1.000 1.000 6.000 1.630| N123L2-0800- TF 3.7
1.339 1.732 470 0° G R/LF123G047-12B-034B .750 .827 .750 .750 5.000 1.260| N123G2-0300- TF 1.5
1.496 1.890 .470 0° R/LF123G047-12B-038B 750 .827 .750 .750 5.000 1.260| N123G2-0300- TF 1.5
IE 1.654 2.362 .500 0° R/LF123G050-12B-042B .750 .827 .750 .750 5.000 1.287| N123G2-0300- TF 1.6
2.126 2.953 .500 0° R/LF123G050-12B-054B .750 .827 .750 .750 5.000 1.287| N123G2-0300- TF 1.7
2,638 3.937 .500 0° R/LF123G050-12B-067B .750 .827 .750 .750 5.000 1.287| N123G2-0300- TF 1.9
H ‘H 3.543 6.299 .500 0° R/LF123G050-12B-090B .750 .827 .750 .750 5.000 1.287| N123G2-0300- TF 2.1
5.118 11.811 .500 0° R/LF123G050-12B-130B 750 .827 .750 .750 5.000 1.287| N123G2-0300- TF 2.3
1.339 1.575 .470 0° R/LF123G047-16B-034B 1.000 1.039 1.000 1.000 6.000 1.257| N123G2-0300- TF 3.0
1.654 2.362 .750 0° R/LF123G075-16B-042B 1.000 1.039 1.000 1.000 6.000 1.577| N123G2-0300- TF 3.0
2126 2.953 .750 0° R/LF123G075-16B-054B 1.000 1.039 1.000 1.000 6.000 1.577| N123G2-0300- TF 3.0
2.638 3.937 .750 0° R/LF123G075-16B-067B 1.000 1.039 1.000 1.000 6.000 1.577| N123G2-0300- TF 3.0
3.543 6.299 .870 0° R/LF123G087-16B-090B 1.000 1.039 1.000 1.000 6.000 1.697| N123G2-0300- TF 3.0
5.118 11.811 .870 0° R/LF123G087-16B-130B 1.000 1.039 1.000 1.000 6.000 1.697| N123G2-0300- TF 3.0
1.496 1.890 .470 0° RF123G047-16B-038B 1.000 1.039 1.000 1.000 6.000 1.257| N123G2-0300- TF 3.0
1575 2.362 .500 0° H R/LF123H050-16B-040BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 2.1
2.047 2.835 .500 0° R/LF123H050-16B-052BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 2.2
2.520 3.937 .500 0° R/LF123H050-16B-064BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 2.3
3.622 5512 .500 0° R/LF123H050-16B-092BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 2.7
5.197 9.055 .500 0° R/LF123H050-16B-132BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 2.9
| 8.661 19.685 .500 0° R/LF123H050-16B-220BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 3.1
11.81 43.307 .500 0° R/LF123H050-16B-300BM |1.000 1.024 1.000 1.000 6.000 1.327| N123H2-0400- TF 3.1
1575 2.362 .790 0° R/LF123H079-16B-040BM |1.000 1.039 1.000 1.000 6.000 1.656| N123H2-0400- TF 3.0
2.047 2.835 .790 0° R/LF123H079-16B-052BM |1.000 1.039 1.000 1.000 6.000 1.656| N123H2-0400- TF 3.0
2.520 3.937 1.000 | 0° R/LF123H100-16B-064BM |1.000 1.039 1.000 1.000 6.000 1.888| N123H2-0400- TF 3.0
3.622 5512 1.000 | 0° R/LF123H100-16B-092BM |1.000 1.039 1.000 1.000 6.000 1.888| N123H2-0400- TF 3.0
5.197 9.055 1.000 | ©0° R/LF123H100-16B-132BM |1.000 1.039 1.000 1.000 6.000 1.888| N123H2-0400- TF 3.0
8.661 19.685 1.000 | 0° R/LF123H100-16B-220BM |1.000 1.039 1.000 1.000 6.000 1.888| N123H2-0400- TF 3.0
11.81 31.496 1.000 | 0° R/LF123H100-16B-300BM |1.000 1.039 1.000 1.000 6.000 1.888| N123H2-0400- TF 3.0
) To correspond with seat size on insert. R = Right hand, L = Left hand
2) Insert tightening torque ft-lbs. Use torque wrench, see page B109.
Continued ...
J
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TURN - ENG

CoroCut® 1- and 2-edge - External machining PARTING AND GROOVING

CoroCut® 1- and 2-edge

Shank tools for face grooving

Screw clamp

... Continued

Inch version
First cut diameter, inch Dimensions, inch

Shank| Seat

Main application min max armax | style size!) |Ordering code b f1 h h4 14 I3 Gauge inserts ft-lbs2
1575 2.756 .500 0° J R/LF123J050-16B-040BM |1.000 1.024 1.000 1.000 6.000 1.327| N123J2-0500- TF 2.1
2.362 3.740 .500 0° R/LF123J050-16B-060BM |1.000 1.024 1.000 1.000 6.000 1.327| N123J2-0500- TF 2.4
3.346 5.118 .500 0° R/LF123J050-16B-085BM |1.000 1.024 1.000 1.000 6.000 1.327| N123J2-0500- TF 2.7
4.724 7.087 .500 0° R/LF123J050-16B-120BM |1.000 1.024 1.000 1.000 6.000 1.327| N123J2-0500- TF 3.0
6.890 19.685 .500 0° R/LF123J050-16B-175BM |1.000 1.024 1.000 1.000 6.000 1.327 | N123J2-0500- TF 3.0
1575 2.756 .790 0° R/LF123J079-16B-040BM |1.000 1.039 1.000 1.000 6.000 1.696| N123J2-0500- TF 3.3
7.087 38.583 .790 0° R/LF123J079-16B-180BM |1.000 1.039 1.000 1.000 6.000 1.696| N123J2-0500- TF &8
2.362 3.740 1.000 | 0° R/LF123J100-16B-060BM |1.000 1.039 1.000 1.000 6.000 1.906| N123J2-0500- TF 3.3 G
3.346 5.118 1.000 | ©0° R/LF123J100-16B-085BM |1.000 1.039 1.000 1.000 6.000 1.906| N123J2-0500- TF 3.3
4.724 7.087 1.000 | 0° R/LF123J100-16B-120BM |1.000 1.039 1.000 1.000 6.000 1.906| N123J2-0500- TF 3.3
6.890 19.685 1.000 | 0° R/LF123J100-16B-175BM |1.000 1.039 1.000 1.000 6.000 1.906| N123J2-0500- TF 88
1575 2.756 .500 0° K R/LF123K050-16B-040BM |1.000 1.024 1.000 1.000 6.000 1.366| N123K2-0600- TF 2.4
2.284 3.937 .500 0° R/LF123K050-16B-058BM |1.000 1.024 1.000 1.000 6.000 1.366| N123K2-0600- TF 2.6
3.465 7.087 .500 0° R/LF123K050-16B-088BM |1.000 1.024 1.000 1.000 6.000 1.366| N123K2-0600- TF 3.0
6.614 15.748 .500 0° R/LF123K050-16B-168BM |1.000 1.024 1.000 1.000 6.000 1.366| N123K2-0600- TF 3.3
8.661 38.583 .500 0° R/LF123K050-16B-220BM |1.000 1.024 1.000 1.000 6.000 1.366| N123K2-0600- TF 3.5
1575 2.756 .790 0° R/LF123K079-16B-040BM |1.000 1.039 1.000 1.000 6.000 1.735| N123K2-0600- TF 3.7
2.284 3.400 1.000 | ©° R/LF123K100-16B-058BM |1.000 1.039 1.000 1.000 6.000 1.945| N123K2-0600- TF 3.7
3.465 7.087 1.000 | ©0° R/LF123K100-16B-088BM |1.000 1.039 1.000 1.000 6.000 1.945| N123K2-0600- TF 3.7
6.614 15.748 1.000 | 0° R/LF123K100-16B-168BM |1.000 1.039 1.000 1.000 6.000 1.945| N123K2-0600- TF 3.7
8.661 39.370 1.000 | 0° R/LF123K100-16B-220BM |1.000 1.039 1.000 1.000 6.000 1.945| N123K2-0600- TF 3.7
2953 5906 1.102 | 0° L R/LF123L110-16B-075BM |1.000 1.024 1.000 1.000 6.000 2.205| N123L2-0800- TF 4.2 H
5.512 15.748 1.102 | 0° R/LF123L110-16B-140BM |1.000 1.024 1.000 1.000 6.000 2.205| N123L2-0800- TF 4.2
2.953 5906 1.100 | 0° R/LF123L110-20B-075BM |1.250 1.299 1.250 1.250 6.000 2.205| N123L2-0800- TF 4.2
5.512 15.748 1.100 | ©0° R/LF123L110-20B-140BM |1.250 1.299 1.250 1.250 6.000 2.205| N123L2-0800- TF 4.9

) a max. for holder. For max stability choose a holder with reinforced design. R = Right hand, L = Left hand

2) To correspond with seat size on insert.

3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

Main spare parts

Seat size Shank holder size Screw Key (Torx Plus)

G 2525 3212 012-310 5680 043-15 (25IP)

H, J,K, L 2525 5512 044-01 5680 043-17 (30IP)
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PARTING AND GROOVING CoroCut® 1- and 2-edge - Internal machining

CoroCut® 1- and 2-edge

Boring bars
Screw clamp

N3 - NHNI1

R/LAG 123 D
Cylindrical with flats oy
5,
dm
a, m
fy I
I3
I
Max overhang 3 x dmp, I *
All with internal coolant supply 1
e Right hand style shown
C Metric version
Dimensions, mm
Seat
Main application Dnmin a,max | size!) |Ordering code dmm fi h hy 14 I3 den Gauge inserts Nm2)
— 40 95 E R/LAG123E09-32B 32 25.5 30 15 250 45 9 N123E2-0200- GM 4.0
] 40 9 G R/LAG123G09-32B 32 25.25 30 15 250 45 9 N123G2-0300- GM 4.5
- = 3 50 11 R/LAG123G11-40B 40 31 37 18.5 300 55 12 N123G2-0300- GM 4.5
=t 40 10 H R/LAG123H10-32B 32 26.5 30 15 250 45 9 N123H2-0400- GM 4.5
50 11 R/LAG123H11-40B 40 31 37 18.5 300 55 12 N123H2-0400- GM 5.0
G ; ,;' 60 13 R/LAG123H13-50B 50 38.25 47 23.5 350 65 12 N123H2-0400- GM 5.0
40 11 J R/LAG123J11-32B 32 27 30 15 250 45 9 N123J2-0500- GM 5.0
50 11 R/LAG123J11-40B 40 31 37 18.5 300 55 12 N123J2-0500- GM 5.5
60 13 R/LAG123J13-50B 50 38.25 47 23.5 350 65 12 N123J2-0500- GM oI5)
50 11 K R/LAG123K11-40B 40 31 37 18.5 300 55 12 N123K2-0600-GM 5.5
60 13 R/LAG123K13-50B 50 38.25 47 235 350 65 12 N123K2-0600-GM 5.5
Inch version
Dimensions, inch
Seat
H Main application Dnmin a,max | size’) |Ordering code dmm f1 h hy 14 I3 den Gauge inserts ft-1bs?)
S 1575 374 E R/LAG123E035-20B 1250 1.014 1.181 591 9.842 1.772 354 N123E2-0200- GM 3.0
] 1.575 .354 G R/LAG123G037-20B 1250 .994 1.181 .591 9.842 1.772 .354 N123G2-0300- GM 3.3
- = 3 1.968 .433 R/LAG123G043-24B 1.500 1.220 1.457 728 11.811 2.165 .472 N123G2-0300- GM 3.3
=t 1.575 .394 H R/LAG123H039-20B 1.250 1.043 1.181 591 9.842 1.772 354 N123H2-0400- GM 3.3
1.968 .433 R/LAG123H043-24B 1.500 1.220 1.457 .728 11.811 2.165 .472 N123H2-0400- GM 3.7
; ,;' 2.362 512 R/LAG123H051-32B 2.000 1.506 1.850 .925 13.780 2.559 472 N123H2-0400- GM 3.7
1.575 .433 J R/LAG123J045-20B 1250 1.063 1.181 .591 9.842 1.772 .354 N123J2-0500- GM 3.7
1.968 .433 R/LAG123J045-24B 1.500 1.220 1.457 .728 11.811 2.165 .472 N123J2-0500- GM 4.1
2362 .512 R/LAG123J051-32B 2.000 1.506 1.850 .925 13.780 2.559 472 N123J2-0500- GM 4.1
1.968 .433 K R/LAG123K043-24B 1.500 1.220 1.457 .728 11.811 2.165 .472 N123K2-0600-GM 4.1
2362 512 R/LAG123K053-32B 2.000 1.506 1.850 .925 13.780 2.559 472 N123K2-0600-GM 4.1
) To correspond with seat size on insert. R = Right hand, L = Left hand
I 2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.
For coolant connector, see page A324.
Main spare parts
Seat size Bar diameter, dmn,
mm inch Screw Key (Torx Plus)
D,E G 16-20 .625-.750 5512 031-03 5680 043-13 (15IP)
E 25-32 1.000-1.250 3212 012-259 5680 043-14 (20IP)
G 25-32 1.000-1.500 3212 012-309 5680 043-15 (25IP)
G 40 3212 012-310 5680 043-15 (25IP)
J H,J 25 1.000 3212 012-309 5680 043-15 (25IP)
H,J 32 1.250 3212 012-359 5680 043-17 (30IP)
H, J, K 40-50 1.500-2.000 3212 012-360 5680 043-17 (30IP)

B6 B115 G6 B2 A320 J2
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TURN - ENG

CoroCut® 1- and 2-edge - Internal machining

PARTING AND GROOVING

CoroCut® 1- and 2-edge

Boring bars
Screw clamp

R/LAG 123

L . . D,
Cylindrical with groove for EasyFix sleeve o
2
a dmy,
fi
I
i+ |
Max overhang 3 x dm, I ]
|
I
All with internal coolant supply |
dcﬁ‘l le- Right hand style shown
Metric version C
Dimensions, mm
Seat
Main application Dnmin a,max | size!) |Ordering code dmm f1 I I3 den Gauge inserts Nm3
25 4.5 D R/LAG123D04-16B 16 12.5 150 25 6 N123D2-0150- CM 3.0
32 5 R/LAG123D05-20B 20 15.25 180 30 6 N123D2-0150- CM 3.0
- — 32 5) E R/LAG123E05-20B2 20 1525 180 30 6 N123E2-0200- GM 3.5
32 7 R/LAG123E07-25B 25 19.75 200 35 9 N123E2-0200- GM 3.5
32 6 G R/LAG123G06-20B2 20 15.25 180 30 6 N123G2-0300- GM 4.0
; ,;' 32 7 R/LAG123G07-25B 25 19.75 200 35 9 N123G2-0300- GM 4.0 G
32 75 H R/LAG123H07-25B 25 19.25 200 35 9 N123H2-0400- GM 4.5
32 85) J R/LAG123J08-25B 25 19.75 200 35 9 N123J2-0500- GM 5.0
Inch version
Dimensions, inch
Seat
Main application Dnmin a,max | size!) |Ordering code dmm f1 I I3 den Gauge inserts ft-lbs4
984 177 D R/LAG123D016-10B .625 489 5906 .984 .236 N123D2-0150- CM 2.2
1.260 .197 R/LAG123D020-12B 750 592 7.087 1.181 .236 N123D2-0150- CM 2.2
- — 1.260 .197 E R/LAG123E020-12B2 750 592 7.087 1.181 .236 N123E2-0200- GM 2.6 H
1.260 .276 R/LAG123E028-16B 1.000 .785 7.874 1.378 .354 N123E2-0200- GM 2.6
1.260 .236 G R/LAG123G024-12B2 .750 .600 7.087 1.181 .236 | N123G2-0300- GM 3.0
;,;l 1.260 .276 R/LAG123G030-16B 1.000 .778 7.874 1.378 .354 | N123G2-0300- GM 3.0
1.260 .276 H R/LAG123H030-16B% | 1.000 .758 7.874 1.378 .354 | N123H2-0400- GM 3.3
1.260 .315 J R/LAG123J031-16B% 1.000 .778 7.874 1.378 .354 N123J2-0500- GM 3.7
1) To correspond with seat size on insert. R = Right hand, L = Left hand
2) When using an insert with -GF geometry, min. hole diameter (Dn) is .984 inch (25 mm).
3 Insert tightening torque Nm. Use torque wrench, see page B109.
4 Insert tightening torque ft-Ibs. Use torque wrench, see page B109.
5 Max aris valid up to /3- dimension
For coolant connector, see page A324. I
Main spare parts
Seat size Bar diameter, dmn,
mm inch Screw Key (Torx Plus)
D,E G 16-20 .625-.750 5512 031-03 5680 043-13 (15IP)
E 25-32 1.000-1.250 3212 012-259 5680 043-14 (20IP)
G 25-32 1.000-1.500 3212 012-309 5680 043-15 (25IP)
G 40 3212 012-310 5680 043-15 (25IP)
H,J 25 1.000 3212 012-309 5680 043-15 (25IP)
H,J 32 1.250 3212 012-359 5680 043-17 (30IP)
H, J, K 40-50 1.500-2.000 3212 012-360 5680 043-17 (30IP) J

A320 E J2
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PARTING AND GROOVING CoroCut® 1- and 2-edge - Internal machining

CoroCut® 1- and 2-edge
Boring bars for profiling

Screw clamp

With flats
R/LAX123

Max overhang 3 x dmm

All with internal coolant supply depi
Right hand style shown

Metric version

N3 - NHNI1

Dimensions, mm
Seat

Main application Dmmin armax | size!) |Ordering code dmm f1 h hy 14 I3 deh Gauge inserts Nm2)

63.5 25 J R/LAX123J25-40B-020 40 26 37 18.5 254 65.6 12 N123J2-0600- AM 3.0

63.5 25 L R/LAX123L25-40B-020 40 26 37 18.5 254 65.6 12 N123L2-0800- AM 3.0
Inch version

Dimensions, inch
Seat

Main application Dynmin armax | size) |Ordering code dmp, f1 h hy 14 I3 den Gauge inserts ft-Ibsd)

2,500 .941 J R/LAX123J094-24B-020 | 1.500 .961 1.374 .687 10.000 2.539 472 N123J2-0600- AM 2.2

2.500 .941 L R/LAX123L094-24B-020 | 1.500 1.000 1.374 .687 10.000 2.571 .472 | N123L2-0800- AM 2.2
) To correspond with seat size on insert. R = Right hand, L = Left hand
2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.
For coolant connector, see page A324.
Main spare parts

Bar diameter, dmm
Seat size inch mm Screw Key (Torx Plus)
J, L 1.500 40 5512 044-01 5680 043-17 (30IP)
B6 B115 G6
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TURN - ENG

CoroCut® 3 PARTING AND GROOVING

CoroCut® 3

System with 3 cutting edges

The productive choice for shallow parting

Grooving and profiling

CoroCut® 3 system

Designed for economic shallow parting, grooving and profiling mass
production, featuring:

Grooving widths 0.5 — 3.18 mm (0.020 — 0.125 inch)

Extremely small parting widths down to 1 mm (0.035 inch)

Cutting depths to 6.4 mm (0.252 inch)

Very close insert indexing tolerance

Maximum versatility — one holder for all insert widths

Tool holder assortment includes Coromant Capto® and shank holder in
small to medium sizes

CoroCut® 3 inserts also
available with front angle for
pip and burr free parting.

Insert geometries

- CM, chip breaking geometry for normal cutting
conditions

- CS, with extra sharp cutting edges to be used at very
low cutting data and in low carbon materials.

- RS, full radii, sharp edge

-GS, straight cutting, sharp edge

123-GS
Unique clamping system
The insert can be indexed directly on the machine by unscrewing

two turns. If insert breakage should occur the clamping mechanism will
not be affected - just index the insert and re-start the machine.

Even more options are available thanks to tailored design. For
more information on our Tailor Made program see page J3.

SANEYE

G


http://www.sandvik.coromant.com/en-gb/products/corocut_3/Pages/default.aspx

PARTING AND GROOVING

CoroCut® 3 - Inserts

CoroCut® 3
Shallow parting
(D N123T3/R123T3/L123T3
L R
la A
I- v

N123U3/R123U3/L123U3

N123 -CM

N123 -CS la= +0.03 (+.001)
r.= +0.10, -0 (+.004,-0)
R/L123 -CS la = £0.07 (x.003)
r.= +0.10,-0 (+.004,-0)
Selection criteria, millimeter, inch (mm, in.) P MlN S
aclaclaclac|ac
| I Dm Drm w|w|wv|v|w
a a re r. |a-max a;max| max  max MR
mm in. 1 mm in. mm in.) | mmY in.) |Seat size? |Ordering code —|= ===
1.00 .039 0° 0 .000 | 430 .169 50 1.968 T N123T3-0100-0000-CS | e [ ] % [ K
1.50 .059 0° 0 .000 6.40 252 100 3.937 N123T3-0150-0000-CS * |k |k [k |K
2.00 .079 0° 0 .000 6.40 252 100 3.937 N123T3-0200-0000-CS | ||k [k
1.00 .039 5° 0 .000 4.20 .165 50 1.968 R/L123T3-0100-0500-CS | %[ K|k [*
. 1.00 .039 10° 0 .000 | 420 .165 50 1.968 R/L123T3-0100-1000-CS | [ | % K
12308 1.00 .039 15° 0 .000 4.20 .165 50 1.968 R/L123T3-0100-1500-CS x| [ |k [ K
G 1.50 .059 &P 0 .000 | 6.30 .248 100 3.937 R/L123T3-0150-0500-CS | [ ] % K
1.50 .059 10° 0 .000 6.30 .248 100 3.937 R/L123T3-0150-1000-CS [ A | K
1.50 .059 {58 0 .000 6.30 .248 100 3.937 R/L123T3-0150-1500-CS k[ A A | K
2.00 .079 5° 0 .000 | 6.30 .248 100  3.937 R/L123T3-0200-0500-CS | [ k| [ K
g 2.00 .079 10° 0 .000 6.30 .248 100 3.937 R/L123T3-0200-1000-CS ||k |k [k
2 2.00 .079 15° 0 .000 6.30 248 100  3.937 R/L123T3-0200-1500-CS x| k| K|k [ K
g 1.00 .039 0° 0 .000 4.30 .169 50 1.968 U N123U3-0100-0000-CS % |k | k[ | K
| 1.50 .059 0° 0 .000 6.40 .252 100 3.937 N123U3-0150-0000-CS AR R4 R 4R.1
2.00 .079 0° 0 .000 | 6.40 .252 100  3.937 N123U3-0200-0000-CS | [ ] % [ K
1.00 .039 5° 0 .000 4.20 .165 50 1.968 R/L123U3-0100-0500-CS [ A [ H | K
1.00 .039 10° 0 .000 4.20 .165 50 1.968 R/L123U3-0100-1000-CS || x|k [
1.00 .039 15° 0 .000 4.20 .165 50 1.968 R/L123U3-0100-1500-CS |||k K
1.50 .059 55 0 .000 6.30 .248 100 3.937 R/L123U3-0150-0500-CS ||k |k [k
150 .059 10° 0 .000 | 6.30 .248 100  3.937 R/L123U3-0150-1000-CS > K[ [ [
H 1.50 .059 15° 0 .000 6.30 .248 100 3.937 R/L123U3-0150-1500-CS % |k | %[ K| K
2.00 .079 5° 0 .000 6.30 .248 100 3.937 R/L123U3-0200-0500-CS |||k [ x
2.00 .079 10° 0 .000 | 6.30 .248 100 3.937 R/L123U3-0200-1000-CS | [ ] % [ K
2.00 .079 15° 0 .000 6.30 .248 100 3.937 R/L123U3-0200-1500-CS [k [ x| X
1.00 .039 0° 0.1 .004 | 430 .169 50 1.968 T N123T3-0100-0001-CM 54 A4 g I g
S 1.50 .059 0° 0.1 .004 6.40 .252 100 3.937 N123T3-0150-0001-CM bAd RAd Rig AS
2 2.00 .079 0° 0.1 .004 6.40 .252 100 3.937 N123T3-0200-0001-CM Al RAd RS W
g 1.00 .039 0° 0.1 .004 4.30 .169 50 1.968 U N123U3-0100-0001-CM Yo | v [ RAS
"GE) 1.50 .059 0° 0.1 .004 6.40 252 100 3.937 N123U3-0150-0001-CM RAd BAd RAS w
s 2.00 .079 0° 0.1 .004 6.40 252 100  3.937 N123U3-0200-0001-CM Yo | e [ o
EEER
alZ|X[Z]|n
|

1) Dm max = max bar or tube diameter
2) To correspond with seat size on holder.

T = Right hand cutting insert, U = Left hand cutting insert.

Insert code key, see page B15

B54 B138

B 50

B124

[
F

N = Neutral, R = Right hand, L = Left hand
*= First choice

MJS @ 18
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TURN - ENG

CoroCut® 3 - Inserts PARTING AND GROQVING

CoroCut® 3

Grooving

N123T3 N123U3

Tolerances, mm (inch):
GS [= +0.02 (+.0008)

Selection criteria, millimeter, inch (mm, in.) For circlip width P M. N|s
Q; aclac|ac]ac|ac]
Dn Dm [Ted [To) [Te] [Te] ITe]
la la re re armax armax | max max IR
mm in. |mm in. mm in. mm?) in.) mm inch Seat size? |Ordering code ===~
0.50 .020 | O .000 | 1.50 .059 100  3.937 T N123T3-0050-0000-GS * | K|k |k [ K
060 .024 | O .000 | 1.60 .063 100  3.937 0.50 .020 N123T3-0060-0000-GS * [ [ K|k *
070 .028 | 0 .000 | 1.70 .067 100  3.937 N123T3-0070-0000-GS >k | K| %k | x| %
080 .032 | 0 .000 | 1.80 .071 100  3.937 0.70 .028 N123T3-0080-0000-GS * [ [ K|k |*
R 090 .035 | O .000 | 2.00 .079 100  3.937 0.80 .032 N123T3-0090-0000-GS >k | K| % | x| *
123 GS 1.00 .039 | O .000 | 2.20 .087 100  3.937 0.90 .035 N123T3-0100-0000-GS * | K[k |k [k
B 120 .047 | © .000 | 230 .091 100 3.937 1.10 .043 N123T3-0120-0000-GS * [ | |k | x G
140 .055 | O .000 | 2.70 .106 100  3.937 1.30 .051 N123T3-0140-0000-GS >k | K[k |k [ *
150 .059 | O .000 | 3.00 .118 100  3.937 N123T3-0150-0000-GS * | K| %k |k [ K
160 .063 | O .000 | 320 .126 100  3.937 N123T3-0160-0000-GS >k | K[ || *
1.70 .067 | O .000 | 3.30 .130 100  3.937 1.60 .063 N123T3-0170-0000-GS * | K| %k | x| *
195 .077 | 0 .000 | 3.90 .154 100 3.937 1.85 .073 N123T3-0195-0000-GS * [ [ K|k | x
200 .079 | 0 .000 | 4.00 .157 100 3.937 N123T3-0200-0000-GS * [ | |k | *
225 .089 | O .000 | 450 177 100  3.937 2.15 .085 N123T3-0225-0000-GS >k [ [ |k | x
250 .098 | O .000 | 5.00 .197 100 3.937 N123T3-0250-0000-GS * [ | |k | *
275 .108 | O .000 | 550 .216 100  3.937 2.65 104 N123T3-0275-0000-GS k| [k x| *
3 3.00 .118 | O .000 | 6.00 .236 100  3.937 N123T3-0300-0000-GS * | K| %k |k [ K
2 318 125 | 0O .000 | 6.00 .236 100  3.937 3.15 124 N123T3-0318-0000-GS * [k [ K|k *
g 0.50 .020 | O .000 | 1.50 .059 100  3.937 U N123U3-0050-0000-GS * | K| %k |k [k
| 060 .024 | O .000 | 1.60 .063 100  3.937 0.50 .020 N123U3-0060-0000-GS * [ [ K|k | *
070 .028 | 0 .000 | 1.70 .067 100  3.937 N123U3-0070-0000-GS * [k |k |k |k H
080 .032 | O .000 | 1.80 .071 100  3.937 0.70 .028 N123U3-0080-0000-GS k| K[k |k [k
090 .035 | O .000 | 2.00 .079 100 3.937 0.80 .032 N123U3-0090-0000-GS * [k |k |k | *
1.00 .039 | O .000 | 2.20 .087 100  3.937 0.90 .035 N123U3-0100-0000-GS * | K[k x|k
120 .047 | O .000 | 2.30 .091 100  3.937 1.10 .043 N123U3-0120-0000-GS * | K| %k |k [ *
140 .055 | O .000 | 2.70 .106 100  3.937 1.30 .051 N123U3-0140-0000-GS k| K[ || *
150 .059 | O .000 | 3.00 .118 100  3.937 N123U3-0150-0000-GS >k | K| %k | x| %
160 .063 | 0 .000 | 3.20 .126 100 3.937 N123U3-0160-0000-GS * [ K|k |*
170 .067 | O .000 | 3.30 .130 100  3.937 1.60 .063 N123U3-0170-0000-GS >k | K| %k | x| K
195 077 | O .000 | 3.90 .154 100  3.937 1.85 .073 N123U3-0195-0000-GS >k [ o [ K|k | x
200 .079 | O .000 | 4.00 .157 100 3.937 N123U3-0200-0000-GS * [k | |k | x
225 .089 | O .000 | 450 177 100  3.937 2.15 .085 N123U3-0225-0000-GS k| K[k x| K
250 .098 | O .000 | 5.00 .197 100 3.937 N123U3-0250-0000-GS * [ | |k | x
275 .108 | O .000 | 550 .216 100  3.937 2.65 104 N123U3-0275-0000-GS k| K[k x| K
3.00 .118 | O .000 | 6.00 .236 100  3.937 N123U3-0300-0000-GS * | % | %k | x| % |
318 125 | 0O .000 | 6.00 .236 100  3.937 3.15 124 N123U3-0318-0000-GS * [ [ K|k *
2|2(3(8[8
' = 4 4 1%)
.
1) Dm max = max bar or tube diameter N = Neutral
2) To correspond with seat size on holder. * = First choice
T = Right hand cutting insert, U = Left hand cutting insert.
Insert code key, see page B15
J
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PARTING AND GROOVING CoroCut® 3 - Inserts
CoroCut® 3
Grooving/Profiling
N123T3 N123U3
N N
'fa 'fa
re re

Tolerances, mm (inch):
RS /la= +0.02 (+.0008)

N3 - NHNI1

Selection criteria, millimeter, inch (mm, in.) P M.N S

cclac|aclac|ac

I I Drm D wlw|w|v|w

a A re r. |a-max a,max| max  max MR

mm in. mm in. mm in. | mm" in.) |Seat size? |Ordering code ===+

0.50 .020 | 0.25 .010 1.50 .059 100 3.937 T N123T3-0050-RS % ||k [k

0.80 .032 0.4 .016 1.80 .071 100  3.937 N123T3-0080-RS x|k [ K

1.00 .039 | 0.5 .020 | 2.20 .087 100 3.937 N123T3-0100-RS ||k [k

150 .059 | 0.75 .030 3.30 .130 100 3.937 N123T3-0150-RS Ak [k

2.00 .079 1 .039 | 4.00 157 100 3.937 N123T3-0200-RS [k | k| x| K

3 123-RS 250 .098 | 1.25 .049 5.00 197 100 3.937 N123T3-0250-RS X 4 ||k [k

Q 3.00 .118 | 1.5 .059 6.00 .236 100 3.937 N123T3-0300-RS kK| K| x

g 0.50 .020 | 0.25 .010 1.50 .059 100 3.937 U N123U3-0050-RS * |k %[k |*

G | 0.80 .082 0.4 .016 1.80 .071 100 3.937 N123U3-0080-RS % |k [ %[ K

1.00 .039 | 0.5 .020 2.20 .087 100  3.937 N123U3-0100-RS |||k [*

1.50 .059 | 0.75 .030 3.30 130 100 3.937 N123U3-0150-RS % |k [ ¥ [ K| K

2.00 .079 1 .039 4.00 1567 100 3.937 N123U3-0200-RS o [k A A | K

250 .098 |1.25 .049 5.00 197 100 3.937 N123U3-0250-RS ||k [k

3.00 .118 1.5 .059 6.00 .236 100 3.937 N123U3-0300-RS kx| K|k

2l8lg(8lg

aj=Z[x|Z]|n

||

1) D max = max bar or tube diameter N = Neutral
2) To correspond with seat size on holder. * = First choice

T = Right hand cutting insert, U = Left hand cutting insert.
H  Insert code key, see page B15

B54 B138 . B124 ﬂ B146 B2 J3 18
n
o, s Qe = (D
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TURN - ENG

CoroCut® 3 - Inserts

PARTING AND GROOVING

CoroCut® 3
Blanks

Cutting edge height

N123T3

N123U3

Cutting edge height

Iy Iy
Tolerances, mm (inch):
For grinding instructions, see Metalcutting Technical guide. -BG 2 =+ 0.05 mm (.0020 inch)

Selection criteria, millimeter, inch (mm, in.) P Mlii

D D L fw fw

la la Width Width a-max armax| max  max c(e|e|e

mm in. range min range max | mm in. mm in. |Seat size|Ordering code |||z

3.40 .134 0.5 3 6.4 .252 100 3.937 T N123T3-0340-BG * | k| x| *

3.40 .134 0.5 3 6.4 .2562 100 3.937 ] N123U3-0340-BG * [ K || K

212(8[8

gs[2|2
]
T = Right hand cutting insert, U = Left hand cutting insert. N = Neutra

Note: Precaution should be taken when grinding cemented carbide products. See page J7 for safety

information.

Insert code key, see page B15

B54

<

v!

B138

aquf“ |

B124

B146

SANDVIK

B2 M J3 @ 18

* = First choice
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PARTING AND GROOVING

CoroCut® 3 - External machining

CoroCut® 3

Coromant Capto® cutting units for shallow parting, grooving and profiling

Screw clamp design

Coolant inlet: Radial through the taper

Cx-R/LF123

i~

Right hand tool with right hand insert seat (T) shown.

Dimensions, millimeter, inch (mm, in.)

armax armax | Seat f1 f1 Dsm Dsm h h
Main application mm inch size’) |Ordering code mm in. mm in. mm in. Gauge inserts Nma2
6.4 252 T C3-RF123T06-22045BM 22 .866 32 1.260 45 1.772 | N123T3-0150- CM 3.0
6.4 .252 C4-RF123T06-27060BM 27 1.063 40 1.575 60 2.362 | N123T3-0150- CM 3.0
6.4 .252 U C3-LF123U06-22045BM 22 .866 32 1.260 45 1.772 | N123U3-0150- CM 3.0
6.4 .252 C4-LF123U06-27060BM 27 1.063 40 1.575 60 2.362 | N123U3-0150- CM 3.0

1) To correspond with seat size on insert.
2) Insert tightening torque Nm. Use torque wrench, see page B109.

3) fiy,valid with gauge insert
T = Right hand cutting insert, U = Left hand cutting insert.

Note!

When using CoroCut3 inserts, the a, of the insert gives the maximum depth of cut.
Cutting head for CoroTurn® SL, see page 147.

Main spare parts

R = Right hand, L = Left hand

Cutting unit size

Screw

Key (Torx Plus) Screwdriver (Torx Plus)")

C3-C4

5513 020-62

5680 049-02 (151P) 5680 046-01 (8IP)

1) Accessories, must be ordered separately

B50

B54

s 3

B 54
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TURN - ENG

CoroCut® 3 - External machining PARTING AND GROOVING

CoroCut® 3

Shank tools for shallow parting, grooving and profiling
Screw clamp design

R/LF123
f1= ~hy-

h
Lol Lnd
Right hand tool with right hand insert seat (T) shown.
Metric version
Dimensions, mm
Seat

Main application ar max size!) |Ordering code b f14) h h4 14 I3 Gauge inserts Nm2)

6.4 T RF123T06-1010BM 10 10 10 10 125 23 N123T3-0150- CM 3.0
(D 6.4 RF123T06-1212BM 12 12 12 12 125 23 N123T3-0150- CM 3.0

6.4 RF123T06-1616BM 16 16 16 16 125 23 N123T3-0150- CM 3.0
6.4 RF123T06-2020BM 20 20 20 20 125 23 N123T3-0150- CM 3.0
6.4 RF123T06-2525BM 25 25 25 25 150 23 N123T3-0150- CM 3.0
6.4 RF123T06-3232BM 32 32 32 32 170 23 N123T3-0150- CM 3.0
6.4 U LF123U06-1010BM 10 10 10 10 125 23 N123U3-0150- CM 3.0
6.4 LF123U06-1212BM 12 12 12 12 125 23 N123U3-0150- CM 3.0
6.4 LF123U06-1616BM 16 16 16 16 125 23 N123U3-0150- CM 3.0 G
6.4 LF123U06-2020BM 20 20 20 20 125 23 N123U3-0150- CM 3.0
6.4 LF123U06-2525BM 25 25 25 25 150 23 N123U3-0150- CM 3.0
6.4 LF123U06-3232BM 32 32 32 32 170 23 N123U3-0150- CM 3.0

Inch version

Dimensions, inch
Seat

Main application ar max size!) |Ordering code b f14) h hy 14 I3 Gauge inserts ft-lbs?d)

252 T RF123T023-06BM 375 375 375 .375 4500 .906 N123T3-0150- CM 2.2
(D .252 RF123T023-08BM .500 .500 .500 500 4.500 .906 N123T3-0150- CM 2.2

252 RF123T023-10BM 625 625 .625 .625 4.500 .906 N123T3-0150- CM 2.2 H
.252 RF123T023-12BM .750 .750 .750 .750 4.500 .906 N123T3-0150- CM 2.2
252 RF123T023-16BM 1.000 1.000 1.000 1.000 5.000 .906 N123T3-0150- CM 2.2
.252 RF123T023-20BM 1.250 1.250 1.250 1.250 6.000 .906 N123T3-0150- CM 2.2
.252 U LF123U023-06BM 375 375 375 375 4500 .906 N123U3-0150- CM 2.2
.252 LF123U023-08BM .500 .500 .500 .500 4.500 .906 N123U3-0150- CM 2.2
.252 LF123U023-10BM .625 625 625 .625 4.500 .906 N123U3-0150- CM 2.2
252 LF123U023-12BM .750 .750 .750 .750 4.500 .906 N123U3-0150- CM 2.2
252 LF123U023-16BM 1.000 1.000 1.000 1.000 5.000 .906 N123U3-0150- CM 2.2
.252 LF123U023-20BM 1.250 1.250 1.250 1.250 6.000 .906 N123U3-0150- CM 2.2

1) To correspond with seat size on insert. R = Right hand, L = Left hand

)
2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

4 f1,valid with gauge insert

T = Right hand cutting insert, U = Left hand cutting insert.

Note!
When using CoroCut3 inserts, the a, of the insert gives the maximum depth of cut.
Cutting head for CoroTurn®SL, see page 147.

Main spare parts

Shank size For screw head For screw bottom

mm inch Screw Key (Torx Plus) Screwdriver (Torx Plus)’)

1010 06 5513 020-63 5680 049-02 (15IP) 5680 046-01(8IP)

1212 - 3232 08 - 20 5513 020-62 5680 049-02 (15IP) 5680 046-01(8IP) J

1) Accessories, must be ordered separately

’BS __m854 %
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PARTING AND GROOVING T-Max Q-Cut®

T-Max Q-Cut®

System with 1 cutting edge

For deep parting, internal grooving and small
diameter face grooving

F e
Tool holder assortment

There are a wide range of different tool
holders for T-Max Q-Cut® inserts

T-Max Q-Cut® options

- T-Max Q-Cut® 151.2 for deep parting

- T-Max Q-Cut® 151.3 for internal machining and . .
small diameter face grooving T-Max Q-Cut® SL - Flexible tool solution
By using CoroTurn® SL adaptors and T-Max Q-Cut®
cutting blades for insert types 151.2 and 151.3 a
large number of tooling solutions, both external and
internal, can be made from a limited number of items.
See page 12

Insert geometries

A large variety of geometries are available, dedicated to
different applications and feed areas.

Insert grades

To cover all types of workpiece materials the T-Max Q-Cut® inserts are
available in a variety of specially developed grades:

- Cemented carbide

- Polycrystalline diamond

- Cubic boron nitride

_Cermet Even more options are available thanks to tailored

design. For more information on our Tailor Made
J program see page J3.

ISO application areas:

[P1[m] I [N][s][H]

B 56
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http://www.sandvik.coromant.com/en-gb/products/t-max_q-cut/Pages/default.aspx

TURN - ENG

T-Max Q-Cut® - Inserts PARTING AND GROOVING

T-Max Q-Cut®

Parting

A (A

N R 1, ?E | Tolerances, mm (inch):
vy 6°15" 5F
i ' : la= +0.25-0 (+.010-0)

N [, E }E |\ r:= +0.05 (+.002)

17 . 7E
17
"'a
¥

+0.10/0 (+.004/0)

7° la=
EE re= +0.10 (+.004)
1 9E

L
Neutral Right handed
la= +0.10/0 (+.004/0) la= +.004/0 (+.010/0)
re = +0.10 (+.004) re = +0.10 (+.004)
Selection criteria, millimeter, inch P M - N s
(mm, in.)
ac|ac|Ge|ae|ac|ac|ae|ae|ae| - |aclac|ac] - | - e |ac|ac|ac|ae|ae] -
Lo r | Seat R1218/98l82/8|93|212183[2]2[8/2]2/8|9 |3
mm in. W mm in. size”) |Ordering code cERRQEEERQEERY TR E R EE QT
2.50 .098 | 1.5° | 0.10 .004 25 |R151.2-250 02-9E * * *
3.00 .118 0° 0.35 .014 30 N151.2-300-9E * * *
400 157 | 0° | 0.35 .014 40  |N151.2-400-9E * * *
4.00 .157 | 1.5° | 0.10 .004 R151.2-400 02-9E * * *
2.50 .098 0° 0.10 .004 25 N151.2-250-7E Ve [k ¥ * | ¥ e * * *
2.50 .098 5° 0.15 .006 R151.2-250 05-7E |k i * | W w * * *
3.00 .118 0° 0.10 .004 30 N151.2-300-7E | k|| x| 3| v | W * * *
3.00 .118 5° 0.15 .006 R151.2-300 05-7E ¥ | % ¥ * | Y% A * * *
: 3.00 .118 | 5° | 0.15 .006 L151.2-300 05-7E * * * *| [*x
151.2-7E 4.00 .157 0° 0.15 .006 40 N151.2-400-7E Vo [ | e | * | ¥ | Y| e * * * G
-TEC“""LOi; 4.00 .157 5° 0.20 .008 R151.2-400 05-7E s * | ¥¢ * * *
WipPe' | .o 57| 5 [o020 .o0s L151.2-400 05-7E * * * *| %
2.00 .079 0° 0.20 .008 20 N151.2-200-5F * | W e * | * * * Ve
2.00 .079 5° 0.10  .004 R151.2-200 05-5F x| %% | * | * * * e
2.00 .079 5° 0.10 .004 L151.2-200 05-5F * ¥ | ¥ ¥ * | Y% * * * 1A
200 .079 | 8° | 0.10 .004 R151.2-200 08-5F x| || || (k|| |k x| x| |
2.00 .079 8° 0.10 .004 L151.2-200 08-5F * Ve ¥ * * * * RS
- 2.00 .079 | 12° | 0.10 .004 R151.2-200 12-5F x| || | (k|| |k x| x| |*
3 2.00 .079 | 12° | 0.10 .004 L151.2-200 12-5F * * *
; 2.00 .079 | 15° | 0.10 .004 R/L151.2-200 15-5F * | |% w * | ¥x * x| |*x e
S 2.00 .079 | 20° | 0.10 .004 R/L151.2-200 20-5F * ¥ | e I * | W * * * w
250 .098 | 0° | 0.20 .008 25  |N151.2-250-5F K| (|| | [ |k IS H
2.50 .098 5° 0.10 .004 R151.2-250 05-5F * ¥ | ¥ ¥ * | Y% * * * e
250 .098 | 5° | 0.10 .004 L151.2-250 05-5F K| (|| | [ |k *| (x| |
2.50 .098 8° 0.10 .004 R151.2-250 08-5F * ¥ | ¥ * | ¥% * * * A
2.50 .098 8° 0.10 .004 L151.2-250 08-5F * ¥ * A * * *
250 .098 | 12° | 0.10 .004 R151.2-250 12-5F * Ve | ¥ ¥ * | v * * * s
250 .098 | 12° | 0.10 .004 L151.2-250 12-5F * * * * *
250 .098 | 15° | 0.10 .004 R/L151.2-250 15-5F * ¥ | v I * | W * * * v
3.00 .118 | 0° | 0.20 .008 30 |N151.2-300-5F k| (|| | [ |k *| (x| |
3.00 .118 5° 0.10 .004 R151.2-300 05-5F * ¥ | ¥ ¥ * | Y% * * * 1A
3.00 .118 | 5° | 0.10 .004 L151.2-300 05-5F K| (|| | [ |k K| (x| |
3.00 .118 8° 0.10 .004 R151.2-300 08-5F * ¥ | ¥ * | ¥x * * * ¥
3.00 .118 8° 0.10 .004 L151.2-300 08-5F * elwe| % * | Y% * * * e
3.00 .118 | 12° | 0.10 .004 R/L151.2-300 12-5F * w|w o * | % * * * IS
4.00 .157 0° 0.20 .008 40 N151.2-400-5F * ||| ¥ * | ¥x * * * ¥ |
4.00 .157 5° 0.10 .004 R/L151.2-400 05-5F * | W A4 * | * * * Ve
4.00 .157 8° 0.10 .004 R151.2-400 08-5F x| || w * | * * * w
4.00 .157 8° 0.10 .004 L151.2-400 08-5F * xS w * * * * w
500 .197 | 0° | 0.20 .008 50 |N151.2-500-5F k|| | k| [x *| (x| |
5.00 .197 5° 0.10 .004 R151.2-500 05-5F * S ¥ * * * * A
500 .197 | 5° | 0.10 .004 L151.2-500 05-5F * * *
olu|vvo|R218|8|L[evlv|olg|v|v|v o|a|a|w
REREE[SZEEERELLZ 255|335
I
) To correspond with seat size on holder. N = Neutral, R = Right hand, L = Left hand
For geometry description, see page B124. %= First choice
J
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PARTING AND GROOVING

T-Max Q-Cut® - Inserts

T-Max Q-Cut®

Parting

%

6°15°

Tolerances, mm (inch):
3F

la = +0.03 (+.001)

re = +0.03 (+.001)

4E, 5E

la= +0.25/0 (+.010/0)
re= +0.10 (x.004)

Selection criteria, millimeter, inch P M - N s
(mm, in.)
aclac|ac|ac|aclac|ac|ac|ac| - |ac|aclac| - | - |aclac|ec|ac|ac|ac -
Lok r. | Seat €1280/8]2/2 1803|812 C12|518[8/22/8 |3
mm in. W mm in. size”) |Ordering code cERREEERQETEREYIEEREE QT
1.57 .062 0° 0.08 .003 15 N151.2-A062-15-3F Vo Vo e W
2.39 .094 0° 0.08 .003 25 N151.2-A094-25-3F Ve Ve A A4
2.39 .094 5° 0.08 .003 R151.2-A094-05-25-3F Vo Yo Yo e
3 2.39 .094 | 10° | 0.08 .003 R151.2-A094-10-25-3F Ae Ae e A
2 2.39 .094 | 15° | 0.08 .003 R151.2-A094-15-25-3F w w bt W
g 3.17 125 0° 0.08 .003 30 N151.2-A125-30-3F RAS < o 2Ad
= 3.17 125 5”7 0.08 .003 R151.2-A125-05-30-3F bAd w ¢ Ae
3.17 125 10° 0.08 .003 R151.2-A125-10-30-3F RAS hxe Yo Yo
3.17 125 | 15° | 0.08 .003 R151.2-A125-15-30-3F w w w W
3.96 .156 | 15° | 0.08 .003 40 R151.2-A156-15-40-3F Ve A A IAf
2.00 .079 0° 0.20 .008 20 N151.2-200-5E X | v | [ Ve | Y| o | v | K |5 W | Ve | K| e k|| e | W
2.50 .098 0° 0.20 .008 25 N151.2-250-5E | | e | e [ e | e | k| S | e | o | | ke [ [ ke | e | e | o b
3.00 .118 0° 0.20 .008 30 N151.2-300-5E | | e | e [ e | e | e | | o RAER*dR diid b dhAd b dRxd i ding 1A¢
E 3.00 .118 5° 0.20 .008 R/L151.2-300 05-5E K| | Ve | e e | e | k| s * * * | v |
2 4.00 .157 0° 0.20 .008 40 N151.2-400-5E x| Ve | W | Ve | Yo | v | e [ K| ASRAAD dR%d b di%d b dRAdRxdbAg w
g 400 157 5° 0.20 .008 R/L151.2-400 05-5E K| Yo | Ve | e | e | e | e k| o * * * | v |
§ 5.00 .197 0° 0.20 .008 50 N151.2-500-5E X | Ve | [ Ve | Ve | e | e [ K |5 | Ve | o [ | k[ | ke | o | e | w
b 5.00 .197 5° 0.20 .008 R151.2-500 05-5E * Yo [ e | e | e * | A * * * A
5.00 .197 5° 0.20 .008 L151.2-500 05-5E Ve | ¥ |k * |3 * *
6.00 .236 0° 0.20 .008 60 N151.2-600-5E e | | Y| e [ [ e | e k| o S | e | e | | ke [ o | e | A
6.00 .236 5° 0.20 .008 R/L151.2-600 05-5E Yo |k * *
2.50 .098 0° 0.30 .012 25 N151.2-250-4E K| Ve | | Ve | e | e | e [ k| | e | * | v |k * | v | w
3.00 .118 0° 0.30 .012 30 N151.2-300-4E e | Y| e | e | e | e | e | ok | e | S| o [ e | ok | e | ke * || Ae
3.00 .118 5° 0.30 .012 R151.2-300 05-4E K| Yo | e | e [ e | e | e | ke | e | e | e e ok e | ke * | Yo | Yo
3.00 .118 5 0.30 .012 L151.2-300 05-4E K| Ve | | Ve | e | e | e [k | o | [ o * | v |k * | ¥ | W
151.2-4E 4.00 .157 0° 0.30 .012 40 N151.2-400-4E L AR SR g RAa Rxd R AR SRASRAE R R-AD SRAd b ¢ * | | W A4
3 - 4.00 .157 5° 0.30 .012 R151.2-400 05-4E K[ | Y| Y| e | e o ok | | e | e * | Y|k * | ¥ | ¥ e
2 4.00 .157 5° 0.30 .012 L151.2-400 05-4E * o | e | e | k| | e | * || x * s A
5 5.00 .197 0° 0.40 .016 50 N151.2-500-4E | | | e | e | e | e | ok | e | e | o [ o | ok | o | ke * || 1A¢
I 5.00 .197 5° 0.30 .012 R151.2-500 05-4E * PAG RS RAY Bie * | Ve | v * | Y|k * w w
5.00 .197 & 0.30 .012 L151.2-500 05-4E * | |k W A * *
6.00 .236 0° 0.40 .016 60 N151.2-600-4E K| Yo | Ve | e [ e | e | e | k| v | e | o * || % * | | Yo
6.00 .236 5° 0.30 .012 R151.2-600 05-4E * Ve [ Ve |k W | e | * || % * Ve [
6.00 .236 5° 0.30 .012 L151.2-600 05-4E * Al ks RS * *
8.00 .315 0° 0.60 .024 80 N151.2-800-4E K| v | | Ve | e | e | e [k | 3 | e |5 * | v |k * | v | | Ve |
2l2ls/2[=8/3/8[8/2l3/2ls/sls/8l2/gls|8le]e
alaaoo|SS 2SS X XX X[ZZ|0|0 |00 o n
I
1) To correspond with seat size on holder. N = Neutral, R = Right hand, L = Left hand

For geometry description, see page B124.
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TURN - ENG

T-Max Q-Cut® - Inserts PARTING AND GROOVING

T-Max Q-Cut®

Grooving

‘

= F

%
—

jE Tolerances, mm (inch):
1| la= +0.02 (+.0008)
r,= +0.05 (+.0020)
For circlip grooves

la= +0.13/+0.09 (+.005/+.0035)
r,= +0.05 (+.002)

m'—-..

_Se)lection criteria, millimeter, inch (mm, P M -T s
in.
cclac|aclac|ac|ac|cT|ac|ac|ac|ac|ac|eT| - |aclaclac| - | - |aclecac| -
L hooonon Seat 81218088 10|82218|0 |0 3|2 R1813|5/8]883
mm in.  mm in. of size) |Ordering code CITIRIQIBIY IR IEIEIR|QINTIEIRIYT|TIEICIE|T
198 .078 0.19 .008 3° 20 N151.2-A078-20-4G * Yo * | | e * [ *x *
2.00 .079 0.20 .008 3° N151.2-200-20-4G * Ve A * RARRAGRAG X4 * [ H | ¥ |k
223 .088 0.19 .008 3° N151.2-A088-20-4G * * A * [ x *
239 .094 0.19 .008 3° 25 N151.2-A094-25-4G * e Y * RAgRAgRAg Bxg * [ K| Y |k
246 .097 0.32 .013 3° N151.2-A097-25-4G * hAd A * AERAgRAd BX4 * [ K| | K
2.67 .105 0.19 .008 3° N151.2-A105-25-4G * * 2Ag * | % *
279 110 0.32 .018 3° N151.2-A110-25-4G * A ¢ * W | e | Yo | * [ K| Aab ¢
3.00 .118 0.20 .008 3° N151.2-300-25-4G * RAS Yo | ¥ [k PAS G RAY Bhe o [ He | e | | e |5
3.10 .122 0.19 .008 3° N151.2-A122-25-4G * *
3.17 125 0.19 .008 3° N151.2-A125-25-4G * A e [ | K e | e | e [ K| e k| |
3.61 142 032 .013 32 30 N151.2-A142-30-4G * w w * | v | [ % [ K| Yo | K
396 .156 0.19 .008 3° N151.2-A156-30-4G * v A * RAgRAgRAg Bxd * [ K| W |k G
400 .157 0.20 .008 3° N151.2-400-30-4G * w | |k Ve | | R X [ K | | k| o |
452 178 0.19 .008 3° 40 N151.2-A178-40-4G * xS 1Ad * PAS G RAY Bie * [ H | ¥ |k
470 185 0.57 .022 3° N151.2-A185-40-4G * w w * PAG B IAY X e * |k [ w |k
g 4.80 189  0.57 .022 3° N151.2-A189-40-4G * hxe Yo | v [k PAS A G RAY Bie k[ H || K[| e
Q 5.00 197 0.20 .008 3° N151.2-500-40-4G * w [ Ve | K W | Yo | [ |k [ | k[ |
g 5.41 213 0.19 .008 3° 50 N151.2-A213-50-4G * * Y * [ * *
- 556 .219 0.57 .022 3° N151.2-A219-50-4G * w * A¢ $Ad hAd % [ K| |k
6.00 .236 0.20 .008 3° N151.2-600-50-4G * b o [ | K Vo | e | e [ K| e k||
6.35 250 0.57 .022 3° 60 N151.2-A250-60-4G * w || K AERAGRAd X4 X [ K| | k| e | e
714 281 0.83 .033 3° N151.2-A281-60-4G * * w * | % *
793 312 0.83 .033 3° N151.2-A312-60-4G * w * Ad Ad B X [ K| |k
8.00 .315 0.20 .008 3° N151.2-800-60-4G * bAS Yo * Yo | v | e e * [ % | ¥ | K
952 375 0.83 .033 3° 80 N151.2-A375-80-4G * Vo * e Ad b * k|| [k H
10.00 .394 0.30 .012 3° N151.2-1000-80-4G * A * W W [ e * [k | & W |k
For circlip grooves
1.85 .073 0.10 .004 3° 20 N151.2-185-20-4G * w 1Ad PAS R G IAY Bie * 1Ad Ve | %
215 .085 0.15 .006 3° N151.2-215-20-4G * A A * W | e | e | * A W |k
265 .104 0.15 .006 3° 25 N151.2-265-25-4G * RAS Yo PAS RS RAY Bie * i ¥ | %
3.15 124 0.15 .006 3° N151.2-315-25-4G * w * | v | * *
415 163 0.15 .006 3° 30 N151.2-415-30-4G * * bAd * *
515 .203 0.15 .006 3° 40 N151.2-515-40-4G * * W * *
olvlvlvjwv|o|o|2(RILIFY|IS|L|lo|v|v|olo|v|w|wv|v
PRRT s Ra|5SS2S 55 2L E e nln
| I —
) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. *= First choice I
J
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PARTING AND GROOVING

T-Max Q-Cut® - Inserts

T-Max Q-Cut®

Grooving

Tolerances, mm (inch):

la=
rp= =0.10 (+.004)
151.2-A-5G

+0.05 (+.002)
+0.05 (+.002)

la=
re=

151.2-A-6G
+0.03 (+.001)
+0.05 (+.002)

la=
re=

For circlip grooves

+0.10/0 (+.004/0) /.=

lo=

<3.00 +0.05/0.13
(=0.118 +.002/
>3.00 +0.07/0.17
(>0.118 +.003/

Selection criteria, mm, inch

GC|GC|GC|GC|GC|GC|CT|GC|GC|GC|GC|GC|CT| - |GC|GC|GC| - | - |GC| -
Lo Lo | onon Seat R1218]0|R(R]w|21R12(8|a |0 |3|2|R]R|3|5|8[3
mm in. mm in. o size) |Ordering code TR RKRIBIYIS[IEIEIEINQIS TR 8IYITIT T
6.35 .250 0.79 .031 32 60 N151.2-A250-60-6G o e * * Yo *
. 9.52 375 0.79 .031 3° 80 N151.2-A375-80-6G bAS bAS * * bAS *
8
5
I
151.2-6G
2.00 .079 0.20 .008 4° 20 N151.2-200-20-5G hx¢ Pdbidbidh dhie * P dhiding bAdh dRidiid b g
2.39 .094 0.18 .007 7° N151.2-A094-20-5G bxs * * *
3.00 .118 0.30 .012 4° 30 N151.2-300-30-5G bAS AR RASE dRAe * AR RERAGRY RAED SR IRAS b ¢
3.17 125 0.25 .01 5 N151.2-A125-30-5G pxe hxe * | * Yo | e [ Yo | e * | o[ *
4.00 157 0.30 .012 4° 40 N151.2-400-40-5G bAS Yo | e | e [ K| * PASRERAGRY RAED SR IRAYS b ¢
151.2-5G 475 187 | 025 .01 7 N151.2-A187-40-5G * MR ES P o3| k] x
o 5.00 197 0.40 .016 5.75° 50 N151.2-500-50-5G v dbidn dh dh*s * AR b dird brd b dh dhrd b o
3 6.00 .236 0.40 .016 6° 60 N151.2-600-60-5G pxe W * | ¢ * Yo | ¥ | e [ |5 * | Y| *
E 6.35 .250 0.25 .01 6° N151.2-A250-60-5G Ag * | * | ¥ | * | o[k
._g 7.93 312 0.33 .018 4° 80 N151.2-A312-80-5G ¥ * * *
9] 8.00 .315 0.50 .02 7° N151.2-800-80-5G w ¥ | e * * | v | e * || K
= For circlip grooves
1.85 .073 0.10 .004 4° 20 N151.2-185-20-5G AS * * ke * | o[ *
2.15 .085 0.15 .006 SI5K N151.2-215-20-5G bAS * | ¥ * | ¥ *
2.65 .104 0.15 .006 5° 25 N151.2-265-25-5G bAS * | * | v *
3.15 124 0.15 .006 & 30 N151.2-315-30-5G o * | * | | * | Y|k
4.15 .163 0.15 .006 5° 40 N151.2-415-40-5G Aq * | * | ¥ | * | o[ K
515 .203 0.15 .006 4° 50 N151.2-515-50-5G e * * *
olv|v|v|(wv|oc|o]|2LI2IRANRI2C|ICIo|v|v|o|o|v|v
NSNS R RN E RS
I
1) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. *= First choice
B9 B10 B124 B2 J3 18
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TURN - ENG

T-Max Q-Cut® - Inserts PARTING AND GROOVING

T-Max Q-Cut®

Grooving of hardened materials

Tolerances, mm (inch):
E-G

la= +0.02 (+.0008)

r. = +0.05 (+.002)

Selection criteria, mm, inch H
|cs|
o
la la re re Seat a
mm in. mm in. & iw size’) |Ordering code O
3.00 .118 | 0.20 .008 3° & 25 N151.2-300-25E-G *
- 3.17 125 0.18 .007 3° 3 N151.2-A125-25E-G *
9 4.00 157 | 0.20 .008 3% 8 30 |N151.2-400-30E-G *
'; 4.70 .185 0.56 .022 3° 3 40 N151.2-A185-40E-G *
s 5.00 197 0.20 .008 3° 3 N151.2-500-40E-G *
151.2-EG 6.00 236 | 020 .008 | 3° 3 50 |N151.2-600-50E-G *
6.35 .250 0.56 .022 3° 3 60 N151.2-A250-60E-G *
o
I

1) To correspond with seat size on holder. N = Neutral G

For geometry description, see page B124. %= First choice

B9 B10 B124

H B b




PARTING AND GROOVING T-Max Q-Cut® - Inserts

T-Max Q-Cut®

Profiling

H

Tolerances, mm (inch):

N3 - NHNI1

4P

= +0.02 (+.0008)

5P

la= £0.05 (x.002)

Selection criteria, inch, mm P - N s
ac|ac|ac|cT|ac|ac|ac|cT| - |aclac| - | - |aclec|ac|ac| -
It} It} oy ite} <Llw (v (I |vlw v <
Ia Ia re re A0 (N[0 | |Y [0 [P DD |N|D [N [N

mm in. mm in. | Seat size) |Ordering code —RISISI2E RIS ITEISIZIZIEIRIEIRIE

3.00 118 1.50 .059 30 N151.2-300-30-4P * | o | e | e |3 |3 [ [ | | %k |5 W

3.17 125 1.59 .062 N151.2-A125-30-4P * | v o | e [ K| e | e | o * |k | o[k | Yo

3.96 .156 1.98 .078 40 N151.2-A156-40-4P * | S | e | e |3 |3 S [ K| e | k|5 W

4.00 157 2.00 .079 N151.2-400-40-4P * | v o | e [ K| e e | J |k | e[| v bAS

4.50 A77 2.25 .089 N151.2-450-40-4P * PAg * | ¥ [ * | %k *

. 151.2-4P 4.75 .187 2.38 .094 N151.2-A187-40-4P * * W * [ * *
2 5.00 197 2.50 .098 N151.2-500-40-4P * | s | e [ K| v | e | * | %k | [ | v o
; 5.56 .219 2.78 110 50 N151.2-A219-50-4P * Ae * W * | * pAe
3 6.00 .236 3.00 118 N151.2-600-50-4P * [ bxd DAdh dhAd brd bxg b dh.dhxd b dh*e pAg
6.35 .250 3.17 125 N151.2-A250-50-4P * | RAS * | v | | * |k | Vo | v |k
714 .281 3.57 140 60 N151.2-A281-60-4P * pAg * hxe * | * * pAg
G 7.93 312 3.96 .156 N151.2-A312-60-4P * *

8.00 S 4.00 .158 N151.2-800-60-4P * | ¥ Yo [ e | % [ | e | * | %k | [k | Yo

9.52 .375 4.76 .188 80 N151.2-A375-80-4P * pAg * *

10.00 .394 5.00 197 N151.2-1000-80-4P * * bxs * | * *

3.00 .118 1.50 .059 30 N151.2-300-30-5P R dRAdb dhxe * | | a4

S 3.17 125 1.59 .062 N151.2-A125-30-5P dh dhxs * | *
;,_’ 4.00 .158 2.00 .079 40 N151.2-400-40-5P PASRAED g B%e * | Y | Yo | %
€ 4.75 .187 2.37 .094 N151.2-A187-40-5P o |k * *
._g 5.00 197 2.50 .098 N151.2-500-40-5P Yo | Yo K| * | | e Yo | %
o |151.2-5P 6.00 .236 3.00 118 50 N151.2-600-50-5P ARAdD ¢ * [ |k
= 6.35 .250 3.17 125 N151.2-A250-50-5P |k * *
8.00 S 4.00 .158 60 N151.2-800-60-5P Yo | ¥ [k * | |k

sl2is/2l2g8122[g/g/sls /8|28 8

H alaaa|2 |22 |2 ZX|IX|X|ZZ|(n|n|n|n

I

1) To correspond with seat size on holder. N = Neutral

For geometry description, see page B124. %= First choice

Selection criteria, inch, mm P M - N s
ac|ac|ac|cT|ac|ac|ac|eT| - |aclac| - | - faclac| -

o ko | o n | seat RlolQ10|818 0w 3R]2|5|5|8|o|S

mm in. mm in. size!) |Ordering code —IRISISI2FIQIS|TEISITIZRIQIT

3.00 118 1.50 .059 30 N151.2-300-30-4P * | ¢ Yo | ¥ [ K| | Y | * k| * bAg

3.17 125 1.59 .062 N151.2-A125-30-4P * | d R AR d R d R~ * [ [ * e

3.96 .156 1.98 .078 40 N151.2-A156-40-4P * | ¢ Yo | ¥ | | Y | * |k | * bAe

4.00 157 2.00 .079 N151.2-400-40-4P * | ¢ Yo | ¥ | K| e | e | e * | k| * Ad

I 4.50 A77 2.25 .089 N151.2-450-40-4P * pAg * [ ¥ | * | % Yo
- 151.2-4P 4.75 187 2.38 .094 N151.2-A187-40-4P * * RAS * | % *
3 5.00 197 2.50 .098 N151.2-500-40-4P * | e [ e | | e | 3 [ * % | x IS
; 5.56 219 2.78 110 50 N151.2-A219-50-4P * hAS * RAS * | & | * Yo
s 6.00 .236 3.00 .118 N151.2-600-50-4P * | ¥ Yo | ¥ [ | | Y | * |k | x PAg

6.35 .250 3.17 125 N151.2-A250-50-4P * | bAe * | Yo | Yo | * [ * db

714 .281 3.57 .140 60 N151.2-A281-60-4P * bAS * w * | k| * bAg

7.93 312 3.96 .156 N151.2-A312-60-4P * *

8.00 .315 4.00 .158 N151.2-800-60-4P * | o | e | K| v |3 [k * % | x IAd

9.52 375 4.76 .188 80 N151.2-A375-80-4P * bAS * *

10.00 .394 5.00 197 N151.2-1000-80-4P * * e * [ * *
3122/2[2/8/812/2[3l5/8(s|2 8|2
oQloaa|2|2 |2 22X (X |X|[Z]|n|n|n

| I a—

B9 B10 B124 ¢ B130 a B146 B2
n
A B . & o
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TURN - ENG

T-Max Q-Cut® - Inserts PARTING AND GROOVING

T-Max Q-Cut®

Profiling non-ferrous and hardened materials

‘I E?ﬂ I
iW
la
Tolerances, mm (inch):
‘3 F-P

lo= +0.02 (+.0008)
E-P
l,= +0.02 (+.0008)

Selection criteria, inch, mm NIH
cp|cB
ol|lo

la la re re Seat SIS
mm in. mm in. iw size’) |Ordering code oo
3.00 .118 | 150 .059 | 2.50 30 |N151.2-300-30E-P *
3.17 125 1.59 .062 2.60 N151.2-A125-30E-P *
4.00 .157 | 2.00 .079 | 3.00 40  |N151.2-400-40E-P *
4.75 .187 2.37 .094 3.40 N151.2-A187-40E-P *
5.00 197 2.50 .098 3.50 N151.2-500-40E-P *
o |151.2-E-P 600 236 | 3.00 118 | 400 | 50 |N151.2-600-50E-P *
2 6.35 .250 3.17 125 4.20 N151.2-A250-50E-P *
E 7.93 312 3.96 .156 5.00 60 N151.2-A312-60E-P *
] 3.17 125 1.59 .062 2.60 30 N151.2-A125-30F-P *
4.00 157 2.00 .079 3.00 40 N151.2-400-40F-P *
6.00 .236 | 3.00 .118 | 4.00 50 |N151.2-600-50F-P * G
151.2-F-P
ala
Z|T
1) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. *= First choice
B9 B10 B124 . B130 B146 B2 J3 18
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PARTING AND GROOQVING T-Max Q-Cut® - Inserts

T-Max Q-Cut®

Turning and recessing

7 7°ﬂ
7= ;
i 2

Tolerances, mm (inch):
la= +0.10/0 (+.004/0)
re = +0.10 (+.004)

Selection criteria, inch, mm P M -
ac|ac|ae|cT|ac| cTlac|ac|ac)
Ia Ia re re Seat LIRIQ|I0|R|w]|RRIK
mm in. mm in. size |Ordering code -89 S|= |88 |Y
3.00 .118 | 0.40 .016 30 |N151.2-3004-30-5T sk | [ k|
3 4.00 157 0.40 .016 40 N151.2-4004-40-5T Yo |V | K * Ve | K| W
2 4.00 157 0.80 .032 N151.2-4008-40-5T v | % | o | e | ke [ e | o | ok | o
g 5.00 197 0.40 .016 50 N151.2-5004-50-5T Vo | Y|k * Vo | k|
- 6.00 .236 0.80 .032 60 N151.2-6008-60-5T }Ad % | | % | [ *
- 3.00 118 0.40 .016 30 N151.2-3004-30-4T * *
§ 4.00 1567 0.40 .016 40 N151.2-4004-40-4T * *
€ 4.00 157 0.80 .032 N151.2-4008-40-4T * | v w *
% 5.00 197 0.40 .016 50 N151.2-5004-50-4T * *
G % 6.00 .236 | 0.80 .032 60 |N151.2-6008-60-4T * *
gl2|=/2(8(2|glels
[ Fa T ) N Y
I
1) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. * = First choice
H
|
J

B9 B10 B124 B130

B146 B2 J3 18
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TURN - ENG

T-Max Q-Cut® - Inserts PARTING AND GROOVING

@ @ﬂ ; Tolerances, mm (inch):
n o
o

}};E la= +0.02 (+.0008)
‘J 45°
. E Dy 151.2-A094-25-4U, 151.2-A125-30-4U

T-Max Q-Cut®

Undercutting

Oy

P ™ .N s
ac|cT|ac|eT| - | - | - |ac| -

_ Dnm <[<|<| |«
la re re Dmmin  max Seat 0 |10 [0 10|V |D | |0
in. mm in. mm in. o on size!) |Ordering code QBRI T|IT|ITIR|T

.079 1.00 .039 | 30.00 1.181 & 7° 20 |N151.2-200-20-4U b ARAd B AR d b.d b.d RXdR. <
o 118 1.50 .059 | 28.00 1.102 7° 7° 25 |N151.2-300-25-4U * * Rt hd R REdR. S
3 157 2.00 .079 | 23.00 .906 11° 7° 30 |N151.2-400-30-4U b ARxd b AR dR*d b d b d RxdR. ¢
- 197 2.50 .098 | 27.00 1.063 11° 7° 40 |N151.2-500-40-4U * * a4 b d R dR.
:E, .236 3.00 .118 | 27.00 1.063 11° 7° 50 |N151.2-600-50-4U * * *
? .315 4.00 .157 | 30.00 1.181 11° 7° 60 |N151.2-800-60-4U * * o | ok | k[ | K
=
.094 0.51 .020 | 25.40 1.000 | 4.5° 7° 25 |N151.2-A094-25-4U * * *
125 | 119 .047 | 28.58 1.125 7° 7° 30 [N151.2-A125-30-4U *| x *
X =1 P (=] (=] [=]1T) G
SRR EEE
|
1) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. %= First choice
Blanks

=N

r, Tolerances, mm (inch): H
?j@ 3B = +0.05 (.002)
& -4B ;= +0.04 (.002)
For grinding instructions see Metalcutting Technical guide
Selection criteria, millimeter, inch (mm, in.) m N[s
I Ia re re Width range Width range Seat §<'t_> 5<‘(2 ?':3 é
mm in. mm in. min max o size’) |Ordering code T|T|T|T
2.40 .094 0.10 .004 1.90 2.3 11° 20 N151.2-240-20-3B DAY RAg BAY BXg
3.40 134 | 0.10  .004 2.30 3.3 11° 25  |N151.2-340-25-3B o | 3o | ¥ [
4.40 178 0.20 .008 3.00 4.3 12° 30 N151.2-440-30-3B PAY Bid Ad Bxg I
5.40 213 0.20 .008 4.00 5.3 5° 40 N151.2-540-40-3B PAY Rig BAY Bxg
6.50 .256 0.20 .008 5.00 6.4 5° 50 N151.2-650-50-3B bAd Rid Bxd e
151.2-38 850 .335 | 0.30 .012 6.00 8.4 6° 60 |N151.2-850-60-3B s | e e | o
2.60 102 0.10 .004 1.90 23 11° 20 N151.2-260-20-4B A Al R R
3.65 144 0.10 .004 2.30 3.3 11° 25 N151.2-365-25-4B bAd R%d RA RAd
4.65 .183 0.20 .008 3.00 4.3 12° 30 N151.2-465-30-4B DAY A PAY Bxe
5.60 .220 0.20 .008 4.00 5.3 5° 40 N151.2-560-40-4B o | Yo | e | o
6.75 .266 0.20 .008 5.00 6.4 5 50 N151.2-675-50-4B DAY Bid PAY Big
151.9-4B 8.80 .346 0.30 .012 6.00 8.4 6° 60 N151.2-880-60-4B bAY RA4 RAY RAS
N 11.45 451 0.30 .012 8.00 11.2 10° 80 N151.2-1145-80-4B bad X A BAS
Vilo|o|w
S22
I
1) To correspond with seat size on holder. N = Neutral
For geometry description, see page B124. J

Note: Precaution should be taken when grinding cemented carbide products. See page J7 for safety information.

B10 B124 B130
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PARTING AND GROOVING T-Max Q-Cut® - External machining

T-Max Q-Cut®
Coromant Capto® cutting units
Screw clamp

Cx-R/LF151.23

151.2

Coolant inlet: Radial through the taper
Right hand style shown

N3 - NHNI1

Dimensions, millimeter, inch (mm, in.)

a-max a, max Dsm  Dsm fi f1 h I

Main application mm?")  inch!) |Seat size|Ordering code mm in. mm in. mm in. Gauge inserts Nm3
15.00 .591 20 |C83-RF151.23-22050-20 32 1.260 | 22 .866 | 50 1.968 N151.2-200- 5E 2.5
15.00 .591 C4-R/LF151.23-27055-20 40 1575 | 27 1.063 | 55 2.165 N151.2-200- 5E 2.5
15.00 .591 C5-RF151.23-35060-20 50 1968 | 35 1378 | 60 2.362 N151.2-200- 5E 2.5
20.00 .787 25 C4-R/LF151.23-27060-25 40 1575 | 27 1.063 | 60 2.362 N151.2-250- 5E 3.0
20.00 .787 30 |C3-R/LF151.23-22055-30 32 1.260 | 22 .866 | 55 2.165 N151.2-300- 5E 355
20.00 .787 C4-R/LF151.23-27060-30 40 1575 | 27 1.063 | 60 2.362 N151.2-300- 5E 3.5
20.00 .787 C5-R/LF151.23-35060-30 50 1968 | 35 1.378 | 60 2.362 N151.2-300- 5E 3.5
20.00 .787 C6-R/LF151.23-45065-30 63 2480 | 45 1772 | 65 2.559 N151.2-300- 5E 3.5
25.00 .984 40 |C4-R/LF151.23-27067-40 40 1575 | 27 1.063 | 67 2.638 N151.2-400- 5E 5.0
25.00 .984 C5-R/LF151.23-35067-40 50 1968 | 35 1.378 | 67 2.638 N151.2-400- 5E 5.0
25.00 .984 C6-R/LF151.23-45067-40 63 2480 | 45 1772 | 67 2.638 N151.2-400- 5E 5.0
32.00 1.260 50 C5-R/LF151.23-35075-50 50 1968 | 35 1.378 | 75 2.953 N151.2-500- 5E 5.0
32.00 1.260 C6-R/LF151.23-45075-50 63 2480 | 45 1772 | 75 2.953 N151.2-500- 5E 5.0
32.00 1.260 60 C5-R/LF151.23-35076-60 50 1968 | 35 1.378 | 76 2.992 N151.2-600- 5E 5.0
32.00 1.260 C6-R/LF151.23-45080-60 63 2480 | 45 1772 | 80 3.150 N151.2-600- 5E 5.0

) a, max. for holder. For max stability choose a holder with shortest possible ar. R = Right hand, L = Left hand

2) To correspond with seat size on insert.
3 Insert tightening torque Nm. Use torque wrench, see page B109.

Main spare parts

Seat size Screw Key (Torx Plus)

20-30 3212 012-259 5680 043-14 (20IP)

40-60 3212 012-360 5680 043-17 (30IP)
B6 B67
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TURN - ENG

T-Max Q-Cut® - External machining

PARTING AND GROOVING

T-Max Q-Cut®

Double ended parting blade

&

151.2

Spring clamp
Seat size 20-60

150

Vie
s

Screw clam
Seat size 80

p

h

I

[ =

—

}
|

ar
Neutral style
Dimensions, millimeter, inch (mm, in.)
armax armax| Seat h h hy hy 11 11

Main application mm?) inch?) size? |Ordering code mm in. mm in. mm in. Gauge inserts Nm3)

35 1.378 20 151.2-21-20 25.9 1.020 21.4 .842 110 4.331 N151.2-200- 5E

35 1.378 25 151.2-21-25 25.9 1.020 21.4 .842 110 4.331 N151.2-250- 5E

60 2.362 151.2-25-25 31.9 1.256 25 .984 150 5.906 N151.2-250- 5E

35 1.378 30 151.2-21-30 25.9 1.020 21.4 .842 110 4.331 N151.2-300- 5E

60 2.362 151.2-25-30 31.9 1.256 25 .984 150 5.906 N151.2-300- 5E

35 1.378 40 151.2-21-40 25.9 1.020 21.4 .842 110 4.331 N151.2-400- 5E G

t 60 2.362 151.2-25-40 31.9 1.256 25 .984 150 5.906 N151.2-400- 5E

60 2.362 50 151.2-25-50 31.9 1.256 25 .984 150 5.906 N151.2-500- 5E

60 2.362 60 151.2-25-60 31.9 1.256 25 .984 150 5.906 N151.2-600- 5E

100 3.937 80 151.2-45-80 52.5 2.067 45 1.772 250 9.842 N151.2-800- 4E 3.5
1) a, max. for holder. For max stability choose a holder with shortest possible a.
2) To correspond with seat size on insert.
3 Insert tightening torque Nm. Use torque wrench, see page B109.
Main spare parts
Seat size Screw Key (Torx Plus)
20-30 - 5680 057-0214)
40-60 - 5680 057-0114)
80 3212 012-259 5680 043-14 (20IP)
4 Optional part to be ordered separately.
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PARTING AND GROOVING T-Max Q-Cut® - External machining

T-Max Q-Cut®
Shank tools for parting
Spring clamp

R/L151.20 Re-inforced

N3 - NHNI1

- f_lu
¥
Iy
151.2 )
I
h~ b~ Right hand style shown
(C  Metric version
Dimensions, mm
Seat
Main application Dmnmax a max! | sized |Ordering code b f1 h hy 14 I3 Gauge inserts
13 6 20 R/L151.20-0808-20 8 8.25 8 12 120 11 N151.2-200- 5E
20.6 10 R/L151.20-1010-20 10 10.25 10 12 120 13 N151.2-200- 5E
30 15 R/L151.20-1212-20 12 12.25 12 12 150 205 N151.2-200- 5E
30 15 R/L151.20-1612-20 12 12.25 16 16 150 20.5 N151.2-200- 5E
30 15 R/L151.20-1616-20 16 16.25 16 16 150 205 N151.2-200- 5E
m 30 15 25 R/L151.20-1212-25 12 12.25 12 12 150 20.5 N151.2-250- 5E
G 30 15 R151.20-1612-25 12 12.25 16 12 150 205 N151.2-250- 5E
30 15 R/L151.20-1616-25 16 16.25 16 16 150 20.5 N151.2-250- 5E
35 17 R/L151.20-2012-25 12 12.25 20 20 125 26 N151.2-250- 5E
35 17 R/L151.20-2020-25 20 20.25 20 20 125 26 N151.2-250- 5E
35 17 R/L151.20-2525-25 25 25.3 25 25 150 31.8 N151.2-250- 5E
35 17 30 R/L151.20-1612-30 12 12.3 16 16 100 26 N151.2-300- 5E
25 17 R/L151.20-2012-30 12 12.3 20 20 125 26 N151.2-300- 5E
35 17 R/L151.20-1616-30 16 16.3 16 16 100 26 N151.2-300- 5E
35 17 R/L151.20-2020-30 20 20.3 20 20 125 26 N151.2-300- 5E
45 22 R/L151.20-2020-30A 20 20.3 20 20 125 31.8 N151.2-300- 5E
45 22 R/L151.20-2525-30A 25 25.3 25 25 150 31.8 N151.2-300- 5E
45 22 40 R/L151.20-2020-40 20 20.3 20 20 125 31.8 N151.2-400- 5E
45 22 R/L151.20-2525-40 25 25.3 25 25 150 31.8 N151.2-400- 5E
H  Inch version
Dimensions, inch
Seat
Main application Dynmax armax’) | size2 |Ordering code b f1 h hi 11 I3 Gauge inserts
.760 .380 20 R151.20-06-20 375 385 375 375 4720 .630 N151.2-200- 5E
1.180 591 R/L151.20-08-20 500 510  .500 .500 5.910 N151.2-200- 5E
1.180 .591 R/L151.20-10-20 625 634 625 625 5910 .810 N151.2-200- 5E
1.180 591 25 R/L151.20-08-25 500 510 500 .500 5.910 .810 N151.2-250- 5E
1.180 591 R/L151.20-10-25 625 634 625 625 5910 .810 N151.2-250- 5E
m 1.380 .689 R/L151.20-12-25 750 760 .750 .750 4.500 1.050 N151.2-250- 5E
| 1.380 .689 30 R/L151.20-10-30 625 638 625 .625 4.000 1.020 N151.2-300- 5E
1.380 .689 R/L151.20-12-30 750 764 750 .750 4.500 1.020 N151.2-300- 5E
1.770 .886 R/L151.20-12-30A .750 764 750 .750 4.500 1.240 N151.2-300- 5E
1.770 .886 40 R/L151.20-12-40 750 764 750 .750 4.500 1.250 N151.2-400- 5E
) For max stability choose a holder with re-inforced design R = Right hand, L = Left hand

2) To correspond with seat size on insert.

Main spare parts

Seat size Insert key"
20-30 5680 057-021
] 40-60 5680 057-011

1) To be ordered separately.

’ B6 % B117 @ G6

B 68

J2




TURN - ENG

T-Max Q-Cut® - External machining PARTING AND GROOVING

T-Max Q-Cut®
Shank tools
Screw clamp

Deep ar
R/L151.23
i
f
I3 floe
151.2 Iy
L Right hand style shown
b~
Metric version
Dimensions, mm
Seat
Main application armax!) | sized |Ordering code b fi h h1 14 I3 Gauge inserts Nm3)
15 20 R/LF151.23-1616-20M1 16 17 16 16 100 33.5 N151.2-200- 5E 4.0
15 R/LF151.23-2020-20M1 20 21 20 20 125 39 N151.2-200- 5E 4.0
15 R/LF151.23-2525-20M1 25 26 25 25 150 39 N151.2-200- 5E 4.0
20 25 R/LF151.23-1616-25M1 16 17 16 16 100 40 N151.2-250- 5E 4.0
sl Ll 20 R/LF151.23-2020-25M1 20 21 20 20 125 40 N151.2-250- 5E 4.0
20 R/LF151.23-2525-25M1 25 26 25 25 150 40 N151.2-250- 5E 4.0
20 30 R/LF151.23-1616-30M1 16 17 16 16 100 M N151.2-300- 5E 5.0
20 R/LF151.23-2020-30M1 20 21 20 20 125 41 N151.2-300- 5E 5.0
20 R/LF151.23-2525-30M1 25 26 25 25 150 41 N151.2-300- 5E 5.0
20 R/LF151.23-3225-30M1 25 26 32 32 170 41 N151.2-300- 5E 5.0 G
& 25 40 R/LF151.23-2020-40M1 20 21 20 20 125 47 N151.2-400- 5E 7.5
=] 25 R/LF151.23-2525-40M1 25 26 25 25 150 47 N151.2-400- 5E 7.5
25 R/LF151.23-3225-40M1 25 26 32 32 170 47 N151.2-400- 5E 75
32 50 R/LF151.23-2525-50M1 25 26 25 25 150 57 N151.2-500- 5E 7.5
32 R/LF151.23-3225-50M1 25 26 32 32 170 57 N151.2-500- 5E 73
32 60 R/LF151.23-2525-60M1 25 26 25 25 150 58 N151.2-600- 5E 7.5
32 R/LF151.23-3225-60M1 25 26 32 32 170 57 N151.2-600- 5E 7.5
Inch version
Dimensions, inch
Seat
Main application armax’) | sized |Ordering code b fi h hy 14 I3 Gauge inserts ft-lbs4 H
.590 20 RF151.23-08-20 500 750 .500 500 4.500 1.319 N151.2-200- 5E 2.4
.590 R/LF151.23-10-20 .625 .875 .625 .625 4.500 1.319 N151.2-200- 5E 2.4
.790 25 R/LF151.23-08-25 500 750 .500 .500 4.500 1.575 N151.2-250- 5E 2.4
.790 R/LF151.23-10-25 625 875 625 .625 4.500 1.575 N151.2-250- 5E 2.4
- .790 R/LF151.23-12-25 .750 1.000 .750 .750 5.000 1.575 N151.2-250- 5E 2.4
.790 30 R/LF151.23-12-30 .750 1.000 .750 .750 5.000 1.614 N151.2-300- 5E 3.2
.790 R/LF151.23-16-30 1.000 1.250 1.000 1.000 6.000 1.614 N151.2-300- 5E 3.2
.790 R/LF151.23-20-30 1.250 1.500 1.250 1.250 6.000 1.614 N151.2-300- 5E 3.2
.980 40 R/LF151.23-12-40 .750 1.000 .750 .750 5.000 1.850 N151.2-400- 5E 5.0
: t : .980 R/LF151.23-16-40 1.000 1.250 1.000 1.000 6.000 1.850 N151.2-400- 5E 4.6
.980 R/LF151.23-20-40 1.250 1.500 1.250 1.250 6.000 1.850 N151.2-400- 5E 4.6
1.260 50 R/LF151.23-16-50 1.000 1.250 1.000 1.000 6.000 2.244 N151.2-500- 5E 4.6
1.260 R/LF151.23-20-50 1.250 1.500 1.250 1.250 6.000 2.244 N151.2-500- 5E 4.6
1.260 60 R/LF151.23-16-60 1.000 1.250 1.000 1.000 6.000 2.283 N151.2-600- 5E 4.6
1.260 R/LF151.23-20-60 1.250 1.500 1.250 1.250 6.000 2.283 N151.2-600- 5E 4.6
1) a, max. for holder. For max stability choose a holder with shortest possible a. R = Right hand, L = Left hand

2) To correspond with seat size on insert.
3) Insert tightening torque Nm. Use torque wrench, see page B109.
4 Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

Main spare parts

Seat size Shank size, mm Screw Key (Torx Plus)

20-25 3212 012-259 5680 043-14 (201P)

30 3212 012-310 5680 043-15 (25IP) J
30 1616 3212 012-309 5680 043-15 (25IP

40-60 3212 012-360 5680 043-17 (30IP)
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PARTING AND GROOVING T-Max Q-Cut® - External machining

T-Max Q-Cut®
Shank tools for undercutting
Screw clamp

R/LS151.22 R/LS151.22
Metric Inch
hy= fi= hqH 1
fa I

1
151.2 Iy “E{ h *-4\55

h- Lo h- b

Right hand style shown

(C  Metric version

N3 - NHNI1

Dimensions, mm
Main application Seat size!) |Ordering code b f1 h h4 14 I3 Gauge inserts Nm2)
20 R/LS151.22-2525-20 25 25.3 25 25 150 24 N151.2-200-20- 4U 2.5
25 R/LS151.22-2525-25 25 25.6 25 25 150 27 N151.2-300-25- 4U 3.0
30 R/LS151.22-2020-30 20 20.8 20 20 125 28 N151.2-400-30- 4U 3.5
R/LS151.22-2525-30 25 25.8 25 25 150 28 N151.2-400-30- 4U 3.5
40 R/LS151.22-2020-40 20 211 20 20 125 31 N151.2-500-40- 4U 4.5
R/LS151.22-2525-40 25 26.1 25 25 150 31 N151.2-500-40- 4U 4.5
50 R/LS151.22-2525-50 25 26.1 25 25 150 32 N151.2-600-50- 4U 5.0
R/LS151.22-3225-50 25 26.1 32 32 170 32 N151.2-600-50- 4U 5.0
G 60 R/LS151.22-2525-60 25 26.4 25 25 150 37 N151.2-800-60- 4U 5.0
R/LS151.22-3225-60 25 26.4 32 32 170 37 N151.2-800-60- 4U 5.0
Inch version
Dimensions, inch
Main application Seat size") |Ordering code b f1 h h4 11 I3 Gauge inserts ft-lbsd)
20 R/LS151.22-12-20 .750 1.000 .750 .750 4.500 1.190 N151.2-200-20- 4U 1.4
25 R/LS151.22-16-25 1.000 1.250 1.000 1.000 5.000 1.320 N151.2-300-25- 4U 1.6
30 R/LS151.22-16-30 1.000 1.250 1.000 1.000 5.000 1.360 N151.2-400-30- 4U 1.9
LS151.22-20-30 1.250 1.500 1.250 1.250 6.000 1.360 N151.2-400-30- 4U 1.9
40 R/LS151.22-16-40 1.000 1.250 1.000 1.000 5.000 1.430 N151.2-500-40- 4U 2.4
50 R/LS151.22-20-50 1.250 1.500 1.250 1.250 6.000 1.490 N151.2-600-50- 4U 2.7
H ) To correspond with seat size on insert. R = Right hand, L = Left hand

2) Insert tightening torque Nm. Use torque wrench, see page B109.

3 Insert tightening torque ft-lbs. Use torque wrench, see page B109.

Main spare parts

Seat size Screw Key (Torx Plus)
| 20-30 3212 012-259 5680 043-14 (20IP)
40-60 3212 012-360 5680 043-17 (30IP)




TURN - ENG

T-Max Q-Cut® - External machining PARTING AND GROOVING

T-Max Q-Cut®
Blades for Manchester holders, for parting
Spring clamp

151.2-4E jL
) .

Dimensions, mm, inch
Seat
Main application D size!) |Ordering code Ia b h hy 11 Gauge inserts  |Manchester holder designation
300 | 30 |151.2-40-30-8 300 287 572 401  77.7 | N151.2-300-4E |1-942, T-1305, T-1400, T-1401,
118  .090 2.250 1.580 3.060 205-164, 205-171, 205-172,
40 |151.2-40-40-8 400 330 572 404 77.7 | Ni51.2:400-4E |205-174,205-176, 205-182,
2 d : C : g 2 205-183, 205-185, 205-186,
157 .130 2250 1.580 3.060 505-194
50 |151.2-40-50-8 500 432 572 401  77.7 | N151.2-500-4E
197 170 2.250 1.580 3.060
f 2.00 | 20 |151.2-27-20-8 200 152 445 269  59.4 | N151.2-200-5E |1-940, 1-1303, T-1410, T-1411, G
.079  .060 1.750 1.060 2.340 205-179, 205-280, 205-288,
25 |151.2-27-25-8 249 203 445 269 594 | Ni51.2-250-4E |206-108,206-113, 206-114,
: : : : : : : 206-118, 206-123
098  .080 1.750 1.060 2.340
30 |151.2-27-30-8 300 229 445 269 594 | N151.2-300-4E
118 .090 1.750 1.060 2.340
40 |151.2-27-40-8 400 330 445 269  59.4 | N151.2-400-4E
157 .130  1.750 1.060  2.340
50 |151.2-27-50-8 500 432 445 269  59.4 | N151.2-500-4E
197 170 1.750 1.060  2.340
500 | 50 |151.2-56-50-8 500 432 795 561 1125 | N151.2-500-4E |1-946, T-1430, T-1431, 205-
197 170 3.130 2.210  4.430 167, 205-169, 205-170, 205-
60 [151.2-56-60-8 600 533 795 561 1125 | N151.2-600-4E |}03-2097177,205-178, 205
236 .210 3.130 2210 4.430
150 | 30 |R151.2-16-30-8 300 229 282 152 29.7 | N151.2-300-4E |206-141, 206-143, 206-142, H
118  .090 1.110  .660  1.770 206-144
3.00 | 30 |151.2-36-30-8 300 229 483 366  77.7 | N151.2-300-4E |206-122, 206-110, 206-119,
11 ) 1 1.44 y 206-120, 206-124, 206-115,
8 090 900 0_ 3060 206-116, 206-121, 206-127

1) To correspond with seat size on insert.

Main spare parts

Seat size Insert key
20-30 5680 057-021
40-60 5680 057-011

1) Optional part to be ordered separately.
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PARTING AND GROOVING T-Max Q-Cut® - External machining
T-Max Q-Cut®

Blades for HSS holders, for parting

Spring clamp

T

N3 - NHNI1

151.2-4E
b
Dimensions, mm, inch
Seat
Main application D size!) |Ordering code Ia b h hi 14 Gauge inserts  |HSS blade designation

2.00 20 |151.2-12-20-5 2.00 1.52 12.7 12.7 114 N151.2-200-5E |P2N, P2, P35, T35
.079 .060 .500 .500 4.500

2.00 25 |151.2-12-25-5 2.49 2.03 12.7 12.7 114 N151.2-250-4E
.098 .080 .500 .500 4.500

2.37 25 |151.2-17-25-5 2.49 2.03 17.5 17.5 127 N151.2-250-4E |P3N, P3, P4, P5S, T3, T4, T5S
.098 .080 .690 .690 5.000

G t 2.37 30 [151.2-17-30-5 3.00 2.29 17.5 17.5 127 N151.2-300-4E

.118 .090 .690 .690 5.000

3.00 30 [151.2-22-30-5 3.00 2.29 22.4 22.4 150 N151.2-300-4E |P5X, P5N, P5, P6, T5, T6
.118 .090 .880 .880 5.900

4.00 30 |151.2-28-30-5 3.00 2.29 28.7 28.7 150 N151.2-300-4E |P8X, P8N, P8, P9, P10, T8, T9,
118 .090 1.130  1.130  5.900 T10

4.00 40 |151.2-28-40-5 4.00 3.30 28.7 28.7 150 N151.2-400-4E
.157 .130 1.130 1.130 5.900

4.50 60 |151.2-28-60-5 6.00 5583 28.7 28.7 179 N151.2-600-4E |P8X, P8N, P8, P9, P10, T8, T9,
236 .210  1.130 1.130  7.000 T10

) To correspond with seat size on insert.

H Optional spare parts

Seat size Insert key?
20-30 5680 057-021
40-60 5680 057-011

1) Optional part to be ordered separately.
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TURN - ENG

T-Max Q-Cut® for Multi-Spindle automatics

PARTING AND GROOVING

T-Max Q-Cut®
Replaceable cartridges for parting in Multi-Spindles
Spring clamp

P4 |t
PR ) s
T
& I
a-jc
ﬂ t 151.2-3F  151.2-5F .. . §i
151.2-5e  151.2-5G i i
L_’;jb
Dimensions, mm, inch
Seat size!) |Ordering code ar b boy f1 h hy hsp 14 Ie Gauge inserts
15 MS-RF151.23-13-15 13.0 10.9 11.2 18.0 221 55.1 18.0 |N151.2-A062-15- 3F
.510 .430 .441 .709 .870 2.170 .710
25 MS-RF151.23-13-25 13.0 10.9 11.2 18.0 221 55.1 18.0 [N151.2-A094-25- 3F
.510 .430 .441 .709 .870 2.170 .710
MS-RF151.23-20-25 20.1 10.9 11.2 18.0 221 62.0 18.0 [N151.2-A094-25- 3F
.790 .430 .441 .709 .870 2.440 .710
30 MS-RF151.23-13-30 13.0 10.7 11.2 18.0 221 55.1 18.0 |[N151.2-A125-30- 3F
.510 .420 .441 .709 .870 2.170 .710
MS-RF151.23-20-30 20.0 10.8 11.2 18.0 22 62.0 18.0 |N151.2-A125-30- 3F
.787 424 .441 .709 .866 2.441 .710
MS-RF151.23-26-30 25.9 10.7 11.2 18.0 221 68.1 18.0 |N151.2-A125-30- 3F
1.020 .420 .441 .709 .870 2.680 .710
MS-RF151.23-34-30 34.0 10.7 6.6 11.2 18.0 221 30.0 75.9 18.0 |[N151.2-A125-30- 3F
1.340 .420 .260 .441 .709 .870 1.180 2.990 .710
40 MS-RF151.23-26-40 25.9 10.9 11.2 18.0 221 68.1 17.0 |N151.2-A156-40- 3F
1.020 .430 .441 .709 .870 2.680 .670 G
MS-RF151.23-34-40 34.0 10.9 6.6 11.2 18.0 221 30.0 75:9 17.0 |N151.2-A156-40- 3F
1.340 .430 .260 .441 .709 .870 1.180 2.990 .670
) To correspond with seat size on insert. R = Right hand
Main spare parts
Seat size Insert screw Hex key (Size)
15-30 8- 32 x 5" SHCS SMS 875-%4 (%/64)
40 1/4" - 20 x 5/" SHCS 174.1-872 (3/16)
Machine adapted blocks for Acme-Gridley Multi-Spindles H
- f1n- 11
= ] el ¢ h
3 |
T
f— b —=|
Dimensions, mm, inch Comparable Acme Block Designation
| = In-board position
Ordering code 14 h hy b f1 Model Machines
MS-R151.2-4225 131 42.9 8.4 25.4 7.8 |AZ-71479 () 1-1/4" RA6 |
5.150 1.690 .330 1.000 .309
MS-R151.2-4331 165 42.9 12.1 31.8 14.2 |AZ-41483, AZ-41479 (I) 1-1/4" R8, 1-5/8" RBN8
6.500 1.690 .480 1.250 .559 1-5/8" RB6, 2" RB6
MS-R151.2-4438 118 445 15.2 38.1 20.5 |N/A 2" RAG, 2-1/4" RAB, 2-5/8"
4.650 1.750 .600 1.50 .809 2-5/8" RA6, 3" RB6, 4" RAS,
3-1/2" RA6, 3-1/2 RB6, 2-5/
8" RAS,
2-1/4" RA8/RB8, 3-1/2" RB8
R = Right hand
Main spare parts
Block type Blade clamping screw Key (Torx Plus) Nozzle J
MS-R151.2 3212 106-503 5680 043-16 (27IP) 5691 028-01
B117 B2 B6
B73



PARTING AND GROOVING

T-Max Q-Cut® for Multi-Spindle automatics

T-Max Q-Cut®

Replaceable cartridges

For parting in Multi-Spindle cartridges for Davenport blocks

Spring clamp

HE o

151.2-3F
151.2-5E

151.2-5F
151.2-5G

Dimensions, mm, inch
Seat size) Ordering code ar b f1 h h4 hsp 14 I Gauge inserts
5 MS-R151.20-13-15 15.0 6.1 {ES) 16.5 6.6 15.0 24.4 46.48 |N151.2-A062-15- 3F
.590 .240 .058 .650 .260 .590 .960 1.830
25 MS-R151.20-13-25 15.0 6.1 2.3 16.5 6.6 15.0 24.4 46.48 |N151.2-A094-25- 3F
.590 .240 .090 .650 .260 .590 .960 1.830
30 MS-R151.20-13-30 15.0 6.1 3.1 16.5 6.6 15.0 24.4 46.48 |N151.2-A125-30- 3F
.590 .240 121 .650 .260 .590 .960 1.830
) To correspond with seat size on insert. R = Right hand
Adapter plate for Davenport blocks
Oy 5+
L S
Dimensions, inch
Ordering code [ b1 D D2 fi I Ip I22 r hy
MSLDAV-5014 14.2 3.3 50.8 14.2 7.0 4.0 19.05 28.5 25.4 9.7
.560 .130 2.000 .560 .276 .157 .750 1.122 1.000 .383

Main spare parts

Screw

Key (Torx Plus)

3212 036-403

5680 043-15 (25IP)

Operational dimensions after assembling

Plate with blade

f1 total = f1 blade + f1 plate
h1 total = hq blade - hq plate

(neg hy total = below vertical center line)

|1 total = /4 blade + /1 plate

B117
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TURN - ENG

T-Max Q-Cut® - Inserts PARTING AND GROOVING

T-Max Q-Cut® (Type 151.3)

Internal grooving

[ ——
| .l 3

rgP Tolerances, mm (inch):

I E la= +0.10 (+.004)

b r.= +0.05 (+.002)

For circlip grooves  (151.3-A-46)

la= +0.13 (+.005) /3= +0.02 (+.0008)

+0.09 (+.0035)
These inserts can only be used in 151.3x holders. re= +0.05(+.002) r.= +0.05 (+.0020)
Selection criteria, millimeter, inch Dimensions P M - N s
(mm, in.)
cc|ac|ae|ac|ac|ac|ae|ac] - |ac| - |ac| - |aclac) -
o k| o r | Seat 8128|al&(2/80|3|83[8 5|2|8|3
mm in. mm in. size |Ordering code o ot ClERIQIEERIQITEEEITERIT
1.98 .078 0.18 .007 20 N151.3-A078-20-4G 11° 3° * w * | ¥ * * *
2.00 .079 0.20 .008 N151.3-200-20-4G 11° 3° b AR-ER~aR%d AARAdD SRAGRAS RxdD 4 FARD d RAER<AR ¢
223 .088 | 0.18 .007 N151.3-A088-20-4G 11° 3% x| | k| R e X *
2.39 .094 0.18 .007 25 N151.3-A094-25-4G 11° 3° * | o Vo || o | e || e [ 3 ke | *
2.46 .097 0.33 .013 N151.3-A097-25-4G 11° 3° * | bAd b g R%4 Ve | e | e | e [ 5i [ke| e *
2.67 .105 0.18 .007 N151.3-A105-25-4G 11° 3° * RAS * | v * * *
2.79 .110 0.33 .013 N151.3-A110-25-4G 11° 3° * | Al R AR Ve | e | e | o |5 | ke | e *
3.00 118 0.20 .008 30 N151.3-300-30-4G 11° 3° L R AR SR*d PASR~D R aRie BAGR d PASR 4 RrdRAgh ¢
3.10 122 0.18 .007 N151.3-A122-30-4G 11° 3° * w * w
3.17 125 0.18 .007 N151.3-A125-30-4G 11° 3° * | o Vo | K| o | e | e | e [ 3 ke | e *
3.61 142 0:33 .013 N151.3-A142-30-4G 11° 3° * | v o | k| Yo | Yo | e | ko [ k|5 *
3.96 .156 0.18 .007 40 N151.3-A156-40-4G 11° 3° * AS * Vo | e * * * G
4.00 157 0.20 .008 N151.3-400-40-4G 11° 3° b AR R~ aR*d A Rid b dRAdRAd REd b 4 RAdD d PAER*dR
- 4.52 178 0.18 .007 N151.3-A178-40-4G 11° 3° * 2AS * w
3 4.70 .185 0.56 .022 N151.3-A185-40-4G 11° 3° * | ¥ Wk | w * * *
; 4.80 .189 0.56 .022 N151.3-A189-40-4G 11° 3° * | ¥ Yo | k| Yo | v | e kv [ k| *
5 5.00 .197 | 0.20 .008 50 |N151.3-500-50-4G 11° 3° S| S [ 5| e | 5t | o [ | e | st | [ e | [ e i | e | ke
5.41 213 0.18 .007 N151.3-A213-50-4G 11° 3° * *
556 219 | 056  .022 N151.3-A219-50-4G 11° & *| x| |*x *
6.00 .236 0.20 .008 60 N151.3-600-60-4G 9° 3° * Vo |k Ae * * *
6.35 250 | 056 .022 N151.3-A250-60-4G 9° 3° *| (x| |*x *
7.93 312 0.84 .033 N151.3-A312-60-4G 9° 3° * * * *
8.00 315 0.20 .008 N151.3-800-60-4G 9° 3° * W * | W * * *
For circlip grooves
185 .073 | 0.10 .004 20 |N151.3-185-20-4G 11° 3% Kol ||k e k| [k H
2.15 .085 0.15 .006 N151.3-215-20-4G 11° 3° * | o | k| RS * * *
2.65 .104 0.15 .006 25 N151.3-265-25-4G 11° 3° * | At R AR Ve | e | o | o |5 ke e *
3.15 124 0.15 .006 30 N151.3-315-30-4G 11° 3° * w * | ¥ * * *
4.15 .163 0.15 .006 40 N151.3-415-40-4G 11° 3° * W * W | W * * *
5.15 .203 0.15 .006 50 N151.3-515-50-4G 11° 3° * *
ol v vl LIF|IYILlolojlv|o|v|o|v
RN SRR M B R
I
1) To correspond with seat size on holder. N = Neutral
%= First choice
For geometry description, see page B124. |
J
B10 B10 B124 B130 B146 B2 J3 18
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PARTING AND GROOVING T-Max Q-Cut® - Inserts

T-Max Q-Cut® (Type 151.3)

Face grooving, internal grooving and turning

oo .\

E==

e

777
[I—

Tolerances, mm (inch):
la= +0.10/0 (+.004/0)

N3 - NHNI1

These inserts can only be used in 151.3x holders. re= +0.10 (+.004)
Selection criteria, millimeter, inch Dimensions P M N| s
(mm, in.)
Gc|Ge|Ge|Ge|Go|ae|Ge|ae|Ge|ae|ae|ac|ac | ao
00 (10 o|w |w|Wv 0O |w |V
Ia Ia re re Seat S SRS Ped [SAEY (S (SO
mm in. mm in. size? |Ordering code o o pind bl ot S P sl b b ] D] sl s by
3.00 .118 | 0.30 .012 25 |N151.3-300-25-7G 11° 9° k| e | | e | e | e [ e | ke | e o | ok ok [ ke | o
g 4.00 157 0.40 .016 30 N151.3-400-30-7G 11° 8.5° b AR~ RAg R aRAg RAgRAaD Shtd PASE 4 b d b Shte
2 500 .197 | 040 .016 40  |N151.3-500-40-7G 11° 8.5° e | o | e | | o | e | ol | ke | ol | e ok | ok [ ok | e
g 6.00 .236 | 040 .016 50 |N151.3-600-50-7G 11° 8.5° LIRS RAA I RAA RO R 2 R%d R A k.4 R 2R
- [151.3-7G
wiper
ommmtﬁ&@@{%ogmmo
G PEREalEZEERE 258
I
1) To correspond with seat size on holder. N = Neutral

* = First choice

Internal profiling and face grooving

.IIW @
.. .[ e Oy
L 0 T,

,

Tolerances, mm (inch):

These inserts can only be used in 151.3x holders. la= +0.05 (+.002)
Selection criteria, millimeter, inch Dimensions P M N| s
(mm, in.)
ac|ae|Ge|ac|ac|ac|ac|ae|Gelac|ac|ac
Ia Ia re re Seat MR R R R Y
| mm in. mm in. size) |Ordering code an o clasIEER[EREEEE
3.00 .118 | 1.50 .059 25  |N151.3-300-25-7P 11° 9° k[ Yo [ e | de | k| e [ ¥ | e [ K[|k | ¥
3 400 .157 | 2.00 .079 30 |N151.3-400-30-7P 11° 8.5° k|| || ||| [ [H|H |
2o 500 .197 | 2,50 .098 40  |[N151.3-500-40-7P 11° 8.5° k|| ||k ||| [k [Hk[H|
g 6.00 .236 | 3.00 .118 50 |N151.3-600-50-7P 11° 8.5° k|| || ||| [ [H]H |
=
1561.3-7P
ommoggoemmmo
RRERISISRELZSS
I—
1) To correspond with seat size on holder. N = Neutral

*= First choice

B146 B2 J3 @ 18

J For geometry description, see page B124.

B10 B10 B124

H = b
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TURN - ENG

T-Max Q-Cut® - External machining

PARTING AND GROOVING

T-Max Q-Cut® (Type 151.3)

Shank tools for face grooving

Screw clamp

Reinforced
Shank, 0° style Shank, 0° style Shank, 90° style
R/LF 151.37 R/LF 151.37 R/LG 151.37
-—f1-- -h1 f14-_*_ = hy f1 —
h, f23 I: ) e,
Lal!ng Iy [le\| ¥ " (+]
J’a ) ‘ - 1 a7
h /
Iy —— 1
The 151.37 holder can only accept the 151.3 inserts
= h D= F- = b+l
~h b~ Right hand style shown C
Metric version
First cut Dimensions, mm
diameter, mm
ar
max Shank | Seat
Main application min  max |mm" ap | style |size? |Ordering code b fy fa1 h hy 11 I3 Gauge inserts Nm3)
24 35 8.7 15 0°4) 25 |R/LF151.37-2525-024B25 | 25 26 4.8 25 25 150 37.7 | N151.3-300-25-7G | 3.2
29 40 8.7 15 0°4) R/LF151.37-2525-029B25 | 25 26 4.8 25 25 150 37.7 | N151.3-300-25- 7G | 3.2
34 50 8.7 15 0°4) R/LF151.37-2525-034B25 | 25 26 4.8 25 25 150 37.7 | N151.3-300-25-7G | 3.2
44 70 15 0° R/LF151.37-2525-044B25 | 25 26 25 25 150 37.7 | N151.3-300-25-7G | 3.2
64 100 | 15 0° R/LF151.37-2525-064B25 | 25 26 25 25 150 37.7 | N151.3-300-25-7G | 3.2
27 45 8.7 20 0°49) 30 |R/LF151.37-2525-027B30 | 25 26 58 25 25 150 44.7 | N151.3-400-30- 7G| 3.3
32 50 87 20 0°4) R/LF151.37-2525-032B30 | 25 26 58 25 25 150 44.7 | N151.3-400-30-7G | 3.3
42 70 20 0° R/LF151.37-2525-042B30 | 25 26 25 25 150 44.7 | N151.3-400-30- 7G | 3.3
62 120 | 20 0° R/LF151.37-2525-062B30 | 25 26 25 25 150 44.7 | N151.3-400-30- 7G | 3.3
112 200 20 0° R/LF151.37-2525-112B30 | 25 26 25 25 150 44.7 | N151.3-400-30-7G | 3.3
25 45 [10.7 20 0°4) 40 |R/LF151.37-2525-025B40 | 25 26 6.8 25 25 150 45.7 | N151.3-500-40-7G | 3.4
30 55 |[10.7 20 0°4) R/LF151.37-2525-030B40 | 25 26 6.8 25 25 150 45.7 | N151.3-500-40-7G | 3.4
45 80 20 0° R/LF151.37-2525-045B40 | 25 26 25 25 150 45.7 | N151.3-500-40- 7G | 3.4
70 120 | 20 0° R/LF151.37-2525-070B40 | 25 26 25 25 150 45.7 | N151.3-500-40-7G | 3.4
90 200 | 20 0° R/LF151.37-2525-090B40 | 25 26 25 25 150 45.7 | N151.3-500-40-7G | 3.4
23 45 [10.7 20 0°4) 50 |R/LF151.37-2525-023B50 | 25 26 7.8 25 25 150 46.7 | N151.3-600-50- 7G | 3.8
38 70 20 0° R/LF151.37-2525-038B50 | 25 26 25 25 150 46.7 | N151.3-600-50- 7G | 3.8
58 110 | 20 0° R/LF151.37-2525-058B50 | 25 26 25 25 150 46.7 | N151.3-600-50- 7G | 3.8
88 200 | 20 0° R/LF151.37-2525-088B50 | 25 26 25 25 150 46.7 | N151.3-600-50- 7G | 3.8
27 45 8.7 20 | 90°4 | 30 |R/LG151.37-2525-027B30| 25 47 58 25 25 150 26 | N151.3-400-30-7G | 3.0
32 50 20 90° R/LG151.37-2525-032B30 | 25 47 25 25 150 26 | N151.3-400-30-7G | 3.0
42 70 20 90° R/LG151.37-2525-042B30| 25 47 25 25 150 26 | N151.3-400-30-7G | 3.0
23 45 [10.7 20 | 90°4 | 50 |R/LG151.37-2525-023B50| 25 47 5.8 25 25 150 30.2 | N151.3-600-50-7G | 3.0
38 76 20 90° R/LG151.37-2525-038B50 | 25 47 25 25 150 30.2 | N151.3-600-50- 7G | 3.5

1)
2
3
4 Reinforced blade.

Main spare parts

For max stability choose a holder with shortest possible a.
To correspond with seat size on insert.
Insert tightening torque Nm. Use torque wrench, see page B109.

Seat size

Screw

Key (Torx Plus)

25-50

3212 012-360

5680 043-17 (30IP)

’BG %

R = Right hand, L = Left hand

First cut diameters
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PARTING AND GROOVING T-Max Q-Cut® - External machining

T-Max Q-Cut® (Type 151.3)
Shank tools for face grooving
Screw clamp

N3 - NHNI1

Reinforced
Shank style 0° Shank style 0° Shank style 90°
R/LF 151.37 R/LF 151.37 R/LG 151.37
-—f1-t- -h1 f14- = hy f1 —
Py fo7] l‘_ ] _;_, ]
151.3 ! 3 ap I |[e\|F Iy ~la-|@
L
3 @ - t Arp
A8 B = h I
The 151.37 holder can only accept the 151.3 inserts
= h D= - f = b+l
~h b= Right hand style shown
Inch version
First cut Dimensions, inch
diameter, inch
ar
max Shank | Seat ft-
Main application min max |mm" ap | style |size? Ordering code b f1 f21 h hy 14 I3 Gauge inserts Ibs?d)
945 1.378 | .343 .590| 0°4 25 |R/LF151.37-16-024B25 |1.000 1.039 .189 1.000 1.000 6.000 1.484| N151.3-300-25-7G | 2.4
1.142 1.575|.343 .590| 0°4 R/LF151.37-16-029B25 | 1.000 1.039 .189 1.000 1.000 6.000 1.484| N151.3-300-25- 7G | 2.4
1.339 1.969 | .343 .590| 0°4 R/LF151.37-16-034B25 |1.000 1.039 .189 1.000 1.000 6.000 1.484| N151.3-300-25-7G | 2.4
1.732 2.756 | .591 0° R/LF151.37-16-044B25 | 1.000 1.039 1.000 1.000 6.000 1.484| N151.3-300-25- 7G | 2.4
G 2.520 3.937 | .591 0° R/LF151.37-16-064B25 |1.000 1.039 1.000 1.000 6.000 1.484| N151.3-300-25-7G | 2.4
3.701 5.197 | .591 0° R/LF151.37-16-094B25 |1.000 1.039 1.000 1.000 6.000 1.484| N151.3-300-25- 7G | 2.4
5.197 7.874 | .591 0° R/LF151.37-16-132B25 |1.000 1.039 1.000 1.000 6.000 1.484| N151.3-300-25-7G | 2.4
1.083 1.772 | .343 .790| 0°4 30 |R/LF151.37-16-027B30 [1.000 1.039 .228 1.000 1.000 6.000 1.760| N151.3-400-30- 7G | 2.5
1.260 1.969 | .343 .790| 0°4 RF151.37-16-032B30 |1.000 1.039 .228 1.000 1.000 6.000 1.760| N151.3-400-30- 7G | 2.5
1.654 2.758 | .787 0° R/LF151.37-16-042B30 | 1.000 1.039 1.000 1.000 6.000 1.760| N151.3-400-30- 7G | 2.4
2.441 4724 | .787 0° R/LF151.37-16-062B30 | 1.000 1.039 1.000 1.000 6.000 1.760| N151.3-400-30- 7G | 2.4
4.409 7.874|.787 0° R/LF151.37-16-112B30 | 1.000 1.039 1.000 1.000 6.000 1.760| N151.3-400-30-7G | 2.4
984 1.772 | .422 .790| 0°4 40 |R/LF151.37-16-025B40 |1.000 1.039 .268 1.000 1.000 6.000 1.800| N151.3-500-40- 7G | 2.5
1.181 2.165| .422 .790| 0°4 RF151.37-16-030B40 |1.000 1.039 .268 1.000 1.000 6.000 1.800| N151.3-500-40- 7G | 2.5
1.772 3.15 | .787 0° R/LF151.37-16-045B40 | 1.000 1.039 1.000 1.000 6.000 1.800| N151.3-500-40- 7G | 2.5
2.758 4.724 | .787 0° R/LF151.37-16-070B40 |1.000 1.039 1.000 1.000 6.000 1.800| N151.3-500-40- 7G | 2.5
3.543 7.874 | .787 0° R/LF151.37-16-090B40 |1.000 1.039 1.000 1.000 6.000 1.800| N151.3-500-40- 7G | 2.5
906 1.772 | .422 .790| 0°4 50 |R/LF151.37-16-023B50 [1.000 1.039 .307 1.000 1.000 6.000 1.840| N151.3-600-50- 7G | 2.8
H 1.496 2.756 | .787 0° RF151.37-16-038B50 |1.000 1.039 1.000 1.000 6.000 1.840| N151.3-600-50- 7G | 2.8
2.283 4.331|.787 0° R/LF151.37-16-058B50 |1.000 1.039 1.000 1.000 6.000 1.840| N151.3-600-50- 7G | 2.8
3.150 7.874 | .787 0° R/LF151.37-16-088B50 | 1.000 1.039 1.000 1.000 6.000 1.840| N151.3-600-50-7G | 2.8
1.063 1.772| .340 .790| 90°4 | 30 |R/LG151.37-16-027B30|1.000 1.850 .228 1.000 1.000 6.000 1.024| N151.3-400-30- 7G | 2.2
1.260 1.968 | .790 90° R/LG151.37-16-032B30|1.000 1.850 1.000 1.000 6.000 1.024| N151.3-400-30- 7G | 2.2
1.654 2.755 | .790 90° R/LG151.37-16-042B30|1.000 1.850 1.000 1.000 6.000 1.024| N151.3-400-30-7G | 2.2
906 1.771| .422 .790| 90°4 | 50 |R/LG151.37-16-023B50(1.000 1.850 .228 1.000 1.000 6.000 1.189| N151.3-600-50- 7G | 2.2
1.496 2.755 | .790 90° R/LG151.37-16-038B50|1.000 1.850 1.000 1.000 6.000 1.189| N151.3-600-50- 7G | 2.6
) For max stability choose a holder with shortest possible a. R = Right hand, L = Left hand
2) To correspond with seat size on insert.
3 Insert tightening torque ft-lbs. Use torque wrench, see page B109.
| 4 Reinforced blade.
Main spare parts
First cut diameters
Seat size Screw Key (Torx Plus)
25-50 3212 012-360 5680 043-17 (30IP) min
max
J

B6 B118 G6
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TURN - ENG

T-Max Q-Cut® - Internal machining PARTING AND GROOVING
T-Max Q-Cut® (Type 151.3)
Boring bars for grooving, turning and profiling
Screw clamp
R/LAG151.32
Cylindrical, eccentric
6 With groove for EasyFix sleeve

The AG 151.32 tools can only accept the 151.3 inserts.

Max overhang 3 x dm,

All with internal coolant supply

Right hand style shown C

Metric version

Dimensions, mm
Seat
Main application Dnmin  a, max size!) |Ordering code dmn f1 A I3 dch Gauge inserts Nm2
12 2 20 R/LAG151.32-16M12-20 16 10 150 20 6 N151.3-200-20- 4G 25
15 4 25 R/LAG151.32-16M15-25 16 12 150 20 6 N151.3-265-25- 4G 2.5
- =— 16 4.5 30 R/LAG151.32-20Q16-30 20 1425 180 21.5 6 N151.3-300-30- 4G 25
18 5 40 R/LAG151.32-20Q18-40 20 14.75 180 23 6 N151.3-400-40- 4G 3.5 G
Inch version
Dimensions, inch
Seat
Main application Dnymin ar max size!) |Ordering code dmm fi I I3 deh Gauge inserts ft-Ibsd)
A72 .079 20 R/LAG151.32-D10M47-20 .625 .394 5906 .787 .236 N151.3-200-20- 4G 1.8
591 157 25 R/LAG151.32-D10M59-25 625 472 5906 .787 .236 N151.3-265-25- 4G 1.8
- = .591 157 R/LAG151.32-D12-M59-25 | .750 453 6.000 1.400 .236 N151.3-265-25- 4G 1.6 H
.630 187 30 R/LAG151.32-D12Q63-30 .750 551 7.087 .846 .236 N151.3-300-30- 4G 1.8
Wp .709 .207 40 R/LAG151.32-D12Q71-40 750 571 7.087 .906  .236 N151.3-400-40- 4G 2.2
) To correspond with seat size on insert. R = Right hand, L = Left hand

2) Insert tightening torque Nm. Use torque wrench, see page B109.
3 Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

For coolant connector, see page A324.

Main spare parts

Seat size Screw Key (Torx Plus)
R/LAG151.32 20 5512 031-07 5680 043-10 (8IP)
R/LAG151.32 25-30 5512 031-04 5680 043-10 (8IP)
R/LAG151.32 40 5512 031-03 5680 043-10 (8IP)
B6 B120
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PARTING AND GROOVING T-Max Q-Cut® - Internal machining

T-Max Q-Cut® (Type 151.3)
Boring bars for grooving, turning and profiling
Screw clamp

N3 - NHNI1

R/LAG151.32 R/LAG151.32
Cylindrical with groove for EasyFix sleeve Cylindrical with flats
dmp = 16-25 mm dmp = 32-50 mm (.625-1.500 inch)
D
h
The AG 151.32 tools can only accept the 151.3 inserts. - fH
Max overhang 3 x dmp, la b
I
All with internal coolant supply h
L Right hand style shown
Metri . Aol
C etric version <h ol -
Dimensions, mm
Seat
Dmmin  ar max size!) |Ordering code dmm f1 h hy 11 I3 den Gauge inserts Nm2
20 3.5 20 R/LAG151.32-16M-20 16 115 150 24 6 N151.3-200-20- 4G 2.5
25 4.5 R/LAG151.32-20Q-20 20 14.5 180 30 6 N151.3-200-20- 4G 2.5
20 3.5 25 R/LAG151.32-16M-25 16 11.6 150 24.2 6 N151.3-265-25- 4G 3.0
25 4.6 R/LAG151.32-20Q-25 20 14.6 180 30 6 N151.3-265-25- 4G 3.0
32 6.1 R/LAG151.32-25R-25 25 18.6 200 322 8.5 N151.3-265-25- 4G 3.0
40 71 R/LAG151.32-32S-25 32 23.1 30 15 250 36.3 8.5 N151.3-265-25- 4G 3.0
25 4.5 30 |R/LAG151.32-20Q-30 20 14.5 180 30 6 N151.3-300-30- 4G 215
G 32 6 R/LAG151.32-25R-30 25 18.5 200 32.2 8.5 N151.3-300-30- 4G 3.5
40 7 R/LAG151.32-32S-30 32 23 30 15 250 36.2 8.5 N151.3-300-30- 4G 3.5
32 6.1 40 R/LAG151.32-25R-40 25 18.5 200 32.2 8.5 N151.3-400-40- 4G 4.5
40 71 R/LAG151.32-32S-40 32 23.1 30 15 250 36.3 8.5 N151.3-400-40- 4G 4.5
50 8.1 R/LAG151.32-40T-40 40 28.1 37 18.5 300 42.3 11.5 N151.3-400-40- 4G 4.5
40 7 50 |R/LAG151.32-32S-50 32 23 30 15 250 36.2 8.5 N151.3-500-50- 4G 5.0
50 8 R/LAG151.32-40T-50 40 28 37 18.5 300 42.3 11.5 N151.3-500-50- 4G 5.0
50 8 60 |R/LAG151.32-40T-60 40 28 37 185 300 433 115 N151.3-800-60- 4G 5.0
Inch version
Dimensions, inch
H Seat
Dmmin  ay max size!) |Ordering code dmm f1 h h4 14 I3 dch Gauge inserts ft-lbsd)
.790 138 20 R/LAG151.32-D10-20 .625 453 .560 .280 6.000 .950 .240 N151.3-200-20- 4G 1.4
.980 A77 R/LAG151.32-D12-20 .750 .571 .710 .350 7.000 1.180 .240 N151.3-200-20- 4G 1.4
.790 .138 25 R/LAG151.32-D10-25 .625 457 .560 .280 6.000 .950 .240 N151.3-265-25- 4G 1.6
.980 181 R/LAG151.32-D12-25 .750 575 .710 350 7.000 1.180 .240 N151.3-265-25- 4G 1.6
1.260 .240 R/LAG151.32-D16-25 1.000 .732 910 450 8.000 1.270 .350 N151.3-265-25- 4G 1.6
1.580 .280 R/LAG151.32-D20-25 1250 909 1.180 .590 10.000 1.430 .350 N151.3-265-25- 4G 1.6
.980 A77 30 |R/LAG151.32-D12-30 .750 571 710  .350 7.000 1.180 .240 N151.3-300-30- 4G 1.9
1.260 .236 R/LAG151.32-D16-30 1.000 .728 910 450 8.000 1.270 .350 N151.3-300-30- 4G 1.9
1.580 .276 RAG151.32-D20-30 1250 906 1.180 .590 10.000 1.430 .350 N151.3-300-30- 4G 1.9
1.260 .240 40 RAG151.32-D16-40 1.000 .734 .910 .450 8.000 1.270 .350 N151.3-400-40- 4G 2.4
1.580 .281 R/LAG151.32-D20-40 1250 911 1.180 .590 10.000 1.430 .350 N151.3-400-40- 4G 2.4
1.970 .319 R/LAG151.32-D24-40 1.500 1.106 1.460 .730 12.000 1.530 .470 N151.3-400-40- 4G 2.4
1.580 276 50 RAG151.32-D20-50 1250 906 1.180 .590 10.000 1.430 .350 N151.3-500-50- 4G 2.7
I 1.970 .315 LAG151.32-D24-50 1.500 1.102 1.460 .730 12.000 1.530 .470 N151.3-500-50- 4G 2.7
1.970 .315 60 RAG151.32-D24-60 1.500 1.102 1.460 .730 12.000 1.550 .470 N151.3-800-60- 4G 2.7
) To correspond with seat size on insert. R = Right hand, L = Left hand
2) Insert tightening torque Nm. Use torque wrench, see page B109.
3 Insert tightening torque ft-lbs. Use torque wrench, see page B109.
For coolant connector, see page A324.
Main spare parts
Metric Inch Seat size Screw Key (Torx Plus)
R/LAG 151.32 R/LAG 151.32 20-30 5512 031-03 5680 043-13 (8IP)
-J R/LAG 151.32-25R R/LAG 151.32-D16-40 40 5512 031-03 5680 043-13 (8IP)
R/LAG 151.32 R/LAG 151.32 40-60 3212 012-360 5680 043-17 (30IP)

B6 B120 G6 B2 A320 J2
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T-Max Q-Cut® - Internal machining PARTING AND GROOVING
T-Max Q-Cut® (Type 151.3)
Boring bars for face grooving
Screw clamp
Cylindrical with flats
Shank, 0° style First cut diameters
min
gﬁ max.
The 151.37 bar can only accept the 151.3 inserts
Max overhang 3 x dm,
All with internal coolant supply C
Right hand style shown
Metric version
First cut diameter, Dimensions, mm
mm
Dm ar Seat

Main application min max min  max | size’) |Ordering code dmm  fi h 11 I3 Gauge inserts Nm2)

18 101 26 53 25 |R/LAF151.37-25-024A25 25 12,75 23 200 31.4 | N151.3-300-25-7G | 3.0

16 101 26 53 30 |R/LAF151.37-25-024A30 25 12,75 23 200 31.4 | N151.3-400-30-7G | 3.0

- 16 55 26 12 R/LAF151.37-25-025A30 25 12,75 23 200 31.4 | N151.3-400-30-7G | 3.5

23 400 42 6.3 50 |R/LAF151.37-40-035A503) 40 20.8 37 300 50 | N151.3-600-50-7G 5.0 G

23 80 42 15 R/LAF151.37-40-036A509 40 208 37 300 50 | N151.3-600-50-7G 5.0
1) To correspond with seat size on insert. R = Right hand, L = Left hand
2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) When using insert N151.3-500-40-7G first cut diameter, D, min and f; dimensions will be changed.
For coolant connector, see page A324.
Main spare parts
Seat size Screw Key (Torx Plus)
25-30 3212 012-257 5680 043-14 (20IP)
50 3212 012-359 5680 043-17 (30IP)
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PARTING AND GROOVING CoroThread® 254 grooving inserts

CoroThread® 254 for circlip grooving
For circlip grooving and machining in shallow grooves
CoroThread® for circlip grooving

N3 - NHNI1

Note!
The right hand insert can be used in right hand
d d1 s s external and left hand internal holders, and the
I iC mm_ in. mm_in. left hand insert in left hand external and right
16 3/8 439 .173 3.96 .156 hand internal holders.
22 1/2 551 217 556 .219
Tolerances, mm (inch):
l= +0.13/+0.05
(+.005 / +.002)
s= =0.13
(+.005)
C To be used with CoroThread toolholders with shim
giving 0° inclination angle.
Right hand style shown.
Selection criteria, millimeter, inch (mm, in.) Dir)nensions, millimeter, inch (mm, [p|m N|s
in.
aclaclaclac|ac
la la re re armax ar max HEEIELE
mm in. mm in. mm in. - | iC |Ordering code xmm xin. | zmm zin. |[F|F|F|=[+
110 .043 .080 .0038 1.30 .051 16 | 3/8 |254R/LG-16CC01-110 1.35 .053 | 0.05 .002 |%|%|%|*[*
1.30 .051 .080 .003 1.60 .063 254R/LG-16CC01-130 1.35 .053 0.05 002 |||k [ K|
) "4 | 160 .063 .080 .003 1.85 .073 254R/LG-16CC01-160 1.35 .053 | 0.05 .002 |%|%|%*|*[*
G L LU | 185 .073 .080 .003 1.85 .073 254R/LG-16CC01-185 1.35 .053 0.05 002 ||k |||
2.15 .085 .080 .003 1.85 .078 254R/LG-16CC01-215 1.35 .053 0.05 .002 ||k |k [x|x
2.65 .104 .150 .006 2.20 .087 22 1/2 |254R/LG-22CC01-265 1.70 .067 0.05 .002 |k [k x ]k
3.15 124 .150 .006 2.20 .087 254R/LG-22CC01-315 1.70 .067 0.05 002 |k |k [k K|
4.15 .163 .150 .006 2.60 .102 254R/LG-22CC01-415 1.30 .051 0.05 .002 ||k |k [x|*x
Q12(8(8]8
o D 4 4 1)
||
R = Right hand, L = Left hand
H
I
J
B146 B2

c8 B124
JB= b,
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T-Max® ceramic inserts and holders

PARTING AND GROOVING

T-Max® ceramic

For grooving and profiling of Heat Resistant Super Alloys and hardened materials

~

Ceramic grooving and profiling inserts

Tolerances, mm (inch):
s =+0/0.13 (+0/.005)

- Sharp cutting edges giving high quality grooves
- For both external and internal machining

- Grooving widths from 3.17 mm to 9.52 mm (.125 to .372 inch )

- Bores down to 63.5 mm (2.500 inch)

Ceramic grade CC670

- A silicon carbide "whisker" reinforced grade

Grooving

Oﬁf& s

Profiling

afk's

r. = +0.10 (.004) i ! 90°, 2° { 1 90° 20
/4 = £0.03 (x.001) -a] _aj
ls = £0.03 (x.001) ‘ 1 ‘
e [’1 r. ly
11° 11°
/
Profiling
Selection criteria, millimeter, Dimensions, millimeter, inch (mm, in.) s|H
inch (mm, in.)
ccfcc
la Ia re re Seat 11 s s bn bn olo
mm in. mm in. size!) |ISO mm in. mm in. mm in. I o || |ANSI
3.17 125 | 1.59 .063 1 150.23 0317 16E 12.70 .500 | 4.74  .187 6° |¥ [+ |CSG-4125-A
3.17 125 | 1.59 .063 150.23 0317 16T01020 | 12.70 .500 | 4.74 .187 | 0.10 .004 | 20° ¢ [+ |CSG-4125T0320
4.75 187 | 2.38 .094 2 |150.23 0476 24E 12.70 .500 | 4.74 .187 11° |3 | |CSG-4187-A
475 187 | 2.38 .094 150.23 0476 24701020 | 12.70 .500 | 4.74 .187 | 0.10 .004 | 20° ¥ [+ |CSG-4187-T0320
6.35 .250 | 3.17 .125 3 |150.23 0635 32E 19.05 .750 | 6.35 .250 ¢ [+ |CSG-6250-A
6.35 .250 | 3.17 .125 150.23 0635 327101020 | 19.05 .750 | 6.35 .250 | 0.10 .004 | 20° ¢ [ % |CSG-6250-T0320
o|o
o|T
Grooving
Selection criteria, millimeter, Dimensions, millimeter, inch (mm, in.) s|H
inch (mm, in.)
cclcc
la Ia re re Seat 11 s s bn bn olo
mm in. | mm in. | size) [ISO mm in. mm in. mm in. n o |5]S|ANSI
3.17 .125 | 0.38 .015 1 150.23 0317 04E 12.70 .500 | 4.74  .187 6° |¥[#|CSG-4125-1A
3.17 .125 | 0.38 .015 150.23 0317 04701020 | 12.70 .500 | 4.74 .187 | 0.10 .004 | 20° ¢ [+ |CSG-4125-1T0320
475 .187 | 0.79 .031 2 |150.23 0476 08E 12.70 .500 | 4.74  .187 11° | ¥ | |CSG-4187-2A
475 .187 | 0.79 .031 150.23 0476 08T01020 | 12.70 .500 | 4.74 .187 | 0.10 .004 | 20° ¢ [+ |CSG-4187-2T0320
6.35 .250 | 0.79 .031 3 |150.23 0635 08E 19.05 .750 | 6.35 .250 ¢ [+ |CSG-6250-2A
6.35 .250 | 0.79 .031 150.23 0635 08T01020 | 19.05 .750 | 6.35 .250 | 0.10 .004 | 20° ¢ [+ |CSG-6250-2T0320
7.93 .312 | 0.79 .031 4 |150.23 0794 08E 25.40 1.000 | 856 .337 ¥ [+ |CSG-8312-2A
7.93 .312 | 0.79 .031 150.23 0794 08T01020 | 25.40 1.000 | 8.56 .337 | 0.10 .004 | 20° ¢ [+ |CSG-8312-2T0320
9.52 .375 | 0.79 .031 4 |150.23 0952 08E 25.40 1.000 | 8.56 .337 3¢ | % |CSG-8375-2A
9.52 .375|0.79 .031 150.23 0952 08T01020 |25.40 1.000 | 856 .337 | 0.10 .004 | 20° ¢ [+ |CSG-8375-2T0320
oo
olT

1) To correspond with seat size on holder.

@B

" =

B124
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PARTING AND GROOQVING T-Max® ceramic inserts and holders

Shank tools for ceramic grooving and profiling inserts

Screw clamp

ﬁ_

R/LF150.23
f = hy=
1 K 1

’ '%_‘jj
& ||

150.23 I-b- - h=

==

Right hand style

Dimensions, mm, inch

ar max | Seat size") |Ordering code b fy h hy 14 Gauge inserts Nm2

19 1 R/LF150.23-3244M-0317C 44 44.2 32 32 150 150.23-0317 85
1.732 1.740 1.260 1.260 5.906

19 2 R/LF150.23-3244M-0476C 44 44.4 32 32 150 150.23-0476 4.5
1.732 1.748 1.260 1.260 5.906

29 3 R/LF150.23-3244M-0635C 44 44.6 32 32 150 150.23-0635 5.0
1.732 1.756 1.260 1.260 5.906

38 4 R/LF150.23-3244M-0952C 44 45 32 32 150 150.23-0952 5.0
1.732 1.772 1.260 1.260 5.906

1) To correspond with seat size on insert.
2) Insert tightening torque Nm. Use torque wrench, see page B109.

Boring bars for ceramic grooving and profiling inserts
Screw clamp

R/LAG150.23
Cylindrical with flats

R = Right hand, L = Left hand

- & :
= i
=N dmy,
ay ! _ - bg
ly K d h
H - 1/ i
L.
- - mo
150.23 Right hand style
Metric version
Dimensions, mm, inch
Seat
Dmmin  armax size!) |Ordering code dmm f1 h h1 I1 I3 Gauge inserts Nm2)
I 63.5 10 2 R/LAG150.23-50V-0476C 50 35 47 23.5 400 55 150.23-0476 4.5
1.968 1.378 1.850 .925 15.748 2.165

1) To correspond with seat size on insert.
2) Insert tightening torque Nm. Use torque wrench, see page B109.

Main spare parts

R = Right hand, L = Left hand

Shank tool Screw Key (Torx Plus)
R/LF 150.23 3212 036-506 5680 043-17 (30IP)
R/LAG 150.23 3212 106-504 5680 043-16 (27IP)

B123 A320
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="
CoroCut® XS PARTING AND GROOVING
®
CoroCut® XS
For external Small Part Machining
For external parting off, grooving, threading and
turning of small diameters

Tool holders

All inserts fit into the same tool holder G

CoroCut® XS

Designed for sliding head machines, workpiece 1 mm (.039 inch) in
diameter
High quality ground insert and holders
Easy indexing

- Good accessibility when changing the insert. Insert screw can be
reached from both sides, reducing down time and increasing the
productivity.

Also available as SL-cutting head, see page 152

Save material

With parting off inserts widths down to 0.7 mm (.028 inch) considerable

High precision square shank holders including dedicated amount of workpiece materials can be saved when parting off. I
holders for parting off close to sub spindle are available.

Holders for QS-holding system, see page A243

"

ISO application areas:

[PIM][N][s]

SANDVE
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PARTING AND GROOVING CoroCut® XS - Code key

Code key for CoroCut® XS

Insert for parting

MA|C/R|3|070/ - N

1 2

Insert for turning/grooving M A G R
3| 4

1 2

ol ¢

125

Insert for threading M A T R
2 3 4

ol W
»
o
I
>

Shank holder S M AL R 1010 K 3 - X

10 13| 5 14

N3 - NHNI1

1 Family description 2 Insert clearance angle 3 Type of operation

C = Cut off/parting

M = A =50° : G = Grooving
L] g i
: @) T = Threading

I ) F = Turning

B = Back turning
X = Semi-finishing blanks

4 Hand of insert/holder 5 Insert seat size 6 Insert thickness/corner radius, mm
R = Right hand 3 For parting insert width (/) 070 = 0.70
L = Left hand mm (.028 inch)
For back turning insert corner radius ()
005 = 0.05 mm (.002 inch)
7 For cut off inserts 8 For threading inserts 9 For threading inserts
(C in third position) (T in third position) Hand of thread point
H N = Neutral with geometry 60 = V-profile 60° N = Neutral

;

T = Neutral without geometry L . A = Right hand
L = Left handed with geometry C = Left hand
R = Right handed with geometry
10 Clamping system 11 Holder style 12 Shank dimensions
| S = Screw clamping AL = 90° ex.1010=10x 10 (Metric version)
I@ : ex. 08 =1/2"x 1/2" (Inch version)
13 Shank tool length, mm 14 Additional information
C:L=5"
K:li =125 mm X = Special designed for working with sub-spindle

b RER U]

h
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CoroCut® XS - Inserts PARTING AND GROQVING

CoroCut® XS inserts
Parting off

MACR/L -N MACR/L -T

e
o

=

\ Tolerances, mm (inch):
D! Ja: +0.02 (+.0008) C
re: +0.03 (+.001)
) Repeatability: +0.03 (+.001)
L Centre height: +0.03 (+.001)
Right hand style shown
Selection criteria, millimeter, inch (mm, in.) P M N s
ac|aclac|aclac|ac] - |aclac] -
D D wlvlvlv|lv|v|S|wv v |
la Ia re re max max |a-max armax Insert seat INI=] [SiE=] [sOE=F sl s r=F o)
mm in. | mm in. mm in. mm in. W size) Ordering code (] g = pa k=4 g (= g G
0.70 .028 | 0.05 .002 8 .315 43 169 0° 3 MACR/L 3 070-N | e | | | k| Adb ¢
_,,.‘;'@ 100 .039 |005 .002 | 12 472 | 63 248 | 0° MACR/L 3 100-N o |t |H [ | He |2 | [ ]
1.50 .059 | 0.05 .002 12 472 6.3 .248 0° MACR/L 3 150-N | e | | e | k| S PAdb ¢
MAC-N 2.00 .079 | 0.05 .002 16 .630 8.5 .335 0° MACR/L 3 200-N | e | K| | Yo |k
0.70 .028 | 0.05 .002 8 .315 4.3 .169 15° 3 MACR/L 3 070-R * * * 0AS
,.JE‘" 100 .039 005 .002 | 12 472 | 63 248 | 15° MACR/L 3 100-R x| x| |x| |l =
1.50 .059 | 0.05 .002 12 472 6.3 .248 15° MACR/L 3 150-R * * * Ad BAg Y
MAC-R 1.50 .059 | 0.05 .002 12 472 6.3 .248 20° MACR/L 3 150-R20 * * * A¢
2.00 .079 | 0.05 .002 16 .630 8.5 .335 15° MACR/L 3 200-R * * * o | v 1Ad
2.00 .079 | 0.05 .002 16 .630 8.5 .335 20° MACR/L 3 200-R20 * * * A
0.70 .028 | 0.05 .002 8 315 4.3 .169 15° 3 MACR/L 3 070-L K| e | K| 4|5 Vo | %
__,.EE‘ 100 .039 |005 .002 | 12 472 | 63 248 | 15° MACR/L 3 100-L * || [ || [
1.50 .059 | 0.05 .002 12 472 6.3 .248 15° MACR/L 3 150-L | e | | e | k| PAgb ¢ H
MAG-L 200 .079 005 .002 | 16 630 | 85 .335 | 15° MACRI/L 3 200-L | v | o [ | || || %
1.00 .039 | 0.05 .002 12 472 6.3 .248 0° 3 MACR/L 3100-T X | e | | | k| e Adb ¢
__ 150 059 |0.05 .002 | 12 472 | 63 248 | O0° MACR/L 3 150-T | v | o v | | [ |
2.00 .079 | 0.05 .002 16 .630 8.2 .328 0° MACR/L 3 200-T | Y| |3 | ke | PAdb ¢
MAC-T 2.50 .098 | 0.05 .002 16 .630 8.2 .323 0° MACR/L 3 250-T K| Yo | K| |5 o | %
a/e(8[2]g|2/glslele
oo 2|zz|Z|0|n|w
) To correspond with seat size on holder. R = Right hand, L = Left hand
*= First choice |

B146 B2

B 87




C

PARTING AND GROOVING

CoroCut® XS - Inserts

CoroCut® XS inserts
Grooving

Right hand style shown

MAGR/L

Tolerances, mm (inch):

la=
re=
Repeatability:
Centre height:

+0.025 (+.0008)
+0.02 (+.001)
+0.025 (+.001)
+0.025 (+.001)

Selection criteria, millimeter, inch (mm, in.) PlmM| N | s
aclaclac| - |ac] -
w|w|w |[I|wv |

la la re re armax  ar max Insert seat IS S el ke

mm in. mm in. mm in. sizel) Ordering code 21222

0.50 0.02 0.05 0.002 1.30 .051 3 MAGR/L 3 050 S [ | He | e ||

0.75 0.03 0.05 0.002 2.50 .098 MAGRI/L 3 075 S | H | K| e [ ol [
C 1.00 0.039 0.05 0.002 2.70 .106 MAGR/L 3 100 | e [ | e [ 5|
MAG 1.25 0.049 0.05 0.002 2.70 .106 MAGRI/L 3 125 o [ [ e | e | e |

1.50 0.059 0.05 0.002 3.70 146 MAGRI/L 3 150 [ [ e | e | e | e

1.75 0.069 0.05 0.002 3.70 146 MAGR/L 3175 [ [ He | e | e | o

2.00 0.079 0.05 0.002 3.70 146 MAGR/L 3 200 S [ [ e | e | e | o

2,50 0.098 0.05 0.002 3.70 146 MAGR/L 3 250 3 | K| e || e | o
2(8[8/3[8 ]2
alZ|Z|Z|n|n

1) To correspond with seat size on holder. R = Right hand, L = Left hand
B91 B136 B146 B2

B 88

N3 - NHNI1



TURN - ENG

CoroCut® XS - Inserts PARTING AND GROOVING

CoroCut® XS inserts
Turning, back turning

Turning Back turning

MAFR/L MABR/L
Entering angle Kr 90° Kr 59°
Lead angle 0° 31°

3.18 mm
" (125 inch)

Tolerances, mm (inch):

re: 0/-0.05
(0/-.002)
Repeatability: +.025 (+.001)
Right hand style shown Centre height: +.025 (+.001)
Selection criteria, millimeter, inch Pl m N s
(mm, in.)

ac|ac|ac|ac|ac|ace| - |ac|ac) -

< <<

re re Max a, Maxap Insert seat N NEINMES © &8 ®

mm in. mm in. size Ordering code 2SIEIRIEIRIEITIRIE|T

0.03 .001 4 157 3 MAFR/L 3 003 S | e | e | e | 5 [ e | e | e | o | ok

0.05 .002 4 1567 MAFR/L 3 005 RASRAY RAd xd RAd RAGRAY RAg Rxdie

0.10 .004 4 157 MAFR/L 3 010 RAS R%d PAGR%d DAaRAd Bxd A i gibAg

0.20 .008 4 1567 MAFR/L 3 020 RASRAY RAd x4 RAd RAGRAY BAg Rxdie

0.03 .001 4 157 3 MABR/L 3 003 RAgRAd RAgR%E RAYRAGRAY BAQ REgRAe

0.05 .002 4 157 MABR/L 3 005 e | e | | e | 5 [ e [ e | e | o | o

0.10 .004 4 167 MABR/L 3 010 Yo | Ve | v | e | e | e | e e | e | G

0.20 .008 4 157 MABR/L 3 020 RARRA BAd Bxd D BAd DAY Brg BEdlbie

w|vlQ L Olw|w|w

NP had [V e ] I B

alof=|Z|Z2|z|Z2|n|n|n
) To correspond with seat size on holder. R = Right hand, L = Left hand
*= First choice

B91 B136 B146 B2
o e, 62
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PARTING AND GROOQVING CoroCut® XS - Inserts

CoroCut® XS inserts

Threading
V-profile 60°

Right hand cutting insert

MATL

Left hand cutting insert

Tolerances, mm (inch):

re
Repeatability:
Centre height:

+0.02 (+.0008)
+0.025 (+.001)
+0.025 (+.001)

Selection criteria, Pitch, mm Pitch, TPI Dimensions, millimeter, P M N S
millimeter, inch (mm, in.) inch (mm, in.)
GC|GC|GC|GC|GC|GC| - |GC|GC| -
re re Insert seat f1 fy NME MEINIE é K8 é
mm in. min max | min  max size) Ordering code mm inch 1] g = pa 14 g (= g
0.05 .002 0.2 1.0 80 24 3 MATR/L 3 60-A 0.6 .024 PAg < Bidid PAGDAG BAd Brd g Bas
” 0.05 .002 0.2 1.0 80 24 MATR/L 3 60-C 0.6 .024 RAgRxd Rxdind RAgRAd Rxd RxdRxd has
- 0.05 .002 0.2 2.0 80 12 MATR/L 3 60-N 1.59 .063 Yo | Yo | e | e | e | e | e | e | o [
MAT
R M S R
G ala|S|S|Z|Z|1Z]0 6|0
) To correspond with seat size on holder. R = Right hand, L = Left hand
CoroCut® XS
Blanks
MAXR/L
I 40°
H ilgp-
Tolerances, mm (inch):
Ia +0.02 (+.0008)
re +0.03 (+.001)
For grinding instructions, see Metalcutting Technical guide. Repeatability: +0.03 (.001)
Right hand style shown Centre height: +0.03 (.001)
I Dimensions, millimeter, inch
(mm, in.) ||
L |
A S
Insert seat size" Ordering code mm in. T
3 MAXR/L 3 300 3.18 125 *
1) To correspond with seat size on holder. R = Right hand, L = Left hand
Note: Precaution should be taken when grinding cemented carbide products. See page J7 for safety information.
B91 B136 B146 B2
ol o,
B 90 SANDVIK
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CoroCut® XS - Shank holders

PARTING AND GROOVING

CoroCut® XS shank holders

SMALR/L oty ~lhy =
}Z @ I Right hand insert to be used with right
f hand holder and left hand holder.
h
Right hand style shown
Metric version -l bl —l hle
Dimensions, mm
Seat size?)  |Ordering code b fy h hy & I3 Gauge inserts Nm?2)
3 SMALR/L 1010K 3 10 10 10 10 125 27 MAXL 3.. 1.2
SMALR/L 1212K 3 12 12 12 12 125 27 MAXL 3.. 1.2
SMALR/L 1616K 3 16 16 16 16 125 27 MAXL 3.. 1.2
Inch version
Dimensions, inch
Seat size!) |Ordering code b il h hy 14 I3 Gauge inserts ft-lbsd
3 SMALR/L 08C3 .500 .500 .500 .500 5.000 1.063 MAXL 3.. 0.9
SMALR/L 10C3 .625 .625 .625 .625 5.000 1.063 MAXL 3.. 0.9
1) To correspond with seat size on insert. R = Right hand, L = Left hand
2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.
CoroCut® XS shank holders
Cut off holder when using sub-spindle
SMALR-X _,
Iy
Shank holders for QS-holding system see page A243.
Right hand style shown
Metric version ...I?.._ —l h =
Dimensions, mm
Seat size!)  |Ordering code arp max b f1 fa h hy 14 I3 Gauge inserts Nm2)
3 SMALR 1010K 3-X 20 10 10 7.5 10 10 125 27 MAXR 3.. 1.2
SMALR 1212K 3-X 20 12 12 7.5 12 12 125 27 MAXR 3.. 1.2
Inch version
Dimensions, inch
Seat size!) |Ordering code arp max b fi h h4 11 I3 Gauge inserts ft-lbsd
3 SMALR 08C 3-X .031 .500 .500 .500 .500 5.000 1.063 MAXR 3.. 0.9

1) To correspond with seat size on insert.

2) Insert tightening torque Nm. Use torque wrench, see page B109.
3 Insert tightening torque ft-Ibs. Use torque wrench, see page B109.

Main spare parts

R = Right hand, L = Left hand

Holder type

Metric Inch Screw Key (Torx Plus)
SMALR/L..K3 SMALR/L..C3 5513 027-01 5680 046-01 (8IP)
SMALR/L..K3-X SMALR/L..C3-X 5513 027-02 5680 046-01 (8IP)

B87
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PARTING AND GROOVING CoroCut® MB

CoroCut® MB

A system for machining of high precision components

Grooving, threading and turning from 10 mm (.394 inch)
Face grooving from 12 mm (.472 inch)

CoroCut® MB boring bars
To increase the stability and accessibility the bars are designed

with an eccentric head with oval cross section

Clamping of bars

Bars are available in two designs - EasyFix clamping for best
G - Steel shank bars for overhang up to 1 x bar diameter stability and accuracy

- Carbide shank bars for overhang up to 5.5 x bar diameter - Conventional bars with flats

CoroCut MB external tool holders
- Face grooving down to 12 mm (.472 inch) curve diameter

R_adl_al groov_mg For accurate machining with less
- Circlip grooving vibration and precise centre height of
the insert use cylindrical bars with
EasyFix sleeves

CoroCut® MB
A system for internal machining of high precision components

CoroTurn® XS CoroCut® MB T-Max Q-Cut® and
boring bars boring bars CoroCut® boring
bars
Threading
Grooving >0.3 =10
Turning /) ;_‘012 ',_‘394
| 7 7 Min hole diameter, mm , inch
T 1
0.3 10
.012 .394
CoroCut® MB inserts
Application Size 07 Size 09
Min hole 10 mm (.394 inch) Min hole 14 mm (.551 inch)
Grooving e %
Turning @ —_—
Threading a _

Face grooving

B92
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CoroCut® MB - Code key

PARTING AND GROOVING

Insert for turning/back boring

Insert for grooving/pre-parting

Insert for threading

Boring bars

IVI1B-027'!'0?3ﬁ-052- 1905
IVI1B-027(EOZO-050-190I2
M1B- 027 T:-lO?OV:VI- 1905
IVI1B-Q1146- 11? -027I1::

1 Main code 2 |Insert size, mm 3 Type of operation
MB = CoroCut® MB dm B =Back boring
m .
G  =Grooving
GX =Pre-parting
) R =Profiling full radius
4 Entering angle T =Turning
(Turning) TE =Turning copying, extended fi-dimension
E.g.: 093 =93° TH =Threading
07 =7 mm (.276 inch) FA  =Face grooving A-curve
09 = 9 mm (.354 inch) FB =Face grooving B-curve
5 Nose radius, r; mm 6 Insert width, [ mm 7 Pitch
(Turning) (Grooving) (Threading)
mm: pitch x 100
1
i inch: No. of threads per inch x 10 (TPI)
la
E.g.: 00 = Sharp E.g.: 100 = 1.00 mm (.039 inch)

02 = 0.2 mm (.008 inch)

8 Thread profile
(Threading)

VM =V profile 60°
MM =Metric 60°
WH =Whitworth 55°
UN =UN60°

NT =NPT 60°

AC =ACME 29°

SA =STUB-ACME

9 Min bore diameter, Dy min. 10 Penetration depth, /5
(Insert) (boring bar)
2 . | m—
min. hole
—— i c— I .‘_.,'3
%)
Inch E.g.: Metric E.g.:
E.g.: 10 = 10 mm (.394 inch) 06 = 0.630 inch 16 =16 mm
08 = 0.787 inch
12 =1.260 inch

12 Hand of insert

14 Bar dia, dmyinch

15 Shank type

By}
1]

Right hand style

-
1l

Left hand style

dmy,

¢’

13 Type of bar

A = Steel bar with internal coolant supply

E = Carbide shank bar

Inch

0625 = .625 inch
Metric

16 =16 mm

R = Cylindrical

No symbol = With flats

16 Geometry

A = Chip forming geometry

- = Without chip forming geometry

SANDVIK
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PARTING AND GROOVING

CoroCut® MB - Inserts

CoroCut® MB inserts

Grooving
B
Tolerances, mm (inch): Tolerances, mm (inch):
fi la:  +0.05/-0 (+.002/- 0)
8 ~ / For circlip grooves
*, Dy, r r. +0.02 (+.0008) Iz + 0.03/-0 (+.0012 /-0)
% l1: +0.02 (x 0008) /1 +0.02 (.0008)
Centre height: Centre height:
= +0.05/-0 (+.002/-0) + 0.05/-0 (.002/-0)
-0
Right hand style shown
C Selection criteria, millimeter, inch |Insert Dimensions, millimeter, inch (mm, in.) pImIN|s
(mm, in.) size!
aclac|ac|ac
la la armax ar max Dynmin Dymin|  fi f1 14 14 re re Q[RE]R
mm in. mm in. dmn, |Ordering code mm in. mm in. | mm in. mm in. [2]2]2[2
1.00 .039 1.8 .071 07 MB-07G100-00-10R/L 10 .394 5.8 228 | 39 .154 0 0 * | % |k | K
1.50 .059 1.8 .071 MB-07G150-00-10R/L 10 .394 5.8 228 | 3.9 154 0 0 * |k | k| %
2.00 .079 1.8 .071 MB-07G200-00-10R/L 10 .394 5.8 228 | 39 .154 0 0 % [ [ H | *
2.50 .098 1.8 .071 MB-07G250-00-10R/L 10 .394 5.8 228 | 3.9 154 0 0 * |k |k | %
3.00 118 1.8 .071 MB-07G300-00-10R/L 10 .394 5.8 228 | 39 .154 0 0 * [k | k[ *
MB-..G 3.18 125 1.8 .071 MB-07G318-00-10R/L 10 .394 5.8 228 | 3.9 .154 0 0 * [ x| x
1.00 .039 2.8 .110 07 MB-07G100-00-11L 11 433 6.8 268 | 39 .154 0 0 * [ | k[ x
1.00 .039 2.8 110 MB-07G100-00-11R 11 1433 6.8 .268 | 3.9 154 0 0 * [ K[ H | K
G 1.50 .059 2.8 .110 MB-07G150-00-11R/L 11 433 6.8 268 | 39 .154 0 0 * |k |k | *x
2.00 .079 2.8 110 MB-07G200-00-11R/L 11 433 6.8 268 | 3.9 154 0 0 * |k |k | %
2.50 .098 2.8 110 MB-07G250-00-11R/L 11 433 6.8 268 | 39 .154 0 0 * || % |k
3.00 .118 2.8 110 MB-07G300-00-11R/L 11 433 6.8 .268 3.9 154 0 0 * |k | x| *x
3.18 125 2.8 110 MB-07G318-00-11R/L 11 433 6.8 268 | 39 .154 0 0 * |k |k |k
1.00 .039 3.4 134 07 MB-07G100-00-12R/L 12 472 7.4 .291 3.9 .154 0 0 % ||k |k
1.50 .059 3.4 134 MB-07G150-00-12R/L 12 472 7.4 .291 39 .154 0 0 * [k | k[ x
2.00 .079 3.4 134 MB-07G200-00-12R/L 12 472 7.4 .291 3.9 154 0 0 * [ [ x| X
1.50 .059 4 157 09 MB-09G150-00-14R/L 14 E55il 9 354 | 53  .209 0 0 %* [ [ H | K
2.00 .079 4 157 MB-09G200-00-14R/L 14 .551 9 354 | 53 .209 0 0 > [ 4| *
2.00 .079 4 157 MB-09G200-02-14R/L 14 .551 9 354 | 53  .209 0 0 %* [ [ H | *
2.50 .098 4 157 MB-09G250-00-14R/L 14 .551 9 354 | 5.3 .209 0 0 * |k | x| %
3.00 118 4 157 MB-09G300-00-14R/L 14 .551 9 .354 | 5.3 .209 0 0 * k| K| x
H 1.50 .059 5.5 .216 09 MB-09G150-00-16R/L 16 630 | 10.5 413 | 5.2 .205 0 0 >k [ KA | K
2.00 .079 515) 216 MB-09G200-00-16R/L 16 .630 | 10.5 413 | 52  .205 0 0 [H|*x[*|*x
2.00 .079 5.5 .216 MB-09G200-02-16R/L 16 630 | 10.5 413 | 5.2 .205 0 0 >k [ K[ H | K
250 .098 BB 216 MB-09G250-00-16R/L 16 .630 | 10.5 413 | 52 .205 0 0 [H|*x[*]|*
2.50 .098 55 216 MB-09G250-02-16R/L 16 630 | 10.5 413 | 5.2 .205 0 0 x| % | x| %
3.00 118 515) .216 MB-09G300-00-16R/L 16 .630 | 10.5 413 | 5.2 .205 0 0 % [ [ H | *
3.00 118 55 216 MB-09G300-02-16R/L 16 630 | 10.5 413 | 5.2 .205 0 0 * | k| x| %
1.50 .059 6.5 .256 09 MB-09G150-00-17R/L 17 669 | 11.5 453 | 5.2 .205 0 0 * || % |k
2.00 .079 6.5 .256 MB-09G200-00-17R/L 17 669 | 11.5 453 | 5.2 .205 0 0 * [ A | K
2,50 .098 6.5 .256 MB-09G250-00-17R/L 17 669 | 11.5 453 | 52 205 0 0 [H|x[*]|*x
3.00 118 6.5 .256 MB-09G300-00-17R/L 17 669 | 11.5 458 | 5.2 .205 0 0 * [ [ x| *
For circlip grooves
0.73 .029 1.2 .047 07 MB-07G070-00-10R/L 10 .394 5.8 228 | 3.8 .150 0 0 * |k | x| %
| 0.83 .033 1.3 .051 MB-07G080-00-10R/L 10 .394 5.8 228 | 3.8 .150 0 0 * ||k |k
0.93 .037 1.5 .059 MB-07G090-00-10R/L 10 .394 5.8 228 | 3.8 .150 0 0 * |k | x| *x
1.20 .047 1.8 .071 MB-07G120-00-10R/L 10 .394 5.8 228 | 39 154 0 0 % | % | % | K
1.40 .055 1.8 .071 MB-07G140-00-10R/L 10 .394 5.8 228 | 3.9 154 0 0 >k [ [ H | K
1.70 .067 1.8 .071 MB-07G170-00-10R/L 10 .394 5.8 228 | 39 .154 0 0 bt Rt Rt B
0.73 .029 1.2 .047 09 MB-09G070-00-14R/L 14 .551 9 354 | 5.2 .205 0 0 > [ [ H | *
0.83 .033 1.3 .051 MB-09G080-00-14R/L 14 .551 9 354 | 5.2 .205 0 0 %* [ [ H | *
0.93  .037 1.5 .059 MB-09G090-00-14R/L 14 .551 9 354 | 52 205 0 0 [H|x|[*]|*x
1.20 .047 4 157 MB-09G120-00-14R/L 14 .551 9 354 | 5.3 .209 0 0 * [ | k[ *
1.40 .055 4 157 MB-09G140-00-14R/L 14 551 9 .354 5.3 .209 0 0 | K|k |k
1.70 .067 4 157 MB-09G170-00-14R/L 14 .551 9 .354 | 53 .209 0 0 bt Rt Rad B
w|Lwvlv
MR
J ) To correspond to insert size on holder R = Right hand, L = Left hand
%= First choice
B106 B146 B2

==
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TURN - ENG

CoroCut® MB - Inserts PARTING AND GROQVING

CoroCut® MB inserts

Grooving
For hardened materials

\f

7N

Tolerances, mm (inch):
la:  +0.05/-0 (+.002/-0)
l1: £0.02 (+.0008)
Centre height:
+0.05/-0 (+.002/-0)

Right hand style shown -0
Selection criteria, millimeter, inch [Insert size Dimensions, millimeter, inch (mm, in.) H
(mm, in.) -
lcs
Ia la |armax armax Dmmin  Dpmin | f fi I Iy r. o |2
mm in. mm in. dmm Ordering code mm in. mm in. mm in. mm in. R
1.00 .039 2.8 110 07 MB-07G100-00-11R ik 433 6.8 268 | 39 .154 0 0 |
1.50  .059 2.8 110 MB-07G150-00-11R 11 433 6.8 268 | 39 .154 0 0 *
MB-..G
[Te)
=G
1) To correspond to insert size on holder R = Right hand, L = Left hand
* = First choice
B106 B137 | B146 B2
B . S
SANDVIK B 95
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PARTING AND GROOVING

CoroCut® MB - Inserts

CoroCut® MB inserts
Turning/profiling

Entering angle 45°

Lead angle

45°

MB-07T 045 Turning/profiling

Entering angle 93°

Lead angle -3°

MB-07T093 Turning

Tolerances,

mm (inch):

re: £0.02 (+.0008)
I1: £0.02 (+.0008)
Centre height:

+0.05/-0 (+.002/-0) Right hand style shown
Selection criteria, millimeter, [Insert sizeV Dimensions, millimeter, inch (mm, in.) PIm|N|s
inch (mm, in.)
aclac|ac|ac)
re r. |armax ar max Dm min Dy min f1 f1 14 14 I7 I7 QIR&I&
mm in. mm in. dmmn Ordering code mm in. mm in. mm in. mm in. [2]12]12]2
0.20 .008 | 1.50 .059 07 MB-07T045-02-10R/L 10.00 .394 | 580 .228 | 2.00 .079 | 4.00 157 | |%k|*]|*
0.20 .008 | 1.80 .071 07 MB-07T093-02-10L 10.00 .394 | 560 .220 | 3.90 .154 * [ |k | K
0.20 .008 | 1.80 .071 MB-07T093-02-10R 10.00 .394 | 560 .220 | 3.90 .154 * [k |k | x
MB-..T093
w0 v|v
NS EIR

1) To correspond to insert size on holder

B 96

B106

B137 a
b,

B146

B2

SANDVIK

R = Right hand, L = Left hand

* = First choice
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CoroCut® MB - Inserts PARTING AND GROQVING

CoroCut® MB inserts
With chip forming geometry

Turning
MB-07T093
Entering angle Kr 93°
Lead angle -3°

Right hand style shown

Tolerances, mm (inch):

Ie:
/1:

+0.02 (+.0008)
+0.02 (+.0008)

Centre height: +0.05/-0 (+.002/-0)

MB-..T093

Selection criteria, millimeter, [Insert size?) Dimensions, millimeter, inch (mm, in.) P|IM|N[S
inch (mm, in.)

aclaclac|ae

re r. |a-max ar max Dynmin Dpmin| f1 I no|RIRKR

mm in. | mm in. dmnm Ordering code mm in. | mm in. | mm in |2[2|2]2

0.20 .008 | 1.80 .071 07 MB-07T093A02-10R/L 10.00 .394 | 560 .220 | 3.90 .154 |3¢|+¢|v %

Ol
QS [&
ol|l=|Z|n

1) To correspond to insert size on holder

See Turning tools catalogue.

B,

SANDVIK

R = Right hand, L = Left hand

*= First choice
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PARTING AND GROOQVING CoroCut® MB - Inserts

CoroCut® MB inserts
Copying/back boring

Entering angle 93° MB-07TE 93 Copying Entering angle 90° MB-07B Back boring

Lead angle -3° Lead angle 0°

N3 - NHNI1

30° 8
vV ref?
. - 1‘1 =
Tolerances, mm (inch):
re: £0.02 (+.0008)
/1: £0.02 (+.0008)
Centre height:
+0.05/-0 (+.002/-0) Right hand style shown
Selection criteria, millimeter, |Insert size?) Dimensions, millimeter, inch (mm, in.) pImIn]s
inch (mm, in.)
aclaclac|ac
re r. |armax ar max Dm min Dy, min f1 f1 14 14 I7 I7 QIRIRIQ
mm in. mm in. dmnm Ordering code mm in. mm in. mm in. mm in. |2[212]2
0.20 .008 | 1.80 .071 07 MB-07TE93-02-10R/L 10.00 .394 | 5.80 .220 | 3.90 .154 % |k | % [ x
G MB-..TES3
0.20 .008 | 2.60 .102 07 MB-07B030-02-11R/L2 11.00 433 | 6.80 .268 | 1.30 .051 | 4.00 .157 | |>[*|*
MB-..B
[t & Fied 1o
NS EIR
1) To correspond to insert size on holder R = Right hand, L = Left hand
2) Insert with extended f; dimension * = First choice
B106 B137 B146 B2
Je= b,
B 98 SANDVIK
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TURN - ENG

CoroCut® MB - Inserts PARTING AND GROQVING

CoroCut® MB inserts

Turning
For machining of hardened materials

Entering angle kr93°
Lead angle -3° MB-07T 93 Turning

Tolerances, mm (inch):
re= +0.02 (+.0008)

1= +0.02 (+.0008) C
Centre height:
+0.05/-0 (+.002 /-0) Right hand style shown
Selection criteria, millimeter, [Insert size) Dimensions, millimeter, inch (mm, in.) H
inch (mm, in.)
cB
re r. |armax ar max Dnmin Dpymin|  fi fi 14 14 2
mm in. mm in. dmm Ordering code mm in. mm in. mm in. |
0.20 .008 | 1.80 .071 07 MB-07T093-02-10R 10.00 .394 | 560 .220 | 3.90 .154 |*
MB-..T093
o G
I
) To correspond with insert size on holder. R = Right hand, L = Left hand
*= First choice
B106 B137 a B146 B2
= . s

SANDVE



PARTING AND GROOQVING CoroCut® MB - Inserts

CoroCut® MB inserts
Profiling and pre-parting

MB-07R Profiling MB-07GX Pre-parting

Tolerances, mm (inch):
la +0.05/-0 (+.002/-0)
re £0.02 (+.0008/-0)

/1 £0.02 (+.0008)
Centre height:

N3 - NHNI1

+0.05/-0 (+.002/-0) Right hand style shown
Selection criteria, millimeter, inch (mm, in.) [Insert size" Dimensions, millimeter, inch (mm, in.) PIm|N|s
aclaclac|ac]
la Ia re re armax a, max Dmmin Dy min f1 f1 14 14 QL&KL
mm in. | mm in. | mm in. dmn  |Ordering code mm in. mm in. mm in. [2]2]2[2
0.80 .032 |0.40 .016 | 1.80 .071 07 MB-07R080-04-10R/L 10 .394 5.80 .228 3.90 54 |k | * | *x
1.20 .047 | 0.60 .024 | 1.80 .071 MB-07R120-06-10R/L 10 .394 5.80 .228 3.90 154 [ kx| K
1.80 .071 |0.90 .035 | 1.80 .071 MB-07R180-09-10R/L 10 .394 5.80 .228 3.90 154 ||k |k
2.00 .079 | 1.00 .039 | 1.80 .071 MB-07R200-10-10R/L 10 .394 5.80 .228 3.90 154 K[| x| %
0.80 .032 | 040 .016 | 4.00 157 09 MB-09R080-04-14R/L 14 551 9.00 .354 5.20 205 [ |k ||k
MB-..R 1.20 .047 | 0.60 .024 | 4.00 157 MB-09R120-06-14R/L 14 .551 9.00 .354 5.30 209 [ |k | x|k
1.80 .071 | 0.90 .035 | 4.00 157 MB-09R180-09-14R/L 14 .551 9.00 .354 5.30 209 [ [k |x| K
2.00 .079 | 1.00 .039 | 4.00 157 MB-09R200-10-14R/L 14 .551 9.00 354 5.30 209 [ |k ||k
220 .087 |1.10 .043 | 4.00 157 MB-09R220-11-14R/L 14 .551 9.00 .354 5.30 209 K|k |*|*x
G 3.00 .118 | 1.50 .059 | 4.00 157 MB-09R300-15-14R/L 14 551 9.00 .354 5.30 209 [ |k | x|k
1.00 .039 1.50 .059 07 MB-07GX100-00-10R/L 10 .394 5.80 .228 3.90 154 |k |k
MB-..GX
wl|L|L|w
=128
1) To correspond to insert size on holder R = Right hand, L = Left hand
* = First choice
B106 B137 B146 B2
B= B S
B 100 SANDVIK
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TURN - ENG

CoroCut® MB - Inserts PARTING AND GROOVING
CoroCut® MB inserts
Face grooving
MB-09FA A-curve MB-09FB B-curve
4—,‘1—-
- -
I ll - I ] J
Hl 1=
r€ -Irl__-
b2y I
i
B curve ' 2 . L_ a=
ar
Tolerances, mm (inch):
la = +0.05/-0 (+.002/-0)
r.= +0.02 (+.0008)
/1= +0.02 (+.0008)
Centre height:
+0.05/-0 (+.002/- 0) Right hand style shown
Selection criteria, millimeter, inch (mm, in.) Insert size Dimensions, millimeter, inch (mm, in.) PIM|N|s
aclac|ac|ac
D D ar ar wlololw
Ia la re re min  min | max max f1 f1 11 11 N I
mm in. |mm in. |mm in. | mm in. dmn, Ordering code mm in. mm in. 2121212
1.000 .039| 0O .000| 14 .551| 1.5 .059 09 MB-09FA100-00-14R/L 9 .354 8.3 327 X % | x| x
1.500 .059 | 0.2 .008 | 14 .551 | 2.5 .098 MB-09FA150-02-14R/L 9 .354 8.3 327 * | k| x| K
2.000 .079 | 0.2 .008 | 14 .551 5 197 MB-09FA200-02-14R/L 9 .354 10.3 406 * [k | % | x
2.500 .098 | 0.2 .008 | 14 .551 5 197 MB-09FA250-02-14R/L 9 .354 10.3 .406 * [k *x
3.000 .118 | 0.2 .008 | 14 .551 5 197 MB-09FA300-02-14R/L 9 .354 10.3 406 % | k| x| & G
MB-FA
1.000 .039 0 .000| 12 472 | 1.5 .059 09 MB-09FB100-00-14R/L 7 276 8.3 327 * |k | x|k
1.500 .059 | 0.2 .008 | 12 472 | 2.5 .098 MB-09FB150-02-14R/L 7.5 .295 8.3 .327 * | k| x| K
2.000 .079 | 0.2 .008 | 12 .472 5 197 MB-09FB200-02-14R/L 8 315 10.3 406 * | k| x| *
2500 .098 | 0.2 .008 | 12 472 | 5 197 MB-09FB250-02-14R/L 8.5 .335 10.3 .406 * [k | % | x
3.000 .118 | 0.2 .008 | 12 .472 5 197 MB-09FB300-02-14R/L 9 .354 10.3 .406 * [k *x
MB-FB
w|Llvlw
MR
1) To correspond to insert size on holder N = Neutral, R = Right hand, L = Left hand H
%= First choice
B106 B137 B146 B2
B B
SANDVIK B 101
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PARTING AND GROOVING

CoroCut® MB - Inserts

CoroCut® MB inserts

Threading

Tolerances, mm (inch):

Il1: +0.02 (+.0008)

Centre height:
+0.05/-0 (+.002/-0)

Metric 60°

UN 60°?
V-profile 60°
NPT 60°

Whitworth 55°

Right hand style shown

Insert | Pitch Pitch, TPI Dimensions, millimeter, inch (mm, in.) P|MIN|S
sizel)
laclaciaciac
a a D, D,
Pitch, max max |mn min | £ f |k L | B B e owr [QRIRIR
dmm [mm  min max | TPl min max |Ordering code mm in. [mm in. [mm in. [mm in. [mm in. [mm in. |S[S2I2
V profile 60°
07 0.5 0.75 48 32 |MB-07THO50VM-10R/L |{0.41 .016 | 10 .394 | 5.8 .228 3.4 .134|3.8 .150|0.06 .002 |*|%*|*|*
1 1.25 24 28 |MB-07TH100VM-10R/L [0.55 .022 | 10 .394 | 5.8 .228|3.2 .126 |3.8 .150|0.12 .005 |%|%]|%]|%
15 1.75 16 20 |MB-07TH150VM-10R/L |{0.81 .032 | 10 .394 | 5.8 .228 | 3 .118|3.8 .150 |0.18 .007 ||| *|*
2 225 12 14 |MB-07TH200VM-10R/L |1.08 .042 | 10 .394 | 5.8 .228 2.8 .108 | 3.8 .150 |0.25 .010 || %|*|*
2.5 10 11 |MB-07TH250VM-10R/L |{1.35 .053 | 10 .394 | 5.8 .228 |2.6 .100|3.8 .150 |0.31 .012 |%|%|*|*
G Metric 60°
07 |0.5 MB-07THO50MM-10R/L [0.27 .011 | 10 .394 | 5.8 .228|3.4 .134 3.8 .150|0.06 .002 |%]|%]|%]|*
1.0 MB-07TH100MM-10L 0.54 .021 | 10 .394 | 5.8 .228 (3.2 .126|3.8 .150 |0.12 .005 |*|*|*|*
1.0 MB-07TH100MM-10R [0.54 .021 | 10 .394 | 5.8 .228 3.2 .126 [3.8 .150|0.12 .005 |%|%]|%|%
1.5 MB-07TH150MM-10L (0.81 .032 | 10 .394 |58 .228| 3 .118 (3.8 .150|0.18 .007 |%]|%]|%*]|*
15 MB-07TH150MM-10R [0.81 .032 | 10 .394 |58 .228| 3 .118 (3.8 .150|0.18 .007 |%|%|%|%*
1.75 MB-07TH175MM-10R/L [0.95 .037 | 10 .394 | 5.8 .228 2.9 .114|3.8 .150|0.21 .008 |%]|%]|%*]|*
2.0 MB-07TH200MM-10R/L [ 1.08 .042 | 10 .394 | 5.8 .228|2.8 .108 3.8 .150|0.25 .010 |%|%]|%]|%
2.5 MB-07TH250MM-10R/L [1.35 .053 | 10 .394 | 5.8 .228 2.6 .100|3.8 .150|0.31 .012 |%|%|%|%
UN 60°
07 32 MB-07TH320UN-10R/L [0.42 .016 | 10 .394 |58 .228 3.4 .134 3.9 .154| 0.1 .004 |*|%]|%|*
28 MB-07TH280UN-10R/L [0.49 .019 | 10 .394 | 5.8 .228 3.4 .134 (3.9 .154 |0.11 .004 |%|%]|%*]|*
24 MB-07TH240UN-10R/L [0.57 .022 | 10 .394 | 5.8 .228 3.3 .130 (3.9 .154|0.13 .005 |*]|%]|%]|*
H 20 MB-07TH200UN-10R/L [0.68 .027 | 10 .394 | 5.8 .228|3.2 .126 3.9 .154 |0.15 .006 |%|%|%|%*
18 MB-07TH180UN-10R/L [0.76 .030 | 10 .394 | 5.8 .228 3.2 .126 [3.9 .154 |0.17 .007 |%]|%]|%*]|*
16 MB-07TH160UN-10R/L [0.86 .034 | 10 .394 | 5.8 .228|3.1 .122 3.9 .154|0.19 .008 |*|%*]|%]|*
14 MB-07TH140UN-10R/L [0.98 .039 | 10 .394 | 5.8 .228 3.2 .126 [3.9 .154|0.22 .009 |*|%*]|*|*
Whitworth 55°
07 19 MB-07TH190WH-10R/L {0.85 .034 | 10 .394 | 5.8 .228 2.8 .110|3.8 .150 | % | K| K
14 MB-07TH140WH-10R/L [1.16 .046 | 10 .394 | 5.8 .228|2.6 .102 |3.8 .150 K| K| K| *
11 MB-07TH110WH-10R/L (1.48 .058 | 10 .394 | 5.8 .228|2.3 .091|3.8 .150 k| | Hef H
NPT 60°
07 18 MB-07TH180NT-10R/L [1.19 .047 | 10 .394 | 5.8 .228 2.9 .114|3.8 .150|0.05 .002 |%]|%]|%*]|*
14 MB-07TH140NT-10R/L |[1.48 .058 | 10 .394 | 5.8 .228 2.7 .106 | 3.8 .150 |0.07 .003 |*|*|%*|*
w0
=218
1) To correspond to insert size on holder R = Right hand, L = Left hand
*= First choice
B106 B146 B2

==
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CoroCut® MB - Inserts

PARTING AND GROOVING

CoroCut® MB inserts
Threading
For hardened materials

Metric 60°

-

Tolerances, mm (inch):
l1: £0.02 (+.0008)
Centre height:

+0.05/-0 (+ .002/-0)

Right hand style shown

Insert size?) [Pitch

Dimensions, millimeter, inch (mm, in.)

H

(5]

Dm  Dnm 0

armax a max| min min fy f1 I 14 I Iz Wr Wr |=

dmm mm Ordering code mm in. mm in. mm in. mm in. mm in. mm in. |
Metric 60°

07 1.0 MB-07TH100MM-10R 0.54 .021 10 394 | 5.8 228 | 3.2 126 | 3.8 150 | 0.12  .005 [*

1.5 MB-07TH150MM-10R 0.81 .032 10 394 | 58 228 8 118 | 3.8 150 | 0.18 .007 |[*

[Te)

T

1) To correspond with insert size on holder.

B106

J== b

B137 B146

B2

&

SANDVIK

R = Right hand, L = Left hand G

*= First choice
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PARTING AND GROOQVING CoroCut® MB - Inserts

CoroCut® MB inserts

N3 - NHNI1

Threading
T— ACME 29° STUB-ACME 29°
." (Al Non-topping Non-topping
!_!IE_
L | _‘_,(?
-1
Ny
__i_
_-!J--
(] ar
Tolerances, mm (inch): Wy
Iy = +0.02 (+ .008)
Centre height:
+0.05/-0 (+.002/-0) Right hand style shown
C Insert size) [Pitch, TPI Dimensions, millimeter, inch (mm, in.) PIMIN|S
aclaclac|ac
a a D, D,
marx marX mimn mi"r11 f1 f1 /1 /1 /7 I7 WT WT & cu\I) I'{C\l-) g
dmn TPl |Ordering code mm in. |mm in. [mm in. [mm in. |mm in. | mm in. [2[2]|2]2
Acme 29°
07 16 MB-07TH160AC-11R 093 .037 | 11 433 | 6.8 .268 | 3.3 .130 | 3.9 .154 | 0.52 .020 || |*|*
14 MB-07TH140AC-11R 1.056 .041 | 11 433 | 6.8 .268 | 3.2 .126 | 3.9 .154 | 0.6 .024 |% |k [*|*
12 MB-07TH120AC-11R 12 047 | 11 433 | 6.8 .268 | 3.1 .122 | 3.9 .154 | 0.71 .028 |% [ [*|*
10 MB-07TH100AC-11R 1.54 .061 | 11 433 | 6.8 .268 3 118 | 3.9 154 | 0.8 .032 |k |*|*|*
8 MB-07THO80AC-11R 187 .074 | 11 433 | 6.8 .268 | 28 .110| 3.9 .154 | 1.03 .041 |*|%[*|*

STUB-Acme 29°

G 07 16 MB-07TH160SA-10R 0.63 .025| 10 .394 | 5.8 .228 |3.35 .132 | 3.9 .154 | 0.59 .023 [ |*|*|*
14 MB-07TH140SA-10R 069 .027 | 10 .394 | 58 .228 |3.25 .128 | 3.9 .154 | 0.69 .027 [ |*|*|*x
12 MB-07TH120SA-10R 0.78 .031 10 394 | 58 228 | 3.2 .126 | 3.9 .154 | 0.82 .032 [k |*|*|*x
10 MB-07TH100SA-10R 1.04 .041 10 .394 | 58 .228 | 3.05 .120 | 3.9 .154 | 0.93 .037 |%|[*|*|*
8 MB-07THO080SA-10R 124 049 | 10 .394 | 5.8 .228 |2.45 .096 | 3.72 .146 | 1.19 .047 [% |k |*x|*
[te) ‘“\3 [Tl Yo}
=128
1) To correspond to insert size on holder R = Right hand, L = Left hand
*= First choice

B106

I@ %‘F B137

B 104
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CoroCut® MB - Boring bars PARTING AND GROOVING

CoroCut® MB
Shank holders for external machining

MB-G

. h,lé f,—

—
h

l— = b |
Right hand style shown
Note: Right hand tools use left hand inserts and vice versa.
Metric version

Dimensions, mm
Insert size!) |Ordering code b f1 h h1 I1 Gauge inserts Nm2

09 MBG-1212-09R/L 12 15.1 12 12 100 MB-09Fx150-XX-XXX 3.0 G
MBG-1616-09R/L 16 19.1 16 16 120 MB-09Fx150-xx-xxx 3.0
MBG-2020-09R/L 20 23.1 20 20 120 MB-09Fx150-xx-XXX 3.0
MBG-2525-09R/L 25 28.1 25 25 150 MB-09Fx150-XX-XXX 3.0

Inch version
Dimensions, inch
Insert size”) |Ordering code b f1 h hy 11 Gauge inserts ft-lbs3)

09 MBG-08A-09R/L .500 .622 .500 .500 3.937 MB-09Fx150-XX-XXX 2.2
MBG-10C-09R/L .625 747 .625 .625 4.724 MB-09Fx150-xx-Xxx 2.2
MBG-12C-09R/L .750 .872 .750 .750 4.724 MB-09Fx150-xX-XXX 2.2
MBG-16D-09R/L 1.000 1.122 1.000 1.000 5.906 MB-09Fx150-xx-XXX 2.2 H

1) To correspond with seat size on insert.

2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) Insert tightening torque ft-lIbs. Use torque wrench, see page B109.
General min hole depend on insert, see resp insert ordering page

Main spare parts

Insert size Insert screw Key (Torx Plus)
09 5513 039-02 5680 049-01 (15IP)

’ B94 @ G6 @ A320 @JZ
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PARTING AND GROOVING CoroCut® MB - Boring bars

CoroCut® MB

Boring bars
Cylindrical

With groove for EasyFix sleeve

N3 - NHNI1

MB-A MB-E
Steel shank Carbide shank
i
[
by, FEEl sssszcsazezall g, ba1 — e
! r il
I h
Tool with right hand insert shown.
Max overhang: 3 x dmy 5 x dmy
All with internal coolant supply
Metric version
Bar dia. Dimensions, mm
G dmy Insert size’) |Ordering code b1 14 I3 Gauge inserts Nm2)
16 07 MB-A16-16-07R 7.4 97 16 MB-07.. 1.4
16 09 MB-A16-20-09R 9.5 100 20 MB-09.. 3.0
12 o7 MB-E12-24-07R 7.4 92 24 MB-07.. 1.4
12 MB-E12-32-07R 7.4 100 32 MB-07.. 1.4
12 MB-E12-48-07R 7.4 115 48 MB-07.. 1.4
12 09 MB-E12-34-09R 9.5 100 34 MB-09.. 3.0
12 MB-E12-45-09R 9.5 110 45 MB-09.. 3.0
12 MB-E12-64-09R 9.5 130 64 MB-09.. 3.0
16 MB-E16-34-09R 9.5 100 34 MB-09.. 3.0
16 MB-E16-45-09R 9.5 110 45 MB-09.. 3.0
16 MB-E16-64-09R 9.5 130 64 MB-09.. 3.0
Inch version
H Bar dia. Dimensions, inch
dmy Insert size?) | Ordering code bo1 11 I3 Gauge inserts ft-lbsd
.625 07 MB-A0625-06-07R .291 3.937 .630 MB-07.. 1.0
.625 09 MB-A0625-08-09R 374 3.937 .787 MB-09.. 2.2
.500 o7 MB-E0500-12-07R 291 3.937 1.260 MB-07.. 1.0
.500 MB-E0500-19-07R .291 4.528 1.890 MB-07.. 1.0
.500 09 MB-E0500-13-09R 374 3.937 1.339 MB-09.. 2.2
.500 MB-E0500-17-09R 374 4.331 1.772 MB-09.. 2.2
.500 MB-E0500-25-09R 374 5.118 2.520 MB-09.. 2.2
.625 MB-E0625-13-09R 374 3.937 1.339 MB-09.. 2.2
.625 MB-E0625-17-09R .374 4.331 1.772 MB-09.. 2.2
.625 MB-E0625-25-09R 374 5.118 2.520 MB-09.. 2.2

1) To correspond with seat size on insert.

2) Insert tightening torque Nm. Use torque wrench, see page B109.

3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109.
General min hole depend on insert, see resp insert ordering page

Main spare parts

Insert size Insert screw Key (Torx Plus)
07 5513 039-01 5680 051-03 (9IP)
09 5513 039-02 5680 049-01 (15IP)

B94

’ @ G6 @ A320 @JZ
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CoroCut® MB - Boring bars PARTING AND GROOVING
CoroCut® MB
Carbide shank boring bars
Cylindrical with flat
MB-A MB-E
Steel shank Carbide shank

Tool with right hand insert shown.
Max overhang: 3 xdmy 5 xdmy

All with internal coolant supply

Metric version

Bar dia. Dimensions, mm
amy Insert size’) |Ordering code boy A I3 Gauge inserts Nm2 G
16 07 MB-A16-16-07 7.4 97 16 MB-07.. 1.4
16 09 MB-A16-20-09 9.5 100 20 MB-09.. 3.0
12 07 MB-E12-24-07 7.4 92 24 MB-07.. 1.4
12 MB-E12-32-07 7.4 100 32 MB-07.. 1.4
12 MB-E12-48-07 7.4 115 48 MB-07.. 1.4
12 09 MB-E12-34-09 9.5 100 34 MB-09.. 3.0
12 MB-E12-45-09 9.5 110 45 MB-09.. 3.0
12 MB-E12-64-09 9.5 130 64 MB-09.. 3.0
16 MB-E16-34-09 9.5 100 34 MB-09.. 3.0
16 MB-E16-45-09 9.5 110 45 MB-09.. 3.0
16 MB-E16-64-09 9.5 130 64 MB-09.. 3.0
Inch version
Bar dia. Dimensions, inch H
dmy Insert size?)  |Ordering code bas I I3 Gauge inserts ft-lbs3)
.625 07 MB-A0625-06-07 .291 3.937 .630 MB-07.. 1.0
.625 09 MB-A0625-08-09 374 3.937 787 MB-09.. 2.2
.500 07 MB-E0500-12-07 291 3.937 1.260 MB-07.. 1.0
.500 MB-E0500-19-07 291 4.528 1.890 MB-07.. 1.0
.500 09 MB-E0500-17-09 .374 4.331 1.772 MB-09.. 2.2
.500 MB-E0500-25-09 374 5.118 2.520 MB-09.. 2.2
.625 MB-E0625-25-09 .374 5.118 2.520 MB-09.. 2.2

1) To correspond with seat size on insert.
2) Insert tightening torque Nm. Use torque wrench, see page B109.
3) Insert tightening torque ft-Ibs. Use torque wrench, see page B109. I

General min hole depend on insert, see resp insert ordering page

Main spare parts

Insert size Insert screw Key (Torx Plus)
07 5513 039-01 5680 051-03 (9IP)
09 5513 039-02 5680 049-01 (15IP)

B94 G6 A320
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Torque wrenches for correct insert clamping PARTING AND GROOVING

Torque wrenches for correct insert clamping

Information

To get the best performance out of our tools, especially in parting and grooving, it is of great
importance to have the correct insert tightening torque.

In the Sandvik Coromant assortment four metric and four inch torque wrenches using bits for
different Torx Plus sizes are available.

5680 105-01 5680 105-05
5680 105-02 5680 105-06
5680 105-03 5680 105-07
5680 105-04 5680 105-08
I
Ny
Torque range I> Nt
Torque wrench |Nm In-Ibs Handle Bit mm Inch Torx Plus
5680 105-01 0.3-1.2 Straight 5680 084-01 50 1.969 8IP G
5680 105-02 1.2-3.0 Straight 5680 084-02 50 1.969 151P
5680 105-05 3.0-6.0 Angled 5680 084-03 89 3.504 15IP
5680 105-06 4.0-8.8 Angled 5680 084-04 50 1.969 71P
5680 105-03 25-115 Straight 5680 084-05 50 1.969 9P
5680 105-04 11.0 - 26.0 Straight 5680 084-06 50 1.969 10IP
5680 105-07 26.0 - 55.0 Angled 5680 084-07 50 1.969 20IP
5680 105-08 35.4-78.0 Angled 5680 084-08 89 3.504 20IP
5680 084-09 89 3.504 25IP
5680 084-10 89 3.504 30IP
5680 084-11 50 1.969 6IP
5680 084-12 80 3.150 27I1P
5680 084-13 35 1.378 50IP
H
I
J
SANDVIK B 109
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PARTING AND GROOVING Spare parts

CoroCut® external screw clamp tools

N3 - NHNI1

Nozzle for Coromant Capto® cutting

units
NF 123 3
Cutting unit size  |Nozzle
C3-C4 5691 029-01
C5-C6 5691 029-02
R/L 123
C3-C4 5691 029-06
C5-C6 5691 029-02
Shank holders Coromant Capto® 1 2
Metric Inch Clamping screw Key (Torx Plus)

C3-NF123 G20-00060B
C4-NF123 G20-00070B
C5-NF123 G20-00070B
C6-NF123 G20-00075B

3212 012-310

5680 043-15 (25IP)

NF123J25-2525BM
NF123J25-3225BM

5512 044-011

5680 043-17 (30IP)

C4-NF123 J25-00077B
C5-NF123 J25-00077B
C6-NF123 J25-00082B

3212 012-360

5680 043-17 (30IP)

R/LF123D08-1212B

R/LF123D032-08B

3212 012-257

5680 043-14 (20IP)

R/LF123D08-1616B
R/LF123D08-2020B
R/LF123D08-2525B

R/LF123D032-10B
R/LF123D032-12B
R/LF123D032-16B

C3-R/LF123D08-22050B
C4-R/LF123D08-27050B
C5-R/LF123D08-35055B

3212 012-259

5680 043-14 (20IP)

R/LF123D10-1010B-S

R/LF123D039-06B-S

5513 021-07

5680 043-13 (15IP)

R/LF123D11-1212B-S

R/LF123D043-08B-S

5513 021-07

5680 043-13 (15IP)

R/LF123D15-1616B
R/LF123D15-2020B
R/LF123D15-2525B

R/LF123D059-10B
R/LF123D059-12B
R/LF123D059-16B

C3-R/LF123 D15-22050B
C4-R/LF123 D15-27055B
C5-R/LF123 D15-35055B

3212 012-259

5680 043-14 (201P)

R/LF123E08-1212B

R/LF123E032-08B

3212 012-257

5680 043-14 (20IP)

R/LF123E08-1616B
R/LF123E08-2020B
R/LF123E08-2525B

R/LF123E032-10B
R/LF123E032-12B
R/LF123E032-16B

C3-R/LF123E08-22050B
C4-R/LF123E08-27050B
C5-R/LF123E08-35060B

3212 012-259

5680 043-14 (20IP)

R/LF123E10-1010B-S

R/LF123E039-06B-S

5513 021-07

5680 043-13 (15IP

R/LF123E11-1212B-S

R/LF123E043-08B-S

5513 021-07

5680 043-13 (15IP;

R/LF123E12-1212B

3212 012-257

R/LF123E059-08B

3212 012-257

5680 043-14 (20IP

R/LF123E15-1616B
R/LF123E15-2020B
R/LF123E15-2525B

R/LF123E059-10B
R/LF123E059-12B
R/LF123E059-16B

C3-R/LF123 E15-22055B
C4-R/LF123 E15-27055B
C5-R/LF123 E15-35060B

3212 012-259

(15P)
(151P)
5680 043-14 (201P)
(201P)
(201P)

5680 043-14 (20IP

R/LF123E17-1616B-S

R/LF123E067-10B-S

5513 021-04

5680 043-13 (15IP)

R/LF123E17-2020D

R/LF123E067-12D

3212 012-257

5680 043-14 (20IP)

R/LF123F10-1212B

3212 012-257

5680 043-14 (201P)

R/LF123F10-1616B
R/LF123F10-2020B
R/LF123F10-2525B

C3-R/LF123F10-22050B
C4-R/LF123F10-27050B
C5-R/LF123F10-35060B

3212 012-259

5680 043-14 (201P)

R/LF123F17-1616B-S

R/LF123F067-10B

5513 021-04

5680 043-13 (15IP)

R/LF123F17-2020D
R/LF123F17-2525D

R/LF123F067-12D
R/LF123F067-16D

3212 012-257

5680 043-14 (201P)

R/LF123F20-1616B
R/LF123F20-2020B
R/LF123F20-2525B
R/LF123F20-3225B

R/LF123F040-10B
R/LF123F040-12B
R/LF123F040-16B
R/LF123F040-20B

C3-R/LF123 F20-22055B
C4-R/LF123 F20-27060B
C5-R/LF123 F20-35060B

3212 012-259

5680 043-14 (201P)

R/LF123F079-10B
R/LF123F079-12B
R/LF123F079-16B
R/LF123F079-20B

3212 012-259

5680 043-14 (201P)

R/LF123G07-1616C
R/LF123G07-2020C
R/LF123G07-2525C

R/LF123G028-10C
R/LF123G028-12C
R/LF123G028-16C

3212 012-310

5680 043-15 (25IP)

R/LF123G10-1616B

R/LF123G040-10B

3212 012-309

5680 043-15 (25IP)

R/LF123G10-2020B
R/LF123G10-2525B
R/LF123G10-3225B

R/LF123G040-12B
R/LF123G040-16B
R/LF123G040-20B
R/LF123G040-24B

C3-R/LF123G10-22050B
C4-R/LF123G10-27055B
C5-R/LF123G10-35060B

3212 012-310

5680 043-15 (25IP)

R/LF123G12-1212B

3212 012-257

5680 043-14 (20IP)

R/LF123G12-2525B-034B
R/LF123G12-2525B-038B

R/LF123G047-016B-034B
R/LF123G047-016B-038B

3212 012-310

5680 043-15 (25IP)

1) For holder without M in the ordering code, use screw 3212 012-360
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Spare parts

PARTING AND GROOVING

CoroCut® external screw clamp tools

Nozzle for Coromant Capto® cutting

units
3
Cutting unit size  |Nozzle
C3-C4 5691 029-06
C5-C6 5691 029-02
Shank holders Coromant Capto® 1 2
Metric Inch Clamping screw Key (Torx Plus)

R/LF123G12-2020B-034B
R/LF123G12-2020B-038B
R/LF123G13-2020B-042B
R/LF123G13-2020B-054B
R/LF123G13-2020B-067B
R/LF123G13-2020B-090B
R/LF123G13-2020B-130B

R/LF123G047-12B-034B
R/LF123G047-12B-038B
R/LF123G050-12B-042B
R/LF123G050-12B-054B
R/LF123G050-12B-067B
R/LF123G050-12B-090B
R/LF123G050-12B-130B

3212 012-310

5680 043-15 (25IP)

R/LF123G17-1616B-S

R/LF123G067-10B-S

5513 021-04

5680 043-13 (15IP)

R/LF123G19-2525B-042B
R/LF123G19-2525B-054B

R/LF123G075-16B-042B
R/LF123G075-16B-054B
R/LF123G075-16B-067B

3212 012-310

5680 043-15 (25IP)

R/LF123G20-1616B

3212 012-309

5680 043-15 (25IP)

R/LF123G20-2020B
R/LF123G20-2525B
R/LF123G20-3225B
R/LF123G20-3232B

R/LF123G079-12B
R/LF123G079-16B
R/LF123G079-20B
R/LF123G079-24B

C3-R/LF123 G20-22055B
C4-R/LF123 G20-27060B
C5-R/LF123 G20-35060B
C6-R/LF123 G20-45065B

3212 012-310

5680 043-15 (25IP)

R/LF123G22-2020D
R/LF123G22-2525D
R/LF123G22-2525B-067B
R/LF123G22-2525B-090B
R/LF123G22-2525B-130B

R/LF123G087--12D
R/LF123G087--16D

R/LF123G087-16B-090B
R/LF123G087-16B-130B

32312 012-310

5680 043-15 (25IP)

R/LF123H13-1616B

R/LF123H051-10B

3212 012-309

5680 043-15 (25IP)

R/LF123H13-2020BM R/LF123H051-12BM 5512 044-011) 5680 043-17 (30IP)
R/LF123H13-2525BM R/LF123H051-16BM
R/LF123H13-3225BM R/LF123H051-20BM
R/LF123H13-3232BM R/LF123H051-24BM
R/LF123H13-2020B-040BM R/LF123H050-16B-040BM 5512 044-01 5680 043-17 (30IP)

R/LF123H13-2020B-052BM
R/LF123H13-2020B-064BM
R/LF123H13-2020B-092BM
R/LF123H13-2020B-132BM

R/LF123H050-16B-052BM
R/LF123H050-16B-064BM
R/LF123H050-16B-092BM
R/LF123H050-16B-132BM

1) For holder without M in the ordering code, use screw 3212 012-360
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PARTING AND GROOVING

Spare parts

CoroCut® external screw clamp tools

Nozzle for Coromant Capto® cutting

units

3

Cutting unit size  |Nozzle

C3-C4
C5-C6

5691 029-06
5691 029-02

Shank holders

Metric

Inch

Coromant Capto®

1

Clamping screw

2

Key (Torx Plus)

C3-R/LF123 H13-22055B
C4-R/LF123 H13-27055B
C5-R/LF123 H13-35060B
C6-R/LF123 H13-45065B

3212 012-360

5680 043-17 (30IP)

C3-R/LF123 H20-22060B
C4-R/LF123 H25-27067B
C5-R/LF123 H25-35060B
C6-R/LF123 H25-45065B

3212 012-360

5680 043-17 (30IP)

R/LF123H25-2020BM
R/LF123H25-2525BM
R/LF123H25-3225BM
R/LF123H25-3232BM

R/LF123H098-12BM
R/LF123H098-16BM
R/LF123H098-20BM
R/LF123H098-24BM

5512 044-011

5680 043-17 (301P)

R/LF123H25-2525B-064BM
R/LF123H25-2525B-092BM
R/LF123H25-2525B-132BM
R/LF123H25-2525B-220BM
R/LF123H25-2525B-300BM

R/LF123H100-16B-064BM
R/LF123H100-16B-092BM
R/LF123H100-16B-132BM
R/LF123H100-16B-220BM
R/LF123H100-16B-300BM

5512 044-011

5680 043-17 (30IP)

R/LF123J13-2020BM

5512 044-011

5680 043-17 (30IP)

R/LF123J13-2525BM
R/LF123J13-3225BM
R/LF123J13-3232BM

R/LF123J051-16BM
R/LF123J051-20BM
R/LF123J051-24BM

5512 044-011

5680 043-17 (30IP)

R/LF123J13-2525-040BM
R/LF123J13-2525-060BM
R/LF123J13-2525-085BM
R/LF123J13-2525-120BM
R/LF123J13-2525-175BM

R/LF123J050-16B-040BM
R/LF123J050-16B-060BM
R/LF123J050-16B-085BM
R/LF123J050-16B-120BM
R/LF123J050-16B-175BM

5512 044-01

5680 043-17 (30IP)

C4-R/LF123 J13-27055B
C5-R/LF123 J13-35060B
C6-R/LF123 J13-45065B
C8-R/LF123 J13-42080B

3212 012-360

5680 043-17 (301P)

R/LF123J20-2525B-040BM
R/LF123J20-2525B-180BM
R/LF123J22-2525B

R/LF123J25-2525B-060BM
R/LF123J25-2525B-085BM
R/LF123J25-2525B-120BM
R/LF123J25-2525B-175BM

R/LF123J079-16B-040BM
R/LF123J079-16B-180BM

R/LF123J100-16B-060BM
R/LF123J100-16B-085BM
R/LF123J100-16B-120BM
R/LF123J100-16B-175BM

5512 044-011

5680 043-17 (30IP)

1) For holder without M in the ordering code, use screw 3212 012-360
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Spare parts

PARTING AND GROOVING

CoroCut® external screw clamp tools

Nozzle for Coromant Capto® cutting

units

3

Cutting unit size  |Nozzle

C3-C4
C5-C6

Shank holders

Metric

Inch

Coromant Capto®

1

Clamping screw

2

Key (Torx Plus)

C4-R/LF123 J25-27067B
C5-R/LF123 J25-35067B
C6-R/LF123 J25-45067B

3212 012-360

5680 043-17 (30IP)

R/LF123J32-2525BBM R/LF123J126-16BM 5512 044-011 5680 043-17 (30IP)
R/LF123J32-3225BBM R/LF123J126-20BM
R/LF123J32-3232BBM R/LF123J126-24BM
R/LF123K08-2020C R/LF123K032-12C 5512 044-01 5680 043-17 (30IP)
R/LF123K08-2525CM R/LF123K032-16CM
R/LF123K13-2525B-040BM R/LF123K050-16B-040BM 5512 044-01 5680 043-17 (30IP)

R/LF123K13-2525B-058BM
R/LF123K13-2525B-088BM
R/LF123K13-2525B-168BM

R/LF123K050-16B-058BM
R/LF123K050-16B-088BM
R/LF123K050-16B-168BM
R/LF123K050-16B-220BM

C4-R/LF123 K16-27050B
C5-R/LF123 K16-35060B
C6-R/LF123 K16-45065B
C8-R/LF123 K16-42080B

3212 012-360

5680 043-17 (30IP)

R/LF123K16-2525BM
R/LF123K16-3225BM
R/LF123K16-3232BM

R/LF123K063-16BM
R/LF123K063-20BM
R/LF123K063-24BM
R/LF123K063-32BM

5512 044-011

5680 043-17 (30IP)

R/LF123K20-2525B-040BM
R/LF123K25-2525B-058BM
R/LF123K25-2525B-088BM
R/LF123K25-2525B-168BM
R/LF123K25-2525B-220BM

R/LF123K079-16B-040BM
R/LF123K100-16B-058BM
R/LF123K100-16B-088BM
R/LF123K100-16B-168BM
R/LF123K100-16B-220BM

5512 044-011

5680 043-17 (30IP)

R/LF123K25-3225B-088BM
R/LF123K25-3225B-168BM
R/LF123K25-3225B-220BM

R/LF123K079-16B-040BM
R/LF123K100-16B-058BM
R/LF123K100-16B-088BM
R/LF123K100-16B-168BM
R/LF123K100-16B-220BM

5512 044-01

5680 043-17 (30IP)

C4-R/LF123 K25-27070B
C5-R/LF123 K25-35070B
C5-R/LF123 K25-45075B

3212 012-360

5680 043-17 (30IP)

R/LF123K32-2525BM R/LF123K126-16BM 5512 044-011 5680 043-17 (30IP)
R/LF123K32-3225BM R/LF123K126-20BM
R/LF123K32-3232BM R/LF123K126-24BM
R/LF123K126-32BM
R/LF123L110-16B-075BM
R/LF123L110-16B-140BM
R/LF123L15-2525B-075BM R/LF123L110-20B-075BM 5512 044-01 5680 043-17 (30IP)
R/LF123L15-2525B-140BM R/LF123L110-20B-140BM
R/LF123L16-2525BM R/LF123L063-16BM 5512 044-011 5680 043-17 (30IP)
R/LF123L25-2525BM R/LG123L100-16BM
R/LF123L25-3225BM R/LF123L100-20BM
R/LF123L25-2525B-050BM
R/LF123L28-2525B-075BM
R/LF123L28-2525B-140BM
R/LF123L28-3225B-075BM 5512 044-01 5680 043-17 (30IP)

R/LF123L.28-3225B-140BM

C5-R/LF123 L13-35060B
C6-R/LF123 L16-45065B

3212 012-360

5680 043-17 (30IP)

C5-R/LF123 L25-35070B
C6-R/LF123 L25-45075B

3212 012-360

5680 043-17 (30IP)

R/LF123L32-3225BM
R/LF123L32-3232BM
R/LF123M32-3232B
NF123M32-4040B
R/LF123M32-4040B

R/LF123L138-20BM
R/LF123L138-24BM
R/LF123M125-20B
NF123M125-24B
R/LF123M125-24B

5512 044-011

5512 044-01

5680 043-17 (30IP)

5680 048-07 (30IP)

1) For holder without M in the ordering code, use screw 3212 012-360

5691 029-06
5691 029-02




PARTING AND GROOVING

Spare parts

CoroCut® external screw clamp tools

Nozzle for Coromant Capto® cutting

units

3

Cutting unit size  |Nozzle

C3-C4
C5-C6

5691 029-06
5691 029-02

Shank holders

Metric

Inch

Coromant Capto®

1

Clamping screw

2

Key (Torx Plus)

R/LF123M50-4040B

R/LF123M200-24B

5512 046-01

5680 048-15 (25IP)

R/LF123R32-3232B
NF123R32-4040B
R/LF123R32-4040B

R/LF123R125-20B
NF123R125-24B
R/LF123R125-24B

5512 044-01

5680 048-07 (30IP)

R/LF123R50-4040B

R/LF123R200-24B

3212 012-311

5680 048-15 (25IP)

R/LG123G07-1616C
R/LG123G07-2020C
R/LG123G07-2525C

R/LG123G028-10C
R/LG123G028-12C
R/LG123G028-16C

3212 012-310

5680 043-17(301P)

R/LG123H13-2525B-040BM
R/LG123H13-2525B-052BM
R/LG123H13-2525B-064BM
R/LG123H13-2525B-092BM
R/LG123H13-2525B-132BM
R/LG123H13-2525B-220BM
R/LG123H13-2525B-300BM

R/LF123H050-2525B-040BM
R/LF123H050-2525B-052BM
R/LF123H050-2525B-064BM
R/LF123H050-2525B-092BM
R/LF123H050-2525B-132BM
R/LF123H050-2525B-220BM
R/LF123H050-2525B-300BM

5512 044-01

5680 043-17(301P)

R/LG123H20-2525B-064BM
R/LG123H20-2525B-092BM
R/LG123H20-2525B-132BM

R/LG123H079-16B-064BM
R/LG123H079-16B-092BM
R/LG123H079-16B-132BM

5512 044-011

5680 043-17 (30IP)

R/LG123K08-2020C
R/LG123K08-2525CM

R/LG123K032-12C
R/LG123K032-16CM

5512 044-01

5680 043-17 (30IP)

R/LG123K20-2525B-058BM
R/LG123K20-2525B-088BM
R/LG123K20-2525B-168BM

R/LG123K079-16B-058BM
R/LG123K079-16B-088BM
R/LG123K079-16B-168BM

5512 044-011

5680 043-17 (30IP)

R/LG123L.20-2525B-050BM
R/LG123L20-2525B-075BM
R/LG123L20-2525B-140BM

R/LG123L079-16B-050BM
R/LG123L079-16B-075BM
R/LG123L079-16B-140BM

5512 044-011

5680 043-17 (30IP)

R/LX123J16-2525B-070
R/LX123J16-3232B-070

R/LX123J062-16B-070
R/LX123J062-20B-070

3212 012-360

5680 043-17 (30IP)

R/LX123L25-2525B-007
R/LX123L25-3232B-007

R/LX123L095-16B-007
R/LX123L095-20B-007

3212 012-360

5680 043-17 (30IP)

R/LX123G04-2020B-045
R/LX123G04-2525B-045

R/LX123G016-12B-045
R/LX123G016-16B-045

3212 012-309

5680 043-15 (25IP)

R/LX123J05-2020B-045
R/LX123J05-2525B-045
R/LX123J05-3225B-045

R/LX123J020-12B-045
R/LX123J020-16B-045
R/LX123J020-20B-045

3212 012-360

5680 043-17 (30IP)

1) For holder without M in the ordering code, use screw 3212 012-360
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Spare parts

PARTING AND GROOVING

CoroCut® parting blade

Spring clamp 1 2 31

Parting blade Clamping screw Key (Torx Plus) Insert key
N123D15-21A2 - - 5680 058-01
N123D15-25A2 - -

N123E15-21A2 - - 5680 058-01
N123E20-25A2 - -

N123F30-21A2 - - 5680 058-01
N123F55-25A2 - -

N123G30-21A2 - - 5680 058-01
N123G55-25A2 - -

N123H55-25A2 - - 5680 058-01
N123J55-25A2 - - 5680 058-01
N123K55-25A2 - - 5680 058-01

R/LF123E25-25B1

3212 012-259

5680 043-14 (20IP

R/LF123F25-25B1

3212 012-259

5680 043-14 (20IP

R/LF123G25-25B1

3212 012-259

5680 043-14 (20IP

R/LF123H32-25B1

3212 012-259

R/LF123M100-45B1

5512 046-01

5680 043-15 (25IP

R/LF123M120-93B1

5512 046-01

5680 043-15 (25IP,

R/LF123R120-93B1

3212 012-311

(201P)
(201P)
(201P)
5680 043-14 (201P)
(251P)
(251P)
(251P)

5680 043-15 (25IP

1) Optional part delivered to separate order.

CoroCut® internal screw clamp tools

Shank holders 1 2

Metric Inch Clamping screw Key (Torx Plus)
R/LAG123D 04-16B R/LAG123D 016-10B 5512 031-03 5680 043-13 (15IP,
R/LAG123D 05-20B R/LAG123D 020-12B 5512 031-03 5680 043-13 (15IP,
R/LAG123E 05-20B R/LAG123E 020-12B 5512 031-03 5680 043-13 (15IP

R/LAG123E 07-25B
R/LAG123E 09-32B

R/LAG123E 028-16B
R/LAG123E 035-20B

3212 012-259
3212 012-259

5680 043-14 (20IP,
5680 043-14 (20IP,

R/LAG123G 06-20B
R/LAG123G 07-25B
R/LAG123G 09-32B
R/LAG123G 11-40B

R/LAG123G 024-12B
R/LAG123G 030-16B
R/LAG123G 037-20B
R/LAG123G 043-24B

5512 031-03

3212 012-309
3212 012-309
3212 012-309

5680 043-13 (15IP,
5680 043-15 (25IP,
5680 043-15 (25IP
5680 043-15 (25IP

R/LAG123H 07-25B
R/LAG123H 10-32B
R/LAG123H 11-40B
R/LAG123H 13-50B

R/LAG123H 030-16B
R/LAG123H 039-20B
R/LAG123H 043-24B
R/LAG123H 051-32B

3212 012-309
3212 012-359
3212 012-360
3212 012-360

5680 043-15 (25IP,

5680 043-17 (30IP,
5680 043-17 (30IP,

R/LAG123J 08-25B
R/LAG123J 11-32B
R/LAG123J 11-40B
R/LAG123J 13-50B

R/LAG123J 031-16B
R/LAG123J 045-20B
R/LAG123J 045-24B
R/LAG123J 051-32B

3212 012-309
3212 012-359
3212 012-360
3212 012-360

5680 043-15 (25IP
5680 043-17 (30IP
5680 043-17 (30IP,
5680 043-17 (30IP,

R/LAG123K 11-40B
R/LAG123K 13-50B

R/LAG123K 043-24B
R/LAG123K 053-32B

3212 012-360
3212 012-360

5680 043-17 (30IP,
5680 043-17 (30IP,

R/LAX123J 25-40B-020
R/LAX123L 25-40B-020

R/LAX123J094-24B-020 5512-044-01
R/LAX123L094-24B-020 5512-044-01

5680 043-17 (30IP,
5680 043-17 (30IP,

)
)
)
)
)
)
)
)
)
)
5680 043-17 (30IP)
)
)
)
)
)
)
)
)
)
)
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PARTING AND GROOVING

Spare parts

CoroCut® 3 external tools

Shank holders

Metric

Coromant Capto®

Inch

Clamping
screw

Key (Torx Plus)

Screwdriver?)

RF123T06-1010BM

RF123T023-06BM -

5513 020-632

5680 049-01 (15IP)

5680 046-01 (8IP)

RF123T06-1212BM
RF123T06-1616BM

RF123T023-08BM -
RF123T023-10BM

5513 020-623

5680 049-01 (15IP)

5680 046-01 (8IP)

C3-RF123T06-22045BM
C4-RF123T06-27060BM

5513 020-623)

5680 049-01 (15IP)

5680 046-01 (8IP)

RF123T06-2020BM
RF123T06-2525BM
RF123T06-3232BM

RF123T023-12BM -
RF123T023-16BM
RF123T023-20BM

5513 020-623)

5680 049-01 (15IP)

5680 046-01 (8IP)

LF123U06-1010BM

LF123U023-06BM -

5513 020-632

5680 049-01 (15IP)

5680 046-01 (8IP)

LF123U06-1212BM
LF123U06-1616BM

LF123U023-08BM -
LF123U023-10BM

5513 020-623

5680 049-01 (151P)

5680 046-01 (8IP)

C3-LF123U06-22045BM
C4-LF123U06-27060BM

5513 020-623

5680 049-01 (15IP)

5680 046-01 (8IP)

LF123U06-2020BM
LF123U06-2525BM
LF123U06-3232BM

LF123U023-12BM -
LF123U023-16BM
LF123U023-20BM

5513 020-623)

5680 049-01 (15IP)

5680 046-01 (8IP)

1) Optional part to be ordered separately.
2) For holders without M in the ordering code use screw 5513 020-09
3) For holders without M in the ordering code use screw 5513 020-32

Nozzle for Coromant Capto® cutting

units

3
Cutting unit size  |Nozzle
C3-C4 5691 029-08
C5-C6 5691 029-02
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Spare parts

PARTING AND GROOVING

Insert changing and clamping for T-Max Q-Cut® external spring clamp tools

Shank holders

Metric

Inch

Insert key

Shank holders

Metric

Inch

Insert key

R/L151.20-0808-20
R/L151.20-1010-20
R/L151.20-1212-20
R/L151.20-1612-20
R/L151.20-1616-20

R151.20-06-20
R/L151.20-08-20
R/L151.20-10-20

R/L151.20-1212-25
R/L151.20-1612-25
R/L151.20-1616-25
R/L151.20-2012-25
R/L151.20-2016-25
R/L151.20-2020-25
R/L151.20-2525-25

R/L151.20-08-25
R/L151.20-10-25
R/L151.20-12-25

R/L151.20-1612-30
R/L151.20-1616-30
R/L151.20-2012-30
R/L151.20-2016-30
R/L151.20-2020-30
R/L151.20-2020-30A
R/L151.20-2525-30A

R/L151.20-10-30
R/L151.20-12-30
R/L151.20-12-30A

5680 057-021

R/L151.21-1616-20
R/L151.21-1616-25
R/L151.21-2020-25

R/L151.21-10-20
R/L151.21-10-25
R/L151.21-12-25

R/L151.21-2020-30
R/L151.21-2525-30
R/L151.21-3225-30

R/L151.21-12-30
R/L151.21-16-30

151.2-12-20-5
151.2-12-25-5
151.2-17-25-5
151.2-17-30-5
151.2-22-30-5
151.2-28-30-5

5680 057-021

R/L151.20-2020-40
R/L151.20-2525-40
R/L151.21-2020-40
R/L151.21-2525-40
R/L151.21-3225-40
R/L151.21-2525-40A
R/L151.21-3225-40A
R/L151.21-3232-40

R/L151.20-12-40

R/L151.21-12-40
R/L151.21-16-40
R/L151.21-16-40A
R/L151.21-20-40

R/L151.21-2525-50
R/L151.21-3232-50
R/L151.21-2525-60
R/L151.21-3232-60

R/L151.21-16-50
R/L151.21-20-50
R/L151.21-16-60
R/L151.21-20-60

5680 057-011

151.2-28-40-5
151.2-28-60-5
G
Blades Insert key Blades Insert key
151.2-27-20-8 5680 057-021 151.2-27-40-8 5680 057-011
151.2-27-25-8 151.2-27-50-8
151.2-27-30-8 151.2-40-40-8
151.2-36-30-8 151.2-40-50-8
151.2-40-20-8 151.2-56-50-8
151.2-40-25-8 151.2-56-60-8
151.2-40-30-8 151.2-21-40
R/L151.2-16-30-8 151.2-25-40
151.2-21-20 151.2-25-50
151.2-21-25 151.2-25-60 H
151.2-25-25
151.2-21-30
151.2-25-30
I
J
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PARTING AND GROOVING

Spare parts

T-Max Q-Cut® external screw clamp tools

Shank holders

Metric

Inch

Coromant Capto®

Clamping screw

Key (Torx Plus)

R/LB151.22-24-20
R/LB151.22-24-25
R/LB151.22-24-30

3212 012-259

5680 043-14 (201P)

R/LB151.22-24-40
R/LB151.22-24-50
R/LB151.22-24-60
R/LB151.22-24-80

3212 012-360

5680 043-17 (30IP)

R/LF151.22-1616-20
R/LF151.22-2020-20
R/LF151.22-2525-20

R/LF151.22-10-20
R/LF151.22-12-20
R/LF151.22-16-20

C3-R/LF151.22-22045-20
C4-R/LF151.22-27050-20
C5-R/LF151.22-35060-20

3212 012-259

5680 043-14 (201P)

R/LF151.22-1616-25
R/LF151.22-2020-25
R/LF151.22-2525-25

R/LF151.22-10-25
R/LF151.22-12-25
R/LF151.22-16-25

C3-R/LF151.22-22050-25
C4-R/LF151.22-27050-25
C5-R/LF151.22-35060-25

3212 012-259

5680 043-14 (20IP)

R/LF151.22-1616-30
R/LF151.22-2020-30
R/LF151.22-2525-30
R/LF151.22-3225-30

R/LF151.22-12-30
R/LF151.22-16-30
R/LF151.22-20-30

C3-R/LF151.22-22050-30
C4-R/LF151.22-27055-30
C5-R/LF151.22-35060-30
C6-R/LF151.22-45065-30

3212 012-259

5680 043-14 (20IP)

R/LF151.22-2020-40
R/LF151.22-2525-40
R/LF151.22-3225-40

R/LF151.22-12-40
R/LF151.22-16-40
R/LF151.22-20-40

C4-R/LF151.22-27055-40
C5-R/LF151.22-35060-40
C6-R/LF151.22-45065-40

3212 012-360

5680 043-17 (30IP)

R/LF151.22-2525-50
R/LF151.22-3225-50

R/LF151.22-16-50
R/LF151.22-20-50

C4-R/LF151.22-27055-50
C5-R/LF151.22-35060-50
C6-R/LF151.22-45065-50
C8-R/LF151.22-42080-50

3212 012-360

5680 043-17 (30IP)

R/LF151.22-2525-60
R/LF151.22-3225-60

R/LF151.22-16-60
R/LF151.22-20-60

C5-R/LF151.22-35060-60
C6-R/LF151.22-45065-60
C8-R/LF151.22-42080-60

3212 012-360

5680 043-17 (30IP)

C8-R/LF151.22-42080-80

3212 012-360

5680 043-17 (30IP)

R/LS151.22-2525-20

R/LS151.22-12-20

C3-R/LS151.22-22045-20
C4-R/LS151.22-27050-20

3212 012-259

5680 043-14 (20IP)

R/LS151.22-2525-25

R/LS151.22-12-25
R/LS151.22-16-25

C3-R/LS151.22-22050-25
C4-R/LS151.22-27050-25
C4-R/LS151.22-35060-25

3212 012-259

5680 043-14 (20IP)

R/LS151.22-2020-30
R/LS151.22-2525-30

R/LS151.22-12-30
R/LS151.22-16-30
R/LS151.22-20-30

C3-R/LS151.22-22050-30
C4-R/LS151.22-27055-30
C5-R/LS151.22-35060-30

3212 012-259

5680 043-14 (201P)

R/LS151.22-2020-40
R/LS151.22-2525-40

R/LS151.22-16-40
R/LS151.22-20-40

C4-R/LS151.22-27055-40
C5-R/LS151.22-35060-40

3212 012-360

5680 043-17 (30IP)

R/LS151.22-2525-50
R/LS151.22-3225-50

R/LS151.22-20-50

C4-R/LS151.22-27055-50
C5-R/LS151.22-35060-50

3212 012-360

5680 043-17 (30IP

Nozzle for Coromant Capto®

cutting units

R/LS151.22-2525-60
R/LS151.22-3225-60

R/LS151.22-20-60

C5-R/LS151.22-35060-60
C6-R/LS151.22-45065-60

3212 012-360

5680 043-17 (30IP)

3
Cutting unit size |Nozzle
C3-C4 5691 029-01
C5-C6 5691 029-02

R/LB151.23-24-20
R/LB151.23-24-25
R/LB151.23-24-30

3212 012-059

5680 043-14 (201P)
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R/LB151.23-24-40
R/LB151.23-24-50
R/LB151.23-24-60
R/LB151.23-24-80

3212 012-360

5680 043-17 (30IP)

R/LF151.23-1616-20M1
R/LF151.23-2020-20M1
R/LF151.23-2525-20M1

R/LF151.23-08-20
R/LF151.23-10-20

C3-R/LF151.23-22050-20
C4-R/LF151.23-27055-20
C5-R/LF151.23-35060-20

3212 012-309

5680 043-14 (20IP)

R/LF151.23-1616-25M1
R/LF151.23-2020-25M1
R/LF151.23-2525-25M1

R/LF151.23-08-25
R/LF151.23-10-25
R/LF151.23-12-25

C3-R/LF151.23-22055-25
C4-R/LF151.23-27060-25
C5-R/LF151.23-35060-25

3212 012-259

5680 043-14 (201P)

R/LF151.23-1616-30M1
R/LF151.23-2020-30M1
R/LF151.23-2525-30M1
R/LF151.23-3225-30M1

R/LF151.23-12-30
R/LF151.23-16-30
R/LF151.23-20-30

C3-R/LF151.23-22055-30
C4-R/LF151.23-27060-30
C5-R/LF151.23-35060-30
C6-R/LF151.23-45065-30

3212 012-310

5680 043-15 (25IP)

R/LF151.23-2020-40M1
R/LF151.23-2525-40M1
R/LF151.23-3225-40M1

R/LF151.23-12-40
R/LF151.23-16-40
R/LF151.23-20-40

C4-R/LF151.23-27067-40
C5-R/LF151.23-35067-40
C6-R/LF151.23-45067-40

3212 012-360

5680 043-17 (30IP)

R/LF151.23-2525-50M1
R/LF151.23-3225-50M1

R/LF151.23-16-50
R/LF151.23-20-50

C5-R/LF151.23-35075-50
C6-R/LF151.23-45075-50

3212 012-360

5680 043-17 (30IP)

R/LF151.23-2525-60M1
R/LF151.23-3225-60M1

R/LF151.23-16-60
R/LF151.23-20-60

C5-R/LF151.23-35075-60
C6-R/LF151.23-45080-60

3212 012-360

5680 043-17 (30IP)
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Spare parts

PARTING AND GROOVING

T-Max Q-Cut® external screw clamp tools

Shank holders

Metric

Inch

Clamping screw

Key (Torx Plus)

R/LF151.37-2525-024B25
R/LF151.37-2525-029B25
R/LF151.37-2525-034B25
R/LF151.37-2525-044B25
R/LF151.37-2525-064B25

R/LF151.37-16-024B25
R/LF151.37-16-029B25
R/LF151.37-16-034B25
R/LF151.37-16-044B25
R/LF151.37-16-064B25
R/LF151.37-16-094B25
R/LF151.837-16-132B25

3212 012-360

5680 043-17 (30IP)

R/LF151.37-2525-027B30
R/LF151.37-2525-032B30
R/LF151.37-2525-042B30
R/LF151.37-2525-062B30
R/LF151.37-2525-112B30

R/LF151.37-16-027B30
R/LF151.37-16-032B30
R/LF151.37-16-042B30
R/LF151.37-16-062B25
R/LF151.37-16-112B30

3212 012-360

5680 043-17 (30IP)

R/LF151.37-2525-025B40
R/LF151.37-2525-030B40
R/LF151.37-2525-045B40
R/LF151.37-2525-070B40
R/LF151.37-2525-090B40

R/LF151.37-16-025B40
R/LF151.37-16-030B40
R/LF151.37-16-045B40
R/LF151.37-16-070B40
R/LF151.37-16-090B40

3212 012-360

5680 043-17 (30IP)

R/LF151.37-2525-023B50
R/LF151.37-2525-038B50
R/LF151.37-2525-058B50
R/LF151.37-2525-088B50

R/LF151.37-16-023B50
R/LF151.37-16-038B50
R/LF151.37-16-058B50
R/LF151.37-16-088B50

3212 012-360

5680 043-17 (30IP)

R/LG151.37-2525-027B30
R/LG151.37-2525-032B30
R/LG151.37-2525-042B30

R/LF151.37-16-027B30
R/LF151.37-16-032B30
R/LF151.37-16-042B30

3212 012-360

5680 043-17 (30IP)

R/LG151.37-2525-023B50
R/LG151.37-2525-038B50

R/LF151.37-16-023B50
R/LF151.37-16-038B50

3212 012-360

5680 043-17 (30IP)

NF151.42-2525-40
NF151.42-3225-40

3212 012-360

5680 043-17 (30IP)

NF151.42-2525-60
NF151.42-3225-60

3212 012-360

5680 043-17 (30IP)

R/LF151.42-2525-40
R/LF151.42-3225-40

3212 012-360

5680 043-17 (30IP)

R/LF151.42-2525-60
R/LF151.42-3225-60

3212 012-360

5680 043-17 (30IP)
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PARTING AND GROOVING

T-Max Q-Cut® internal screw clamp tools

B 120

Shank holders

Metric

Inch

Clamping screw

Key (Torx Plus)

R/LAF151.37-25-024A25

R/LAF151.37-25-024A30
R/LAF151.37-25-025A30

R/LAF151.37-40-035A50
R/LAF151.37-40-036A50

3212 012-257

5680 043-14 (201P)

3212 012-257

5680 043-14 (201P)

3212 012-359

5680 043-17 (30IP)

R/LAG151.22-25R-20
R/LAG151.22-32S-20

R/LAG151.22-D16-20
R/LAG151.22-D20-20

3212 012-257

5680 043-14 (201P)

R/LAG151.22-25R-25
R/LAG151.22-32S-25
R/LAG151.22-40T-25

R/LAG151.22-D15-25
R/LAG151.22-D20-25
R/LAG151.22-D24-25

3212 012-257

5680 043-14 (201P)

R/LAG151.22-25R-30
R/LAG151.22-32S-30
R/LAG151.22-40T-30

R/LAG151.22-D16-30
R/LAG151.22-D20-30
R/LAG151.22-D24-30

3212 012-257

5680 043-14 (20IP)

R/LAG151.22-32S-40
R/LAG151.22-40T-40
R/LAG151.22-50U-40

R/LAG151.22-D20-40
R/LAG151.22-D24-40
R/LAG151.22-D32-40

3212 012-359

5680 043-17 (301P)

R/LAG151.22-32S-50
R/LAG151.22-40T-50
R/LAG151.22-50U-50

R/LAG151.22-D20-50
R/LAG151.22-D24-50
R/LAG151.22-D32-50

3212 012-359

5680 043-17 (30IP)

R/LAG151.22-40T-60
R/LAG151.22-50U-60

R/LAG151.22-D20-60
R/LAG151.22-D24-60
R/LAG151.22-D32-60

3212 012-359

5680 043-17 (30IP)

R/LAG151.32-D12M59-25

5512 031-04

5680 043-10 (8IP)

R/LAG151.32-16M-20
R/LAG151.32-20Q-20

R/LAG151.32-D10-20
R/LAG151.32-D12-20

5512 031-03

5680 043-13 (15IP)

R/LAG151.32-16M-25
R/LAG151.32-20Q-25
R/LAG151.32-25R-25
R/LAG151.32-32S-25

R/LAG151.32-D10-25
R/LAG151.32-D12-25
R/LAG151.32-D16-25
R/LAG151.32-D20-25

5512 031-03

5680 043-13 (15IP)

R/LAG151.32-20Q-30
R/LAG151.32-25R-30
R/LAG151.32-32S-30

R/LAG151.32-D12-30
R/LAG151.32-D16-30
R/LAG151.32-D20-30

5512 031-03

5680 043-13 (15IP)

R/LAG151.32-25R-40

R/LAG151.32-D16-40

5512 031-03

5680 043-13 (15IP)

R/LAG151.32-32S-40

R/LAG151.32-D20-40

3212 012-359

5680 043-17 (30IP)

R/LAG151.32-40T-40

R/LAG151.32-D24-40

3212 012-359

R/LAG151.32-32S-50
R/LAG151.32-40T-50

R/LAG151.32-D20-50
R/LAG151.32-D24-50

3212 012-359

(

(
5680 043-17 (30IP)
5680 043-17 (30IP)

R/LAG151.32-40T-60

R/LAG151.32-D24-60

3212 012-359

5680 043-17 (30IP)

R/LAG151.32-16M12-20

R/LAG151.32-D10M47-20

5512 031-07

5680 043-10 (8IP)

R/LAG151.32-16M15-25
R/LAG151.32-20Q16-30

R/LAG151.32-D10M59-25
R/LAG151.32-D12M63-30

5512 031-04

5680 043-10 (8IP)

R/LAG151.32-20Q18-40

R/LAG151.32-D12Q71-40

5512 031-03

5680 043-10 (8IP)
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Spare parts PARTING AND GROOVING

Adaptors for CoroCut® and T-Max Q-Cut® parting blades

Radial mounting

Optional coolant
Adaptor Screw Key (mm) Clamp Plug adapter

C5-APBA-40058-21 [3212 010-410 3021 010-060 (6.0) 5412 120-01 5519 055-01 5691 050-011
C6-APBA-60060-25 3212 010-411 3021 010-060 (6.0) 5412 120-02 5519 055-01 5691 050-011
C8-APBA-60068-25 3212 010-411 3021 010-060 (6.0) 5412 120-02 5519 055-01 5691 050-011
(6.0)
(6.0)

C6-APBA-80068-45 {3212 010-412 3021 010-060 5412 120-08 5519 055-01 5691 050-011
C8-APBA-80068-45 3212 010-412 3021 010-060 5412 120-08 5519 055-01 5691 050-011

Axial mounting

Optional coolant
Adaptor Screw Key (mm) Clamp Plug adapter

C5-APBR/L-31095-21 {3212 010-410 3021 010-060 (6.0) 5412 120-01 5519 055-01 5691 050-011
C6-APBR/L-37147-25 {3212 010-411 3021 010-060 (6.0) 5412 120-02 5519 055-01 5691 050-011
C8-APBR/L-46155-25 |3212 010-411 3021 010-060 (6.0) 5412 120-02 5519 055-01 5691 050-011 G

1 2 3 4

Adapter Clamp Clamp screw  Insert key" Key (Size, mm)
C4-151.2-25040-21 150.2-820 269-833 5680 057-021 3021 010-040 (4.0)
C5-151.2-33040-21 150.2-820 269-833 5680 057-011 3021 010-040 (4.0)
C6-151.2-43045-21

C5-151.2-33040-25

C6-151.2-43045-25
1) Accessories to be ordered separately
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PARTING AND GROOVING

Spare parts

Tool block for CoroCut® 1- and 2-edge T-Max Q-Cut®

Coolant adaptor

B 122

Tool block 1 2 3
Metric Inch Clamp Clamp screw  Key (mm)
151.2-2020-21M 151.2-12-21M 5412 120-01 3212 010-410 3021 010-060 (6.0)
151.2-2520-21
151.2-2020-25 151.2-16-25M 5412 120-02 3212 010-411 3021 010-060 (6.0)
151.2-2520-25 151.2-20-25M
151.2-3232-25 151.2-24-25M
151.2-3232-45 151.2-20-45 5412 120-03 3212 010-412 3021 010-060 (6.0)
151.2-4040-45 151.2-24-45
151.2-5050-93 151.2-32-93 5412 120-04 3212 010-464 3021 010-080 (8.0)
4 5 6 7 8
Nozzle Mounting screw Plug Key (mm) Key (mm)
5691 029-02 3212 010-358 5519 055-01 3021 010-050 (5.0) 3021 010-060 (6.0)
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Spare parts

PARTING AND GROOVING

T-Max® external and internal tools for ceramic inserts

@

g

T-Max® ceramic boring bars

1 2 3

Clamp Clamp
Ceramic shank holders Right hand Left hand Clamp screw Key (Torx Plus)
R/LF150.23-3244M-0317C 5412 117-01 5412 117-02 3212 036-506 5680 043-17 (30IP)
R/LF150.23-3244M-0476C 5412 117-05 5412 117-06 3212 036-506 5680 043-17 (30IP)
R/LF150.23-3244M-0635C 5412 117-09 5412 117-10 3212 036-506 5680 043-17 (30IP)
R/LF150.23-3244M-0952C 5412 117-17 5412 117-18 3212 036-506 5680 043-17 (30IP)

1 2 3

Clamp Clamp
Boring bar Right hand Left hand Clamp screw Key (Torx Plus)
R/LAG150.23-50V-0317C 5412 115-01 5412 115-02 3212 106-504 5680 043-16 (271P)
R/LAG150.23-50V-0476C 5412 115-05 5412 115-06 3212 106-504 5680 043-16 (271P)
R/LAG150.23-50V-0635C 5412 115-03 5412 115-04 3212 106-504 5680 043-16 (271P)
R/LAG150.23-50V-0952C 5412 115-11 5412 115-12 3212 106-504 5680 043-16 (271P)
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PARTING AND GROOVING

Feed recommendations and geometry descriptions

CoroCut® 1- and 2-edge inserts

Parting

Radial feed
Insert width (/z), mm, inch

Stainless steels and sticky materials
Very good chip control at low feeds.
The positive geometry eliminates the

4.0 voo [l reennnns . oy
123-CF 157 risk of built-up edge.
recnsomii 1313 S Gives soft cutting action.
WIpe '2 5 Generates good surface finish, due to
0987 T wiper design on the side.
Low feed choice 0.||:|5 0:1 0.|2 Available as CoroCut 2-edge inserts.
.002 .004 .008
Feed (f,), mm/r, inch/r
IRad:taI f%?: . inch Parting off stainless steels
nsert wi (l2), mm, iinc Also recommended for thin walled
1%?_ R tubes and small diameter components
123-CM o in all materials.
1571 e The positive geometry eliminates the
131-2- seraneflliensissisens risk of built-up edge.
’ 25 | P Low cutting forces resulting in reduced
.098 vibration.
Medium feed choice 2.0 | siliiaiie
.079
1.5 R
.059 — : : , Available as CoroCut 1 and 2-edged
0.05 041 0.2 0.3 0.4 i
002.004  .008 .02 .06 inserts.
Feed (f,), mm/r, inch/r
Radial feed Rough machining

Insert width (/z), mm, inch

Strong cutting edges, reduce risk of
edge fractures.

6.0 Suitable for parting off bars and
123-CR 236 ] [ETETTTITITIT]  TLTLTTTITTICrarTT ) p g
50 interrupted cuts.
1977 s B For steel and cast iron, but also
T‘gg_ e e suitable for stainless steels when there
3.0 is a need for strong edges.
1187 e p—— Available as CoroCut 1 and 2-edged
High feed choice .098 — - i : : inserts.
0.05 0.1 0.2 0.3 0.4
.002.004 .008 012 .016
Feed (f,), mm/r, inch/r
Radial feed Pip and burr free machining.

123-CS

Low feed

Insert width (/3), inch

3.0

117

25

.09g 7 -

2.0 | ..
H m

.079

1.5
.059

01 02
004 .008 fr), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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Coromant

Ideal solution for minimizing pips and
burrs on components thanks to the
sharp cutting edge and front angles of
10° and 15°.

Recommended for small components.
Suitable for free cutting steel.
Available as CoroCut 2-edge inserts.
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Feed recommendations and geometry descriptions PARTING AND GROOVING
CoroCut® 1- and 2-edge inserts
Grooving
Radial feed Axial feed For precision grooves
Insert width (/a), mm, inch Cutting depth (ap), mm, inch Good accuracy and repeatability due to
tight tolerances on inserts.
123-GF 8.0 Low cutting forces and good surface
315 e finishing due to sharp cutting edge.
?3% 7 srosilleerers Large number of different widths,
501 L men Designed for side turning.
‘ng Available as CoroCut 2-edge inserts.
1577 e Can be ordered as Tailor Made with
3.0 - different insert width and corner radii.
Low feed choice 1213
0797 =
1.5 ..o
.058 n- T T 0
0.05 0.1 0.2 ! ! ! Y y '
.002.004  .008 O 9% Xt %% a9 o
Feed (f,), mm/r, inch/r Feed (f,), mm/r, inch/r
Radial feed
Insert width (), mm, inch Grooving in all materials
Outstanding chip control. G
123-GM 354591 - Rer(-jfuces chip width giving good
8.0 | surfaces.
315 -
6.0
236 -
5.0
197 1 wnrenafllvernnnns
4.0
X . 157 ] B
Medium feed choice 3.0
- | e llrereane
.118
20 | ..
M Seat size -079 . . . . ’ H
: 0.05 0.1 0.2 0.3 0.4
2, mm (inch) .002.004  .008 .0i2  .016
9-11 (.354-.433)
Feed (fn), mm/r, inch/r
IRadiaI f((eje: . o Rough grooving, strong cutting edge for
nsert width (i), mm, inc tough condtions like grooving through
: 15.0 cast skin.
123-GR 590 - ...............................-........................ Good for Widening of grOOVeS.

I I 1
0.25 0.3 0.4 0.5
.010 .012 .016 .020

Feed (f,), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138

B125



PARTING AND GROOVING

Feed recommendations and geometry descriptions

CoroCut® 1- and 2-edge inserts

Grooving

123-GS

Radial feed
Insert width (/z), mm, inch

Axial feed
Cutting depth (ap), mm, inch

Allround geometry for grooving with low
feed in most materials.

Perphery ground with sharp cutting
edge.

Insert width (/z), mm, inch

40 1.0
57 e .039
) 30 g
Low feed choice 118 05
20 I 020
o9 ™
005 01 0.15 0 ' ' —
! ; Y 0 0.05 0.1 0.15
-002 .004 .006 002 .004  .006
Feed (), mm/r, inch/r Feed (f,), mm/r, inch/r
Radial feed

Alternative for finish grooving of
hardened materials
Maintains close tolerances and gives

123-GE 8.0 excellent finish on components.
3157 S Available as CoroCut 1-edged inserts.
6.0
.236
5.0
197
4.0
1577 -
Cubic boron nitride T T [ .
tipped .118 .
0.05 0.1 0.15
.002 .004 .006
Feed (f,), mm/r, inch/r
PI’OfI|Ing Excellent for profiling in all materials
Outstanding chip control even at low
Radial feed Axial feed feeds and small depths of cut.
Insert width (/2), mm, inch Cutting depth (ap), mm, inch Good surface finish.
Available as CoroCut 1 and 2-edged
123-BM 8.0 | 5.0 4 inserts.
315 - L S
6.0 4.0 ]
.236 7 T 5771 9 ~
5.0 a0 6.0
1971 e el 28
4.0 197
- co 20 40
‘ . .157 0797 157 —
Medium feed choice 3.0 . 3.0
118 1.00 118
T T T T .039
01 02 03 04
.004 .008 .012 .016 0 — T T T T T T T
) 0 0102 03 04 05 06 0.7 0.8 0.9 1.0
Feed (f)), mm/r, inch/r .004.008.012.016.020.024.028 .031.035.039
Feed (f,), mm/r, inch/r
Radial feed Axial feed

197 7]

.079

Insert width (/z), mm, inch

8.0
315 7] ssciiess
6.0

.236 7 .-

5.0 -

4.0

1577 v

3.0

1187 v

20 | ..

0.1 02 03 04
.004.008 .012 .016
Feed (f,), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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Cutting depth (ap), mm, inch

SANDVIK

Excellent for profiling in stainless
steel, HRSA and other sticky
materials

HRSA and other sticky materials.
Outstanding chip control at low
feeds and small depths of cut.
Good surface finish. Sharp cutting
edge.

Available as CoroCut 2-edge inserts.
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Feed recommendations and geometry descriptions

PARTING AND GROOVING

CoroCut® 1- and 2-edge inserts

Profiling L
Allround geometry for profiling with low
chip thickness in most materials.

Radial feed Axial feed o ph i
Insert width (/z), mm, inch Cutting depth (ap), mm, inch Z;p ery ground with sharp cutting
edge.

123-RS 4.0 e e 1.0

157 ) .039
3.0
a1 ™ 05
2.0 I .020
09 ™
005 01 0.15 0= ' : i
’ - Y 0 0.05 0.1 0.15
002 .004 .006 002 004 006
Feed (f,), mm/r, inch/r Feed (f,), mm/r, inch/r
Radial feed Axial feed Alternative for finish profiling of
Insert width (=), mm, inch Cutting depth (ap), mm, inch hardened materials
Gives outstanding productivity and
exceptional surface finish.

123-RE 80| . 504 . .

3157 "™ A97 ), Available as CoroCut 1- edged inserts.
6.0 .. 4.0 |

2367 ™ 1577 8
5.0 :

1977 "= 118720
4.0 i

1577 - 204

Cubic boron nitride 3.0 ... .

- .118 1.0 3 G

tipped 005 01 015 0397.

.002 .004 .006 ol
Feed (f,), mm/r, inch/r 0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
.002 .004.006 .008.010.012.014.016.018 .020
Feed (f,), mm/r, inch/r
Radial feed Axial feed Alternative for finish profiling of non-
Insert width (/5), inch Cutting depth (ap), inch ferrous materials.
Gives outstanding productivity and
123-RS 8.0 | — 1%?‘ exceptional surface finish.
315 : For use under stable conditions. H
25‘,;%- . 948 Available as CoroCut 1-edged inserts.
5.0 e o |28
1977 - 304,
4.0 "l
1577 pog )
Diamond tipped 3.0 .m L
PP 118 ke 8-
01 02 03 04 :
.004 .008 .012 .016 0
Feed (fn)1 inch/r 0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
002 .004 .006.008.010.012.014.016.018 .020
Feed (fy), inch/r

Aluminium profiling First choice for profiling in non-ferrous |
materials.

. . hip fl ivi rf
Radial feed Axial feed fG_O_"f] chip flow giving good surface
Insert width (/3), mm, inch Cutting depth (ap), mm, inch Inish. )

Sharp cutting edge.
50 Available as CoroCut 2-edge inserts.

123-AM 8.0 1§7 T

. ol . I
315 a0] 2
6.0 . 577 8
236 -
3.0 |
118
. . - - 2.0
01 02 03 04 .079
.004 .008 .012 .016 J

Feed (), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138

T T T T T T T T T T
0 010203 04 05 06 07 08 09 1.0
Feed (f,), mm/r, inch/r
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PARTING AND GROOVING Feed recommendations and geometry descriptions

CoroCut® 1- and 2-edge inserts

Turning and plunge turning

Radial feed Axial feed The first choice for plunge
Insert width (/z), mm, inch Cuttlng depth (ap), mm, inch turning and face grooving
8.0 5.0 Suitable for all turning operations in
123-TF 3157 s Bl 1977 8. stainless steels.
irzcu%"‘f 6.0 v e e nes 40 The positive geometry eliminates the
w p Egg 157 risk of built-up edge.
1977 I 3.0 | Good chip control and surface finish
40 | e g Wiper design on the side.
. .157 027-3—. . Available as CoroCut 1 and 2-edged
Low feed choice %g_ TP - '1 . inserts.
0_' 5 0_'1 U.I2 I:l.|3 O.I4 0397 First choice for face grooving.
002 .004 .008 .012 .016 5
Feed (f,), mm/r, inch/r 0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
.002 .004 .006 .008.010.012.014.016.018 .020
Feed (f,), mm/r, inch/r
Radial feed Axial feed General turning operations
Insert width (/5), mm, inch Cutting depth (ap), mm, inch The positive geometry eliminates the
8.0 50 risk of built-up edge.
375 ] sl .197 7] Available as CoroCut 2-edge inserts.
123-TM 6.0 40 !
.236 ] e 577 -
5.0
G 1977 - 1ig] s
4.0 .
1577 Hisas 28-
i i 3.0 !
Medium feed choice Pere R 10 -
T T T T .039
0.05 0.1 0.2 0.3
.002.004 .008 .012 0 —r—rT—T——r—T——r———
Feed (f,), mm/r, inch/r 0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
.002 .004 .006 .008 .010.012.014.016.018..020
Feed (f), mm/r, inch/r
CoroCut® 3-edge inserts First choice for shallow parting
First choice in most materials
H  Shallow parting Sharp edge line, chip breaking
geometry
Radial feed To be used at normal cutting speeds
Insert width (/z), mm, inch 100 — 250 m/min (330 — 820 ft/mir
)
2.0
079 [ETTITTTTS  [TTTTTTTTIIrrrTe N
.059 -
1.0
T T T Feed (), mm/r, inch/r
0.05 0.1 0.15
.002 .004 .006
I Radial feed First choice for shallow parting
Insert width (/5), mm, inch at low speeds
20 For sticky materials and ball bearing
079 s Wl @rerane materials
15 Extremely sharp edge line with an
.059 e open chip former
1.0 e e e To be used for non-ferrous materials
-039 : i : at normal cutting speeds 100 — 250
0.05 0.1 0.15 m/min (330 — 820 ft/min )
.002 .004 .006

Right (R) or left (L) hand inserts to be

X used for pip and burr free machining
Feed (f,), mm/r, inch/r

m = Recommended starting value at normal speeds
@ = Recommended starting value at low speeds
For cutting speed recommendations, see page B138
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Feed recommendations and geometry descriptions PARTING AND GROOVING
CoroCut® 3-edge inserts
Grooving
Radial feed Axial feed
Insert width (/3), mm, inch Cutting depth (ap), mm, inch
3.0 - Insert width
118 o 2.0-318 MM
25 | : .079-,125 inch
.098
2.0 1 e 05 | o . Insert width
.079 020 | | Tl 0.5-1.5 mm
1.5 [T PPN .020-.059 inch
.059
1.0 0 T -
0397 e 0 005 01 015
05 .002 .004 .006
= T o
.020 .
T T T T Feed (f,), mm/r, inch/r
0.05 0.1 0.15 0.2
.002 .004 .006 .008
Feed (f,), mm/r, inch/r
Profiling
Radial feed Axial feed
Insert width (/z), mm, inch Cutting depth (ap), mm, inch
3.0 | veeBlessensesrenennsanns Insert width
118 s 20-318 MM
2.5 | ' .079-.125 inch
.098 G
20 0.5 Insert width
079 e 020 [T 05-1.5 MM
151 mmissssn -020-.059 inch
.059
1.0 0 T -
0397 e 0 005 01 015
05 .002 .004 .006
5 S
i0eo T T T T Feed (f,), mm/r, inch/r
0.05 0.1 0.15 0.2
.002 .004 .006 .008
Feed (f,), mm/r, inch/r
m = Recommended starting value at normal speeds H

@ = Recommended starting value at low speeds
For cutting speed recommendations, see page B138
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PARTING AND GROOVING

Feed recommendations and geometry descriptions

T-Max Q-Cut® 151.2 inserts

Parting

161.2-4E

High feed choice

Radial feed
Insert width (/5), mm, inch

8.0 |
315 EELTTTT TP SPT IO PTCTPSTTTOPPIITE]  PETTTRTPITTTTT e
6.0
5.0
4.0
157 7
3.0 |
.118
2.5 |
.098

0.1 0.2 0.3 0.4 0.5
.004 .008 .012 .016 .020

Feed (f,), mm/r, inch/r

First choice for parting off bars

Strong geometry ideal for interrupted cuts.
For parting off steel and cast iron.
Good chip control at high feeds.

151.2-5E

High feed choice

Radial feed
Insert width (/5), mm, inch

.%g_ e SO,
.1%?' R
_%g_ vreeree s e
'029-3_ SR S—

2.0 messeen
.079 -

0.1 0.2 0.3 0.4
.004 .008 012 016
Feed (f,), mm/r, inch/r

First choice for parting off tubes

Particularly recommended for thin walled tubes and small
diameter components in all materials.
For parting off stainless steel.

161.2-5F

Radial feed
Insert width (/5), mm, inch

197 -
4.0
157 1 sesressrafuencncius
3.0
18 1 e

25
.098 | e

2.0
079 1 BT N

0.1 0.2 0.3 0.4
.004 .008 .012 .016
Feed (f,), mm/r, inch/r

Optimizer to minimize pips and burrs on components

due to sharp cutting edge, with a wide choice of front
angles

Recommended for stainless steels, ductile and work
hardening materials.

151.2-7E ,
-CHNOLOS
wiper

Low feed choice

Radial feed
Insert width (/z), mm, inch

157 -
3.0
118
25
098 7| rEee

0.1 0.2 Feed (f), mm/r, inch/r
.008

Alternative for good chip control at low feeds
Soft cutting action.

Low cutting forces.

Generates good surface finish, due to Wiper design.
Very good chip control.

151.2-9E

.118

Radial feed
Insert width (/z), mm, inch

4.0

57 e

3.0

2.5

0987 e

Feed (f,), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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Optimizer for ball bearing operations and long chipping
materials

Good chip control giving high productive and problem-free
machining.
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Feed recommendations and geometry descriptions PARTING AND GROOVING

T-Max Q-Cut® 151.2 inserts

Grooving

Radial feed First choice for general purpose grooving.
Insert width (i2), mm, inch Outstanding chip control.
8.0 Reduces chip width giving good surfaces.

3157 For grooving in all materials
151.2-5G 2632 4

5.0
197 ] TY  TTTIITT
4.0
1577 e W

Medium feed choice 3.0 | si i shisaiis
118

2.0 |
079

0.1 0.2 03
.004 .008 012
Feed (f,), mm/r, inch/r

Radial feed Alternative choice for precision grooving.
Insert width (/5), mm, inch

Good accuracy and repeatability due to tight tolerances on

- 10.0 - inserts.
151.2-4G -394 Low cutting forces and good chip control in a wide range of
_381'2_ eevnaenilansenee materials.
6.0 - Sharp cutting edge.
2532 Can be ordered as Tailor Made with different insert width and
197 71 e corner radii.
Low feed choice 4.0
577 e G
3.0
1181 T e
2.0
o797 _ .
0.1 0.2 0.3
.004 .008 012
Feed (f,), mm/r, inch/r
Radial feed Alternative choice when chip control is of prime
Insert width (/3), mm, inch importance at high production rates.
10.0 Particularly recommended for mass production operations,
151.2-6G .394 R e.g. cam shaft production. H
TECHNOLOSY 8.0
High feed choice 0.1 0.2 03 0.4 05
.004 .008 012 .016 .020
Feed (f,), mm/r, inch/r
Radial feed Alternative for finish grooving of hardened materials

Insert width (), inch Maintains close tolerances and gives excellent finish on

6.0 components.

151.2-EG -2532 N |
197 ool
e
E I

Sggé% boron nitride %gg gul %32

Feed (f,), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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PARTING AND GROOVING

Feed recommendations and geometry descriptions

T-Max Q-Cut® 151.2 inserts

Profiling

Radial feed
Insert width (/z), mm, inch

Axial feed
Cutting depth (ap), mm, inch

First choice for profiling in all materials.

Outstanding chip control even at low feeds
and small depths of cut. Generates good

Insert width (/z), mm, inch

Cutting depth (ap), mm, inch

38?2 i — 0 surface finish.
151.2-5P : 6.0 Al la For profiling in all materials.
.236 T 1577 80
315
5.0 | J— 3.0 6.0
197 118 7] 2533\
4.0 - Ny
— - 2‘0 _19?
-’:g 0797 40 i
Medium feed choice 18 oromm-.e 10l 30 L
0397 .118
01 02 03
.004 .008 .012 0+
Feed (f,), mm/r, inch/r 0 01020304 0506 07 08 09 1.0
.004.008.012.016.020.024.028 .031.035.039
Feed (f,), mm/r, inch/r
Radial feed Axial feed Optimizer for profiling and turning in

stainless steels and heat resistant
materials where there is a risk of built-up

. S 10.0 - 50 edges forming.
“ -394 ’ Generates excellent surface finish.
,33];2 y o _;45‘9 1 Recommended for stainless steels and heat
6.0 | - 3.0 | resistant materials. Diamond coated (grade
’25?3 i €D1810) is a good alternative for finish
1977 ol o5 profiling of non-ferrous materials.
145'2- ol 1.0 J
‘ 3.0 o
: 118- - 0 T T T T T T T T T T
01 02 03 0 01020304 05 06 07 0.8 09 1.0
004 .008 .012 .004.008.012.016.020.024.028 .031.035.039
Feed (f), mm/r, inch/r Feed (f), mm/r, inch/r
Radial feed Axial feed Alternative fon: finish profiling of non-
Insert width (), mm, inch Cutting depth (ap), mm, inch ferrous materials.
Gives outstanding productivity and
151.9-F-P ;T.g_ — sol | exceptional surface f|n|sh.' .
S0 1971 fa For use under stable conditions
e
5.0 U ’ 6.0
1977 = 3.0 %%
4.0 - 118 | 197
T - 4.0
LN
Diamond tipped b I i
: 1.0
01 02 03 039 =5
.004 .008 .012 .
Feed (fn), mm/r, inch/r 0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
.002.004 .006 .008.010.012.014..016.018 .020
Feed (), mm/r, inch/r
Radial feed Axial feed Alternative for fI.nISh profiling of
Insert width (ls), mm, inch Cutting depth (ap), mm, inch hardened materials.
Gives outstanding productivity and
5.0 exceptional surface finish.
151.2-E-P 201 - 197 ] P
6.0, ... '
2367 "™ 1697
5.0
o 3.0
'ng 1187
1577 2.0
3.0 079
Cubic boron nitride o
tioped .118 1.0
PP 0.05 01 015 039

.002 .004 .006
Feed (f), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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Feed (f,), mm/r, inch/r
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Feed recommendations and geometry descriptions

PARTING AND GROOVING

T-Max Q-Cut® 151.2 inserts

Turning
Radial feed Axial feed First choice for turning with
Insert width (/), mm, inch Cutting depth (ap), mm, inch T-Max Q-Cut® .
6.0 5.0 4 Good chip control.
; seeeee e 197 ) )
151 .9-5T .236 Versatile - one insert can replace two
’ _,%? R _;45'9- conventional (one left and one right
4.0 0 |.23 hand).
5 om0
) . 3.0 et s 20/ 4
Medium feed choice  .778 o791
' 0.1 0.2 03 19
.004 .008 012 .0397
Feed (f), mm/r, inch/r 0 -
0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
.002 .004 .006 .008.010.012.014.016.018 .020
Feed (f,), mm/r, inch/r
Radial feed Axial feed Alternative, especially for turning
Insert width (/2), mm, inch Cutting depth (ap), mm, inch with high feeds.
6.0 IR 197 Good chip control.
2533 40 Versatile - one insert can replace two
197 sl 1577 conventional.
4.0 3.0
157 e e 118
3.0
.118 e e &9
High feed choice 01 0.2 03 10
.004 .008 012  .039
Feed (f,), mm/r, inch/r 0
0 0.05 01 0.15 0.2 035 0.3 0.35 0.4 0.45 05
.002 .004 .006 .008.010.012.014.016.018 .020
Feed (f,), mm/r, inch/r
Undercutting
Radial feed For the turning of reliefs and undercuts.
Insert width (), mm, inch Large clearance angle permits undercutting of smaller
8.0 diameters down 23 mm (.906 inch).
.315 7 seeeeee il
151.2-4U 6.0
.236 7 I
5.0
197 1 TTTTE  TTTTTTTTTITT
4.0
157 [ T TITTIT
3.0
1187 I TLILLTII
200 mmeieeres
o079 L™
0.1 0.2 0.3
.004 .008 .012
Feed (f), mm/r, inch/r
Parting
First choice for Multi-Spindle machines.
Radial feed First choice for parting off in low speed applications.
Insert width (/5), mm, inch ) ) . )
Parting and breakdown where cutting oil is applied
41;;% cerserrreelorrerresersesnseisssnnne Parallel wiper design for excellent flatness and surface finish
151.2-3F :‘.’.96 Insert widths of 1.57, 2.39, 3.17, 3.96 mm (.062, .094,
.1-56_ ...... Wevvrvnnnnnnnnn 125, 156 inch)
3,-;? ses40sisseeesseisasssess Neutral 5°, 10° and 15° right hand front angle
- B
‘094 -
157 cmeevieiiens
o062 ™
0.1 0.2 0.3 0.4
.004 .008 012 .016

Feed (f,), mm/r, inch/r
m = Recommended starting value.

For cutting speed recommendations, see page B138
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PARTING AND GROOVING

Feed recommendations and geometry descriptions

T-Max Q-Cut® 151.3 inserts

Internal grooving

Radial feed Note:
Insert width (), mm, inch Inserts type 15.1.3 (-4G, -7G and -7P) can
only be used with holders type F151.37 or
8.0
315 1 [ R bars type AG151.32
6.0
236 71 IITTIOT  XTITIIII
159-?_ T Alternative choice for internal grooving
4.0 of smallest bores.?
) 157 7] I Good accuracy and repeatability due to tight
Low feed choice _%g B tolerances on inserts.
2.0 Low cutting forces and good chip control in a wide
o079 1= . . . range of materials.
0.1 0.2 0.3 i
004 008 012 Sharp cutting edge.
Feed (f,), mm/r, inch/r
Face grooving
First choice for face
Radial feed Axial feed grooving.
Insert width (/z), mm, inch Cutting depth (ap), mm, inch Good chip control both when
6.0 T ,1%?' cutting first groove and opening
151.3-7G .236 - up. Smaller diameter grooves
G 'TECH%‘? 1%(7) PR _745‘?,- Iy can be cut. Excellent stability.
wlp 4.0 = 20 For face grooving in all
. - ssifiisidaiss 1187 materials.
Medium feed for I E—
hoi 3.0 2.0
choice 1ig W oop
T T T T T T 1.0
0.05 01 0.5 0.2 025 03 0397
.002 .004  .006 .008 .010 .012
H 0 T T T T T T T T T T
Feed (fn), mm/r inch/r  ™'57605 01 0.15 0.2 0.25 0.3 0.35 0.4 0.45 0.5
.002 .004 .006 .008.010.012.014.016.018 .020
Feed (f,), mm/r, inch/r First choice for internal
turning/grooving
H Good chip
- = Axial feed, approx. range, inch/r, first cut control.Generates good
= Axial feed, approx. range, inch/r, opening cut surface finish, due to Wiper
design.
Radial feed Axial feed .
I Insert width (i), mm, inch Cutting depth (ap), mm, inch For profiling in face
60 5.0 4 grooving operations.
236 el 197 Good chip control in both axial
151.3-7P 5.0 40 SR
197 B T o and radial direction.
Well suited also for internal
4.0 30 8 . ;
157 sl 1187 - profiling operations.
3.0 3
o 20] -
118 07971
01 02 03 10| &
.004 .008 .012 039 ] -
Feed (f,), mm/r, inch/r 0 :

01 0.2 0.3 0.4 05 06 0.7 0.8 0.9 1.0
.004.008.012.016.020.024.028 .031.035.039
Feed (f,), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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Feed recommendations and geometry descriptions PARTING AND GROQVING

CoroThread®

Circlip grooving

Radial feed

Insert width (/z), mm, inch .
Alternative for good economy when

4.;3_ v B grooving circlips.
.1
315 High productivity and reliability through low
] K7 3 cutting forces with reduced vibration.
254R/LG 215 1 o, Three cutting edges give good economy.
088 Recommended for use in all materials.
110 ] o
.043
T T
0.1 0.2
.004 .008

Feed (f,), mm/r, inch/r

m = Recommended starting value.
For cutting speed recommendations, see page B138
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PARTING AND GROOVING Cutting data

Cutting data recommendations for CoroCut® XS

Parting off Grooving
Insert width (/z), mm, inch Insert width (/z), mm, inch
A a5 A
20 |
2.0 | - .079
079 175
is 069 7 -
o~ _ [ECTTTTTITIIITTY  TELTrTrrree 1.5
.059 g ——
1.0 | 1.25
039 | 049 - EETTTTTTITIOINT  Trrrrrry
0.7 | e .039 -
-028 - Feed (fn), mm/r, %;3 - s
! I I = inch/r ’
002 006 0.1 0.14 05 | T —
L0008 .0024 .0039 .0055 .020 Feed (fn), mm/r,
T T T T—® inch/r
B = Recommended starting value. 0.02 0.06 0.1 0.14
.0008 .0024 .0039 .0055
Turning Back turning
Cutting depth (ap), mm, inch Cutting depth (ap), mm, inch
A A
G 3.0 | 3.0 |
.118 118
20 | 2.0 |
079 079
1.0 | 1.0
039 039
005 | S— 005 | ~—
.002 | | | | » Feed(fy), mm/r, .002 | | | | » Feed(fy), mm/r,
002 006 01 014 inch/r 002 006 01 014 inch/r
.0008 .0024 .0039 .0055 .0008 .0024 .0039 .0055
H
Threading, (Infeed recommendations)
Metric 60°
UN 60°
Pitch, mm |a, mm ap inch nap Can be used for thread types:
0.20 0.12 .005 4 - 1SO metric 60°
0.25 0.15 .006 4 - UN60°
0.30 0.18 .007 4 - NPT Pitch, t.p.i. |ap mm ap inch nap
0.35 0.20 .008 4 72 0.22 .0086 4
0.40 0.25 .010 4 ap = total depth of thread 64 0.25 .0098 4
| 0.45 0.28 .011 4 nap = number of passes 56 0.28 .0110 4
0.50 0.28 .011 4 48 0.33 .0129 4
0.75 0.46 .018 4 44 0.36 .0142 4
1.00 0.61 .024 5 40 0.40 .0157 4
1.25 0.74 .029 6 36 0.43 .0169 4
1.50 0.89 .035 6 32 0.49 .0193 5
1.75 1.07 .042 8 28 0.56 .0220 5
2.00 1.22 .048 8 24 0.65 .0256 5
20 0.80 .0315 6
. . 18 0.86 .0339 6
Cutting speed recommendations 16 0.97 0382 7
Cutting speed (v¢), m/min (ft/min) 14 1.12 0441 8
J 13 1.19 .0469 8
12 1.30 .0512 9
Grade 1025/1105 IE @ E IE]

60-200  60-180  90-400  20-50
(195-655) (195-590) (295-1310) (65-165)
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Cutting data PARTING AND GROOVING

Cutting data recommendations for CoroCut® MB

Turning
Insert size 07
Cutting depth (ap), mm, inch

A

0.5 |
.020

0.05 |
.002 » Feed (f,), mm/r,

0.02 0.05 0.1 inch/r
.0008 .002 .004

Threading, (Infeed recommendations)

.047-.059

Grooving and face grooving

Insert width (/2), mm, inch

A

3.0 |
.118

25 |
.098

1.7-2.0 _|
.067-.079

1.2-15 _|

0.7-1.0 |
.028-.039

- - | » Feed (f), mm/r,

| T .
001 0015 002 0025 0.03 inch/r
0004 .0006 .0008 .001 .0012

m = Recommended starting value.

Thread Insert ap mm |ap inch |nap Thread Insert ap mm |ap inch |nap G
V-profile 60° MB-07THO50VM-10R/L  |0.33 |.013 |4 ACME 29° MB-07TH160AC-11R 0.96 |.038 |6
MB-07TH100VM-10R/L  |0.64 |.025 |5 MB-07TH140AC-11R 1.09 |.043 |7
MB-07TH150VM-10R/L  |0.89 |.035 |6 MB-07TH120AC-11R 124 |.049 |8
MB-07TH200VM-10R/L  [1.19 |.047 8 MB-07TH100AC-11R 1.60 |.063 |10
MB-07TH250VM-10R/L  |1.50 |.059 |10 MB-07THO80AC-11R 1.90 |.075 |12
Metric 60° MB-07THO50MM-10R/L  |0.33 |.013 |4 STUB-ACME 29° |MB-07TH160SA-10R 0.66 |.026 |5
MB-07TH100MM-10R/L  |0.64 |.025 |5 MB-07TH140SA-10R 0.74 |.029 |5
MB-07TH150MM-10R/L  |0.89 |.035 |6 MB-07TH120SA-10R 0.81 |.032 6
MB-07TH175MM-10R/L  [1.07 |.042 8 MB-07TH100SA-10R 1.09 |.043 |7
MB-07TH200MM-10R/L  [1.19 |.047 |8 MB-07THO80SA-10R 1.27 |.050 |8
MB-07TH250MM-10R/L  |[1.50 |.059 |10
UN 60° MB-07TH320UN-10R/L  |0.48 |.019 |4 H
MB-07TH280UN-10R/L  |0.58 |.023 5
MB-07TH240UN-10R/L  |0.66 |.026 5
MB-07TH200UN-10R/L  |0.79 |.031 6
MB-07TH180UN-10R/L  |0.86 |.034 6
MB-07TH160UN-10R/L  |0.94 |.037 7
MB-07TH140UN-10R/L  |1.09 |.043 8
Whitworth 55° MB-07TH190WH-10R/L  |0.91 |.036 |6
MB-07TH140WH-10R/L  |1.21 |.048 |8
MB-07TH110WH-10R/L  |1.54 |.061 9
NPT 60° MB-07TH180NT-10R/L 111 |.044 8
MB-07TH140NT-10R/L 142 |.056 |10
ap = total depth of thread |
nap = number of passes
Cutting speed recommendations
Cutting speed (v¢), m/min (ft/min)
Grade 1025 IE‘ @ @ [EI
60-200 60-180 90-400 20-50
(195-655) (195-590) (295-1310) (65-165)
J
Grade CB7015 EI
60-200
(195-655)
SANDVIK B 137
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PARTING AND GROOVING Cutting data

Cutting speed recommendations, metric values
The recommendations are valid for use with cutting fluid.

ISOP Steel Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell CT525 | GC3115 | GC3020
ket hex, mm =~ feed f,, mm/r
0.05-0.5 \ 0.05-0.5 | 0.05-0.5
Cutting speed (vc), m/min
MCNo. |No. |Material i HB 9 speed (v
Unalloyed
P1.1.Z.AN |01.1 |C=0.1-0.25% 1500 125 235-170 355-185 355-185
P1.2.Z.AN |01.2 |C =0.25-0.55% 1600 150 220-155 330-140 330-140
P1.3.Z.AN |01.3 |C =0.55-0.80% 1700 170 210-145 300-125 300-125
Low-alloy 5%
P2.1.Z.AN |02.1 |Non-hardened 1700 180 205-145 290-135 290-135
P2.5.Z.HT |02.2 |Hardened and tempered 1850 275 185-120 270-105 270-105
P2.5.ZHT |02.2 |Hardened and tempered 2050 350 150-100 220-85 220-85
High-alloy >5%
P3.0.Z.AN |03.11 |Annealed 1950 200 130-100 260-115 260-115
P3.0.Z.HT |03.21 |Hardened tool steel 3000 325 80-55 205-75 205-75
Castings
P1.5.C.UT |06.1 |Unalloyed 1550 180 150-100 175-75 175-75
P2.6.C.UT [06.2 |Low-alloy (alloying elements <5%) 1600 200 135-85 200-90 200-90
P3.0.C.UT |06.3 |High-alloy (alloying elements >5%) 2050 225 115-70 160-75 160-75
P3.2.C.AQ |06.33 |[Manganese steel, 12-14% Mn 2900 250 75-50 90-50 90-50
ISOM Stainless steel Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell CT525 | GC1105 | GC1005
ket hex, mm ~ feed f,, mm/r
0.05-0.5 | 0.05-05 [ 0.05-0.5
cMC N/mm2 HB Cutting speed (v¢), m/min

MC No. No. |Material

Ferritic/martensitic
Bars/forged
G P5.0.Z.AN [05.11 |Non-hardened 1800 200 195-135 400-175 400-175
P5.0.Z.PH [05.12 |PH-hardened 2850 330 135-95 215-95 215-95
P5.0.Z.HT |05.13 |Hardened 2350 330 150-100 255-110 255-110
Austenitic
Bars/forged
M1.0.Z.AQ [05.21 |Austenitic 1800 180 190-130 435-190 435-190
M1.0.Z.PH |05.22 |PH-hardened 2850 330 115-80 235-100 235-100
M2.0.Z.AQ |05.23 |Super austenitic 2250 200 130-90 260-115 260-115
Austenitic-ferritic (Duplex)
Bars/forged
M3.1.Z.AQ [05.51 |Non-weldable = 0.05%C 2000 230 115-90 335-145 335-145
M3.2.Z.AQ |05.52 |Weldable < 0.05%C 2450 260 90-70 300-130 300-130
Ferritic/martensitic
Cast
H P5.0.C.UT [15.11|Non-hardened 1700 200 165-115 - -
P5.0.C.HT |15.13 |Hardened 2150 330 110-75 - -
Austenitic
Cast
M1.0.C.UT [15.21 |Austenitic 1700 180 160-110 - -
15.22 |PH-hardened 2450 330 95-65 - -
Austenitic-ferritic (Duplex)
Cast
M3.1.C.AQ [15.51 |Non-weldable = 0.05%C 1800 230 100-80 - -
M3.2.C.AQ |15.52 |Weldable < 0.05%C 2250 260 80-60 - -
ISO K Cast iron Specific Hardness
cliting force | Brinell GC4225
cl
I
MC No. ﬁmc Material Ul —
Malleable
07.1 |Ferritic (short chipping) 790 130 340-170 325-160 320-170
K1.1.C.NS |07.2 |Pearlitic (long chipping) 900 230 250-115 240-110 235-110
Grey
K2.1.C.UT [08.1 |Low tensile strength 890 180 290-140 275-135 275-130
K2.2.C.UT |08.2 |High tensile strength 970 220 250-120 235-115 240-115
Nodular SG iron
K3.1.C.UT [09.1 |Ferritic 900 160 260-115 245-110 250-105
K3.3.C.UT [09.2 |Pearlitic 1350 250 205-100 195-90 195-90
K3.4.C.UT |09.3 |Martensitic 2100 380 145-70 140-65 140-70

B 138

N3 - NHNI1



TURN - ENG

Cutting data

PARTING AND GROOVING

TOUGHNESS >>>>
GC4225 GC1115 GC1125 GC1025 GC2135 GC1145 \ GC235 |
0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 | 0.05-0.5 |
340-180 360-180 295-145 235-115 205-100 200-100 165-130
315-140 325-145 265-115 210-90 180-75 185-75 150-120
290-120 290-130 235-105 185-85 175-70 175-70 140-105
280-130 290-135 235-110 185-85 175-80 180-85 140-110
265-100 250-115 205-95 165-75 155-70 165-70 120-85
215-80 200-95 165-75 135-60 125-55 130-55 95-70
255-105 255-115 205-95 170-75 155-70 160-75 70-60
195-75 185-75 150-65 120-50 105-45 105-45 45-33
165-70 - 135-65 110-55 105-50 110-50 100-70
190-85 - 160-85 130-65 120-60 125-65 90-55
130-95 - 120-50 80-45 90-40 85-38 80-45
85-45 - 70-40 55-30 50-29 - 100-80
TOUGHNESS >>>>
GC1115 GC1125 GC1025 GC2135 GC1145 GC235 H13A [
0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 0.05-0.5 [
235-110 190-85 160-70 145-65 150-60 130-100 90-70 G
185-85 150-65 120-55 110-45 110-45 90-70 60-40
200-90 160-70 130-55 120-50 125-50 100-75 70-50
265-125 215-100 175-80 165-70 165-65 125-95 100-65
185-90 150-70 120-55 105-50 110-50 75-55 50-33
200-95 160-75 130-60 115-55 105-50 85-65 65-45
225-105 180-85 145-70 135-60 145-60 125-95 -
185-90 150-70 120-55 110-50 115-50 95-70 -
215-100 175-80 140-65 130-60 140-55 110-85 75-60 H
- 145-65 120-50 110-45 115-45 70-55 50-38
230-110 185-90 150-70 135-60 145-60 105-80 70-45
150-80 120-65 95-50 90-45 90-45 65-50 45-29
195-95 155-75 125-60 115-55 120-55 110-85 -
155-80 125-65 105-50 95-45 95-45 85-60 -
GC1125 Geto2s___ | __HIA | [ /|
0.05-0.5 00505 | | [ I
255-125 205-100 100-85
170-95 140-75 70-55
210-110 170-85 80-65
175-90 140-70 80-60
185-95 150-80 70-55
150-75 120-60 60-45
100-55 85-45 40-30
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PARTING AND GROOVING

Cutting data

Cutting speed recommendations, metric values
The recommendations are valid for use with cutting fluid.

ISON Non-ferrous material Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell CcD10 ‘ GC1005 [ H10
ket hex, mm =~ feed f,, mm/r
0.05-0.5 \ 0.06-0.31 | 0.05-0.8
MC No. ﬁmc Material N/mm?2 HB Cutting speed (v¢), m/min
Aluminium alloys
N1.2.Z.UT [30.11|Wrought or wrought and coldworked, non-aging 400 60 2100 (2650 - 265) | 1900 (2400 - 240) | 1800 (2250-225)
N1.2.Z.AG |30.12 650 100 2100 (2650 - 265) | 1900 (2400 - 240) | 1800 (2250-225)
Aluminium alloys
N1.3.C.UT [30.21 |Cast. non aging 600 75 2100 (2650 - 265) | 1900 (2400 - 240) | 1800 (2250-225)
N1.3.C.AG |30.22 |Cast or cast and aged 700 90 2100 (2650 - 265) | 1900 (2400 - 240) | 1800 (2250-225)
Aluminium alloys
30.41 |Cast, 13-15% Si 700 130 1600 (2000 - 200) | 500 (630 - 65) 450 (560-55)
N1.4.C.NS |30.42 |Cast, 16-22% Si 700 130 800 (1000 - 100) 350 (440 - 45) 300 (375-38)
Copper and copper alloys
N3.3.U.UT |33.1 |Free cutting alloys, 21% Pb 550 110 600 (750 - 75) 500 (630 - 65) 500 (630-65)
N3.2.C.UT [33.2 |Brass, leaded bronzes, <1% Pb 550 90 600 (750 - 75) 500 (630 - 65) 500 (630-65)
N3.1.U.UT [33.3 |Bronze and non-leadad copper incl. electrolytic copper 1350 100 300 (375 - 38) 300 (375 - 38) 300 (375-38)
ISO S Heat resistant super alloys Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell SO05F ‘ GC1105 [ GC1005
ket hex, mm ~ feed f,, mm/r
0.05-0.3 \ 0.05-0.3 | 0.05-0.3
MC No. ﬁg’!c Material N/mm?2 HB Cutting speed (vc), m/min
Iron base
S1.0.U.AN [20.11 |Annealed or solution treated 2400 200 200-135 180-120 70-38
S1.0.U.AG |20.12 |Aged or solution treated and aged 2500 280 165-110 150-100 150-100
Nickel base
S2.0.Z.AN |20.21 |Annealed or solution treated 2650 250 100-60 90-55 90-55
S2.0.Z.AG |20.22 |Aged or solution treated and aged 2900 350 90-60 80-50 80-50
S2.0.C.NS |20.24 |Cast or cast and aged 3000 320 80-50 70-45 70-45
Cobalt base
S3.0.Z.AN |20.31 |Annealed or solution treated 2700 200 100-65 90-60 90-60
S3.0.Z.AG |20.32 |Solution treated and aged 3000 300 90-55 80-50 80-50
S3.0.C.NS |20.33 |Cast or cast and aged 3100 320 80-50 70-45 70-45
Titanium alloys Rm1
S4.1.Z.UT |23.1 |Commercial pure (99.5% Ti) 1300 400 - - -
S4.2.Z.AN |23.21 |, near o and o + B alloys, annealed 1400 950 - - -
o + B alloys in aged conditions, B alloys, annealed or aged
S4.3.Z.AG |23.22 1400 1050 - - -
ISOH Material Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell CB20 ‘ CC670 | CB7015
ket hex, mm ~ feed f,, mm/r
0.05-0.1 \ 0.05-0.1 | 0.05-0.1
N/mm?2 HB . .
MC No. ﬁmc Hardened material SR ) it
Extra hard steel
H1.3.Z.HA |04.1 |Hardened and tempered 4300 60 HRC 125-120 110-100 145-135
Chilled
H2.0.C.UT |10.1 |Cast or cast and aged 2250 400 200-195 110-100 -

1) Rm = ultimate tensile strength measured in MPa.
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Cutting data

PARTING AND GROOVING

TOUGHNESS >>>>
GC1125 | GC1025 [ H13A \ \ |
0.05-0.8 | 0.05-0.8 \ 0.05-0.8 [ \ |
1500 (1900 - 190) | 1500 (1900 - 190) | 1500 (1900 - 190)
1500 (1900 - 190) | 1500 (1900 - 190) | 1500 (1900 - 190)
1500 (1900 - 190) | 1500 (1900 - 190) | 1500 (1900 - 190)
1500 (1900 - 190) | 1500 (1900 - 190) | 1500 (1900 - 190)
400 (500 - 50) 400 (500 - 50) 400 (500 - 50)
250 (315 - 31) 250 (315 - 31) 250 (315 - 31)
350 (440 - 45) 350 (440 - 45) 350 (440 - 45)
400 (500 - 50) 400 (500 - 50) 400 (500 - 50)
250 (315 - 31) 250 (315 - 31) 250 (315 - 31)
TOUGHNESS >>>>
H10 | GC1115 | GC1125 | GC1025 | H1I3A | GC2135 | GC1145 | GC235 | CC670 | CB7015
0.0503 | 00503 | 00503 | 00503 | 00503 | 00503 | 00503 | 00503 [ 00503 | 00503
- 100-55 80-45 60-35 50-37 50-29 45-34 50-37 - -
- 70-40 55-33 45-28 40-26 40-26 45-30 40-26 - -
- 65-40 50-32 45-28 30-23 40-26 29-23 30-23 600-320 400-300
- 60-32 45-26 40-22 20-13 35-21 19-13 20-13 500-250 350-250
- 45-23 35-18 30-16 20-13 25-10 20-13 20-13 250-120 200-125
- 70-50 55-38 50-33 35-27 45-28 34-23 35-27 410-220 250-150
- 60-32 45-26 40-22 23-15 35-17 23-12 23-15 350-210 250-150
- 45-23 35-18 30-16 20-13 25-14 19-13 20-13 320-150 200-125
190-150 310-140 220-100 190-95 175-145 170-80 - - - -
80-60 100-55 80-45 65-37 70-60 - - - - -
70-55 95-45 75-37 60-32 65-55 - - - - - H
TOUGHNESS >>>>
| | \ | | | \ |
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PARTING AND GROOVING Cutting data

Cutting speed recommendations, inch values
The recommendations are valid for use with cutting fluid.

ISOP Steel Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell CT525 | Gec3115 | GC3020
ket hex, inch ~ feed, f, inch/r
.002-.020 [ .002-.020 |  .002-.020
. Cutting speed (V¢) ft/min
MCNo. |No._ |Material Lol HB 9 speed (1
Unalloyed
P1.1.Z.AN [01.1 |C=0.1-0.25% 216,500 125 770-550 1150-610 1150-610
P1.2.Z.AN [01.2 |C=0.25-0.55% 233,000 150 720-510 1050-460 1050-460
P1.3.Z.AN |01.3 |C =0.55-0.80% 247,000 170 690-475 980-405 980-405
Low-alloy 5%
P2.1.Z.AN |02.1 |Non-hardened 249,500 180 670-475 950-440 950-440
P2.5.Z.HT |02.2 |Hardened and tempered 268,000 275 600-400 880-335 880-335
P2.5.Z.HT |02.2 |Hardened and tempered 298,000 350 485-320 710-270 710-270
High-alloy >5%
P3.5.Z.AN |03.11 |Annealed 282,000 200 425-320 840-375 840-375
P3.5.Z.HT |03.21 |Hardened tool steel 435,000 325 260-180 670-245 670-245
Castings
P1.5.C.UT [06.1 |Unalloyed 225,000 180 490-330 570-235 570-235
P2.6.C.UT [06.2 |Low-alloy (alloying elements <5%) 230,500 200 440-280 650-290 650-290
P3.0.C.UT [06.3 |High-alloy (alloying elements >5%) 300,500 225 375-230 520-245 520-245
P3.2.C.AQ |06.33 |Manganese steel, 12-14% Mn 420,500 250 245-165 290-155 290-155
ISOM Stainless steel Specific Hardness <<<< WEAR RESISTANCE
cutting force  |Brinell CT525 | GC1105 [ GC1005
ket hex, inch ~ feed, f, inch/r
.002-.020 [ .002-.020 | .002-.020
CMC Ibs/in2 HB

MC No. No. |Material Cutting speed (V¢) ft/min

Ferritic/martensitic
Bars/forged
G P5.0.Z.AN [05.11 |Non-hardened 262,000 200 640-440 1300-570 1300-570
P5.0.Z.PH |05.12 |PH-hardened 411,500 330 450-310 710-305 710-305
P5.0.Z.HT |05.13 |Hardened 340,000 330 485-330 840-365 840-365
Austenitic
Bars/forged
M1.0.Z.AQ [05.21 |Austenitic 259,000 180 620-430 1450-610 1450-610
M1.0.Z.PH |05.22 |PH-hardened 414,000 330 370-255 770-330 770-330
M2.0.Z.AQ |05.23 |Super austenitic 328,000 200 420-290 860-370 860-370
Austenitic-ferritic (Duplex)
Bars/forged
M3.1.Z.AQ [05.51 |Non-weldable = 0.05%C 286,500 230 375-295 1100-475 1100-475
M3.2.Z.AQ |05.52 |Weldable < 0.05%C 356,500 260 295-225 980-420 980-420
Ferritic/martensitic
Cast
H P5.0.C.UT [15.11|Non-hardened 246,500 200 540-375 - -
P5.0.C.HT |15.13 |Hardened 311,000 330 355-245 - -
Austenitic
Cast
M1.0.C.UT [15.21 |Austenitic 248,000 180 520-360 - -
15.22 |PH-hardened 356,000 330 320-220 - -
Austenitic-ferritic (Duplex)
Cast
M3.1.C.AQ [15.51 |Non-weldable = 0.05%C 258,000 230 335-260 - -
M3.2.C.AQ |15.52 |Weldable < 0.05%C 326,500 260 260-200 - -
ISO K Cast iron Specific Hardness
RIEUED RO GC4225
cl
I .002-.020
MC No. .
ﬁmc Material e —
Malleable
07.1 |Ferritic (short chipping) 115,000 130 1100-560 1050-520 1050-550
K1.1.C.NS |07.2 |Pearlitic (long chipping) 131,000 230 810-370 780-355 760-350
Grey
K2.1.C.UT [08.1 |Low tensile strength 130,000 180 950-450 900-435 900-430
K2.2.C.UT |08.2 |High tensile strength 140,500 220 810-395 770-370 780-370
Nodular SG iron
K3.1.C.UT [09.1 |Ferritic 130,000 160 850-375 810-355 810-350
K3.3.C.UT [09.2 |Pearlitic 194,500 250 670-325 640-290 640-300
K3.4.C.UT |09.3 |Martensitic 307,500 380 470-230 455-220 450-220
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Cutting data

PARTING AND GROOVING

TOUGHNESS >>>>

GC4225 GC1115 [ GC1125 GC1025 | GC2135 | GC1145 \ GC235 |

.002-.020 .002-.020 \ .002-.020 .002-.020 | .002-.020 | .002-.020 | .002-.020 |

1100-590 1200-580 960-475 770-370 670-330 650-330 530-430

1050-460 1050-470 860-380 680-295 590-250 600-245 490-385

950-395 950-415 770-340 610-270 570-235 570-225 460-345

920-415 940-450 770-365 600-280 570-260 580-275 460-355

860-320 820-375 660-305 540-245 500-220 530-230 390-275

700-255 660-305 530-245 435-195 400-180 425-185 315-220

830-345 830-380 670-305 550-250 500-225 520-235 230-205

640-235 600-250 490-205 395-160 335-140 350-140 145-110

540-230 - 440-210 365-175 335-160 360-170 325-220

620-280 - 520-275 425-220 390-200 410-205 295-185

425-315 - 395-170 265-155 295-130 280-120 260-155

275-145 - 225-130 180-95 160-95 - 325-260

TOUGHNESS >>>>

GC1115 GC1125 | GC1025 GC2135 GC1145 GC235 | H13A |
.002-.020 .002-.020 | .002-.020 .002-.020 .002-.020 .002-.020 \ .002-.020 [

770-355 620-285 520-230 470-210 485-195 425-320 295-225 G
600-275 480-220 385-170 350-150 365-150 300-225 195-130

650-295 520-235 420-185 385-165 410-170 320-245 220-170

870-415 700-335 570-270 530-230 530-215 415-315 320-215

600-290 485-230 385-180 340-160 355-165 245-185 160-110

650-315 520-250 415-200 370-180 335-160 280-210 215-145

730-350 580-280 475-225 440-190 470-195 410-310 -

610-295 490-235 390-185 360-165 375-165 310-230 -

700-325 560-260 455-205 425-190 450-175 360-275 250-190 H

- 470-215 390-170 360-150 375-150 235-180 165-125

750-365 600-290 485-230 445-190 470-195 350-265 230-155

495-260 395-205 310-160 295-145 300-140 210-160 140-95

640-305 510-245 410-190 375-170 - 365-275 -

510-265 405-210 335-165 300-145 - 270-205 -

GC1125 Get2s | H13A | | | |

.002-.020 .002-.020 002020 [ ]/ | | I
830-415 670-325 325-275

560-310 455-255 230-175

680-365 560-280 265-210

570-295 460-235 260-200

600-320 490-225 230-175

485-250 390-200 195-145

330-180 270-140 135-100
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PARTING AND GROOVING

Cutting data

Cutting speed recommendations, inch values
The recommendations are valid for use with cutting fluid.

ISON Non-ferrous material Specific Hardness <<<< WEAR RESISTANCE
cutting force |Brinell CcD10 GC1005 [ H10
ket hex, inch ~ feed, f, inch/r
.002-.020 .006-.031 | .002-.020
. Cutting speed (V) ft/min
MC No. ﬁmc Material el = 9se va
Aluminium alloys
N1.2.Z.UT [30.11|Wrought or wrought and coldworked, non-aging 58,000 60 6900 (8650-860) | 6250 (7800-780) | 5900 (7400-740)
N1.2.Z.AG |30.12 94,500 100 6900 (8650-860) | 6250 (7800-780) | 5900 (7400-740)
Aluminium alloys
N1.3.C.UT [30.21 |Cast. non aging 87,000 75 6900 (8650-860) | 6250 (7800-780) | 5900 (7400-740)
N1.3.C.AG |30.22 |Cast or cast and aged 101,500 90 6900 (8650-860) | 6250 (7800-780) | 5900 (7400-740)
30.41 |Cast, 13-15% Si 101,500 130 5250 (6550-660) | 1650 (2050-205) | 1500 (1900-190)
N1.4.C.NS |30.42 |Cast, 16-22% Si 101,500 130 2600 (3250-325) | 1150 (1450-145) | 980 (1250-125)
Copper and copper alloys
N3.3.U.UT [33.1 |Free cutting alloys, 21% Pb 79,500 110 1950 (2450-245) | 1650 (2050-205) | 1650 (2050-205)
N3.2.C.UT [33.2 |Brass, leaded bronzes, <1% Pb 80,000 90 1950 (2450-245) | 1650 (2050-205) | 1650 (2050-205)
N3.1.U.UT [33.3 |Bronze and non-leadad copper incl. electrolytic copper 196,000 100 980 (1250-125) 980 (1250-125) 980 (1250-125)
1ISO S Heat resistant super alloys Specific Hardness |<<<< WEAR RESISTANCE
cutting force  |Brinell SO05F GC1105 [ GC1005
ke Rex, inch ~ feed, f, inch/r
.002-.012 .002-.012 | .002-.012
MCNo. |Ro |Material e HB  |EEpoERe i
Iron base
S1.0.U.AN [20.11 |Annealed or solution treated 348,000 200 660-435 590-385 590-385
S1.0.U.AG |20.12 |Aged or solution treated and aged 359,000 280 550-360 490-320 490-320
Nickel base
S2.0.Z.AN |20.21 |Annealed or solution treated 383,000 250 330-200 295-185 295-185
S2.0.ZAG |20.22 |Aged or solution treated and aged 420,500 350 295-200 265-165 265-165
S2.0.C.NS |20.24 |Cast or cast and aged 436,500 320 255-160 235-150 235-150
Cobalt base
S3.0.Z.AN |20.31 |Annealed or solution treated 391,500 200 330-215 295-185 295-185
S3.0.Z.AG |20.32|Solution treated and aged 432,000 300 295-180 265-165 265-165
S3.0.C.NS |20.33|Cast or cast and aged 450,500 320 255-160 235-150 235-150
Titanium Commercial pure Rm?1
S4.1.Z.UT |23.1 [(99.5% Ti) 188,500 400 - - -
Titanium alloys
S4.2.Z.AN |23.21 |a, near o and a + B alloys, annealed 203,000 950 - - -
o + B alloys in aged conditions, B alloys, annealed or aged
S4.3.Z.AG |23.22 203,000 1050 - - -
ISOH Hardened material Specific Hardness <<<< WEAR RESISTANCE
cutting force  |Brinell CB20 CC670 | CB7015
&l hex, inch ~ feed, f, inch/r
.002-.004 .002-.004 | .002-.004
CcMC Ibs/in2 HB Cutting speed (Vc) ft/min
MC No. No. |Material
Extra hard steel
H1.3.Z.HA |04.1 |Hardened and tempered 625,500 60 HRC 420-400 355-320 475-450
Chilled
H2.0.C.UT [10.1 |Cast or cast and aged 326,500 400 650-640 360-325 -

1) Rm = ultimate tensile strength measured in MPa.
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Cutting data

PARTING AND GROOVING

TOUGHNESS >>>>
GC1125 GC1025 [ H13A | | \ \
.002-.031 002-.031 \ .002-.031 | | \ |
4900 (6150-610) 4900 (6150-610) 4900 (6150-610)
4900 (6150-610) 4900 (6150-610) 4900 (6150-610)
4900 (6150-610) 4900 (6150-610) 4900 (6150-610)
4900 (6150-610) 4900 (6150-610) 4900 (6150-610)
1300 (1650-165) 1300 (1650-165) 1300 (1650-165)
820 (1050-105) 820 (1050-105) 820 (1050-105)
1150 (1450-145) 1150 (1450-145) 1150 (1450-145)
1300 (1650-165) 1300 (1650-165) 1300 (1650-165)
820 (1050-105) 820 (1050-105) 820 (1050-105)
TOUGHNESS >>>>
H10 | GCc1115 | GC1125 | GC1025 | H18A | GC21385 | GC1145 | GC235 | CC670 | CB7015
.002-.012 [ .002-.012 [ .002-012 [ .002-012 [ .002-.012 [ .002-012 [ .002-.012 [ .002-.012 [ .002-.012 | .002-.012
- 330-180 260-140 195-115 165-120 165-95 150-145 165-120 - -
- 235-135 185-110 145-90 130-85 130-85 115-75 130-85 - -
- 215-130 170-105 145-90 100-75 130-85 95-75 100-75 1950-1050 1300-980
- 190-105 150-85 130-75 65-45 115-70 65-40 65-45 1650-810 1150-820
- 140-75 115-60 100-50 65-45 80-31 65-40 65-45 820-390 650-410
- 235-155 185-125 165-110 115-90 145-90 115-75 115-90 1350-720 820-490
- 190-105 150-85 130-75 75-50 115-55 75-37 75-50 1150-680 820-490
- 140-75 115-60 100-50 65-45 80-45 65-40 65-45 1050-490 650-410
620-485 1000-455 720-325 620-310 570-470 550-265 - - - -
255-195 330-180 265-140 210-120 235-190 - - - - - H
230-180 310-155 245-120 200-105 215-175 - - - - -
TOUGHNESS >>>>
| l l | l l
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PARTING AND GROOVING

Grade descriptions

Grades for parting and grooving
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Grade descriptions PARTING AND GROOVING

Grades for parting and grooving

IE‘ Steel, cast steel, long chipping malleable iron

Basic grades

GC3115 (HC) - P15 (P05-P25)

A very high wear resistant CVD-coated grade. Especially recommended for grooving
and turning at stable conditions due to its excellent hot hardness, while also
effective in hard steels. To be used at high cutting speeds under good conditions.
GC3020 (HC) - P15 (P0O5-P25)

A very high wear resistant CVD-coated grade. Especially recommended for grooving
and turning at stable conditions due to its excellent hot hardness, while also being
effective in hard steels. To be used at high cutting speeds under good conditions.
GC4225 (HC) - P20 (P10-P35)

An all-round CVD-coated grade with excellent combination of high wear resistance
and good edge security, first choice for grooving and turning operations under stable
conditions. Medium to high cutting speeds.

GC1025 (HC) - P25 (P15-P45)

An excellent all-round grade for parting-off, grooving and turning operations. This PVD-
coated grade works very well in low carbon steel and other smearing materials.
Speeds and feeds from medium to low.

GC1125 (HC) - P30 (P15-P45)

This improved PVD-coated cemented carbide is an excellent allround grade. A first
choice for parting-off tubes in steel. Also very good in grooving and turning
operations. Speeds and feeds from medium to low.

GC2135 (HC) - P35 (P20-P50)

A CVD-coated carbide grade for toughness demanding operations such as cut-off to
centre and interrupted cuts. Back up alternative when grooving and turning. Very
good bulk and edge line toughness. To be used at low to medium cutting speeds.

Complementary grades

CT525 (HT) — P10 (PO1-P15)

A titanium based grade with excellent resistance to oxidation and smearing. For high
quality surface finishes when grooving low alloyed and alloyed steels under fairly
good conditions. Moderate cutting speeds and feeds.

GC235 (HC) - P45 (P25-P50)

Parting and grooving of steel in operations requiring toughness. Suitable for low
speeds and under unfavourable conditions.

GC1115 (HC) — P15 (PO5-P25)

Recommended to be used as a complementary grade at low feedrate or medium
cutting speed.

GC1105 (HC) - P15 (PO5-P25)

Recommended only for Small Part Machining and to be used as a complementary
grade to GC1025 at low feed rate or medium cutting speed.

Austenitic/ferritic/martensitic stainless steel, cast steel,
@ manganese steel, alloy cast iron, malleable iron, free
cutting steel.

Basic grades

GC1105 (HC)-M15 (M05-M20)

The substrate consists of a hard fine-grained WC with 6% Co for high hot hardness
and good resistance against plastic deformation. The new thin PVD TiAIN-coating with
excellent adhesion, also on sharp edges, guarantees toughness, even flank wear
and high performance. Suitable for finishing of stainless steels at high speeds.
GC1125 (HC) - M25 (M15-M35)

An improved allround PVD-coated grade. This grade has a combination of high wear
resistance and good edge security for stainless steels. First choice for grooving and
turning operations. Also good for parting-off, especially tubes. Medium to low cutting
speeds.

GC2135 (HC) — M30 (M20-M40)

First choice CVD-coated carbide grade for parting-off in stainless steel and other
toughness demanding operations. Very good bulk and edge line toughness. To be
used at medium to low cutting speeds.

GC1025 (HC) - M25 (M15-M35)

An excellent all-round PVD-coated grade with a combination of high wear resistance
and good edge security for stainless steels. Recommended for grooving and turning
operations, also good for parting-off especially tubes. Medium to low cutting speeds.
GC1145 (HC) — M40 (M40-M50)

This grade is a solution for stainless steel applications with very high demands on
toughness behavior. It is suitable in parting off operations and applications
demanding very good edge line toughness. The grade is coated with a PVD-oxide that
works well in smearing materials. The substrate has an extremely good bulk
toughness and should be used at low cutting speeds.

Complementary grades

GC1005 (HC) - M10 (M05-M20)

PVD-coated carbide. The combination of a hard fine grain substrate with good plastic
deformation resistance and a coating with high wear resistance at high
temperatures, makes this grade suitable for finishing of stainless steels at high
speeds.

CT525 (HT) - M10 (M05-M15)

A titanium based grade with excellent resistance to oxidation and smearing. For high
quality surface finishes when grooving stainless steels under good conditions.
Moderate cutting speeds and feeds.

H13A (HW) - M15 (M10-M30)

Combines good abrasive wear resistance and toughness for grooving of heat
resistant steels and titanium alloys.

GC235 (HC) — M35 (M25-M40)

Parting and grooving of stainless steels where toughness is required. Use at low
speeds and under unfavourable conditions.

GC1115 (HC) — M15 (M05-M25)

A PVD coated fine-grained carbide. The substrate has high hot hardness and good
resistance against plastic deformation combined with good edge line security. The
thin PVD-oxide coating with excellent resistance to smearing material and good
adhesion on sharp edges. This guarantees toughness,even flank wear and high
performance.

B 147




PARTING AND GROOVING Grade descriptions

Grades for parting and grooving

. Cast iron, chilled cast iron, short chipping malleable iron.

Basic grades

GC3115 (HC) - K15 (K05-K25)

A very high wear resistant CVD-coated grade for high cutting speeds in grooving and
turning under good conditions. Due to its excellent hot hardness also effective on
hard cast-iron.

GC4225 (HC) - K25 (K10 - K35)

An all-round CVD-coated grade with excellent combination of high wear resistance
and good edge security. To be used in grooving and turning operations at medium to
high cutting speeds. Also good in parting off tubes.

GC1125 (HC) - K30 (K15-K35)

A PVD-coated allround grade for toughness demanding operations and interrupted
cuts. This grade has a good edge security due to the superior coating. To be used at
medium to low cutting speeds

GC1025 (HC) - K30 (K15-K35)

A PVD-coated allround grade for toughness demanding operations and interrupted
cuts. To be used at medium to low cutting speeds.

GC1135 (HC) - K20 (K10-K30)

Good allround PVD-coated grade with good wear resistance and very good edge line
toughness for toughness demanding threading operations in K-area.

Complementary grades

GC3020 (HC) - K15 (K05-K25)

A very high wear resistant CVD-coated grade for high cutting speeds in grooving and
turning under good conditions. Due to its excellent hot hardness it is also effective
on hard cast-iron.

H13A (HW) - K20 (K10-K30)

Good abrasive wear resistance and toughness for parting/grooving of cast iron.
GC1115 (HC) - K15 - (KO5-K25)

Recommended to be used as a complementary grade at low feedrate or medium
cutting speed.

Letter symbols specifying the designation of Ceramics:
hard cutting materials: CA

Hardmetals:
HW  Uncoated hardmetal containing primarily

tungsten carbide (WC) CM  Mixed ceramics containing primarily BN

Oxide ceramics containing primarily DP
aluminium oxide (Al2Og).

E Non ferrous metals

Basic grades

CD10 (DP) — NO1 (NO1-N15)

A polycrystalline diamond (PCD) grade recommended for machining of non-ferrous
metals and non-metallic materials. Very good surface finish.

H10 (HW) — N10 (NO5-N15)

Uncoated carbide grade with good edge sharpness. Recommended for machining of
Aluminium and for intermittent cuts.

GC1005 (HC) - N10 (NO5-N15)

PVD-coated carbide grade.The combination of a hard fine grain substrate and a
coating with high wear resistance, makes this grade most suitable for roughing of
aluminium.

H13A (HW) - N20 (N10-N30)

Uncoated carbide grade. Combines good abrasive wear resistance and toughness for
parting and grooving of Aluminium alloys.

GC1025 (HC) - N25 (N15-N20)

A PVD-coated grade for toughness demanding operations, recommended for
interrupted cuts.

GC1125 (HC) - N25 (N15-N35)

A PVD-coated grade for toughness demanding operations, recommended for
interrupted cuts

GC1135 (HC) - N25 (N10-N30)

Good allround PVD-coated carbide grade with very good edge line toughness for all
kinds of threading operations in non- ferrous metals. To be used at medium cutting
speeds.

Complementary grades

GC1105 (HC) - N15 (NO5-N25)

A PVD-coated grade with excellent adhesion on sharp edges, guarantees toughness,
even flank wear and high performance.

GC1115 (HC) - N15 (N10-N20)

A PVD coated fine-grained carbide for applications when sharp edges are needed.
The combination of a hard substrate with good edge line security and a coating with
high wear resistance makes this grade suitable for toughness demanding operations
in non ferrous materials.

Diamond:
Polycrystalline diamond?

Boron nitride:
Polycrystalline boron nitride?)

aluminium oxide (Al.O3) but containing
components other than oxides.

HT Uncoated hardmetal, also called cermet,
containing primarily titanium carbides CN
(TIC) or titanium nitrides (TIN) or both.

HC Hardmetals as above, but coated CC
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Nitride ceramics containing primarily
silicon nitride (SizNa).

) Polycrystalline diamond and polycrystalline
boron nitride are also named superhard cutting
materials.

Ceramics as above, but coated.
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Grade descriptions PARTING AND GROOVING

Grades for parting and grooving

EI Heat resistant and super alloys

Basic grades

SO5F (HC) - S10 (S05-515)

MT-CVD-coated TiCN-AI203-TiN layer with a fine grained carbide substrate. An
allround grade for heat resistant super alloys. Both for high speed finishing and
roughing operations.

GC1105 (HC) - S15 (S10-S20)

The substrate consists of a hard fine-grained WC with 6% Co for high hot hardness
and good resistance against plastic deformation. The new thin PVD TiAIN-coating with
excellent adhesion, also on sharp edges, guarantees toughness, even flank wear
and outstanding performance in heat resistant super alloys.

GC1005 (HC) - S15 (S10-S20)

PVD-coated carbide. The combination of a hard fine grain substrate with good plastic
deformation resistance and a coating with high wear resistance at high
temperatures, makes this grade most suitable for Ni, Fe or Co-based heat resistant
super alloys.

H13A (HW) - S15 (S10-S30)

Uncoated carbide grade. Combines good abrasive wear resistance and toughness for
parting and grooving. First choice in titanium.

GC1025 (HC) - S25 (S15-S35)

A PVD-coated grade for toughness demanding operations, recommended for
interrupted cuts. To be used at low cutting speeds.

GC1125 (HC) - S25 (S15-S35)

A PVD-coated grade for toughness demanding operations, reccommended for
interrupted cuts. To be used at low cutting speeds

CC670 (CA) — S10 (S05-S25)

A silicon carbide whisker reinforced aluminium oxide based ceramic with excellent

bulk toughness. Recommended for heat resistant alloys under favourable conditions.

CB7015 (BN) — S15 (S05-S25)

A high performance cubic boron nitride composite also suited for heat resistant
super alloys. This grade allows sharp edges optimized for surface finish and low dept
of cuts.

GC1145 (HC) — S40 (S40-S50)

A first choice when parting off in heat resistance super alloys due to a very secure
grade. The tough substrate is coated with a PVD coating including an oxide layer to
improve the heat protection. To be used at low cutting speeds.

GC1115 (HC) — S20 (S10-S25)

Recommended for heat resistant super alloys. A PVD coated fine-grained carbide
with high hot hardness combined with superoir edge line security. Good resistance
against notch makes the grade suitable to use in difficult materials.

GC1135 (HC) - S25 (S10-S35)

Good allround PVD-coated carbide grade for toughness demanding super alloy
threading. To be used at low cutting speeds. First choise in S-area.

Complementary grades

H10 (HW) - S15 (S10-S20)

Uncoated carbide grade with good edge sharpness. Recommended for finishing in
Titanium.

GC2135 (HC) - S30 (S20 - S40)

A CVD-coated grade for toughness demanding operations such as cut-off to centre
and interrupted cuts in heat resistant super alloys.

GC235 (HC) — S30 (S25-S40)

A CVD-coated carbide grade for parting and grooving of heat resistant super alloys.
Use at low cutting speeds.

GC2145 - S40 (S30-540)

A tough PVD-coated grade. First choice in parting off in heat resistant super alloys.

E Hardened materials

Basic grades

CB20 (BN) - HO1 (HO1-H10)

High performance Cubic Boron Nitride composite. Suitable for hardened ferrous
materials. Can be used for both continuous and interrupted cuts.

CC670 (CA) — H10 (HO5-H15)

A silicon carbide whisker reinforced aluminium oxide based ceramic with excellent
bulk toughness. Primarily recommended for heat resistant alloys and hard part
turning under unfavourable conditions

CB7015 (BN) - H15 (HO5-H20)

High performance Cubic Boron Nitride composite for hardened ferrous materials.
Suitable for both continuous and interrupted cuts.
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